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HoBeble katanorn HORN - macliTa6bl Balliei NPOU3BOAUTENBHOCTH.

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

BbICTPbIE, IKOHOMUYHBIE W BbICOKOKAYECTBEHHBIE PELLEHUS.

Tenepb Mbl 4OGaBWNY B HALLW HOBbIE KaTariorn MUp Hallen 06paboTku pe3aHueM CTaHAapTHLIMU MHCTPYMEHTaMU.

- O6paboTka kaHaBOK

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

- CBepxTBep/ble pexylive MaTepuarb

- ®pesepHble CUCTEMbI

- CBeprieHve 1 pasBepTbiBaHUe OTBEPCTUIA

- TBeppocnnasHble KOHLUEBbIe hpesbl

- TokapHasi o6paboTka ¢ Boehlerit

- ®peseposaHue c Boehlerit

B kaxpaom katarnore krnaccudukaumus no paboumm onepaumsiv B 3aBUCKMOCTU OT TuMa NpoAyKumMn obrnerdut sam
ornepaTnBHbI NOUCK U3AEMNUI, ONUCAHHbLIX B COOTBETCTBUM C 3aka3oM. [pu BbIGope MHAMBMAYarbHbIX MapaMeTpoB
pesaHusi B NOMOLLb MPUBOASTCS MHOTOYMCHEHHbIE Tabnuubl C MPOBEPEHHbIMU Ha MPaKTVKE SMMMPUYECKUMM
3HAYEHUAMK.

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.
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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 KaHAaBOK M306 / M308 / M311 /| M116
Groove Milling M313 / M328 / M332 /| M335
®PpesepoBaHue KaHaBOK M275

Groove Milling

®dpe3epoBaHUe 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

3yb6ope3Hoe ¢hpe3epoBaHue
Gear Milling

®PpesepoBaHue T-o6pa3Hbix nazoB M311/M313 / M328
Milling of T-Slots M406 / M409

TexHn4yeckume peKkoMeHOauunmn
®pe3epoBaHMe KaHaBOK METOAOM KPYroBOW MHTEPNONALUU
Technical Instructions Groove Milling (by Circular Interpolation)

MonuroHanbHoe ppesepoBaHne M275/ 381
Polygon Millling

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

Cuctema DA / DAH nnynxepHoe cpesepoBaHmne u ppesepoBaHme ¢
BbLICOKUMM NofAayaMu M

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

CtaHgapTbl KayecTBa BbII'IyCKaeMOVI npoaykuuu uernnkom
N NOJIHOCTbHO COOTBETCTBYHOT TpeGOBaHVIFlM HaLnx
3aKka34mkoB. /IX MHEHME HEOCMOPMMO MMEET peLuatoLLee
3Ha4YeHune.

CoTpyOHVKKN SIBASIKOTCS ANst HAC OCHOBHOW LIEHHOCTbIO.
Bbicokasas  kBanudpmkaums 1M npodpeccuroHasnbHas
KOMMETEHTHOCTb — HEO6XOoAUMbIE KavecTBa KaX[oro
cneumanuncta. OHM AOMKHbI MOCTOSIHHO NOAAEPKUBATLCS
N COBEPLLEHCTBOBATLCS.

Hawa 3agava — OGHapy)KI/ITb noTeHumanbHble OoLIMOKK
[0 MOMEHTA MX BO3HMKHOBEHMS Y UCMOSb30BaTh AAHHbIN
OnbIT B Ka4eCTBe NnoaxoAda K ,qaanelhmemy NOCTOAHHOMY
ynyyleHUo BCcex Npon3BOOCTBEHHbIX MPOLEeCCOoB. Haww
nesuns: «CoBepLUEHCTBO Npexae Bcero!»

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

Mbl onpenensiem aKOMornvyeckue acrnekTbl BCEX BWOOB
Hallen OeATenbHOCTM, MPOoAYKLMU U YCIyr, OLeHuBas,
B KaKoW CTemneHn OHM MOTyT OKasblBaTb BO3AEWCTBIE Ha
OKpY)XaloLLyto cpedy UM C y4eToM 3Toro hopMynupyem
3KOSOrMYeckme Lenm 1 aKOMOrMYEcKyo nporpammy.

Haluy skonorvyeckue nokasaTtenu OpueHTMpoBaHbl Ha
MaKCMMarbHO BO3MOXHOE COKpalleHWe YPOBHS Liyma,
3arpAsHALLMX BO3AYX BELLECTB, OTXOA0B, CTOYHbIX BOA,
N Ha cBepexeHne PecypcoB, TakMx Kak aHeprus 1 Boga.

Bnarogaps Hallen cucteme 3KONOrM4ecKoro
MEHe)KMEHTa OXpaHa OKpy>KaloLLen cpenbl HaxoauTcs
nog, NOCTOSIHHLIM KOHTPOMEM Y COBEPLLEHCTBOBAHNEM.

COOTBETCTBUE 3aKOHOAATENBLCTBY SIBMSETCS KIOYEBbLIM
aKTopoM  (PYHKLUMOHMPOBAHWUSI  Hallen  CUCTEMbI
3KONOrMYecKoro MeHemxMeHTa. Ha ero ocHoBaHuu
OCYLLECTBMSETCSH HenpepbIBHOE pasBuTne "
ONTMMU3aLUSA CUCTEMbI IKOJTOFMYECKOTO MEHEMKMEHTA.

Mbl npuBEpP)XEHbI 3HEPreTU4ECKOM MONUTUKE, KOoTopas
OTBeYaeT KaK 3akoHoAaTellbHbIM Tpe6OBaHVI$|M n

n ,D,O6pOBOJ'IbeIM obsizatenscTBamM NPOMBbILUTIEHHbIX
COK30B, TaK W 3KOJIOrM4eCKMM W1 3KOHOMUYECKUM
TpeGOBaHMﬂM. Mbi 06$|3yemc;| NMOCTOAHHO NMPOBEPATb U
ynyduwatb dHepretTu4yeckme acnektbl U aHepreTnyHeckme
nokasarernu.

[ns onepaTuBHOM peanu3aumm Halen 3SHepPreTuyeckomn
MONMUTUKA N ONTMMU3ALMN HALUMX NMPOLECCOB B OTHOLLEHUU
achdeKkTMBHOro obOpalleHNss C 3Hepruet Mbl BHeapwUnu
cuctemy yrnpaBneHus 3HepronoTpebneHviem B
COOTBETCTBUM @ ISO 50001.
MeHexep No SHepreTMke B KayecTBe KoopauHatopa U
COOTBETCTBYKLUNA OTAEN C OTBETCTBEHHbIMW NULLAMM
obecneymBaloT BCEOXBATLIBAKOLLEE aKTMBHOE MpUOOLLEHNE
BCEX COTPYAHUKOB KOMMAHUW K yKa3aHHOW BbILLE MOSNIUTUKE.

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.



CopnepxaHue / Index

¢p93bl C TaHreHUmasibHbIM KpenjieHnem

nnactuH M406 / M409
Tangential Milling

ﬂOHOHHMTeanbIe npuHaaneXxHoCTu
Additional Equipment




Cuctema DC
System DC

Pe3bbogpesepoBarme
Thread milling

LlenbHas
TBEpAoCnaBHas

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

LlenbHas
TBepAocnnasHas dpesa

ans 0bpaboTkM KaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

LlenbHas
TBEpAocnnaBHasa dpesa

AN CHATUS dhacku
Chamfering endmill solid
carbide

DCF

TexHuyeckue

pekomMmeHaaumnn
Technical instructions

1]

a

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

CtpaHuua/Page
A3-A8

CTtpaHuua/Page
A9-A11

CTtpanunua/Page
A12

CtpaHuua/Page
A13-A19

(ph HORN pi»)

B

®pesepoaHie hacok
Chamfer milling



dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove Milling

S8 mE A H

®pesepoaHie [MonHbIn pagnyc ®pesepoaHie ®pesepoaHie Topuesoe ®pesepoBaHne
kaHaBOK Full radius OTBEPCTMIA OTBEPCTUI U (bpesepoBaHe nasoB
Groove milling Bore milling obpaboTka thacok Face milling Slot milling

Bore milling

and Chamfering

M306 ( ) 108 YR o06
Ds = @ 9,4/9,6/11,7 mm -4 | 206 0
XBocToBuK (hpessl B4-B10 108
Milling shank L L ggg L J j )
CTpaHuua/Page CTpaHuua/Page CTpaHuua/Page CTpaHuua/Page
B11-B13,B16-23,826-27 B14, B24 B15, B25, B28-B30 B29

M308 f ] ;2]18 F— N %618 0
Ds =@ 13,4/15,7 mm : 608

XBocToBuk chpesbl B34-B39 J k )

Milling shank

)

CTpaHuua/Page CTpaHunua/Page CTpaHuua/Page
B40-B42,B45-B48,B51  B43, B49 B44, B50, B52
311 31 VY s ) 611
m311 T 611 ] 611 0
Ds = @ (15,0)/17,7 Mm i=h a
XBoCTOBYK thpessl B56-B65 J L |[_ |
Milling shank k ) | D
CTpaHuua/Page CTpaHunua/Page CTpaHuua/Page CTpaHunua/pPage
B66-B69, B72-B73 B70 B71,B75 B74
M116 e ) 6 ) WFB
Ds =@ 20,4 Mm basosas Aepxaska Ans
XBOCTOBMK (pe3bl B78 ‘_1 r m Basic holder for
Milling shank k | ) k </ W 306,308,311,313,328,332
CTpaHuua/pPage CTpaHuua/Page CtpaHuua/pPage
B79-B80 B81 B9,B38,864,891,8121,8140
313 Y a3 ) 613
M313 613 0| 73
Ds=@ 21,7 Mm =
XBOCTOBMK (hpe3bi B84-BI2 J L |[_ |
Milling shank _1
Illing shan L J )
CtpaHuua/pPage CTpaHuua/Page CTpaHuua/pPage CTpaHuua/pPage
B93-B101, B104-B105  B102 B103, B108, B109 B106-B107, B111
B110
' 328 F— a2 ) 28 ( W /e»
M328 o 628 1 628 0
Ds = @ 24,8/27,7/28,0 Mm =l T i
XBocToBuK (hpessl B114-B122 f h
Milling shank L _%J 325 J LI ;T P —
CTpaHuua/Page CrpaHuua/pPage CtpaHuua/Page CTpaHunua/Page CTpaHuua/Page
B123 B124-B127,8129-B130  B128, B133 B132 B131
M332 T 2 ] (Y ) M335 T 35 ]
Ds =@ 31,7/35,7 mm = | Ds =@ 34,7 Mm 5 |
XBocToBMK thpeabl B136-B141 | N XBOCTOBMK (hpesbl B152 A i
Milling shank Milling shank
| =Y
CTpaHuua/pPage CTpaHuua/Page CTpaHuua/pPage
B142-B143, B145-B149  B144 B153

5



Ppe3epoBaHMe KaHaBOK

Groove Milling

SN

]

®pe3epoBaHne kaHaBOK
Groove milling

XBOCTOBWK (hpesbl
Milling shank

M275

®dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M275

HacagHas dpesa
Arbor Mounted Cutter

M275

[wnckoBas dpesa
Disc milling cutter

M275

CMeHHas nnacTtuHa
Indexable insert

S275/RS275

— |

L

KaHaBku nog CTONopHble
konbLia
Circlip grooves

CTpaHuual/Page
C6

=

CTtpaHuual/Page
C7-C9

CtpaHuua/Page
Cc10

palis

=1 __

Topuesoe
(bpesepoBaHue
Face milling

(ph HORN pi»)




Ppe3epoBaHMe KaHaBOK

Groove Milling

U

®pesepoBaHne kaHaBOK
Groove milling

XBOCTOBWK (hpesbl
Milling shank

380

HacagHas dpesa
Arbor Mounted Cutter

380

MoHob6no4yHas

dpesa
Mono Milling Cutter

HSK 380/ABS 380

IunckoBas dpesa
Disc milling cutter

381

CMeHHas nnactuHa
Indexable insert

314

KaHaBku noa CTonopHble konbLa
Circlip grooves

D4-D7

CTpaHuual/Page

(]t

I

CtpaHuua/Page
D11,D13

CtpaHuua/Page
D12

(ph HORN pi»)




dpe3epoBaHue Na3oB

Slot Milling

®pesepoBaHie Nasos
Slot milling

[unckoBas dpesa
Disc milling cutter

M101

HacagHas dpesa
Arbor Mounted Cutter

M101

MnactuHa
Insert

S101

TexHn4yeckue
pekomMeHaauumn
Technical Instructions

®pesepoBaHie nasos
Slot milling

S —

Ne

CTtpaHuua/Page
E3

T

- )

CrtpaHuua/Page
E4-E5

()
CTtpaHuua/Page
E6-E7

.

CrtpaHuua/Page

E8
‘ E3

CrtpaHuua/Page
E9-E10

CTpaHuua/Page
E11-E12
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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

CMeHHaga nnactuHa
Indexable insert

S310

u]

®pesepoBaHie nasos
Slot milling

CTtpanunua/Page
F4-F5

CtpaHuua/Page
F6-F7

CrtpaHuua/Page
F8

I

CTtpaHuua/Page
F12-F13

R

CrtpaHuua/Page
F14

i

CtpaHuua/Page
F15-F16

CtpaHuua/Page
F17

-

)

CTtpaHuua/Page
F9
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Pe3bbocthpesepoBaHme

Thread Milling

60°

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

XBocToBUK dopesbl G14
Milling shank

M311
Ds @ 17,7 mm

XBoCTOBUK (opesbl G24
Milling shank

M313
Ds @ 21,7 mm

XBocToBMK dhpesbl G32-G33
Milling shank

M328/SM328

Ds @ 27,7 mm

XBOCTOBMK (hpesbl G42-G44
Milling shank

M332

Ds @ 31,7 mm

XBocToBMK hpesbl G52
Milling shank

M275
Ds @ 31/38/48/58 mm

XBocCTOBUK (ope3bl G58-G59
Milling shank

10

HenonHbIn npodunb
Full profile

[TonHbIA npodunb
Full profile

HenonHbii npocunb/Partial profile  MonHbIA npodmmb/Full profile
Crpanuua/Page G6-G7,G10 CrpaHuua/Page G8

HenonHbIn npodiunb/Partial profile
Crpanuua/page G16,G18-G19

311
611

HenonHbIn npodunb/Partial profie  MonHbIA npodmnb/Full profile
Ctpanuua/pPage G26,G29 CrpaHuua/Page G27

HenonHbli Npodunb/Partial profile  MoMHbIA NPOdKNbL/Full profile

Crpanuua/page G35,G38 Ctpanuua/pPage G36
A
HenonHbin npodunb/Partial profile
CtpaHuualPage G46,G48
o]
380
Ds @ 44 vm
XBOCTOBWK (hpe3bl G64
Milling shank
HenonHbIin npodiunb/Partial profile
Ctpanuua/pPage G54
o 380
7 I |i|| (I I Ds @ 63 Mm
7ANVAN HacapoHas dpesa G65
60° Arbor Mounted Cutter
HenonHbin npodunb/Partial profile
CtpaHuua/page G61

(ph HORN pi»)

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

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

[MonHbI npodmnb/Full profile
CtpaHunua/Page G28

N

[MonHbIi npodmnb/Full profile
Crpanuua/Page G37,G39

.

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

60°

HenonHbin npodunb/Partial profile
CtpaHuua/pPage G67




PpesepoBaHUue 3yobLeB

Gear Machining

®pe3sepoBaHue 3ybbeB
Gear milling

MnactuHa
Insert

613/628/632/635

HacagHasg cpesa
Arbor Mounted Cutter

M279

lMnactuHa
Insert

RS279

KoHueBas dpesa
End Mill

DSDS

XBOCTOBWK hpe3bl
Milling shank

MDG

PexyLias ronoska
Cutter Head
DGF/DGR/DGFF/DGH/
DGK/DGM/DGRR/DGV

[on6nexne 3y6beB

Gear broaching

CTtpanunua/Page
H6-H10

CTtpaHuua/Page
H14

CrtpaHuua/Page
H15-H16

CrtpaHuua/Page
H20

ST

CtpaHuua/Page
H24-H27

CTtpaHuual/Page
H28-H35

00 I -

YepBsayHbIN Ban
Worm shafts

®pesa ¢ pe3abboBbIM

XBOCTOBUKOM
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

CmMeHHas nnacTtuHa
Indexable insert

DAH37

(ph HORN pi»)

H40

CTtpaHuual/Page
H41-H42

CTtpaHuual/Page
H43

CTtpaHuual/Page
H48

CTpaHuua/Page
H49

CTtpaHuual/Page
H50

CTtpaHuual/Page
H51-H52 1



Ppe3epoBaHue T-o0pa3HbIX NA30OB

Milling of T-Slots
CHsiTne chackm

T-o6pasHble nasbl
T-Slot Chamfering

(ph HORN pi»)

( )

XBOCTOBUK dhpesbl XBOCTOBWK hpe3bl

Milling shank hd E ] i Milling shank
M311 M406
CTtpanunua/Page CTtpaHuual/Page
14 120
( A ( [T \
P”aCT”Ha , : XBOCTOBUK (hpesbl i
nsert Milli
illing Shank
311 M409
CtpaHuua/Page
) CrtpaHuua/Page
15-16 121
XBOCTOBWK (ope3bl ( W CMeHHasa nnactumHa
Milling shank hd E l i Indexable insert
M313 406/409
CrtpaHuua/Page CTtpaHuual/Page
110 122-123
MnactuHa ( w
Insert } E |
Ctpanunua/Page
111
XBOCTOBWK (ope3bl ( W
Milling shank E |
M328 LI‘ l i
CTtpaHuua/Page
114
MnactuHa ( w
Insert } E |
CTtpaHuua/Page
115

12



TexHn4yeckue pPeKomMeHaauuun

cdpe3epoBaHMe KaHaBOK
Technical Instructions Groove Milling

TexHuveckue

pekomMeHgauum
Technical Information

Bbibop TBEpAOro cnnasa
Choice of the carbide grades

dopmyrbl

Formulas

MoMEHTbI 3aTsHKKM
Torque Specification

[ocTynHble

XBOCTOBMKN chpes
Available milling shanks

Pexxumbl pe3aHnda
Cutting data

(ph HORN pi»)

CTtpanuua/Page J2-J7

CTtpaHuua/pPage J8

CTtpaHuua/page J9-J10

CtpaHuua/Page J11-J12

CtpaHuua/Page J13-J15

CrtpaHuua/Page J16-J17

13



NMonuroHanbHoe dpe3epoBaHUue
Polygon Millling Cﬁh HORN [il)

N
Y

Kopnyc dpesbl
Cutter
M275

K4-K5

CMeHHas nnacTtuHa
Indexable insert

S275
Kopnyc dpesbl
Cutter
381
CtpaHuua/Page
K10, K12, K15-K19, K21-K22
CrtpaHuua/Page
K11, K13-K14, K20
CMeHHas nnacTtuHa ~_7
Indexable insert ‘ @
N314/314 '
CrtpaHuua/Page
K23-K24
TexHnyeckne CrtpaHuua/pPage K25-K31
pekomeHaauum

Technical Information

14



BuxpeBoe Hape3aHue pe3b0Obl, MOAYyNbLHasA

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

BuxpeBoe Hape3aHue pe3bObl
Thread Whirling

Pe3bboHapesHble

roNnoBKU
Whirling Head

Ds =@ 10 mm

\.\"“-m...__!_._i__,./"’

CTtpaHuua/Page L4 CTtpaHuua/Page L6

MopaynbHasa ocHacTka
Modular Thread Whirling

basoBas gepxaBka
Basic Holder

KacceTta
Ring Cassettes

CTtpaHuua/Page L13

HORN Turbowhirling®
HORN Turbowhirling®

CrtpaHuua/Page L14-L17

(ph HORN pi»)
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NMnyHxepHoe hpesepoBaHMe U

¢pe3epoBaHue Ha Bbicokux nogavyax DA/DAH
Plunge and High Feed Milling DA / DAH

& Wi

OpesepoBaHe  dpesepoBaHue KapMaHOB  TOpLEBOE

(ph HORN pi»)

CaepneHue MnyrxepHoe BpesaHue nog yrnom
Pre-driling dpeseposaHie dacok Pocket milling dpeseposaHie Ramping
Plunge milling Chamfer milling Face milling

XBOCTOBWK (hpesbl

XBOCTOBUK (hpesbl

Milling shank Milling shank
DAM31/DAM62 DAHM25
CTtpaHuua/Page CTtpaHuua/Page
M4-M8 M28-M29
HacagHas dbpesa ®pesa c pe3bboBbIM
Arbor Mounted Cutter )S(E'Z%Tgiﬂggr“"
2allea Bartg DAHM25/DAHM37
CrtpaHuua/Page CtpaHuua/Page
M9-M10 M30, M35
Ppesa ¢ pe3abboBbIM CmMeHHas nnactuHa
XBOCTOBUKOM Indexable insert
Screw-in cutter DAH25/DAH62/
DAM31/DAM62 DAH37
CTtpaHuua/Page CTtpaHuua/Page
M11-M13 M31, M42
XBOCTOBUK
Adaptor
MD
CTtpaHuual/Page
CrtpaHuua/Page M37
M14-M15
lMepexooHuk
Reducer
MD
CtpaHuual/Page
M38
XBOCTOBWK hpe3sbl
YanuHutenb Milling Shank
Extension DAHMS37
MD
CTpanuual/Page
CtpaHuua/Page M34
M17
CMeHHas nnacTuHa Hacapnnas dopesa
Ikl e Arbor Mounted Cutter
DA31/DA32/DA62/ DAHM37/DAHM62
SDAG2
CTtpaHuual/Page
CrtpaHuua/Page M36, M41
M18-M22

16



¢pe3bl C TaHreHuuasnbHbIM KpenmneHunem

nnacTtvuH
Tangential Milling

XBOCTOBWK (hpesbl
Milling shank

M406

®dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M406

XBOCTOBWK (hpesbl
Milling shank

M409

Ppesa ¢ pe3abboBbIM
XBOCTOBUKOM
Screw-in cutter

M409

®dpesa gns
dhpesepoBaHus
yCTYMnoB
Shoulder Mill
M409

N4-N6

CTtpaHuua/Page
N12, N14

CTpaHuua/Page
N18

[uckoBas dpesa
Disc milling cutter

M406

CMeHHasa nnacTtuHa
Indexable insert

406

TopueBas HacagHas
dpesa

Face Mill

M409

KykypysHas
dpesa
Shell End Mill

M409

[unckoBasi pesa
Disc milling cutter

M409

CMeHHas nnacTtuHa
Indexable insert

409

(ph HORN pi»)

CTtpaHuual/Page
N8

CTtpaHuual/Page

N19, N21

CTtpaHuual/Page
N20, N22

N23

CTtpaHuual/Page
N24

CTtpaHuual/Page
N25

17




(ph HORN pill)
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®pesepoBaHmMe 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 ®peseposanme kaHaBOK U pesbBohpesepoBaHme (ﬁh HORN [il1)

Groove milling and thread milling

CTtpaHuua/Page
LlenbHas A3-A8

TBepaocniaBHasa

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

Ctpanunua/Page
LlenbHas A9-A11
TBEPAOCNaBHasa pesa

ans 0bpaboTkM kKaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

CrtpaHuua/Page
LlenbHas A12

TBEepgocnnaBHaga pesa

Ons CHATUA hackn
Chamfering endmill solid
carbide

DCF

TexHnyeckue CTpaHuual/Page

pekomeHpauum A13-A19
Technical instructions

A2



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

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Hasn cpesa

Thread milling cutter solid carbide

Pesbba Thread M1-M2,5

0N BHYTPEHHEN
pe3bobl

X for internal thread
O603Ha4yeHue Pe3bba D.n Z P d, d, d, I, I, 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 & 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 & 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 & 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
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamkon/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
pe3bboHape3Hasn cpesa

Thread milling cutter solid carbide

Pesbba Thread M3-M12

_DE"J
[
, £ )
a 0N BHYTPEHHEN
| _ pe3bobl
I e — for internal thread
O603HauyeHue Pesbba D. | Z P P d, | d, d, , I, , 1l
Part number Thread %
<
DCG.3.M3.025.2.1.04 M3 2,4 3 | 0,25 0,25 2,0 4 1,45 | 39 8 22 A
DCG.3.M3.035.2.1.04 M3 2,4 3 | 0,35 0,35 2,0 4 1,35 | 39 8 22 A
DCG.3.M3.050.2.1.04 M3 2,4 3 | 0,50 0,50 2,0 4 1,20 | 39 8 22 A
DCG.3.M35.050.2.1.04 M3,5 2,7 3 | 0,50 0,60 2,3 4 1,35 | 39 8 22 A
DCG.3.M4.070.3.1.06 M4 3.3 3 | 0,70 0,75 2,8 6 1,70 | 50 | 10 | 36 A
DCG.3.M5.050.3.1.06 M5 4,2 3 | 0,50 0,75 3,6 6 250 | 50 | 10 | 36 A
DCG.3.M5.080.3.1.06 M5 4.2 3 | 0,80 1,00 3,6 6 2,20 | 50 | 10 | 36 A
DCG.4.M6.100.3.1.06 M6 5,0 4 1,00 1,25 4,3 6 240 | 63 | 10 | 40 A
DCG.4.M6.100.5.1.06 M6 5,0 4 | 1,00 1,25 4,3 6 240 | 63 | 16 | 40 A
DCG.4.M8.075.5.1.08 M8-M10 6,5 4 | 0,75 1,00 5,5 8 3,85 | 63 | 16 | 40 A
DCG.4.M8.075.6.1.08 M8-M10 6,5 4 | 0,75 1,00 O85) 8 3,86 | 63 | 20 | 36 A
DCG.4.M8.075.7.1.08 M8-M10 6,5 4 | 0,75 1,00 515 8 3,85 | 77 | 25 | 40 A
DCG.4.M8.125.6.1.08 M8-M10 6,5 4 | 1,25 1,50 O15) 8 3,40 | 63 | 20 | 36 A
DCG.4.M8.125.8.1.08 M8-M10 6,5 4 1,25 1,50 515 8 3,40 | 77 | 30 | 40 A
DCG.4.M10.150.6.1.08 M10-M12 8,0 4 | 1,50 1,75 6,8 8 410 | 63 | 20 | 36 A
DCG.4.M10.150.8.1.08 M10-M12 8,0 4 1,50 1,75 6,8 8 410 | 77 | 30 | 40 A
A co Cknapa / coCknana A4 Hepenu / 4 Hegenu X Mo 3anpocy / Mo sanpocy
e OcHoBHOE npuMmeHeHne |/ OcHoBHOE NpUMeHeHe
0 AnbTepHaTVBHOE NPUMEHEHME | AnbTepHaTUBHOE NpUMeEHeHNe
- HENPUIOAHbIN / HenpurogHbIii
TBEPAbIV crnnaB 6e3 NoKpbITUS / Teépablit cnnas 6e3 NoKpLITUS
TBEPAbIN CNNaB C NOKPbITUEM / TBEpAbI CNaB C NOKPLITUEM
I ¢ Hanavikon/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
pe3bboHape3Hasn cpesa

Thread milling cutter solid carbide

Pesbba Thread M3-M12

(a2 T
o
Q
|3 'Dg Y
a 0N BHYTPEHHEN
| _ pe3bobl
[ e — = 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 3 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 3,3 3 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 55 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 55 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 8 540 | 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 8 470 | 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 10 550 | 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 Cknapa/ coCknagpa A4 Hepenu / 4 Hegenu X Mo 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHEHWe / OcHoBHOe NpuMeHeHne
0 AnbTepHaTUBHOE MPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE
- HENPUIOAHbIN / HenpurogHbIil
TBEPAbIV crnaB 06e3 NOKPbITUSA / Teépapliii cnnas 6e3 NoKpLITUA
TBEPAbIV CMaB C MOKPbITUEM / TBEPABLIN CNnas ¢ NOKPLITUEM
I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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AmepukaHcKkaa yHucpumumpoBaHHas pe3bba
American Unified thread

(ph HORN pi»)

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dpesa

Thread milling cutter solid carbide

DCG

Pesbba Thread 1/2"-13 UNC
|1
(32 ! I4
3 |
S}
el |
1 i
Ia
. i 0N BHYTPEHHEN
| pe3bibl
for internal thread
O603HauyeHue Pesbba D.. z P d | d, [d, | I, | 1|1 1ol
Part number Thread %
<
DCG.3.60.540.2.04 #5 - 40 UNC 2,4 3 063520 4 [1,1]|39| 8 |22 A
DCG.3.60.544.2.04 #5 - 44 UNF 2,5 3 0,577 | 20| 4 - |139| 8 |22 A
DCG.3.60.632.2.04 #6 - 32UNC #8 - 32UNC 2,6 3 0,794 | 22| 4 - |39| 8 |22 A
DCG.3.60.640.2.04 #6 - 40 UNF 2,8 3 063523 | 4 - 139| 8 |22 A
DCG.3.60.836.3.06 #8 - 36 UNF 3,4 3 0,706 | 2,5| 6 - | 50|10 | 36 A
DCG.3.60.1024.3.06 #10 - 24UNC #12 - 24UNC 3,6 & 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 5,3 4 0,907 | 3,5| 6 - | 63|10 |40 A
DCG.4.60.51618.3.06 5/16“ - 18 UNC 6,4 4 1411 |42 | 6 - | 63|10 |40 A
DCG.4.60.3816.7.08 3/8" - 16 UNC 7,8 4 1,588 | 55| 8 - |77 |25 |40 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 | 72| 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/ co Cknagpa A4 Hepenu /4 Hegenu X Mo 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHEeHMe / OcHosHoe NpuMeHeHne
0 AnbTepHaTUBHOE NPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHME
- HENPUIrOAHbIN / HenpurogHbiii
TBEPAbIV crnaB 0e3 NOKpbITUSA / Teépabliit cnnas 6e3 NoKpLITUA
TBEPADBIV CMaB C MOKPLITUEM / TBEPABIN CMNas ¢ NOKPbLITUEM
I ¢ Hanavikon/Cermet / ¢ Hanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

A6

Mapku TBEpLOro cnnasa
Carbide grades



Pe3bLba ButBopta «cpeaHero knacca» BSW/BSF
Whitworth thread ,medium class* BSW/BSF

(phrornph) A

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dpe3sa

Thread milling cutter solid carbide

DCG

Pesbba Thread 1/8-1/2"
- 4
o
Q
| e
:
|3
ana BHyTpeHHeun
[ o pe3bobl
| for internal thread

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

<
DCG.3.55.1840.2.04 1/8" - 40 BSW 23 8 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 3,4 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 58 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 | 6,5 | 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.4.55.71614.7.08 716" - 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 2117 | 85 | 10 = 63 | 20 | 40 A
DCG.4.55.1212.8.10 1/2" - 12 BSW 9,9 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 Cknapga/ co Cknagpa A4 Hepenu /4 Hegenu X Mo 3anpocy / Mo sanpocy

o OCHOBHOE NpUMeHEeHNe / OcHoBHOe NMpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIOAHbIN / HenpurogHbIil
TBEPAbIV crnaB 06e3 NOKPbITUSA / Teépapliii cnnas 6e3 NoKpLITUA
TBEPAbIV CMaB C MOKPbITUEM / TBEPABLIN CNnas ¢ NOKPLITUEM

I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

Mapku TBEpAOrO cnnasa
Carbide grades

A7



TpybHas pe3abba ButBopta BSP
Whitworth pipe thread BSP

(ph HORN pi»)

LlenbHasa TBepaocnnaBHas
pe3bboHape3Has pe3a
Thread milling cutter solid carbide

Pe3bba Thread 1/16%-3/8"

O603Ha4yeHue Pe3bba D.n VA B
Part number Thread

DCG.4.55.G116.5.06 G 1/16“ 6,5 4 0,91
DCG.4.55.G18.5.08 G 1/8¢ 8,5 4 0,91
DCG.4.55.G14.6.10 G 1/4* 1,4 4 1,34
DCG.4.55.G38.8.10 G 3/8“ 14,9 4 1,34

A co Cknapa/ coCknana A4 Hepenu/ 4 Hepenn X Mo 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHeHue / OcHosHoe NpuMeHeHne
0 AnbTepHaTUBHOE NMPUMEHEHNe | AnbTepHaTuBHOE NPUMEHEeHMe
- HENPUIrOAHbIN / HenpurogHbIii
TBEPAbIV crnaB 6e3 NOKPbITUSA / Teépaplit cnnas 6e3 NoKpLITUSA
TBEPAbIV CMNaB C NOKPbITUEM / TBEpAIN CNnas ¢ NoKpbITUEM
I ¢ Hanavikon/Cermet / ¢ Hanaiikoit/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

A8

55
6,6
9,5
9,8

10
10

DCG

3,9
3.9
7,1
9,4

0N BHYTPEHHEN
pe3bobl
for internal thread

63
63
63
77

16
16
20
30

40
40
40
40

> » » » AN25

Mapkun TBEpPAOro crnnaea

Carbide grades



®dpe3epoBaHUe KaHaBOK MONHbLIN paganyc Cﬁh HORN |]|D A

Groove Milling Full radius

LlenbHasa TBepaocnnaBHas DCR
dpe3a ana o6paboTku nasos

Groove milling cutter solid carbide

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

;gd2h5

s

O6Go3Ha4YeHue z w t o r d, d, d, L, I8 I ITe)
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 5 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 65) A

A co Cknapa /onstock A4 Hepnenw/ 4 weeks X [No 3anpocy / upon request
o OCHOBHOE NpuMeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUroAaHbIN / not suitable
TBEpAbIN cnnae 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

A9



dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

LlenbHaa TBepaocnnaBHas DC N
dpesa ana o6paboTku nasos

Groove milling cutter solid carbide

@ pexyLuen KpoMKM Cutting edge @ 4-10 mm
LLinpuHa kaHaBku Width of groove 0,5-3 mm
[my6uHa kaHaBKu Depth of groove 0,5-2 mm
-
1
|
.!{X
O6o03HavyeHue z w o r d, d, d, l, I, I, o)
Part number %
<
DCN.3.40.05.00.1.06 8 0,5 0,5 - 4 6 2,8 50 4 36 A
DCN.3.40.10.00.1.06 3) 1,0 0,5 - 4 6 2,8 50 4 36 A
DCN.3.60.10.00.1.06 3 1,0 1,0 - 6 6 3,7 50 4 36 A
DCN.3.60.10.00.2.06 3) 1,0 1,0 - 6 6 3,7 63 6 40 A
DCN.3.60.15.15.2.06 3 1,5 1,0 0,15 6 6 3,7 63 6 40 A
DCN.4.80.15.15.3.08 4 1,5 1,5 0,15 8 8 4,6 63 8 40 A
DCN.4.80.20.15.3.08 4 2,0 1,5 0,15 8 8 4,6 63 8 40 A
DCN.4.80.15.15.5.08 4 1,5 1,5 0,15 8 8 4,6 63 16 40 A
DCN.4.80.20.15.5.08 4 2,0 1,5 0,15 8 8 4,6 63 16 40 A
DCN.4.100.10.00.6.10 4 1,0 2,0 - 10 10 55 77 20 50 A
DCN.4.100.15.00.6.10 4 1,5 2,0 - 10 10 55 77 20 50 A
DCN.4.100.20.15.6.10 4 2,0 2,0 0,15 10 10 55 77 20 50 A
DCN.4.100.25.15.6.10 4 2,5 2,0 0,15 10 10 5,5 77 20 50 A
DCN.4.100.30.15.6.10 4 3,0 2,0 0,15 10 10 55 77 20 50 A
A co Cknapa/ coCknagpa A4 Hepenu /4 Hegenu X No 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHEHNe / OcHoBHoe NpuMeHeHne
0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEeHNE
- HENPUIrOAHbIN / HenpuroaHbIit
TBEPAbIV crnaB 06e3 NoKpbITUSA / Teépapliii cnnas 6e3 NoKpLITUA
TBEPAbIV CMMaB C MOKPbITUEM / TBEPALIN CNNas C NOKPLITUEM
I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOro cnnasa
Dimensions in mm Carbide grades
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dpe3epoBaHue KaHaBOK (ﬁh HORN fih) A

Groove milling

LlenbHaa TBepaocnnaBHas DCX
c¢dpesa ana o6paboTku na3os

Groove milling cutter solid carbide

@ pexyLuen KpoMKn Cutting edge @ 20-40 mm
LinpnHa kaHaBku Width of groove 1,5-3 mm
[ny6uHa kaHaBku Depth of groove 7-15 mm
I1
Ll
o
Q

O603Ha4yeHue Z w t o d, d, d, I, l, I, Ty
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 1" 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 1 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 1" 65 A

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

e OCHOBHOE NpUMeHeHMe / recommended

0 AnbTepHaTUBHOE NpUMeEHeHNe / alternative recommendation

- HENPUIroAHbIN / not suitable

TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades

I ¢ Hanaiikoi/Cermet / brazed/Cermet

Pa3smepbl 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 cacku Size of chamfer 0,3-1,5 mm

o
Sy
|
l, o
P
X
O6o03HauYeHue yA w ®acka (. d, d, d, I, I, l, ©
Part number Chamfer %
<
DCF.3.20.4545.1.04 8 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 3 0,2 45° 1,25 6,0 6 3,15 63 20 40 A
DCF.3.75.4545.6.08 8 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 Mo 3anpocy / Mo sanpocy
o OCHOBHOE NpUMeHeHNe / OcHosHoe NpuMeHeHne
0 AnbTepHaTUBHOE NPUMEHEHMWE | AnbTepHaTUBHOE NPUMEHeHue
- HENPUIrOAHbIN / HenpurogHbIit
TBEPAbIV crnaB 6e3 NOKPbITUSA / Teépabliii cnnas 6e3 NoKpLITUSA
TBEPADBIV CMNaB C MOKPLITUEM / TBEPABINA CNnas ¢ NOKpbITUEM
I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Pexumbl pe3aHus
Cutting data

(phrornph) A

CTangapTHble 3Ha4YeHUs1 AN CKOPOCTUN pe3aHust VvV, unogayu Ha 3y6 fZ
Standard values for cutting speeds vc and Feed/tooth f,

Marepuan
Material

P

yrﬂepO,ElMCTaﬂ CTarnb
Carbon steel

TNerupoBaHHas cranb
Alloyed steel

BbicokonerposarHas 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 amomMuHus
Al-alloys

AntoMUHNEBOE NUTLE
Al-cast-alloy

CnnaBsbl 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
OTONOKEHast
annealed

3akanka
quenched

3aKanka
quenched

OTOXKeHas
annealed

3aKaneHHas
hardened

HenermpoBaHHoe
unalloyed

neruposaHHoe
alloyed

MapTeHCUTHasi, (heppuTHast

martensitic, ferritic

ayCTeHUTHas
austenitic

C HU3KUM Npeaesiom
TeKy4ecTn
low tensile strength

C BbICOKVM MPeserom
TEKy4ecTu
high tensile strength

heppUTHbIN
ferritic

NepPAUTHbIN
perlitic

heppuTHBIN
ferritic

NepIUTHbIA
perlitic

B MocTaBke
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

OTONCKEHBINA
annealed

3aKaneHHbIN
hardened

CkopocTb pesaHus 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 0,01-0,03
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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TexHun4vyeckune PekomeHpgaunu

(ph HORN pi»)

PacueT MMHYTHOM nogauu

Mcnonbayto nporpammy HTC Bbl MOXeTe nerko wu
NPOCTO paccunTaTb pexumbl pesaHund.  basoBbie
AaHHble  ansg  pacyeta Bbl cmoxeTe Haltu  Ha
cnefywoLwmnx cTpaHuuax.

OCHOBHbIE PEKOMEHOALIUU

Bbinet MHCTPYMEHTa

Mopbupante MHCTPYMEHT C MakcMmaribHO BO3MOXHbIM
KOPOTKNM BbINNIETOM 1 NpoBepAnTe bueHne B cobpaHHOM
Bnge. bonbwasa  rnybuHa  obpabotkm  Tpebyet
cneumanbHbIX peweHun. B 4yacTHocTm pasHeceHue
ogHOM onepauuM Ha [gBe nNo  rnybuHe, 4TOGLI
YMEHbLUNTb OTrMGaroLLNN MOMEHT.

OwameTp hpesbl

Mpn wucnonb3oBaHuM guameTpa @pesbl, KOTOPbIN
npakTU4eckn paBeH anameTtpy OTBEpPCTUS,
obecrneynBaeTcs HanMeHbLLee nepemMeLleHve
LeHTpa BpalLLeHuns n bonbLuas

NMPON3BOANTENIbHOCTL 3a CYET MOBbILWEHUST MWHYTHOW
nogauyn. Ho yacTto ueHTp BpalwleHus dpesbl 3aBs3aH
co cneumduyeckumm ocobeHHOCTAMU [eTanu U BCEro
yCcTaHoBa.

Pe3bbocpesepoBaHme

C pes3bboBbiMM  dpe3epHbiMn  BcTaBkamm HORN
npocunb pe3bbbl reHepupyeTca 3a OAMH NpoXon Ha
BCIO rnybuHy npocduns pesbbbl. 3TO no3Bonser
nonyunte pes3pby C€ MUMHUMManNbHOM  KOHYCHOCTbIO,
0COBGEHHO B BbICOKONErMpoBaHHon crtann. B rayxux
OTBEPCTUAX pekoMeHayeTca pesepoBaTb pesbby
CHM3Yy HaBepX. B nNpoTMBHOM cny4ae CyLlecTByeT pUCK
NOBPEXAEHNST UHCTPYMEHTA U3-3a CKOMMEHUSA CTPYXKKM
Ha AHe OTBEPCTUSA.
OcHOBHble pekoMeHaauuu Ana  dpesepoBaHuA
pe3bObi:

OnameTtp pesbl He pomkeH npeBbliwatb 70%
Hapy>XHOro guameTtpa pes3bbbl. B npoTtvBHOM cny4dae
npounsonaeTt nogpesaHve npoduns pesbdbl, YTO MOXET
NPUBECTU K OTKIIOHEHMIO OT AOMyCKa Ha pasmepbl.
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e
HCT 222
(HORN Circular Technology)

GbICTPO 1 Ge3onacHo -

ansi ppesepHon 06paboTkM kaHaBOK
(BHYTPEHHUX U HAPYXHbIX) METOLOM
KPYroBOM UHTEPMONALMM, a Takke
NpAMbIX kKaHaBoK. CUCTEMHbIE
TpeboBaHuss Windows 95. EcTtb Ha
CD-ROM.




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.

e
HCT 222
(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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TexHun4vyeckune PekomeHpgaunu

(ph HORN pi»)

HanpaBneHue ¢ppesepoBaHus

BonbwunHcTBO opesepHoro nHctpymeHta HORN nmeet
npaBoe UCMOSIHEHNE U pekoMeHOoBaH Ansa obpaboTku
nyTem nonyTHoro opesepoBaHns, Kak 3TO 0BbIYHO
pekomMeHayeTcsa Ans TBEpPAO0CnIaBHOrO MHCTPYMEHTA.

3axona ¢pe3bl B maTepuman

Mpn o6blMHOM paguanbHOM BpesaHun dpesbl B
3aroTOBKY  BO3HMKawT  BubBpauumu, Bbl3BaHHbIE
GonbwumM yrnom KoHTakta. Cnegbl oT Bubpauumm
oCcTaloTCa Ha AHe nasa. PekomeHayeTca BXOoAWTb Nopg
yrnom ot 45° go 180° u Ha nonHyto rnybuHy pesaHus.
PacuyeTHble p[aHHble  OTHocATCA K o6paboTke cC
NOMHbIM Bpe3aHMeM. J3TW [aHHble Takke MOoryT
ncnonb3oBaTbCH npu Bpe3aHuu dpesbl B
maTepuan.
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Technical Instructions Cﬁl’l HORN ill)

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 KaHaAaBOK MeTOA4O0M KpyroBow

UMHTepnonAauum

Groove Milling by circular interpolation

(ph HORN pi»)

PpesepoBaHne BHYTPEeHHEN KaHABKU
Milling of an internal groove

Cos [180° - ¢°] =

r+[R+a-rP-R

_»1800_ (PO_> (pO

2r[R+a -1]
e 0° A . Bpems obpaboTku
neze
Length of cut Z Time for cut (forAT)
MnoLyaae cHMaemoro me2 (Rr+a) CKOpOCTb NepemeLLeHIs
A =L+h_ mwm? .
z m Martepuana S 1= MM/MWH | LileHTpa MHCTPYMEHTa
Area of chip Feed rate of tool centre
., Rta CKopoCTb NepemeLLeHNs
A =m[(R+a)-Remw? | nOWaAb KaHasky §',= 8", ———— MM/MVH | KDOMKW UHCTPYMEHTa
T ' Area of groove section R-r+ ar Feed rate of tool tip
O6o3HauyeHue
Specification
Obo3HaueHne Obo3HaueHne
Ob6o3HaueHme | no ISO Ob6o3HaueHme | no ISO
Specification | Specification Specification | Specification
CkopocTb pesaHus s' v, Paguyc dpesbl r r
Feed rate Radius of cutter
O6opoTb! n n Paguyc 3arotosku R R
Revolutions Radius of workpiece
Konuuectso 3y6beB z z CKOPOCTb MIEpeMelLIHNS st v,
Number of teeth LieHTpa UHCTPYMEHTa
Mopava Ha 3y6 S, fz Feed rate of tool centre
Feed/tooth
CpeaHsist TONLLMHA CTPYXKN hm hrn CkopocTb nepemeLLeHus 3‘2 Vo,
medium thickness of chip KPOMKW UHCTPYMEHTa
Feed rate of tool tip
[ny6uHa pesaHus a a,
radial depth of cut
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®opmynbi (ph HORN pi»)

Formulas

Z = KonwnyecTBo 3yObLeB
Number of teeth

d = OnameTp cpesbl [mm]
Cutting edge @ [mm]

v, = 1000
n = O6opoTbl WNNHAENs n=—gvn [1/MWH] [1/mm]
Revolutions
detren
v, = CKOpOCTb pesaHus Ve = 71000 [M/MUH]  [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Zon [MM] [mm]
Feed/tooth
f= Tlopgaya Ha oGopoT f=1f «Z [MM/ 0B] [mmirev]
Feed per revolutions
Vv, = MuHyTHaa nogada v,=f «Zen [MM/MUH] [mm/min]

Feed rate
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(ph HORN pill)
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Ppe3epoBaHne KaHaBOK METOAOM

KPYyroBon UHTepnonsiuum

Groove Milling by circular interpolation

(ph HORN pi»)

Cuctema/System Ctpanuua/Page
M306 B2
M308 B32
M311 B54
M116 B76
M313 B82
M328 B112
M332 B134
M335 B150

B1




®dpe3epoBaHMe KaHAaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M306/M306.ER/
M306.ST

BasoBas onpaBka
Basic Holder

WFB

dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M306.M

MnactuHa
Insert

108/306/606

B2

CtpaHuua/Page
B4-B5, B7-B8

(

CTtpaHuua/Page
B10

=
CrtpaHuua/Page
B11, B16

=
CtpaHuua/Page
B12-B13, B17-B23, B26-B27

|

)
CTtpaHuua/Page
B14, B24

r

CrtpaHuua/Page
B15, B28

Ctpanunua/Page
B25

B

CTtpaHuua/Page
B29-B30




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

Groove Milling by circular interpolation

M306

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN exchangeable insert

& otBepcTmd oT 10 Mm from bore @ 10 mm
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK dhpe3bl M306 - ~

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

\- v

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
Tun 108
| Type 306
2 606
2 _,
DIN6535 HA @Ds
I ——= — —
== K @
-1 e e S e e s e e e
SN
W -
8 o
= al
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. Pasvepbl w, Ds, t CM. pexyLlyo nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

Bce xBocTOBMKN (hpe3bl MOryT UCMONbL30BaThLCA Afsl NpaBbIX M NeBbix nnactnH Tuna 108.

XBOCTOBUKMN Cbpe3b| C noBpexgeHHbIM Nocago4vYHbIM MECTOM NoJ NacTUHy MoryTt ObITb ncnpaeneHbl Ha d)MpMe 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 3aTSKKN BUHTOB CM. TeXHUYeckue pekomMeHgauunu.

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

3anacHble YacTu

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

Groove Milling by circular interpolation

XBocTOBUK dhpe3bl M306 - ~

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

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

\- v

MaTepuan XxBoCTOBMKA: 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
DIN6535 HB @Ds ype
/ | oot 606
L f m? | ‘
= = b e o
= — — e S —— i —— I~ 'U
il B8
Wil - *
x| O
g
et DIN6535 HE
.-"J h
—
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

I'Ipumeqal-wle AnA 3aKasa:

Bce xBocTOBMKM (hpesbl MOryT UCNOMNb30BaTbCA AN NpaBbIX M NeBbIx nnactnH Tuna 108.

XBOCTOBMKM cbpeabl C noBpeXxaeHHbIM nocago4YHbiM MECTOM noAa NiacTuUHy 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 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHOALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble Yactu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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®pesepoBaHue KaHaBOk/TopLeBoe hpesepoBaHue (ﬁh HORN fil1)

Groove Milling / Face Milling

XBocTOBUK (ppesbl M306 ~

Milling shank

LiunuHopuyeckas TBepaocniaBHas onpaeka nog LaHrm m i ] | I “

N

Cylindrical carbide shank for collets

N\

MaTepwuan XxBoCTOBMKA: TBEPALIN CNiaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

Ana nnacTuHbl

for Insert

Tvn
DIN6535 HA @Ds Type
/.———'— [ —
2l
e o
tmax
— |
— : -—
O603Ha4yeHue d I,
Part number
M306.0707.03A 7,5 100
M306.1010.03A 10,0 120
[Opyrve pasmepsbl - No 3anpocy. Paamepsbl t W Ds - cmoTpuTe NnacTuHbl
Further sizes upon request t. . @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 NacTUHY MOXeT OblTb BOCCTAHOBIEH Ha chmpme Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckme pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL
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®dpe3epoBaHMe KAaHAaBOK METOAOM
KPYyroBow MHTepnonsuum

Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK dpe3bl
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

M306.ER e

Ana nnacTuHbl

for Insert

Tun
i Type
ER...
.,." 8 [
Y = = . B
" S . =B
.._-E L i ~LUH jl_l!
‘ W %f{
O6Go3Ha4yeHune d l, d,
Part number
M306.ER11.02 11 16 6

[pyrve pasmepsl - N0 3anpocy.
Further sizes upon request

MpumeyaHue ansa 3akasa:

Paswmepsbl w, Ds, t
w, Ds, t . see inserts

CM. PeXyLLyo NNacTuHy

'max

HakungHas ranka 3akasblBaeTcs OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
Bce pesepHble XBOCTOBUKM MOXHO UCMONb30BaTh A1 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. TEXHUYeckne pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

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

108
306
606

Spannmutter
Clamping nut

ER11.6499

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK ope3bl

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O5s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

M306.ST

|
— - DIN1835 A
g -
s s~ | ] EI
A e <
- |
LY
__D|N1835 B
\/ w
B Q,
O6Go3Ha4yeHune d " 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

[pyrve pa3mepbi - No 3anpocy.

Further sizes upon request
MpumeyaHue ana 3akasa:

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

CM. PEXYLLYHO NNacTUHY

max

Ana nnacTuHbl

for Insert

Tun
Type

o

[e>BN >R o))

108
306
606
dopma
Form
A
A
B
B

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Bce dpesepHble XBOCTOBMKM MOXHO UCMOMb30BaTh Af1s1 NPaBblX U NEBLIX PeXyLUMX 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 ppe3bl
Milling shank

M306...

B8

3axumHou BUHT | Knrou Tu
Clamping Screw

2.6.5T8EP

n TORX PLUS®

TORX PLUS® Wrench

T8PL



Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

Ba3oBas aepxaBkKa WF B

Basic Holder

BasoBasi onpaBka WFB.20 ansi ppesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

M311.M081...
M313.M081...
M328.M081...
M332.M081...
O6o3HayeHune I, I, d, d
Part number
WFB.2012.M081.01 85) 7 16 30
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

®dpe3a ¢ pe3bGOBbIM M306.M

XBOCTOBUKOM
Screw-in cutter

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

ODs_
J
P —
7 | Iy ' = <1 Ol
=, T '_ g - 1 G:E) e
S | 7 1Sy
|
1
51
_._’E
i
O603Ha4yeHue I, I8 I8
Part number
M306.M081.01 37 11 25
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t__ CM. pexyLyro nnactuHy
Further sizes upon request w, Ds, t . see inserts

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

3anacHble YacTu

Spare Parts
®pe3a c pe3ab60BbLIM XBOCTOBUKOM | 3aKMMHOM 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 KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 1 08

Insert
my6uHa kaHaBku 4O Depth of groove up to 1 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 0,7-0,9 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

— -—

Vol &
'S gl B
ugy |
]
o
+§ . a -—
' T
o) ]
h | e
i | ;
L XBOCTOBUWK (hpesbl
R = nokasaHo npaBoe MCnorHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w Nw s s, f a
Part number
R/L108.0070.00 9,6 0,74 0,7 3,6 3,2 4,8 7,8
R/L108.0080.00 9,6 0,84 0,8 3,6 3,2 4,8 7,8
R/L108.0090.00 9,6 0,94 0,9 3,6 3,2 4.8 7,8

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTBHOE 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.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version

-

.

Ons opesepHOro XBoCToBMKa
for Milling shank

Tun
Type

M306
M306.ER
M306.ST
M306.M

OorpaHu4eHHas rnybuHa

(]

pesaHus

limited depth of cut

Mapku TBEpLOro cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 1 08

Insert
my6uHa kaHaBku 4O Depth of groove up to 1 mm
LLinpnHa kaHaBkm 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

1l

] !

e

W te.os

w
et L XBOCTOBUK (hpesbl

R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHne

R = right hand version shown L = left hand version
O6o3HayeHune 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 AnbTepHaTBHOE 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 vnu L ncnonHexue.
State R or L version

B12

(o))

N\

Ons opesepHOro 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 TBEpLOro cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 1 08

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
o a |
=] — —
e * |
2 l [ ol
. ' XBOCTOBUK (hpesbl
R = nokasaHo npaBoe McnornHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a
Part number
R/L108.0150.00 9,6 1,5 3,2 4.8 7,8
R/L108.0200.00 9,6 2,0 3,2 4,8 7,8

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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Beibepute R nnu L ncnonHexue.
State R or L version

N\ J

ans opesepHOro XBOCTOBMKA
for Milling shank

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

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

Mapku TBEpAOrO cnnasa
Carbide grades

B13



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

NMnactuHa 1 08 e ™
Insert
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 1 mm
[MonHbIn pagnyc Full radius 0,4-0,9 mm
@ pexxyLuen KpoMKM Cutting edge @ 9,6 mm \/
\. _/
ans opesepHOro XBOCTOBMKA
f for Milling shank
. ] Twn M306
7 . Type  M306.ER
\ = M306.ST
e = } M306.M
: Y [
- a ~—
8 r ’—
21N 1
s | J o
b |-y
. XBOCTOBUK hpesbl
MonHbIN paguyc
Full radius
R = nokasaHo npaBoe ucnornHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w s f a d r t oo 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 AnbTepHaTBHOE nNpuMeHeHue / alternative recommendation
- HEMNPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
Beibepute R nnu L ncnonHexue.
State R or L version
Opyrue paguyca - no 3anpocy.
Further radii upon request
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CHsTue chacku Cﬁh HORN fil1)

Chamfering

MnacTtuHa 108 r ™
Insert
'
Pasmep cacku go Size of chamfer up to 1,4 mm
@ pexyLuen KpoMKM Cutting edge @ 9,3 mm L/
. _J
ANs hpesepHOro XBoCToBYKa
e for Milling shank
|/ T : Tun  M306
% \ 1o I = . Type M306.ER
S Q M306.ST
N [ - M306.M
s t
max X%
% a l..45° |
r ]
{ w A
- .
Y

A
\XBOCTOBUK (hpesbl

R = nokasaHo npaBoe UCNnoJiHeHne L = neBoe ncnonHeHme

R = right hand version shown L = left hand version
O6o3HayeHune E s f Ds a d r a t oo A
Part number
R/L108.4545.02 1,8 3,6 4,65 O8S 7,65 6 0,2 45° 1,4 1

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
Bbibepute R unu L ncnonHexue.
State R or L version
[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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®dpe3epoBaHMe KaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 306

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

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

Bq'
i — |
W I | w
1 il
[ !
| © \XBOCTOBUK hpe3sbl
[MokasaHo NpaBoe UCNorHeHne
Picture = right hand cutting version
O603Ha4yeHue 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 Hegenu/ 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 CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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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

S1 tmax Z
3,2 0,85 3
3,2 1,15 3)

Mapkun TBEpPAOro crnnaea
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 306

Insert

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

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

33 _11[}
| W
L ' \XBOCTOBMK dpesbl
[MokasaHo NpaBoe UCNonHeHne
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 1,1
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 Hepnenw /4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpuUMeHeHue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUrogHbIN / 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

-

-

for Milling shank

Tun
Type

1,5
1,5
1,5
1,5
1,5

B N
Onst ppesepHOro XBoCToBMKa
M306
M306.ER
M306.ST
M306.M
z 2 e
2 &
8 A
3 A
3 A
3 A
8 A A
3 A A

1,5

Mapku TBEpLOrO cnnasa

Carbide grades
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®dpe3epoBaHMe KaHAaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 306

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen 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

O6Go3Ha4yeHune Ds w Nw s
Part number

306.0110.00 1,7 1,21 1,1 3,2
306.0130.00 1,7 1,41 1,3 3,2
306.0160.00 1,7 1,71 1,6 3,2

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE NpumeHeHwue / recommended
0 AnbTepHaTBHOE 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.
Dimensions in mm
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-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M306
Type M306.ER
M306.ST
M306.M
G z N
(O]
=
2,5 3 A
2,5 3 A
2,5 8 A

Mapku TBEpLOro cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 306 e il ™

Insert obpaboTka antoMUHKSA
machining of aluminium —

N
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen 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

for Milling shank

I 1
. L Tun M306
) 1 Type  M306.ER
.' £ . M306.ST
|9 _ ’ M306.M
l
2
o i
(=]
2"t e
1
\ XBOCTOBUK (hpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w Nw s b VA
Part number
306.0110.40 11,7 1,21 1,1 3,2 2,5 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 2,5 3
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 ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl 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 pi»)

NMnactuHa 306

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

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number

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

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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

B20

0,2

-

-

Ans ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

1,5
1,5

M306
M306.ER
M306.ST
M306.M

> » AS45

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 306

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

W*J 02

:«jl"“i‘ !

max | v

el "\ XBOCTOBMK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s r
Part number

306.0150.00 1,7 1,5 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 Ilo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NprMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

2,5
2,5
25
2,5

-

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

W w ww

M306

M306.ER

M306.ST

M306.M
N o) T [%s]
Ol H | L2
S | < |- |-
A A A A
A A A A
A A A A

A A

Mapkun TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

306

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
@ pexyLuen KpoMKM Cutting edge @ 11,7 mm

.\
f;’l —— | % \L\
= 7,
& Bk
il PO I, |
i
! 2]
4 /_ 1 !
| x|  \XBOCTOBUK (hpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s
Part number
306.0150.40 11,7 1,5 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

4 B N

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306

Type M306.ER
M306.ST
M306.M

2,5 3
2,5 3
2,5 3

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 306

Insert

rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 2,5 mm

LLinpnHa kaHaBku Width of groove 1 mm

@ pexyLuen KpoMKM Cutting edge @ 11,7 mm
~ i

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number
306.0100.1.00 1,7 1 3,2

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

4 B N

-

ans opesepHOro XBOCToBMKA
for Milling shank

Tun M306

Type M306.ER
M306.ST
M306.M

tmax Z

2,5 8

Mapku TBEépAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 306 L ™\
Insert
— |
~N
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
MonHbIi paguyc Full radius 1,1 mm et
@ pexyLuen KpoMKM Cutting edge @ 11,7 mm \_ )

Ans )pesepHOro XBoCTOBYKA

L] A for Milling shank
. .
Twn M306
Type M306.ER
2 M306.ST
M306.M
b ! -4
27 F —— |
g i =l
| - > )
e )
v S
' XBOCTOBMK cbpeabl/ MonHbIi pagunyc
Full radius

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds W s r t oo Z
Part number
306.0011.22 1,7 2,2 3,2 1,1 2,5 3

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN 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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®pe3epoBaHne oTBEpPCTUN U 00paboTKa hacok
Milling of bores and Chamfering

(ph HORN pi»)

NMnactuHa
Insert

306

Size of chamfer up to
Cutting edge @

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

Pasmep cacku go
@ pexyLuen KpoMKM

b
:—--45"
rnax__; - B
1] -
=1 @
Wi N LUISJ %‘j—(
o NI £ T
PFJ P \ b“b p
XBOCTOBUK (hpesbl ~ XBOCTOBWUK (hpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue E s Ds w dopma t oo
Part number $dépma
306.4545.00 1,1 3,4 11,7 1,2 A 0,8
306.4593.20 1,6 3,4 9,3 0,2 B 1,4

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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

.

Ons opesepHOro XBOCToBMKA
for Milling shank

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

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

606

my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen KpoMKM Cutting edge @ 11,7 mm
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472
L_h
il
—
=
s :
| max) \XBOCTOBMK dpesbl
[MokasaHo NpaBoe UCNorHeHne
Picture = right hand cutting version
O6Go3Ha4yeHune 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 11,7 1,71 1,6

A co Cknaga/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

B26

3,5
S15)
3,5

4 B N

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M306
Type M306.ER
M306.ST
M306.M
tmax Z
2,5 6
2,5 6
2,5 6

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 606 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 11,7 mm \_

Ans )pesepHOro XBoCTOBYKA

for Milling shank
Twn M306
3 Type M306.ER
E M306.ST
A M306.M
tmax: ' 1 : \\
e ! \XBOCTOBUK hpe3bl

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s r t oo VA

Part number

606.0150.00 11,7 1,5 3,2 - 2,5 6

606.0200.00 11,7 2,0 315 0,2 2,5 6

606.0250.00 11,7 2,5 815 0,2 2,5 6
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 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
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CHsiTue cacku Cﬁh HORN fil1)

Chamfering

MNnacTtuHa 606 e N
Insert T

LLinpuHa cackm Width of chamfer 1,1-1,5 mm

@ pexyLuen KpoMKM Cutting edge @ 11,7 mm

. /

ans opesepHOro XBOCToBMKA
for Milling shank

Tun M306
11 Type M306.ER
iﬁ?f < M306.ST
1 M306.M
A
w
[N é > wl
L 27 - \XBOCTOBMK hpesbl
Moka3aHo npaBoe UCMONHeHe
Picture = right hand cutting version
O6Go3Ha4yeHune E s Ds w a b VA 0
Part number 2
'_
606.1515.20 1,9 3,7 11,7 0,2 15° 1,5 6 A
606.2020.20 1,9 3,7 1,7 0,2 20° 1,5 6 A
606.3030.20 1,9 3,7 1,7 0,2 30° 1,5 6 A
606.4545.20 1,9 3,7 11,7 0,2 45° 1,1 6 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHMe / alternative recommendation
- HENPUIrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN pi»)

NMnactuHa
Insert

606

Depth of cut up to 3,2 mm
Cutting edge @ 11,7 mm

[ny6uHa pesaHunsa go
@ pexyLuen KpoMKM

XBOCTOBUWK (hpessbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds Z r
Part number
606.PLT6.08 1,7 6 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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

&

Ons opesepHOro XBoCToBMKa
for Milling shank

Tun M306

Type M306.ER
M306.ST
M306.M

3,2 3,6

Mapku TBEpAOrO cnnasa
Carbide grades

B29




TopueBoe hpesepoBaHMe

Face Milling

(ph HORN pi»)

NMnactuHa
Insert

[ny6uHa pesaHunsa go
@ pexyLuen KpoMKM

!

77

Depth of cut up to
Cutting edge @

606

s
\XBOCTOBMK hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds
Part number

606.0015.22 11,7
606.0030.22 11,7
606.0045.22 11,7

1,5 mm
11,7 mm
Z r
6 0,2
6 0,2
6 0,2

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

o OCHOBHOE npumeHeHwue / recommended

0 AnbTepHaTUBHOE NpUMeHeHNe / 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

B30

15°
30°
45°

4l )

\ J

Ons opesepHOro XBoCToBMKa
for Milling shank

Tun M306
Type M306.ER
M306.ST
M306.M
tmax S
0,7 815
1,4 315
1,5 85

Mapku TBEpLOroO cnnasa
Carbide grades



(ph HORN pill)
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBWK (hpesbl

Milling shank

M308/M308.ST/

M308.ER
CtpaHuua/Page
B34-B37

basoBas onpaBka
Basic Holder

WFB

®dpe3sa ¢ pe3bboBbIM

XBOCTOBUKOM

Screw-in cutter

M308.M
CtpaHunua/Page
B39

MnactuHa
Insert
111/308/608 lf_IJ

CTtpaHuua/Page
B40

f?
L |

CrtpaHuua/Page

B41-B42, B45-B48, B51

\ ]

CtpaHuua/Page
B43, B49
ﬁ ™
| L ——
./
CTtpaHuua/Page
B44, B50, B52
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Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBov UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

M308

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN exchangeable insert

& otBepcTmd oT 13,7 MM from bore @ 13,7 mm

B33



®dpe3epoBaHMe KaHaBOK MEeTOAOM
KPYyroBoW MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK dhpe3bl M308 - ~

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 13,4/15,7 mm

\- v

MaTepwuan XxBoCTOBUKA: TBEPALIN CNiaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
| 4 Twun 111
_— Type 308
I, 608
DIN6535 HA
|
i = <
1 = e mioa—mes oo e e
— l @
| >
g R
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 ykazaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

I'IpumeanMe AnA 3aKa3sa:

Bce xBOCTOBMKM (hpesbl MOTYT UCMONb30BaTbLCA ANs NpaBbIX 1 NieBbIX NnacTvH Tuna 111.

XBOCTOBUKM (hpe3bl C MOBPEXAEHHBIM NOCAA04YHBIM MECTOM MO MNACTUHY MOryT ObITb UCMpPaBneHbl Ha hupme 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. TexHu4Yeckune pekomMmeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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®dpe3epoBaHMe KaHaBOK MEeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

M308

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

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

MaTepwuan XxBoCTOBUKA: TBEPALIN CNiaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

I

I 2
| DIN6535HB ghs
| ==

- | ‘." y =

e e u"j

= N B [}

Wl 3 ©
g Q

O603Ha4yeHue d L l,
Part number
M308.0012.01B 12 95 29
M308.0012.02B 12 110 42
M308.0012.03B 12 120 56
M308.1012.02B 12 110 42
M308.1016.01B 16 110 B8]
M308.1016.02B 16 110 45
M308.1016.03B 16 130 64
M308.0012.01E 12 95 29
M308.0012.02E 12 110 42
M308.0012.03E 12 120 56
M308.1012.02E 12 110 42
M308.1016.01E 16 110 33
M308.1016.02E 16 110 45
M308.1016.03E 16 130 64

Paswmepsbl w, Ds, t
w, Ds, t . see inserts

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

MpumeyaHue onsa 3akasa:

CM. PEXyLLYO NnacTuHy

'max

Bce xBocTOBMKM (hpe3bl MOryT UCNOMb30BaThLCA ANs NpaBbIX M NeBbIx NnactnH Tuna 111.

\-

~

Ana nnacTuHbl

for Insert

Tun
Type

8,0
8,0
8,0
9,5
9,5
9,5
9,5
8,0
8,0
8,0
9i5)
9,5
5
9,5

111
308
608

doépma

Form

w

MmMmMImMmTImMmMI mTImMmOQu W W oW W o

m

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

XBOCTOBMKM CbpeSbI C noBpeXXaeHHbIM Nnocaao4YHbiM MECTOM NoA Ni1aCcTuHy MoryT ObITb ncnpasrieHbl Ha q)Mpme 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 3aTsKKM BUHTOB CM. TexHu4Yeckue pekomeHgauunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu
Spare Parts

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

3.5.12T10EP T10PL

XBocToBUK hpe3bl
Milling shank

M308...
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOI;i nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK ope3bl

Milling shank

M308.ST

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O5s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

|
2
G = DIN1835 A
e
RSt g —
] | 2
rLI 1 1] g
IRE R A ,
i
e
Lo | DIN1835B
/ ;gl
e T5 i
B Q,
O6Go3Ha4yeHune d "
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 ana 3akasa:

Bce (pesepHble XBOCTOBUKM MOXHO UCMOMb30BaTh 4S8 MPaBbIX Y NEBbIX pexyLumx nnactvd Tuna 111.

Ordering note:

Pa3mepbl 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 ppe3bl
Milling shank

M308...

B36

2

18
18
26
18
18

CM. PEXYLLYIO NIacTUHy

3axumMHon BUHT | Knrou Tun TORX PLUS®
TORX PLUS® Wrench

Clamping Screw
3.5.12T10EP

T10PL

Ana NnacTuHbl
for Insert

Tun
Type

0 0 0 0o 0o

Pa3mepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M308ER 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

for Insert
Tvn 111
,F Type 308
2 608
@
ElH
= l-— ——
i
o
S 1
=
O603Ha4yeHue d l, d, Spannmutter
Part number Clamping nut
M308.ER11.02 11 16 8 ER11.6499
M308.ER16.02 16 22 8 ER16.6499/ERM16.6499
M308.ER20.02 20 22 8 ER20.6499/ERM20.6499
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl w, Ds, t__ CM. pexyLLyro 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!

Bce cdpesepHble XBOCTOBUKM MOXHO UCMONb30BaTh 4118 MpaBbIX Y NEBbIX pexyLumx nnactmHd Tuna 111.
All milling cutter shanks can be used for right and left hand inserts type 111.

MOMEHT 3aTSKKM BUHTOB CM. TEXHUYeckne pekoMmeHgauunn.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL
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Ppe3epoBaHMe KaHaBOK METOAOM

KPYyroBou UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN pi»)

Ba3oBas aepxaBkKa WF B

Basic Holder

BasoBasi onpaska WFB.20 ansi ppesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHune
Part number

WFB.2012.M081.01

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

B38

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

d

16 30

Pasmepbl ykazaHbl B MM.
Dimensions in mm




®dpe3epoBaHMe KAaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

®dpe3a ¢ pe3bGOBbIM M308.M

XBOCTOBUKOM
Screw-in cutter

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

O603Ha4yeHue l 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. TEXHUYeckne pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
®pe3a c pe3b60BbLIM XBOCTOBUKOM | 3akuMHoOM BUHT | Knrou 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

B39



®dpe3epoBaHMe KaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NnactuHa 111

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

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

Ds
|

D\ |
Y 'S e
S 1
g
o
+§ . a -—
' T
o] 1] 1
'l
; | ‘
L XBOCTOBUWK (hpesbl
R = nokasaHo npaBoe McnorHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w Nw s 3, f a
Part number
R/L111.0070.00 13,4 | 0,74 0,7 4,15 3,95 6,7 10,7
R/L111.0080.00 13,4 0,84 0,8 415 3,95 6,7 10,7
R/L111.0090.00 13,4 | 0,94 0,9 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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\

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

M308
M308.ER
M308.ST
M308.M

OorpaHu4eHHas rnybuHa

1,2
1,3
1,5

pe3aHus
limited depth of cut

Mapku TBEpLOro cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBowu MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 111 e ™\
Insert

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

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

@ pexyLuen KpoMKM Cutting edge @ 13,4 mm \ Y,

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

A for Milling shank
Tun M308
Type M308.ER
M308.ST
M308.M

R = nokasaHo npaBoe ucnornHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version

O6o3HayeHune Ds w Nw s f a d b 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 AnbTepHaTVBHOE NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable

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

I ¢ Hanankon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades

Beibepute R vnu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnactuHa 1 1 1
Insert

my6uHa kaHaBku 4O Depth of groove up to 2,3 mm
LLinpnHa kaHaBku Width of groove 1,5-3 mm
@ pexyLuen KpoMKM Cutting edge @ 13,4 mm

L = neBoe ncnonHeHne
L = left hand version

R = nokasaHo npaBoe UCNoJIHeHne
R = right hand version shown

O6Go3Ha4yeHune Ds w s f a
Part number

R/L111.0150.00 13,4 1,5 3,95 6,7 10,7
R/L111.0200.00 13,4 2,0 3,95 6,7 10,7
R/L111.0250.00 13,4 2,5 3,95 6,7 10,7
R/L111.0300.00 13,4 3,0 3,95 6,7 10,7

A co Cknapa /onstock A4 Hepenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version
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.

ans opesepHOro XBOCToBMKaA
for Milling shank

Tun
Type

2,3
23
23
2,3

— = . =

M308
M308.ER
M308.ST
M308.M

Mapkn TBEpPAOro crnnaea
Carbide grades



®dpe3epoBaHMe KaHAaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 1 1 1
Insert
my6uHa kaHaBku 4O Depth of groove up to 2,3 mm
[MonHeIn pagnyc Full radius 0,4-1,5 mm
@ pexyLuen KpoMKM Cutting edge @ 13,4 mm
f
et
2l &
'S s
\\“—\.
- —— a -—
g1\ !
i g &
S . .
wmiaiE
Lo ! \\ BOCTOBVK (hpesbl
R = nokasaHo npaBoe UcronHeHne L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O6Go3Ha4yeHune 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 NMpUMeHeHNe / 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
Bbibepute R unu L ncnonHexve.
State R or L version

0,4
0,6
0,9
1,0
1,5

Y Y

ans opesepHOro XBOCToBMKaA
for Milling shank

Tun M308

Type M308.ER
M308.ST
M308.M

MonHbIN paguyc
Full radius

[ Z N | || W
b =~ 00| ®

] O I Z

=S| w |~ |F
2,3 1 A/A | A/A | A/A
2,3 1 A/A | A/A | A/A | A/A
2,3 1 A/D | A/A | A/A | A/A
2,3 1 A/A | A/A | A/A | A/A
2,3 1 A/A | A/A | A/A | A/A

Mapku TBEpPLOrO cnnasa
Carbide grades
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CHsTue chacku Cﬁh HORN fil1)

Chamfering

NMnacTtuHa 111 -

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

-

Ans hpesepHOro XBoCTOBYKA

Tvn
I Type
X
\
e, [ \\ “
L
ﬂ
— L |
XBOCTOBUWK dhpesbl
R = nokasaHo npaBoe McnorHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue E s f Ds a d r
Part number
R/L111.4545.02 2,4 4,15 6,7 13,4 10,7 8 0,2

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [No 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm
Bbibepute R unu L ncnonHexue.
State R or L version

B44

for Milling shank

M308
M308.ER
M308.ST
M308.M

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 308

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

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

1

XBOCTOBVK dpesbl /

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w Nw s
Part number

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

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTBHOE NpuMeHeHue / alternative recommendation
- HENPUIrOAHbIN / 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

-

-

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

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

308

obpaboTka antoMUHKSA
machining of aluminium

my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm
LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472
Widths for circlip grooves DIN 471/472
A
8 |
| T
| I [T ]
7
t
max - 1
XBOCTOBWK cbpeabl/
[MokasaHo npaBoe McnorHeHne
Picture = right hand cutting version
O6Go3Ha4yeHune 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 AnbTepHaTBHOE nNpuMeHeHue / alternative recommendation
- HEMNPUrOAHbIN / 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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4 B N

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER
M308.ST
M308.M
s b Z
4,5 3,5 3
4.5 3,5 3
4,5 3,5 &

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 308 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm \_

Ons ope3epHOro XBOCToBMKA
for Milling shank

Twn M308
Type M308.ER
Y g M308.ST
FQ M308.M
1
w
1
| S d
f e ' XBOCTOBWK thpesbl
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r too VA
Part number
308.0150.00 15,7 1,5 4,5 = SIS 3
308.0200.00 15,7 2,0 45 0,2 315 3
308.0250.00 15,7 2,5 4,5 0,2 &5 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 ¢ Hanawikon/Cermet / brazed/Cermet

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

MnacTuHbl WupuHon meHee 0,5 MM MOTyT M3roTaBnMBaTLCS MO 3aNPOCY U TOSNBKO C YMEHbLUEHHOW rnyOuHoM 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 KaHaBOK METOAOM
KpYroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 308 e il ™
Insert obpaboTka antoMUHKSA
machining of aluminium — |
N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm \_

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M308
Type M308.ER

4 | - M308.ST
k / M308.M

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s r t o Z
Part number

308.0150.40 15,7 1,5 4.5 - BI5 3
308.0200.40 15,7 2,0 4,5 0,2 315 3
308.0250.40 15,7 2,5 4.5 0,2 BI5 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 ¢ Hanawikon/Cermet / brazed/Cermet

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

MnacTuHbl WupuHon meHee 0,5 MM MOryT M3roTaBNMBATLCS MO 3AMNPOCY U TOMbKO C YMEHbLUEHHOM 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 KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 308 L ™\
Insert
— |
~N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
MonHbIi paguyc Full radius 1,1 mm et
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm \_ )

Ons ope3epHOro XBOCTOBMKA
T for Milling shank

Twn M308

Type M308.ER
- L2 M308.ST
A M308.M

wroos

MonHbIN paguyc
Full radius

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s r t o VA
Part number
308.0011.22 15,7 2,2 45 1,1 BI5 3

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUIrOAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN 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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CHsiTue cacku Cﬁh HORN fil1)

Chamfering

MnacTtuHa 308 ™
Insert
Pasmep cacku go Size of chamfer up to 1,2 mm N—o
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm
. J

ans ope3epHOro XBOCToBMKa
for Milling shank

Twn M308
Type M308.ER
M308.ST
M308.M
[NokaszaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O6o3HayeHune E S Ds w toox Z
Part number
308.4545.00 1,6 4,7 15,7 1,4 1,2 3

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

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 608 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBku Width of groove 1,5-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 15,7 mm \_

Ans )pesepHOro XBoCTOBYKA

S i for Milling shank
- Twn M308
- A Type M308.ER
| &) [72] M308.ST
& - M308.M
 /
e 1
o
=]
g1 .
3 [T
i i - 7
!
\XBOCTOBUK hpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3HayeHune Ds w s r t o Z
Part number
608.0150.00 15,7 1,5 4,9 - G5 6
608.0200.00 15,7 2,0 4,9 0,2 35 6
608.0250.00 15,7 2,5 4,9 0,2 815 6
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTBHOE nNpuMeHeHue / 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

MpumeyaHue:

MnacTuHbl WupuHon meHee 0,5 MM MOTyT M3roTaBnMBaTLCS MO 3anNPOCY U TOSNBKO C YMEHbLUEHHOW rnybuHoi 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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CHsTue chacku Cﬁh HORN fil1)

Chamfering

MnacTtuHa 608 e N
Insert T

Pa3wvep dacku Size of chamfer 0,6-1,7 mm

@ pexyLuen KpoMKM Cutting edge @ 15,7 mm

. /

ans ope3epHOro XBOCToBMKA
for Milling shank

Twn M308
Type M308.ER
M308.ST
M308.M
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b b Z v | o
Part number } S
[
608.1515.20 2,6 5,1 15,7 0,2 15° 2,2 0,6 6 A
608.2020.20 2,6 5,1 15,7 0,2 20° 2,2 0,8 6 A
608.3030.20 2,6 5,1 15,7 0,2 30° 2,2 1,3 6 A
608.4545.20 2,6 5,1 15,7 0,2 45° 1,7 1,7 6
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 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM
KPYyroBow MHTepnonsuum

Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M311/M311.ST/
M311.ER

basoBas onpaeka
Basic Holder

WFB

dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M311.M

MnactuHa
Insert

311/611
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM
KPYyroBou MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

M311

Ppe3a co CMEHHOM pexyLuen Milling shank with
nyacTUHOMN exchangeable insert

@ otBEpCTUA OT 18 MM from bore @ 18 mm
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®dpe3epoBaHMe KaHAaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK (ppesbl M31 1

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
Tvn 31
| 1 Type 611
I 2
= ' DINB535 HA
£ D %;»f: = e ) ek w4
+~1
T w -
= Q
O603Ha4yeHue d I, 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

anIMe'-IaHVIe AndA 3akasa:

Kopnyc ¢pe3sbl ¢ noBpexaeHHbIM Nocao4HbIM MECTOM MO, MIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupme Horn.
Ordering note:

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

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 (ppesbl M31 1

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
Tvn 31
| 1 Type 611
I 2
= DIN6535 HB
B |
: T g2
----1I . %—_ = e e e o ‘g
FHlw o
— &
O603Ha4yeHue d I, 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 NOCaA04HbIM MECTOM MO MIACTUHY MOXET OblTb BOCCTaHOBMNEH Ha doupmMe Horn.
Ordering note:

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

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 (ppesbl M31 1

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
Tvn 31
| i . Type 611
I, @Ds
DIN6535 HE =
O603Ha4yeHue d I, 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 ykasaHbl B MM.
Further sizes upon request nnacTnHy Dimensions in mm
MpumeyaHue ans 3akasa: w, Ds, t  see inserts

Kopnyc ¢pesbl ¢ noBpexaeHHbIM NOCag04HbIM 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 | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®dpe3epoBaHMe KaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBMK hpe3bl M311.ST

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O5s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

I, @Ds
= - DIN1835 A
-1 /
B i
B =
A o
b | '
=
Bl
wo=
O6o3HayeHune d " l,
Part number
M311.ST10.01A 10 60 18
M311.ST12.01A 12 70 18
M311.ST13.01A 13 70 26
M311.ST16.01A 16 80 26
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyto nnactuHy
Further sizes upon request w, Ds, t__ see inserts

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P 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 pi»)

XBOCTOBMK hpe3bl M311.ST

Milling shank

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

O5s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

I, @Ds
E - DIN1835 B ™ 1
-3 -
i . QI " : W A -
i E' ! | g .
= ml o
[ &}
Wi j=f
O603Ha4yeHue d " 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 3aTSKKM BUHTOB CM. TEXHUYEeCKMe pekoMeHAaUmm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

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

B60

Ana nnacTuHbl

for Insert
Tvn 611
Type 31
d, dopma
Form
9 B
9 B

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHaBOK 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
ONSA NNacTuHbI

for Insert
Tvn 31
Type 611

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 S ER16.6499/ERM16.6499

M311.ER20.02 20 22 9 ER20.6499/ERM20.6499
[pyrve pasmepsl - MO 3anpocy. Pasmepbl w, Ds, t . cM. pexyLyto nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

I'Ipumeqarme AnsA 3aKasa:

HaKVI,El,Haﬂ ramka 3akasbliBaeTcst oTAesNibHO

Ordering note:

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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®pe3epoBaHue KaHaBOK/TopLeBoe hpesepoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBocToBUK ope3bl M311 ER / ™~
Milling shank

XBOCTOBUK Nop, LaHroeble natpoHbl DIN ISO 15488 Iﬂl i ] | I “

Milling shanks for collet chucks DIN ISO 15488 /

€ koHycoMm ER ans TokapHbIX CTaHKOB

with ER taper for CNC-lathes
Ana nnacTtuHbl

| for Insert
-2 @Ds
= = Tvn 31
i Type 611
g
s
B
Q
m ‘
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 - N0 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NNacTuHb Pa3mepbl ykasaHbl B MM.
Further sizes upon request t,..c @nd 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 3aTsKKU BUHTOB CM. TexXHU4Yeckune pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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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®pe3epoBaHue KaHaBOK/TopLeBoe hpesepoBaHme

Groove Milling / Face Milling

(ph HORN pi»)

XBocTOBUK (ppesbl M31 1
Milling shank

Linnnnaopuyeckas TBepaocnnaBHasn onpaska nog LaHrm
Cylindrical carbide shank for collets

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

DING535 HA _9Ds_
Pl
] i
| o @
; I e - e = e = s+ . - = o s T s e~ g
= !
it __:Emax
]
O6Go3Ha4yeHune d |
Part number
M311.0012.D.00A 12 80
M311.0016.D.00A 16 80
[Opyrue pasmepsl - No 3anpocy. Pasmepbi t 1 Ds - cMOTpUTE NIacTUHbI

Further sizes upon request t,..c and Ds see inserts

MpumeyaHue ans 3akasa:

a .

& J

Ana nnacTuHbl

for Insert
Tvn 31
Type 611

dopma
Form
A
A

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kopnyc dpesbl ¢ noBpexaeHHbIM NOCago4HbIM MECTOM MOA NNACTUHY MOXET ObiTb BOCCTAHOBNEH Ha doupme Horn.

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

MoMeHT 3aTsKkM BUHTOB CM. TeXHU4YeCckme pekoMmeHaaumnm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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Ppe3epoBaHMe KaHaBOK METOAOM

KPYyroBou UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN pi»)

Ba3oBas aepxaBkKa WF B

Basic Holder

Basoas onpaska WFB.20 ansi dopesbl ¢ pe3b60oBbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHune
Part number

WFB.2012.M081.01

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

B64

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

d

16 30

Pasmepbl ykazaHbl B MM.
Dimensions in mm




®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

Ppe3a c pe3bL60BbLIM
XBOCTOBUKOM

Screw-in cutter

M311.M

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

. - :
Q1 | - 18y
| I
— o
e
* T @
E _ 1
I
O6Go3Ha4yeHune l l, I,
Part number
M311.M081.01 37 14 25

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

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

CM. PEXYLLYIO NNacTUHY

max

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

M311.M081.01

3axumHon BUHT | Kntou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

4.14T15P T15PQ

Ana nnacTuHbl

for Insert

Tvn 31

Type 611
d1 SW
9 13

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KAaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 1

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

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

w

!

XBOCTOBUK thpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue 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

4 B N

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Twn M311

Type M311.ER

M311.ST
M311.M
s t oo Z
5,75 3,5 3
5,75 3,5 3
5,75 3,5 3

Mapku TBEpLOroO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 1

Insert obpaboTka antoMUHKSA
machining of aluminium
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

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

| )

81 | | _

2

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

i 1

XBOCTOBUK thpesbl

O6Go3Ha4yeHune Ds w Nw
Part number

311.0110.40 17,7 1,21 1,1
311.0130.40 17,7 1,41 1,3
311.0160.40 17,7 1,71 1,6

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 NoKpbITUSA / uncoated grades
TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

5,75
5,75
5,75

-

-

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
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

311

Depth of groove up to
Width of groove
Cutting edge @

w+0.02

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

311.0150.00
311.0200.00
311.0250.00
311.0300.00
311.0400.00

|

w|

!

3,5 mm
1,5-4 mm
17,7 mm

XBOCTOBUK hpesbi

Ds

17,7
17,7
17,7
17,7
17,7

1,5
2,0
2,5
3,0
4,0

S5
6,08
5,75
ON/O!
5,75

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

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

0 AnbTepHaTMBHOE 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

B68

-

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

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

M311

M311.ER

M311.ST

M311.M

VA N | o | v
5 3 £
S | < |

3 A A

3 A A A

3 A | A

3 A A A

3 A

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

Depth of groove up to
Width of groove
Cutting edge @

311

obpaboTka antoMUHKSA
machining of aluminium

3,5 mm
1,5-4 mm
17,7 mm

wt0.02

t

max ;

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

311.0150.40
311.0200.40
311.0250.40
311.0300.40
311.0400.40

XBOCTOBUK (hpesbl /

Ds

17,7
17,7
17,7
17,7
17,7

1,5
2,0
2,5
3,0
4,0

S5
H¥/5)
5,75
ON/5)
5,75

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

0 AnbTepHaTuUBHOE NpUMeHeHNe / alternative recommendation

- HEMPUroZHbIN / not suitable

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

I ¢ Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

4 il )
o N
o
Onst ppesepHOro XBoOCToBMKa
for Milling shank
Tvn M311
Type M311.ER
M311.ST
M311.M
tmax z Ye)
N
|_
8.5 5 A
315 3 A
&5 3 A
85 3 A
B15) 3 A

Mapku TBEpPLOrO cnnasa
Carbide grades

B69



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 1

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

W +0.03
—'--—|--‘—
"y

f

—— XBOCTOBUK chpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number
311.0011.22 17,7 2,2 5,75

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B70

1,1

\.

Ons ope3epHOro XBOCTOBMKA
for Milling shank

Tun
Type

M311
M311.ER
M311.ST
M311.M

MonHbIN paguyc
Full radius

Mapku TBEpAOrO cnnasa
Carbide grades



®pe3epoBaHne oTBEpPCTUN U 00paboTKa hacok
Milling of bores and Chamfering

(ph HORN pi»)

MnacTtuHa
Insert

311

Size of chamfer
Cutting edge @

Pasmep dacku
@ pexyLuen KpoMKM

1,4-2,5 mm
15-17,7 mm

\- J/

Ons ope3epHOro XBOCToBMKa
for Milling shank

Tvn M311
Type M311.ER
M311.ST
M311.M
o
l-45° A
| ™~
.
g1 / 3 g
= : ) w 2
[ N\, -
Mz - s
457 /
XBOCTOBMK (hpesbl/
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue E s Ds w dopma t oo VA 0
Part number Form c'Z°
|_
311.4545.00 1,70 5,95 17,7 2,5 A 1,4 3 A
311.4545.20 2,95 5,95 15,0 0,2 B 2,5 3 A

A co Cknapa/onstock A4 Hegenu/ 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 CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 61 1

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

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472

.
g=(gy

tmax DX
\XBOCTOBUK hpe3bl

w+0.02

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue 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 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

B72

6,1
6,1
6,1

-

-

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 KaHaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 611 e il ™
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 3,5 mm
LLnprHa kaHaBku Width of groove 1,5-4 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm \_
NNacTuHbI OT LMPWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Anst pesepHOro xBoCToBMKa
= for Milling shank
[ Tun M311
' Type M311.ER
I_ M311.ST
= M311.M
| =
iy -
=
=J
\ XBOCTOBUK ppesbl
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
Ob6osHauyeHune Ds w s r t o z 0 | o
Part number b
< =
611.0150.00 17,7 1,5 6,1 - G5 6 A | A
611.0200.00 17,7 2,0 6,1 0,2 385 6 A | A
611.0250.00 17,7 2,5 6,1 0,2 G5 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 G5 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 MNOKPbITUEM / 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 pi»)

MnacTtuHa 61 1

Insert
[my6uHa pesaHus oo Depth of cut up to 5,7 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

7]
—1
XBOCTOBUK hpesbl/

[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 [No 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B74

&

ans ope3epHOro XBOCToBMKa
for Milling shank

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

Mapku TBEpAOrO cnnasa
Carbide grades



CHsTue chacku Cﬁh HORN fil1)

Chamfering

MNnacTtuHa 611 e N
Insert T

Pa3wvep dacku Size of chamfer 0,75-2,3 mm

@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

. /

Ons opesepHOro XBOCToBMKA
for Milling shank

: D Tun M311
= Type M311.ER
e M311.ST
f M311.M
I e
N
o A
.
o) I '
? AN
w
tmax i /%
, NJ’!'_"TL—'_

 XBOCTOBMK (hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHne E 5 Ds w a b t o Z W | v
Part number o § ]
< | F | 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 [lo 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 ¢ Hanawvkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHne KaHaBOK METOAOM
KpyroBon MHTepnonsauum (ﬁh HORN |]|D
Groove Milling by circular interpolation

XBOCTOBUK (hpesbl
Milling shank

M116

CtpaHuua/Page
B78

~
MnactuHa

Insert

116 u‘r

CrtpaHuua/Page
B79-B80

CtpaHunua/Page
B81

B76



Ppe3epoBaHne KaHaBOK METOAOM

KPYyroBov UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN pi»)

M116

Ppe3a co CMEHHOM pexyLuen
nsacTUHOM

AnaMeTp OTBEPCTUS OT

B HENOABWXHOM
COCTOSIHUM D 16 Mm
npu BpaweHnn @ 20,4 mm

Milling Cutter with
exchangeable insert

from bore

non rotating @ 16 mm
rotating @ 20,4 mm

B77



®dpe3epoBaHMe KAaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBocTOBUK dhpe3bl M11 6 - ~
Milling shank

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 20,4 mm /

\. /

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
l, @Ds
b | P | Twn 116
| I, — DIN6535 HB | .
O —.—-__._.____._._-_._._.c - - i._
: B 81 S
W N -
et T -
] L -
DIN6535 HE
e _E_.
O603Ha4yeHue d [l l, d, doépma
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 Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t__ see inserts Dimensions in mm

MpumeyvaHue: @ ot 16 mm:

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

Note from @ 16 mm:

Only back face milling with oriented spindlestop offset of centerline.

I'Ipumeqal-wle Ansd 3aKasa:

Bce xBocTOBUMKM (hpesbl MOryT UCNOMNb30BaTbLCA AN NpaBbIX U NeBbIX nractnH Tuna 116.

XBOCTOBMKM (bpeabl C noBpeXxaeHHbIM nocago4YHbiM MEeCTOM NnoAa NacTuHy 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 PEKOMEHOALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M116... 5.13T20EP T20PQ
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBowu MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 116 ;- l N
Insert )

my6uHa kaHaBku 4O Depth of groove up to 4,3 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-1,6 mm
@ pexyLuen KpoMKM Cutting edge @ 20,4 mm \_ j

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
Ons ope3epHOro XBOCToBMKA

5 . for Milling shank
Tvn M116
Type
81
g )
3 17
XBOCTOBUWK hpesbl
R = nokasaHo npaBoe McnorHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O603Ha4yeHue Ds w Nw s f a d t oo VA 0
Part number 023
|_
R/L116.0110.00 20,4 1,19 1,1 6,3 10,2 15,7 11 4,3 1 A/A | A/A | A/A | A/A
R/L116.0130.00 20,4 1,39 1,3 HE3 10,2 15,7 11 4,3 1 A/A | A/A | A/A | A/A
R/L116.0160.00 20,4 1,69 1,6 6,3 10,2 15,7 11 4,3 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 AnbTepHaTBHOE nNpuMeHeHue / alternative recommendation
- HEMNPUrOAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades

TBEPAbIV CMMaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
Beibepute R vnu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

Depth of groove up to
Width of groove

Cutting edge @

w+0,03

116

XBOCTOBUWK hpesbl

R = nokasaHo npaBoe ucnonHexHve

R = right hand version shown

O6Go3Ha4yeHune
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
2,5
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 NMpUMeHeHNe / 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

Bbibepute R unu L ncnonHexve.

State R or L version

B8O

11
11
11
11
11

\~ S/

ans opesepHOro XBOCToBMKaA
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
4.3 1 A/A | A/A | A/A | A/A
4.3 1 A/A | A/X | A/A | A/A
4.3 1 A/A | A/A | A/A | A/A

Mapku TBEpLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 11 6

Insert
my6uHa kaHaBku 4O Depth of groove up to 4,3 mm
[MonHeIn pagnyc Full radius 0,9-2 mm
@ pexyLuen KpoMKM Cutting edge @ 20,4 mm
—-I—f—!-—
A
// = ==
_ 3 ]
18] S :
L ]
ETE
S /
tr‘néix | \\‘- x
- 1 \XBOCTOBWK dhpesbl
R = nokasaHo npaBoe ucnonHexHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O6o3HayeHune Ds w S f a d
Part number
R/L116.0009.18 20,4 1,8 6,3 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 8,3 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 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
Beibepute R nnu L ncnonHexue.
State R or L version

0,9
1,1
1,5
2,0

4 )

Y N/

ans opesepHOro XBOCToBMKaA
for Milling shank

Tun M116
Type

MonHbIN paguyc
Full radius

t VA N | 0| v | W
B D I Yo S B, B Y

) (O] I Z

= | W |+ |+
4.3 1 AN | A/A | A/A | A/A
4.3 1 AN | A/A | A/A | A/A
4.3 1 A/D | A/A | A/A | A/A
4,3 1 ANA | A/A | A/A | A/A

Mapkn TBEpPAOro crnnaea
Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M313/M313.ST/
M313.ER

CtpaHuua/Page
B84-B86, B88

(Iﬂl

CrtpaHuua/Page
B89

CtpaHunua/Page
B90

|

N
‘ =
1

CTtpaHuua/Page
B102

5

CrtpaHuua/Page

w
A
o
w

CTpaHuua/Page
B106-B108, B111

basoBas onpaBka
Basic Holder

WFB

i

CTtpaHuual/Page
B109

®dpesa ¢ pe3bboBbIM

XBOCTOBWUKOM
Screw-in cutter
M313.M
CTtpaHunual/Page
B92
lMnactuHa |
Insert
313/L313/613/713
CTtpaHuua/Page

B93-B96, B98-B100, B104, B110

CrtpaHuua/Page
B97

CtpaHuua/Page
B101, B105
B82



Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBov UHTEepnonsauum Cﬁh HORN |]|D

Groove Milling by circular interpolation

M313

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN 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 dhpe3bl M31 3 -

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

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
Tvn 313
I, Type 613
= I, g @Ds 3
P!NB5__35_ HA
/
= el
f‘:"/ e T e e e e e g | !
. !
- W i=]
P 5, Q |
O603Ha4yeHue d I, 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 Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue anAa 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 3aTsKK1 BUHTOB CM. TeXHUYeckne pekoMeHaaUmm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 dhpe3bl M31 3 -

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
I Tun 313
= =1 Type 613
oDs_ 713
O603Ha4yeHue d I, 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
[pyrne pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t  cM. pexyLyto nnacTuHy Pa3mepbl ykazaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

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

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

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK ope3bl
Milling shank

M313.ST

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O5s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes

- 42 | _ @Ds _
/DIN1835A el
LT - LH D) -
i; A1 1@ v 4 /"_i?
s
- L —
|2
= | DIN1835 A
u;l
s A2 |9,
w )
o
O6Go3Ha4yeHune d I, I8
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

Paswmepsbl w, Ds, t
w, Ds, t__ see inserts

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

CM. PeXyLLyto NNacTuHy

max

3anacHble yacTu
Spare Parts

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

5.14T20P T20PQ

XBocToBUK ppe3bl
Milling shank

M313...

B86

Ana nnacTuHbl

for Insert

Tun
Type

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

613

doépma
Form
Al
A2
A2
A2

Pa3mepbl ykasaHbl B MM.
Dimensions in mm




®dpe3epoBaHMe KAaHAaBOK MEeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK hpe3bl M313.ST

Milling shank

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

O5s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

for Insert
Tvn
Type 613
1
- y e @Ds
DIN1835-B = 1
o o | =
b ] i o .
% I
= (@
8| |\ M 9’
1 &
O603Ha4yeHue d I, I8 d, doépma
Part number Form
M313.ST12.01B 12 70 18 11,3 B
[pyrne 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 ppe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313.ST12.01B 5.14T20P T20PQ
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

M313.ER

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

I
2 o ER20/25/32...

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.

Further sizes upon request

MpumeyaHue ans 3akasa:

HakngHas rarka 3akasbliBaeTcs OTAeNbHO
Ordering note:

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

Pa3wmepbl w, Ds, t
w, Ds, t_ see inserts

CM. PEXYLLYIO NIacTUHy

max

3anacHble YacTu
Spare Parts

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

5.14T20P T20PQ

XBocToBUK hpe3bl
Milling shank

M313...

B88

Ana nnacTuHbl

for Insert

Tvn 313

Type 613
713

3axumHas ranka
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 pi»)

XBOCTOBMK ¢ppe3bl 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

_J
Y
max
—
Ob6osHauyeHune d I8 d,
Part number
M313.ER25.14.01 25 19,7 14
M313.ER32.14.01 32 19,7 14
[pyrve pasmepsbl - No 3anpocy. Paswvepbi t v Ds - cMOTpyTE NNacTuHsbl
Further sizes upon request t..x @nd Ds see inserts

MpumeyaHue ana 3akasa:

HakngHasa ranka 3akasblBaeTcs oTaernbHO

Ordering note:

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

3anacHble YacTtu

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

- D

e J

Ana nnacTuHbl

for Insert
Tvn 313
Type 613

713

3axumHas ranka
Clamping nut

ER25.6499
ER32.6499

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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®pe3epoBaHue KaHaBOK/TopLeBoe hpesepoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBocTOBUK dhpe3bl M31 3 - ~
Milling shank

LlVIJ'IMH,D,pI/I‘-IeCKaH TBepAocnnaBHaa onpaska noa LaHru

Cylindrical carbide shank for collets \ _//
O51s TOKapHbIX cTaHkoB ¢ YlY
with cylindrical shank for CNC-lathes
Ana nnactuHbl
for Insert
DIN6535 HA @Ds Tan 313
o r i Type 613
-, i 713
| o @
; I. e - e = e = s+ . - = o s T s e~ g
i !
it __:Emax
1
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 dpesbl ¢ noBpexaeHHbIM NOCag04HbIM MECTOM MO MAacTUHY MOXET OblTb BOCCTaHOBIIEH Ha dupme
Horn.

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

MOMEHT 3aTsKKN BUHTOB CM. TexHu4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

Ba3oBas aepxaBkKa WF B

Basic Holder

BasoBasi onpaska WFB.20 ansi ppesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

M311.M081...
M313.M081...
M328.M081...
M332.M081...
O6o3HayeHune I, I, d, d
Part number
WFB.2012.M081.01 85) 7 16 30
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

Ppe3a c pe3bL60BbLIM
XBOCTOBUKOM

Screw-in cutter

M313.M

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

.
' <
; ;I. o
-t—'g - | !
i -— —— W
O6Go3Ha4yeHune I, 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 pekomMeHgaunu.
For torque specification of the screw, please see Technical Instructions.

CM. PeXyLLyo NNacTuHy

'max

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

M313.M081.01

3axumHon BUHT | Kntou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

5.14T20P T20PQ
B92

Ana nnacTuHbl

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KAaHAaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 3

Insert
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 0,7-1,1 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

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

= | | | ] ! »
| 1
t
* TLJ_% XBOCTOBUK hpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s
Part number

313.0070.00 21,7 0,77 0,7 59
313.0080.00 21,7 0,87 0,8 59
313.0090.00 21,7 0,97 0,9 59
313.0100.00 21,7 1,07 1,0 59
313.0110.00 21,7 1,21 1,1 59

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

5,6
5,6
5,6
5,6
5,6

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

1,5
1,7
1,9
2,2
2,5

M313
M313.ST
M313.M
M313.ER
Z N |0
0|2
S |+
8 A
3 A
3 A A
3 A
8 A

Mapku TBEpPLOrO cnnasa
Carbide grades

B93



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 3

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

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

N\ XBOCTOBMK (hpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w Nw s

Part number

313.0130.00 21,7 1,41 1,30 5,7
313.0160.00 21,7 1,71 1,60 57
313.0185.00 21,7 1,96 1,85 5,7 0,2
313.0215.00 21,7 2,26 2,15 57 0,2
313.0265.00 21,7 2,76 2,65 5,7 0,2
313.0315.00 21,7 3,26 3,15 57 0,2
313.0415.00 21,7 4,26 415 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 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

Mpumeuanwue:

4,5
4,5
45
4,5
4,5
4,5
4,5
45

-

N
\.
ans ope3epHOro XBOCToBMKa
for Milling shank
Tun M313
Type M313.ER
M313.ST
M313.M
Z N 0| n|wW
0ol |82
S < | F | F
3 A A A
3 A A A
3 A A A
3 A A A A
3 A A A
3 A A A
3 A A A
3 A A A

Mapku TBEpAOrO cnnasa
Carbide grades

MnacTuHbl WuprHon meHee 0,5 MM MOTYT M3rOTaBMNMBATLCS NO 3aMPOCY M TOSMBKO C YMEHbLLEHHO 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 n 313.0515.00
TOMNMBLKO AN 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 KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 31 3

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

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

'J*\ ammk

N
._l_t max XBOCTOBUK 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 5,7
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 4,26 415 5,7
313.0515.40 21,7 5,26 5,15 5,7

A co Cknapa /onstock A4 Hegenu/ 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 yka3aHbl B MM.

Dimensions in mm

MnactuHbl 313.0415.40 n 313.0515.40

TONbKO AN AepXKaBok ¢ 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

4 B N
- N
-
Onst ppesepHOro XBoCToBMKa
for Milling shank
Tun M313
Type M313.ER
M313.ST
M313.M
tmax Z g ﬁ
g
4,5 3 A
4,5 3 A
4,5 3 A
4,5 3 A
4,5 3 A
4,5 3 A
4,5 3 A | A
4,5 3 A | A

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOI;i nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTtuHa
Insert

L313

my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,3-5,15 mm
@ pexyLuen 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

1 # Iltm;

XBOCTOBUK (hpesbl

L = nokasaHo neBoe UCMOSHEHNE.
Picture = left hand cutting version

O603Ha4yeHue Ds w Nw s r
Part number

L313.0130.00 21,7 1,41 1,30 5,7 -
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 4,26 415 57 0,2
L313.0515.00 21,7 5,26 5,15 57 0,2

A co Cknapa /onstock A4 Hegenu/ 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

MpumeyaHue:

MnacTuHbl WunpnHon meHee 0,5 MM MOTYT M3rOTABMMBATLCA MO 3aAMPOCY M TOSBKO C YMEHbLUEHHOW FyGuUHON 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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4,5
4,5
45
4,5
4,5
4,5
4,5
45

-

N
ans opesepHOro XBOCToBMKA
for Milling shank
Tvn
Type M313.ER
Z N 0| n|wW
olH| |2
S| < | F|F
3 A A A
3 A A | A
3 A A A
3 A A A A
3 A A A
3 A A A
3 A A A
3 A A A

Mapku TBEpAOrO cnnasa
Carbide grades




®dpe3epoBaHMe KaHAaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 313 T\ ™
Insert
N, A
my6uHa kaHaBku 4O Depth of groove up to 2,5 mm I] I
LLinpnHa kaHaBkm Nw Width of circlip Nw 1,1-4,15 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm \

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472

Widths for circlip grooves DIN 471/472
ans ope3epHOro XBOCToBMKa

for Milling shank

Twn M313
Type M313.ER
M313.ST
M313.M
It 5 “
| 1455, R
B
T \XBOCTOBUK (hpesbl ¢ obpabotkoi hacok
with chamfering
Moka3aHo npaBoe UCMONHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w Nw it s 8, r b VA 0| v | v
Part number (75 } 2
< | F|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 5,9 517 - 0,70 3 A A
313.1308.30 21,7 1,41 1,30 0,81 519 5,17 - 0,85 3 A A
313.1609.35 21,7 1,71 1,60 0,81 5,9 5,07 - 0,85 3 A A
313.1610.35 21,7 1,71 1,60 0,95 5.9 5,07 - 1,00 3 A A
313.1812.35 21,7 1,96 1,85 1,21 59 5,19 0,2 1,25 3 A A
313.2115.35 21,7 2,26 2,15 1,45 6.9 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 1,70 610 5,09 0,2 1,75 3 A A
313.3118.45 21,7 3,26 3,15 1,70 5.9 5,34 0,2 1,75 3 A A
313.4120.55 21,7 4,26 4,15 1,95 6.9 5,34 0,2 2,00 & A A
313.4125.55 21,7 4,26 4,15 2,45 5,9 5,34 0,2 2,50 3 A A

A co Cknapa /onstock A4 Hepenu/ 4 weeks X [1o 3anpocy / upon request
e OCHOBHOE NpUMeHeHune / recommended
0 AnbTepHaTUMBHOE NpUMeHeHNe / alternative recommendation
- HENPUrogHbIN / not suitable

TBEpAbIN cnnaB 6e3 NoKpbITUS / uncoated grades

TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl yka3aHbl B MM. Mapku TBEpLOrO cnnasa
Dimensions in mm Carbide grades
MnacTtuHbl 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 KaHaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 313 e il ™
Insert
- N
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpuHa kaHaBku Width of groove 1,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm \_
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tun M313
Type M313.ER
M313.ST
M313.M
MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o03HayeHue Ds w s r too z N || | W
Part number 6 (75 g 023
S| < |F | F
313.0150.00 21,7 1,5 57 = 4,5 3 A A A
313.0150.01 21,7 1,5 57 0,1 4,5 3 A
313.0200.00 21,7 2,0 5,7 0,2 4,5 3 A A
313.0250.00 21,7 2,5 57 0,2 4,5 3 A A A A
313.0300.00 21,7 3,0 5,7 0,2 4,5 3 A A A
313.0350.00 21,7 3,5 5,7 0,2 4,5 3 A A A
313.0400.00 21,7 4,0 5,7 0,2 4,5 3 A A A
313.0500.00 21,7 5,0 57 0,2 4,5 3 A A
313.0600.00 21,7 6,0 6,9 0,2 4,5 3 A | A A

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHMe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet

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

MnactuHbl WypuHon meHee 0,5 MM MOTyT U3roTaBNMBATLCS MO 3aMPOCY U TONMbKO C YMEHbLUEHHOM rNyOUHON pe3aHusi.
Note:

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

MpumeyaHue ans 3akasa:

Pexyuasa nnactuHa 313.0600.00 co cTpyxkonom!

Ordering note:

Insert 313.0600.00 with chip divider!
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®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 313 e il ™
Insert obpaboTka antoMUHKSA
machining of aluminium — |
N
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1,5-4 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm \_
Ansi ppesepHOro XxBoCToBMKa
v A for Milling shank
N I Tan  M313
Type M313.ER
: L @ M313.ST
ey, ° | M313.M
I -
1\ 2
3| || |
L : ‘ i 0
| j g : |
max
1 l XBOCTOBUK chpesbli
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
Ob6osHauyeHune Ds w 3 r t o Z 5
Part number N
|_
313.0150.40 21,7 1,5 5,7 - 4,5 8] A
313.0200.40 21,7 2,0 57 0,2 4,5 3 A
313.0250.40 21,7 2,5 5,7 0,2 45 3 A
313.0300.40 21,7 3,0 57 0,2 4,5 3 A
313.0400.40 21,7 4,0 57 0,2 4,5 3 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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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOI;i nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTtuHa
Insert

L313

my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBku Width of groove 1,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm
L.
® |
D -
® ‘
"
1 _ -
XBOCTOBUK (ppesbl
L = nokasaHo neBoe UCMOSHEHNE.
Picture = left hand cutting version
O603Ha4yeHue Ds w s r
Part number
L313.0150.00 21,7 1,5 57 -
L313.0150.01 21,7 1,5 5,7 0,1
L313.0200.00 21,7 2,0 5,7 0,2
L313.0250.00 21,7 2,5 5,7 0,2
L313.0300.00 21,7 3,0 5,7 0,2
L313.0350.00 21,7 3,5 5,7 0,2
L313.0400.00 21,7 4.0 5,7 0,2
L313.0500.00 21,7 5,0 57 0,2
L313.0600.00 21,7 6,0 6,9 0,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHMe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3smepbl 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

4 B N

N
o
Ons opesepHOro XBOCToBMKa
for Milling shank
Tvn M313
Type M313.ER
Z N 0| n|wW
olH| |2
S < | F | F
3 A A A
3 A
3 A A
3 A A A A
3 A A A
3 A A A
S A A A
3 A A
5 A A A

Mapku TBEpAOrO cnnasa
Carbide grades

MnacTuHbl WnpnHon meHee 0,5 MM MOTYT M3rOTaBMAMBATLCA MO 3aMPOCY M TOSBKO C YMEHbLUEHHO FyGuUHON 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 KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

313

my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LLinpnHa kaHaBkn 0o Width of groove up to 1 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm
E i
w
O
o !
o
2 I i
)}
1
XBOCTOBUK hpesbl
[MokasaHo npaBoe nucnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s
Part number
313.0100.1.00 21,7 1 57

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

4 B N

-

Ons opesepHOro XBOCTOBMKA
for Milling shank

Tun M313

Type M313.ER
M313.ST
M313.M

NnoBblLLEeHHadA rny6|/|Ha

pesaHus
increased milling depth

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

313

my6uHa kaHaBku [0
[MonHeIn pagnyc
@ pexyLuen KpoMKM

Full radius
Cutting edge @

-
S

[ tman( | [/
B i XBOCTOBUK hpe3bl

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 5,0 57

A co Cknapa /onstock A4 Hepenw/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpuUMeHeHune / recommended
0 AnbTepHaTUBHOE NMpUMeHeHNe / alternative recommendation
- HENPUrodHbIN / 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

Depth of groove up to 4,5 mm
0,5-2,5 mm
21,7 mm

0,5
1,0
1,4
15
2,0

2,5

N J

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 wWwwww
> > > > >

Mapku TBEpLOrO cnnasa
Carbide grades



®pe3epoBaHne oTBEpPCTUN U 00paboTKa hacok

Milling of bores and Chamfering

(ph HORN pi»)

NMnactuHa 31 3

Insert
Pa3wvep dacku Size of chamfer 1,7-3 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

Ds

W+O.DS

 XBOCTOBUK hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune E s Ds
Part number

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

A co Cknapa /onstock A4 Hegenu/ 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 CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

3,0
2,6

\-

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun
Type

1,7
3,0

M313
M313.ER
M313.ST
M313.M

Mapku TBEpAOrO cnnasa

Carbide grades
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®dpe3epoBaHMe KAaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 61 3

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

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

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

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

613.0150.00 21,7 1,5 5,7
613.0200.00 21,7 2,0 57
613.0250.00 21,7 2,5 57
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 NpuUmeHeHwue / 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

Pasmepbl ykasaHbl B MM.

Dimensions in mm

MnactuHa 613.0400.00

TONbKO AN 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

-

o N
\o
anda cbpeaepHoro XBOCTOBUKa
for Milling shank
Twn M313
Type M313.ER
M313.ST
M313.M
tmax Z ﬁ g
2 F
4,5 6 A | A
45 6 A | a
45 6 A | a
4,5 6 A | a
45 6 A | a

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 61 3

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

XBOCTOBUK hpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number
613.0100.1.00 21,7 1 5,7

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

4 B N

-

Ons opesepHOro XBOCTOBMKA
for Milling shank

Tun M313

Type M313.ER
M313.ST
M313.M
yBeJlnn4eHHasa

rnybuHa pesanus
increased milling depth

Mapku TBEépAOrO cnnasa
Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN pi»)

NMnactuHa
Insert

613

[my6uHa pesaHus oo Depth of cut up to 5,7 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm
= -
A
o
I
&
E (7]
_ !
XBOCTOBUK (hpesbi /
[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 [No 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

B106

&

ans 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 pi»)

NMnactuHa
Insert

613

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

[ny6uHa pesaHunsa go
@ pexyLuen KpoMKM

I - '.JI = 1
7N\ XBocToBuK thpesbi

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds A r
Part number
613.PLT6.15 21,7 6 1,5

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

&

ans ope3epHOro XBOCToBMKa
for Milling shank

Tun M313
Type M313.ER
M313.ST
M313.M
tmaX S
57 6,1

Mapku TBEpAOrO cnnasa
Carbide grades
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN pi»)

MnacTtuHa 61 3

Insert
[my6uHa pesaHus oo Depth of cut up to 3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

@Ds

w
!
XBOCTOBUK hpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds Z r
Part number

613.0015.25 21,7 6 0,5
613.0030.25 21,7 6 0,5
613.0045.25 21,7 6 0,5

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NnpumeHeHwue / recommended
0 AnbTepHaTUBHOE NMpUMeHeHNe / alternative recommendation
- HEMpUrogHbIN / 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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( )

\ J

ans ope3epHOro XBOCToBMKa
for Milling shank

Tun M313
Type M313.ER
M313.ST
M313.M
a b S
58 1,1 5,7
30° 2,3 5,7
45° 3,5 57

Mapku TBEpLOroO cnnasa
Carbide grades



CHsTue chacku Cﬁh HORN fil1)

Chamfering

MnacTtuHa 613 e N
Insert T

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

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

. /

ans ope3epHOro XBOCToBMKA
for Milling shank

Twn M313
Type M313.ER
M313.ST
M313.M
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b b Z v | o
Part number } S
[
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° 2,5 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 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBowu MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnactuHa 713 - - R
Insert
'\
my6uHa kaHaBku 4O Depth of groove up to 4.5 mm
LinpnHa kaHaBku Width of groove 0,4-3 mm
@ pexylLLlen KpoMKK Cutting edge @ 21,7 mm
pexy p \_ J/
NNacTuHbI OT LUMPKWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTOYKy 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ansi ppesepHOro XxBoCToBMKa
for Milling shank
—
|-I
L L Tan  M313
L] Type  M313.ER
_I- M313.ST
Bl M313.M
=
||
5]
|
L
=
=
< | 7))
tmax := |
~ XBOCTOBUK dhpesbl
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603HauyeHue Ds w s b Z © |
Part number % N
< =
713.0040.00 21,7 0,4 5,9 - 2,3 12 A
713.0050.00 21,7 0,5 5,9 - 2,8 12 A
713.0080.00 21,7 0,8 5,2 = 4,5 12 A
713.0100.00 21,7 1,0 5,9 - 4,5 12 A
713.0150.00 21,7 1,5 5% - 4.5 12 A
713.0200.00 21,7 2,0 5,9 0,2 4,5 12 A
713.0250.00 21,7 2,5 5.2 0,2 4.5 12 A
713.0300.00 21,7 3,0 5,9 0,2 4,5 12 A
A co Cknapa /onstock A4 Hegenu/ 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 Hanankon/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 piD)

MnacTtuHa 71 3 7 N
Insert
J /
[my6uHa pesaHus oo Depth of cut up to 3,5 mm '
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm \
4

ans ope3epHOro XBOCToBMKa
for Milling shank

Twn M313
Type M313.ER
M313.ST
M313.M
[NokaszaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Ds Z r t oo S
Part number
713.PL35.15.02 21,7 12 0,2 3,5 8,9

A co Cknapa/onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
e OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBUK (hpesbl T
Milling shank
M328/M328.ST/ -
M328.ER ||
N /]
CtpaHuua/Page CTtpaHuual/Page
B114-B115, B118 B127
-
CTtpaHuua/Page
B116 B128
( il

CtpaHunua/Page CTpanuua/Page
B117, B120 B131

(

L

CTtpaHuua/Page CTtpaHuual/Page
B119 B132
T
basoBas onpaBka
Basic Holder
WFB
CrtpaHuua/Page CTtpaHuual/Page
B121 B133
®dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter
M328.M
CtpaHuua/Page
B122
[
MnactuHa F::
Insert :
325/328/628 v
CTtpaHuua/Page
B123

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

Groove Milling by circular interpolation

M328

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN exchangeable insert

J oTBEPCTUA OT 28 MM from bore @ 28 mm

B113



®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK ¢hpe3bl M328

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

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

MaTepuan XBOCTOBVKa: TBEPAbI criae, obecneymsaeT XopoLUyo BUOPOYCTOMYMBOCTL

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

for Insert
I, Tun 325
- i @Ds Type 328
2 - 628
-
3
7\ %
@\
\ —_—
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__ CcM. pexyLlyio nnactuHy Pa3smepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

Kopnyc cpesbl ¢ noBpexaeHHbIM NocafovHbIM MECTOM NOA NacTuHy MOXeT OblTb BOCCTAHOBIEH Ha hupme Horn.
Ordering note:

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

MoMEHT 3aTsKKM BUHTOB CM. TexHu4eckue pekomeHgauunun.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 ¢hpe3bl M328

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

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

MaTepwuan XxBoCTOBUKA: TBEPALIN CNiaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
1, Tan 325
7 _@Ds _ Twe 928
= =i DIN6535 HB
_ H B ;f’@\,.,
5] - __LE N="
E = w
=" W
-t DING535HE
Tflt_‘_‘ﬂ -
E o,
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 Pasmepbl ykaszaHbl B MM.
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

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

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

MOMEHT 3aTsKKN BUHTOB CM. TEXHUYeckue pekomMeHagauuu.

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

3anacHble YyacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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Ppe3epoBaHne KaHaBOK METOAOM
KpyroBon MHTepnonauum Cﬁh HORN |]|D
Groove Milling by circular interpolation

XBocTOBUK (ppesbl M328 P

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 28 mm

-

MaTepuan XxBoCTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
@Ds
= DINBS35HA [~ 7 on o
N8 / = VRN yPe
i i D ! | /’@‘ |
= = r.
4 . B
i lw | ;
— 2 -— l
— 1 -—
DIN6535 HB
B 191
anda nnactuH C
yBEnuYeHHom
rnybuHomn pesaHus
for inserts with increased
milling depth
O603Ha4yeHue d , 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. pexyLyio 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 NOA 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 pekomMeHgauuu.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®pe3epoBaHue KaHaBOK/TopLeBoe hpesepoBaHme
Groove Milling / Face Milling Cﬁh HORN I]h)

XBoCTOBUK hpe3bl M328.ST -

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

O5s TOKapHbIX cTaHkoB ¢ YlY

with cylindrical shank for CNC-lathes
Ana nnacTtuHbl

50 @DS for Insert
- DIN1835 A Tun 325
n ‘_|‘ = Type 328
o ({0 e 628
=S A1 [G]
H 1 |
‘DIN1835 A DIN1835 B
- 91 x.f’_/ T o
"Az'ﬂg, ~ B1/B2 IE‘
1
O603Ha4yeHue d I, l, d, doépma
Part number Form
M328.ST12.01A 12 70 = 14 A1
M328.ST13.01A 13 70 - 14 A1
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 B1
M328.ST12.2.01B 12 70 20 9 B2
[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
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 3aTSXXK1 BUHTOB CM. TeXHMYeCcKne pekoMmeHgaunm.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBMK ¢hpe3bl 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

| @Ds

(8]

O603Ha4yeHue d l, d,

Part number

M328.ER20.02 20 35 14

M328.ER25.02 25 35 14

M328.ER32.02 32 35 14
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl w, Ds, t . CM. pexyLyio niactudy

Further sizes upon request w, Ds, t  see inserts
MpumeyaHue ans 3akasa:

HakungHas ranika 3akasbliBaeTcsi OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKU BUHTOB CM. TexHU4Yeckune pekoMmeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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Ana NnacTuHbl
for Insert

Tun 325
Type 328
628

3axnmHas ranka
Clamping nut
ER20.6499/ERM20.6499
ER25.6499
ER32.6499

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

XBocToBUK ope3bl M328ER / ™~

Milling shank

XBoCTOBUK Nog LaHry ucrnonHexme no DIN ISO 15488 Iﬂl i ] | I “

Milling shanks for collet chucks DIN ISO 15488 /

€ koHycoMm ER ans TokapHbIX CTaHKOB
with ER taper for CNC-lathes
ANSA NNacTuHbI

for Insert
2 @Ds Tun 325
628
O603Ha4yeHue d I8 d, 3axMMHas ravika
Part number Clamping nut
M328.ER25.16.01 25 21,7 15 ER25.6499
M328.ER32.16.01 32 21,7 20 ER32.6499
[pyrve paamepsbl - N0 3anpocy. Pasmepbl t . v Ds - cMOTpuTe NNIacTuHb Pa3amepbl ykasaHbl B MM.
Further sizes upon request t..c and Ds see inserts Dimensions in mm

MpumeyaHue ans 3akasa:

HakunpgHas ranka 3akasbiBaeTcs OTAENbHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTsKKU BUHTOB CM. TexHn4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 pi»)

XBocTOBUK (ppesbl M328
Milling shank

Linnnnaopuyeckas TBepaocnnaBHasn onpaska nog LaHrm
Cylindrical carbide shank for collets

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

DING535 HA _9Ds_
S
- i
| e ]
; e - e e . - e . . s . .. . e .. e - el g
= !
it tmax
1
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 NNacTuHbI
Further sizes upon request t..c @nd Ds see inserts

MpumeyaHve ansa 3akasa:

7

&

»

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 3aTsKKN BUHTOB CM. TexHu4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.14T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEepnonsauum (ﬁh HORN |]|D

Groove Milling by circular interpolation

Ba3oBas aepxaBkKa WF B

Basic Holder

BasoBasi onpaBka WFB.20 ansi ppesbl ¢ pe3b60BbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

M311.M081...
M313.M081...
M328.M081...
M332.M081...
O6o3HayeHune I, I, d, d
Part number
WFB.2012.M081.01 85) 7 16 30
[pyrve pasmepsbl - No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

Ppe3a c pe3bL60BbLIM
XBOCTOBUKOM

Screw-in cutter

M328.M

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

@Ds
e
h 1
i | ; T ﬁ \
-— —-l m = § { m ‘II
- "_'_[rz,tgt I A
! =
\3
i
I ﬂi_ﬂ -
[\
i '
ol |
O6Go3Ha4yeHune I, I, l,
Part number
M328.M081.01 37 15 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 NNacTUHY

max

3anacHble YacTu
Spare Parts

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

M328.M081.01

3axumHon BUHT | Kntou Tun TORX PLUS®
Clamping Screw TORX PLUS® Wrench

5.14T20P T20PQ
B122

Ana nnacTuHbl

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



Ppe3epoBaHNe OTBEPCTUN
Milling of bores

(ph HORN pi»)

MnacTtuHa 325

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

h
\XBOCTOBMK hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number
325.0350.52 24,8 3,5 5,7

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm
[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

&

Ons opesepHOro XBOCToBMKA
for Milling shank

Tun
Type

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

Mapku TBEpAOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsiuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 328 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2-10 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm \_

Ons opesepHOro XBOCTOBMKA
for Milling shank

) Tun  M328
Type M328.ER
M328.ST
3 M328.M
M332.M
7]
\X BOCTOBUK (ppessbl
[MokasaHo npaBoe nucnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds w s r b oo VA v | v
Part number 5 2
< |
328.0200.00 27,7 2,0 5,7 0,2 6,5 3 A | A
328.0250.00 27,7 2,5 57 0,2 6,5 3 A | A
328.0300.00 27,7 3,0 5,7 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 5,0 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 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
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. [pyrve pasmepsbl - Mo 3anpocy. Mapku TBEpAOrO cnnasa
Dimensions in mm Further sizes upon request Carbide grades

Mpumevanue:

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

Note:

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

MnacTtnHa 328.1000.00 nmeeT 3y6bsa pacrnonoXeHHble B LuaxmaTtHoM nopsake (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)!

Ona 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

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

328

obpaboTka antoMUHKSA
machining of aluminium

my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2,5-4 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

1
)

1

Ww0.02

N

%

\XBOCTOBUK (hpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number

328.0250.40 27,7 2,5 5,7
328.0300.40 27,7 3,0 57
328.0350.40 27,7 815 57
328.0400.40 27,7 4,0 57

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
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm
[pyrne pasmepsl - No 3anpocy.
Further sizes upon request

MpumeyaHue:

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

4 B N

-

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tun M328

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

TI25

6,5
6,5
6,5
6,5

W W ww
> > > >

Mapkun TBEpPAOro crnnaea
Carbide grades

MnactuHel WwWrprHon meHee 0,5 MM MOTyT M3roTaBnMBATLCH 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 KaHaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 328

Insert
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 5mm
LLinpnHa kaHaBku Width of groove 0,82 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm
2y |
z | | AR
i ! )

max
i —

‘—'-A-i-’“—’ \ XBOCTOBUMK hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds w s
Part number
328.0082.1.00 27,7 0,82 5,7

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

ans opesepHOro XBOCToBMKA
for Milling shank

Tun M328

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

Mapku TBEpAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 328

Insert
my6uHa kaHaBku 4O Depth of groove up to 9,3 mm
LLinpnHa kaHaBku Width of groove 1,1-2,5 mm

@ pexyLuen KpoMKM Cutting edge @ 28 mm

T 1}
‘L‘\ . (%)
!

\ XBOCTOBMK (hpesbl

W .02
—1

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s r
Part number

328.0110.2.00 28 1,10 57 0,20
328.0120.2.00 28 1,20 57 0,20
328.0132.2.00 28 1,32 5,7 0,15
328.0150.2.00 28 1,50 57 0,20
328.0160.2.00 28 1,60 5,7 0,20
328.0200.2.00 28 2,00 57 0,20
328.0250.2.00 28 2,50 5,7 0,20

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
TBEPAbIN CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

4 N
o N
\o
Ans hpe3epHOro XBOCTOBMKA
for Milling shank
Tun M328.0909.01A
Type M328.0912.01A
M328.0912.01B
M328.ST12.2.01A
M328.ST12.2.01B
yBenn4yeHHas
rnybuHa pesanus
increased milling depth
tmax Z g l&) §
< | F|F
9,3 3 A | 4
9,3 3 A | A
9,3 3 A | A
9,3 3 A | A | A
9,3 3 A | A | 4
9,3 3 A | A | A
9.3 3 A | A | A

Mapku TBEpAOro cnnasa

Carbide grades
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®pesepoBaHme 0TBEPCTMI M 00paboTka hacok (ﬁh HORN |]|D

Milling of bores and Chamfering

NMnactuHa 328 i ™
Insert
Pa3wvep cdacku go Size of chamfer up to 3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm \ Y,
Ansi hpesepHOro XxBoCToBMKa
i — for Milling shank
“ Tan  M328
,,L._ , i r Type M328.ER
e 0 P O = M328.ST
,;/// oy \\Q\\ _U M328.M
B M332.M
1
- ¥50
tmax G
o™
8 0T i
# 1 7 S~
=]l 1 o
: w a4 L|
I e e A o
AD Y XBOCTOBUK hpesbl
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
O6o3HayeHune E s Ds w t o A
Part number
328.4545.35.00 3,8 10,2 27,7 2,6 G5 3

A co Cknapa /onstock A4 Hepnenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades

TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3mepsbl yka3aHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
[na dvkcaummn nnactuHbl 28.4545.35.00 ncnonb3yiite yanMHeHHbIN BUHT 5.13T20P.
For insert 328.4545.35.00 please use only the longer screw 5.13T20P.
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®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

NMnactuHa 628

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

LLInpuHa kaHaBok nog ctonopHele konbua no DIN 471/472
OT WMPUHbI pe3aHuns 2,65 MM 3yObsa MMEKT NONEPEYHYHO 3aTOUKY
Widths for circlip grooves DIN 471/472, from width of groove 2,65 mm toothing with cross-cut

g
sl
3 i ) !
r/ 1
- XBOCTOBUK (hpesbl
[MokasaHo NpaBoe NCNorHeHne
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 NMpUMeHeHNe / 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

4 B N

-

Ons opesepHOro XBOCTOBMKA
for Milling shank

Tun M328

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

TI25

= 6,5

0,2 6,5
0,2 6,5
0,2 6,5

> » » » » AS45

> > > > >

(>R o)) Be) o))

Mapku TBEpPLOrO cnnasa
Carbide grades
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 628 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 6,5 mm
LLinpnHa kaHaBku Width of groove 2,5-4 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm \_
NNacTuHbI OT LMPKWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHYO 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ansi ppesepHOro XxBoCToBMKa
W i — for Milling shank
'Y A =
S0 AL\ . Tun  M328
||ﬂ| | Type M328.ER
' | ' \ 0 M328.ST
. = N (@] % M328.M
W ¢ / | M332.M
&7 P B
o r
o
R : .
> NIATTTA[T) o
i 0 ; | !
- \XBOCTOBUK (hpesbl
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
Ob6osHauyeHune Ds w s r too z w | V| o
Part number SRS
<|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 27,7 815 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 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet

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

[MnacTuHbl WupuHon meHee 0,5 MM MOryT M3roTaBnMBaTLCA MO 3aNPOCY U TOMBbKO C YMEHbLLUEHHOW rnyOuHom pesaHus.
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

B130



Ppe3epoBaHUe Nasos

(ph HORN pi»)

Slot Milling
NMnacTtuHa 628 R ~
Insert

rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to

LLinpnHa kaHaBku Width of groove -

@ pexyLuen KpoMKM Cutting edge @ )

NMaCTUHbI OT WMPWHBI pe3aHnus 2,5 MM MMEIOT pa3HOHaMNPAaBIIEHHYHO 3aTOYKy 3yObeB

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

[]

[MokasaHo npaBoe McnonHeHne

I

w

)
1

Picture = right hand cutting version

O6Go3Ha4yeHune
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 NpuMeHeHue / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3mepbl yka3aHbl B MM.

Dimensions in mm

\XBOCTOBMK dhpesbl

1,0
1,2
1,5
1,6
2,0
2,4
2,5

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

0,2

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
93 6 A | A
9,3 6 A A
€3 6 A | A

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

MnacTtuHa 628 ~ ~N
Insert

[my6uHa pesaHus oo Depth of cut up to 5,7 mm Iﬂl i ] | I “

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

e J

PasHoHanpaBneHHasi 3aTouka 3yobeB

Helical teeth
ans ope3epHOro XBOCToBMKa

for Milling shank

Twn M328
Type M328.ER
) M328.ST
E M328.M
= M332.M
o A
"-.._\\ i
|
X |
E .
! —
XBOCTOBWK (hpesbl
[MokasaHo NpaBoe NCnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds Z r t oo s
Part number
628.PL61.62 27,7 6 0,2 57 6,1

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN 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

MnacTtuHa 628 e N
Insert T

LLnpuHa dackm Width of chamfer 2,8 mm

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

. /

ans ope3epHOro XBOCToBMKa
for Milling shank

Twn M328
Type M328.ER
M328.ST
M328.M
M332.M
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
O6o3Ha4YeHne E S Ds w a b b Z 0 | v
Part number o3
< | =
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 INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M332/M332.ST/
M332.ER

BasoBas onpaBka
Basic Holder

WFB

dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M332.M

MnactuHa
Insert

332/632/636/932
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Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBov UHTEepnonsauum Cﬁh HORN |]|D

Groove Milling by circular interpolation

M332

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN 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 hpe3bl M332

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 31,7 mm
J
Matepwnan XxBoCcTOBMKa: TBEPALIN CniaB, obecneunBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance
Ana nnacTtuHbl
for Insert
Iy
- I - Tvn 332
- 2 - DING535 HA Type ggg
=7 |
IR ! =T 932
— 1+ — el sl ©
!J 'k_L * A Q 1
|| [
w =
-V 5 Ql PI N6535 HB
=
o
— —
B Qg
[NokasaHo npaBoe UcCnoriHeHne
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 pasmepbl - No 3anpocy. Pasmepbl w, Ds, t . CcM. pexyLyio niactuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

MpumeyaHue anAa 3akasa:

Kopnyc dopesbl ¢ noBpexaeHHbIM NOCago4HbIM MECTOM MOA NNACTUHY MOXET ObITb BOCCTAHOBMNEH Ha compme Horn.
Ordering note:

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

MOMEHT 3aTsXKKn BUHTOB CM. TEXHUYECKNe pekomeHgauunun.

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

3anacHble YyacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 hpe3bl M332

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
— < - Tun 332
Le E W DIN6535 HA B Type ggg
). 1 : = 932
o=t 4o

yt'LL i A o
1 | J
w §| DING535 HB

Bedll -/

et el T

B =X ANS NNacTVH C

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

O603Ha4yeHue d , l, d, doépma
Part number Form
M332.0012.2.01A 12 100 32 11 A
M332.0016.2.01A 16 100 32 11 A
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl w, Ds, t . cMm. pexyuyio Pa3mepbl ykasaHbl B MM.
Further sizes upon request nNacTuHy Dimensions in mm
MpumeyvaHue ons 3akasa: w, Ds, t__ see inserts

Kopnyc dopesbl ¢ noBpexaeHHbIM NOcago4HbIM MECTOM MOA NNACcTUHY MOXET ObITb BOCCTAHOBMNEH Ha dompme Horn.
Ordering note:

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

MoMEHT 3aTsKKM BUHTOB CM. TeXHUYEeCKMe pekoMeHaaumnmn.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 hpe3bl M332.ST

Milling shank

CranbHas umnuHapuyeckasi onpaBka nog LaHru
Cylindrical steel milling shank for collets

Ana nnacTuHbl

for Insert
Tvn 332
I1 Type 632
] 636
S 932
i) DING6535 HA
[\ y —
! | "é] ."?
L c':> i i 1 S = { [
) Q
witj
F
[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.ST12.2.01B 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:

®pe3sepHble xBocToBUKM M332.ST12.2.01A, M332.ST12.2.01B n M332.ST13.2.01A npeaHasHayeHbl ANt PeXyLUMX NNacTuH C
yBenuyeHHown rnyouHon pesepoBaHus!

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 3aTS>KKM BUHTOB CM. TEXHUYeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

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

B138



®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

XBOCTOBMK ¢hpe3bl 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
Ana nnactuHbl

for Insert
Tvn 332
Type 632
= 636
932
-y
o —
Q 19 H
w
q-E]_D
—-— -W
[NokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d l, d, 3axumHas rarvka
Part number Clamping nut
M332.ER20.02 20 35 14,3 ER20.6499/ERM20.6499
[pyrve pa3mepsbl - MO 3anpocy. Paamepbl w, Ds, t__CM. pexyLyro nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request w, Ds, t . see inserts Dimensions in mm

I'IpumeanMe AnA 3aKasa:

HakungHas ranka 3akasbiBaeTcs OTAENBHO

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
MOMEHT 3aTSKKU BUHTOB CM. TexHU4Yeckune pekoMmeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M332.ER20.02 5.17T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM

KPYyroBou UHTEepnonsauum
Groove Milling by circular interpolation

(ph HORN pi»)

Ba3oBas aepxaBkKa WF B

Basic Holder

Basoas onpaska WFB.20 ansi opesbl ¢ pe3b60oBbIM XBOCTOBUKOM
Basic holder WFB.20 for screw-in cutter

O6Go3Ha4yeHune
Part number

WFB.2012.M081.01

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

B140

ans gpesbl ¢ pe3bboBbIM XBOCTOBUKOM
for Screw-in cutter

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

d

16 30

Pasmepbl ykazaHbl B MM.
Dimensions in mm




®dpe3epoBaHMe KaHaBOK METOAOM
KpYyroBow MHTepnonsuum

Groove Milling by circular interpolation

(ph HORN pi»)

Ppe3a c pe3bL60BbLIM

XBOCTOBUKOM
Screw-in cutter

M332.M

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

O6Go3Ha4yeHune
Part number

M332.M081.01

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

x1

@Ds
©
& \
12 /. @gx
1 &y [/ &
o
i
!
I 1,
37 15

Paamepbl w, Ds, t
w, Ds, t_ see inserts

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

3anacHble YacTu
Spare Parts

®pesa ¢ pe3b60BbLIM XBOCTOBMKOM

Screw-in cutter
M332.M081.01

Clamping Screw

5.17T20P

max

3

25

CM. PEXYLLYIO NNacTUHY

3axumHon BUHT | Kntou Tun TORX PLUS®

TORX PLUS® Wrench

T20PQ

Ana nnacTuHbl

for Insert

Tun
Type

14,3

628
332
632
932

SW

13

Pa3mepbl yka3aHbl B MM.

Dimensions in mm
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

T
\".I
8 \\r
= .
g - ' -
tmax
—

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

332.0200.00
332.0250.00
332.0300.00
332.0350.00
332.0400.00

Depth of groove up to
Width of groove
Cutting edge @

Ds

31,7
31,7
31,7
31,7
31,7

332

8,3 mm
2-4 mm
31,7 mm

Ds

i

|

XBOCTOBUK (hpesbl

w S
2,0 YL
2,5 5,7
3,0 5,7
3,5 5,7
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 MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

B142

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

4 - N
- N
\-
Onst ppesepHOro XBoOCToBMKa
for Milling shank
Tun M332.M
Type M332
M332.ST
M332.ER
tmax z ﬁ g
2 F
8,3 3 A A
8,3 3) A | A
8,3 3 A | A
8,3 3 A
8,3 3 A | A

Mapku TBEpPLOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

MnacTuHa
Insert

332

my6uHa kaHaBku [0
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

Width of groove
Cutting edge @

tmax FH—FFL 7 ‘.""T\
\XBOCTOBMK dpesbl

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

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds w s
Part number

332.0150.2.00 31,7 1,5 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 NMpUMeHeHNe / 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

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

4 B N

-

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

tmax Z §) g

< =
10 8 A A
10 3 A A
10 3 A A
10 3 A A
10 3 A A

Mapku TBEpPLOrO cnnasa
Carbide grades
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®pe3epoBaHne oTBEpPCTUN U 00paboTKa hacok
Milling of bores and Chamfering

(ph HORN pi»)

NMnactuHa 332

Insert
Pa3wvep cdacku go Size of chamfer up to 3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

Ds
J

W+0,02

XBOCTOBUK (hpesbl

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune E s Ds w
Part number
332.4545.35.00 4,25 10,6 31,7 2,6

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

B144
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ans ope3epHOro XBOCToBMKa
for Milling shank

Tun M332
Type M332.ER
M332.ST
M332.M
tmax Z
815 &

Mapku TBEépAOrO cnnasa
Carbide grades



®dpe3epoBaHMe KaHAaBOK METOAOM
KPYroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MnacTtuHa 632 e il ™
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 8,3 mm
LLinpnHa kaHaBku Width of groove 2-4 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm \_
NNacTuHbl OT LMPKWHbI pe3aHnust 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTO4Ky 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ons ope3epHOro XBOCToBMKA
for Milling shank
y Tun  M332
[I Type M332.ER
M332.ST
H19 M332.M
r ¢
) r A
= X
R 111 e
I r b m‘-
Y__—:*A L.:" \
jmax XBOCTOBUK hpesbl
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
O603Ha4yeHue Ds w s r t o Z 0w | v
Part number o3
< | =
632.0200.00 31,7 2,0 6,1 0,2 8,3 6 A | A
632.0250.00 31,7 2,5 6,1 0,2 8,3 6 A | A
632.0300.00 31,7 3,0 6,1 0,2 8,3 6 A | A
632.0400.00 31,7 4,0 6,1 0,2 8,3 6 A | A
A co Cknapa /onstock A4 Hegenu/ 4 weeks x INo 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 ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

B145



®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 632 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 10 mm
LLinpnHa kaHaBku Width of groove 1-3 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm \_
NNacTuHbI OT LUMPKWHbI pe3aHnst 2,5 MM MMEIT pa3HOHaMNpPaBeHHY0 3aTOYKy 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ons ope3epHOro XBOCToBMKa
for Milling shank
Twn M332.0012.2.01A
Type M332.0016.2.01A
M332.ST12.2.01A
M332.8T12.2.01B
yBeJlnn4eHHasa
rnybuHa pesanus
MokasaHo nNpaBoe UCMOoNHeHVe increased milling depth
Picture = right hand cutting version
O6o3Ha4YeHne Ds w S r t oo Z 0 | v
Part number a3 3
< |
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 1,5 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 NpuMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 636 e il ™
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 10,2 mm
LLinpnHa kaHaBku Width of groove 1,5-3 mm
@ pexyLuen KpoMKM Cutting edge @ 35,7 mm \_
NNacTuHbI OT LUMPKWHbI pe3aHnust 2,5 MM MMEIT pa3HOHaMNpPaBeHHYO 3aTOYKy 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ansi pesepHOro XxBoCToBMKa
- i - for Milling shank
P \.\ " =
LN {1
\ \ - Tvn M332
TR | Type ~ M332.ST
— v o M332.M
_ - q] Y M332.ER
a8 N
£55 v g
1
8. f
g Y w
;i {__ T _—'_ et | 0‘)1
r t g !
max il
XBOCTOBMK (hbpesbl
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
O6o3Ha4YeHne Ds w S r t oo Z 0 | v
Part number o3
< | =
636.0150.00 35,7 1,5 6,1 0,1 10,2 6 A | A
636.0200.00 35,7 2,0 6,1 0,2 10,2 6 A | A
636.0250.00 35,7 2,5 6,1 0,2 10,2 6 A | A
636.0300.00 35,7 3,0 6,1 0,2 10,2 6 A | 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 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO 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 KAaHAaBOK METOAOM
KpYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 636 e il ™
Insert
o N
my6uHa kaHaBku 4O Depth of groove up to 12 mm
LLinpnHa kaHaBku Width of groove 1,1-2,5 mm
@ pexyLuen KpoMKM Cutting edge @ 35,7 mm \_
NAaCTUHbI OT WMPWHBI pe3aHnus 2,5 MM MMEIOT pa3HOHaMNPAaBIIEHHYHO 3aTOUKy 3yObeB
from width of groove 2,5 mm toothing with cross-cut
Ans pe3epHOro XBOCTOBMKA
= i - for Milling shank
/L £ \\ ﬁ
Tun M332.0012.2.01A
1 N [T Type M332.0016.2.01A
— p’:f’ : TQ; Sl o . M332.ST12.2.01A
¢ @9 ( ° g M332.5T12.2.01B
A
L5 v i t:
g r
'g: im0 s e e
r 1
max |y iy
XBOCTOBUK bpesbl
yBeJlnn4eHHasa
rnybuHa pesanus
MokasaHo nNpaBoe UCMOoNHeHVe increased milling depth
Picture = right hand cutting version
O6o3Ha4YeHne Ds w S r t oo Z 0 | v
Part number o3
< |
636.0110.2.00 35,7 1,1 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 1,5 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 MNOKPbITUEM / coated grades
I ¢ Hanarkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
MpumeyaHwue:

YuuTbiBaiTe nocagouHblin anameTp Bd1 dpesepHoro xsocToBumka!

Note:

Please consider pocket seat @ d1 of the miling shank!
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®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 032 e il ™
Insert
N
my6uHa kaHaBku 4O Depth of groove up to 8,3 mm
LLinpnHa kaHaBku Width of groove 2-4 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm \_
Ons ope3epHOro XBOCToBMKA
for Milling shank
Tvn M332
Type M332.ST
M332.M
M332.ER
g
21
=
i
t
L max _XBOCTOBUK (hpesbl
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
O603Ha4yeHue Ds w s r t o VA Ty
Part number 5
<<
932.0200.00 31,7 2,0 6,1 0,2 8,3 9 A
932.0250.00 31,7 2,5 6,1 0,2 8,3 9 A
932.0300.00 31,7 3,0 6,1 0,2 8,3 9 A
932.0400.00 31,7 4,0 6,1 0,2 8,3 9 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks X INo 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 ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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®dpe3epoBaHMe KAaHAaBOK MEeTOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M335

MnactuHa
Insert

335

B150

CtpaHuua/Page
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CrtpaHuua/Page
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Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBov UHTEepnonsauum Cﬁh HORN |]|D

Groove Milling by circular interpolation

M335

Ppe3a coO CMEHHOM pexyLuen Milling shank with
nyacTUHOMN exchangeable insert

@ otBepcTmA OT 35 MM from bore @ 35 mm
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®dpe3epoBaHMe KaHAaBOK METOAOM

prrOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

M335

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ Ds 34,7 mm

MaTepuan xBocToBUKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

— —_

DIN6535 HA
SISEne TR

o
w| Qe DING535 HE
T =
.)7 E |8 !
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3HayeHune d I, l,
Part number
M335.0020.01A 20 100 40
M335.0020.02A 20 130 60
M335.0020.03A 20 150 80
M335.0020.01B 20 100 40
M335.0020.02B 20 130 60
M335.0020.02E 20 130 60

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

MpumeyaHue anA 3akasa:

Paamepsbl w, Ds, t
w, Ds, t_ see inserts

'max

CM. pexyLuyto nnactnHy

Ana nnacTuHbl

for Insert

Twn 335

Type

. ey

17,5 A
17,5 A
17,5 A
17,5 B
17,5 B
17,5 E

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

Kopnyc Cbp83bl C noBpeXxXaeHHbIM nocago4YHbiM MEeCTOM NnoAa NacTuHy MOXeT ObITb BOCCTAHOBIEH Ha cbmpme Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTsKKM BUHTOB CM. TexHU4eckune pekomeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

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

6.17T25P T25PQ

XBocToBUK hpe3bl
Milling shank

M335...
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBow MHTepnonsuum (ﬁh HORN ill)

Groove Milling by circular interpolation

MNnacTtuHa 335 e il ™
Insert
- N
rJ'Iy6|/IHa KaHaBKU OO Depth of groove up to 8 mm
LLinpnHa kaHaBku Width of groove 2-6 mm
@ pexxyLuen KpoMKM Cutting edge @ 34,7 mm \_
Anst hpesepHOro XxBoCToBMKa
for Milling shank
| | Tan  M335
T Type
r
s A
&
= i ;
L / — X
t max A
e Ty \XBOCTOBMK (hpesbl
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
Ob6osHauyeHune Ds w s r t o z 0 | o
Part number 3| N
< =
335.0200.00 34,7 2 8,7 0,2 8 8] A | A
335.0300.00 34,7 3 8,7 0,2 8 3 A | A
335.0400.00 34,7 4 8,7 0,2 8 3 A | A
335.0500.00 34,7 5 8,7 0,2 8 3 A | A
335.0600.00 34,7 6 8,7 0,2 8 3 A | A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NpuMeHeHwue / recommended
0 AnbTepHaTMBHOE NMpUMeHeHNe / 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
Mo 3anpocy:

[MnactuHel wupunHon ot 8,0 go 15,0 MM AOCTYNHbLI TOMBKO NO 3aNpocy Kak NpodunbHble NacTuHbl. icnonb3oBaHre 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 KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

M275

Ppe3a ansn Groove milling cutter
00paboTKM KaHaBOK

@ pexyLien KpoMkn ot 31 Mm from cutting edge @ 31 mm

C1



®dpe3epoBaHMe KaHAaBOK MeTOAOM
KPYyroBow MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

XBOCTOBUK (hpesbl
Milling shank

M275

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M275

HacagHas dpesa
Arbor Mounted Cutter

M275

[wnckoBas dpesa
Disc Milling Cutter

M275
CTtpaHuua/Page
C6

CMeHHas nnacTtuHa

Indexable insert j

S275/RS275
CrtpaHuua/Page
C7-C9
CtpaHuua/Page
C10

c2



®dpe3epoBaHMe KaHAaBOK METOAOM

prroaoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

XBOCTOBMK ppe3bl M275

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

MaTepuan XxBoCcTOBUKA: CTarnb (HE peKoMeHAyeTCs NCMOoNb30BaHNE C
TepMonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

- It - r—wh
DIN1835A
N o
‘DD!
[ :
\ |
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6Go3Ha4YeHue Z Ds d
Part number
M275.031.D25.3.04A 4 31 25
[pyrve pasmepsbl - No 3anpocy. Pasmepbl w 1 tmax cm. pexyLlyo nnacTuHy
Further sizes upon request wandt  seeinserts

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

3anacHble YacTtu
Spare Parts

XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.5.10T10P T10PL

anda CMEHHOW NNacTuHbI
for Indexable insert

Tun S275
Type RS275

A

125 4°

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

C3




®dpe3epoBaHMe KaHaBOK MeTOAOM
KPYyroBowW MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

®pe3a ¢ pe3b60BbIM M275

XBOCTOBMKOM 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

40
= Tun S275
Type RS275

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6o3HayeHue Z Ds I, I, 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 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pe3a c pe3ab60BbLIM XBOCTOBUKOM | 3akuMHoM BUHT | Knrou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench

M275... 3.5.10T10P T10PL
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou MHTEpNonsuuu Cﬁh HORN ﬂh)
Groove Milling by circular interpolation

HacapgHas dpe3za M 275
Arbor Mounted Cutter ¢ BHYTPEHHIM NonBsoaomM COXK
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 .
Ana cMeHHOU NnacTuHbl

for Indexable insert

h 3°
W ly Tun  S275
%. ...- — S - i =~ Type RS275
i
1 [
I I
-Dm _DI.D"’ - o
S j __Tia B/ ®
: 1
—I_,—/—. 1 '
i I c
- 2
- h2 -
[MokasaHo NpaBoe NCNorHeHne
Picture = right hand cutting version
O603Ha4YeHue Z Ds h, h d, d, d, I, I, b C 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. Pasmepbl w 1 tmax cm. pexyLuyto nnacTuHy Pasmepbl ykaszaHbl B MM.
Further sizes upon request wandt  seeinserts Dimensions in mm
MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME PEKOMEHZALNN.
For torque specification of the screw, please see Technical Instructions.
3anacHble YyacTu
Spare Parts
HacapgHas cpesa 3axnmHou BUHT | Kntoy Tum TORX PLUS® | MoaknagHas wanb6a | 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 KaHAaBOK MeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

OuckoBas cpe3sa M275
Disc Milling Cutter

@ pexyLuen KpoMKM Cutting edge @ 58/78/98 mm

OTtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Ana cMeHHOU nNnacTuHbl

for Indexable insert

Twn S275
Type
R = npaBopexyLias, kak nokasaHo L = neBopexyLias
R = right hand cutting version shown L = left hand cutting version
O6o3HayeHune z Ds d, d, e}, 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 pasmepsbl -No 3anpocy. Pa3smepbl w 1 tmax cM. pexxyLLyto nnacTuHy Pasmepbl 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 pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu
Spare Parts

HAunckoBas cpesa 3axumHon BUHT | Kntou Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/LM275... 3.5.10T10P T10PL

C6



®dpe3epoBaHMe KAaHAaBOK MeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

CMEHHOW NNacTUHbI 8275 &

Indexable insert

[my6uHa kaHaBku 4o Depth of groove up to 2,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-3,15 mm

& 4

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

ans gpesbl
for Milling tool
Tun M275
Type
! L4
= I = i
X 0
y 1
__tmax._‘
R = nokasaHo npaBoe ucnornHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue Nw w S r toax 0
Part number (7-)
<
R/LS275.0110.00 1,10 1,20 4,3 0,10 2,5 AA
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/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HeMpUrogHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB 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 Cﬁh HORN [il)

Groove Milling by circular interpolation

CMeHHasa nnacTuHa 8275 el

Indexable insert Q %
ndexable inser I \i

[my6uHa kaHaBku 4o Depth of groove up to 1,75 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-3,15 mm

0 J

LLInpuHa kaHaBok nog ctonopHble konbua no DIN 471/472 ¢ dhackon
Widths for circlip grooves DIN 471/472 with chamfer

ans gpesbl
for Milling tool
Twn M275
Type
2} tmax
R = nokasaHo npaBoe ucnonHexHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
Ob6osHauyeHune Nw w it s S, r tax 15)
Part number (7-)
<
R/LS275.1105.41 1,10 1,20 0,47 4.1 3,17 0,10 0,50 A/A
R/LS275.1308.41 1,30 1,40 0,81 41 3,27 0,10 0,85 A/A
R/LS275.1610.41 1,60 1,70 0,95 4.1 3,17 0,10 1,00 A/A
R/LS275.1812.41 1,85 1,95 1,21 4.1 3,29 0,15 1,25 A/A
R/LS275.2115.41 2,15 2,25 1,45 41 3,44 0,15 1,50 A/A
R/LS275.2617.41 2,65 2,75 1,70 41 3,39 0,15 1,75 A/A
R/LS275.3118.41 3,15 3,25 1,70 41 3,70 0,15 1,75 A/A
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HEMpUrogHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB 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 KAaHAaBOK MeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

CmMeHHada nnacTtuHa 8275 <
Indexable insert obpaboTka antoMuHMUs

machining of aluminium

[my6uHa kaHaBku 4o Depth of groove up to 2,5 mm
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,1-3,15 mm

A 4

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

ans gpesbl
for Milling tool
Tun M275
Type
! L4
= I = i
X 0
y 1
__tmax._‘
R = nokasaHo npaBoe ucnornHeHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O6Go3Ha4yeHune Nw w S r (. 7o)
Part number :(r
'_
R/LS275.0110.40 1,10 1,20 4,3 0,10 2,5 AIA
R/LS275.0130.40 1,30 1,40 4,3 0,10 2,5 A/A
R/LS275.0160.40 1,60 1,70 4,3 0,10 2,5 A/A
R/LS275.0185.40 1,85 1,95 4,3 0,15 2,5 A/A
R/LS275.0215.40 2,15 2,25 4,3 0,15 2,5 NA
R/LS275.0265.40 2,65 2,75 4,3 0,15 2,5 AIA
R/LS275.0315.40 3,15 3,25 4,3 0,15 2,5 NA
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HEMpUrogdHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMA / uncoated grades
TBEPAbIV CMnaB 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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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN pi»)

CMeHHas nnacTuHa RS275

Indexable insert

my6uHa pesaHus oo Depth of cut up to

R = nokasaHo npaBoe UCNoJIHeEHne
R = right hand version shown

O6Go3Ha4yeHune r
Part number

RS275.PL43.52 0,2

A co Cknapa /onstock A4 Hegenu/ 4 weeks x INo 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpuUMeHeHue / alternative recommendation
- HenpUrogHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM.
Dimensions in mm

C10

4 mm

/_

%

ans gpesbl
for Milling tool

Tvn M275
Type

43

Mapku TBEépAOrO cnnasa

Carbide grades



®dpe3epoBaHMe KaHaBOK MeTOAOM

prFOBOﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

380/381

XBocTtoBUK hpe3bl
HacagHasa dpe3sa
MoHoGno4Hasn dpesa
OuckoBas dpesa

@ oTBepcTUA OT 45 MM

Milling Shank

Arbor Mounted Cutter
Mono Milling Cutter
Disc Milling Cutter

from bore @ 45 mm

D1



Ppe3epoBaHne KaHaBOK METOAOM
KPYyroBou MHTEpnonsuuu Cﬁh HORN |]|D
Groove Milling by circular interpolation

XBOCTOBUK (hpesbl
Milling shank

380

HacagHas dpesa
Arbor Mounted Cutter

380

D4-D7

MoHob6no4yHas

dpesa
Mono Milling Cutter

HSK380/ABS 380

CTtpaHuua/Page
D9

[unckoBas dpesa

Disc Milling Cutter

381
CrtpaHuua/Page
D10

CMeHHas nnactuHa ( L W

Indexable insert ; '
314

CtpaHuua/Page
D11,D13

CTtpaHuua/Page
D12

D2



®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOI;i nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

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

[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Z Ds d I,
Part number

380.0044.03A 3 44 25 125
380.0044.03B 3 44 25 125
380.0044.03E 3 44 25 125

[Opyrve pasmepsbl -Mo 3anpocy.
Further sizes upon request

MoMeHT 3aTsXKn BUHTOB CM. TeXHUYeCcKMe pekomeHaaLmnn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu
Spare Parts

XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ

34
34
34

anda CMEHHOW NnacTuHbI
for Indexable insert

Tvn 314
Type
toax A dopma
Form
4 14° A
4 14° B
4 14° E

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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®dpe3epoBaHMe KaHaBOK METOAOM
KPYyroBou MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

HacapgHas c¢pesa 380
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 .
Ana cMeHHOU nNnacTuHbl

for Indexable insert

h
2 L--uﬂ Tun 314
-_.|1.. : Type
=1
VI L o
0| — - 1. — y o | i'DN
sl S <l T30
>
- 1
L
63 .
|2

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune VA Ds t oo h, h d, Il I, A d,

Part number

380.0063.05 5 63 5 39,6 40 22 20 27,6 10° 51
[pyrve pa3mepbl -No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSXKK1 BUHTOB CM. TEeXHUYEeCKMe pekoMeHaauuu.
For torque specification of the screw, please see Technical Instructions.
3anacHble YyacTu
Spare Parts

HacapgHas cpesa 3aXXUMHOW BUHT | BUHT Kntou Tun TORX PLUS® | MoaknagHas wan6a

Arbor Mounted Cutter Clamping Screw Screw TORX PLUS® Wrench Washer

380.0063.05 5.12T20P 10.25.912 T20PQ 10.5.433
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®dpe3epoBaHMe KaHaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

HacapgHas dpe3za 380

Arbor Mounted Cutter C BHYTpeHHUM noasogom 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

h
z P
== I
o=
0| — e e = | 'DN
‘6 ! a] <t o 12
-
A 1
L
63| |
Iz
e h -—
[MokasaHo NpaBoe UcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds (. h, h
Part number
380.0063.051K 5 63 5 39,6 40

[pyrve pasmepsbl -No 3anpocy.

Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TEXHUYecKue pekoMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.
MpumeyaHue ana 3akasa:

anda CMEHHOW NNacTuHbI
for Indexable insert

Tun 314

Type
d, I 1, A d,
22 20 27,6 10° 51

Pasmepbl ykazaHbl B MM.
Dimensions in mm

deeaepHaﬂ onpaBKa He BXOAUT B KOMMNJIEKT NMNOCTaBKWU. I'I0>Kanyl710Ta, 3akasblBaniTe oTAemnbHO!

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

3anacHble YacTu
Spare Parts

HacapgHas cpesa 3axumHon BUHT | Kntou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0063.05IK 5.12T20P T20PQ

D5




®dpe3epoBaHMe KaHaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

HacapgHas c¢pesa 380
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 @ 80 mm

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138
Cutterhole and cross keyway as per DIN 138

h,
7.3 |
(o] C’)_ ™ o
o pe— N | DT
&l — 8| a
1
g
—‘-L
[MokasaHo NpaBoe UcnonHeHne
Picture = right hand cutting version
O6Go3Ha4yeHune VA Ds t h h

Part number

380.0080.08 8 80 © 31,6 32
Opyrve pasmepsl -Mo 3anpocy.
Further sizes upon request

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

3anacHble YacTtu
Spare Parts

HacapgHas cpesa 3axumHon BUHT | Kntou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0080.08 5.12T20P T20PQ

D6
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>
anda CMEHHOW NNacTuHbI
for Indexable insert
Tun 314
Type
d l, A d,
27 21,6 10° 68

Pasmepbl ykazaHbl B MM.
Dimensions in mm



®dpe3epoBaHMe KaHaBOK MeTOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

380

€ 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 Cutting edge @ 80 mm

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138
Cutterhole and cross keyway as per DIN 138

7.3 |
1 = i
w C’)_ ™ o~
m| ey o Ml =1l =
&l — 8
] |
Ji ,
dl L
—‘-L

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune VA Ds b h, h
Part number
380.0080.08IK 8 80 5 39,8 40

[pyrve pasmepsbl -No 3anpocy.

Further sizes upon request

MOMEHT 3aTSKKN BUHTOB CM. TEeXHUYeckune pekomeHgauunn.

For torque specification of the screw, please see Technical Instructions.
MpumeyaHue 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 YacTtu
Spare Parts

HacapgHas cpesa
Arbor Mounted Cutter

380.0080.08IK

Allen Wrench
SW10,0 DIN 911

Clamping Screw
5.12T20P

: I
>
anda CMEHHOW NNacTuHbI
for Indexable insert
Tun 314
Type
d l, A d,
27 21,6 10° 68

Pasmepbl ykazaHbl B MM.
Dimensions in mm

3axumHon BUHT | LLlecTurpanHbiv knoy | Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T20PQ
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®dpe3epoBaHMe KaHaBOK MeTOAOM
KPYyroBowu MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

MoHoGnouHas dpesa HSK380

Mono Milling Cutter

€ 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

Type

/DIN 69893

g

[MokasaHo npaBoe ncnonHeHne
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 & 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 ykasaHbl B MM.
Further sizes upon request Dimensions in mm
MoMeHT 3aTsKKM BUHTOB CM. TeXHU4eckme pekoMmeHaaumnm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
MoHo6no4Has ¢pesa 3axumHon 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 ﬂh)
Groove Milling by circular interpolation

MoHo6nou4Has cpesa ABS 380
Mono Milling Cutter C BHYTpeHHIM nogsogom COXK
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

anda CMEHHOW NnacTuHbI
for Indexable insert

nuuerans ABS KOMET Tun 314
h Type
[: i r /
/]
= S, od| .. A ‘[
e Dt T o i —
- i
l
cuctema kpenneHust ABS
KOMET
[MokasaHo npaBoe ncnonHeHne Hecrzeillig spsien
. o 1P crionrie Licence KOMET
Picture = right hand cutting version
O6o3HayeHune Z Ds b oo h A d,
Part number
ABS32.380.0044.03 8 44 4,0 &5 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. Pasmepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm
MoMEeHT 3aTsKKM BUHTOB CM. TexXHU4Yeckme pekoMeHaauum.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
MoHo6no4Has ¢pesa 3axumHon BUHT | Kntou Tun TORX PLUS®
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench
ABS32... 5.12T20P T20PQ
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Ppe3epoBaHMe KaHaBOK METOAOM
KPYyroBou UHTEpnonsuuu Cﬁh HORN ﬂh)
Groove Milling by circular interpolation

OuckoBas ¢pesa 381 o . —
Disc Milling Cutter

L ﬁ ﬁ R
Iny6uHa kaHaBku [0 Depth of groove up to 5 mm L R_r
|
N\ /

LLinpnHa kaHaBkn 0o Width of groove up to 6 mm
@ pexyLuen KpOMKM OT Cutting edge @ Ds from 63 mm

OtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Ana cMeHHOU NnacTuHbl

for Indexable insert

Yy Ds
) Tun 314
] -cm‘
h2 =
B . / =
5 =}
© S
| =]
\ =
R .E 1 >
-
h
— RE

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 @, 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 ncnonHexve. Pasmepbl ykazaHbl B MM.
State R or L version Dimensions in mm
[pyrve pasmepsbl -No 3anpocy.
Further sizes upon request
MOMEHT 3aTsXXKn BUHTOB CM. TeXHUYecKkne pekomeHaaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
HAunckoBas cpesa 3axumHon BUHT | Kntou Tun TORX PLUS®
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/L381... 5.12T20P T20PQ
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Ppe3epoBaHNe KAHAaBOK METOA4O0M
KPYyroBou MHTEpnonsuuu Cﬁh HORN ﬂh)
Groove Milling by circular interpolation

CmMmeHHas nnacTuHa 314 P ™
Indexable insert -
—C
[my6uHa kaHaBku 4o Depth of groove up to 5 mm "
LLinpnHa kaHaBkmn Nw Width of circlip Nw 1,3-5,15 mm

& J

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

ans gpesbl
' A «.?_Q_s for Milling tool
| Tvn 380
Type 380...IK
HSK 380
HSK 380
381

reoMeT pUA 2aBHCHT OT
¥INa YCTAHQBKM A

o™ | ) ;
& sy A Geomelries dopering on
gj * . —.j ( 2 v o
tam &
X 10° 15° 6°
| 14 11° | 100
R = nokasaHo npaBoe MCnorHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version

O603Ha4yeHue Nw w r S N | o o)
- | <5 | Q| ®
Part number [ORNIN))] E z
S | < =
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 5,4 A/A A/A
R/L314.0185.00 1,85 1,96 0,15 5,4 A/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 | AIA | AlX | AIA
R/L314.0315.00 3,15 3,26 0,15 54 A/D | A/A | A/X | A/A
R/L314.0415.00 4,15 4,26 0,15 54 A/D | AIA | AlX | AIA
R/L314.0515.00 5,16 5,26 0,15 54 A/D | A/A | A/X | A/A

A co Cknapa/onstock A4 Hepmenu/ 4 weeks x [No 3anpocy / upon request
o OcHoBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpMMeHeHue / alternative recommendation
- HeMnpuUrogHbI / not suitable

TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades

TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
Bbibepute R unu L ncnonHexue.
State R or L version
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®dpe3epoBaHMe KaHAaBOK METOAOM
KPYyroBow MHTepnonsuum Cﬁh HORN [il)

Groove Milling by circular interpolation

CMeHHas nnacTuHa 314 Ve N
Indexable insert
\ 7 ]
L
[my6uHa kaHaBku 4o Depth of groove up to 3 mm
LLinpnHa kaHaBkn Nw Width of circlip Nw 1,1-5,15 mm
\ /
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...IK
HSK 380
HSK 380
381

reOMeTpHA 3aBHCHT OT
YINa yCTAHORKM 2.
(Seometries depending on
angke of seating

A ¥ +)

107 15° 6"
147 11° 10°

R = nokasaHo npaBoe UCMosHeHve L = neBoe ncnonHeHune

R = right hand version shown L = left hand version
Ob6osHauyeHune Nw w r S, S tax it w | v
Part number % 2

< |

R/L314.1105.54 1,10 1,21 0,10 4,52 5,45 0,50 0,49 /N
R/L314.1307.54 1,30 1,41 0,10 4,62 5,45 0,75 0,67 NA | AA
R/L314.1308.54 1,30 1,41 0,10 4,62 5,45 0,85 0,83 A | AA
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 ANA | AA
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 | AA
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 | AA
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 OCHOBHOE NpumeHeHune / recommended

0 AnbTepHaTMBHOE NpUMeHeHNe / alternative recommendation

- HENpUrogHbIv / not suitable

TBEPAbIV crnaB 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 ncnonHexue.
State R or L version

D12



®dpe3epoBaHMe KAaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

CmeHHas nnacTuHa 314

Indexable insert o6paboTka anioM1HmS

machining of aluminium

[ny6uHa kaHaBku fo
LLinpnHa kaHaBkmn Nw

Depth of groove up to 5 mm
Width of circlip Nw 1,3-5,15 mm

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

yA ~2Ds

L = neBoe ncnonHeHne
L = left hand version

R = nokasaHo npaBoe UCNoJiHeHne
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 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHoBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HeMnpUrogHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Bbibepute R unu L ncnonHeHue.
State R or L version

& J

ans gpesbl

for Milling tool

Twn 380

Type 380...IK
HSK 380
HSK 380
381

reOMeTpHA 3aBHCHT OT
YINa yCTAHORKM 2.
(Seometries depending on
angke of seating

A ¥ +)

107 15° 6"
147 11° 10°

S| F|F
5,4 NA | NS | A
54 NA | NA | AA
5,4 NA | NS | A
5,4 NA | AA | AA
5,4 NA | AA | AA
5,4 NA | AA | AA
5,4 NA | AA | AA
5,4 NA | AIA | A/A

Mapku TBEépAOrO cnnasa
Carbide grades

D13
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Ppe3epoBaHUe Nasos

Slot Milling (ph HORN pi»)

M101

OwuckoBas ¢pesa ansa Slotting cutter
¢pe3epoBaHMsa na3oB
@ 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

E1



Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN pi»)

[wnckoBas dpesa
Disc Milling Cutter

M101

HacagHas dpesa
Arbor Mounted Cutter

M101

MnactuHa
Insert

S101

TexHuyeckune
pekoMmeHaaumm
Technical Instructions

E2

e/

CtpaHuua/Page
E3

e Y

-

CrtpaHuua/Page
E4-E5

Gl =)
o J

CTtpaHnunua/Page
E6-E7

”

CTtpaHuua/Page

E8
' .E3

CrtpaHuua/Page
E9-E10

Ctpanuual/Page
E11-E12



Ppe3epoBaHMe Na3oB

Slot Milling

(ph HORN pi»)

OvckoBas c¢ppesa

Disc Milling Cutter

M101

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

il h

b

____+____

[my6uHa cdpesepoBanHmsa go  Depth of milling up to 19,5 mm
LLnpuHa kaHaBku Width of groove 1,2-2,3mm
@ pexyLuen KpoMKM Cutting edge @ 63 mm k /
HacagHas dpesa ¢ xBoctoBukom no DIN1835-A / DIN1835-B
Arbor mounted cutter with shank as per DIN1835-A / DIN1835-B
| ONns nnacTuHbI
- - for Insert
- [2 -
..b wn  S101
x i DIN1835-B Type
l“ r"‘ [T == ‘D‘
| 3 B |®
i 1
DIN1835-A 5 5
w C BCTPOEHHOW BHYTPEHHEN
— nogaden COX
A with integrated through
coolant supply
[MokasaHo npaBoe McnosnHeHne
Picture = right hand cutting version
O6o3HauyeHune Z | Ds| d I, I, | d, b t o | POpma | Pasvep | LWupuHa 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 5163 | 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 563 | 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
noctasku cpesbl. [NoxanynicTa,

3akasblBalTe oTAensHo!

3anacHble 4YacTu
Spare Parts

IOuckoBas dpesa

Disc Milling Cutter
M101.063.D16.23.2.16A
M101.063.D16.23.2.20A
M101.063.D20.23.2.16B
M101.063.D20.23.2.20B
M101.063.D16.23.2.12A
M101.063.D20.23.2.12B
M101.063.D25.23.2.12B
M101.063.D16.23.2.14A
M101.063.D20.23.2.14B
M101.063.D25.23.2.14B
M101.063.D25.23.2.16B
M101.063.D25.23.2.20B

Pasmep W - CMOTpUTE NNacTUHbI

w see inserts

Note:

Wrench P101.01 is not combined

with slotting cutter - separate order

required!

XBOCTOBUMK
Shank

020.D16.23.2.16A
020.D16.23.2.16A
020.D20.23.2.16B
020.D20.23.2.16B
020.D16.23.2.12 A
020.D20.23.2.12B
020.D25.23.2.12B
020.D16.23.2.12 A
020.D20.23.2.12B
020.D25.23.2.12B
020.D25.23.2.16B
020.D25.23.2.20B

IleaBue
Blade

M101.0063.28.23.16
M101.0063.28.23.20
M101.0063.28.23.16
M101.0063.28.23.20
M101.0063.28.23.12
M101.0063.28.23.12
M101.0063.28.23.12
M101.0063.28.23.14
M101.0063.28.23.14
M101.0063.28.23.14
M101.0063.28.23.16
M101.0063.28.23.20

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTs>KKM BUHTOB CM. TexHUYeckune
pekoMeHaauum

For torque specification of the screw, please see
Technical Instructions

Kntoy Tun TORX PLUS® | 3akMMHOM BUHT

TORX PLUS® Wrench Clamping Screw
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
T8PL 030.3543.T8P
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Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN pi»)

OuckoBas c¢ppesa M1 01 ' %

Disc Milling Cutter i

my6uHa cpesepoBaHna Ao  Depth of milling up to 33 mm
s Bl 7
pexyLLen KpoMKM - /
OTBepcTUe 1 WNoHO4YHbIM na3 no DIN 138
Cutterhole and cross keyway as per DIN 138
ONs NNacTuHbI
b2 for Insert
b
™n S101
\I Type
\‘/ L|j o) Lﬂ\. _Um
st o a {
(r eo- 1 G\ ' o
p= S
o |0 2 ‘
) o\ e
P i
)
ed; Jw
L 2 Ds
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6o3HayeHune Z Ds |t b d, b, d, d, d, | n.. | Pasvwep | WupnHa kaHasku
Part number Size Width of groove
M101.0080.22.12 7 80 | 20 | 0,95 | 22 | 13,0 | 36 | 4,25 | 29 | 6000 12 1,2-1,2
M101.0080.22.14 7 80 | 20 | 1,15 | 22 | 13,1 | 36 | 4,25 | 29 | 6000 14 1,4-1,4
M101.0080.22.16 7 80 | 20 | 1,30 | 22 | 13,3 | 36 | 4,25 | 29 | 6000 16 1,6-1,8
M101.0100.22.16 9 | 100 | 30 | 1,30 | 22 | 13,3 | 36 | 4,25 | 29 | 5000 16 1,6-1,8
M101.0125.32.16 11 | 125 | 33 | 1,30 | 32 | 21,3 | 55 | 6,25 | 45 | 4000 16 1,6-1,8
M101.0080.22.20 7 80 | 20 | 1,60 | 22 | 13,6 | 36 | 4,25 | 29 | 6000 20 2,0-2,3
M101.0100.22.20 9 | 100 | 30 | 1,60 | 22 | 13,6 | 36 | 4,25 | 29 | 5000 20 2,0-2,3
M101.0125.32.20 11 | 125 | 33 | 1,60 | 32 | 21,6 | 55 | 6,25 | 45 | 4000 20 2,0-2,3

Pasmepbl yka3aHbl B MM.
Dimensions in mm

Opyrvue pa3mepsbl - N0 3anpocy.
Further sizes upon request
MpumeyaHwe:

Kntoy P101.01 n Habopbl NOBOAKOBbLIX KOMEL, HE BXOAST B KOMMMEKT NOocTaBku dopesbl. [oxanyicTa, 3akasbiBanTe oTAeNbHO!
Note:

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

Pa3mep w - cmMOTpuTe nnacTuHbl
w see inserts

3anacHble YacTu
Spare Parts

[AunckoBas cpesa NMoBoakoBoe KonbLo | JleaBue

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 pi»)

OvckoBas c¢ppesa
Disc Milling Cutter

M101

my6uHa cpesepoBaHna Ao  Depth of milling up to 59 mm
LLinpnHa kaHaBku Width of groove 2,8-4,6 mm
@ pexyLuen KpoMKM Cutting edge @ 80-200 mm
OTBepcTUe 1 WNoHO4YHbIM na3 no DIN 138
Cutterhole and cross keyway as per DIN 138
-lzl-
b
I
| o
2
1
-
g
|H_T
W
i o Ds N
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O6Go3Ha4YeHue Z Ds |t | b d, b, d, d,
Part number
M101.0080.22.30 6 80 | 20 | 24 | 22 | 144 | 36 | 4,25
M101.0100.22.30 8 | 100 | 26 | 24 | 22 | 224 | 46 | 525
M101.0125.32.30 10 | 125 | 34 | 24 | 32 | 224 | 55 | 6,25
M101.0160.40.30 12 | 160 | 39 | 2,4 | 40 | 26,4 | 80 | 11,25
M101.0080.22.40 6 80 | 20 | 32 | 22 | 152 | 36 | 4,25
M101.0100.22.40 8 | 100 | 26 | 3,2 | 22 | 23,2 | 46 | 5,25
M101.0125.32.40 10 | 125 | 34 | 3,2 | 32 | 23,2 | 55 | 6,25
M101.0160.40.40 12 1 160 | 39 | 3,2 | 40 | 27,2 | 80 | 11,25
M101.0200.40.40 16 | 200 | 59 | 3,2 | 40 | 27,2 | 80 | 11,25

[pyrve pasmepbi - Mo 3anpocy.

Further sizes upon request

MpumeyaHwme:

w see inserts

Pa3mep w - cMOTpUTE NNacTWHbI

29
32
45
63
29
32
45
63
63

7

-

X

Ana nnacTuHbl

for Insert

™n S101
Type
N | Pasvep
Size
6000 30
5000 30
4000 30
3000 30
6000 40
5000 40
4000 40
3000 40
2500 40

LLinpnHa kaHaBku
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

Pasmepbl yka3aHbl B MM.

Dimensions in mm

Kntou P101.02 1 Habopbl NOBOAKOBLIX KOMEL, HEe BXOAST B KOMMMEKT nocTaBky dpesbl. Moxanyncra, 3aka3blBanTe OTAENbHO!

Note:

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

3anacHble YacTu
Spare Parts

[uckoBas cpesa Jle3Bue NMoBoakoBoe KOnbLO
Disc milling cutter Blade Driving collar set
M101.0080.22.30 020.2480.4466 020.22.06.36
M101.0100.22.30 020.2410.4468 020.22.10.46
M101.0125.32.30 020.2412.4471 020.32.10.55
M101.0160.40.30 020.2416.4473 020.40.12.80
M101.0080.22.40 020.3280.4467 020.22.06.36
M101.0100.22.40 020.3210.4470 020.22.10.46
M101.0125.32.40 020.3212.4472 020.32.10.55
M101.0160.40.40 020.3216.4474 020.40.12.80
M101.0200.40.40 020.3220.4475 020.40.12.80
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Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

my6uHa pesepoBaHnsa 8o
LLinpnHa kaHaBku
@ pexyLuen KpoMKM

®pesa no DIN 8030-A
Arbor mounted cutter as per DIN 8030-A

b

od,

-
L

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6o3Ha4yeHue
Part number

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

Depth of milling up to
Width of groove
Cutting edge @

“’:"Dm - ilk- i
a8 8
)

1
Z | Ds |t .| h b
7 | 80 | 20 | 33,0 | 0,95
7|80 |20 |332]1,15
7 | 80 | 20 | 33,0 | 1,30
9 | 100 | 28 | 37,0 | 1,30
11 [ 125 | 34 | 50,0 | 1,30
7 | 80 | 20 | 33,0 | 1,60
9 | 100 | 28 | 37,0 | 1,60
111125 | 34 | 50,0 | 1,60

[Hpyrne pasmepsl - No 3anpocy.
Further sizes upon request

MpumeyaHwe:

M101

34 mm

1,6 -2,3 mm
80-125 mm

d

d I

1 4 1

13,5
13,5
18,5
18,5
28,5
188
18,5
28,5

32,0
32,0
32,0
40,5
45,0
32,0
40,5
45,0

18
18
18
20
25
18
20
25

l, S
22,7| 84
22,7 | 8,4
22,7| 84
24,7 1104
36,7 | 14,4
22,7| 84
24,71 104
36,7 | 14,4

Pa3mep w - cMOTpuTE NnacTuHbl
w see inserts

Kntou P101.01 He BxOQUT B KOMMNMEKT NOCTaBKU opesbl.
Moxanyncra, 3aka3biBanTe OTAENBHO!

Note:

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

3anacHble YyacTu

Spare Parts

HacagHasa

chpesa
Arbor Mounted

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

Ile3Bue
Blade

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

®naHey
Flange

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

BuHT
Screw

DIN912-M8x25
DIN912-M8x25
DIN912-M8x25
DIN912-M10x25
DIN7984-M16x35
DIN912-M8x25
DIN912-M10x25
DIN7984-M16x35

MogknagHasn
wanba
Washer

020.0813.3438
020.0813.3438
020.0813.3438
DIN433-10.5-St
DIN433-17-St
020.0813.3438
DIN433-10.5-St
DIN433-17-St

7

-

X

Ana nnacTuHbl

for Insert

™n
Type

16
16
16
22
32
16
22
32

5,6
5,6
5,6
6,3
8,0
5,6
6,3
8,0

37,0
37,0
37,0
40,5
55,0
37,0
40,5
55,0

S101
Moo | PA3MED
Size
6000 12
6000 14
6000 16
5000 16
4000 16
6000 20
5000 20
4000 20

LLinpuHa kaHaBku
Width of groove

1,2-1,2
1,4-1,4
1,6-1,8
1,6-1,8
1,3-1,8
2,0-2,3
2,0-23
1,6-2,3

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TexHu4Yeckune
pekomeHaaumm
For torque specification of the screw, please see Technical

LlecTurpaHHbIN
Krtoy
Wrench

SW6,0 DIN911
SW6,0 DIN911
SW6,0 DIN911
SW8,0 DIN 911
SW12,0 DIN 911
SW6,0 DIN911
SW8,0 DIN 911
SW12,0 DIN 911

Kntoy tvn
TORX PLUS®

TORX PLUS®
Wrench

T8PL
T8PL
T8PL
T8PL
T8PL
T8PL
T8PL
T8PL

Instructions.

3axumHomn

BUHT
Screw

030.3543.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P
030.3543.T8P



Ppe3epoBaHMe Nasos
Slot Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

7

M101 k

my6uHa cpesepoBaHna Ao  Depth of milling up to 59 mm
LLinpnHa kaHaBku Width of groove 2,8-4,6 mm
@ pexyLuen KpoMKM Cutting edge @ 80-200 mm k /
®pe3sa no DIN 8030-A
Arbor mounted cutter as per DIN 8030-A
| ONs NNacTuHbl
2 for Insert

3| ™n S101
| .._pﬂ. Type
J | *
w—-i I~ ‘ f')l o
T - T Y
! 1
1
Xl
| 2
B 1
b
h
[MokasaHo nNpaBoe ncnonHeHne
Picture = right hand cutting version
O6o3Ha4yeHue Z | Ds |t | h b d, I, l, s P |d,|d,| n,. |Pasmep  LlnpuHa kaHaBkm
Part number Size Width of groove
M101.0080.A22.30 | 6 | 80 | 19 | 37,0| 2,4 |18,5|20 | 24,7 | 10,4 | 6,3 | 22 | 22 | 5000 30 2,8-3,4
M101.0100.A22.30 | 8 | 100 | 29 | 37,0|2,4|18,5|20 | 24,7 | 10,4 |6,3| 40| 22| 5000 30 2,8-3,4
M101.0125.A32.30 | 10 | 125 | 34 | 50,0 | 2,4 | 28,5 | 25 | 36,7 | 14,4 | 8,0 | 55 | 32 | 4000 30 2,8-3,4
M101.0160.A40.30 | 12 | 160 | 39 | 50,0 | 2,4 | 34,5 |28 | 35,0 | 16,4 | 9,0 | 80 | 40 | 3000 30 2,8-3,4
M101.0080.A22.40 6 | 80 | 19 | 37,9|3,2|18,5|20 | 24,7 | 10,4 | 6,3 |22 | 22 | 5000 40 3,8-4,6
M101.0100.A22.40 | 8 | 100 | 29 | 37,9|3,2|18,5|20 | 24,7 | 10,4 | 6,3 |40 | 22 | 5000 40 3,8-4,6
M101.0125.A32.40 | 10 | 125 | 34 | 50,9 | 3,2 | 28,5 |25 | 36,7 | 14,4 | 8,0 | 55 | 32 | 4000 40 3,8-4,6
M101.0160.A40.40 | 12 | 160 | 39 | 50,9 | 3,2 | 34,5| 28 | 350 | 16,4 | 9,0 | 80 | 40 | 3000 40 3,8-4,6
M101.0200.A40.40 | 16 | 200 | 59 | 50,9 | 3,2 | 34,5 |28 | 35,0 | 16,4 | 9,0 | 80 | 40 | 2500 40 3,8-4,6

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

Kntou P101.02 He BxOQWUT B KOMMMEKT NOCTaBKN opesbl.

Moxanyncra, 3aka3biBaniTe OTAENBHO!
Note:
Wrench P101.02 is not combined with slotting cutter - separate order required!

Pasmep w - cmMoTpuTe nnacTuHbl
w see inserts

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEeXHUYeckune
pekomeHaaunu.
For torque specification of the screw, please see Technical
Instructions.
3anacHble YacTu
Spare Parts

HacapgHasn Jle3Bue ®drnaHey BuHT MopknagHasa | Wecturpanubiid | Kntoy tun 3axumHoOMn
pesa Blade Flange Screw wanba KNy TORX PLUS® | BUHT

Arbor Mounted Washer Wrench TORX PLUS® | Screw

Cutter Wrench

M101.0080.A22.30 | M101.0080.28.30 | 020.0022.40.3.30 | DIN912-M10x25 | DIN433-10.5-St | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0100.A22.30 | M101.0100.22.30 | 020.0022.40.30 | DIN912-M10x25 | DIN433-10.5-St | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0125.A32.30 | M101.0125.32.30 | 020.0032.55.30 | DIN7984-M16x35 | DIN433-17-St | SW12,0 DIN 911 T20PQ 030.0620.0913
M101.0160.A40.30 | M101.0160.40.30 | 020.0040.80.30 | DIN7984-M16x35 | DIN433-21-St | SW14,0 DIN 911 T20PQ 030.1030.0911
M101.0080.A22.40 | M101.0080.28.40 | 020.0022.40.3.30 | DIN912-M10x25 | DIN433-10.5-St | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0100.A22.40 | M101.0100.22.40 | 020.0022.40.30 | DIN912-M10x25 | DIN433-10.5-St | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0125.A32.40 | M101.0125.32.40 | 020.0032.55.30 | DIN7984-M16x35 | DIN433-21-St | SW14,0 DIN 911 T20PQ 030.0620.0913
M101.0160.A40.40 | M101.0160.40.40 | 020.0040.80.30 | DIN7984-M16x35 | DIN433-21-St | SW14,0 DIN 911 T20PQ 030.1030.0911
M101.0200.A40.40 | M101.0200.40.40 | 020.0040.80.30 DIN7984-M16x35 | DIN433-21-St | SW14,0 DIN 911 T20PQ 030.1030.0911
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dpesepoBaHMe KaHaBOK (ﬁh HORN i)

Groove milling

MnacTtunHa S101 ~ %

Insert CO CTPYXXKOFIOMOM
with chip forming
LLinpnHa dope3epoBaHns Width of milling 1,2-2 mm
[uckoBas dpesa
Disc Milling Cutter
™n M101
Type
®
N
I
=
!
<
O6o3HayeHune w r Pasmep
Part number Size
$101.0120.315 1,2 0,15 12
$101.0140.315 1,4 0,15 14
$101.0160.315 1,6 0,15 16
$101.0200.320 2,0 0,20 20
A co Cknapa /onstock A4 Hegenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHUe / alternative recommendation
- HenpUrogHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBépAbI cnnaB ¢ NOKPbITMEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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dpesepoBaHMe KaHaBOK Cﬁh HORN i)

Groove milling

MnacTtunHa S101 ~ %

Insert CO CTPYXKOITOMOM
with chip forming

LLinpnHa dope3epoBaHns Width of milling 3-4 mm E3

X J

IuckoBas dpesa
Disc Milling Cutter

™n M101
Type
O6o3HayeHune w r Pasmep
Part number Size
S$101.0300.E32 3 0,2 30
$101.0400.E33 4 0,3 40
A co Cknaga/onstock A4 Hegenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HeMpUrogHbIN / not suitable
TBEPALIN cnnae 6e3 NoKpbITUS / uncoated grades
[ TBEpAbIV CcNnaB ¢ NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN pi»)

MnactuHa S1 01

Insert CO CTPYXKOITOMOM
with chip forming

[MonHeIn pagnyc Full radius 0,8-1,5 mm

O6Go3Ha4yeHune w r
Part number

$101.0160.E3.R08 1,6 0,8
$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
e OcHOBHO€ npumeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeEHEeHWe / alternative recommendation
- HeMpUrogHbIN / not suitable
TBEpAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
[ TBEpAbIV cNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

E10

a )

- J

[uckoBas dpesa
Disc Milling Cutter

™n M101
Type

MonHbIn pagnyc
Full radius

Pasmvep
Size

16
20
30

Mapku TBEpLOroO cnnasa
Carbide grades



Anwendungshinweise Cﬁh HORN [il1)

Instructions for use

YctaHoBo4Has no3uuyusa knoya P101.01
Setting position clamping wrench P101.01

OTKPbITO 3aKpbITO
open closed

P101.01

P101.01

O6paTMTe BHUMaHMUe Ha MmakCMallbHble
obopoTbl ans dpes!
Please note the max. revolutions!

@ OnameTp dpe3bl makc. o6opoTbl n__
@ Disc milling cutter max. Revolutions n___

g 63 mm 7.500 min™

g 80 mm 6.000 min

@ 100 mm 5.000 min"

g 125 mm 4.000 min"

g 160 mm 3.000 min-*

g 200 mm 2.500 min*
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PekoMeHAALMM N0 NPUMEeHeHNIo (ph HORN pi»)

Instructions for use

e [lpymeHsTe TONbLKO NONyTHOE hpe3epoBaHNA ANs N30exaHUs 3axxaTust CTPYXKKM
e [locne 3amMeHbl NNacTvH yMeHblMTe nogadvy Ha 50% 00 KOHTakTa ¢ getanbio

® Use only conventional milling to avoid chip jamming
® After changing inserts reduce the feed rate by 50% for initial contact

CTaHpapTHbIe 3Ha4YeHNs CKOPOCTelt pe3anust V. n CpeaHen TONLWmMHbI 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«.

TeeppocTtb v_(m/min) h . (mm)
Marepvan Hardness
Material Brinell
HB) AS45
P 0,2%C 140 200
Yrnepoaucras cranb 0,4% C 180 170 0,02-0,05
Carbon steel
0,6% C 200 130
OTOXeHHas
JlerupoBaHHas ctanb annealed 180 130 009003
Alloyed steel Uz -\,
RS 3aKanka 280 100
quenched 350 80
BbICOKOMErMpoBaHHas crarb
high alloyed steel OTOXEHHaA 200 80 0,02-0,03
(>5%) annealed
HenerypoBaHHoe 180 160
CranbHoe nutbe unalioyed 0.02-0,03
Cast steel nermpoBaHHoe ' ’
aloyed 220 100
M MapTeHCUTHaS,
heppuTHas 200 120
HepxxagetoLuas cranb martensitic, ferritic 0.02-0.03
Stainless steel ' '
ayCTeHUTHast
austenitic Lt 100
C HU3KMM MPezIeniom MPOYHOCT!
CepbIit YyryH low tensile strength et el
G i
rey cast iron ;.B"'COK”,M npezenom Npo4HOCTH 250 80
igh tensile strength
YyryH co ccheponaanbHbIM eppuTHbI 160 )
rpachuTom [T 0,01-0,03
Spheroidal graphite MEepNUTHbIA 250 50 ' ’
cast iron perlitic
(t)gppMTHbM 125 )
KoBkuit uyryH feritic
Malleable cast iron NeprNTHbIN
perlitic — 100
B MocTaBke
N Cnnasb! antOMUHUS not heat treatable 3080 200
Al-alloys YNPOYHEHHbIE
heat treatable CUIAY 200
B MocTaBke
AMIOMUHVEBOE NUTHE not heat treatable 80 200 0.01-0.08
Al-cast-alloy YMPOYHEHHbIE 100 170 s
heat treatable
B M0CTaBKe
Cnnasbl Meay not heat treatable & 100
Copper-alloys YNPOYHEHHbIE
heat treatable e e
S geglunt 200 70
YKaponpouHIii cnnas izl 2
Heat resistant alloy (Fe) gehértet 275 )
hardened 0.01-002
gegliiht 250 30 ’ !
YaponpouHbIii cnnas annealed
Heat resistant alloy (Ni, Co) gehértet 350 )
hardened
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Ppe3epoBaHMe KaHaAaBOK 1 Na3oB
Groove and Slot Milling Cﬁh HORN I]h)

Cuctema/System CtpaHuua/Page

382/383 F2
M310 F10
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Ppe3epoBaHMe KaHaBOK

Groove milling

(ph HORN pi»)

[wnckoBas dpesa
Disc Milling Cutter

382

HacagHas dpesa
Arbor Mounted Cutter

383

CMeHHas nnactuHa
Indexable insert

314

F2

u.N

CtpaHuua/Page
F4-F5

u.N

CrtpaHuua/Page
F6-F7

u.N

CtpaHunua/Page
F8

-

CTtpaHuual/Page
F9



dpesepoBaHMe KaHaBOK (ﬁh HORN i)

Groove milling

382/383

OuckoBas c¢ppes3a Disc Milling Cutter
HacagHas ¢pesza Arbor Mounted Cutter
LLinpnHa kaHaBku 6-10 Mm Width of groove 6 - 10 mm

@ pexywen kpomkn 80 - 200 Mmm Cutting edge @ 80 - 200 mm
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN pi»)

OuckoBas c¢pesa 382 P Sy
Disc Milling Cutter )

[my6uHa kaHaBKku Depth of groove 21-50 mm e
LLinpnHa kaHaBku Width of groove 6-12 mm
@ pexyLuen KpoMKM Cutting edge @ 80-160 mm \_ )

OTtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Bore (d2) with longitudinal keyway to DIN 138 .
Aana cMeHHOU NnacTuHbl

for Indexable insert

Tun 314
Type
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O6o3HayeHune Z Ds b d, b, d, w npasasi nnacTuHa nesas nnacrtuHa
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 32,5 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 32,5 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...

[pyrve pasmepsl - MO 3anpocy.
Further sizes upon request

MOMEHT 3aTsXKKN BUHTOB CM. TeXHMUYeckue pekoMeHagauuu.
For torque specification of the screw, please see Technical Instructions.

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

3anacHble 4yactu
Spare Parts

[uckoBas cpesa 3axumHown BUHT | Kntou Tun TORX PLUS®

Disc Milling Cutter
382...06
382...08
382...10/12

F4

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

TORX PLUS® Wrench
T15PQ
T20PQ
T20PQ



Ppe3epoBaHMe KaHaBOK

Groove milling

(ph HORN pi»)

OvckoBas ¢ppesa
Disc Milling Cutter

[my6uHa kaHaBKku
LLinpnHa kaHaBku
@ pexxyLuen KpoMKM

OTtBepcTue (d2) ¢ npoaonbHbIM LWNOHOYHBIM Naszom no DIN 138

Depth of groove
Width of groove
Cutting edge @

Bore (d2) with longitudinal keyway to DIN 138

b

2

] ——

-

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
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

382

63,5 mm
6-14 mm
200 mm

Z Ds
18 200
18 200
18 200
18 200
18 200

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 dpesa
Disc Milling Cutter
382.0200.50.06
382.0200.50.08
382.0200.50....

10
12
14
14
16

71
71
71
71
71

3axunmHou BUHT | Knrou Tun TORX PLUS®
TORX PLUS® Wrench

T15PQ
T20PQ
T20PQ

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

10
12
14

a

&

N

AN CMEHHOW NNacTUHbI

for Indexable insert

Tun 314

Type

npasas nnactuHa
right hand insert

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

nesasd nfactuHa
left hand insert

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

Pa3mepbl yka3aHbl B MM.

Dimensions in mm
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

HacapgHas dpe3za 383 (5 B
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 \_ )

OTtBepcTue (d3) ¢ nonepeyHbIM LWNOHOYHLIM na3om o DIN 138
Bore (d3) with cross keyway to DIN 138 .
ONst CMEHHOWN MAacTUHbI

. _h _ for Indexable insert
] Tun 314
ﬁ Type
i
I
ml ™
v|=
Ql®
1
1
E
L 1
Jw|
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds b oo h d, d, w npasas nnactuHa 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. Pasmepbl ykaszaHbl B MM.

Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKN BUHTOB CM. TeXHMYeckme pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts

Hacapnas cpesa 3aXXMMHOM BUHT | BUHT Kniou 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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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

HacapgHas c¢pesa 383 P Sy
Arbor Mounted Cutter ;

my6uHa kaHaBku 4O Depth of groove up to 54 mm e
LLinpnHa kaHaBku Width of groove 6-12 mm
@ pexxyLuen KpoMKM Cutting edge @ 200 mm \_ )

OTtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om no DIN 138

Bore (d3) with cross keyway to DIN 138 .
Aana cMeHHOU NnacTuHbl

h R314. .. for Indexable insert
= - L314... \
li . () BN Tan 314
| '704, \:,Q‘ Type
7/_*"\-@ (&r.c_-_\ Y
o L
[ A ok °\'.
| | 23 ol N Co)
T / < o
sl /{9 - X
S : = /
[ & N y
1 O =
' I = é_?/’»
b3 \\El -
g ¢ a
Wil } 2 Ds _
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds b oo h d, d, w npasas nnactuHa neeasi nnacTuHa
Part number right hand insert left hand insert
383.0200.40.06 18 200 54 50 90 40 6 9x R314... 9x L314...
383.0200.40.08 18 200 54 50 90 40 8 9x R314... 9x L314...
383.0200.40.10 18 200 54 50 90 40 10 9x R314... 9x L314...
383.0200.40.12 18 200 54 50 90 40 12 2x6 R314... 6x L314...
Opyrve pasmepsbl - No 3anpocy. Pa3amepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKME pEKOMEHZALNN.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
Hacapnas cpesa 3axumHown BUHT | Kntou Tun TORX PLUS®
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
383.0200.40.06 5F.06T15P T15PQ
383.0200.40.08 5F.08T20P T20PQ
383.0200.40.... 5.10T20P T20PQ
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

CmMeHHada nnacTtuHa 31 4 - B
Indexable insert J

LLinpuHa kaHaBku Width of groove 6-14 mm ]
[uckoBas dpesa
Disc Milling Cutter
S
——
Tvn 382
Type 383
e
o m—
R = nokasaHo npaBoe ucnornHeHve L = nesoe ncnonHexHune
R = right hand version shown L = left hand version
O603HauyeHue w b, r s W | n | W
<t ™
Part number n | Yz
< |F | F
R/L314.6032.00 6 3,2 0,2 2,7 A/A | A/A | A/A
R/L314.8043.00 8 4,3 0,2 41 A/A | A/A | A/A
R/L314.0054.00 14 54 0,2 5,2 A/A | A/A | A/A
N314.0056.00 - 5,6 0,2 5,2
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 NoKpbITUSA / uncoated grades
TBEPAbIV CMNaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpLOroO cnnasa
Dimensions in mm Carbide grades

Beibepute R (npaBoe), L (neBoe) vnu N (HenTpanbHoe) NCNONHEHNeE.

State R, L or N version

MpumeyaHwe:

CranpaptHas nnactuHa N314.0056.00 anst ucnonb3oBaHus B cneumnanbHbix gpesax.
Note:

Standard insert N314.0056.00 for use with special cutters.
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dpesepoBaHMe KaHaBOK Cﬁh HORN [il1)

Groove milling

CmMeHHada nnacTtuHa 31 4 o N
Indexable insert {

LLinpnHa kaHaBku Width of groove 6-10 mm

\_ b P

[uckoBas dpesa

* A Disc Milling Cutter

Tvn 382
Type 383
I I
f il I
=R
= 0

R = nokasaHo npaBoe MCMosHeHve L = nesoe ncnonHeHune
R = right hand version shown L = left hand version

O603HauyeHue w b, r W |

Part number & |

< =

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 Hepenw /4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpuUMeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUroaHbIN / 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 ncnonHexve.
State R or L version
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Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN pi»)

[unckoBas dpesa
Disc Milling Cutter

M310

dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M310

HacagHasg cpesa
Arbor Mounted Cutter

M310

CMeHHas nnactuHa
Indexable inser

tS310

F10

. 4

CtpaHuua/Page
F12-F13

. BT

N

CrtpaHuua/Page
Fi14

'S . B

CtpaHunua/Page
F15-F16

CTtpaHuua/Page
F17



Ppe3epoBaHMe nasos
Slot Milling (ph HORN piD)

M310

OuckoBas ¢ppe3a Disc Milling Cutter
Ppe3a c pe3bO60BbLIM Screw-in Cutter
XBOCTOBUKOM Arbor Mounted Cutter

HacapgHas dpe3sa
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 pi»)

OvckoBas ¢ppesa
Disc Milling Cutter

M310

my6uHa pesepoBaHns Ao  Depth of milling up to 50 mm
LLinpuHa nasa Width of slot 3 mm
@ pexyLuen KpoMKM Cutting edge @ 80-160 mm

OTtBepcTue (d2) ¢ npoaonbHbIM WNOHOYHBIM Naszom no DIN 138
Bore (d2) with longitudinal keyway to DIN 138

_edy |

i
=
@ |
E|
i - |
o Ds I
[NokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Z Ds b ax d, b, d, w
Part number
M310.0080.27.03 8 80 18 27 8 40 S
M310.0100.32.03 10 100 25 32 8 46 3|
M310.0125.40.03 12 125 32 40 10 54 8
M310.0160.40.03 16 160 50 40 10 54 3

[Opyrve pa3mepsbl - N0 3anpocy.
Further sizes upon request

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

3anacHble YacTu
Spare Parts

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

030.0324.T7P T7PL

HAunckoBas cpesa
Disc Milling Cutter

M310...

F12

\

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
8x RS310.3017.00

rieBag nnactuHa
left hand insert

4x LS310.3017.00
5x LS310.3017.00
6x LS310.3017.00
8x LS310.3017.00

Pa3mepbl ykasaHbl B MM.
Dimensions in mm




Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN pi»)

OvckoBas ¢ppesa
Disc Milling Cutter

M310

my6uHa pesepoBaHns Ao  Depth of milling up to 70 mm
LLinpuHa nasa Width of slot 4-5 mm
@ pexyLuen KpoMKM Cutting edge @ 80-200 mm
OtBepcTue (d2) ¢ npoaonbHbIM WNOHOYHBIM Naszom no DIN 138
Bore (d2) with longitudinal keyway to DIN 138
b
. |
i
-o |
Q|
i
=
@ |
3
|
w
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds b ax 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 B2 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. TEXHUYeckue pekomMeHgauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HAuckoBas cpesa 3axumHon BUHT | Kntou Tun TORX PLUS®

Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
M310.... 030.3535.T8P T8PL
M310.... 030.3543.T8P T8PL

\

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

resagd 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 pi»)

Ppe3a c pe3bL60oBbLIM
XBOCTOBUKOM

Screw-in cutter

M310

my6uHa pesepoBaHnsa 8o Depth of milling up to 20 mm
LLinpuHa nasa Width of slot 3-5 mm
@ pexyLuen KpoMKM Cutting edge @ 50-63 mm

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z | Ds h I, d, d, | SW | w | t_
Part number

M310.0050.M10.03 6|5 33|13 | M10 | 18 | 15 | 3 | 15
M310.0063.M12.03 6|63 3|15 | M12 | 21 17 | 3 | 20
M310.0050.M10.04 6|50 34|14 | M10 | 18 | 15 | 4 | 15
M310.0063.M12.04 6| 63|40 |16 | M12 | 21 17 | 4 | 20
M310.0050.M10.05 6|50 3 |15 | M10 | 18 | 15 | 5 | 15
M310.0063.M12.05 6| 63 |41 |17 | M12 | 21 17 | 5| 20

[pyrve pasmepsbl - N0 3anpocy.

Further sizes upon request

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

3anacHble YacTu
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

3axumHon BuHT | Knrou Tun TORX PLUS®

"

AN CMEHHOW NNacTUHbI

for Indexable insert

Tun
Type

npasas nnactuHa
right hand insert

3x RS310.3017.00
3x RS310.3017.00
3x RS310.4023.00
3x RS310.4023.00
3x RS310.5028.00
3x RS310.5028.00

S310

resagd nnactumHa
left hand insert

3x LS310.3017.00
3x LS310.3017.00
3x LS310.4023.00
3x LS310.4023.00
3x LS310.5028.00
3x LS310.5028.00

Pa3smepbl ykasaHbl B MM.

Dimensions in mm



Ppe3epoBaHUe Nasos
Slot Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

M310

my6uHa pesepoBaHnsa 8o Depth of milling up to 44 mm
LLinpuHa nasa Width of slot 3 mm
@ pexyLuen KpoMKM Cutting edge @ 80-160 mm
OTtBepcTue (d3) c nonepeyHbIM WNOHOYHLIM na3om no DIN 138
Bore (d3) with cross keyway to DIN 138
i
L] ™
2 | D
(SR
1

MokasaHo npaBoe UcnoriHeHne
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. TEXHUYecKkue 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
Sw8,0 DIN 911
SW10,0 DIN 911

Clamping Screw
030.0324.T7P
030.0324.T7P
030.0324.T7P

"

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

LWecTurpaHHbin kntoy | 3axxumHon BUHT | Kntou Tun TORX PLUS®
TORX PLUS® Wrench

T7PL
T7PL
T7PL

neBas 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

Slot Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

my6uHa pesepoBaHnsa 8o
LLinpuHa nasa
@ pexyLuen KpoMKM

M310

Depth of milling up to
Width of slot
Cutting edge @

OTtBepcTue (d3) ¢ nonepeyHbIM LWNOHOYHLIM na3om o DIN 138
Bore (d3) with cross keyway to DIN 138

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

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

[pyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

VA Ds b
8 80 23,0
10 100 | 25,0
12 125 37,5
12 125 | 32,5
12 125 | 26,5
16 160 | 44,0
20 | 200 | 64,0
8 80 23,0
10 100 | 25,0
12 125 | 37,5
12 125 | 32,5
12 125 | 26,5
16 160 | 44,0
20 | 200 | 64,0

h | d, | d,
40 | 33 | 22
50 | 48 | 27
50 | 48 | 27
50 | 58 | 32
50 | 70 | 40
50 | 70 | 40
50 | 70 | 40
40 | 33 | 22
50 | 48 | 27
50 | 48 | 27
50 | 56 | 32
50 | 70 | 40
50 | 70 | 40
50 | 70 | 40

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

3anacHble YacTu
Spare Parts

HacapgHas cpesa
Arbor Mounted Cutter
M310.0080.22.04
M310....04
M310.0080.22.05
M310...27.05
M310....32.05/...40.05

F16

LLlecTUrpaHHbIN Knto4
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

=

npasas nnactuHa
right hand insert

4x RS310.4023.00
5x RS310.4023.00
6x RS310.4023.00
6x 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
6x RS310.5028.00
6x RS310.5028.00
8x RS310.5028.00
10x RS310.5028.00

(6,16, I, IS, S TS IS B - A A A

Knoy Tun TORX PLUS®
TORX PLUS® Wrench

T8PL
T8PL
T8PL
T8PL
T8PL

a4 )
64 mm
4-5 mm
80-200 mm \ /
05151 CMEHHOW NNacTUHbI
for Indexable insert
Tun S310
Type
I
L] ™
T — @ | O
Qe
.

resad niactmHa
left hand insert

4x LS310.4023.00
S$229.0300./0400...
6x LS310.4023.00
6x LS310.4023.00
6x LS310.4023.00
8x L.S310.4023.00
10x LS310.4023.00
4x LS310.5028.00
5x LS310.5028.00
6x LS310.5028.00
6x LS310.5028.00
6x LS310.5028.00
8x LS310.5028.00
10x LS310.5028.00

Pa3smepbl ykasaHbl B MM.

Dimensions in mm



Ppe3epoBaHUe Nasos

Slot Milling

(ph HORN pi»)

CmMeHHada nnacTtuHa
Indexable insert

LLinpnHa kaHaBku

R = nokasaHo npaBoe UCNoJiIHeHne
R = right hand version shown

O6Go3Ha4yeHune
Part number

R/LS310.3017.00
R/LS310.3118.00
R/LS310.4023.00
R/LS310.5028.00

Width of groove

S310

¥

=N

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 INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation

- HENPUroAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Beibepute R nnu L ncnonHexue.
State R or L version

1,7
1,8
23
2,8

N

®pesa ona nasos
Slotting cutter

Tun
Type

1,6
1,6
2,2
2,7

lo] [To) To]
<t < [s2]
() L Z
< - | F
A/A
A/A

A/A | A/A | A/A

A/A | A/A | A/A

Mapkun TBEpAOro crnnaea

Carbide grades
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(ph HORN pill)
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Pe3bbothpesepoBaHue |
Thread Milling (ﬂh HORN I]h)

Cuctema/System Ctpanuua/Page
M306 G2
M308 G12
M311 G22
M313 G30
M328 G40
M332 G50
M275 G56

380 G62

G1



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBUK (hpesbl
Milling shank

M306

lMnacTtuHa
Insert

107/306/606

CtpaHunua/Page

G8

L]
AAN

CTtpaHuua/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 MHTepnonsuum)
from Cutting edge @ 9,6 mm

@ pexyLlen KpoOMKM OT 9,6 Mm

G3



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBUK hpe3bl M306

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLLen KpOMKM OT Cutting edge @ Ds from 9,6/9,7/11,7 mm

|
& 4

MaTepwuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

| for Insert
— I —
L b DIN6535HA E’P_i Tan 108
i f | Type 306
= { @
S A SR e/
e
[S]
DIN6535HB DING535HE
[ = : =1
5 _cm X o) _Oo!
,ll B =R } E IESH ]
[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 59 7,3 E
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cM. pexyLyto nnactuHy Pa3amepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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

Bbi60op pe3b60BbLIX NNacTuH Tun 108, 306, 606
Selection for thread inserts type

HenonHbii npodunb, metTpuyeckas pesbba Tun 108, 306, 606
Partial profile, metric type 108, 306, 606

» War/picn P | 0,5 |(0,75)] 1,0 |(1,25] 15 |(1,75)] 20 | 25 | 30

P

HomMuHanbHbIM agnameTp / 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, MeTpuyeckasa pesbba Tun 306
Full profile, metric type 306

War/picnP | 1,5 | 20 | 25 | 30 | 35

HomMuHanbHbIN gnamerp /
Nominal diameter

Tun / type 306 / Ds 11,7

306.0815.02 | 222 | | | |
Tun / type 306 / Ds 10,0
306.1020.02 | | 224 | | |

MonHbIi Nnpoduns, pesbba ButeopTta Tun 306, 606
Full profile, Whitworth type 306, 606

- Yucrno HUTOK Ha Aronm/ 19 14 11 BHumanme: .
____ tpi Ecnu HOMUHanNbHbIM gnameTp
Peanba / Thread pe3bbbl bygeT MEHbLLE YeMm

pekomeHayeMbIn, TO 3TO

iRkt pelS 001 SEY NPUBEAET K OTKIOHEHMIO

306.5519.10.02 | Gw | | copMbl Npoduns pe3sbbl BO

Tun / type 306 / Ds 11,7 BpeMs ppesepoBaHus.

306.5519.02 G¥%" Attent?on: N .

306.5514.02 G 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 Gl4"

Twun / type 606 / Ds 11,7

606.5519.02 G¥%"

606.5514.02 Ge"

G5



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactuHa 1 07 N
Insert

Lar Pitch 0,5-1,75 mm

@ pexyLuen KpoMKM Cutting edge @ 9,6 mm

\ 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M306
% Type

X

XBOCTOBUK (hpesbl

MeTpuueckas pesbba
Metric ISO thread

R = nokasaHo npaBoe ucnornHexHve L = neBoe ucnonHexHne
R = right hand version shown L = left hand version
O603Ha4yeHue 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 NpUMeHeHNe / 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

Beibepute R nnu L ncnonHexue.
State R or L version
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactuHa 306 0 =N
Insert

Lar Pitch 0,5-3 mm

@ pexyLuen KpoMKM Cutting edge @ 10-11,7 mm

& J

ans opesepHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

! |

. | : I':: '
\—L—‘£¥§}VKBOCTOBMKCprSb

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

MeTpuueckas pesbba
Metric ISO thread

O603HauyeHue B P E s Ds W W|wW || W
Part number % } Y| 2
< | F|F|F|F
306.0515.01 0,5 1,5 2,30 3,4 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 3,4 11,7 A A | A | A
306.0815.01 1,5 1,5 2,25 34 1,7 A A | A | A
306.2530.01 2,5 3,0 1,70 3,4 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 NMpUMeHeHNe / 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)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

NMnactuHa 306

Insert
Llar Pitch 1,5-2 mm
@ pexyLLen KpoMKn Cutting edge @ 10,0/11,7 mm

i
w
//!
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune P E s
Part number
306.1020.02 2,0 2,20 3,4
306.0815.02 1,5 2,25 34

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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G8

-

ans opesepHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

MeTpuueckas pesbba
Metric ISO thread

Ds T}
<
(7]
<
10,0 A
1,7 A

Mapku TBEpAOrO cnnasa
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

NMnactuHa 306

Insert
Yucno HATOK Ha Atonm Threads per inch 11-19
@ pexyLLen KpoMKn Cutting edge @ 9,7/11,7 mm

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HaueHune TPI E s
Part number

306.5519.10.02 19 2,2 3,4
306.5511.02 11 1,7 3,4
306.5514.02 14 2,0 3,4
306.5519.02 19 2,2 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
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

& 4

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M306
Type

TpybHasa pe3bba ButeopTta no
DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

> 21%/5 8 8
< | F|F|F|F

9,7 A A

1,7 A A A X

1,7 A A X A

1,7 A | A

Mapkun TBEpPAOro crnnaea
Carbide grades

G9




Pe3bbodpesepoBaHue (BHyTpeHHee)

HenosiHbIN Npodunb
Thread Milling (internal) Partial profile

(ph HORN pi»)

NMnacTtuHa 606

Insert
Llar Pitch 0,5-2 mm
@ pexyLLen KpoMKn Cutting edge @ 10,0/11,7 mm

L/ [

XBOCTOBUK hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune 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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

G10

3,15
3,15

a8 ™

& J

ans opesepHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

MeTpuueckas pesbba
Metric ISO thread

Ds g uv)

2|
10,0 A | A
11,7 A A

Mapku TBEpAOrO cnnasa
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

NMnactuHa 606

Insert
Yncno HATOK Ha AtoM Threads per inch 14-19
@ pexyLuen KpoMKn Cutting edge @ 9,7/11,7 mm
w
XBOCTOBUK bpesbl
|
[MokasaHo npaBoe McnorHeHne
Picture = right hand cutting version
O6Go3Ha4yeHune TPI E s
Part number
606.5519.10.02 19 2,1 3,3
606.5514.02 14 2,0 3,3
606.5519.02 19 2,1 3,3

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

& 4

Ons opesepHOro XBOCToBMKA
for Milling shank

Tvn M306
Type

TpybHasa pe3bba ButeopTta no
DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

Ds

9,7
1,7
1,7

Mapku TBEpLOro cnnasa
Carbide grades

G11



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBUK (hpesbl

Milling shank

M308
CtpaHuua/Page
G14

MnactuHa

Insert |

TR Gy
CrtpaHuua/Page
G16, G18-G19
CtpaHunua/Page
G17, G20

G12



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M308

Pe3bboHape3Hasn cdpe3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsuum)
from cutting edge @ 13,4 mm

@ pexyLuen KpoMkm ot 13,4 Mm

G13



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBocToBUK ope3bl
Milling shank

M308

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

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

MaTepwuan XxBoCTOBUKA: TBEPALIN CNiaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

1

i
!

L l, - DING535HA 2Ds_
I 2l ﬁé |
— . - . il ‘D r
=t 3| @)
o :
Q
DING535HB DING6535HE
i 'O L N ] B e s e M S e e A,
) s ] E I3
[MokasaHo NpaBoe UcnonHeHne
Picture = right hand cutting version

O603Ha4yeHue d L l,
Part number
M308.0012.07 A 12 160 -
M308.1012.02A 12 110 42
M308.1016.01A 16 110 88
M308.1016.02A 16 110 45
M308.1016.03A 16 130 64
M308.1012.02B 12 110 42
M308.1016.01B 16 110 &3
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 cM. pexyluyo nnactuHy
Ds see inserts

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

MpumeyaHue ana 3aka3sa:

&

Ana NnacTuHbl
for Insert

Tun 111
Type 308
608

8,0
9,5
9,5
9,5
9,5
9,5
9,5
9,5
95
9,5
935
9,5
9,5

doépma
Form

mmmuo©owwo®>>>> >

m

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Kopnyc Cbpe3bl C noBpeXaeHHbIM nocago4YHbIM MECTOM MOoA4 NNAacTUHY MOXET ObITb BOCCTAHOBIMEH HA cbmpme Horn

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MOMEHT 3aTSKKM BUHTOB CM. TexXHU4Yeckune pekomeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble 4YacTu
Spare Parts

3axumMHon 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
Selection for thread inserts

Tvun 111, 308, 608
type

HenonHbii npodunb, meTpudyeckas pesbba Tun 111, 308, 608
Partial profile, metric type 111, 308, 608

Warkicn P | 0,5 |(0,75)] 1,0 [(1,25] 15 |(1,75)] 20 | 25 | 30
HomuHanbHbI guameTp / Nominal diameter

60"
P

Tun / type 111/ Ds 13,4
R/L111.0205.01 | 218 | 216
R/L111.0510.01 218 | 218
R/L111.0815.01 220 | 220
R/L111.1020.01 2 22
R/L111.1325.01 > 24
Tun / type 308 / Ds 13,2

308.1325.01 | | | | | | | | =18 |
Tun / type 308 / Ds 15,7

308.0815.01 2 22
308.0720.01 220 | 220 | 220 | 220 | 220
308.2530.01 224 | 224

HenonHbii Nnpocunb, meTpuyeckas pesbba Tun 608
Partial profile, metric type 306

Warkicn P | 0,5 |(0,75)] 1,0 [(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 Nnpocuns, peabba ButeopTta Tun 111, 608
Full profile, Whitworth type 111, 608

= Yncno HATOK Ha AonMm 19 14
— / tpi o
HomuHanbHbIN gnameTp /
Nominal diameter
Twun / type 111 / Ds 13,4
111.5519.02 >18
111.5514.02 > 21
Pesbba / Thread
Twn / type 608 / Ds 13,5
608.5514.02 | | arew
BHumaHwme:

Ecnv HoMuHanbHbIN AnameTp pe3bbbl OyaeT MeHbLUe YeM pekoOMeHAYeMbIN, TO 3TO nNpuseaeT K
OTKITOHEHMIO opMbI 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.

G15



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactuHa 111 ﬂ// / [, j Y

Insert ’ [

Lar Pitch 0.5-2.5
@ pexyLuen KpoMKM Cutting edge @ 13,4 mm
\- /
Ansi pesepHOro XxBoCToBMKa
for Milling shank
Twn M308
- Type
aetanb X
5
©
; w
nocanoYHbIn TopeL l
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 5 f a d D.i N || | W
Part number 6 8 dI’ 2
S| o || F
R/L111.0205.01 0,5 0,75 815 4,15 6,7 10,7 8 11 A/A | AIA | 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 DA | AIA | A/A | AJA
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

Carbide grades

Dimensions in mm

Bbibepute R unu L ncnonHexue.
State R or L version

G16



Pe3bbodpesepoBaHue (BHyTpeHHee)
NONHbIN NpoduUnb Cﬁh HORN ﬂh)
Thread Milling (internal) Full profile

NMnactuHa 111 a D
Insert
Yncno HATOK Ha AtoM Threads per inch 14-19
@ pexyLuen KpoMKn Cutting edge @ 13,4 mm
& 4
Onst ppesepHOro XBoCToBMKa
] f fs for Milling shank
Tun M308
Type
! 2 | — -—1_—|-|' =
XBOCTOBUK (hpesbl Tpy6Has pesbb6aBuTBOpTa MO

DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN

R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHme .

R = right hand version shown L = left hand version ISO 228'(259) and 2999
O6o3HayeHune TPI E s f a d Ds D.in
Part number
R/L111.5514.02 14 2,5 4,15 6,7 10,7 8 13,4 11
R/L111.5519.02 19 29 4,15 6,7 10,7 8 13,4 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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBE€pAOro 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 |]|D
Thread Milling (internal) Partial profile

NMnactuHa 308 0 =N
Insert

Lar Pitch 1-3 mm

@ pexyLlen KpoMKn Cutting edge @ 13,2/15,7 mm

& J

Ons opesepHOro XBOCToBMKA
for Milling shank

Tvn M308
Type

MeTpuueckas pesbba

Metric ISO thread
[Noka3aHo npaBoe UcCnoriHeHne

Picture = right hand cutting version

O6o3Ha4YeHne P P o E S Ds W lw|w|we| v

Part number g) } E al 2
< | F|F|F|F

308.1325.01 2,5 2,5 3,3 4,7 13,2 A A

308.0720.01 1,0 2,0 3,3 4,7 15,7 A A A

308.0815.01 1,5 1,5 3,7 4,7 15,7 A A

308.2530.01 2,5 3,0 2,7 4,7 15,7 A A A

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHune (BHyTpeHHee)

NOSHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

NMnactuHa 608

Insert
Lar Pitch 1-3 mm
@ pexyLlen KpoMKn Cutting edge @ 13,2/15,7 mm

15
TN

THIE

T
Y-—I}b&\\XBOCTOBMchpeau

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune P P E s
Part number

608.1325.01 2,5 2,5 3,3 4,55
608.0720.01 1,0 2,0 3,3 4,55
608.2530.01 2,5 3,0 2,9 4,55

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENpUrogHbIN / 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

a8 ™

& J

Ons opesepHOro XBOCToBMKA
for Milling shank

Tvn M308
Type

MeTpuueckas pesbba
Metric ISO thread

Ds

13,2
15,7
15,7

Mapku TBEpLOro cnnasa
Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

NMnactuHa 608

Insert
Yucno HATOK Ha Atonm Threads per inch 14
@ pexyLuen KpoMKn Cutting edge @ 13,2/15,7 mm

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune TPI E s
Part number
608.5514.02 14 3,2 4,7

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

G20

& 4

Ons ope3epHOro XBOCToBMKA
for Milling shank

Tvn M308
Type

TpybHas 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) Cﬁh HORN I]h)

XBOCTOBUK (hpesbl
Milling shank

M311

G24

lMnacTtuHa
Insert

311/611

G26, G29

CtpaHunua/Page
G27

CTtpaHuua/Page
G28

G22



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M311

Pe3bboHape3Hasn cdpe3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsuum)
from cutting edge @ 17,7 mm

@ pexyLen KpoMKu oT 17,7 Mm

G23



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBocTOBUK (ppesbl M311
Mlllmg Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm [

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

| 1 for Insert
oL DING535HA | a1
ﬁ*’; _—— : ﬂ [Dl. Type 611
! - = 'cjc
= = : A CBSR |
o
2
DIN6535HB DIN6535HE
. 2} | N =l
= ] 2! e -
| =4 S,y | E Bcaall
MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, 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 pasmepsbl - No 3anpocy. Pa3smep Ds cM. pexyLLyto nnacTuHy Pa3mepbl ykazaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpumeanMe AnA 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 3aTSKKM BUHTOB CM. TEXHUYeCKne pekoMeHaaumm.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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O630p nporpammel pe3bbodpeseposaHus Cﬁh HORN ill)

Thread Overview

Bbi6op pe3b60BbLIX NacTUH Tun 311, 611
Selection for thread inserts type

HenonHbii npodunb, metTpuyeckas pesbba Tun 311, 611
Partial profile, metric type 311, 611

Warpicn P | 0,5 |(0,75)] 1,0 |(1,25)] 1,5 |(1,75)] 20 | 25 | 30 | 35
HomuHanbHbIN gnameTp / Nominal diameter

60"

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 | 1,5 |(1,75)] 2,0 | 25 | 30 | 35
HomuHanbHbIN gnameTp / Nominal diameter
Tun / type 311/ Ds 17,7

311.0815.02 =23
311.0917.02 2245
311.1020.02 2255
311.1325.02 >28,5
311.1630.02 > 32
311.1835.02 >35
MonHbI Nnpoduns, peabba ButeopTta Trn 311 BHumaHwue:
Full profile, Whitworth type 311 Ecnu HomnHanbHbIM AnameTp
pe3bbbl OyoeT MeHbLUe Yem
= Yuncno HUTOK Ha 14 11 pekoMeHAyeMbl, TO 3TO
— Atonm/ / tpi NpUBeAET K OTKIIOHEHUIO
HomuHanbHbIn guamMeTp / Nominal diameter dopMbl npoduns pesbbbl BO
Tun / type 311/ Ds 17,7 Bpems (hpeseposaHms.
SUEBA0E GrAl Qg:l?t::r?g 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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Pe3bbocpesepoBaHme (BHyTpeHHee)
HenonHbIN Nnpodusnb

(ph HORN pi»)

Thread Milling (internal) Partial profile

MnacTtuHa 311 o ™
Insert
War Pitch 0,5-3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm
- J
ans ope3epHOro XBOCToBMKA
for Milling shank
| Tvn M311
] Type
!
N\ A
T ™. Y 1§
- o !
i mJl : 7))
| i
- N | T
| 1115 | |
—VRXAN XBocToBuk thpesbl
i Pp MeTpuyeckas pe3bba
Metric ISO thread
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
O6Go3Ha4yeHune P P E s Ds ol w| w
Part number (7) 2 2
< | F|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 85 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 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation

- HENPUrOAHbIN / not suitable

TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G26

Mapku TBEpAOrO cnnasa

Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)
NOSIHbIN Npodunb Cﬁh HORN |]|D

Thread Milling (internal) Full profile

NnactuHa 31 1 -
Insert
Lar Pitch 1,5-3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm k j

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M311
Type

) =i

=

+” \ XBOCTOBWK thpesbl

MeTpuueckas pesbba

Metric ISO thread
[Noka3aHo npaBoe UCnoriHeHne

Picture = right hand cutting version

O6Go3Ha4yeHune 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 MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades

G27



Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

MnactuHa 31 1
Insert

Yucno HATOK Ha Atonm Threads per inch 11-14
@ pexyLLen KpoMKn Cutting edge @ 17,7 mm

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune 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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

G28

& 4

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M311.M
Type M311
M311.ST

TpybHas pe3bba ButeopTa no

DIN ISO 228; (259) 1 2999

Whitworth pipe thread as per DIN

ISO 228;(259) and 2999

Ds

17,7
17,7

> » AS45
> > TA45
» » TN35

Mapku TBEpAOrO cnnasa
Carbide grades



Pe3bbodpesepoBaHue (BHyTpeHHee)

HenosHbINn npocpunb Cﬁh HORN ﬂh)
Thread Milling (internal) Partial profile

NnactuHa 61 1 —7 : ~
Insert
i
Lar Pitch 0,5-3,5 mm
@ pexyLuen KpoMKM Cutting edge @ 17,7 mm

- S

ans 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

O6Go3Ha4yeHune 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 2,5 815 3,7 5,75 17,7

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 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

G29



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M313

lMnacTtuHa
Insert

313/613

G30

CtpaHuua/Page
G32-G33

-

CrtpaHuua/Page
G35, G38

CtpaHunua/Page
G36

N
] | )

CTtpaHuua/Page
G37, G39



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M313

Pe3bboHape3Hasn cdpes3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPpyroBom MHTepnonsuum)
from Cutting edge @ 21,7 mm

@ pexyLlen KpoMku ot 21,7 MM

G31



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBocToBUK ope3bl
Milling shank

M313

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

Cutting edge @ 21,7 mm

@ pexyLuen KpoMKM

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

| 1 for Insert
I , 7] 2 Ds
e - DIN6535HA Tan 313
i A@Q & Type 613
L=}
= — ECH I @ Hl
i, 8, /
e
(o]
DING535HB DIN6535HE
{ gl S
) - He BN S
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, 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 pasmepbl - Mo 3anpocy.

Further sizes upon request
I'IpumeanMe AnAa 3aKa3sa:

Pa3mep Ds cm. pexyLyto nnactuHy
Ds see inserts

Pasmepbl yka3aHbl B MM.
Dimensions in mm

KOpI'IyC Cbpe3bl C NoBpeXaeHHbIM Nocaao4YHbIM MECTOM MOA NNacTuHy MOXeT ObITb BOCCTAHOBIEH HA (bvlpme Horn

Ordering note:

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

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M313...

G32

3axumMHon BuHT | Knrou Tun TORX PLUS®

Clamping Screw

5.14T20P

TORX PLUS® Wrench
T20PQ



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBocTOBUK (ppesbl M31 3

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

- -

2 o DIN 6535 HA i

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune d I, l,
Part number

M313.0016.07A 16 160 20
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cM. pexyLyto nnactuHy
Further sizes upon request Ds see inserts
anIMe‘-IaHMe AnA 3aKasa:

Ana nnacTuHbl

for Insert
Tvn 313
Type 613
d, doépma
Form
12 A

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kopnyc dpesbl ¢ noBpexxaeHHbIM NOCafo4HbIM 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. TEXHUYeCKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313.0016.07A 5.14T20P T20PQ

G833



O630p nNporpammel 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 |(1,25)] 1,5 |(1,75)] 20 | 25 | 30 | 35| 20 | 45
HomuHanbHbI agnameTp / Nominal diameter

fi*

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

MonHbI Nnpodunb, MeTpuyeckas pesbba Tun 313
Full profile, metric type 313

Warpicn P | 1,5 | 20 | 30 | 35 | 40 | 45
HomuHanbHbIn gnameTtp / 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 Butsopta Tun 313, 613
Full profile, Whitworth type 313, 613

- Yneno HUToK Ha 11 8 6 BHumaHwue: )
— JKoiM / tpi Ecnu HOMUHanbHbI gnameTp

HoMMHANbHBIN AMameTp / Nominal diameter. ~ PE300b! 6YAET MeHbLIe HYem
Tun / type 313 / Ds 21,7 pEeKoOMEeHOYEMBIN, TO 3TO

npuBeneT K OTKIIOHEHUIO

313.5508.02 240
y ) - dopMbl Npodunst pe3bbbl BO
SI:0500 1 =ED BpeMsi (bpesepoBaHus.
Pe3bba / Thread Attention:

Twun / type 313 / Ds 21,7 Recutting of the milling tool will

313.5511.02 | G1" | | 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)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

MNnacTtuHa 313 - /¥‘r ™
Insert
!

Lar Pitch 1-4,5 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

- J

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M313
Type

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3Ha4YeHne P P oo E S Ds Z 0| b | v
Part number (7) E 2

< | F | F
313.0720.01 1,0 2,0 4.6 5,9 21,7 8 A A
313.0815.01 1,5 1,5 4,8 5,9 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 5,9 21,7 3 A A
313.1835.01 BI5 3,5 4.1 5,9 21,7 3 A A
313.2140.01 4,0 4,0 3,9 5,9 21,7 3 A A A
313.2445.01 45 4,5 3,7 59 21,7 3 A A
313.2545.01 2,5 4,5 3,7 5,9 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)
NONHbIN NpoduUnb Cﬁh HORN |]|D
Thread Milling (internal) Full profile

NnactuHa 31 3 '
Insert

Lar Pitch 1,5-4,5 mm

@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M313
Type

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue P E s Ds v | v
Part number % 2

< |
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 Hegenw/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpUMeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUrogHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMNaB C MNOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa
Dimensions in mm Carbide grades

G36



Pe3bbodpesepoBaHue (BHyTpeHHee)
NOSIHbIN Npodunb Cﬁh HORN |]|D
Thread Milling (internal) Full profile

MnacTtuHa 313 e /¥‘H) ™
Insert

Yucno HATOK Ha Atonm Threads per inch 6/8/11
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

\. S/

ans opesepHOro XBOCToBMKA
for Milling shank

Twn M313
: Type
Lo
| O
Lo 1
o=
' 3 x,,k{.i"l _‘If__:———l,l_ '
; e \ TpybHas pesbba ButBopTa no
XBOCTOBUK ¢hpesbl DIN ISO 228; (259) 1 2999
Moka3aHo npaBoe UCMNOMNHeHe UML) e WIERE £ e (DI
) ) P ) ) ISO 228;(259) and 2999
Picture = right hand cutting version
O6o3HayeHune TPI E s Ds
Part number
313.5506.02 6 3,0 59 21,7
313.5508.02 8 3,6 5,9 21,7
313.5511.02 11 4,0 59 21,7
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / 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

G37



Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

MNnacTtuHa 613 - /¥‘r ™
Insert
!

Lar Pitch 1-4,5 mm
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

- J

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M313

D Type

Sh—

: 1
= \XBOCTOBWK (ppesbl

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune 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 Hegenu/ 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 CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBE€pAoOro cnnasa
Dimensions in mm Carbide grades

G38



Pe3bbodpesepoBaHue (BHyTpeHHee)
NOSIHbIN Npodunb Cﬁh HORN ﬂh)

Thread Milling (internal) Full profile

MNnacTtuHa 61 3 17 ~\
Insert
]
Yueno HUTOK Ha AtoiiM Threads per inch 11 \MM
@ pexyLuen KpoMKM Cutting edge @ 21,7 mm

\. S/

Ons opesepHOro XBOCToBMKA
for Milling shank

i
éﬁ&% Tan  M313
AN Type

> K
hEH V!
— 'Ll‘_{i< o
1 o r[( ;‘K-'—ﬂ..___T_XBOCTOBMK chpesbl Tpy6Has pe3bba ButsopTa no

DIN ISO 228; (259) n 2999
n Whitworth pipe thread as per DIN
OKasaHo NpaBoe WUCMONHeHne ISO 228;(259) and 2999

Picture = right hand cutting version

O6Go3Ha4yeHune TPI E s Ds
Part number
613.5511.02 11 34 54 21,7

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

G39



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M328/SM328

lMnacTtuHa
Insert

328/628

G40

CtpaHuua/Page
G42-G44

CrtpaHuua/Page
G46, G48

N
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M328

Pe3bboHape3Hasn ¢ppesa Thread Milling Cutter
(ansa BbinonHeHus kpyroeon (by circular interpolation)
UHTepnonauum)

from Cutting edge @ 27,7 mm
@ pexyLlen KpOMKM OT 27,7 MM

G41



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBMK ¢ppe3bl M328

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

|
& 4

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
|1
[= el o Ds Twn 328
DING6535HA — - Type 628
!
o] I | A
A ° \ § @/ :
AN
[NokasaHo npaBoe UcCnoriHeHne
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 Pasmepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

Kopnyc ¢pesbl ¢ 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 3aTsKKM BUHTOB CM. TEeXHUYeckune pekomeHgauunn.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.17T20P T20PQ

G42



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBOCTOBMK ¢ppe3bl M328

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

| -

DIN6535HA _ 9Ds _
| - -
. | ' P W Y
4 ol . -y
{ B '
[ Q 1
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune d l
Part number
M328.0020.10A 20 250
[pyrve pasmepsbl - No 3anpocy. Pa3mep Ds cm. pexyLuyto nnactuHy
Further sizes upon request Ds see inserts

MpumeyaHue ana 3akasa:

Ana nnacTuHbl

for Insert
Tvn 328
Type 628

dopma

Form

A

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

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 3aTSKKM BUHTOB CM. TEeXHUYeCcKne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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)

XBOCTOBMK ¢ppe3bl SM328

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

|
& 4

Matepuan xBocToBuMKa: TBepAbI cnnae, obecneynBaeT XopoLUy BUOPOYCTOMYNBOCTb

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

| for Insert
o ] -—
@Ds
DIN6535HB e T 308
\ - ?
- %l | _—,i&%l Type 628
- I
B S :
DIN 6535HE
AR
\ = _Dcn
|
! E Q ,
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d I, 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 E
SM328.0020.07E 20 160 25 15 E
SM328.0020.08E 20 200 - 20 E
Opyrne pasmepbl - N0 3anpocy. Pa3amep Ds cMm. pexyLuyto nnactuHy Pasmepbl ykasaHbl B MM.
Further sizes upon request Ds see inserts Dimensions in mm

I'IpwmeanMe AnA 3aKasa:

Kopnyc ¢pesbl ¢ 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 3aTSXKK1 BUHTOB CM. TeXHMYeCcKne pekoMmeHgaunm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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, meTpryeckass pesbba Tun 328, 628
Partial profile, metric type 328, 628

Warpicn P | 1,0 |(1,25)] 15 |(1,75)] 20 | 25
HomuHanbHbIN agnameTp / Nominal diameter
Tun / type 328 /| Ds 27,7

fi*

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 gnameTp / 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 ButsopTta Tun 328, 628
Full profile, Whitworth type 328, 628

= YMcno HUTOK Ha 11
— Ao/ tpi
HomuHanbHbIN gnameTp / Nominal diameter
Twun / type 328 / Ds 27,7
328.5511.02 | G1%"
Tun / type 628 / Ds 27,7
628.5511.02 | Gi%e"
BHumaHue:

Ecnu HoMuHanbHbIN anameTp pe3bbbl OyaeT MeHbLUe YeM pekoMeHAYEeMbIN, TO 3TO NpuBeaeT K
OTKITOHEHUIO POPMbI NpoduIst 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)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactunHa 328

Insert
LWar Pitch 1-6 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M328
Type SM328

MeTpuueckas pesbba
Metric ISO thread

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune P P E s Ds W | 5| W
Part number (7) & 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 Hepnenun/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

MnacTtuHa
Insert

328

Threads per inch 11
Cutting edge @ 27,7 mm

Yucno HATOK Ha Atonm
@ pexyLuen KpoMKM

\

S u-, =
(T, : 0
iy 7 \1-»'

XBoCTOBUK hpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune TPI E
Part number
328.5511.02 11 3,9

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

4 /\‘H) N

\. S/

Ons opesepHOro XBOCToBMKA
for Milling shank

Tun M328
Type SM328

TpybHas pesbba ButBopTa no

DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

5,95 27,7

Mapku TBEépAOrO cnnasa
Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
HenosHbINn npocpunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactunHa 628

Insert
Lar Pitch 1,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 27,7 mm

ans ope3epHOro XBOCToBMKA
for Milling shank

Twn M328
Type SM328
i X
I i ( \\\\ w
L o) \.m
| . --""xl— ————
\XBOCTOBUK hpesbl MeTpudeckas pesbba
Metric ISO thread
[MokasaHo NpaBoe NcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue P P E s Ds
Part number
628.1525.01 1,5 2,5 4,8 6,00 27,7
628.3050.01 3,0 50 3,7 5,75 27,7
628.5060.01 5,0 6,0 3,2 5,75 27,7

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 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)

NOSIHbIN Npodunb
Thread Milling (internal) Full profile

(ph HORN pi»)

MnacTtuHa
Insert

628

Threads per inch 1
Cutting edge @ 27,7 mm

Yucno HATOK Ha Atonm
@ pexyLuen KpoMKM

\XBOCTOBUK chpesbl

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune TPI E
Part number
628.5511.02 11 3,9

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM.
Dimensions in mm

4 /\‘H) N

\. S/

Ons opesepHOro XBOCToBMKA
for Milling shank

Tun M328
Type SM328

TpybHas pesbba ButBopTa no

DIN ISO 228; (259) n 2999
Whitworth pipe thread as per DIN
ISO 228;(259) and 2999

5,85 27,7

Mapku TBEépAOrO cnnasa
Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBUK (hpesbl

Milling shank

M332

MnactuHa

Insert

632
Ctpanunua/Page
G54
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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 MHTEpPNonsumnmn)
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 hpe3bl M332

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

MaTepuan XxBoCTOBMKA: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb

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

for Insert
y @Ds
[ Twn 632
° T
- - ype
- DINE535HA
8
g
Siy
e _— ‘
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d , 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 pasmepbl - No 3anpocy. Pasmep Ds cM. pexyLuyto nnacTuHy Pasmepbl ykazaHbl 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 3aTSXKKM BUHTOB CM. TexHU4Yeckmne pekoMeHaaumm.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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/picnP | 25 | 30 | 35| 40| 45|50 55 60
@ HoMUHanbHbIN AameTp / Nominal diameter
Tun / type 632 / Ds 31,7
632.2545.01 42 | 242 | 246 | 242 | 242
632.4060.01 >46 | 246 | 246 | 246 | 246
BHumaHue:

Ecnv HoMMHanbHbIM anameTp pe3bbbl 6yaeT MeHblUe YeM peKoMeHAyeMbll, TO 3TO NpuBeaeT K
OTKITOHEHMI0 hopMbl MPOdUs pe3bbbl BO BpeMsi hpe3epoBaHus.

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 nNpocunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

NMnactuHa 632

Insert
Lar Pitch 2,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 31,7 mm

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun M332
Type

XBOCTOBUK e3bl
XBOCTOBMK (ppesb! MeTpuueckast pesbba

Metric ISO thread
[Noka3aHo npaBoe UCnoriHeHne

Picture = right hand cutting version

O6Go3Ha4yeHune B P oo 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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBE€pAoOro cnnasa
Dimensions in mm Carbide grades
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(ph HORN pill)
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

M275

HacapgHasa cdpesa
Arbor Mounted Cutter

M275

CMeHHas nnactuHa
Indexable insert

RS275

G56

CrtpaHuua/Page
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

M275

Pe3bboHape3Hasn c¢pe3a Thread Milling Cutter
(dbpesepoBaHue no (by circular interpolation)

KPYyroBom MHTEpPNonsumnmn)
from Cutting edge @ 31 mm

@ pexyLuen KpoMkm oT 31 Mm
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

XBOCTOBMK ¢ppe3bl M275

Mllllng Shank C BHYTPEHHUM 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)

- It - ——wh
DIN1835A
T ! .
)
£ o
q )
\ .
[NokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Z Ds d
Part number
M275.031.D25.3.04A 4 31 25

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

MOMEHT 3aTSKN BUHTOB CM. TEXHUYecKne pekomMmeHgauunn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.510T10P T10PL

G58

anda CMEHHOW NnacTuHbI
for Indexable insert

Tun S275
Type RS275

) A

125 4°

Pa3smepbl ykazaHbl B MM.
Dimensions in mm



Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal)

(ph HORN pi»)

Ppe3a
Milling cutter

@ pexyLuen KpoMKM

Cutting edge @

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

M275.0038.A16.05
M275.0048.A22.08
M275.0058.A27.10
M275.0078.A32.14

- I'C’P1 o g
Qg @
]
1 '
Z Ds
5 38
8 48
10 58
14 78

[pyrve pasmepsbl - o 3anpocy.

Further sizes upon request

h

2

32,7
36,7
42,2
49,7

38/48/58 /78 mm

h

33,0
37,0
42,5
50,0

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

3anacHble YacTu

Spare Parts
®pesa
Milling cutter
M275.0038.A16.05
M275.0048.A22.08
M275.0058.A27.10
M275.0078.A32.14

M275

C BHYTPEHHUM NOABOAOM COX
with through coolant supply

13,5
18,5
22,0
33,0

32,0
40,5
48,0
58,0

3axumMHon BUHT | Knrou Tun TORX PLUS®

Clamping Screw
3.510T10P
3.510T10P
3.510T10P
3.510T10P

TORX PLUS® Wrench

T10PL
T10PL
T10PL
T10PL

anda CMEHHOW MnacTuHbI
for Indexable insert

G d,
5,6 32,0
6,3 40,5
7,0 50,0
8,0 70,5

Pa3mepbl ykasaHbl B MM.

Tun S275
Type RS275
d, [l I8 b
16 18 22,7 8,4
22 20 24,7 10,4
27 22 27,2 12,4
32 25 36,7 14,4
Lan6a BuHT
Washer Screw
020.0813.3438
10.5.433 10.25.912
12.30.912

Dimensions in mm
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O630p nporpammbl pesbb6ocpesepoBaHus Cﬁh HORN [il1)

Thread Overview

Bbi6op pe3b60BbLIX NNacTuH Tun S275

Selection for thread inserts
type

HenonHbii npodunb, meTpudeckasi pesbba Tun S275
Partial profile, metric type S275

» War/picnP | 1,5 | 20 | 25 | 30 | 35

P

HomuHanbHbI agnameTp / 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:

Ecnu HoMuHanbHbIN aAnameTp 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 nNpocunb Cﬁh HORN |]|D
Thread Milling (internal) Partial profile

CMeHHas nnacTtuHa RSZ75 y- ~

Indexable insert

Lar Pitch 1,5-3,5 mm

& .

Ons ope3epHOro XBoCToBMKa
for Milling shank

Tun M275
Type

4
by

MeTpuueckas pesbba

Metric ISO thread
R = nokasaHo npaBoe UCNoJIHeHne

R = right hand version shown

O6Go3Ha4yeHune B P E s
Part number
RS275.1535.01 1,5 BI5 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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

XBOCTOBUK (hpesbl
Milling shank

380

G64

®pesa
Arbor Mounted Cutter

380

CMeHHas nnactuHa
Indexable insert

314

CtpaHunua/Page
G67
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Pe3bbodpesepoBaHue (BHyTpeHHee)
Thread Milling (internal) Cﬁh HORN I]h)

380

Pe3bboHape3Hasn c¢pe3a Thread Milling Cutter
(Ppe3epoBaHue no (by circular interpolation)

KPYyroBom MHTEpPNonsumnmn)
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
AN CMEHHOW NNacTuHbI
; for Indexable insert
-.._2_3_.. Tvn 314
il Type
III ‘gi
= ..._._._._\_-.I._.____.._._. o
N S
ﬁ’——ﬂ
| E

[MokasaHo npaBoe ucnonHeHne
Picture = right hand cutting version

O603Ha4yeHue VA Ds d I, d, b A dopma

Part number Form

380.0044.03A 5 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. Pa3amepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKN BUHTOB CM. TeXHMYeCckmne pekoMeHaaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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)

Ppes3a 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

h
2 L--ﬂ Tun 314
..|1.. - Type
=1
LO_J i
0| — I T .U“"E_DN
E[Q.;. < Sy
o
- 1
dEE
|2
- h -—

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6o3HayeHune Z Ds b h, h d, I, I, A d,

Part number

380.0063.05 ® 63 5 39,6 40 22 20 27,6 10° 51
Opyrue pasmepsl -no 3anpocy. Pasmepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

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

3anacHble YacTtu

Spare Parts
®pesa 3aXXMMHOM BUHT | BUHT Knou Tun TORX PLUS® | LLlai6a
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, meTpudyeckas pesbba Tun 314
Partial profile, metric type 314

» War/picnP | 1,5 | 20 | 25 | 30 | 40 | 50 | 55 | 60
O 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 =70 270 =70
R314.2140.01 =95
R314.3260.01 2110
R314.4060.01 =88 >80

BHumaHue:

Ecnv HoMuHanbHbIN aAnameTp pe3bbbl OyaeT MeHbLUe YeM peKOMeHAYEeMbIN, TO 3TO NpuBeaeT K
OTKITOHEHMIO opMbI Npodursi 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 pi»)

CmeHHas nnacTuHa 314
Indexable insert

Lar Pitch 1,5-6 mm
@ pexyLuen KpoMKM Cutting edge @ 44 / 63 mm

A
—

—

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6o3HaueHune B P o E
Part number

R314.1535.01 1,5 3,5 3,3
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 [lo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMSA / uncoated grades
TBEPAbIN CNnaB C NOKPbITUEM / coated grades
I c Hanamkon/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

-

ans opesepHOro XBOCToBMKA
for Milling shank

Tun 380
Type 380...IK

MeTpuueckas pesbba
Metric ISO thread

s Ds
5,45 44
5,45 44
5,45 44
5,45 63

» » » » TN35

Mapkun 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 MHCTPyMeHTa
Tools description

WHcTpymeHTanbHas

cuctema HORN
Tooling system HORN

WHcTpyMeHTanbHble cUCTeMbI ANs TPaAULIMOHHON 3y6006paboTku
Existing catalogue tools for conventional gear machining

mom0,5d0 3/
upto 3

LinnmuHapuyeckue 3yGuatble koreca ¢ 9BONIbBEHTHBIM 3alLlenfieHneM, YICToBas

obpaboTka
Cylindrical gears with involted flanks, for finishing

MnactuHa and ombm@o._.xs KaHaBOK C NMOSHbIM
npocunem 3yda
Groove milling insert full profile

613; 628; 632; 635

(ph HORN pi»)

Es:s:hbscmoxsm w<@cmdu_m Koneca, w<@Lm.:u_® Basbl; YePBAYHbIE Ballbl, YACTOBAA

HacagHas cpesa > Ds 80

ining

Ao / bzl m, 4 om.ummod& — Arbor mounted milling cutter M279
Cylindrical gears, gear shafts, worm shafts, finishing
3yboHapesanue, apyrie npodhuny no 3anpocy HacagHas ¢pesa Ds 963; 280
no/uptom 6 _ o M121
n Gears, further profiles upon customers request Arbor mounted milling cutter
®pe3epoBaHKe C BbICOKOI NoAayei u konupoBanbHoe hpesepoBaHue
High feed milling and Copy milling
Ds 6 - 316 KoHueBas dpesa
ot /fromm 7 -20 . Endmil DSDS
NPEeVMYLLECTBEHHO YEPHOBOE PPe3epoBaHIE / recommended for rough milling
Ds 910; 912; 916; 220 Pexywias ronoska
m 20-30 . Cutter Head DGH
n NpeyMyLLECTBEHHO YEPHOBOE Ppe3epoBaHue / recommended for rough milling
B 3aBucumoctu ot Ds 210: 12: 316: 20 _Umv.QE_mm_ ronoska
moayns . . Cutter Head DGK
. uncToBas 06paboTka OKPYKHOCTU BNagWH / Finishing of root circle
depending on module
Ds 210; 12; 916 _Umv_QE_mm_ ronoBka
m 5- 30 oL, 0 . Cutter Head DGFF
I (bpesepoBaHue C LeNbHO yaaneHus 3ayceHues ¢ npothuns 3yobes / deburring of tooth flanks
Ds 212 10 225 ®pesa ans pesepoBaHus C BbICOKO nogaveit
m, 20 - 30 A . High feed milling cutter DAHM.25
yepHoBoe dpesepoBaHue | for rough milling
Ds 220 bis 263 ®pesa ans hpesepoBaHns C BbICOKOI Nogavei
m, 25-30 . High feed milling cutter DAHM.37
yepHoBoe hpe3epoBaHue / for rough milling
Ds 210; 12; 816; 220 Pexyuas ronoska
m_>30 . o Cutter Head DGVz
n uncToBOE (hpesepoBaHmne Npodouneit 3yobeB / finishing of tooth flanks
U3rotoBneHue _.__uo%s._._m u<m_uow nocpeacTBoMm npouecca aonbneHus
Tooth shape machining with broaching process
[pyrve npocunu no
3anpocy BHelLHee 1 BHyTpeHHee 3yboHapesaHue, NpsMoe 1 B BUAE CriMpanu Cuctema gonbnenus H117 S117
further profiles upon External and internal toothing, straight and helical form Broaching system
customers request

3yb6o006paboTka
Gear Mach

H2



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

o )

PpesepHble NNACTUHbI ANA LUIMHAPUYECKUX 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]
McxopHbii npoduns (3ybyaton penku) | WnivueBoe 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, =40 608 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
MnactunHa
Insert
613/628/632/635
CtpaHuua/Page
H6-H10

*z (Kon-Bo 3y6beB LMnMHApUYeCcKoro
3yb4yaToro 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
pPexXyLwmMmMmm KpoMmKamm 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 il %

Insert

MpodunbHas 3ybopesHas dpesa Ans LUMNMHAPUYEecKx 3ybyaTbix Konec ¢
9BOJIbBEHTHbIM 3auenneHnem cornacHo DIN 867, ucxoaHsin npocunb (3y6yaTon
peikn) 1 cornacHo DIN 3972 gnsi ynctoBoi 06paboTku, koadhrUmMeHT 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 \ /

ans ope3epHOro XBOCToBMKA
for Milling shank

¥ Tan  M313
d Type

Hame pUTENBEHaA NOBEPXHOCTbL
/ Measuring surface

Yron gasnexus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen z. Z = S b Ds ITe)
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 1.1 5,7 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 1.1 5,7 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 1,1 5,7 1,1 21,7 A
613.3972.050.7 0,5 55 134 1,1 5,7 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 5,7 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 5,7 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 Hegenu/ 4 weeks x INo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHMe / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H6



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 613 il %

Insert

MpodunbHas 3ybopesHas dpesa Ans LMnMHApUYeckmx 3ybyaTbix Konec ¢
3BOJIbBEHTHbIM 3auenneHnem cornacHo DIN 867, ucxoaHsin npodunb (3y6yaTon
peikn) 1 cornacHo DIN 3972 gnsi ynctoBoi 06paboTku, koadhrUNEHT 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 \ /

ans ope3epHOro XBOCToBMKA
for Milling shank

¥ Tan  M313
d Type

Hame pUTENBEHaA NOBEPXHOCTbL
/ Measuring surface

Yron gasnexus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogaynen 2 Z = S b Ds ITe)
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 5,7 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 5,7 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 5,7 2,7 21,7 A
613.3972.125.7 1,25 55 134 25 5,7 2,8 21,7 A
613.3972.125.8 1,25 135 999 2,5 5,7 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 2,5 5,7 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 2,5 5,7 3,3 21,7 A
613.3972.150.5 1,50 26 34 2,5 5,7 3,3 21,7 A
613.3972.150.6 1,50 35 54 2,5 5,7 3,3 21,7 A
613.3972.150.7 1,50 55 134 2,5 5,7 &3 21,7 A
613.3972.150.8 1,50 135 999 2,5 5,7 3,3 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
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

H7



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 628 il %

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHoi npodunb (3ybuaTon
perikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTku, koadhhUUMEHT 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 \ /

ans ope3epHOro XBOCToBMKA
for Milling shank

¥ Tan  M328
d Type

Hame pUTENBEHaA NOBEPXHOCTbL
/ Measuring surface

Yron gasnexus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen Z Z = s toox Ds ITe)
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 34 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 34 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 55 134 34 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 34 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 34 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 34 7,45 4.4 27,7 A
628.3972.200.7 2,00 55 134 34 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 NpUMeEHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 632 il %

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHoi npodunb (3ybuaTon
perikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTku, koadhhUUMEHT 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 \ _/

ans opesepHOro XBOCToBMKa
for Milling shank

ﬁ Tun M332
Type

Hame pUTENBEHaA NOBEPXHOCTbL
/ Measuring surface

Yron gasnexus 20°
Pressure angle 20°

O6o3Ha4YeHne Mogynen Z Z = S toox Ds ITe)
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
TBEPAbIN CMnaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades

H9



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

MnactuHa 635 il %

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHoi npodunb (3ybuaTon
perikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTku, koadhhUUMEHT 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 \ /

I ans ope3epHOro XBOCToBMKa
vV for Milling shank

!|| | Tun M335
'[ : Type

N3amepuTenbHas noBepxHOCTb
/ Measuring surface

w |~ = : Yron gaenexus 20°
i _\@ | == w' Pressure angle 20°

O603HayeHue Mogynew z . z E, s t o Ds 0
Part number Module g

<
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 55 11,9 54 34,7 A
635.3972.250.2 2,50 14 16 55 11,9 54 34,7 A
635.3972.250.3 2,50 17 20 55 11,9 5,4 34,7 A
635.3972.250.4 2,50 21 25 55 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 CEE 55 1.8 57 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 55 11,9 5,8 34,7 A
635.3972.275.3 2,75 17 20 5,5 11,9 5,8 34,7 A
635.3972.275.4 2,75 21 25 55 11,9 59 34,7 A
635.3972.275.5 2,75 26 34 55 11,9 59 34,7 A
635.3972.275.6 2,75 35 54 5,5 11,9 6,0 34,7 A
635.3972.275.7 2,75 55 134 55 11,9 6,1 34,7 A
635.3972.275.8 2,75 135 999 55 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 55 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 55 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 5,5 119 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 5,5 11,9 6,6 34,7 A

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUIroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMNaB C NOKPbITUEM / coated grades
I ¢ Hanarkon/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa
Dimensions in mm Carbide grades
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®dpesepoBaHue 3y6bLeB Cﬁh HORN i)

Gear Milling

HacagHas cdpesa

Arbor Mounted Cutter

M279
CtpaHuua/Page
H14

MnactuHa

Insert

RS279
CrtpaHuua/Page
H15-H16

H12



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

HacapgHasn dpesa Arbor Mounted Cutter
C NJTAaCTUHOMN with Inserts

ansa moaynen 3,25 -4,0 for Module 3,25 -4,0

H13



PpesepoBaHUue 3yobLeB
Gear Milling Cﬁh HORN I]h)

HacapgHas c¢pesa M279 dl .
Arbor Mounted Cutter

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 100 mm

- J

OTBepcTUe 1 WNoHO4YHbIN na3 no DIN 138

Cutterhole and cross keyway as per DIN 138
Ana nnactuHbl

for Insert
Twn RS279
- h - Type
A i
o0l 7 . g o
T M~ < | T O S U = ] .
(SRR — | 88
it | by o
| |
M279.0100.A32... L eDs - M279.0100.A32.2...
[MokasaHo NpaBoe UcnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z 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
MoOMEHT 3aTsKKM BUHTOB CM. TeXHUYEeCKMe pekoMeHaauumm.
For torque specification of the screw, please see Technical Instructions.
3anacHble yacTu
Spare Parts
HacapgHas cpesa LWecTurpaHHbIN kntoy | 3axxnmHon BUHT | Kntou 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 il %

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHoi npodunb (3ybuaTon
perikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTku, koadhhUUMEHT 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 \ /
ans dgpesbl
for Arbor mounted cutter
16
— l — ; ) Tvn M279
| 4 ' P .II . \ Type
Al R 2
L. ) ‘“‘-_' £ _._-— st Al [- 1 E
A =B ?,D,MH pag B =B OBa paga
= single-row = IWOo-row
AT = L
’ o ~ 2
Ca ]l F D I
RN S . 4
\OﬂOpHaﬂ CTOpOHa
Blockside
Yron gasnexus 20°
Pressure angle 20°
O603Ha4yeHue Mogaynen 2 Z o E, s t o VA 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 ©,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 59 134 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 o825 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 6,25 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 Hepnenn/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHEHNe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanaiikoi/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 il %

Insert

MpodhmnbHasn 3ybopesHasn pesa 4na LMNMHOPUYECKMX 3yO4aTbIX KOMec ¢
3BOJSIbBEHTHbIM 3auennennem cornacHo DIN 867, ncxogHoi npodunb (3ybuaTon
perikn) 1 cornacHo DIN 3972 gnsi yuctoBo 06paboTku, koadhhUUMEHT 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 & /

‘—J Ans gpesbl

I —_ for Arbor mounted cutter
© J too
= 4 | \
D\ Al R < Tan  M279

i N — z —— [ -] Type
A =B OAWH pag B =B ABa paga
= single-row = IWO-row
gy NIt
‘\j Gl || | i Yron fasnenws 20°
= N, Pressure angle 20°
\OHOpHaSI cTOpOHa
Blockside
O6o03Ha4yeHue Mogynen Z. Z = 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 & 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 3,75 615 134 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 &5 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 4,00 515 134 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 npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHue / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnnaB 6e3 NoKpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanaiikoi/Cermet / brazed/Cermet
Pa3smepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades
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CDpe3b| AO5nA BbICOKUX noaaud
High Feed Milling Cﬁh HORN I]h)

CTtpaHuua/Page

KoHueBas cpesa H20
End Mil

DSDS
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¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling (ﬁh HORN I]h)

DS

KOHLEBAA ®PE3A DSDS End Mill DSDS
@ pexyLien KpoMku 6 - 16 Mm Cuttingedge @6 -16 mm

H19



KoHueBas dope3a ¢ ABOUHLIM pagnycom
End Mill double radius (ph HORN pi»

PekomeHayeTcsa Ana o6paboTKu ChipbIX cTaneun DS DS
Recommended material group Il - soft milling

4-x 3y6asi
4-fluted

- (A]
I 8
|
]
O6o3Ha4YeHne d, Meo I8 d, d, l, Z a, N~
Part number 53
|_
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 2,1 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 NpumeHeHwue / recommended
0 AnbTepHaTMBHOE NPUMEHEHME / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawikon/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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PpesepoBaHue 3yobLeB

Gear Milling

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

MDG

Pe>|<yu.|,a;| ronoBKa
Cutter Head

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

H22

CtpaHuua/Page
H24-H27

CTpaHuual/Page
H28, H33

CTpaHuua/Page
H29

CTtpaHuua/Page
H30

H31

CTtpaHuua/Page
H32

CTpaHuual/Page
H34

CTpaHuual/Page
H35



PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

DG

®pe3epHana cuctema DG Milling system DG

- ®pesepoBaHne OTBEPCTUI 1 NA30B - Centre cutting and groove milling
- CHATMe dhackn 1 LLeHTpoBKa - Chamfering and centering

- [lpodbmnnbHOEe dpesepoBaHmne - Copy milling

- ®pesbl AN BbICOKMX nogad - High feed milling
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

MDG

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

XBoCTOBUK 87° - Ond ncnonb3oBaHuA ¢ TepMonaTtpoHamMmu
Shank 87° - shrink fit

MaTtepuan xBocToBMKa: TBEpAbIA Cnnas
Material of shank: Carbide

! !
'D‘:L 2
8. 8
i i
I, N
O603Ha4yeHue d " I,
Part number
MDG.10.0012.87.01.A 12 85 19,7
MDG.12.0016.87.01.A 16 100 23,1
MDG.16.0020.87.01.A 20 100 29,6

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

Ha dpesepHbix xBocToBukax MDG10... pe3bba HE cermeHTuposaHa!
For toolholders MDG10... Please note the threads are NOT segmented.
3anacHble Yactu

7

-

“

|
b

Pemyu.l,aﬂ rorfioBKa
Cutter Head

Tun
Type

DGK
DGM
DGF
DGR
DGRR
DGFF
DGH
DGV
DGVzZ

d |

1 3

9,8 22
1,7 42
15,6 43

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kntoum n NpUHaOnNeXXHOCTU He BXOAAT B KOMMJIEKT NOCTaBKMN U OOJTKHbI 3aKa3blBaTbCA OTAESIbHO. ﬂop,po6Hy+o VIHCbOpMaLI,I/IPO

n HeOGXO}J,VIMbIe MOMEHTbI 3aTsDKKN CM. TexHu4eckme pexkomMmeHgaumm Ha CcTp. 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 BOCCTaHOBSEHbI B koMnaHun HORN .

Milling cutter shanks with damaged seating can be repaired by HORN.
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Ppe3epoBaHMe KaHaBOK
Groove milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

MDG

€ BHyTpeHHUM nogsoaom COX
with through coolant supply

XBocToBUK 89° - AN UICNONBb30BaHUSI C TEPMONATPOHaAMM
Shank 89° - shrink fit

MaTtepunan xBocToBMKa: TBEpPAbIA CNnas
Material of shank: Carbide

—-= 89°
Lt o
@ o OF B
| A
Ia
e -—
1
O6Go3Ha4yeHune d " I,
Part number
MDG.10.0012.89.01.A 12 115 23,5
MDG.12.0016.89.01.A 16 140 28,8

MDG.16.0020.89.01.A 20 160 37,2

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

Ha cpesepHbix xBocTtoBukax MDG10... pe3bba HE cermeHTuposaHa!
For toolholders MDG10... Please note the threads are NOT segmented.
3anacHble Yactu

Pemyu.l,aﬂ rorfioBKa
Cutter Head

Tun
Type

DGK
DGM
DGF
DGR
DGRR
DGFF
DGH
DGV
DGVzZ

d |

1 3

9,8 50
1,7 75
15,6 75

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Kntoum n NPpUHaOnNeXXHOCTU He BXOAAT B KOMMJIEKT NOCTaBKN U OOJTKHbI 3aKa3blBaTbCA OTAESNIbHO. I'Iop,po6Hy|o MH(bOpMaLI,I/IPO

n HeOGXO}J,VIMbIe MOMEHTbI 3aTsDKKM CM. TexHu4eckme pexkomMmeHgaummn 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 THE30M PEXYLLEN rOfOBKU MOIYTObITb BOCCTaHOBIEHbI 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

XBocTOBUK dppe3bl MDG - ~

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

XBocToBuk 90° - 4N UICNONb30BaHUSI C TEPMONATPOHaMM
Shank 90° - shrink fit b

MaTtepunan xBocToBMKa: TBEpPAbIA CNnas

Material of shank: Carbide
Pemyu.l,aﬂ rorfioBKa

Cutter Head
|2 Tun DGK
- -— = Type DGM
o ol DGF
—- il | DGR
ST DGRR
&! - ‘ DGFF
i A DGH
l, DGV
i - DGVzZ
O603Ha4yeHue d " 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. Pasmepbl yka3aHbl B MM.
Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocToBrkax 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 OTAEJTbHO. I'Ion,poﬁHyro VIH(*)OpMaLI,VIIO
1N Heo6X0aUMbIE MOMEHTbI 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 PeXyLLEl 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

XBOCTOBMK (hpesbl MDG ¢ =
Milling shank 6e3 COX

no coolant supply

BT
w] I .
XBocToBuk 90°- HE pEKOMEHAYETCS UCMOMb30BaTb C TEPMONATPOHaMM |
Shank 90° - not recommended for shrinking h
\_ 7
MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel
PexyLias ronoska
4 Cutter Head
- |2 -
(- -— Tvn DGK
1 Type DGM
! 2] DGF
: !
-1 DGRR
o DGFF
§ DGH
- | : - DGV
2 o 2 DGVZ
T i
l\ i 2
NSEl
i !
4
(o]
O603Ha4yeHue d , 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 44,3 11,7 1
MDG.12.ST16.90.01.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. Pasmepbl yka3aHbl B MM.
Further sizes upon request Dimensions in mm

Ha dpesepHbix xBocToBnkax 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 OTAEJTbHO. I'Ion,poﬁHyro VIH(*)OpMaLI,VIIO
1N Heo6X0aUMbIE MOMEHTbI 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.

XBOCTOBMKW C NOBPEXAEHHLIM FTHE3A0M PeXyLLElN rofioBK1 MOryTbbiTb BOCCTaHOBMEHb! B komnaHum HORN .

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

H27



dpesepoBaHMe yCTYNOB U Na3oB Cﬁh HORN i)

Corner and Groove Milling

PexyLian ronoBka DG F il r: N

Cutter Head

0
Q

PexyLuas ronoska ¢ gackomn
Cutter head with corner chamfer

\ 7

ans ope3epHOro XBOCToBMKA
for Milling shank

3 Tvn MDG
I Type
-1

o 5
Q

¢
d

SW

bx45° pexyLuasi KpoMKa ¢
nepekpbITMeM LeHTpa
face cutting edge cutting

[Noka3aHo npaBoe UCnoriHeHne
across centre

Picture = right hand cutting version

O603Ha4yeHue Cucrema 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 5,5 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 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I c Hanamkon/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
PexyLian ronoBka DG FF il ™
Cutter Head
=]
Yron cpackn Angle of chamfer 45 °
Ansi ppesepHOro XxBoCToBMKa
for Milling shank
|3
Tvn MDG
| Type
2
P}
w _ [xt]
Ql o B b
Ql o
SW pexyLas KpoMka 6e3
nepeKkpbITna LeHTpa
MokasaHo nNpaBoe UCMOMHeHVe not face cutting
Picture = right hand cutting version
O6o3HayeHune Cucrema SW VA Ds d, l, l, d, o
Part number System g
<
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 5,0 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 19,3 515 1 A
DGFF.6.16.45.00 DG16 13 6 16 15,6 24,8 7,5 1 A
A co Cknapa /onstock A4 Hepnenu/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpuUMeHeHune / recommended
0 AnbTepHaTUBHOE NpUMeHeHNe / alternative recommendation
- HENPUrogHbIN / 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 Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

Pexyuiasa ronoska DGH (’ N\
Cutter Head

PexyLuas ronoska ¢ pagmycom 4@

Cutter head with corner radius k /

ans ope3epHOro XBOCToBMKA
for Milling shank

3 Tun MDG
| Type

h%]

theo
pexyLias Kpomka 6e3
nepexkpbITUA LeHTpa
face cutting edge not cutting

[MokasaHo npaBoe McnonHeHne across centre

Picture = right hand cutting version

O603Ha4yeHue Cucrema SW VA d, d, I, I, 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 NoKpbITMSA / uncoated grades
TBEPAbIV CMnaB C NOKPbITUEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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MpodmnbHoe ppesepoBaHme
Copy Milling Cﬁh HORN ill)

PexyLuiasa ronoBka DGK 7 - .
Cutter Head =

LLlapoBasi opesa 180°
Ballnose milling head 180°

& J

ANs hpesepHOro XBoCTOBYKA

I for Milling shank
o 3 -
Tun MDG
Type
™)
O
Q
pexyLas Kpomka ¢
nepekpbiTuemM LeHTpa
face cutting edge cutting

[MokasaHo npaBoe McnonHeHne across centre
Picture = right hand cutting version

O603Ha4yeHue Cucrema SW VA d, d, r l, I8 o

Part number System %

<

DGK.2.10.1000.00 DG10 8 2 10 9,8 5 16,8 OhS) 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 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / 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

H31



dpesepoBaHMe yCTYNOB U Na3oB Cﬁh HORN i)

Corner and Groove Milling

Pexyuwiasa ronoeka DG M il = L |

Cutter Head | -
o
or
MHoOrosy6asi % AA
multiple fluted k /J
ans ope3epHOro XBOCToBMKA
I for Milling shank
3 Tvn MDG
I Type
—-42’-—
f]
-— lap)
© (@) ©
Q Q
r SW pexyLias Kpomka 6e3
nepeKkpbITna LeHTpa
face cutting edge not cutting

Moka3aHo npaBoe MUCMOMNHeHNe FETOES CETITE
Picture = right hand cutting version

O603Ha4yeHue Cuctema SW VA 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 Hepenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / uncoated grades
TBEPAbIV CNNaB C NOKPbITUEM / coated grades
I c Hanankon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
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dpesepoBaHMe yCTYNOB U Na3oB Cﬁh HORN i)

Corner and Groove Milling

Pexyuwiasa ronoeka D G R il == k!
Cutter Head L -
)
j%
PexyLuas ronoska ¢ pagmycom AL
Cutter head with corner radius k /
ans ope3epHOro XBOCToBMKA
I for Milling shank
| 3 Tvn MDG
Type
|
| I {
o= (2]
@) - O ©
Q Q
r \— pexyLas Kpomka ¢
nepekpbiTuemM LeHTpa
face cutting edge cutting
Moka3aHo npaBoe MUCMOMNHeHNe E RS EElTE
Picture = right hand cutting version
O603Ha4yeHue Cucrema SW VA d, d, r l, l, o
Part number Cuctema g
<
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 3 12 1,7 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 5 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
- HENPUIrOAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIN CMaB C MNOKPbITMEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpLOro cnnasa
Dimensions in mm Carbide grades
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YepHoBoe hpe3epoBaHuMe
Roughing End Milling Cﬁh HORN I]h)

PexyLuiasa ronoBka DGRR ' — B
Cutter Head

PexyLuas ronoska ¢ gackomn
Cutter head with corner chamfer

o 4

ans ope3epHOro XBOCToBMKA
for Milling shank

RV . R Tun MDG
I | Type

bx45° \ SW

pexyLan Kpomka ¢
nepekpbITMeEM LeHTpa
face cutting edge cutting

[MokasaHo npaBoe McnonHeHne across centre

Picture = right hand cutting version

O6o3HayeHune Cuctema SW Z d, d, I, I, b o
Part number System g
<
DGRR.3.10.1000.00 DG10 8 8 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 55 0,3 A
DGRR.4.12.1200.00 DG12 10 4 12 11,7 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 ) 20 19,5 30,3 12,0 0,5 A
A co Cknapa / onstock A4 Hepnenn/ 4 weeks X [No 3anpocy / upon request
e OCHOBHOE NpuUMeHeHune / recommended
0 AnbTepHaTMBHOE NpUMeHeHNe / alternative recommendation
- HENPUroaHbIN / 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 CKPYrneHUN Cﬁh HORN fil1)

Corner Rounding

Pexyuiasa ronoska DGV 7
Cutter Head e &I
BorHyTbIi pagunyc Radius concave 0,2-3 mm
.

Ons opesepHOro XBOCToBMKA
for Milling shank

Tvn MDG
50 Type

oDs
ed,
T
o [
0d3

pexyLas KpoMka 6e3

NepPEKpbITUS LIeHTpa
MokasaHo NpaBoe UCMOMHeHVe not face cutting
Picture = right hand cutting version

O603Ha4yeHue Cucrema SW VA Ds d, r I, d, o
Part number System g

<
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 5,0 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 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHue / alternative recommendation
- HENPUrOAHbIN / not suitable
TBEPAbIN cnnae 6e3 NokpbITUS / 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
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Pexumbl pesaHus
Cutting data Cﬁh HORN I]h)

PekomeHayemasi CKOpoCcTb pesaHust
recommended cutting speeds

Marepuar TBepAOCTE  (peseposatme ®peaepoBaHme dpeaepoBaHme MpoduribHoe
Material Hardness Brinell ycTynos YCTynoB nasos hpesepoBaHie
(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
Yrnepoaucras cranb
Carbon steel 04%C 180 220 160 140 320
0,6%C 200 200 140 130 300
OTOMoKEHast
TNerupoBaHHas cTanb led 180
Aloyed steel — 200 150 130 280
3akanka
280
quenched
BbIcoKonerposaHHast OTOXOKEHas 200
cTanb gl 140 100 90 180
high alloyed steel 3aKaneHHas
(>5%) hardened
HemnervpoBaHHoe 180
CranbHoe nuTbe unalloyed 170 130 120 280
Cast steel nernpoBaHHoe 220
alloyed
M MapTeHCUTHas,
eppuUTHas 200
HepxageloLuast cTank ?ar?eemsitic ferritic 150 90 80 180
Stainless steel -
ayCTeHUTHas 180
austenitic
C HW3KMM Npesernom
TEKy4eCTn 180
YyryH low tensile strength 230 190 170 280
Castiron C BbICOKVM MPesernom
TeKy4ecTn 250
high tensile strength
UyryH co Q)QppMTHbM 160
ccheponansHbIm feritic 220 160 140 300
rpajutom ) MEepANTHbIN 250
Spheroidal graphite cast iron peritic
heppUTHbIN 125
KoBKui uyryH feritic 220 160 140 320
Malleable cast iron NePRUTHbIA 295
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 N0CTaBKe 80
ATIOMAHIEBOE NUTLE not heat treatable
600 200 180 600
Al-cast-alloy YPOYHEHHbIE 100
heat treatable
B MOCTaBKe 90
Cnnasbl Meay notheat reatable 600 200 180 600
Copper-alloy YMPOYHEHHbIE 100
heat treatable
S OTONOKEHBIN 200
YKaponpouHbIii crinas ieas 80 60 50 80
Heat resistant alloy (Fe) 3aKaneHHbIN 275
hardened
OTOMOKEHbIN
250 45 35
YKaponpouHbIii 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  KoMGBUHMpPOBaHHbIN [MHaMoMeTpUYEeCKu rae4HbIn KoY
System Torque for setting Kroya KrkoY Torque wrench
Nm Wrench size Combination wrench
swW MpuMeHeHMe [nanasoH AN Menkmx
P M3MepeHni cepuii
Application Effective range  for small series
DG10 10 8 S.DGI012 D.DG1001 D0525VK
’ 5-25Nm
DG12 14 10 D.DG1201 D1050VK
10 - 50 Nm
DG16 25 13 S.DG1620 D.DG1601 D20100VK
DG20 35 17 DEEmny | AU Ui

PykoBoacTBo Mo cbopke

1. OunCTUTL NOCa0YHOE THE30 B XBOCTOBMKE M OTBETHYIO YaCTb B PEXYLLEN FONOBKE.

2. 3axkaTb XBOCTOBMK (hpe3 B MPUCNOCOBIEHNN.

3. HaHectn cmasky B ob6rnacti pe3bbbl, KOHYCHOW U NIOCKON KOHTAKTHON NOBEPXHOCTW PEXYLLEN FOIOBKM.

4. BCTaBUTb PEXYLLYHO FONMOBKY B XBOCTOBUK B COOTBETCTBUW C MapKUPOBKOW U BPYYHYHO NOBEPHYTL ee -OcTopokHO!
OnacHocTb TpaBMUpoBaHus!

5. 3aTsHyTb pexyLLyo rofoBKy B XBOCTOBUKE C COOTBETCTBYHOLLMM MOMEHTOM 3aTSPKKW, UCTIONb3YS
OVHaMOMETPUYECKUI raeyHbIi KIHou.

Mprmeyvanus:

Vcnonb3oBaHue cmasku CHKaeT TPeHVe MeXay PEeXyLLEN rofioBKOM 1 XBOCTOBUKOM. [INs AOCTVPKEHUST BbICOKON
TOYHOCTM MO paguanbHOMy 1 TOpLEBOMY BreHMI0 HeOGXOAMMO crieanTb, YTOObl MHTEPdENC CoOeaNHEHUS peXyLLEe
FOMOBKM C XBOCTOBUKOM ObIfT YUCTBIM BO BPEMS COOPKW. 3aTskKa 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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PpesepoBaHue 3yobLeB
Gear Milling Cﬁh HORN I]h)

®pesa ¢ pe3b6oBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25

H40

XBOCTOBWK (ope3bl

Milling shank
DAHM25
CrtpaHuua/Page
H41-H42
CMeHHas nnacTtuHa
Indexable insert
DAH25
CtpaHunua/Page
H43
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PpesepoBaHUue 3yobLeB
Gear Milling (ﬁh HORN I]h)

DAH

Ppe3bl ANA BbICOKMX noaay High feed milling
cuctema DAH25 System DAH25

H39



¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

Ppe3a c pe3bLO60BbLIM DAH M25 ' ~

XBOCTOBUKOM
Screw-in cutter L]

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

Tun DAH25

‘ ‘ Type
'DN‘ o |o
=] Y (S S
a
p
—
L o Ds
— — —— -—
I1
- -—
noaxoauT Ans
xBocToBuka Tun MD
suitable for Shank Type MD

O603Ha4yeHue VA Ds ll 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 8 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 ykazaHbl B MM.

Further sizes upon request Dimensions in mm

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

3anacHble YacTu

Spare Parts
®pe3a c pe3ab60BbLIM XBOCTOBUKOM | 3axkuMHoM BUHT | Kntou 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 Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

XBocTOBUK dppe3bl DAH M25 - ~

Milling shank

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

- /

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

Tun DAH25

DIN1865B Type
f.’
B ’ -
o s
l, 2 Ds
I, N

O6Go3Ha4yeHune Z Ds d " 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
XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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 Ansa BbICOKUX noaa4
High Feed Milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

DAHM25 a k'

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

- /

MaTepuan XxBoCcToBMKa: CTanb (He PeKOMEeHAYeTCsH UCMOMb30BaHMe C
TepMonaTpoHamu)

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

for Indexable insert

Tun DAH25

DIN1835B Type
L= i .-r. @l
g (7 g
! b |
--—--ap I I
O6Go3Ha4yeHune VA Ds d , 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 20 111,5 60 19,0 50 1
DAHM.25.025.D257.04B 4 25 25 132,5 75 24,0 56 1

[pyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

Pasmepbl ykazaHbl B MM.
Dimensions in mm

MOMEHT 3aTs>KKM BUHTOB CM. TEXHUYECKME PEKOMEHAALNN.

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

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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| AnsA BbICOKUX noaga4
High Feed Milling (ﬁh HORN I]h)

CmMeHHas nnacTuHa DAH25 3 ~

Indexable insert

my6uHa pesaHus oo Depth of cut up to 1 mm

\_ J

ans 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 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUMBHOE NpUMeEHeHUe / alternative recommendation
- HENPUroAHbIN / not suitable

TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades

[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. ) Mapku TBEépAOrO cnnasa
Dimensions in mm TeopeTuyeckuit paauyc 3axkpyrnexus yrna Carbide grades

I, = JanporpammupoBaHHeIi paguyc
DakTuueckuit koHyTp no zanpocy!

thearelical comer radius r,= programming radius
actual outfine 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 OKPYXXHOCTY pe3aHus
effective cutting edge @

v+ 1000
n = O060poTbl WNUHAENS N="q g [1/min]
Revolutions eff
deff *Tmen .
v, = CKopOCTb pesaHusi Ve 1000 [m/min]
Cutting speed
Vf
f = Mopava Ha 3y6 f,= 75 [mm]
Feed/tooth
Vv, = MuHyTHasa 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 onpegeneHna 4Yactotbl BpalleHnda W«

MonpaBoYHbIN
CKOPOCTU pe3aHnd pacyeT OIMKEH BbIMOMHATLCS

N Ko3acpcpunumeHT
C YydeTroMm [OenctBuTeribHOro AguamMeTpa deff' Correction value
OH BblMUCNSETCA B 3aBUCUMMOCTU OT FJ'Iy6VIHbI
pesaHunsa ap, AuameTpa OKpY>KHOCTU pesaHus Ds a_[mm] K_ [mm]
1 nonpaeo4Horo koadpduumerTa Ko P 01 ° 53
dys = K; + (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 = Ko + (Ds - 12) 0,9 11,0

1,0 12,0
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Pexunmbl pesaHna cuctema DAH25
Cutting Data System DAH25 Cﬁh HORN I]h)

ISO Marepwuan Teepagocte  [Nogava Ha 3y6 f, (Mm) CkopocCTb 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

HenernmpoBaHHas ctanb 190 06~18 200 - 300

unalloyed steel

Hu3konernpoaHHas cTans 200 06~16 180 - 300
low alloyed steel 2 2

HuakonervpoBaHHast cTanb 300 06~16 160 - 280

low alloyed steel

BbicokonermpoBaHHas cTanb 200 05~15 150 - 250
high alloyed steel ! !

M Hepxasetowas cranb
MapTeHCUTHas 240 06~15 140 - 220
Stainless steel martenistic

HepxagetoLLas cTarnb

ayCTEHUTHas 180 05~12 120 - 200
Stainless steel austenitic

KoBkuit YyryH (peppuTHbIN 130 06~18 160 - 280
Malleable cast iron ferritic ’ ’

KoBKMI1 4yryH nepnuTHbIN 230 06~15 150 - 250

Malleable cast iron perlitic

YyryH co ccheponaansHbim

rpacnToM PepPPUTHBIA/MEPIUTHBIN 180 06~15 150 - 250
Spheroidal graphite ’ ’
cast iron ferritic/perlitic

YyryH co cchepongansHbiM

rpacuToM 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
3aKkpyrneHus yrmar,

= 3anporpaMmMupoBaHHbIN paguyc
theoretical corner radius r,

= programming radius

 Makc. oTknoHeHre
max. difference
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PpesepoBaHue 3yobLeB
Gear Milling (ﬁh HORN I]h)

®pesa ¢ pe3b6oBbIM

XBOCTOBUKOM
Screw-in cutter
DAHM37
CtpaHuua/Page

H48

XBOCTOBWK (ope3bl
Milling shank

DAHM25

CTpaHuual/Page
H49

HacagHas dpesa
Arbor Mounted Cutter

DAHM37
CTpaHuua/Page
H50

CMeHHas nnacTtuHa

Indexable insert

DAH37
CTtpaHuua/Page
H51
CTpaHuual/Page
H52

XBOCTOBUK

Adaptor

MD
CTtpaHuua/Page
H55-H56

MNepexogHuk

Reducer

MD

Yanuuutenb

Extension

MD
CTpaHuual/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 Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

®pe3a ¢ pe3bGOBbLIM DAHM37

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM Cutting edge @ 20-40 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

Tvn DAH37
Type

2 Ds -
noaxoauT Ans
xBocToBuka Tun MD

suitable for Shank Type MD
O603Ha4yeHue Z Ds " I8 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 85 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 YacTu

Spare Parts
®pe3a c pe3ab60BbLIM XBOCTOBUKOM | 3axkuMHoM BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

XBocToBUK hpe3bl DAH M37 dl i .
Milling shank |
|
|
|
@ pexyLLelt KPOMKH Cutting edge @ 20-40 mm (e

& 4

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

DIN1835B Tun DAH37
¥ Type
A 4 I
| r e
A By e B A D — s s
) N 3

! !

1
O6Go3Ha4yeHune Z Ds d I, 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

Pa3mepbl ykazaHbl 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 YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

®pe3a DAHM37

Milling cutter

@ pexyLuen KpoMKM Cutting edge @ 40-80 mm

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

h, |
C| Tvn DAH37
oL
5 Type
1 %
'+ o e
(o] [ I ]
| [
177

a |2 |
_p_ e —

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Z Ds a h h d d
Part number

DAHM.37.040.A1635.05
DAHM.37.050.A2235.06
DAHM.37.063.A2240.07
DAHM.37.063.A2740.07
DAHM.37.080.A3245.08

b C d

2

40 1,2 34,4 35 16,0 33 22 8,4 5,6 16
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 ykazaHbl B MM.
Dimensions in mm

0 NN O O

MomeHT 3atarnBaHus BuHTa - 030.3070.T10P = 3.4 Hm
Torque specification of the screw 030.3070.T10P = 3,4 Nm.

3anacHble YyacTu

Spare Parts
®pe3sa 3axumHown BUHT | Kntou Tun TORX PLUS® | LLlecTUrpaHHbIn ko4 | BuHT Llan6a
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
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¢pe3b| AnAa BbICOKUX noagay
High Feed Milling

(ph HORN pi»)

CMeHHas nnacTuHa
Indexable insert

DAH37

my6uHa pesaHus oo Depth of cut up to 1,2 mm
(=3
©
O6Go3Ha4yeHune a, a h
Part number
DAH.37.022.S08 1,2 7,9 3,18

A co Cknapa /onstock A4 Hepnenu/ 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 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

TeopeTiyeckuit paguyc 3aKpyrneHus yrna

-

X

~

ans gpesbl
for Milling tool

Twn
Type

1, =3anporpaMmipoBaxHbiit pagyc PakTudeckui

KOHYTP No 3anpocy!
theoretical corner radius r_= programming radius
actual outline upon request!

DAHM37

Nno3nTUBHas
reomeTpus
positiv geometry

Mapkun TBEpAOro cnnaea
Carbide grades
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¢pe3b| AnAa BbICOKUX noagay
High Feed Milling (ﬁh HORN I]h)

CmMeHHas nnacTuHa DAH37 3 B

Indexable insert

my6uHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans gpesbl
for Milling tool

Twn DAHM37
Type

HenTparnbHas reoMeTpus
neutral geometry

O6Go3Ha4yeHune a, a h r
Part number
DAH.37.022.N.08 1,2 7,9 3,18 0,8

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
o OcHoBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTuueckuit paguyc 3akpyrneHus yrna Carbide grades
1, =3anporpaMmupoBaHHbIi panuyc PaKTudeckuid
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 = O60poTbl WNMHAENS n="q .4 [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= ~ 1000 [cm3/min]
(Npon3BOANTENBHOCTD)
Material removal rate
[na onpegeneHus 4acToTbl BpalleHUs U MonpaBoYHbLIN
CKOPOCTU pe3aHns pacHeT JOSMKEH BbIMOMHATLCA Ko3achpuumneHT
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 e 14538
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 pe3saHna Cuctema DAH37
Cutting Data System DAH37 Cﬁh HORN I]h)

ISO Martepuan Teepoocte  [Nogaya Ha 3y6 f, (Mm) CkopocTb pe3aHust

Material Hardness HB Feed/tooth f, (mm) Cutting speed
v, (m/min)
HenernpoBaHHas cTanb
P ekl ne 125 0,8-22 200 - 300

HenervposaHHas cTanb 190 08-22 200 - 300
unalloyed steel ’ ’
low alloyed steel ’ ’
HwkonerupoBaHHas cTanb 300 0.8-20 160 - 280

low alloyed steel

high alloyed steel

M Hepxasetowas crans
MapTeHCUTHas 240 0,8-2,0 140 - 220

Stainless steel martenistic

HepxagetoLas cranb

ayCTEeHNTHas 180 0,6-1,6 120 - 200
Stainless steel austenitic
KoBKuit 4yryH cheppuTHbIN 130 08-22 160 - 280

Malleable cast iron ferritic

KoBKui1 YyryH nepnTHbIN 230 07-18 150 - 250

Malleable cast iron perlitic

YyryH co ccheporaansHeIM rpacuTom

qaeppy|THb|F1/qepnMTHb|l7| 180 07-18 150 - 250
Spheroidal graphite
cast iron ferritic/perlitic

YyryH co ccheponganbHbiM rpadoutom
NEPUTHBIA 260 0,7-1,8 140 - 240

Spheroidal graphite cast iron perlitic

Hyry 160 08-25 180 - 320

Crey cast iron

gnnaab| antoMuH1S 90 1,0-3,0 1000 - 1500
-alloys

3anporpaMmMMpoOBaHHbLIN paguyc m

OTKITOHEeHUue
Yron norpyxeHus Programming radius and difference
Diving angle .
TeopeTuyeckuii paguyc
o 3aKpyrneHns yrmar,
g (mm) y_“?” I'IOprZKeHVIFI ( ) =33I‘Ip0rpaMMMpOBgHHbIVI pagunyc
Diving angle (°) theoretical corner radius r,,
20 50 = programming radius
25 4,0
32 1,0 ‘ MaKC. OTKITOHeHWe
40 05 ' 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 |]|D

XBOCTOBMK MD il ~
Adaptor

1
Y
]
i

XBOCTOBMK Anisi opesepHon ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepunan xBocToBuKa: cTanb (He peKoMeHOyeTCs MCNofb30BaHueE C
TepMonaTpoHamMu
Material of shank: Steel (not recommended for shrink fitting)

i | 1
2 3
. DIN 1835B
9 _
“t FT ™ ©
o Ly =
(S I 'g
O6Go3Ha4yeHune I, 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 3aXXKMMHbI€ NI0CKOCTH Pa3mepbl ykasaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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Miﬁ:;epOBane Cﬁh HORN |]|D

XBOCTOBMK MD il ~
Adaptor

XBOCTOBUK Ansi ppesepHon ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M \ _/

MaTepuan XBoCTOBMKa: CTarb (HE peKOMeHAyeTcs UCNoNb3oBaHUe ¢

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

1
@ I
3
1, DIN 1835B
N aa—
<« I ©
o) 1O o
Q| p=s ®
O6Go3Ha4yeHune 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°
HauynHas ¢ @ 25 MM 2 3aXXKMMHbI€ NNTOCKOCTU Pasmepbl ykaszaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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Miﬁ:;epOBane Cﬁh HORN |]|D

MepexogHuk 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 L) ] I
)| - 3'- § e J— L —————— 'Dm =r
s 8 s |T
B =
2 |3 _
l'|

O6Go3Ha4yeHune , I8 I8 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°

Pasmepbl ykaszaHbl B MM.
Dimensions in mm
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Miﬁ:;epOBane Cﬁh HORN |]|D

YanuHutenb MD 7 ™

Extension

Yonuuutens ans opesepHon ronoekn DAM/DAHM...M
Extension for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

= o o
5] (o]
|2 |3
el I
Il
e o
O6Go3Ha4yeHune " l, 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 85 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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3yb6oo06paboTka
Gear Machining

(ph HORN pill)

Mpumepbl 06paboTkn
Examples for machining

» LlleBpoHHOE 3auenneHne
Herringbone gearing

S Unnnngpudeckoe 3y6anoe 3auenneHune
Spur gearing

» YepsauHoe Koneco
Worm gears

» [vnongHoe 3auennenne
Cycloid palloid tooth system

> Hape3aHV|e 3y6‘-IaTbIX Konec gonbneHuem
Gear broaching
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LLleBpOHHOE 3aLienneHune (ﬁh HORN [il1)

Herringbone gearing

aHanorunyHo moaynio 10
similar Module 10

yepHoBas obpaboTka hpe3sepoBaHNEM C BbICOKOW nogaden/ymcroBas
npocuneHas obpaboTka

Roughing high feed milling / Finishing copy milling

DAHM.25
Matepuan WHCTpYyMEHTbI Ds v, v, O6pabaTbiBatoLmm LEeHTP
Material Tools [mm] | [m/min] | [mm/min] | Machining centre
18CrNiMo7 DAHM.25 12 250 | 6600 5';’_‘;::""

HG0



LUnnuHapunyeckoe 3yb4yaToe 3auenneHue (ﬁh HORN |]|D
Spur gearing

moaynb 30 npAMo3y6bin, anameTpom Ao 4000 mm
Module 30 straight luted, up to @ 4000 mm

yepHoBas ob6paboTka hpesepoBaHNEM C BbICOKOW nogayen/ymcroBas
npocuneHas obpaboTka

Roughing high feed milling / Finishing copy milling

DGH
DAHM.37
Matepuan WHCTpYyMEHTbI Ds v, Q Ob6pabaTtbiBaloLLni LIEHTP
Material Tools [mm] [m/min] | [cm®min] | Machining centre
DAHM.37 40 280 720 -
St52 5-OCH.bII/I
DGH 20 280 410 S-axis
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YepBsiuHOE KOMNeco Cﬁh HORN [il)

Worm gears

oceBon moaynb 7,9 / @ 420 mm
Axial module 7,9/ @ 420 mm

yepHoBas obpaboTka hpe3epoBaHNeEM C BbICOKOW nogaden/yncrosasi npodunbHas
obpaboTtka
Roughing conventionally / Finishing copy milling

DPTP DSK DPTR

Matepuan MHCTpyMEHTBI Ds v, Q Ob6pabaTtbiBaloLLni LIEHTP
Material Tools [mm] [m/min] | [cm3/min] | Machining centre
DPTP 8 200 145
CuSn12Ni DSK 8 225 80 S-0CHsII
5-axis
DPTR 6 225
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'MnomaHoe 3auenneHune (ﬁh HORN i)

Cycloid palloid tooth system

moaynb 13,56
Module 13,56

yepHoBas obpaboTka hpe3sepoBaHNEM C BbICOKON nogaden/ymcroBas
npocunbHas obpaboTka

Roughing high feed milling / Finishing copy milling

DGH DSDS DSK

Matepuan MHCTpyMEHTBI Ds v, O6pabaTbiBaloLwmmn 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

DSM
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MapameTpbl 3aLenneHns Ans 3anpoca 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 D,VlaMGTp p,eJ'II/ITeJ'IbHOVI OKPYXHOCTHU d
Pitch diameter

3 Yron naBnenus
Pressure angle

Yron HakroHa B
Helix angle

HanpaBneHme HaKJ10OHa 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 HOXkuM 3yba
Root radius &

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 @ N3ameputenbHoro ponuka / @ n3amMepuTenbHOro Lwapvka D
@ Metering roller / @ Measuring ball M

9 [nuHa obLien Hopmanu W
Tooth width Kk

10 Yuncno 3ybbeB, oxBaTbiBAEMbIX ANIMHOM 00LLENn HopMmanu K
Measuring teeth
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Tpebyemble faHHble

Informat

(ph HORN pi»)

d

iIon require

OHH98101881000 BgAE
paiNba) UoReWIOM! = X oual 8 egAe nLooHxdagou noHoxadau
aI9HHET slaweAgadL = X X | X | X | X |8unHeHOLMLO/EQAE OLBL 8 I9HNMAda8 OLoNo
egAe N1ooHXxdagoU N08ON0Q SUHBHOLMLO
VLI UKOH/I9HMMdag anHaLAdND
X suHesodundod disweuit
(s@ v UolA MiIaHROgOHELDA
BehoiLMa) 19eadd sLUMdodu ewdod uLm
X "MMHBK8D Wogandol ML WoHILrewdoH
‘IN08820 8 (MI9HhUIOLIBHE ULIN 4X Lied
num 1I91eHnitdoos) sumdodu ewdogp
BHOLMEH LIoJA 1um
X X X ewaqrou UolA num
Wa4rro
VDKOH ML/ 1I9HMmdag anHaLiAdy) U
edem g o ewdod
MLUBeNdoH Uaimgo MOHULIT XISWSESI9LEEXO0 segoderm-g seHduedowen uum
N N ‘8999A€ WOLOUK O MLIBWdOH USITIQO BHULIT UL X | X | X | X exvuod g o endod
edem @ 1 unexndem -z Atxan deweed :num segaoymuod-g seHaredLawens :uum
exuurod @ u nwexnuod sn-z Akew deweed uum BegA€ BHUMLIOL BEESOO
BUMdodu eimard 1Hannnddeoy) X | x [ x | X HUTeud NLOOHXAANO @
X X HUTeUd NLOOHXAANO G X X | X | X | X 8999A¢ HUMdag NLOOHKAANO @
X X 8999A¢ HUMdag NLOOHXANO @ X X | X | x| X NLOOHXAdNO NOHALRLMLBT g
X X BUHaLger olA niaHLdeHel) X X | x| x| X WMHULF No80LHNE auHaLrgedueH
WKOH UL/ I9HMmda8 anHaLIAd®)
rewdoH
1aiTQOo MOHULIT XI9NaeaIq9LBEX0 ‘gaa9gAe
NOLOWh O ULFEWdOH KTTIQO BHULIT UL
X X g999A¢e 08-LI0)| edem X | X | X | X sBHegodundod Lolg
9 @ v unexndem sBn-z Adkew deweed :uLm
exvrod
@ v uwennrod Bn-z Akew deweed :uLm
Bungodu einaird tHannunddeoy
X X quAToW niaHLderHeL) HWTeusa NLOOHXAdNO g X | X | X | x g999A¢e 08-Lr0)|
ALY g099Ae HUMdag NLOOHXAdNO & nioonxAdio
VOHIUBL1ULURT @ U Weqo | :nLm
X | X | X | x
ens4qrou
1269 ISNV BuHaLIger oA YiaHLdeTHeL) oA 1 auATOW yiaH1deTHELD ULm
X X ‘L¥1-22 3 4N ‘(yvmaadeLof) ZgySNIA ‘08¥SNIA) g9994¢ 08-LI0y quAom o800
eLde’HeLO SUHEedOHIINUEH SOHLIO | quATon niaHLdeTHeL) X | X | X | X ga499A¢e aumdod]]
numcodu
enumuAL) | reg (¢4 IZ |MZ |NZ|VZ
(e19gAsonwsdu) al9HqaLreuniau) G/B6ENIA

89994 waLmdodu WIGHLHEgqLI08g€E O BNUUALO-LIeE BUM] BUHSHNTO0D)

B09LI0Y 919.BhgAE amioahndTHULIN

19ured a1I9HhBadapR
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Tpebyemble faHHble

(ph HORN pi»)

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 X M X 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-@
) ) Lo 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-oO6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

Cuctema/System Ctpanuua/Page
M311 12
M313 I8
M328 112

M406/M409 118



PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

|

XBOCTOBUK (hpesbl

k%g:%shank r_ EE;L]

CtpaHuua/Page
14

lMnacTtuHa

Insert

311
CrtpaHuua/Page
15

H

CtpaHunua/Page
16




Ppe3epoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ﬁh HORN I]h)

M311

®Ppe3a onsa M3rotoBneHus T-Slot Cutter with
T-o6pa3HbIx na3oB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 17 mm

@ pexyLLen KpOMKM OT 17 Mm



®PpesepoBaHue T-06pa3HbIX Na3oB Cﬁh HORN [il1)

Milling of T-Slots

XBocToBUK dpe3bl
Milling shank

@ pexyLuen KpoMKM

Cutting edge @

M311 4 )

TR

. Y,

)

17 mm

MaTepuan XxBoCTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance

|4

Ana nnacTuHbl

. for Insert
o | : -
- DIN6535HB ™n 311
8 [ Type
1__ /
] ©
O L R e e e O — [=1]
[} B g 1
!
DING535HE  DIN6535HA
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue d " 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 9 E
[pyrve pasmepsbl - No 3anpocy. Ds cm. pexyLyto nnactuHy Pasmepbl ykaszaHbl B MM.

Further sizes upon request
MpumeyaHue ans 3akasa:

Ds see inserts

Dimensions in mm

XBOCTOBUKM q)peSbI C noBpexXxgeHHbIM Nocago4YHbIM MEeCTOM NoJ NNacTuHy MoryTt ObITb ncnpaeneHbl Ha cbmpme Horn.

Ordering note:

Milling cutter shanks with damaged seating can be repaired by HORN.
MoOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekomMeHgauunu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon 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 pi»)

MnacTtuHa 31 1

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 10 mm
@ pexyLLen KpoMKn Cutting edge @ 17 mm

T

\XBOCTOBHK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds Z s w [,
Part number
311.1016.00 17 3 7,7 7,2 0,5

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

T g

~
. Y,

ans 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




O6GpaboTka thacok B T-o6pa3HbIX nasax
Chamfering of T-Slots Cﬁh HORN I]h)

MnactuHa 31 1 Ve ~

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 10/12/14 mm
@ pexyLuen KpoMKM Cutting edge @ 15,8 mm

- J

ans ope3epHOro XBOCToBMKA
for Milling shank

q ™n M311.0016.00A
I Type  M311.0016.00B
)‘\j M311.0016.00E
a
n
. 995 \XBOCTOBMK cpesb
| Ds
Moka3aHo npaBoe UCMONHeHNe
Picture = right hand cutting version
O603Ha4yeHue Ds VA E s a
Part number
311.4216.00 15,8 8 3 5195) 10
A co Cknapa /onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
o OcHoBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpMMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa
Dimensions in mm Carbide grades

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



(ph HORN pill)




PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

C

XBOCTOBUK (hpesbl |

l\'\/}lil\-'l)’i:%shank ' | EED

CtpaHuua/Page
110

MnactuHa

Insert

313
CrtpaHuua/Page
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ﬁh HORN I]h)

M313

®dpe3a onsa M3rotoBneHus T-Slot Cutter with
T-o6pa3HbIx na3oB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 20 mm

@ pexyLuen KpoMkm ot 20 Mm



PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots Cﬁh HORN I]h)

XBocTOBUK dhpe3bl M31 3 e ~
Milling shank | !
P
£l Bl
@ pexyLuen KpoMKM Cutting edge @ 20 mm

. Y,

MaTepuan XxBoCTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance
ONSA NNacTuHbI

I, ; for Insert
T : -
=3 DIN6535HB ™n 313
II. T
— o} ype

[2] i)

O s R e e LT o T il o
GT B by |

DINB6535HE  DING535HA
.’.-7 i

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue d Il I8 d, doépma
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

npumeanMe AnA 3aKa3sa.

XBOCTOBUKU (hpe3bl C MOBPEXAEHHBIM NOCAA0YHBIM MECTOM MO MIIACTUHY MOTyT ObITb UCTIPaBneHbl Ha hmupme 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 YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.13T20KP T20PQ
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots

(ph HORN pi»)

MnacTtuHa 31 3

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 12 mm
@ pexyLuen KpoMKM Cutting edge @ 20 mm

T

\XBOCTOBHK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds Z s w [,
Part number
313.1219.00 20 3 8,7 8,2 0,5

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I c Hanamnkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

T g

~
. Y,

ans 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

111




PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

C

XBOCTOBUK (hpesbl |

h'\//llig;%shank ' | EED

CtpaHuua/Page
114

MnactuHa

Insert

328
CrtpaHuua/Page
115
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Ppe3epoBaHue T-o6pa3HbIX Na3oB |
Milling of T-Slots (ph HORN i)

M328

Ppe3a Ans M3rotoBrieHUs T-Slot Cutter with
T-o6pa3HbIx na3oB exchangeable inserts
CO CMEHHON pexyLien

NNacTUHON from cutting edge @ 24 mm

@ pexyLLen KpOMKM OT 24 MM
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots Cﬁh HORN I]h)

XBocTOBUK dhpe3bl M328 e ~
Milling shank | !
P
£l Bl
@ pexyLuen KpoMKM Cutting edge @ 24 mm

. Y,

MaTepuan XxBoCTOBMKa: TBEPALIN CniaB, obecneynBaeT XOpoLUy BUOPOYCTONYMBOCTb
Material of shank: Carbide - Giving a good vibration resistance
ONSA NNacTuHbI

I, ; for Insert
T : -
=3 DIN6535HB ™n 328
II. T
— o} ype

[2] i)

O s R e e LT o T il o
GT B by |

DINB6535HE  DING535HA
.’.-7 i

MokasaHo npaBoe UcCnoriHeHne
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

npumeanMe AnA 3aKa3sa.

XBOCTOBUKM (hpe3bl C MOBPEXAEHHBIM NOCAA0YHBIM MECTOM MO MIIACTUHY MOTyT ObITb UCIPaBneHbl Ha mupme Horn.
Ordering note:

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

MOMEHT 3aTS>KKM BUHTOB CM. TEXHUYeCKne pekoMeHaaumm.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumHon 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 pi»)

MnacTtuHa 328

Insert
T-o6pasHble nasbl no DIN 650 T-Slots DIN 650 14 mm
@ pexyLLen KpoMKn Cutting edge @ 24 mm

\XBOCTOBHK thpesbl

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds Z s w i
Part number
328.1423.00 24 8 9,8 9,2 0,5

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM.
Dimensions in mm
[Opyrue pasmepsl - No 3anpocy.
Further sizes upon request

T g

~
. Y,

ans 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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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots

(ph HORN pi»)

TexHonornsa ncnonb3oBaHUA
Application Technology

a,=0,2xs
©
_ w
pekomMeHayeTcA HE peKOMeHOYyeTCA
recommended not recommended

Pexxumbl pe3aHus

Cutting data

®PpesepoBaHue T-o6pa3HbIX Na3oB

Milling of T-slots

MaTtepuan 3arotoBku ObpabatbiBaembii v, (m/min) f (mm), Z=2 | f (mm), Z=2
Workpiece material matepuvan Ds 17 mm Ds 20-24 mm
Cutting material
é’r”ePoﬂ“CTa" cralie TI25 / AS45 200 - 300 0,03 - 0,06 0,05 - 0,08
arbon steel
Elﬁ“"F’OBa””a" crane TI25 / AS45 140 - 220 0,02 - 0,04 0,03 - 0,05
oyed steel
gyry“ . TI25 / AS45 100 - 160 0,03 - 0,06 0,05-0,10
rey cast iron
O6paboTtka ¢hpacok T-o6pa3HbIX Na3oB
Chamfering of T-slots
MaTtepuan 3arotoBku O6pabaTbiBaeMbin v, (m/min) f, (mm), Z=3
Workpiece material marepuvan
Cutting material
é’mepoﬂ”ﬂa" cranb TI25 / AS45 300 - 400 0,10 - 0,13
arbon steel
ﬂf“"pOBa””a" crane TI25 / AS45 180 - 300 0,13 - 0,21
oyed steel
gyry” . TI25 / AS45 140 - 240 0,16 - 0,27
rey cast iron

Pexnmbl pe3aHunAa 0EeNCTBUTENbHbI TOMNbKO B clny4vae ncnosib3oBaHUA TBepaoCnsiaBHbIX XBOCTOBUKOB,
nepeyncrieHHbIX 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-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

XBOCTOBWK dopesbl
Milling shank

M406

CTpaHuual/Page
120

)

XBOCTOBWK (ope3bl

Milling shank
M409
Seite/Page
121
CMeHHas nnacTtuHa
Indexable insert
406/409
CTpaHuua/Page
122-123
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Ppe3epoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

M406/M409

®Ppe3a gnA T-Slot Cutter with
nsrotosneHua T- exchangeable inserts
oOpa3HbIX Na3oB CO

CMEHHbIMU NJlIaCTUHaAMM cutting edge @ 25-50 mm

pexyLien KpoMkn 25-50 mm
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots Cﬁh HORN I]h)

XBOCTOBUK hpe3bl M406 i Kl %
- L
M"Img shank C BHYTPEHHMM NOABOLAOM COX | !
with through coolant supply m i
@ pexyLuen KpoMKM Cutting edge @ 25 mm
AN CMEHHOW NNacTUHbI
for Indexable insert
|1
— —-—
|2 ™n 406
= ™ DIN1835-B Type
-— w — \
\
P — a
=
&

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Z|Z,|Ds| d| | I8 d, w a N, | MPaBas mnactuHa | nesas niactvHa

Part number right hand insert left hand insert

M406.025.11.D16.1.02.B 4| 2 25|16 |83 |31 12,4 | 11 | 12,9 | 19000 | 2x R406.063.U... | 2x L406.063.U...
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm

HaunHasi ¢ @ 25 MM 2 3aKMMHbIe MNOCKOCTH

from @ 25 mm 2 clamping flats

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M406.025.11.D16.1.02.B 030.2608.T8P T8PL
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots Cﬁh HORN I]h)

XBocTOBUK (hpesbl M409 il ~
Mlllmg shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 32-50 mm
AN CMEHHOW NNacTUHbI
| for Indexable insert
— L -—
|2 ™n 409
pe " DIN1835-B Type
-— w - - _'||I
"l,
/—;/'\—;' i a
e ) [ LS8 e j: B,
e =
5]
N !
o
(o]

[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version

O603Ha4yeHue Z|Z,| Ds| d , l, d, w a N... | NPaBas nnactvHa | nesas niactvHa
Part number right hand insert left hand insert
M409.032.14.D25.1.02.B 4|1 2 (3225|103 |39 16,4 | 14 | 16,9 | 15600 | 2x R409.093.U... | 2x L409.093.U...
M409.040.18.D25.1.02.B 4| 2 |40 | 251|109 |48 | 20,4 | 18 | 20,9 | 13900 | 2x R409.093.U... | 2x L409.093.U...
M409.050.22.D32.1.02.B 6| 2 |50 32|125 |59 |264 | 22 | 26,9 | 12500 | 4x R409.093.U... | 2x L409.093.U...
[pyrve pasmepsl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

HaunHas ¢ & 25 MM 2 3a)XKMMHbIe NITOCKOCTU

from @ 25 mm 2 clamping flats

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

3anacHble yacTu

Spare Parts
XBocToBUK ppe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M4009... 030.3511.T10P T10PL
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Ppe3epoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

CMeHHas nnacTuHa 406 2 B

Indexable insert

my6uHa pesaHus oo Depth of cut up to 6,3 mm

X J

ans opesepHOro XBOCToBMKa
for Milling shank

™n M406
Type
i
mﬂ_
!
C 4-M5 pexyLmmm
KPOMKaMu
with 4 usable cutting edges
O6Go3Ha4yeHune 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 Hepgenu/ 4 weeks X Mo 3anpocy / upon request
o OcHOBHOE npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NoKpbITUS / uncoated grades
[ TtBEpAbIV CcNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version
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Ppe3epoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

CMeHHas nnacTuHa 409 3 B

Indexable insert

my6uHa pesaHus oo Depth of cut up to 9,3 mm

_ J

ans opesepHOro XBOCToBMKa
R for Milling shank

™n M409
Type

©
C 4-M5 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 NpUMeEHEHMe / alternative recommendation
- HEMpUroaHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
[ TtBEpAbIV cNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpLOroO cnnasa
Dimensions in mm Carbide grades

Bbibepute R unm L ncnonxewwe.
State R or L version
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PpesepoBaHue T-o6pa3HbIX Na3oB
Milling of T-Slots (ph HORN piD)

TexHonornsa ncnonib3oBaHUA
Application Technology

a,=02xs
©
e w
pekomMeHayeTcA HEe peKOMeHOYyeTCA
recommended not recommended

Pexxumbl pe3aHus
Cutting data

®PpesepoBaHme T-o6pas3HbIX na3oB @25/ @32 mm
Milling of T-Slots

MaTtepuan 3arotoBKu ObpabarbiBaembin 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

®PpesepoBaHme T-o6pas3Hbix nasoB G40 / @50 mm
Milling of T-Slots

MaTtepuan 3arotoBku O6pabaTbiBaeMbIn v, (m/min) f, (mm)
Workpiece material mMarepwuar
Cutting material
yJ'IyLILLIeHHaﬂ cTanb
heat-treatable steel A5E 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

w
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CopepxxaHne/Summary CtpaHuua/Page

TexHU4Yeckune pekomeHagaumm J2-J7

Technical Information

BbiGop TBepaoro cnnaea J8

Choice of Carbide Grades

Popmynbl J9-J10 J
Formulas

MoOMeHTbI 3aTSXKN J11-J12

Torque Specification

NMocTaBnsemMble XBOCTOBUKMU

¢pesbl J13-J15
Available Milling Shanks
PeXxunmbl pe3aHus J16-J17

Cutting Data

J1



TexHn4eckue peKkomMmeHaaunmn

(ph HORN pi»)

PacuyeT MMHyTHOM noaayu

Wcnonbayto nporpammy HTC Bbl MOXeTe nerko wu
NPoOCTO paccyntTatb pexumbl pes3aHus. basosble
AaHHble ans  pacyeta Bbl  cmoxeTe HavWTM  Ha
cnegylowmx cTpaHuiuax.

OCHOBHbIE PEKOMEHOALIUU

MNMepekpbiTne hpesbl

MoabupanTe NHCTPYMEHT C MakCUManbHO BO3MOXHbIM
KOPOTKMM BbISIETOM U NpoBepsinTe bueHne B cobpaHHOM
Bnae. bonblias rnybmnHa obpaboTtkm Tpebyet
cneumanbHbIX peweHnin. B yacTHOCTU pasHeceHne
OAHOW onepauunu Ha ABe no rnybuHe, 4TobbI
YMEHbLUNTb OTrMbatoLLmMii MOMEHT.

OwameTp dpe3sbl

Mpn wucnonb3oBaHuM guameTpa @pesbl, KOTOPbIN
NPaKkTU4eCKu paBeH anameTtpy OTBEpCTUS,
obecneunBaeTcs HauMMEHbLUEE MEPEMELLEHNE LEHTpa
BpalleHns n Gonbluasi NPoOM3BOAUTENBHOCTbL 3a CYET
NOBbILLEHUS MUWHYTHOW nogayn. HoO 4acto UueHTp
BpaleHna @pesbl 3aBs3aH CO  cneumguyecknmm
ocobeHHOCTSIMM AeTanu n BCero yctaHoBa.

MoMeHT 3aTSAXKKN ANs BUHTA

PekomeHayeTca ncnonb3oBaTb TapupOBaHYH OTBEPTKY,
4TOObLI 06eCcneYnTb YKa3aHHbI MOMEHT 3aTSKKM
BMHTOB CMEHHbIX NNacTuH. HeT Heo6xoamMmocTu B
AOMONTHUTENBHOM CMa3biBaHUN BMHTOB Nactamun Ha
OCHOBE Meau. OTO OTpuLATENbHO BNUSET HA yCunme
3aTsarmBaHus.

Bce BUHTBI y)Xe UMeloT cMa3bliBaloLLee NoKpbITHe .

J2

s
HCT 222
(HORN Circular Technology)

ObICTPO 1 Be3onacHo -

ans dppesepHort 06paboTku KaHaBOK
(BHYTPEHHMX N HAPY>KHbIX) METOAOM
KPYroBoOW MHTEepnonsauum, a Takke
NPsIMbIX kaHaBoK. CUCTEMHbIE
TpeboBaHusa Windows 95. EcTb Ha
CD-ROM.
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TexHM4Yeckue pekomeHAaaLUm Cﬁl’l HORN |]|D

HanpaBneHue ¢ppesepoBaHus

BonbwwnHcTBO opesepHoro nHctpymeHta HORN nmeet
npaBoe UCMONHEHNE U pekoMeHOoBaH Ansa obpaboTkm
nyTem nonyTHoro dpesepoBaHnd, Kak 3TO O6bIYHO
pekomMeHayeTcsa Ans TBepA0CnIaBHOrO MHCTPYMEHTA.

3axopn cope3bl B MaTepuan

Mpn o06blMHOM paguanbHOM Bpe3aHun dpesbl B yron saxopa > 45°
3aroToBKY BO3HMKalOT BMbpaumm, BbidaBaHHbIE BOMNbLLMM
yrnom KoHTakta. Crieabl oT BUbpaumm octaroTcs Ha aHe
nasa. PekomeHayeTcs BXoauTb nopg yrrinom ot 45° fo
180° n Ha nonHyw rybuHy pesaHund. PacyeTHble
AaHHble OTHOCATCS K 00paboTke C NOMHbLIM Bpe3aHUeM.
OTW [aHHble TakkKe MOryT WCMonb30BaTbCs MNpwu
Bpe3aHun gpesbl B Matepuarn.

¢pe3GPOBaHMe oTBepCcTnAa metoaoom
nHTEepnonAaAunmn

®pesepHble nnactuHbl HORN winngoBaHbl ¢ KpyribiMn
CTPYXKOIOMaMu. 3TO  3HA4YMT, YTO, HaynHaa C
rnybuHbl pe3aHna oT 2 MM B OCEBOM HanpasfeHuw,
nnactMHa HavvMHaeT paboTaTb KPOMKOW C HeraTUBHbIM
yrnoMm 3atouku. [lpu obpaboTke MEeToOAOM  KpyroBow
WHTEpnonsauMM  orpaHudeHve no rnybvHe pesaHuns
mMakcumym 2 wMM. bonbwas rmybuHa pesaHus
AoCTUraeTcs MyTeMm MWCMNOMNb30BaHUA  creumanbHbIX
CTpyxkorniomoB. [lo BceM p[anbHeuwum Bonpocam
obpallanTechb K HaWNM TEXHUYECKUM CneumanmcTam.
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TexHM4Yeckue pekomeHAaaLUm Cﬁl’l HORN |]|D

OAHOKPOMOUYHbIE NMAaCTUHbI

[na obpaTHoro TopueBoro pesepoBaHust 1 dacok
MOXHO Mcnonb3oBaTtb pesbl C AnaMeTPOM BpaLleHus
bonbwe 4em guameTp oTBepcTus. [Ons  aToro
HeobxoOQMMO 3aBecTM B OTBEPCTME He BpalLaloLMNCA
WHCTPYMEHT CO CMELleHMeM OT OCU OTBEPCTUS.
OpHo3ybble nnacTMHbI  He WUMEeKT Jornycka Ha
pagunanbHoe buneHue.

Pe3bbocpesepoBaHue

Mpwn paboTe pe3bboBbiMM NnactuHamm HORN
npodunb pe3bbbl 06pasyeTcst 3a 0AUH NOMHbIA 060pPOT
1 Ha BCto rNyBbuHy Npoduns, 4TO NO3BONSET AenaTb
TOYHYI0 pe3bby Jaxe B BbICOKONErMpoOBaHHbIX CTansx.
"nyxyto pe3bby pekoMeHayeTCcs HaunHaTb pe3aTb CO
AHa oTBepcTus. MIHaye, cylecTByeT pUcK NOIOMKM
WHCTPYMEHTA B CNeACTBUN HAKOMMEHUS CTPYXKM Ha
AHe rnyxoro otBepctus. nameTp dopesbl He A0IKEH
npeBbiwaTtb 70% OT BHYTPEeHHero anameTpa pe3bbbl. B
NPOTMBHOM Clly4ae NPOUCXOAUT UBMEHEHME reOMETPUM
npocumnsg, KOTopoe MOXET NPUBECTU K OTKITOHEHUIO
pe3bbbl OT gonycka.
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Technical Information

(ph HORN pi»)

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.

Clamping torque of the screws

We recommend to use a torque screw driver to achieve
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.

s
HCT 222
(HORN Circular Technology)

- safe and fast -

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.

B ——1
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Technical Information

(ph HORN pi»)

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
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Technical Information

(ph HORN pi»)

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

QRN oyemoinwsocrs | wes essiaco L | 1]
1773 Mposuocts  Touhnes [[1773

WHCTpymeHT ans obpaboTtkum

LIBETHbIX MeTanmnos
Synthetic cutting-tool material
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®dpe3epoBaHMe KaHAaBOK METOAOM

prrosoﬁ nHTepnonAaAunun
Groove Milling by circular interpolation

(ph HORN pi»)

Ppe3epoBaHue HAPYKHbIX KAHABOK

Milling of a linear groove - external

2r
s,=h V=3

r

S=neze SZMM/MI/IH

r+[R+r-af-R

Cos 9° = )
2r[R+r-a]
me2reo° A Bpems 06pabotku
oA MyTb pesanms t= T— W | (s A)
360 Length of cut nezs+A .
z Time for cut (for A,)
_ ) Mnowaab CHAMaeMoro me2 (R+r-a) CkopocTb nepemeLLeHuns
A,=L+h mm MaTepuana s' = MM/MWH | LeHTPpa NHCTPYMEHTa
Area of chip t Feed rate of tool centre
. R-a CKopoCTb nepemeLLeHms
1 I I
A_ =1 [R?-(R-a)’] mm? TIollaAb karaski §,=8S, MM/MUH | KpOMKIN MHCTPYMEHTa
T r Area of groove section R+r-a Feed rate of tool tip

@2 HCT (HORN Circular Technology)

= 6bIcTpo 1 6e3onacHo -

ansi ppesepHon 06paboTkn KaHABOK (BHYTPEHHWNX U HAPYXXHbIX) METOAOM KPYroBOW MHTEPMONSAUUM, a Takke
npsiMbIX kaHaBok. CuctemHble Tpeboarus Windows 95. Ectb Ha CD-ROM.

Jo



®dpe3epoBaHMe KaHaBOK MeTOAOM

prrOBOI;i nHTepnonAaAunun

Groove Milling by circular interpolation

(ph HORN pi»)

®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= 200 MM [yTb pe3anns t= - MAH | (ansaA)
Lengthiof ot z Time for cut (for A;)
Mnowaap cHUMaemoro me2 (Rér-a) CkopocTb nepemelleHys
=1 o 2
Az=Leh, mM mMaTepuana s' = t—r MM/MUH | LEHTpa MHCTpYMeHTa
Area of chip Feed rate of tool centre
R-a CKOpOCTb NepemMeLLeHNs
A_ =11 [R2-(R-a)] Mm2 VBT, (EEET §',=8', ————MM/MUH | KDOMKY UHCTPYMEHTA
) r Area of groove section R+r- a = .
eed rate of tool tip
O603HauyeHune
Specification
ISO ISO
ObosHayeHne ObosHayeHne ObosHayenne | OBosHaueHue
Specification Specification Specification Specification
CkopoCTb pesaHus s' v, Paguyc dpesbl r r
Feed rate Radius of cutter
O6opoTbl n n Papuyc 3arotoBku R R
Revolutions Radius of workpiece
HEHEEIED 2L g z CkopocTb nepemelLeHus s' Vv
Number of teeth LieHTPa MHCTPYMEHTa ' e
Mopaya Ha 3yb S, f, Feed rate of tool centre
Feed/tooth
CpenHsis TonwmHa h h CkopocTb 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

g’g HCT (HORN Circular Technology)
= 4

- safe and fast -

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 pi»)

Hwuxe nepeyncrneHbl MOMEHTbI 3aTAXKM BUHTOB AJ14 BCEX CUCTEM. Mol He pekomeHgyem Ucnosnb3oBaTb
OONMOJTHUTESIbHYO CMa3Ky BUHTOB. ,D,J'Iﬂ O3HakoMIeHna ¢ AMHaMoOMeTpU4eCKMMU OTBEPTKaMn CMOTpUTe
rmaBy ,D,OI'IOJ'IHI/ITeJ'IbeIe NPUHaANeXxXHoCTn

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.N09O... 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 3aTAXKU Ha BUHTDI

Torque of Screws

(ph HORN pi»)

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

Z313...057
Z7313...082
Z313...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

Koy

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

dpes (ﬁh HORN ill)

Summary Available Milling shanks

Pasmepbl 06o3Ha4eHue MnactuHbl MpumeHeHue

Dimensions Part number Inserts Use
l, dga I, d, Tun type t o Ds
130 12 40 11 M116.0012.01B
130 12 56 11 M116.0012.02B
130 16 40 11 M116.0016.01B/E 116 43 20,4 1T
130 16 56 11 M116.0016.02B/E
150 16 80 11 M116.0016.03B/E
125 25 - 25 M275.031.D25.3.04A S275 25 31 LI

JAVAVAN
80 12 21 6 M306.0012.01A/B/E
90 12 30 6 M306.0012.02A/B/E 1,025  9,6/11,7 1
100 12 42 6 M306.0012.03A/B/E
100 7.5 - - M306.0707.03A ap max
120 10 - - M306.1010.03A p3,2 1.7 =
90 12 30 7.3 M306.0712.02A/B/E
100 16 25 73 M306.0716.01A/B/E 108/306/606 7/ g L
110 16 35 7.3 M306.0716.02A/B/E JAVAVAY
16 11 - 6 M306.ER11.02 9,6/11,7
37 16 11 6 M306.M081.01 1025
60 10 15 6 M306.ST10.01A/B e I
70 12 15 6 M306.ST12.01A/B
95 12 29 8 M308.0012.01A/B/E
110 12 42 8 M308.0012.02A/B/E I
120 12 56 8 M308.0012.03A/B/E
160 12 - 12 M308.0012.07A
110 12 42 9,5 M308.1012.02A/B/E
110 16 33 9,5 M308.1016.01A/B/E L
110 16 33 9,5 M308.1016.02A/B/E JAVAVA
110 16 33 9,5 M308.1016.03A/B/E 111/308/608  2.3/35  13.4/15.7
16 11 - 8 M308.ER11.02
22 16 - 8 M308.ER16.02
22 20 - 8 M308.ER20.02
37 16 14 8 M308.M081.01 I
60 10 18 8 M308.ST10.01A/B
70 12 18 8 M308.ST12.01A/B
70 13 26 8 M308.ST13.01A
100 12 32 9 M311.0012.01A/B/E
100 12 45 9 M311.0012.02A/B/E 3,5 1
120 12 64 9 M311.0012.03A/B/E
130 12 20 9 M311.0012.05A 311/611 17,7
130 12 20 9 SM311.0012.05B/E* i TAVAVA
80 12 - - M311.0012.D.00A ap max
80 16 - - M311.0016.D.00A 57 ==
90 16 25 9 M311.0016.00B/E 311 17 I
100 16 32 9 M311.0016.01A/B/E
110 16 45 9 M311.0016.02A/B/E 3,5 17,7 1
130 16 64 9 M311.0016.03A/B/E 311611
110 16 32 13 M311.1316.01A/B/E
130 16 45 13 M311.1316.02A/B/E - 17,7 NANAN
145 16 64 13 M311.1316.03A/B/E
22 11 - 9 M311.ER11.02
22 16 - 9 M311.ER16.02
22 20 - 9 M311.ER20.02 $11/611 35 7.7 L
22 25 - 9 M311.ER25.02
*MaTepman XBOCTOBUKaA: TBepLI,bII7I cnnas - Nno 3anpocy Pa3Mepr B MM

*Material of shank tungsten alloy - upon request Dimensions in mm Ji13



OG30p nocraBnAeMbIX XBOCTOBMKOB
¢ppe3

Summary Available Milling shanks

(ph HORN pi»)

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 35)
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

0603Ha4eHmne
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*

*MaTtepunan XBOCTOBUKA: TBEPALIN CMaB - No 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 57

325/328/628 5/6,5/9,3

328 -

Pasmepbl 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



O6G30p nocraBnAeMbIX XBOCTOBMKOB

dpe3

Summary Available Milling shanks

(ph HORN pi»)

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

Pasmepbl
Dimensions
dgG I2
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
23885
14,3
11
11
14,3
14,3
14,4
17,5
17,5
17,5

34

0603Ha4eHmne
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

*MaTtepunan XBOCTOBUKA: TBEPALIN CMaB - No 3anpocy
*Material of shank tungsten alloy - upon request

MnacTtuHbl
Inserts
Tun type to
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
1L
1L
31,7
NN\
1L
34,7 —|_|_
24 I
JAVAVA

Pasmepbl B MM
Dimensions in mm

J15



Pexumbl pe3aHus
Cutting Data Cﬁh HORN I]h)

HavarnbHble 3Ha4eHus CKOPOCTW pe3aHis V. cpenHei TOMLWMHbI CTPYXK h ., AnA 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 »HCT«.

23 CKOpOCTb pesaHns v, CPE[iHASA TOMILMHA CTPYXKKA h
Marepuan 55 Cutting speed v, medium thickness of chip h
O o
Material g3 TN35 AS45 Tun nnactuHbl/Insert Type 108,111,116, 306-336,606-636
Q5 m MGI2 TI25 i i '
|E % 5 TH35 TA45 Oqec:ry)K'ieg(i:JKMVI »(er%zmm He;gteﬁ;mm
P 0,2%C 140 - 240 240 -
YrnepogucTas cranb o )
Pt 04%C 180 210 210 -
0,6% C 200 - 160 160 -
OTOXOKEHas
p——— 180 150 150 - 0,05 0,03 0,01
JlervpoBaHHas ctanb 3aKarnka
Alloyed steel quenched 2al ) 120 120 -
S 350 - 70 70
quenched
OTOXOKeHas
BbICOKONervpoBaHHas CTarb  annealed 200 ; 70 70 -
high alloyed steel
(>5%) 3aKaneHHas }
hardened
HenernpoBaHHoe 180 80 180 180 -
CransHoe N1Tbe unalloyed
Gaststee NEIVposanHoe 220 70 120 120
alloyed
M MapTeHCUTHas,
cheppuTHast 200 80 130 130
HepxasetoLLas cranb martensitic, ferritic
Stainless steel
aycreHTHas 180 70 120 120 -
austenitic
C HU3KIM MPeaernom
TeKy4ecTn 180 70 100 100
YyryH low tensile strength
Castiron C BbICOKIM MPEEmnom
TEKy4eCT 250 60 90 90
high tensile strength
theppuTHbI
UyryH co ccheporanbHbIM - ferritic 160 70 100 120
rpacuTom -
Spheroidal hit ti NepnnTHbIN
pheroidal graphite cast iron perrl)itic 250 . 60 60 - 0.05 0,03 001
beppihi 125 60 100 100 -
Koskwii uyryn Sl
Malleable cast iron NepIUTHBIV 205 i 0 T
periitic
B MOCTaBKe
N Cnnasb! anioMiHMs not heat treatable 30-80 550 800 -
Al-allo
! YMPOUHERHLIE 80-120 220 300
heat treatable
B MOCTaBKe
ATOMUHVEBOE NUTbE not heat treatable 80 220 300 -
Al-cast-alloy YMPOYHEHHbIE 100 100 200
heat treatable
B NOCTaBKe
Cnnasbl Meay not heat treatable 90 120 -
Copper-alioy YMPOYHEHHbIE 100 100
heat treatable
OTONOKEHBIN
S 200 40 80 80 -
YaponpouHbIii cnnas annealed
Heat resistant alloy (Fe) 3aKaneHHbIi 075 2
hardened
OTONOKEHBIN
250 20 40 40 -
YaponpouHbIii cnnas annealed
Heat resistant alloy (Ni, Co) 3aKaneHHbIl
hardened 350 15

J16



Pexxumbl pe3aHus
Cutting Data Cﬁh HORN I]h)

HavarnbHble 3Ha4eHUst CKOPOCTW pe3aHis V. cpenHei TOMLWMHbI CTPYXK h ., AnA pacdyeta 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.

23 CKOpOCTb pesaHns v, CPE[iHASA TOMILMHA CTPYXKKN h
Marepuan 55 Cutting speed v, medium thickness of chip h_
O o
Material g3 TN35 AS45 Tun nnactuHbl/Insert Type S310 / 314 / S275
Q5 m MGI2 TI25 i i '
IE ST TH35 TA45 oqec:rym%%mw »(er%zwm He;gteﬁ;mm
P 0,2%C 140 - 240 240 -
Yrnepoguctas cranb o )
Carbon steel 04%C 180 210 210 -
0,6%C 200 - 160 160 -
OTOXOKEHas
p— 180 - 150 150 - 0,1 0,05 0,03
JlervpoBaHHas ctanb 3aKarnka
Alloyed steel quenched 2al ) 120 120 -
sakarka 350 - 70 70
quenched
OTOXOKeHas
BbICOKONervpoBaHHas CTarb  annealed 200 ; 70 70 -
high alloyed steel
(>5%) 3aKaneHHas }
hardened
HenernpoBaHHoe 180 80 180 180 -
CTansHoe N1Tbe unalloyed
Gaststee NEIVposanHoe 220 70 120 120
alloyed
M MapTeHCUTHas,
cheppuTHast 200 80 130 130
HepxasetoLLas cranb martensitic, ferritic
Stainless steel
aycreHTHas 180 70 120 120 -
austenitic
C HU3KVM MPeaernom
TeKy4ecTn 180 70 100 100
YyryH low tensile strength
Castiron C BbICOKIM MPEEmnom
TEKy4ecT 250 60 90 90
high tensile strength
theppuTHbI
YyryH co cchepouaanbHbIM — ferritic 160 70 100 120
rpacuTom -
Spheroidal hit ti NepnnTHbIN
pneroidal grapnite cast iron perrl)itic 250 . 60 60 - 0!1 0’05 0’03
beppiTh i 125 60 100 100 -
Koskwii uyryn Sl
Malleable cast iron NepIUTHBIV 205 i . T
perlitic
B MOCTaBKe
N Cnnasb! anioMiHms not heat treatable 30-80 550 800 -
Al-allo
! YTPOUHEHHLIE 80-120 220 300
heat treatable
B MOCTaBKe
ATOMUHVEROE NUTbE not heat treatable 80 220 300 -
aLeastaloy YMPOYHEHHbIE 100 100 200
heat treatable
B NOCTaBKe
Cnnasbl Meay not heat treatable 90 120 -
Copper-alloy YMPOYHEHHbIE 100 100
heat treatable
OTONOKEHBIN
S 200 40 80 80 -
YaponpouHbIii cnnas annealed
Heat resistant alloy (Fe) 3aKaneHHbIi 075 2
hardened
OTONOKEHBIN
250 20 40 40 -
YaponpouHbIii cnnas annealed
Heat resistant alloy (Ni, Co) 3aKaneHHbIi
hardened 350 15

*KepmeT gocTyneH Tonbko B peXxyLux nnactuHax Tna 314
*Cermet only indexable insert type 314 available
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NMonuroHanbHoe hpe3epoBaHue (ﬁh HORN |]|D

Polygon Milling
Cuctema/System CtpaHuua/Page
M275 K2

381 K8

K1



MonuroHanbHoe chpesepoBaHue Cﬁh HORN [il1)

Polygon Milling
Kopnyc cdpesbl
Cutter
M275
CtpaHuua/Page
K4-K5

CMeHHas nnacTtuHa
Indexable insert

S275

Ctpanunua/Page
K6

K2



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

M275

Kopnyc ¢pesbl Cutter

@ pexyLien Kpomkn ot 40 Mm from cutting edge @ 40 mm

K3



NMonuroHanbHoe hpe3epoBaHue
Polygon Milling

(ph HORN pi»)

Kopnyc ¢pesbl
Cutter

M275

40 mm

Cutting edge @

@ pexyLuen KpoMKM

ans ctaHka: Tornos
for machine: Tornos

L = nokasaHo neBoe UCMOSIHEHNE.
Picture = left hand cutting version

O6o03HaYeHue Ds d, h t o
Part number
R/LM275.D040.10.04 40 33 7,9 3

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

U >\
i
L~
X J

ana nnacTtuHbI

R/LS275.MK13.MO0
for insert R/LS275.MK13.M0

d, d, Tun craHka
Machine type
10 15,5 EvoDECO 10

|/|CI'IOJ']b3yl7ITe npaByo Oep>KaBKy A4 NMpaBblX PexyLmnX NnacTtruH 1 NeBy 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 cdpesbi 3aXXMMHOW BUHT Kntouy Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
LM275.D040.10.04 030.357P.0315 T10PL
RM275.D040.10.04 030.357P.0315 T10PL

K4

BanaHCUPOBOYHbLIN 3NIeMEHT
Balancing element

LS275.AT41.HM
RS275.AT41.HM



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbi M275 il

Cutter

©

@ pexyLuen KpoMKM Cutting edge @ 64 mm

s

ans ctanka: Traub
for machine: Traub

ana nnacTtuHbI

RS275.MK13.M0
[MokasaHo npaBoe McnosrHeHne for insert RS275.MK13.M0O
Picture = right hand cutting version

O603Ha4yeHue Ds d, h b d, d, | Tun cranka

Part number Machine type

RM275.T064.33.03 64 56 39 3 33 36 | TNL12-7 MpoTrBONonoxHoin wnuHaens/Subspindle
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm

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

3anacHble YyacTu

Spare Parts
Kopnyc dpe3bi 3axumHown BUHT | Kntou Tun TORX PLUS®
Cultter Clamping Screw TORX PLUS® Wrench
RM275.7064.33.03 3.510T10P T10PL

K5



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

CmeHHas nnacTuHa S275 e ~

Indexable insert

LLinpuHa pesa Width of cut 4 mm

Kopnyc dopesbl
Cutter

™n M275
Type

MNpogonsHoe
thpeseposaHmne
Side milling

= .
‘ w
R = nokasaHo npaBoe UCNoJIHeEHne L = neBoe ncnonHeHme
R = right hand version shown L = left hand version
O6o3HayeHune w r S
Part number
R/LS275.MK13.M0 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 NpUMeEHeHUe / alternative recommendation
- HENPUIroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
TBEpPAbIN CNNaB C NOKPbITUEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet
Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm Carbide grades
Bbibepute R nnu L ncnonHexue.
State R or L version
[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request

K6
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NMonuroHanbHoe 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



NMNonuroHanbHoe ope3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

381

Kopnyc cdhpe3sbl 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

o - A_A

=
Jl A

mﬂ (3]
—— O g =)
Sl S
:l! '
Aanga nnacTtUHbI
N314.MK40.20
L = nokasaHo neBoe UCTONHEHNE. for insert N314.MK40.20

Picture = left hand cutting version

O603Ha4yeHue Ds d, h t oo d, Tun cTaHka
Part number Machine type
L381.A060.13.04 60 50 8,2 4,5 13 Star SR-20J
[pyrve pasmepsbl - N0 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

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

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Knouy Tun TORX PLUS® BanaHCMpPOBOYHLIN 3NIEMEHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.A060.13.04 5F.08T20P T20PQ L314.AT30.HM

K10



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 70/86 /98

ons ctaHka: Gildemeister
for machine: Gildemeister

™
K
!
El __ L ONS pexyLmx nnactmH
' L314.MK50...

L = nokasaHo neBoe UCMOSHEHME. for inserts L314.MK50...
Picture = left hand cutting version

O603Ha4yeHue Ds d, h a b d, Tun cTaHka

Part number Machine type

L381.G070.15.04 70 58 15 8,16° ) 11,5 GLD25/GD32

L381.G086.25.04 86 74 23 8,16° 5 18,0 GM20-6,-35-8/GMC35

L381.G098.26.04 98 86 28 8,32° 5 20,0 GM35-6,-35-8,-42-6/GMC35
[pyrve pasmepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKK1 BUHTOB CM. TEeXHUYEeCKMe pekomMmeHaauum.
For torque specification of the screw, please see Technical Instructions.

3anacHble Yactu

Spare Parts
Kopnyc dpesbi 3axumHon BUHT | Kntou Tun TORX PLUS® | BanaHCUPOBOYHbINA 31eMeHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.G070.15.04 5.10T20P T20PQ N314.AT40.HM
L381.G... 5.12T20P T20PQ N314.AT40.HM

K11



NMonuroHanbHoe dpesepoBaHUue
Polygon Milling

(ph HORN pi»)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 80 mm

ons ctaHka: Gildemeister
for machine: Gildemeister

L = nokasaHo neBoe UCMOSHEHNE.
Picture = left hand cutting version

ana nnacTtuHbI

N314.MK40.20
for insert N314.MK40.20

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 ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEeHT 3aTsXK1 BUHTOB CM. TeXHUYeCcKMe pekomeHaauumn.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTtu
Spare Parts
Kopnyc dpe3bi 3aXXMMHOW BUHT Kntou Tun TORX PLUS® | BanaHCMPOBOYHbIN 3IEMEHT
Cultter Clamping Screw TORX PLUS® Wrench Balancing element
L381.G080.16.04 5F.08T20P T20PQ L314.AT30.HM

K12



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381
Cutter

@ pexyLuen KpoMKM Cutting edge @ 90 mm

ons ctaHka: Gildemeister
for machine: Gildemeister

h
1
I
) ki \
ol { | i | ]
] o |
=2
!
I
Ona pexyLwmx nnactmH
L314.MK50...
L = nokasaHo neBoe UCMOSHEHME. for inserts L314.MK50...
Picture = left hand cutting version
O603Ha4yeHue Ds d, h b d, d, Tun cTaHka
Part number Machine type
L381.G090.22.04 90 78 20 5 22 30 SPRINT 32L/-42L
[pyrve pa3mepsbl - N0 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTsXKkn BUHTOB CM. TeXHUYEeCKMe pekomMmeHaauum.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
Kopnyc dpesbi 3axumHon BUHT | Kntou Tun TORX PLUS® | BanaHCUPOBOYHbINA 31eMeHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
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

|
od,
|

| s h _
IPE. ds - ONSA pexyLmx niactuH
R/L314.MK50...
[Moka3aHo npaBoe McnosrHeHne 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 nnm L ncnonHeHwe. Pasmepbl ykaszaHbl B MM.
State R or L version Dimensions in mm
[pyrvne pasmepsbl - MO 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
Kopnyc dpesbi 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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NonuroHanbHoe dhpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381 Ve — ~
Cutter

@ pexyLuen KpoMKM Cutting edge @ 73,5 mm

ans ctanka: INDEX
for machine: INDEX

Gdz
Ervd3
|
|
|

ana nnacTtuHbI

N314.MK40.20

[Moka3aHo npaBoe McnosrHeHne for insert N314.MK40.20
Picture = right hand cutting version

O603Ha4yeHue Ds d, h t o d, Twn cTaHka

Part number Machine type

R381.X073.16.04 738 63,5 8 5 16 Index MS25
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MoMeHT 3aTsXKn BUHTOB CM. TeXHUYEeCKMe pekomeHaaLmnmn.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTtu
Spare Parts

Kopnyc dpe3bi 3aXXMMHOW BUHT Kntou Tn TORX PLUS® | BanaHCUPOBOYHbIN 31IeMEeHT

Cultter Clamping Screw TORX PLUS® Wrench Balancing element

R381.X073.16.04 5F.08T20P T20PQ R314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381 Ve — ~
Cutter

@ pexyLuen KpoMKM Cutting edge @ 90 mm

ans ctaHka: Nakamura
for machine: Nakamura

[ | C'JI L5 |
—4 LT | T
Qo |
Aang nnacTtuHbl
N314.MK40.20
L = noka3aHo neBoe UCMOSHEHME. for insert N314.MK40.20
Picture = left hand cutting version
O603Ha4yeHue Ds d, h t oo d, Twn cTaHka
Part number Machine type
L381.N090.16.04 90 80 7,8 5 16 WT250
[pyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSXKKN BUHTOB CM. TeXHMYEeCKMe pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble YacTu
Spare Parts
Kopnyc cdpesbi 3aXXMMHOW BUHT Kniou Tun TORX PLUS® BanaHCUPOBOYHbLIN 3NIEMEHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
L381.N090.16.04 5F.08T20P T20PQ L314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling Cﬁh HORN I]h)

Kopnyc ¢pesbl 381 s ™
Cutter

@ pexyLuen KpoMKM Cutting edge @ 78/98/ 118

ons ctaHka: A.H. Schiitte
for machine: A.H. Schiitte

A-A
6.
e \
iy
o
o
=
=] !
||
il 1
L. |
h | .F
- - Aanga nnacTtUHbI
L314.MK70.M0
L = nokasaHo ieBoe UCMOIHEHME. for insert L314.MK70.MO
Picture = left hand cutting version
O603Ha4yeHue Ds d, h a b d, Tvn cTaHka
Part number Machine type
L381.5078.30.02 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
L381.5118.30.02 118 115,0 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 pesepoBaHve = 5,0 MM / hpedepoBaHne 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 3axumHon 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 pi»)

Kopnyc ¢pesbl
Cutter

381 4 h

Cutting edge @ 78/98 /118 mm

@ pexyLuen KpoMKM

ans ctadka: A.H. Schiitte
for machine: A.H. Schiitte

od,
|
-
od,

g f—— Aanga nnacTtUHbI
L314.MK70.MO0
L = nokasaHo neBoe UCMOSHEHME. for insert L314.MK70.M0O
Picture = left hand cutting version
O603Ha4yeHue Ds d, h a b d, Tvn cTaHka
Part number Machine type
L381.5078.30.03 78 77,0 19 5,42° 5 26,3 | SG18, SG20, AG18
L381.5098.30.03 98 94,6 19 5,42° 5 26,3 | SG20/SF26,-S,-L/SE18/AF26,32
L381.5118.30.03 118 115,0 19 5,42° 5) 26,3 | SF32,42,51,67/AF42

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

YCUIEHHbIN KapMaH, nogaya no ocu
Note:

reinforced pocket, feed in axial direction

* tmax npogonebHoe pesepoBarve = 5,0 MM / ppedepoBaHue kaHaBku = 1,2 MM

* tmax Side Milling = 5,0 mm / Groove Milling = 1,2 mm

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

3anacHble YacTu

Spare Parts
Kopnyc dpesbi 3axumHon BUHT | Kntou Tun TORX PLUS®
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ

K18

Pasmepbl ykaszaHbl B MM.
Dimensions in mm




MonuroHanbHoe chpesepoBaHue Cﬁh HORN [il1)

Polygon Milling
Kopnyc ¢pesbl 381 U o N
Cutter

@ pexyLuen KpoMKM Cutting edge @ 80 mm
/
ans ctaHka: Tornos
for machine: Tornos
__._l;h__ s
sl ] 15t
@ SRS '
Aanga nnacTtUHbI
N314.MK40.20

L = nokasaHo neBoe MCronHeHune. for insert N314.MK40.20
Picture = left hand cutting version

O603Ha4yeHue Ds d, h b d, d, Twn cTaHka

Part number Machine type

L381.D080.16.04 80 57,5 13,6 5 16 23 DECO 2000/DECO 13/20/26
[pyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTAXKN BUHTOB CM. TexXHMYeckme pekoMmeHgaunm.
For torque specification of the screw, please see Technical Instructions.
3anacHble yacTu
Spare Parts

Kopnyc dpesbi 3axumHon BUHT | Kntou Tun TORX PLUS® | BanaHCUpPOBOYHbINA 31eMeHT

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

i h
5 g
.--'-----.
o'| .-
a
|
ONA pexyLwmx nnacTtuH
L314.MK50...

L = nokasaHo neBoe UCMOSHEHME. for inserts L314.MK50...
Picture = left hand cutting version

O603Ha4yeHue Ds d, h toox d, d, Tvn cTaHka

Part number Machine type

L381.D086.25.04 86 74 23 5 247 18 Tornos Multi-Deco
[Opyrve pasmepsbl - No 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEeHT 3aTSXK1 BUHTOB CM. TeXHUYEeCcKMe pekomeHaauum.

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

3anacHble YacTu

Spare Parts

Kopnyc dpesbi 3aXXMMHOW BUHT Kniou Tun TORX PLUS® | BanaHCUMPOBOYHbLIN 351IEMEHT

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 — ~
Cutter

@ pexyLuen KpoMKM Cutting edge @ 80 mm

ans ctanka: Traub
for machine: Traub

tzxd2

d
- 7| ONs NacTUHbI
N314.MK40.20
[MokasaHo npaBoe McnosrHeHne for insert N314.MK40.20
Picture = right hand cutting version
O603Ha4yeHue Ds d, h t o d, Tun cTaHka
Part number Machine type
R381.T080.16.04 80 69 12 5 16 TRAUB TNL18
[Opyrvue pasmepsbl - Mo 3anpocy. Pasmepbl ykazaHbl B MM.
Further sizes upon request Dimensions in mm
MoMeHT 3aTsXKn BUHTOB CM. TeXHUYEeCKMe pekomeHaaLmnm.
For torque specification of the screw, please see Technical Instructions.
3anacHble yacTu
Spare Parts
Kopnyc dpesbi 3aXXMMHOW BUHT Kniou Tun TORX PLUS® | BanaHCUPOBOYHbLIN 31IeMEHT
Cutter Clamping Screw TORX PLUS® Wrench Balancing element
R381.7T080.16.04 5F.08T20P T20PQ R314.AT30.HM
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN pi»)

Kopnyc ¢pesbl
Cutter

381

@ pexyLuen KpoMKM Cutting edge @

ans ctanka: Traub
for machine: Traub

e
I_
I—(

JE S
i

L = nokasaHo neBoe UCMOSHEHNE.
Picture = left hand cutting version

O6Go3Ha4yeHune Ds d, h
Part number
L381.T069.12.04 69 57,5 8

[Opyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

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

3anacHble YyacTu

69 mm

Spare Parts
Kopnyc dpe3bi 3axumHon BUHT | Knrou Tun TORX PLUS®
Cultter Clamping Screw TORX PLUS® Wrench

L381.T069.12.04 5F.08T20P T20PQ
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ana nnacTtuHbI

N314.MK40.20
for insert N314.MK40.20

Twun cTaHka
Machine type

12 TNL12-7/TNL26/TNK36

Pasmepbl ykazaHbl B MM.
Dimensions in mm

BanaHCUPOBOYHbLIN 3NIEMEHT
Balancing element

L314.AT30.HM



NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN pi»)

CMmeHHasi nnacTuHa N314

Indexable insert

LLinpuHa pesanusa Width of cut 4-7 mm

* tmax A i -._t mai_.-

A
)
i )

Kopnyc dopesbl
Cutter

™n 381
Type

Dpe3spoRIHHE MNpaaGnsHoe
KaHaBoK pedapoBaHie
Groove milling Side miling

/| —

N314...
O6o3HayeHune w r s
Part number
N314.MK40.20 4 - 3,6
R/L314.MK50.20 5 0,15 5,2
L314.MK70.M0 7 0,15 7,4
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
o OCHOBHOE NnpumeHeHwue / recommended
0 AnbTepHaTUBHOE NMpUMeHeHNe / 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 (npaBoe), L (neBoe) vnun N (HenTpanbHoe) NCNONHEHNeE.
State R, L or N version
[Opyrue pa3mepsl - No 3anpocy.
Further sizes upon request
*ax ®pesepoBaHue kaHaBok | lpogonbHoe chpesepoBaHue
Groove Milling Side Milling
N314.MK40.20 cM. Ppesalsee cutter
R/L314.MK50.20 cM. dpesa/see cutter
L314.MK70.M0 cM. Opesalsee cutter
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NMonuroHanbHoe dpe3epoBaHUue
Polygon Milling

(ph HORN pi»)

CmeHHas nnacTuHa 314
Indexable insert

LLinpuHa pesanusa Width of cut 5-5,4 mm

) J[m_a_x :
L = nokasaHO NeBOEe UCMOSTHEHNE R= npaBoe UcCnosiHeHne
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 54 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 NoKpbITMA / uncoated grades
TBEPAbIV CrnaB C NOKPbITUEM / coated grades

I c Hanarkon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R nnu L ncnonHexue.

State R or L version

[Opyrne pasmepsl - No 3anpocy.

Further sizes upon request

K24

Kopnyc dopesbl
Cutter

™n 381
Type

MpogoneHoe
thpeaepoeaHue

Side milling

Mapkun TBEpAOro crnnaea
Carbide grades



TexHu4eckas MHcpopmauus Cﬁl’l HORN ill)

TexHornormna opesepoBaHNs MHOrOrpaHHMKOB

O6paboTka MHOrorpaHHMKOB - 3TO NMpoLecc 06paboTkM NNOCKOCTEN HA BPaLLAKOLLMXCS
AeTansix npu NOMOLLM crneumanbHbIX pes3 Ha TOKapHbIX cTaHkax ¢ YlTY nnu
MHorownuHaensHoM obopyaoBaHun. [letanb (rnaBHbIN WNMHAENL) U hpesa (NpnBOAHOM
WHCTPYMEHT) LOMMKHbI BpaLaTbCA CUHXPOHHO.

Mpu paHHOM Buae o6paboTkm ucnonbiyercsa BcTpeuHoe dbpe3epoBaHue!

KonnyectBo CTOPOH MHOrOrpaHHMKa 3aB1UCUT OT COOTHOLLEHUS BPaLLLEHWs1 3aroTOBKK U
dpesbl 1 kKonmyecTBa 3yobeB pesbl.

Mpun cooTHOWEHUN 2:1 NOBEPXHOCTb MMeeT HeBOoMbLUYHO BbINyKNOCTb. OTKNOHEHWE OT
dopMbl 4ONYCTUMO 4S5 BCEX BUAOB AaHHON 00paboTKu.

Mpun cooTHOWweEHUN 1:1 NOBEPXHOCTb MMEET CUSbHYIO BbIMYKNOCTb. OTKNOHEHME
HeZonyCcTMMO ANA NOBEPXHOCTEN MHOrOrpaHHUKa.

Mpu cooTHOWeEHUN 3:1 MOBEPXHOCTb MMEET CUSbHYIO BOTHYTOCTb. OTKINOHEHETaKKe He
noaxoauT Ans NoBepxXHOCTEN MHOrOrpaHHuKa.

Ncxopsa ns atoro, Tpebyemoe Konm4yecTBO CTOPOH MHOFOrpaHHMKa AOSKHO ObiTh B ABa
pasa 6onblue KonMYyecTBa CMEHHbIX NacTUH Ha Koprnyce dpesbl.

[nsa pacyeta bopMbl NOCKOCTEN HEOBXOOMMBI CneayoLlme AaHHble:

1. OnameTp dpesbl.

2. lLnpnHa obpabaTtbiBaeMon rpaHu.

3. AnameTp npegsaputenbHon 06paboTku.

4. KonnmyecTtBO CTOPOH.

5. CooTHOLLEHME BpaLleHns bpesbl U 3aroTOBKMW.

[MnoCcKOCTU MOXHO MOMy4YMTb NyTeM NPOLOSbHOMO hpes3epoBaHUa N METOLOM Bpe3aHus.
Takke BO3MOXHO CHATNE hackm npodmnbHON 06paboTKoN.

dpesepoBaHMe KaHaBOK MpononkHoe pesepoBaHne [MpodunbHoe dpesepoBaHme
—W _\ =3

—_— —_—

|
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TexHu4eckas MHcpopmauus Cﬁh HORN ill)

[1Be rpaHu obpabaTbiBatOTCs 0AHON nNracTuHoW. COOTHOLLEHME YacTOoThl BpalleHuns 2:1 K

rmaBHOMY LUNUHAOETIO.

YeTblpe rpaHn obpabartbiBatoTca ABYyMA nnacTuHamu. COOTHOLLEHNE 4YacTOoThbl BpaLLEHUs
2:1 K rmaBHOMY LUMNUHAEN!O.

—

LLlecTb rpaHen obpabaTbiBaoTca Tpems nnactTuHamu. COOTHOLLEHME YacTOThl BpaLLEHNS
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

0 n -

Groove milling Side milling
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Technical Information Cﬁl’l 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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TexHnyeckasa nHpopmauuma

(ph HORN pi»)

KonuyectBo

®Popma
nnacTuH

BpaLleHus

CooTHOLLEeHME YacToThbl

WUHcTpymeHT : LWnuupens

MoBepxHoCcTU

HenoaxoasALWMN, CUNBbHO BbIMYKbIN

— N
N —
-

HenoaXoAsLWMI, BbIMyKIbIn
OYeHb MOAXOAALLMIA, HEMHOIO BbINyKIbIN

N
N
w o -
=

HEeNOAXOASALNNA, BbINYKNbIV
noaxoAsALLNN, BbIMNYKbIN
O4YeHb NoAXOAALMA, HEMHOTO BOTHYThIV

0O4eHb NOAXOOALMNIA, HEMHOTO BbIMYKIbINA
HenoaxoasLmnmn, BOrHYThIN

3 1,66 : 1
2 25:1

noaxoAsALMN, BbIMYKMbIN
O4YeHb NoAXoAALMIA, HEMHOIO BOTHYThIV
HENOAXOASALNA, BOTHYThIN

OY€eHb NOAXOASLLNA, HEMHOTO BbIMYKIbIV
HeNnoaXoasALLMN, BOTHYThIN

- N
AN
NN

Pexxnmbl pe3aHus

O4Y€eHb MOAXOASALLMNIA, HEMHOTO BbIMYKIbIN
HenoaxoasLmnn, BOrHYThIN

Mopaua f,Mm
MaTepuan CnnaBbl VvV, M/MUH MpononbHoe dpeseposaHie
hpesepoBaHne KaHaBoOK
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
¢pesepoBanHus! NMpu dppesepoBaHmn KaHaBOK pabouas nogaya AoMKHa ObITb
cHuxxeHa Ha 30 - 50 %, B 3aBUCUMOCTMU 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
Bpems uukna: ~ 2,19 cek.

Q/_“‘-\

MHCTpyMeHT:
n,, = 1372,00 mm’

wz
Vo= 388,25 MM/MUH

cwWz
3aroToBka:
N,. = 686,00 MM

WS
Voo = 59,75 MM/MUH

cWS
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Technical Information

(ph HORN pi»)

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

S 1,66 : 1 suitable, convex

2 2,5:1 very suitable, little concave

1 5:1 not suitable, concave

g 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 ( ) - 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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O630p Kopnyc dpesbl (ﬁh HORN I]ID
Summary Cutter
Mpounssogutenb CtaHok Kopnyc dpe3bl CMeHHas nnacTtuHa 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 L381.G080.16.04 L314.MK40.20 TN35 2/3  12.000 min-1
Gildemeister GM35-6 L381.G098.26.04 L314.MK50.20 TN35 2/3 10.000 min-1
Gildemeister GM35-8 L381.G086.25.04 L314.MK50.20 TN35 2/3 11.000 min-1
Gildemeister GM35-8 L381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister GM42-6 L381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister GMC35 L381.G086.25.04 L314.MK50.20 TN35 2/3  11.000 min-1
Gildemeister GMC35 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 L.381.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 L.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte AF26 L381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schitte AF32 L.381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schitte AF32 L381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schiitte AF42 L.381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte AF42 1.381.5118.30.02 L314.MK70.MO TN35 2 12.000 min-1*
Alfred H. Schitte AG18 L.381.5078.30.03 L314.MK70.MO TN35 3 20.000 min-1*
Alfred H. Schitte AG18 L.381.5078.30.02 L314.MK70.MO TN35 2 20.000 min-1*
Alfred H. Schiitte SE18 L.381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SE18 L.381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schitte SF20 L381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SF20 L.381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schiitte SF26L L381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SF26L L.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26 L.381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S L.381.5098.30.03 L314.MK70.MO TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S L381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schiitte SF26 L.381.5098.30.02 L314.MK70.MO TN35 2 15.000 min-1*
Alfred H. Schiitte SF32 L.381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF32 L.381.5118.30.02 L314.MK70.MO TN35 2 12.000 min-1*
Alfred H. Schiitte SF42 L.381.5118.30.03 L314.MK70.MO TN35 3 12.000 min-1*
Alfred H. Schiitte SF42 L.381.5118.30.02 L314.MK70.MO TN35 2 12.000 min-1*
Alfred H. Schiitte SF51 L.381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF51 L.381.5118.30.02 L314.MK70.MO TN35 2 12.000 min-1*
Alfred H. Schitte SF67 L.381.5118.30.03 L314.MK70.MO TN35 3 12.000 min-1*
Alfred H. Schiitte SF67 L.381.5118.30.02 L314.MK70.MO TN35 2 12.000 min-1*
Alfred H. Schiitte SG18 L.381.5078.30.03 L314.MK70.M0O TN35 3 20.000 min-1*
Alfred H. Schiitte SG18 L381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Alfred H. Schitte SG20 L381.S5078.30.03 L314.MK70.MO TN35 3 20.000 min-1*
Alfred H. Schiitte SG20 L381.5078.30.02 L314.MK70.MO 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.T064.33.03 RS275.MK13.MOTN35 3 13.000 min-1
TRAUB TNL12-7 L.381.T069.12.04 N314.MK40.20 TN35 2/3 13.000 min-1
TRAUB TNL26 L381.7T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1
TRAUB TNK36 L381.7T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1

Kopniyca dpe3 ansa 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 NoJIOBOK
Indexable carbide inserts for Whirling Heads

AR sRmmsssmmsE==_1

[iByx3axoaHas pe3bba OpHosaxoaHas pesbba [Byx3axopHas
Two starts One start Two starts
CMeHHas nnactuHa tin 314 CwmeHHas nnactuHa tin S302

'ny6uHa npocpunsi t =6 Mmm, w=5,4/6,5/7,5 Mm ny6uHa npocpuns t=4,3 Mm, w=4,4/54/6,1 Mm
Indexable Insert Type 314 Indexable Insert Type S302

Depth of profile bis t=6 mm, w=5,4/6,5/7,5mm Depth of profile up to t = 4,3 mm, w=4,4/5,4/6,1 mm

[na Npov3BOACTBA MMACTUH C Pa3NMYHBIMU NPOMUNAMU HEOBX0OMMO NPUCLINaThb creumarnsHy 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 ronoska

Whirling Head
Ds =@ 10 mm

CTtpaHuua/Page L4 CTpaHuua/Page L6
PykosoacTBo Anst 3anpoca CTpaHuua/pPage L7

Order guideline
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BuxpeBasa 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 nnactmHaMmm CHMMaeTCA C NOMOLLbHO 3aXKMMHOWN 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
AepxaBKa
Basic holder

Kopnyc c

nnacTuHamm

Cutter body

3aXXumMHas ramka
Clamping nut

PasnuyHble BapuaHTbl rONOBOK AOCTYMHbI MO 3anpocy.
HeoGxoammble AaHHbIe ANs 3anpoca:

- pexyLum guameTp BUXPEBOMN rONOBKU
- MakcMMarbHbIW HAPY>XHbIN ANaMeTp BUXPEBOW rOSTIOBKU
- MakcuMarbHbIN Yrofl NoBopoTa BMUXpeBoOro 6rioka.

Takke npu pa3MeLleHnin 3aka3a Heob6xoaMmo YKa3aTb npon3BogunTesd 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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MOAY" bHasA BUXpeBasA roysioBkKa

Modular Thread Whirling

(ph HORN pi»)

BuxpeBas ronoska
Whirling Head

HacTpoeyHbln pazmvep
Centre of form

O6o3Ha4eHve *Hactpoe4Hbin
Part number asmep

Centre of form

CTaHOapTHbIV MHCTPYMEHT (OOCTYMNEH Ha ckrage)

Standard tools (ex stock)

M302.AM12.40.06 11,9
M302.DM11.0.40.06 7,8
M302.AM12.T.40.06 5,0

M302 / 006

Z | Ds

12
6 | 11
12

CneumnanbHbI MHCTPYMEHT (ocTaBka 6 Hefernb)

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 NPOhnns NacTuH.

* 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 SR20I11

| S302 | Traub TNL 26

Pasmepbl ykasaHbl B MM.
Dimensions in mm

Mpuv 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 cucrtema:
MaKCVIMyM TOYHOCTU N XXECTKOCTU

Monobloc System:
means maximum precision and rigidity

Pa3nnyHble BapnaHTbl FONOBOK AOCTYMHbI MO 3anpocy.
Heobxoanmble AaHHble ANs 3anpoca:

- peXxyLnin AnaMeTp BUXPEBOW roNoBKM
- MaKCMMarbHbIA Hapy>XHblA AMamMeTp BUXPEBOWN FONOBKM
- MaKcMMarbHbI yron noBopoTa BUXpeBoro 6roka.

Takke npu pasmeLleHnm 3akasa HeobxoanMo ykasaTb NpPon3BoaMTENS U
MoAeNb 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

BuxpeBas ronoBka L389 / M302

Whirling Head

HacTpoe4Hbivi pasmep _HacTpoe4Hbin pa3mep
Centre of form Centre of form

A

O6o3HaueHve *Hactpoeunblit | Z | Ds d h d, © Mopenb cTaHka / Tun
Part number asmep = Buxpesoro 6noka type
Centre of form 5 Model number of machine / Unit
25
C £
CTaHOapTHbIV MHCTPYMEHT (QOCTYMNEH Ha ckrage)
Standard tools (ex stock)
L389.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 Whiling 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 | Whirling 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 SV/SR/ECAS20/ A
Whirling unit 42173
Device WTO TN762004 /
M302.W012.32.06 8,500 6 | 12,0 43,8 | 21,5 | 32,000 | S302 Whitling unit WTO TN762004 A
Citizen - Jarvis /
M302.C112.40.06 10,000 6 | 12,0 46,0 | 15,5 | 40,000 | S302 LTR-0128/-0132/-0139/-0168/-0183 B
CnevumanbHbIi MHCTPYMEHT (OoCTaBKa 6 Heaernb)
Special tools (delivery 6 weeks)
M302.0013.0124 : 6 | 135 | 620 180 | 62000 | S302 | Gidemeister Specd 2018 A

* HacTpoeuHbIi paamep 3aBUCUT OT NPOMUNS MIaCTUH.

* The centre of form depends on the individual insert. Pasmepbl ykasaHb! B MM.

Dimensions in mm

Mpy pa3mMeLleHnn 3akasa Ha NOCTaBKY yKa3biBanTe NPOU3BOAMTESSI U MOAENb BUXPEBOro 6rioka.

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 pi»)

PasmeweHue Kopnyca ¢ nfiacCTuHamMmu

Cutting location

HanpaBneHue BpalleHUsi BUXpeBOMn
rofioBKU
Turning direction of whirling unit

HanpaBneHue BpalleHus
npyTka
Turning direction of bar

Cneumndurkauus ctaHka
Machine speci ications

[MponssoguTens
Machine manufacturer

Mopenb
Model number of machine

[TponssoanTens NPUBOAHOM CUCTEMbI
Machine manufacturer driven tools

Tun npueogHoro 6roka
Type driven tools

Ocb Y

Y-axis

COXX BblCOKOr0 AaBneHust
High pressure coolant

HanpaBneHue BpalleHus BUXpEBOM

rONoBKK
Turning direction of whirling unit

HanpasneHue BpalLeHus npyTka
Turning direction of bar

Pa3melLieHve kopryca ¢ nnactuHamu
Cutting location

MaTepMan aeTtanum
Material

0O6o3HaueHme (DIN)
Specification (DIN)

[uametp npyTka @

Bar diameter

Pe3bba
Thread

Mpodhunb peswobl

Profile drawing

opalyes CHET/no

OnuH 3axon,
One start
opalyes OHeT/ no
[ga 3axoga
Two starts
ob5 o6
o7 o8

ol1o2o03oci4
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Mop,yanaﬂ BUXpeBas roysioBkKa
Modular Thread Whirling (ph HoRN piD

basoBas gepxaBka
Basic Holder

LA002

CrtpaHuual/Page L12

KonbLeBas kacceTa
Ring cassette

LM271

CTtpaHuual/Page L13
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Mo.qyana;l BuxpeBas roysioBka h HORN I.I
Modular Thread Whirling Cﬁ o I )

MoaynbHas Modular thread whirling

BuUXpeBas ronoBka system
OKOHOMWYHOE NPON3BOACTBO Economical manufacturing of
pe3bobl threads

L9



O630p

(ph HORN pi»)

Overview
CraHok Buxpesoit 6ok Basoas nepxaska | Konbliesas kacceta
Machine Unit Basic adaptor Ring cassette
Mponssogutens| Tun Mpoussoautens | Tun PaccTostHiie Mexay TOHKOI NPYBSA3KIA 1 TOPLIEM BIXPEBOV LLndpp LLncpp
Manufacturer | Type Manufacturer | Type ronosku H Distance centre of form - Locating face Whirling head H| Part number Part number
SR-20Rilll STAR 68172
SR-20RlI 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/L25 PCM LSW-212-000 1
LSW-101-000 1
CITIZEN LSW-315-000 1
M12/M16 PCM
MSW-101-000 1
KSW-101-000 1 LA002.PC40.4124.06
e . LSW-215-000 11
LSW-212-000 1
LSW-101-000 1
Gildemeister | SPEED 12:7/20-11 | PCM SPW-1220-000 1
Maier ML 20 D PCM ML-20-W1-15 11 LM271.12.4124.07.4.9
Nexturn SA20/32 PCM NESA-32-000 11 tmg] gg:}g:g;jg
Nomura NN20 PCM NN20-W15 1 LM271.12.4124.07 4.6
CITIZEN ci6 PCM LSW-424-000 15 LA02.PC35.4124,10 | LM271.09.4124.07.4.6
M12/M16 LM271.06.4124.07.4.6
CITIZEN 120/M20/M32 | CITIZEN BTW-1000 8 LM271.12.4124.08.5.9
LA002.B033.4124.06
CITIZEN L20/M20/M32 | CITIZEN BTW-2000 7,97
LTRO128 10
LTR0132 10
L20/M20/M32 | JARVIS LTRO139 LA002.J040.4124.06
LTRO168
LTR0O183 10
CITIZEN
LTRO131 10
LTRO162
L20/M20/M32 | JARVIS LTRO169 LA002.J037.4124.06
LTRO170
LTR0O187
TORNOS DECO 13a/20a | TORNOS 306101 85
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.DE13 9,5
DECO 20 MPU.TO.0800.DE2 9,5
SPEED 20/8 2123031 9,775
Gildemeister | SPEED 20/11 Gildemeister 9793028 LA002.G042.4124.06
SPRINT 20/8
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MoaynbHasa BuUxpeBasi royioBKa

Modular Thread Whirling

(ph HORN pi»)

Bba3oBas aepxaBka
Basic Holder

»

;

d

H{

h1 i i P~
— h -—

O603Ha4yeHue d
Part number

LA002.A040.4124.08 41
LA002.B033.4124.06 41
LA002.DP40.4124.03 41
LA002.G042.4124.06 41
LA002.J037.4124.06 41
LA002.J040.4124.06 41
LA002.PC35.4124.10 41
LA002.PC40.4124.06 41

3anacHble YacTu
Spare Parts

Ba3oBas gepxaBka
Basic Holder

LA002.A040.../...J040...
LA002.PC040.../...DP40...
LA002.J037.4124.06
LA002.PC35.4124.10

LA002

1 9
: *HaCTpoequm pasmMmep
*Locating face

40,0
33,0
40,0
42,5
37,0
40,0
35,0
40,0

3aXXUMHOM BUHT
Clamping Screw

4.14T15P
4.12T15EP
3.14T9P
4.16T15P

d

1

M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH
M24x1,5LH

Knouy Tun TORX PLUS®
TORX PLUS® Wrench

T15PQ
T15PQ
TOPL
Ti15PQ

15,40
16,00
17,15
13,15
16,50
16,00
10,65
16,50

4 A
- J
fir Ringkassetten
for Ring Cassettes
Twn LM271
Type
h, VcnonHeHne
Type

8,20 A

6,30 C

9,95 B

5,95 B

6,30 C

6,30 C

3,45 B

6,30 C

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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MoaynbHasa BuxpeBas rosioBka
Modular Thread Whirling Cﬁh HORN I]h)

KonbueBas kacceTa L M 271 /

Ring cassette

h, HacTpoeyHbin pasmep

-t NS NNacTUHbI
Centre of form fﬂ
l or Inserts
4,15 &
= Tun S271
1 Type
- 'D‘_ o
!
!
h3
— el
h Ds
—
O6o3HayeHune Ds d d, h h, h, Z Pa3avep
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 18,8 7,2 5,05 9 04
LM271.12.4124.07.4.6 12 41 M24x1,5LH 13,3 7,2 5,05 6 04
LM271.12.4124.07.4.9 12 4 M24x1,5LH 188 7,2 5,05 6 04
LM271.12.4124.08.5.9 12 41 M24x1,5LH 14,3 8,2 5,05 9 05

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

Kntou 020.3504.5410 He BXOAMT B KOMMJEKT NOCTaBKW. 3akasbiBalTe 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 3aXUMHOW BUHT Kntou Tun TORX PLUS®
Ring cassette Clamping Screw TORX PLUS® Wrench
LM271... 030.260P.1013 T8PL
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HORN Turbowirbeln®
HORN Turbo Whirling® (ﬁh HORN I]h)

HORN HORN
Turbowirbeln® Turbo whirling®
BaoBoe ObicTpee € Twice as fast with
yBerM4YeHHOM higher tool life

CTOMKOCTbIO NNacTuH! . -
Pre- and finish whirling

MpenoBaputenbHaa u in a single process
OKOH4YaTesibHas obpaboTka B
OQHOM npoLiecce
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HORN
Turbowirbeln®

HenasHo paspaboTaHHasa TexHonorns HORN Turbo whirling®
ONTUMU3NPYET NPOLIECC BUXPEBOIO Hape3aHus pe3b0obl u
nosbiwaeT adpekTnBHOCTb. KomnaHns HORN paspabotana
Kopryca C pa3genbHbIMY NIacTUHaMMU cneunanbHO Ass
06paboTkn pe3bbbl ¢ 6onblwmMu npunyckamn. OTaenbHble
nnacTuHbl paboTatoT Kak npeaBapuTenbHbIN UHCTPYMEHT U
0bpabaTbiBaloT 3aroToBKY 4O ONpeaesieHHOro HapyXHoro
OnameTpa. B cnyyae kopnycoB € AeBATHIO NiacTHamm
pasgerneHne pe3aHusl No3BOSISIET pacrnpenenuTb NpoLecc
06paboTkn Takum 06pa3omM, YTOObI Kaxaasa pexyLuas Kpomka
nogBepranachb paBHOWN Harpyske, YTO NO3BONSET OOCTUraThb
3HauYMTENBbHO Boslee BbICOKNX CPOKOB CryxObl. MnacTuHbl Ans
UHULLIHOM 06paboTKM Hape3alT OKOHYATENbHYH pe3b0y B
onTMManbHOM paboyem guana3oHe. HesaBrucrumo ot
BHELLHEro AMamMeTpa 3aroToBKW, coveTaHne psiga npodunen
NNacTuH co3gaeT onTUMarnbHY pe3bby ¢ NPEBOCXOAHOM
CTONKOCTbIO MHCTPYMEHTA.

TexHonorus HORN Turbo whirling® nossonset o6pabaTtbiBath
Kak 04HO3axo4Hble, Tak M MHOro3axogHble pe3bbbl. bornee
TOro, Anst obecneyeHns aToro npoLecca NPeLn3nNoHHO
LWNMOBaHHbIE ABYXKPOMOYHbIE NacTuHbl S271
paspabatbiBaloTCA Mo COOTBETCTBYOLLMIA NPOthunb pe3bbbl
n obpabaTtbiBaeMbln Mmatepunan. CMeHHble NacTUHbI
32>KMMAatTCH B OTSIMYHO MOAOMHAHHbIX, NPeAernbHO XEeCTKNX
MoCafdoYyHbIX THe34ax, Kak B HOBbIX MOLYIbHbIX BUXPEBbIX
rorioBKax, Tak U 0ObIYHBIX MOHOSUTHBIX FOMOBKAX.

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.
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HanpasneHue koppeKLum pexyLiei KpOMKM Ha CTaHKe

TexHuyeckasa nHgopmauus Cﬁh HORN fil1)

Technical Information

PacuyeT nonoxeHusa pexyLwen KpoOMKU
Calculation of the centre height correction of the cutting edge

PacuyeTt oTknoHenunsa AL
Calculation of the difference value AL

X=h +h,

AL=X-H

Pac4yeT oTkrnoHeHusa Ay
Calculation of the correction value Ay

Ay = AL x sin a

H PaccTtosiHue ocv noBopoTa BUXpeBoro 65ioka 40 6a30BOW NOBEPXHOCTY BUXPEBOW FONMOBKM
Distance sviwel-axis whirling unit / location face whirling head

h PacctosiHne ot 6a30B0ON NOBEPXHOCTM BUXPEBOro 6roka 40 6a30BOM MOBEPXHOCTU KOMbLIEBOW KacceTbl
Distance locating face whirling unit / location face ring cassette

h PaccTosiHue oT 6a30B0OIN NOBEPXHOCTU KOMNbLIEBOWM KACCETbI 40 PEXYLLEN KPOMKU
Distance locating face ring cassette / centre of form of the insert

X PaccTtosiHue oT pexyLLern KpoMK1 4o 6a30BONM 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

[
< &
8 ¢
2 15
(<) o= o
= = = Ocb BpaLLieHns 3arotoBkun
» gsg direction centerhight correction on swiss lathe B\
a2 o2 ¢}
= L =g
Qo E
2 CR=3
s ¥ <O
kS i ; \ a
3 e op =] >
g > <
8 L 1 !
E’ ‘ PeanbHoe nonoxeHue I'IOBOpOTHOVI ocu
k5 | real position of sviwel-axis
5 ) S, . MornokeHHe PeanbHoe nonoxexue
c b Ocb BpaLLeHs BUXPEBOit g MOBOPOTHO OCK
B - TONoBKYM MOBOPOTHOM OCK AnA real position of sviwel-axis
= rotation axis of whirling haed pacyeta

position of sviwel axis

MonoxeHue NOBOPOTHOM OCK A for calcualtion

pacyeta
position of sviwel-axis for calculation
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Hangute noaxogsuiee pelueHve A Ballero ctaHka Cﬁh HORN I]I])

Find the right tool for your machine:

https://www.hornrus.com/produkty/frezerovanie/
rezbonareznoiinstrument/

Startseite > Produkte > Frasen > Gewindewirbeln Home > Praducts > Milling > Thread Whiring

Auswahl Your selection

Maschine Antnebsenheil Machine Whirling unit

Bitte wahlen :-; vl Suchen Please Seboct - m

Your selection

Auswahl
Maschine Ansiriabsainhel Machine Whirling unit
Maschir ntriebsomhadt - —
Star SV-12 _! Siac 42473 2 Star SV-12 . Star 42173 = m
Ergebnis fur Star 42173 Resuit for Star 42173

LM2T1.12.4124.07 4.9

T T
LADOZ AD4D 4124 0F LADD2 AD4OD 4124 08 M271.12 4124 07 4.9

LM271.12 4124 0859 LADOZ AD4D 4124 08 LM271.124124.08 59

PaccuntanTte ontumanbHble pexunmbl pe3aHnAa NCnosib3ya nporpamMmmy HCT
Find the correct cutting data for your application with HCT cutting data calculator

http://hct.phorn.de

GEWINDEWIRBELN
Koptdaten
Mm AngebotiAufirag Nr. Eqameher Werkstiickbezeichnung Zeichnungsnr. Werks_h'.lu:
h";'entsm Fraserpazeichnung éa}mrl.lnnsnr. Fraser St ] L
Was ist bekannt? Weitere Eingabewerte
i el st GewindeabmafRe
| PRy 2 o wamdurch
_ | toom : | tmm
Gewingde-Steigung Gewinde-Lange
[mm} | | mm]
Einswellwlnke_l Werizeughater
|Grag]
Werkzeughalter-Daten
Y-¥ersatz ) Werkzeugschn -Kreisbahndurchm.
| | mm) | | mm
Lange Sinuslineal Iax. Drenhzanl der Wirbelainheit
| mmy _ | tmin"
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(ph HORN pill)
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NnyHxepHoe hpesepoBaHue /

¢pesepoBaHMe Ha BbICOKMX nogavax (ﬁh HORN |]|D
Plunge Milling / High Feed Milling

Cuctema/System Ctpanuua/Page
DA M2
DAH M26

M1 M



Ppe3epoBaHue

Milling

(ph HORN pi»)

XBOCTOBUK (hpesbl
Milling shank

DAM31/DAM62

HacagHas dpesa
Arbor Mounted Cutter

DAM32/DAMG2/
DAM31

Ppesa ¢ pe3abboBbIM

XBOCTOBUMKOM
Screw-in cutter

DAM31/DAM62

XBOCTOBUK
Adaptor

MD

[MepexogHuk
Reducer

MD

Yonuuurtenb
Extension

MD

M2

CtpaHuua/Page
M4-M8

CrtpaHuua/Page
M9-M10

CtpaHunua/Page
M11-M12

CrtpaHuua/Page
M14-M15

CTtpaHuua/Page
M17

CMeHHad nnacTtuHa
Indexable insert

DA31/DA32/DA62/

SDAG62
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



Ppe3epoBaHUue
Milling

(ph HORN pi»)

XBocToBUK dope3bl
Milling shank

DAM31/DAM32

@ pexyLuen KpoMKM Cutting edge @ 16-32 mm

MaTepuan xBocToBuKa: cTanb (He peKoMeHOyeTCs MCNofb30BaHue C
TepmonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835B
} w—
6J3> i
- 2
++o L .
a a
p
- Iz I"s
|1
O6Go3Ha4yeHune VA Ds d , I,
Part number
DAM31.016.D163.02B 2 16 16 79 17
DAM31.020.D204.03B 3 20 20 86 21
DAMS31.025.D255.04B 4 25 25 97 27
DAM31.032.D326.05B 5 32 32 106 32
DAM32.020.D205.02B 2 20 20 87 22
DAM32.025.D256.03B 3 25 25 102 32
DAM32.032.D327.03B 3 32 32 106 32

HaunHas ¢ @ 25 MM 2 3a)kKMMHbIE NIOCKOCTU
from @ 25 mm 2 clamping flats

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

3anacHble YacTtu

Spare Parts

XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAM31.016.D163.02B 030.2541.T8P T8PL
DAM31.020.D204.03B 030.2547.T8P T8PL
DAM31.025.D255.04B 030.2553.T8P T8PL
DAM31.032.D326.05B 030.2557.T8P T8PL
DAM32.020.D205.02B 030.3562.T10P T10PL
DAM32.025.D256.03B 030.3569.T10P T10PL
DAM32.032.D327.03B 030.3576.T10P T10PL

M4

15
19
24
31
19
24
31

a N

& J

anda CMEHHOW NNnacTUHbI
for Indexable insert

Tun DA31

Type DA32
I, a, MnactuHa

Insert

54 3,0 DA31.016...
59 3,0 DA31.020...
64 3,0 DA31.025...
68 3,0 DA31.032...
19 4,8 DA32.020...
64 4,8 DA32.025...
68 4,8 DA32.032...

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



Ppe3epoBaHUue
Milling

(ph HORN pi»)

XBocToBUK dope3bl
Milling shank

DAM31/DAM32

ans opesepoBaHust u 06paboTkmn dhacok
nog yrrom 45°

for 45° Milling and Chamfering

@ pexyLuen KpoMKM Cutting edge @ 10,4-17,6 mm

Matepuan XxBocToBUKa: cTanb (HE peKoMeHOyeTCs UCMNOoNb30BaHNE C
TepmonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

45°

11 / i
'D‘Q -Bln 8 T B PR — v S, SO R ST E
e ale .o
1 i |
e
_'__a |
l1
i —
O6Go3Ha4yeHune VA Ds d , 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 5 17,6 25 103 34,5 24,8

[pyrve pasmepsbl - N0 3anpocy.
Further sizes upon request

MOMEHT 3aTSKKU BUHTOB CM. TeXHU4Yeckune pekoMmeHgauunun.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axumHon 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

7

X

“

J

and CMEHHOW NNnacTUHbI
for Indexable insert

Tun
Type

6512)
62
67

DA31

DA32

16,9
20,9
28,3

d

5

15
19
24

MnacTtuHa
Insert

DA31.016...
DA31.020...
DA32.025...

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

M5



Ppe3epoBaHUue

Milling

(ph HORN pi»)

XBocToBUK dope3bl

Milling shank

@ pexyLuen KpoMKM

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

DAM31

Cutting edge @ 20-32 mm

|
) 3‘ -
Bl 8
! |
a
P
= I2 oo = I3 ot
O6Go3Ha4yeHune VA Ds d I, l,
Part number
DAMS31.020.D160.03A 3 20 19 52 17
DAM31.025.D161.04A 4 25 24 55 20
DAM31.025.D201.04A 4 25 24 55 20
DAM31.032.D162.05A B 32 31 60 25
DAM31.032.D202.05A 5 32 31 60 25

[pyrve pasmepsbl - o 3anpocy.

Further sizes upon request

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

3anacHble YacTu
Spare Parts

XBOCTOBUK hpe3sbl
Milling shank
DAM31.020.D160.03A
DAMS31.025....
DAM31.032....

M6

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

030.2547.T8P T8PL
030.2553.T8P T8PL
030.2557.T8P T8PL

16
16
20
16
20

7

-

! -

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun
Type

35
35
35
35
35

DA31

MnacTtuHa
Insert

DA31.020...
DA31.025...
DA31.025...
DA31.032...
DA31.032...

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

QO
o
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Ppe3epoBaHUue

Milling

(ph HORN pi»)

XBOCTOBMK ¢hpe3sbl DAM31

Milling shank

@ pexyLuen KpoMKM

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

O6Go3Ha4yeHune
Part number

DAM32.020.D160.02A
DAM32.025.D161.03A
DAM32.032.D162.03A

[pyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

Cutting edge @ 20-32 mm
i
2l
S e = |
- |
(=] T S
!
2 Ds
-~ e -—
Z Ds d I, I,
2 20 19 52 17
3 25 24 55 20
3 32 31 60 25

MOMEHT 3aTSXKK1 BUHTOB CM. TeXHUYeCcKMe pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBOCTOBUK hpe3sbl
Milling shank
DAM32.020.D160.02A
DAM32.025.D161.03A
DAM32.032.D162.03A

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

030.3562.T10P T10PL
030.3569.T10P T10PL
030.3576.T10P T10PL

16
16
16

7

anda CMEHHOW NNnacTuHbI
for Indexable insert

Twn DA32
Type
I, a, MnactuHa
Insert
35 4,5 DA32.020...
35 4,5 DA32.025...
35 4.5 DA32.032...

Pasmepbl ykazaHbl B MM.
Dimensions in mm

M7



Ppe3epoBaHUue
Milling

(ph HORN pi»)

XBOCTOBMK (hpesbi DAM62

Mllllng Shank C BHYTPEHHUM NOABOAOM COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 20-32 mm

MaTepuan xBocToBMKa: cTarnb (He PeKOMEHAYETCSA UCMOMNb30BaHME C
TepmonaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN1835-B
r i ) g i
. - |
e e B B (. ]
T = a
h. . | i1
I
1
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Z Ds d I I8
Part number
DAM62.020.D20.4.02B 2 20 20 85 33
DAM®62.025.D25.5.03B 3 25 25 95 37
DAM62.032.D32.6.04B 4 32 32 111 47

[pyrve pa3mepsbl - N0 3anpocy.
Further sizes upon request

MOMEHT 3aTSXKK1 BUHTOB CM. TeXHUYEeCKMe pekoMmeHaauum.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAMG2... 030.3070.T10P T10PL

M8

anda CMEHHOW NNacTUHbI
for Indexable insert

Tun DA62

Type
d, a, I,
19 45 50
24 4,5 56
31 45 60

Pa3amepbl ykasaHbl B MM.
Dimensions in mm



Ppe3epoBaHUue

Milling

(ph HORN pi»)

HacapgHasn c¢pesa

Arbor Mounted Cutter

@ pexyLuen KpoMKM

®pesa no DIN 8030-A

DAM32

Cutting edge @

Arbor mounted cutter as per DIN 8030-A

i
I ¥
= { — 0 -QN I e
(o) (=]
o !
ap
- h
[NokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune Z Ds a,
Part number
DAM32.040.A1635.04 4 40 4,8
DAM32.050.A2240.05 5 50 4,8
DAM32.063.A2745.06 6 63 4.8

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

40-63 mm

34,4
39,4
44,4

MOMEHT 3aTSXKN BUHTOB CM. TeXHMYeckne pekoMeHaaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

HacapgHas cdpesa
Arbor Mounted Cutter
DAM32.040.A1635.04
DAM32.050.A2240.05
DAM32.063.A2745.06

LLlecTUrpaHHbIN Knto4
Allen Wrench

SW6,0 DIN911
SW8,0 DIN 911
SW10,0 DIN 911

3axumHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw
030.3576.T10P
030.3576.T10P
030.3576.T10P

35
40
45

a N

-

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tvn DA32
Type
d, 1, b c d,
16,0 22 8,4 5,6 58
19,5 24 10,4 6,3 41
21,5 27 12,4 7,0 49

Pasmepbl ykasaHbl B MM.
Dimensions in mm

BuHT Lan6a
TORX PLUS® Wrench Screw Washer
T10PL
T10PL 10.25.912 | 10.5.433
T10PL 12.30.912

M9



Ppe3epoBaHue
Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

Cutting edge @

@ pexyLuen KpoMKM

®pesa no DIN 8030-A
Arbor mounted cutter as per DIN 8030-A

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue VA Ds
Part number

DAM62.0040.A16.05 5 40
DAM62.0050.A22.06 6 50
DAMG62.0063.A22.08 8 63
DAM62.0080.A27.10 10 80

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

DAM62

C BHYTPEHHMM NOABOAOM COX
with through coolant supply

4

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

34
39
39
49

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

3anacHble YacTu
Spare Parts

HacapgHas cdpesa

LLlecTUrpaHHbIN Knto4

Arbor Mounted Cutter Allen Wrench
DAM®62.0040.A16.05 SW6,0 DIN911
DAM62.0... SWwW8,0 DIN 911

DAMG62.0080.A27.10

M10

SW10,0 DIN 911

3axumHon BUHT | Knrou Tun TORX PLUS®
Clamping Screw

030.3070.T10P
030.3070.T10P
030.3070.T10P

40-80 mm

35
40
40
50

16,0
19,5
19,5
21,5

16
22
22
27

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun
Type

21,5
23,5
24,0
27,5

TORX PLUS® Wrench
T10PL
T10PL
T10PL

DAG2
SDA62

b

8,4
10,4
10,4
12,4

Pasmepbl ykazaHbl B MM.
Dimensions in mm

BuHT
Screw

10.25.912

C

5,6
6,3
6,3
7,0

d

K

33
41
49
59




Ppe3epoBaHUue
Milling

(ph HORN pi»)

Ppe3a c pe3bL60BbLIM
XBOCTOBUKOM
Screw-in cutter

DAM31

@ pexyLuen KpoMKM Cutting edge @ 16-32 mm

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

O6Go3Ha4yeHune VA Ds |
Part number

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
Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

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

16 38 20 15 3,0
20 45 25 19 3,0
25 52 30 24 3,0
32 58 35 31 3,0
20 45 25 19 4,8
25 52 30 24 4,8
32 58 35 31 4,8

W wN ok wN

3anacHble YacTtu

M8
M10
M12
M16
M10
M12
M16

Spare Parts

®pe3a c pe3b60BbLIM XBOCTOBUKOM | 3axkuMHoM BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.016.M083.02B 030.2541.T8P T8PL
DAM31.020.M104.03B 030.2547.T8P T8PL
DAM31.025.M125.04B 030.2553.T8P T8PL
DAM31.032.M166.05B 030.2557.T8P T8PL
DAM32.020.M104.02B 030.3562.T10P T10PL
DAM32.025.M125.03B 030.3569.T10P T10PL
DAM32.032.M166.03B 030.3576.T10P T10PL

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun DA31
Type DA32

noaxoauT Ans
xBocToBuka Tmn MD
suitable for Shank Type MD

d, SW MnactuHa
Insert
13 10 DA31.016...
18 15 DA31.020...
21 17 DA31.025...
29 24 DA31.032...
18 15 DA32.020...
21 17 DA32.025...
29 24 DA32.032...

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

M11



Ppe3epoBaHUue

Milling

(ph HORN pi»)

®pesa ¢ pess6oseim DAM31/DAM32

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

ans dopesepoBaHus 1 06paboTku dacok
nog yrnom 45°
for 45° Milling and Chamfering

Cutting edge @

10,5-17,6 mm

O6Go3Ha4yeHune
Part number

DAM31.411.M083.02B
DAM31.414.M104.03B
DAM32.417.M125.03B

[Opyrve pasmepsbl - N0 3anpocy.
Further sizes upon request

Ds I,
10,5 | 38
14,4 | 45
17,6 | 52

20
25
30

d

1

15,8
19,8
24,8

MOMEHT 3aTSXKK1 BUHTOB CM. TexXHUYeckme pekoMeHgaunm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

®pe3a ¢ pe3b60BbLIM XBOCTOBUKOM

Screw-in cutter

DAM31.411.M083.02B
DAM31.414.M104.03B
DAM32.417.M125.03B

M12

3axnmHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw TORX PLUS® Wrench

030.2541.T8P
030.2547.T8P
030.3569.T10P

a, d,

2,0 M8
2,0 M10
3,2 M12

T8PL
T8PL
T10PL

13
18
21

7

X

| .

L

anda CMEHHOW MnacTuHbI
for Indexable insert

Tun
Type

DA31
DA32

NnoaxoauT Ans

xBocToBuka Tmn MD

suitable for Shank Type MD

15
19
24

d, SW [NnactuHa
Insert
16,9 10 DA31.016...
20,9 15 DA31.020...
28,3 17 DA32.025...

Pa3mepbl ykasaHbl B MM.
Dimensions in mm



Ppe3epoBaHUue
Milling

(ph HORN pi»)

Ppe3a c pe3bL6oBbLIM
XBOCTOBUKOM
Screw-in cutter

DAM62

20-32 mm

Cutting edge @

@ pexyLuen KpoMKM

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Z Ds " I8 d, a,
Part number

DAM62.020.M10.4.02 2 20 8 30 19 45
DAM62.025.M12.5.03 3 25 57 35 24 45
DAM62.032.M16.6.04 4 32 66 43 31 45

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

MoMeHT 3aTsXK1 BUHTOB CM. TeXHUYeCcKMe pekomeHaaLmnmn.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

Kntou Tun TORX PLUS®
TORX PLUS® Wrench

T10PL

3aXXMMHOW BUHT
Clamping Screw

030.3070.T10P

®pesa c pe3b60BbIM XBOCTOBUKOM
Screw-in cutter

DAMG62...

“

-

L4

-

CMeHHas nnactuHa
Indexable insert

DAG2
SDAG2

Tun
Type

noaxoauT Ans
xBocToBuka Tmn MD
suitable for Shank Type MD

d, d, sw
M10 18 15
M12 21 17
M16 29 24

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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XBOCTOBUK MD il ~
Adaptor

XBOCTOBUK Ansi ppesepHon ronoskn DAM/DAHM...M n nepexogHuka MD...M
for screw-in cutter DAM/DAHM...M and reducer MD...M

MaTepuan XxBocToBUKa: cTanb (HE peKoMeHOyeTCs MCNOMb30BaHNE C
TepmonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

i | i
2 3
. DIN 1835B
s
a
o) :'l.}_ g |
=l 1 (o)
O6Go3Ha4yeHune I, 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
HaumHas ¢ @ 25 MM 2 3aXXMMHbI€ NIOCKOCTH Pa3mepbl ykasaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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XBOCTOBUK MD il ~

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)

4
@ I
3
1, DIN 1835B
Ry
N = 2
o) o = o
Q| =S ®
O6Go3Ha4yeHune 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°
HaumHas ¢ @ 25 MM 2 3aXXMMHbI€ NII0CKOCTH Pasmepbl ykazaHbl B MM.
from @ 25 mm 2 clamping flats Dimensions in mm
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MepexogHuk 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

[0
|
i L) ] I
v . \_ g |1 — [— || —————— 'Dm <
s 8 s |T
E =
L, I,
l, = =

O6Go3Ha4yeHune , I8 I, 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°

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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Ppe3epoBaHUue
Milling

(ph HORN pi»)

YanuHutenb MD

Extension

Yonuuutens ans opesepHon ronoekn DAM/DAHM...M
Extension for screw-in cutter DAM/DAHM...M

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

ad,
ad,

A
Y

O6Go3Ha4yeHune |
Part number

MD13.02.00.M08 48 30 18
MD18.04.00.M10 55 35 20
MD21.06.00.M12 57 35 22
MD29.08.00.M16 58 35 23

M8
M10
M12
M16

M8
M10
M12
M16

d

4

13
18
21
29

SW

10
15
17
24

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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CMeHHas nnacTuHa D A31 3 B

Indexable insert

[my6uHa pesaHus oo Depth of cut up to 3 mm
@ pexyLuen KpoMKM Cutting edge @ 16-32 mm

- J

ans ope3epHOro XBOCToBMKA
for Milling shank

Tun DAM31
Type

O603Ha4yeHue Ds a, a h r
Part number
DA31.016.A.00 16 S 8 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 8 8 3,1 -
DA31.025.A.02 25 3 3 3,1 0,2
DA31.025.A.04 25 ) 3 3,1 0,4
DA31.032.A.00 32 3 3 3,1 -
DA31.032.A.02 32 g 8 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 NpUMeHeHWe / alternative recommendation

- HEMPUroZHbIN / not suitable

TBEpAbIN cnnaB 6e3 NoKpbITUS / uncoated grades

[ TBEpAbIV cnnaB ¢ NOKPbITUEM / coated grades

I ¢ Hanawikon/Cermet / brazed/Cermet

Pa3smepbl ykasaHbl B MM. Mapku TBEpLOrO cnnasa

Dimensions in mm Carbide grades

Teepabivi cnnae TA45 ansa nerkoobpabaTtbiBaeMblx MaTepraros, artoMUHUS U YncToBo obpaboTkn. Teepablvi cnnas SA4B ans
cpeaHe-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 3 B

Indexable insert

[my6uHa 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 | v
Part number I 3
|
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 NpUMeHeHue / recommended
0 AnbTepHaTUBHOE NpUMeHeHwe / alternative recommendation
- HENpUrogHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
[ T1BEpAbIV cNnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpPLOrO 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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CMeHHas nnacTuHa DA32 7 ~

Indexable insert

my6uHa pesaHus oo Depth of cut up to 3,8 mm

C aniMa3HoWn BCTaBKOW

Diamond tipped
ans opesepHOro XBOCToBMKA
for Milling shank
Tun DAM32
Type
O603Ha4yeHue Ds a, a h r, b x 45°
Part number
DA32.020.25.02.C 20 3,8 3,5 4,7 0,2 =
DA32.020.25.02.P 20 3,8 385 4,7 0,2 -
DA32.020.25.X2.C 20 3,8 &5 4,7 - 0,2
DA32.025.25.02.C 25 3,8 385 4,7 0,2 -
DA32.025.25.02.P 25 3,8 85 4,7 0,2 -
DA32.025.25.X2.C 25 3,8 3,5 4,7 = 0,2
DA32.032.25.02.C 32 3,8 &5 4,7 0,2 -
DA32.032.25.02.P 32 3,8 3,5 4,7 0,2 -
DA32.032.25.X2.C 32 3,8 G5 4,7 - 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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
[pyrve pasmepsbl - No 3anpocy. Mapkn TBEPAOro crnnaea
Further sizes upon request Carbide grades

Pa3smepbl ykasaHbl B MM.
Dimensions in mm
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Ppe3epoBaHue
Milling

(ph HORN ph)

CMeHHasi nnacTuHa DAG2

Indexable insert

my6uHa pesaHus oo Depth of cut up to 4,5 mm
i
a
©
)
”~
+
O6Go3Ha4yeHune a, h
Part number
DA62.0400.A.04 4,5 5,20
DA62.0400.A.08 45 5,16

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
[0 TBEépAbIV cnnaB C NOKPbITUEM / coated grades
I c Hanarkon/Cermet / brazed/Cermet

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

-

X

~

ans gpesbl
for Milling tool

Tun
Type

DAM62

C 6 pexyLLMMn KpoMKamMmm
with 6 usable cutting edges

0,4
0,8

Mapku TBEpAOrO cnnasa
Carbide grades
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Ppe3epoBaHue
Milling

(ph HORN pi»)

CMeHHasi nnacTMHa SDA62

Indexable insert

my6uHa pesaHus oo Depth of cut up to 4,5 mm

npeumnsnoHHoO cneYvyeHasa

precision sintered

i

(=8

[y}

)

-~

F h

[

-
O6Go3Ha4yeHune 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 npumeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHWe / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN 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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ans ope3epHOro XBOCToBMKA
for Milling shank

Tvn DAM62
Type

C 6 pexyLUMMn KpoMKamMu
with 6 usable cutting edges

0,8

Mapku TBEépAOrO cnnasa
Carbide grades



Pexunmbl pesaHusa cuctema DA
Cutting Data System DA (ﬁh HORN I]h)

ISO  Martepuan lMnactuHa DA31 [MnactnHa DA32 CkopocTb pesanus v, (m/min)
Material o o [MogayaHa 3y6 f, (mm) Monava Ha 3y6 f, (mm) Cutting speed
S E Insert size DA31 Insert size DA32
i:;. % Feed/tooth , (mm) Feed/tooth , (mm) TA4S SAB
= T
P HenernpoBanHas ctarnb 125 0,03-0,30 0,04 - 0,40 240 - 340 260 - 380
unalloyed steel
HenernposaHHas cTanb 190 0,03-0,30 0,04 -0.40 220 - 320 240 - 350
unalloyed steel
e 0,03-0,30 0,04-040 180 - 290 200 - 320
low alloyed steel
HuakonervpoBaHHas cTanb 300 0,03-0,30 0,03-0,30 140 - 230 140 - 250
low alloyed steel
BbicokonerposaHHas ctanb 200 0,03-0,30 0,03-0,30 100 - 190 110-210

high alloyed steel

M HepxxagetoLas ctanb
MapTeHCUTHas 240 0,03-0,30 0,03-0,30 110 - 180 130-200

Stainless steel martenistic

HepxaseloLuas crans
ayCTeHUTHas 180 0,03-0,14 0,03-0,20 100-170 110- 190

Stainless steel austenitic

KoBKaA YyryH deppuTHBIn 44, 0,03-030 0,04-030 140 - 220 150 - 250

Malleable cast iron ferritic

KOBIAAYYH NBEMMTHEIA gy 0,03-0,15 0,04-0,25 120 - 200 130 - 230

Malleable cast iron perlitic

YyryH co cpeponaanbHbiM

rpacpmToM heppUTHbIIA/

NEepRNTHbIIA 180 0,03-0,15 0,04-0,25 120 - 190 120 - 200
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co cheponaanbHbIm

rpacuToM NepIUTHBINA 260 0,03-0,15 0,04-0,20 100 - 180 100 - 190

Spheroidal graphite cast iron perlitic

AL 160 0,03-0,30 0,04 - 0,40 130 - 220 150 - 250
Grey cast iron

N  Cnnasbl aniomwtins 90 0,03 - 0,40 0,05- 0,50 500 - 1200 500 - 1200
Al-alloys

S  Cynepcnnas Ha ocHose
Ni/Co 350 0,03-0,10 0,03-0,20 30 - 40 30-70
Super alloy Ni/Co based
Twrarosble cnnasbl 350 0,03-0,10 0,03-0,20 30-40 30-70

Titanium based alloy

Mpu ncnonb3oBaHum dpesbl ¢ yrinom 45° Heo6xoAMMO yBenuYMUThL Nogady Ha 3y6 Ha 1,4!
When 45° Milling the feed per tooth f, could be increased by factor 1,4!
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Pexumbl pesaHusa cuctema DA62
Cutting Data System DAG2

(ph HORN pi»)

MaTe_pman TBepoocT  CKoOpoCTb pesaHus CpeHsist TONLLMHA CTPYKKM
Material Hardness Cutting speed medium thickness of chip
Brinell v, (m/min) h,, (mm)
m
(HB)
P 0,2% C 140 240
é’rnepo,qmcmﬂ cTanb 04% C 180 210 0.11
arbon steel
0,6% C 200 160
OTOMOKEHast
JlermnpoBaHHas ctanb annealed 180 150
Alloyed steel 0,08
R 3akarka 280 120
quenched 350 70
BbicokonernpoBaHHas
cTanb OTOMOKEHast
high alloyed steel annealed =0 i e
(>5%)
HenernpoBaHHoe 180 180
CranbHoe nutbe unalloyed 0.08
Cast steel nervposaHHoe !
et 220 120
M MapTeHCUTHas,
epPUTHBI 200 130 0,07
HepxagetoLas cranb martensitic, ferritic
Stainless steel
aycTeHuTHas
austenitic 180 2 gt
C HU3KUM Npeaenom
Teky4ectu 180 100
YyryH low tensile strength 0.13
Grey cast iron C BbICOKVIM Mpeaeriom ’
Teky4yectu 250 90
high tensile strength
YyryH co eppUTHBbIV
chepovganbHbIM ferritic ilsi0 21
rpacouTom . 0,10
Spheroidal graphite TR0 250 60
cast iron pailite
(beppmeu?l 125 100
KoBKuit uyryH ferritic 0.10
Malleabl t i 7 ’
alleable cast Iron rlep.JTII/ITHbIVI 295 120
perlitic
B rocTaBke
N Cnnasbl antOMUHUS not heat treatable 30-80 800
Al-alloy YNPOYHEHHbIE
heat treatable 80-120 300
B rocTtaBke
ASTIOMUHUEBOE NUTHE not heat treatable < ELY 0.20
Al-cast-alloy YMPOYHEHHbIE ’
heat treatable 100 200
B rocTaBke 90
Cnnasbl Meau not heat treatable
Copper-alloy YNpOYHEHHbIE 100
heat treatable

@ pexyLiert KpoMKM
Cutting edge @

Yron norpyxeHus (°)

Diving angle (°)

[mm]
20 2,4
25 1,75
32 1,25
40 0,95
50 0,7
63 0,55
80 0,4

M24

HavanbHble 3Ha4yeHns CKopoCcTU pe3aHns \7 cpeaHen TOnWMHbI
CTPYXKN hm 0518 pacyeTa MUHYTHOW Nogayn ¢ UCMNorb30BaHUEM

nporpammbl HCT.

Standard values for cutting speeds v. and medium thickness hm for calculating feed rates
by calculating cutting programm »HCT«.



Pexu1Mbl pe3aHus (ph HORN pi»)

Cutting Data

Bpe3aHue nop yrnom u nnyHxepHoe cdpesepoBaHue ¢ 90° chpesamu
Ramp angle and plunging with a 90° milling cutter

o (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_ Mpu NiyHXepHOM

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) 17 144 10,5
[nacTtuHa / Insert size DA32 DA31 DA31
Yron norpyxeHust (°) 5 5 5
Diving angle (°) 1 7 105

MaKc. Benn4nHa cbema npu
BEPTMKaNbHOM Bpe3aHun (M) 3,2 2,0 20
vertical full diving max. (mm)

MonpaBoYHbIN KO3(PDULMEHT AN YMEHbLIEHUA rMyOUHbI pe3aHua ¢ y4eToM

yrnoBoro paguyca npu dpesepoBaHuum nog yrnom 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

3.1

98

Paguyc yrmar, (Mm) MonpaBo4HbIit KoAHLMEHT f, (Mu)
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 pi»)

XBOCTOBWK (hpesbl
Milling shank

DAHM25

Ppesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25/DAHM37/
DAHMG62

CMeHHas nnacTuHa
Indexable insert

DAH25/DAHG2/
DAH37

XBOCTOBUK hpe3bl
Milling shank

DAHM37

HacagHas dpesa
Arbor Mounted Cutter

DAHM37/DAHM62

M26
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M28-M29

CrtpaHuua/Page
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Ppe3epoBaHue

Milling

(ph HORN pi»)

DAH

¢pe3bl AnA BbICOKUX noaay
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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CDpe3b| Ansa BbICOKUX noaa4

High Feed Milling

(ph HORN pi»)

XBocToBUK dpe3bl

Milling shank

DAHM25

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm
Matepuan xBocToBuMKa: cTanb
Material of shank: Steel
DIN1865B
i i
~ 7 %l
o Lol
o s
1, @ Ds
I, N
O6Go3Ha4yeHune Z Ds d "
Part number
DAHM.25.012.D122.02 B 2 12 12 61,5
DAHM.25.016.D163.03.B & 16 16 69,5
DAHM.25.020.D204.03B 3 20 20 76,5
DAHM.25.025.D255.04.B 4 25 25 85,5

[pyrue pasmepbl - Mo 3anpocy.

Further sizes upon request

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

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank
DAHM.25.012.D122.02 B
DAHM.25....

M28

3axumMHon BuHT | Knrou Tun TORX PLUS®

Clamping Screw
030.2547.T8P
030.2553.T8P

TORX PLUS® Wrench
T8PL
T8PL

15
20
25
28

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun
Type

11,0
14,5
18,0
23,0

DAH25

45
48
50
56

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

—_ A A



¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

DAHM25

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

Matepwuan xBocToBUKa: cTanb (HE peKoMeHOyeTCs MCNOoNb30BaHNE C
TepMonaTpoHamu)
Material of shank: Steel (not recommended for shrink fitting)

DIN1835B
T 1 ! wl
T (7 H

L=y Sy
O6Go3Ha4yeHune VA Ds d ,
Part number
DAHM.25.012.D124.02B 2 12 12 82,5
DAHM.25.016.D165.02B 2 16 16 97,5
DAHM.25.016.D165.03B 3 16 16 97,5
DAHM.25.020.D206.03B 3 20 20 11,5
DAHM.25.025.D257.04B 4 25 25 132,5

[Opyrve pasmepsbl - Mo 3anpocy.
Further sizes upon request

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

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axumHon BUHT | Kntou 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

36
48
48
60
75

a N

& J

anda CMEHHOW NNacTUHbI
for Indexable insert

Tun DAH25

Type
d, I, a,
11,5 45 1
15,4 48 1
15,4 48 1
19,0 50 1
24,0 56 1

Pa3mepbl ykasaHbl B MM.
Dimensions in mm
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¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

Ppe3a c pe3bLO60BbLIM DAH M25 ' ~

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM Cutting edge @ 12-25 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

Tun DAH25

‘ l Type
'::f\“‘z:fr =i ,
| & Y (SIS
a
p
- -
L o Ds
e — | —
I1
e —
noaxoauT ans
xBocToBuka Tun MD
suitable for Shank Type MD

O6Go3Ha4yeHune Z Ds ll l, d, a, d, d,
Part number

DAHM.25.012.M062.02 2 12 26 18,5 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 8 16 39 20,5 13 1 M8 15,4
DAHM.25.020.M104.03 3 20 45 2515 18 1 M10 19,0
DAHM.25.025.M125.04 4 25 50 28,0 21 1 M12 24,0

[pyrve pa3mepsbl - MO 3anpocy. Pasmepbl ykaszaHbl B MM.

Further sizes upon request 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 | 3axkuMHoM BUHT | 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

M30



CDpe3b| AnsA BbICOKUX noaga4
High Feed Milling (ﬁh HORN I]h)

CmMeHHas nnacTuHa DAH25 3 ~

Indexable insert

my6uHa pesaHus oo Depth of cut up to 1 mm

\_ J

ans ope3epHOro XBOCToBMKa
for Milling shank

Twun DAHM25
Type

O6Go3Ha4yeHune a a h r
Part number

DAH.25.011.D.04 1 4,4 2,6 0,4

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

TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades

[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades

I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa

Dimensions in mm TeopeTudeckuil paguyc 3akpyrnexnsa yrna Carbide grades
I, =3anporpamMupoBaHHelil paguyc PakTuyeckui
KOHYTP o 3anpocy!

theoretical comer radius r,= programming radius
actual outling upon request!
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Popmynbl cuctema DAH25
Formulas System DAH25

(ph HORN pi»)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
eff

effective cutting edge @

v_+1000
n = O060poTbl WNUHAENS n="q g [1/min]
Revolutions eff
deemen _
v, = CKopOCTb pesaHus Ve 1000 [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Z
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,*a v _
Q = Ob6beM CHUMaEMOW CTPYKKM Q= ~—1000 [cm®/min]
(Npon3BOANTENBHOCTD)

Material removal rate

[na onpegeneHns 4acToTbl BpalleHUs U
CKOPOCTU pe3aHns pacHeT JOSMKEH BbIMOMHATLCA
C ydyeToM AenctBuTenbHoro auameTpa d.
OH BbluMCNSETCA B 3aBUCUMOCTU OT ryOUHbI
pesaHusi ap, AnameTpa OKPY>XXHOCTU 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

Ko3acpcpunumeHT
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]
5,3
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

(ph HORN pi»)

ISO Marepuan

P

Material

Henern pOBaHHaA CcTalib
unalloyed steel

HenervpoBaHHas ctanb
unalloyed steel

H|/|3|<onerv|pOBaHHa;| cTanb
low alloyed steel

HVI3KOJ'IeFI/IpOBaHHaFI crarnb
low alloyed steel

BbicokonervpoBaHHas cranb
high alloyed steel
Hepxxasetowas ctanb
MapTeHCUTHaA

Stainless steel martenistic
Hep>KaBerou.|,a$| cTallb
adyCTEeHUTHasA

Stainless steel austenitic

KoBKkui 4yryH dpepputHbIn
Malleable cast iron ferritic

KoBKMI YyryH NepnuTHbIN
Malleable cast iron perlitic

YyryH co cdhepovaarnbHbiM
rpaduToM OepPPUTHBIN/
NepPrnTHLIN

Spheroidal graphite

cast iron ferritic/perlitic

YyryH co cdhepovaarnbHbiM

rpacpToM NEPIUTHBLIN
Spheroidal graphite cast iron perlitic

YyryH

Grey cast iron

CnnaBbl antoMUHNS
Al-alloys

Yron norpyxeHusi

Diving angle
J (Mm) Yron norpy>xeHus (°)
Diving angle (°)
12 6,5
16 25
20 1,5
25 1,0

TBepoocTb
Hardness HB

125

190

200

300

200

240

180

130

230

180

260

160

90

Mopaya Ha 3y6 f, (mm)

CkopocTb pesaHus

Feed/tooth f, (mm) Cutting speed
v, (m/min)
0,6~1,8 200 - 300
06~18 200 - 300
06~1,6 180 - 300
0,6~1,6 160 - 280
0,5~15 150 - 250
06~1,5 140 - 220
0,5~1,2 120 - 200
06~18 160 - 280
06~1,5 150 - 250
0,6~1,5 150 - 250
06~15 140 - 240
0,6 ~22 180 - 320
0,8~2,5 1000 - 1500

3anporpaMMUpoOBaHHbIN paguyc u

OTKITIOHEeHue
Programming radius and difference

(MM MaKC. OTKINOHEHue (MMm)
max. difference (mm)

1,4 0,61

TeopeTtunyeckuii pagnyc
3aKpyrneHns yrmar,

= 3anporpaMmMupoBaHHbIN paguyc
theoretical corner radius r,
= programming radius

} Makc. oTknoHeHre
max. difference
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¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

DAHM37

@ pexyLuen KpoMKM Cutting edge @ 20-40 mm

MaTtepuan xBocToBuKa: ctanb
Material of shank: Steel

DIN1835B
i Z .
- r e
o. s
kS
! !
1
O6Go3Ha4yeHune Z Ds d I,
Part number
DAHM.37.020.D204.02B 2 20 20 87
DAHM.37.025.D255.03B 3 25 25 101
DAHM.37.032.D326.04B 4 32 32 111
DAHM.37.040.D326.05B 5 40 32 111

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL

M34

34
41
47
47

“

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun
Type

19
24
31
39

DAH37

3

50
56
60
60

a,

1,2
1,2
1,2
1,2

Pa3mepbl ykasaHbl B MM.
Dimensions in mm



¢pe3bl Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

®pe3a ¢ pe3bGOBbLIM DAHM37

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpoMKM Cutting edge @ 20-40 mm

MaTepman XBOCTOBMKa: CTallb

Material of shank: Steel .
Ana CMeHHOWM nNnacTUHbl

for Indexable insert

Tvn DAH37
Type

noaxoauT Ans
xBocToBuka Tmn MD
suitable for Shank Type MD

O603Ha4yeHue Z Ds " I8 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 85 31 1,2 M16 29 24

DAHM.37.040.M166.05 5 40 58 35 39 1,2 M16 29 24
[pyrve pa3mepsbl - MO 3anpocy. Pa3mepbl ykasaHbl 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 YacTtu

Spare Parts
®pesa c pe3b60BbIM XBOCTOBUKOM 3axumHon BUHT | Kntou Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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CDpe3b| Ansa BbICOKUX noaa4

High Feed Milling

(ph HORN pi»)

HacapgHasn c¢pesa
Arbor Mounted Cutter

@ pexyLuen KpoMKM

®pesa no DIN 8030-A

Cutting edge @

Arbor mounted cutter as per DIN 8030-A

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

DAHM.37.040.A1635.05
DAHM.37.050.A2235.06
DAHM.37.063.A2240.07
DAHM.37.063.A2740.07
DAHM.37.080.A3245.08

[Opyrue pasmepbl - Mo 3anpocy.

Further sizes upon request

40
50
63
63
80

0 NN o o

DAHM37

40-80 mm

a,

1,2
1,2
1,2
1,2
1,2

h, h
344 | 35
394 | 40
394 | 40
444 | 45
544 | 55

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

3anacHble YacTu
Spare Parts

HacapgHas cdpesa

Arbor Mounted Cutter
DAHM.37....05/08
DAHM.37....06/07
DAHM.37.063.A2740.07

M36

3axnmHou BUHT | Knrou Tun TORX PLUS®
TORX PLUS® Wrench

Clamping Screw
030.3070.T10P
030.3070.T10P
030.3070.T10P

T10PL
T10PL
T10PL

16,0
19,5
19,5
21,5
29,5

LLlecTUrpaHHbIN KoY
Allen Wrench

33
41
49
49
58

anda CMEHHOW NNnacTuHbI
for Indexable insert

Tun
Type

22
24
24
27
33

SW8,0 DIN 911
SW8,0 DIN 911

DAH37

b c d

2

8,4 5,6 16
10,4 6,3 22
10,4 6,3 %)
12,4 7,0 27
12,4 8,0 32

Pasmepbl ykazaHbl B MM.
Dimensions in mm

Lan6a
Washer

BuHT
Screw

10.25.912 | 10.5.433
12.30.912



¢pe3b| AnAa BbICOKUX noagay
High Feed Milling (ﬁh HORN I]h)

CmMeHHas nnacTuHa DAH37 3 B

Indexable insert

my6uHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans gpesbl
for Milling tool

Twn DAHM37
Type

HenTparnbHas reoMeTpus
neutral geometry

O6Go3Ha4yeHune a, a h r
Part number
DAH.37.022.N.08 1,2 7,9 3,18 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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa
Dimensions in mm TeopeTHUeckiil paguyc 3aKpyrMeHwn yrna Carbide grades
1, =3anporpamm1poBaHHbii pagnyc PaKTHHecKui
KOHYTP no 3anpocy!
theoretical corner radius r_= programming radius
actual outling upon requaest!

M37



¢pe3b| AnAa BbICOKUX noagay
High Feed Milling

(ph HORN pi»)

CmMeHHas nnacTuHa DAH37 3 ~

Indexable insert

my6uHa pesaHus oo Depth of cut up to 1,2 mm

- J

ans gpesbl
for Milling tool

(=3
©
O6Go3Ha4yeHune a, a h
Part number
DAH.37.022.S.08 1,2 7,9 3,18

A co Cknapa /onstock A4 Hepnenu/ 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 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.

TeopeTHYeCKMil paguyc 3aKpyrneHus yrna
Dimensions in mm p paguyc 3axkpy ¥l

r_=3anporpaMMUpoBaHHbIA panuyc BaKTHIECKHi
KOHYTP N0 3anpocy!

thearetical corner radius r_= programming radius

actual outline upon request!
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Twn
Type

DAHM37

No3nTMBHasa reomeTpud
positiv geometry

Mapkun TBEpAOro cnnaea
Carbide grades



Pexunmbl pesaHna cuctema DAH37
Cutting Data System DAH37

(ph HORN pi»)

ISO Marepuan
Material

TBepoocTb
Hardness HB

P HenernmposaHHas ctanb

unalloyed steel

HenervpoBaHHas ctanb

unalloyed steel

Huskonernpos
low alloyed steel

Hwnskonernpos
low alloyed steel

aHHasaA cTtarnb

adHHasaA ctalb

BbicokonervpoBaHHas ctanb

high alloyed steel

M Hepxasetowas cranb

MapTEHCUTHaA
Stainless steel ma

rtenistic

Hep>KaBelou.|,aﬂ cralib

adyCTEeHUTHasA

Stainless steel austenitic

KoBKuin YyryH dpepputHbIn
Malleable cast iron ferritic

KoBKMI YyryH NnepnuTHbIN
Malleable cast iron perlitic

YyryH co cpeponaarnsHbIm
rpacoMToM hepPUTHbIN/

NepPrnTHLIN

Spheroidal graphite
cast iron ferritic/perlitic

YyryH co cdepovaarnbHbiM

rpacpToM NEPIUTHBLIN

Spheroidal graphite cast iron perlitic

YyryH

Grey cast iron

N Cnnaebl antoMUHAUS

Al-alloys

Yron norpyxeHus

Diving angle
J (Mm)

20
25
32
40
50
63
80

Yron norpyxeHus (°)
Diving angle (°)

5,0
4,0
1,0
0,5
0,5
0,4
0,4

125

190

200

300

200

240

180

130

230

180

260

160

90

Mopaya Ha 3y6 f, (mm)
Feed/tooth f, (mm)

08-22
0,8-22
0,8-2,0
0,8-2,0

06-1,6

0,8-2,0

0,6-1,6

0,8-22

0,7-1,8

0,7-1,8

0,7-1,8

08-25

1,0-3,0

3anporpaMmMMpoOBaHHbLIN paguyc m
OTKITOHeHue

CkopocTb pesaHus
Cutting speed
v, (m/min)

200 - 300

200 - 300

180 - 300

160 - 280

150 - 250

140 - 220

120 - 200

160 - 280

150 - 250

150 - 250

140 - 240

180 - 320

1000 - 1500

Programming radius and difference

‘ MaKc. OTKITOHeHne
max. difference

r,,(Mm)

2

MaKC. OTKIIOHEHWE (MM)

max. difference (mm)

0,83

TeopeTtunyeckun pagnyc
3aKpyrneHns yrma r,

= 3anporpaMmMupoBaHHbIN paguyc
theoretical corner radius r,,

= programming radius

M39



Popmynbl cuctema DAH37
Formulas System DAH37

(ph HORN pi»)

Z = KonwuyecTBo 3ybbeB
Number of teeth

d . =HenctButenbHbin AMaMeTP OKPY>XHOCTU pesaHns
eff

effective cutting edge @

v, + 1000
n = O060poTbl WNUHAENS n="q .5 [1/min]
Revolutions eff
deemen _
v, = CKOpOCTb pesaHus Ve 1000 [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Z
Feed/tooth
Vv, = MuHyTHaa nogava v.=Ff «Z+n [mm/min]
Feed rate
a,*a v _
Q = ObbeM CHUMaEMOW CTPYKKM Q= ~—1000 [cm®/min]
(Npon3BOANTENBHOCTD)

Material removal rate

[na onpegeneHns 4acToTbl BpalleHUs WU
CKOPOCTU pe3aHns pacHeT JOSMKEH BbIMOMHATLCA
C ydyeToMm AenctBuTenbHoro auameTpa d.
OH BblUMCNSETCA B 3aBUCUMOCTU OT ryOUHbI
pesaHus ap, AnameTpa OKPY>XXHOCTU pe3aHust
Ds 1 nonpaeo4Horo koagpdpuumeHTta 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

MonpaBoyYHbIN

Ko3achpuumneHT
Correction value

a,[mm]
0,1
0,2
0,3
0,4
0,5
0,6
0,7
0,8
Ge
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 Ansa BbICOKUX noaa4
High Feed Milling Cﬁh HORN I]h)

HacagHas dpesa DAHMG62 i — B

Arbor Mounted Cutter

@ pexyLuen KpoMKM Cutting edge @ 63-125 mm

®pesa no DIN 8030-A

Arbor mounted cutter as per DIN 8030-A .
Ana CMeHHOWM nNNnacTUHbl

h for Indexable insert

Tun DAH62

Type
[NokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue 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 3aTS>KKM BUHTOB CM. TEXHUYeCckne pekoMeHaaumm.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
HacapgHas cpesa LWecTurpaHHbIn kntoy | 3axnmHon BUHT | Kntou Tun TORX PLUS® | LWan6a
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

M41



¢pe3b| AnAa BbICOKUX noagay
High Feed Milling (ﬁh HORN I]h)

CmMeHHas nnacTuHa DAH62 3 ~

Indexable insert

my6uHa pesaHus oo Depth of cut up to 2,1 mm

- J

ONs aepXxaBku
for Toolholder

Tun DAHMG62

Type
O6Go3Ha4yeHune a, a h r
Part number
DAH.62.055.S.10 2,1 14,8 7,9 1

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
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBEépAbIV cnnaB C NOKPbITMEM / coated grades
I ¢ Hanawvikon/Cermet / brazed/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

Mapkun TBEpAOro cnnaea

TeopeTuyeckuit paguyc 3akpyrneHns yrna
P Py o Y Carbide grades

r_=3anporpaMMUpoBaHHbIA panuyc BaKTHIECKHi
KOHYTP N0 3anpocy!

thearetical corner radius r_= programming radius

actual outline upon request!
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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 9

v_+ 1000
n = O60pOoTbl WNMHAENS N="q .4 [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,*a v _
Q = O6beM CHUMaeMOW CTPYXKU Q= ~ 1000 [cm3/min]
(Npon3BOANTENBHOCTD) .
. MonpaBoYHbIN
Material removal rate
Ko3achpuumneHTt
Correction value
Ons onpedeneHnss 4acToTbl BpalleHUs W© a, [mm] Kp [MM]
CKOPOCTV pe3aHu1si pacHeT JOIKEH BbINOMHSATHCS 0,1 400
C y4yeToMm 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 koagpdpuumeHTta K 06 496
d. =K, + (Ds-63) 07 50,8
08 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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Pexumbl pe3aHusa cuctema DAH62

Cutting Data System DAH62 Milling

(ph HORN pi»)

ISO Martepuan

P

Material

HeJ'IeFI/IPOBaHHaH cTalb
unalloyed steel

HenernmpoBaHHas ctanb
unalloyed steel

HI/I3KOJ'IerVIpOBaHHaF| CTanblow
alloyed steel

HI/I3KOJ'IeI'VIpOBaHHaﬂ CTarblow
alloyed steel

BbicokonermpoeaHHas cTanb
high alloyed steel
HepxagetoLas cranb
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
rpacomToM DEPPUTHBIA/MEPINTHBIA
Spheroidal graphite

cast iron ferritic/perlitic

YyryH co ccheponaansHbim

rpacuToOM NEPANTHBIN
Spheroidal graphite cast iron perlitic

YyryH

Grey cast iron

CnnaBbl antoM1HIS
Al-alloys

Yron norpyxeHusi

Diving angle
J (Mm) Yron norpyxeHus (°)
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

Moaaya Ha 3y6 f, (mm)
Feed/tooth f, (mm)

1,0-22
1,0-22
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

15-30

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

ﬁ MaKC. OTKITOHEHMe
max. difference

MaKC. OTKIOHEHME (MM)
max. difference (mm)

1,3

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



dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁh HORN ill)

Tangential Milling

XBOCTOBWK (hpesbl
Milling shank

M406

CtpaHuua/Page
N4-N6

dpesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

M406

[uckoBas dpesa
Disc Milling Cutter

M406
CtpaHunua/Page
N8

CMeHHas nnacTtuHa

Indexable insert

406
CTtpaHuua/Page
N9

N2



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

M406

¢pe3bl C TaHreHunalnibHbIM
KpensjieHnemMm niactmH cuctemMma
406

- 90° XBoCcTOBUK (hpesbl
- 90° dpesa c pe3bbOoBLIM XBOCTOBUKOM

- dnckoBas ppesa

Tangential milling
with system 406

- 90° Milling shank

- 90° Screw-in cutter

- Disc milling cutter

N3



dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

Tangential Milling
XBocTOBUK (ppesbl M406

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

MaTepuan xBocToBUKa: CTanb (He peKOMeHAyeTCs UCMOofb30BaHME C
TepMornaTpoHamm)

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

Indexable insert

DIN 1835-A Tun 406
Type
/ I
_D_I:
(o]
!
3

[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue VA Ds d I, I, d, I, a, dopma Moo

Part number Form

M406.016.D16.3.02A 2 16 16 75 25 15 48 6,3 A 23700

M406.020.D20.4.03A 3 20 20 85 33 19 50 6,3 A 21200

M406.025.D25.5.04A 4 25 25 95 37 24 56 6,3 A 19000

M406.032.D32.6.05A S 32 32 111 47 31 60 6,3 A 16700

M406.040.D32.6.06A 6 40 32 111 49 39 60 6,3 A 15000
[Opyrve pasmepsbl - Mo 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MomeHT 3aTsxkn BUHTOB cocTasnset 1,2 Hw.
Torque specification of the screws = 1,2 Nm.
3anacHble YacTu
Spare Parts

XBocToBUK 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



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBocToBUK dpe3bl
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
TepMornaTpoHamm)
Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-B
/ | !
r w
5]
|
3
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z 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 pasmepsbl - 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

XBocToBUK 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 Moo

Form

6,3 B 23700
6,3 B 21200
6,3 B 19000
6,3 B 16700
6,3 B 15000

Pasmepbl ykazaHbl B MM.
Dimensions in mm

N5



dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

Tangential Milling
XBocTOBUK dhpe3bl 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
CMeHHas nnacTtmHa
Indexable insert
a T™n 406
i
o
[}
I
1
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z Ds d I, l, d, I8 a, dopma Nox
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 - No 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
XBocToBUK 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



dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

Tangential Milling
®pe3a c pe3b6oBbIM M406 = ~

XBOCTOBUKOM ' |
. C BHyTpeHHuM noasogom COX . B
Screw-in cutter with through coolant supply
@ pexyLuen KpoMKM Cutting edge @ 16-40 mm

MaTepman XBOCTOBUKa: CTallb

Material of shank: Steel
CMeHHasda nnacTtuHa

Indexable insert

Tvn 406
Type

noaxoauT Ans
xBocToBuka Tmn MD

MokasaHo NpaBoe UCMoNHeHne suitable for Shank Type MD
Picture = right hand cutting version

O6o3HayeHune 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. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

MoOMEeHT 3aTsKK1 BUHTOB cocTaBnseT 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




dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

Tangential Milling

AuckoBas ¢pesa M406 il B

Disc Milling Cutter

@ pexyLuen KpoMKM Cutting edge @ 100-125 mm @

g J

CMEeHHasa nnacTtuHa

b Indexable insert
L406.063.U... i
R406.063.U... Tun 406
Type
& i
@
=
!
..gd?..
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Z |Z | Ds |t |d, b, d, | n_ | W | Mpasad niactuHa | fesas niactuHa
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 pasmepsbl - 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 YacTu

Spare Parts
HAunckoBas cpesa 3axumMHon BUHT | Knroy 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 pi»)

Tangential Milling

CMeHHas nnacTuHa 406 2 B

Indexable insert

my6uHa pesaHus 0o Depth of cut up to 6,3 mm

X J

ans gpesbl
for Milling tool
Tvn M406
Type
i
mﬂ_
!
c4 pexyLmmm KpoMkamm
with 4 usable cutting edges
O603Ha4yeHue 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
o OcHOBHOE npumeHeHwne / recommended
0 AnbTepHaTUBHOE NpPUMeEHEHWE / alternative recommendation
- HENPUroAHbIN / not suitable
TBEPALIN cnnae 6e3 NokpbITUS / uncoated grades
[0 TBépAbI cnnaB ¢ NOKPbITMEM / coated grades
I ¢ Hanawvkon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM. Mapku TBEpAOroO cnnasa
Dimensions in mm Carbide grades

Beibepute R nnu L ncnonHexue.
State R or L version

N9




CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBOCTOBWK (hpesbl
Milling shank

M409

N12, N14

CTpaHuual/Page
N13, N15

dpesa ¢ pe3b6oBbIM

XBOCTOBUKOM
Screw-in cutter

M409

®pesa gns
thpesepoBaHusi

yCTYnoB
Shoulder Mill
M409

TopueBas dpesa

Face Mill
M409
CTtpaHuua/Page
N19, N21
N20, N22
KykypysHas cppesa
Shell End Mill
M409
CTpaHuual/Page
N23

N10

[uckoBas dpesa
Disc Milling Cutter

M409
CTtpaHuual/Page
N24

CMeHHas nnactuHa

Indexable insert

409
CTtpaHuual/Page
N25



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

M409

¢pe3bl C TaAHreHuunasnibHbiM
KpensmeHnem 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



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

@ pexyLuen KpoMKM

M409

C BHyTpeHHUM nogsoaom COX

with through coolant supply

Cutting edge @

MaTepuan xBocToBUKa: CTanb (He PeKOMeHOYETCs UCMONb30BaHME C

TepMornaTpoHamm)

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

MokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

M409.032.D32.6.04A
M409.040.D32.6.05A

[pyrve pa3mepsbl - MO 3anpocy.
Further sizes upon request

DIN1835A
/
3
z | Ds d ) ,
4 32 | 32 11 47
5 | 40 | 32 11 47

MomeHT 3aTskkmn BuHTa 030.3511.T10P coctaBnseT 3,5 Hm.

Torque specification of the screw 030.3

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl
Milling shank

M409...

N12

511.T10P = 3,5 Nm.

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

030.3511.T10P T10PL

32-40 mm

31
39

60
60

CMeHHagd nnactuHa
Indexable insert

Tun 409
Type
Y3KUI war
narrow pitch
a dopma n
P max
Form
9,3 A 15600
9,3 A 13900

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBOCTOBMK ¢hpe3bl M409

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

MaTepuan xBocToBUKa: CTanb (He PeKOMeHOYETCs UCMONb30BaHME C

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

DIN 1835-A
T = I !
.
MR . :
o i ge) o
et =] )
= |4 S £ Ny 1
a
P
|2 |3
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z 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 3aTtspkkun 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 3axumMHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

60
60

~

CMeHHagd nnactuHa
Indexable insert

Tun
Type

9,3
953

409

LUNPOKNI Lar

wide pitch
dopma Moo
Form
A 15600
A 13900

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

N13



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBocToBUK dpe3bl
Milling shank

@ pexyLuen KpoMKM Cutting edge @

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

32-40 mm

MaTepuan xBocToBUKa: CTanb (He PeKOMeHOYETCs UCMONb30BaHME C

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

anda CMEHHOW NnacTuHbI
for Indexable insert

DIN1835B Twn 409
Type
i / l
: 4_ : | - ‘ d__}_D q‘—l
Lo nl |
da
L7 | |
2 3
- |I -—
Y3KUi Lwar
narrow pitch
[MokasaHo npaBoe cnonHeHne
Picture = right hand cutting version
O603Ha4yeHue VA Ds d I, I, d, I8 a, dopma Moo
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 ykaszaHbl B MM.
Further sizes upon request Dimensions in mm
MowmeHT 3aTtskkn BuHTa 030.3511.T10P cocTtaBnseT 3,5 Hwm.

Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTu
Spare Parts

XBocToBUK hpe3bl 3axumMHon BUHT | Knroy Tun TORX PLUS®

Milling shank
M409...

N14

Clamping Screw
030.3511.T10P

TORX PLUS® Wrench
T10PL



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

XBOCTOBMK ¢hpe3bl M409

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 32-40 mm

MaTepuan xBocToBUKa: CTanb (He PeKOMeHOYETCs UCMONb30BaHME C

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

DIN 1835-B
P:—:i--—-—[ A - i
.
MR . :
= =3 =3
:'—_f:»— 2 Q [
- |4 S £ Ny 1
a
P
|2 |3
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3HayeHune z Ds d I, I, d,
Part number
M409.032.D32.6.03B 3 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 3axumMHon BUHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

60
60

anda CMEHHOW NnacTuHbI
Indexable insert

Tvn 409
Type

LUNPOKNI Lar

wide pitch
a dopma n
P max
Form
9.3 B 15600
9,3 B 13900

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

N15



dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

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 nNpaBoe UCMOoNHeHVe suitable for Shank Type MD
Picture = right hand cutting version

O603Ha4yeHue 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 - No 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 YacTu

Spare Parts
®pesa 3axumMHon BUHT | Knroy Tun TORX PLUS®
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N16



CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nnnacTuH

Tangential Milling

(ph HORN pi»)

®Ppe3a gna ¢ppesepoBaHus

yCTyrnosB
Shoulder Mill

@ pexyLuen KpoMKM

Cutting edge @

M409

C BHyTpeHHUM nogsoaom COX

with through coolant supply

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 160 mm DIN 8030-C

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

M409.0040.A16.05
M409.0050.A22.07
M409.0063.A22.08
M409.0063.A27.08
M409.0080.A27.10
M409.0100.A32.12
M409.0125.A40.16
M409.0160.A40.20
M409.0200.A60.24
M409.0250.A60.30

[Opyrve pasmepsbl - MO 3anpocy.
Further sizes upon request

VA Ds a,
5) 40 9,3
7 50 9,3
8 63 9,3
8 63 9,3
10 80 | 93
12 | 100 | 9,3
16 | 125 | 9,3
20 | 160 | 9,3
24 | 200 | 9,3
30 | 250 | 9,3

345 | 35 | 16,0 39
39,5 | 40 | 195 49
39,5 | 40 | 19,6 62
39,5 | 40 | 23,0 62
49,5 | 50 | 215 79
49,5 | 50 | 30,0 99
62,5 | 63 | 56,0 124
62,5 | 63 | 90,0 159
62,5 | 63 | 1350 | 199
62,5 | 63 | 150,0 | 249

MomeHT 3aTsxku BuHTa 030.3511.T10P cocTtasnset 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 2160 mm: availability and internal coolant upon customers request

3anacHble YyacTu

Spare Parts
®pesa
Shoulder Mill
M409....
M409.0...
M409.0063.A27.08
M409.0100.A32.12
M409.0160.A40.20
M409.0...

3aXXMMHOW BUHT
Clamping Screw

030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P

Kniou Tun TORX PLUS®
TORX PLUS® Wrench

T10PL
T10PL
T10PL
T10PL
T10PL
T10PL

CMeHHada nnacTtuHa
Indexable insert

Tvn 409
Type

Y3KUi Lwar
narrow pitch

d, L, b c d, Mo
16 | 22,0 8,4 5,6 88 13900
22 | 24,0 10,4 6,3 41 12500
22 | 25,0 10,4 6,3 49 11100
27 | 27,5 | 124 7,0 49 11100
27 | 28,0 | 124 7,0 59 9800
32 | 33,0 | 144 8,0 80 8800
40 | 350 | 164 9,0 89 7900
40 | 29,0 | 16,4 9,0 110 6900
60 | 42,0 | 25,7 14,0 130 6200
60 | 42,0 | 25,7 14,0 160 5500
Pasmepbl ykazaHbl B MM.
Dimensions in mm
BuHT Lan6a LLlecTUrpaHHbIN KoY
Screw Washer Allen Wrench
10.25.912 10.5.433
Sw8,0 DIN 911

SW12,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911
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CDpe3b| C TaHreHumasibHbIM KpenJsieHnem
nJacCcTtuH
Tangential Milling

(ph HORN pi»)

®Ppe3a gna ¢ppesepoBaHus
yCTynoB
Shoulder Mill

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

Cutting edge @ 40-250 mm

@ pexyLuen KpoMKM

po 8100 mm cppesa cornacHo DIN 8030-A, 8125 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 nnacTuHa

Indexable insert

hz
= o Tun 409
Type
LLUMPOKMIA Luar
wide pitch

[MokasaHo npaBoe ncnonHeHne

Picture = right hand cutting version
ggto::::;rme VA Ds a, h, h d, d, d, L, b c d, Mo
M409.0040.A16.04 4 40 9,3 | 345 | 35 16,0 39 16 | 22,0 8,4 5,6 &3 13900
M409.0050.A22.05 5 50 9,3 | 395 | 40 19,5 49 22 | 240 | 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 | 275 | 12,4 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 | 33,0 | 14,4 8,0 80 8800
M409.0125.A40.10 10 | 125 | 9,3 | 62,5 | 63 56,0 124 | 40 | 350 | 16,4 9,0 89 7900
M409.0160.A40.14 14 | 160 | 9,3 | 62,5 | 63 90,0 159 | 40 | 29,0 | 16,4 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 3aTskkun BuHTa 030.3511.T10P coctasnset 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 YacTtu

Spare Parts

®pesa LLecTurpaHHbin koY | 3axxumHon BUHT | Kntou Tun TORX PLUS® | BuHt
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

nnnacTuH

Tangential Milling

(ph HORN pi»)

TopueBas chpesa

Face Mill

@ pexyLuen KpoMKM

Cutting edge @

M409

C BHyTpeHHUM nogsoaom COX

with through coolant supply

40-250 mm

po 8100 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 2160 mm DIN 8030-C

MokasaHo npaBoe UcCnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
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

[pyrve paamepbi - Mo 3anpocy.

Further sizes upon request

ap =6,2 mm npu rx = 0,8 mm

VA Ds a,
5) 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
MomeHT 3aTsxkmn BuHTa 030.3511.T10P cocTtasnset 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
oT 2160 MM: Hanuune 1 BHyTpeHHsA nogada COXX no 3anpocy.
from 2160 mm: availability and internal coolant upon customers request

3anacHble 4YacTu
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

h2 h d5 1 d2
32,5 | 35 16,0 55 16
37,5 | 40 19,5 67 22
37,5 | 40 19,5 80 22
37,5 | 40 22,0 79 27
47,5 | 50 22,0 96 27
47,5 | 50 30,0 116 | 32
60,5 | 63 56,0 141 | 40
60,5 | 63 90,0 176 | 40
60,5 | 63 | 1350 | 216 | 60
60,5 | 63 | 150,0 | 266 | 60
Kntoy Tun TORX PLUS® | BuHt
TORX PLUS® Wrench Screw
T10PL
T10PL 10.25.912
T10PL
T10PL
T10PL

CMeHHada nnacTtuHa
Indexable insert

Tun 409
Type
Y3KUi Lwar
narrow pitch
L, b c d, Mo
220 | 84 5,6 33 | 13900
240 | 104 | 63 41 12500
250 | 104 | 6,3 49 11100
275 | 124 | 7,0 49 11100
275 | 124 | 7,0 59 9800
325 | 144 | 80 80 8800
350 | 16,4 | 9,0 89 7900
29,0 | 16,4 | 9,0 | 110 | 6900
42,0 | 25,7 | 14,0 | 130 | 6200
42,0 | 25,7 | 14,0 | 160 | 5500

Pasmepbl ykazaHbl B MM.
Dimensions in mm

LLlecTUrpaHHbIA KNntoY
Allen Wrench

SW10,0 DIN 911
SW12,0 DIN 911
SW14,0 DIN 911
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dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

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 2100 mm arbor mounted cutter as per DIN 8030-A, 2125 DIN8030-B, from 2160 mm DIN 8030-C CMeHHaA nnacthHa

Indexable insert

Tvn 409
Type

LLUMPOKMIA Luar

wide pitch

MokasaHo npaBoe UcCnoriHeHne

Picture = right hand cutting version
ggto::::;rme Z Ds a, h, h d, d, d, l, b © d, Mo
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 | 10,4 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 | 16,4 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

[pyrne pasmepsl - No 3anpocy. Pa3mephl ykazaHbl B MM.

Further sizes upon request Dimensions in mm

ap =6,2mMmnpurx = 0,8 mm

ap = 6,2 mm can be reached with rx = 0,8 mm

MomeHT 3aTtsxku BuHTa 030.3511.T10P coctasnsert 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 ¢pe3sa LLecTurpaHHbin Knto4 | 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

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

TopueBas chpesa
Face Mill

M409

C BHyTpeHHUM nogsoaom 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 UcCnoriHeHne
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

Twn 409
Type
Y3KUi Lwar
narrow pitch
b © d, Mo
8,4 5,6 86 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
25,7 14,0 160 5500

Pasmepbl ykasaHbl B MM.
Dimensions in mm

LLlecTUrpaHHbIN KNnto4
Allen Wrench

SW8,0 DIN 911
SW12,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911
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dpesbl ¢ TaHreHUManbHbIM KpensieHuem
nnacTuH Cﬁl’l HORN ill)

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, g125 DIN8030-B, from 160 mm DIN 8030-C CMEHHas nnactnHa
Indexable insert

Tvn 409
Type

LLUMPOKMIA Luar

wide pitch
[MokasaHo npaBoe ncnonHeHne
Picture = right hand cutting version
S;O::;:;Hm 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 ykasaHbl 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 dpe3a LLecTurpaHHbin koY | 3axxumHon BUHT | Kntou Tun TORX PLUS® | BuHt
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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CDpe3b| C TaHreHumasibHbIM KpenJsieHnem

nJacCcTtuH
Tangential Milling

(ph HORN pi»)

Kykypy3Has cdpe3a
Shell End Mill

@ pexyLuen KpoMKM Cutting edge @

®pesa cornacHo DIN 8030-A
Coupling system as per DIN 8030-A

2 1
- P -t
r— h -
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O6o3Ha4yeHne Z | Z | Ds
Part number
M409.0040.A16.W.10 10 2 40
M409.0050.A22.W.15 15 3 50
M409.0063.A27.W.20 20 4 63

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

M409

C BHyTpeHHUM nogsoaom COX
with through coolant supply

40-63 mm

a h h d

P 2

43,2 | 645 | 65 | 16,0 | 16
43,2 | 645 | 65 | 195 | 22
432 | 645 | 65 | 21,5 | 27

PekomeHayeTcst npuMeHsTb nnactuHbl R409.093.U.08.

Indexable insert R409.093.U.08 is preferred to use.

MowmeHT 3aTtskkmn BuHTa 030.3511.T10P cocTtaBnseTt 3,5 Hw.

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
M4009... 030.3511.T10P T10PL

-

&

CMeHHagd nnactuHa
Indexable insert

Tvn 409
Type

| b c d

b n

K max

53,4 8,4 5,6 | 39 | 13900
49,0 | 104 | 6,3 | 49 | 12500
48,8 | 124 | 7,0 | 62 | 11100

Pasmepbl ykasaHbl B MM.
Dimensions in mm
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¢pe3bl C TaHreHumasibHbIM KpenJsieHnem
nJacCcTtuH
Tangential Milling

(ph HORN pi»)

OvckoBas ¢ppesa
Disc Milling Cutter

M409

@ pexyLuen KpoMKM Cutting edge @ 100-125 mm

!
™
O
A
= N 1|
od, w
[NokasaHo npaBoe UCnoriHeHne
Picture = right hand cutting version
O603Ha4yeHue Z | Z_ | Ds b d, b, Mo w
Part number -
M409.0100.32.S.14 10 5 100 | 26,0 | 32 | 14,4 | 8800 | 14
M409.0100.32.S.18 10 5 100 | 26,0 | 32 | 18,4 | 8800 | 18
M409.0125.40.S.14 12 6 125 | 34,5 | 40 | 14,4 | 7900 | 14
M409.0125.40.S.18 12 6 125 | 34,5 | 40 | 18,4 | 7900 | 18

Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request

MowmeHT 3aTspkku BuHTa 030.3511.T10P coctasnget 3,5 Hwm.
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

3anacHble YacTu
Spare Parts

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

030.3511.T10P T10PL

HAunckoBas cpesa
Disc Milling Cutter

M409...
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CMeHHada nnacTtuHa

Indexable insert
Tun 409
Type

npasas nnactuHa
right hand insert

5x R409.093.U.08

5x R409.093.U.08
6x R409.093...
6x R409.093...

riesad nnactumHa
left hand insert

5x L409.093.U.08

5x L409.093.U.08
6x L409.093...
6x L409.093...

Pa3mepbl ykasaHbl B MM.

Dimensions in mm



d>pe3b| C TaHreHumasibHbIM KpenJsieHnem

nacTuH (pl HORN i)

Tangential Milling

CMeHHas nnacTuHa 409 ( B

Indexable insert

my6uHa pesaHus 0o Depth of cut up to 9,3 mm

X J

Ons opesepHOro XBOCToBMKa
for Milling shank
h

Twn M409
Type

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 5,2 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 NpuUMeHeHwue / recommended
0 AnbTepHaTUBHOE NpUMeHeHwe / alternative recommendation
- HEMNPUroZHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITMS / uncoated grades
[ TBEpAbIV cnnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawikon/Cermet / brazed/Cermet
Bbibepute R unu L ncnonHexue. Mapku TBEpLOrO cnnasa
State R or L version Carbide grades
Pa3smepbl ykasaHbl B MM.
Dimensions in mm
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Pexumbl pe3aHus
Cutting Data

(ph HORN pi»)

HauanbHble 3Ha4eHnst CKOpOCTY 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

BbicokonernpoaHHas ctanb

high alloyed steel
(>5%)

CTtanbHoe NnTbe
Cast steel

HepxagetoLas cranb
Stainless steel

YyryH
Grey cast iron

YUyryH co ccpeponganbHbiM
rpacpuTom

Spheroidal graphite

cast iron

KoBkuin wyryH
Malleable cast iron

Cnnaebl antoMnH1s
Al-alloy

AntomMnHueBoe nuTbe
Al-cast-alloy

Cnnaebl Megn
Copper-alloy

>KaponpoyHbin cnnae
Heat resistant alloy (Fe)

>KaponpoyHblin cnnae
Heat resistant alloy (Ni, Co)

0,2% C
0,4% C
0,6% C
OTOXOKEeHasd
annealed

3aKarika
quenched

OTOXOKEHas
annealed

HenernposaHHoe
unalloyed

nervposaHHoe
alloyed
MapTeHCUTHas,
bepPUTHBIN
martensitic, ferritic

ayCcTeHuTHas
austenitic

C HU3KUM Mnpeaeriom

TeKy4yectun
low tensile strength

C BbICOKMM Mnpeaerniom

TeKy4ecTun
high tensile strength

eppUTHBbIi
ferritic
NEePUTHBbIN
perlitic
eppuUTHBbIi
ferritic
NEepUTHbIV
perlitic

B rocTaBke

not heat treatable
YNPOYHEHHbIE
heat treatable

B NocTaBke

not heat treatable

YNPOYHEHHbIE
heat treatable

B MocTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

OTOMNOKEHBIV
annealed

3aKaneHHbIn
hardened

OTONOKEHBIV
annealed

3aKaneHHbIn
hardened

Teepaoctb  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 o

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 NPUHAANEXHOCTU (ﬁh HORN |]|D
Additional Equipment

(phrHorn )

dononHuTtenbHbIE Additional Equipment
NPUHaANEeXHOCTHU

- Torque Screw Driver
- AnHamomeTpryeckas OoTBepTKa

- Device for setting the required torque
- YCTpOMCTBO AS1s1 HACTPOWKM

MOMeHTa - Blades
- CTepXHM - Universal Bitholder
- YHuBepcarnbHasa oTBepTka - Universal Bitholder with T-handle

- YHuBepcarnbHasa oteepTka Cc T-
oBpasHou py4Kon

O1



JononHuTenbHbIe NPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

OuHamoMeTpuyeckasa oTBepTKa CO LUKasron.

- UmeeTcsa anana3oH BbIGOpa KPyTALLEro MOMEHTA.

- BbIGpaHHOe 3HaYeHue NoKa3bIBaeTCsl B OKOLUKE.

Bbi6op Tpebyemoro KpyTsLLErO MOMEHTA OCYLLECTBNAETCS
npuv MOMOLWM  CcheumanbHoro  yCcTpoMcTBa  (BKIIOYEH B

DO41VL

D 041 VL nocTaBky). OproHoMmyHasa copma ynpowaeTr paboTy c

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)
(ToyHOCTb: + 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 %)

(phHorn )

D 28 VL
2-8 Nm

YCTpOMCTBO ANA HACTPOMKN KPYTALLErO MOMEHTA.

PykosiTka:  MEINKO3EPHUCTLIN NonMmep.
ED 28 VL CTepKeHb: OKTOroHanbHas (BocbMurpaHHasi) dopma, HaHeCEHO
YNpOoYHsioLLLEe NOKPbITUE

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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JononHutenbHbIe NPpUHaANeXxHoCTu

Additional Equipment

(ph HORN pi»)

DT6PK
DT7PK
DT8PK
DT9PK
DT10PK
DT15PK
DT20PK
DT25PK

nntoc
Plus

ans / for
D041VL/ D15VL / D28VL

DT6K
DT8K
DT15K

ans / for
D041VL/D15VL/ D28VL
— © Mm——

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

ans / for
D041VL/D15VL/ D28VL

DSW50K
DSW60K

ans / for
D15QL

o

CTtepxeHb nog BUHTbI TORX-Plus®

CTepxeHb:

[NpumeHeHne:

BbicokokavecTBeHHas 3aKaneHHast Xpomo-
BaHagueBas cTtarnb NOoKpbiTasi XpOMOM
Mpoussoautens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb

KoanpoBka - TEMHO 3€eneHbln UBeT

3akpy4ymBaHMe BMHTOB C onpeaerieHHbIM
KPYTALLMM MOMEHTOM MpPU NMOMOLLU CTPEXHEN
Wiha n guHamomeTpuyeckon oTBEpPTKN

Blade for TORX-Plus® screws

Blade:

Utilization:

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.

CtepxeHb nog BMHTbI TORX

CtepxeHb:

MpumeHeHune:

BblcoKkOkauyeCcTBEHHas 3akaneHHas Xpomo-
BaHaameBas cTasb NOKpbITash XpOMOM
Mpounssogutens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb

KogupoBka - TEMHO 3eneHbIn uBeT

3akpy4ymBaHme BMHTOB C onpegeneHHbIM
KPYTALLMM MOMEHTOM MpPU MOMOLLM CTPEXHEN
Wiha n guHamomeTpmnyeckon oTBepTKM

Blade for TORX screws

Blade:

Utilization:

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.

CMEHHbIN CTepXXeHb AN BAHTOB C BHYTPEHHUM
LIeCTUrPaHHUKOM

CTtepxeHb:

MpumeHeHune:

BbicokokadecTBeHHas 3akaneHHasi XpoMo-
BaHagueBas cTarb MNOKpbITast XpOMOM
Mpoussogutens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb

KoanpoBka - KpacHbIN LBeT

3akpy4ymBaHMe BMHTOB C onpefesieHHbIM
KPYTALLMM MOMEHTOM MpPU NMOMOLLM CTPEXHEN
Wiha n gnHamomeTpu4eckon oTBepTKn

Blade for allen screws

Blade:

Utilization:

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

Wiha Chrome Blade guarantees maximum precison.
Colored code red

Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle
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JononHuTenbHbIe NPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

e “ YHuBepcanbHbIN butogepxkarens ana 6ut C6,3 n E6,3 (1/4™)

CTep)KeHb: BblcokokadecTBeHHas 3akaneHHas XpOMoO-BaHaaneBas

D14ZBK cTarb MoKpbiTas XpOMOM

Konbuo: HepXXaBewlLliad ctalb.

ans / for

D041VL / D15VL / D28VL anMeHeHME: 3apr‘-II/IBaHV|e BMWHTOB C onpepgerneHHbIM prTflLUMM
MOMEHTOM Mpu NOMOLLX 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.

OuHamomMeTpuyeckas OTBepTKa CO LUKaJlon.

- UmeeTcsa anana3oH BbIOOpa KpyTALEro MOMeHTa.

- BblOpaHHOEe 3HaYeHue NMoKa3bIBaeTCsl B OKOLUKE.

Bbi6op Tpebyemoro KpyTsLLErO MOMEHTA OCYLLECTBNSAETCS

npv NOMOLLM CNeLManbHOro yCTPOUCTBA (BKITHOYEH B MOCTABKY).
OproHomunyHasa popma ynpowaeT paboTy ¢ MHCTpyMeHTOM. Bo
BPEMS 3aKpy4YMBaHUS BUHTA, NPU AOCTUXKEHUN HEODXOANMOrO
KpyTALLEero MoOMeHTa pasfgaeTcs 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 %)

)

-
*]
x
:‘
=
=

pe

U

YCTpOMCTBO ANA HACTPOMKMN KPYTALLEr0 MOMEHTA.

-

PyKOﬂTKaZ MeJ'IKO3epHVICTbIIZ nosammep
CTep)KGHbZ OKTOroHarsibHasa (BOCbMMFpaHHaﬂ) cbopma, HaHeCeHO

ED51 5QL ynpo4Hsalwiee nokpbitne

Device for setting the required torque.
Ansi / for Handle: Celluloseacetat with micro structured surface
D515QL Blade: Octogonal (8 flats) blade, hardened galvanized
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JononHuTenbHbIe NPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

CrepxeHb nog BUHTbI TORX-Plus®
[ )
CrepxeHb: BblcokokayecTBeHHas 3aKkarneHHasi XpoMo-

BaHagueBasa CcTallb NMOKpbITad XpoOMOM

DT15PQ MpownseoauTens Wiha rapaHTUpyeT BbICOKYHO
TOYHOCTb
DTZOPQ KoanpoBka - TEMHO 3efeHbIn LBeT
DT25PQ MpumeHeHne: 3akpy4mBaHue BUHTOB C OnpeaeneHHbIM
KPYTALLMM MOMEHTOM NPY MOMOLLM CTPEXHEN
DT27PQ nnioc Wiha v amHamomeTpuyecKoi oTBEpPTKA
DT3O PQ Plus Blade for TORX-Plus® screws
Blade: High quality Chrome-Vanadium steel, through hardened,
ans / for chrome plated.
D515QL 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.

YHuBepcanbHbI butogepxkarens ana 6ut C6,3 n E6,3 (1/4™)

CTep)KeHb: BblcokokadecTBeHHas 3akaneHHas XpOMoO-BaHaaneBas
CTalnb NOKpPbITad XpoOMOM

D1 4ZBQ KOJ‘IbLI,OZ- HepXaBsetloLasa cranb.

MNpumeHeHne: 3akpyymBaHue BUHTOB C OnpeaesieHHbIM KpyTALWUM
Anst / for MOMEHTOM NpU NOMOLLN ANHAMOMETPUYECKON
D515QL OTBEPTKM

Universal Bitholder
for C6,3 and EG6,3 (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.

YHuBepcanbHbIi butogepxartenb ¢ T-o6pa3HON PyKOATKOM
ansa 6ut C6,3 n E6,3 (1/4™)

CTepxeHb: BblCoKokavecTBeHHas 3akaneHHas Xpomo-
BaHaaueBas CTarb NOKPbITas XpOMOM
KonbLio: HepxxaBetoLLas cTasb.
MpumeHeHne: 3akpy4ynBaHWE BUHTOB

Yy

NYOH

(yd

Universal Bitholder with T-handle
for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through hardened,
1 4ZQK chrome plated.

Collar: Stainless steel

Utilization: For controlled opening
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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

O6o3HaveHne [Moarpynmbl

HW

HT

HF

HC

CA

CM

CN

CcC

DM

DP

BN

Subgroups

HenokpbiTble TBepAble cnnaebl, OCHOBaHHble HAa WC
uncoated carbides based upon WC

HenokpkITble TBEPAbIE CNNaBbl, OCHOBAHHbIE HA
TiC/TiN (KepmeT)
uncoated carbides based upon TiC/TiN (Cermets)

Menko3epHuUCTLIN TBEPAbIV CnnaB
micro grane carbides

[MokpbITble TBEPAbIE CMNaBbl U KEPMEThI
coated carbides / cermets

KepamMuka Ha ocHOBe okcuaa antoMUHNUsE
Oxide ceramics based upon Al,O,

CwmeluaHHas kepaMuka - kepaMmuka Ha OCHOBeE
oKcuaa anoMUHKS + Kapbuabl MeTansios
Mixed ceramics based upon Al,O, + metal carbide
Kepamvka Ha oCHOBe HUTpuAa KpeMHUS

Nitride ceramics based upon Si;N,

Kepamuka ¢ nokpbITMsMm
Coated ceramics

MoHokpucTannuyeckun anmas
Monocrystaline diamond (MCD)

Monukpuctannuueckun anmas
Polycrystaline diamond (PCD)

Monukpuctannuyecknin Kybuueckuii HUTpnA 6opa
Polycrystaline, cubic boron nitride (PCBN)

Mbl ocTaBnsiem 3a coboi npaBo BHOCUTb U3MeHeHUs1 U fobaBneHus
B CBSI3M C HOBEMLLIMMU pa3dpaboTkamu B 061acTn MHCTpPYMeHTa.

KomnaHusi Horn He HeceT OTBETCTBEHHOCTM 3a OLUMOKM UMK oneYvaTku B KaTanore.

BocnpownssegeHue Bcero katanora unm nobow ero Yactu 3anpeLtaerca 6e3 nCbMeHHOro
paspeLueHunst 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
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