127v92X | Index

VRATLDC BAN/RLEIYITSAR
System DC Groove Milling and Thread Milling Cutter

BANTSAR

Groove Milling

BANTSA R

Groove Milling

BANTSAR

Groove Milling

AYya—hyi—
Slot Milling

BAN/R)yA—hyAa—

Groove and Slot Milling

RLYYISAR
Thread Milling

F7MIAHYE—
Gear Milling

2Oy rhHyi—
Milling of T-Slots

(EEVY vy R)

A
M306 / M308 / M311 / M116
M313 /M328 [ M332 / M335
M275
380/381

M101 3

382 /383 /M310 F
M275/M306 / M308 / M310

M311/M313/SM328 /380

M311/M313/M328
M406 / M409

Bifffg8 BANhISAAMI (HNHERFMI)

Technical Instructions Groove Milling (by Circular Interpolation) J

RYIJvz—Y)o5hya—

Polygon Millling

ALY RD—=) o 5hya—/EDaS5—KALY FI—Yv5hvia—/

HORNZ —RT—) T h v s —e

L

Thread Whirling, Modular Thread Whirling, HORN Turbowhirling’

DATLDA/DAH 75 -y oy /EmtEys—) oy M

System DA / DAH Plunge and High Feed Milling
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FEN{TEIAFA-BDEY F—TT  HLIEIZDIRIAY
FOZRTLOBETEDREICHGEHICRYBATEYE
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LHDREREFHE.BE. KK FLME . BEEY.
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HEARAFEXRGEHEHRVERAAKROB TN OIS YRA
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ELTEWWEYS,

ERIE. IRILF—ERAHOETEENTOHENT
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b=V B LT HEE—AVEYDRENMN DR
BRI S EHEERICETLES,

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

We have implemented an energy management system
in accordance with ISO 50001 in order to implement
our energy policy and optimise the processes in our
company with regard to the efficient use of energy. We
ensure the comprehensive, active involvement of all
employees through an energy manager, who acts as
a coordinator, and a network of employees who share
information.
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Tangential Milling
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Additional Equipment
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9 A 4
- i}
RLYL TR TILREANT T4 R BANT Z1 X EEO T
Thread milling Groove milling Full radius Groove milling Chamfer milling
} R—2 [page

Y 1w R A3-A8
RLCYIDT 14X
Thread milling cutter solid
carbide
DCG

R—2 [Page
By 1) v R A9-A11
BANT 1R
Groove milling cutter solid
carbide
DCR/DCN/DCX

R—2 [page

BB 1y R AL2
HED 751X
Chamfering endmill solid
carbide
DCF

R—3 [page
ATIEER Al3-A19

Technical instructions
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Groove Milling

(ph HORN i)

L —
o S R i
i Imm - 1
BANTSAR JIREISAR  ARIZAIR ARMEBRDIZAR FEISAR 2w BE—=hyE—
Groove milling Full radius Bore milling Bore milling Face milling Slot milling
and Chamfering
M306 7 T ] 108 VoY e 606
306
Ds = @9.4/9.6/11.7 mm s 606 0
S—>J v >y B4-BIO 108 J R
Milling shank 29 k \/ ) \_T )
= /Page /B\"l—gz/Zage R— /Page R—7 /Page
B1l- .
BH 5162382627 : B15,B25,B28-B30 B29
M308 T ] 111 roY W)
Ds > @ 13.4/15.7 mm - * 608
s ) \ﬁ/j‘k\‘/v > 47 B34-B39 a1 J G o
ngshan
e 608 K ol ) J
R—2 /Page > /Page R—2 /Page
B40-B42, Ba5- B48, B51 B43 B49 B44, B50, B52
M311 T311 ] 311 ¥ Y s ) 611
Ds > @ (15.0)/17.7 mm . ou 0
=127y B56-B65 J = TR L I
Iting shan
Y ) f ;
eB66-  AR— /Page > /Pag R—=I/p
850, 81585 o By B gya
hD/Ill>6 - T 116 ) WFB
S = 4 mm
S—UYTs v B8 " Basic holderfo/?_\)l/g
et = L ) 306,308,311,313,328,332
R—7 [Page R—2 /Page = /Pag
B79-B80 B81 B9,B38, B64 B91,B121,
B140
I T%ﬁ ] 313 VY ) 613
Ds = @21.7mm I 713 613 p| 713
S—1 > v Y B84-BI2 — |[
Milling shank \_T L
Y ) )
R—7 [Page R—72 /Page R—7 /Page ~R—7 /Page
E?S-SBégllelm- B102 B103, BlOS B109  B106-B107,B111
M328 l ET TV 328 628 [ JJ ¢ 628
Ds > @ 24.8/27.7/28.0 mm !)_c» || o8 628 0 i
S—1)>Y S v > B114-B122 . || ——) E— |[
Milling shank L u |—325 J L £
= 2
NR—1 /Page =2 /pa R— /Page R— /Page R—2 /Page
B123 E}%@"Bb B129- B128,B133 B132 B131
o= 0317/35.7 BT 1) e
s = : Jmm 6
— >
S—1U>F v > BI36-Bl4l —\ — [35 N @ 347 r\nm
Milling shank I\i'f ) 27227 BIS2
) illing shank
=2 [Page R— /Page NR—2 /Page
EH%—B{B, B145 B144 B153
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Groove Milling

== ==V

=
BANT TR Y=o ITET AR
Groove milling Circlip grooves

S—>g vy
Milling shank
M275

ROV a—a>hy R —
Screw-in cutter

M275

7—=NN—Bt8 Sy 2 —
Arbor Mounted Cutter
M275

TARATETY X—
Disc milling cutter

M275

1Vt —
Indexable insert

S275/RS275

R—2 [Page C7-C9

~R—3 [page C10

FE7Z1X

Face milling

(ph HORN i)




BANTISARAhyE2—

Groove Milling

BANT 1R Y=oy FEISAR

Groove milling Circlip grooves

S—YIo vy
Milling shank

380

7—N\—BtE Dy 2 —
Arbor Mounted Cutter
380

AEYRIVENED Y 2 —
Mono Milling Cutter
HSK 380/ABS 380

TARTEPY Z—
Disc milling cutter

381

R— /Page D10

12—k L
Indexable insert
314

R—/page D11,D13

)

|

NR— [page D12

(ph HORN i)




Ay B—hy32—
Slot Milling

)y R =y — )y =Ty =
Slot milling Slot milling

TARIEA Y Z—
Disc milling cutter I
M101 —— e f——

R— [Page E3

T
1
|
R— [Page E4-E5

Arbor Mounted Cutter
M101

' ] %
T—N—EfIEHy H— | ]
N

R— /Page E6-ET

A=k
Insert
S101 )

NR— /page E8

.

R— /Page E9--E10

AfriEER = [page
Technical Instructions E11-E12

(ph HORN i)




BANZA)y =Ny B —

Groove

BANT 1R

Groove milling

T A RISy Z—
Disc milling cutter

382

7—=NN—Bt8 Sy 42—
Arbor Mounted Cutter
383

1=k
Indexable insert
314

TRV Z—
Disc milling cutter

M310

ROV a—a>hy R —
Screw-in cutter

M310

7—N—BUTR Sy 2 —
Arbor Mounted Cutter
M310

4 2= [~
Indexable insert
S310

illing and Slot Milling

)y R—=yF—
Slot milling

.

R— [page F4-F5

(lFW
8

R— [page F6-F7

(Y
|

8

R—% /Page F8

=

R— [page F12-F13

o

M
R—2 [page F14

o

N
R— /page F15-F16

R— Page F17

=
g

R—2 [Page F9

(ph HORN i)




RPLYIDT 51X

Thread Milling

T5VWHEL 60°
Partial profile

M306
Ds @9.6/9.7/11.7 mm

S—UYTTv>U G
Milling shank

M308
Ds @ 13.4/15.7 mm

S—U>Tsv>U Gl
Milling shank

M311
Ds@17.7mm

S—UYTs w2 G4
Milling shank

M313
Ds@21.7mm

S—1) T2 v >0 G32-G33
Milling shank

M328/SM328

Ds@27.7 mm
ST v GA2-G44
Milling shank

M332

Ds@31.7 mm
T—UYTI v > G52
Milling shank

M275
Ds @ 31/38/48/58 mm

=—1) > v >0 G58-G59
Milling shank

10

SH5VHMNE 60°
Full profile

T 5 ULV H % L /Partial profile
R—3/page G6-G7,G10

T 5 LVH 7% L /Partial profile
R—2 [Page G16,G18-G19

311
611

60°

T 5 LVH 7% L /Partial profile

R—2 /Page G26,G29
VNl

T 5 WLWH% L /Partial profile

~R— /Page G35,G38

—1]

T 5 ULVH7% L /Partial profile

R— [Page G46,G48

—1]

T 5 LV A% L /Partial profile

R— [Page G54
RS275

60°

55°

IH5VHRFE 55°
Full profile

¥\

IS VWA E/Full
profile’X—< / Page G8

T 5 WA F /Full profile
R— [ Page G27

T 5 WA E /Full profile
R— [Page G36

380

Ds @44 mm
Sl 2o vl
Milling shank

380
Ds @ 63 mm

7 —/N—EUTE T w2 — G65

Arbor Mounted Cutter

T 5 LVA 7 L /Partial profile
~

—0 /Page G61

(ph HORN i)

55°

T 5 WA E /Full profile
R— [Page G9,G11

T 5 WIS /Full profile
R— [Page G17,G20
311

55°

T 5 WIS /Full profile
R— [Page G28

T 5 WA /Full profile
R— [Page G37,G39

T 5 WA E /Full profile
R— [ Page G47,G49

| 314

60°

T 5LH% L /Partial
profile/ R —= / Page G67




X7MITHhy 22—

Gear Machining

FT7I—U>IhyR—

Gear milling

12—k
Insert
613/628/632/635

T7—/N—BU3E Ay H—
Arbor Mounted Cutter
M279

1=t
Insert

RS279

TR
End Mill
DSDS

Sl 2s/ 0 4
Milling shank
MDG

Ny F—=~Ny R
Cutter Head
DGF/DGR/DGFF/DGH/
DGK/DGM/DGRR/DGV

R— [Page H6-H10

R— [page H14

NR—2 /Page H15-H16

R— [Page H20

Nd] |

R— [page
H24-H27

E@

R— [page
H28-H35

e

D=L I RI—UVT
Worm shafts

RO a—"(>YhHyZ—
Screw-in cutter

DAHM25

Sl 2s S 47
Milling shank
DAHM25

o S —
Indexable insert

DAH25

A7 VN Si—=( oa| ) si—
Screw-in cutter

DAHM3T7

Sl 2o 27
Milling shank
DAHM37

7—N—BUIR Ny 2 —
Arbor Mounted Cutter
DAHM37

o St —
Indexable insert
DAH37

(ph HORN i)

= [Page H40

R—3 [Page H41-H42

R— [Page H43

=2 [Page H50

(o)

R— [Page H51-H52

11




TAQY FAy&—
Milling of T-Slots

il

TXOw MIT

(ph HORN i)

>

EH O T

T-Slot

ST w2y

Milling shank
M311
T2 —k
Insert

311

Sl 2s S A

Milling shank
M313

A > —
Insert

313

Sl 2s S

Milling shank
M328

oA 2 —
Insert

328

12

Chamfering

™

|/

|/

R— [Page 15-16

B

1

NR—2 [Page 110

™

|/

|/

R—3 [Page 115

S—YyTY vy
Milling shank
M406

SR A7 7
Milling Shank
M409

1t —
Indexable insert

406/409

N\

L./

I

-

R—2[Page 121

R— [Page 122-123
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Technical Instructions Groove Milling

BATIEER

Technical Information

MEBDEE
Choice of the carbide grades

SR

Formulas

BIERT S IL 718

Torque of screws

BRI-UYT vy

Available milling shanks

ILIESES

Cutting data

R—2 /Page J2-J7

R— /Page J8

R—7 /Page J9-J10

R— /Page J11-J12

R— /Page J13-J15

R—3 /Page J16-J17

(ph HORN i)

13



YAV =—yvshyi— (gl HORN ph)
Polygon Millling

N

@

Yy Z—
Cutter
M275

1>t —
Indexable insert

S275

7)) S =
Cutter
381

o S — |

Indexable insert

N314/314

R— [page K23-K24

TSR R— /Page K25-K31

Technical Information

14



ALY FRD=UYThyr—[€Ea5—xALYFK
=25 hyS2—/HORN 2 —RI—=) 5 hy 2 —

ALY RI=V2ThyHa—
Thread Whirling

J—=) >INy R
Whirling Head
Ds = @10 mm

R— /Page L4 R—2 /Page L6

EDa5—AALYRI—=V2ThyHz—
Modular Thread Whirling

N—20y IRV —

Basic Holder

U7 s S

Ring Cassettes

~R— /Page L13

HORN #—R7—U>JhyH—°
HORN Turbowhirling’

R— /Page L14-L17

. (ph HORN pil)

15
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Plunge and High Feed Milling DA / DAH

N

RUJLTRIAT
Pre-drilling

Sl A7 S/
Milling shank
DAM31/DAM62

T7—/N—BU3E Ay H—
Arbor Mounted Cutter
DAM32/DAM62

RO a—aA>nyR—
Screw-in cutter

DAM31/DAM6E2

THTE—
Adaptor
MD

L5z —t—
Reducer

MD

ITOXRT>o3ay
Extention
MD

Sl

Indexable insert
DA31/DA32/DA62/
SDAG2

16

75 INT
Plunge milling

EELO 0T

Chamfer milling

R—2 [Page M4-M8

R— [page M9-M10

R— [page M17

R— [Page M18-M22

Ry ST
Pocket milling

Face milling

S—USTY vy
Milling shank
DAHM25

RI)a—a1>hyE—
Screw-in cutter

DAHM25/DAHM37

12—k
Indexable insert

DAH25/DAH62/ DAH37

PR
Milling Shank
DAHM3T

7—N\—BUTE Sy & —
Arbor Mounted Cutter
DAHM37/DAHM62

EE7 2 XNMT

SVEYIIT
Ramping

R—2 [page M30, M35

R—2 [Page M31, M42

R—3J [Page M36, M41
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Tangential Millin

90° 90° 45°/60°

Sl 2o 47 TA Ry Z—

Milling shank Disc milling cutter
M406 M406
R— [Page N8
ROV a—a1>hyE— 4o —k
Screw-in cutter Indexable insert
M406 406
R—2 [Page N9
a2y 2 Jx—XI)L
Milling shank Face Mill
M409 M409

STIIIVRII
Shell End Mill
M409

ROV a—a>hyR—
Screw-in cutter

M409

R— [Page N23

SallZ—=)L
Shoulder Mill
M409

TARIEA Y Z—
Disc milling cutter

M409

R—3 [page N24

1=k
Indexable insert
409

R—/Page N18 R—3 [page N25

17
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Groove milling and thread milling

BEVIYRhy 22— Solid Carbide End Mills
AT L DC System DC

_RAlEebh I5VFAL - Thread milling partial profile
_RlEbh I5VHAE - Thread milling full profile
SEANTSAX - Groove milling

-@EOINI - Chamfer milling

Al



BAN/BLYIDISTR

Groove milling and thread milling

(ph HORN i)

it AN
HBLYID TSR
Thread milling cutter solid
carbide

DCG

Yy R
BANT SR

Groove milling cutter solid
carbide

DCR/DCN/DCX

B w R
HEDTZ1X
Chamfering endmill solid
carbide

DCF

A2

R—2 [page
A3-A8

R—2 [page
A9-All

R—2 [page
Al2



ISOX=FJLAAL I5LHEL  DIN13-20%EHL A
Metric ISO-thread DINL1' 3-20 Parcﬁal pro ile (I]h HORN I]h)

BEVIYYEF RBLYIDISIRAYvE— DCG

Thread milling cutter solid carbide

R LM Thread M1-M2.5

HHRLCH

for internal thread

25 newol o, |z | P d | d | q , ) l, i
Part number Thread O
=

DCG.3.M1.025.2.1.03 M1 0.75 3 0.25 0.70 3 0.33 34 2.50 22 A
DCG.3.M11.025.2.1.03 M1.1 0.80 3 0.25 0.75 3 0.40 34 2.75 22 A
DCG.3.M12.025.2.1.03 M1.2 0.90 & 0.25 0.80 8 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 3 0.35 1.10 8 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 8 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 8 1.30 34 8.00 22 A

A FES /onstock A48/ 4weeks x BEIWVEHELIEZTUY/ upon request

@ HEEE / recommended

0 28— H#EE / alternative recommendation

- JEHELE / not suitable

/>—b [ uncoated grades
J—7 1>/ / coated grades

Bl O/ —Xv / brazed/Cermet

mmiRao B

Dimensions in mm Carbide grades

A3



ISOX—FILBBL

I5WLWH%A L  DIN13-20%EH1
Metric ISO-thread DIN13-20 Partial pro ile

(ph HORN i)

BEVIYYEF RBLYIDISIRAYvE—

Thread milling cutter solid carbide

RV

Thread

gd?hﬁ

Bt

Part number

DCG.3.M3.025.2.1.04
DCG.3.M3.035.2.1.04
DCG.3.M3.050.2.1.04
DCG.3.M35.050.2.1.04
DCG.3.M4.070.3.1.06
DCG.3.M5.050.3.1.06
DCG.3.M5.080.3.1.06
DCG.4.M6.100.3.1.06
DCG.4.M6.100.5.1.06
DCG.4.M8.075.5.1.08
DCG.4.M8.075.6.1.08
DCG.4.M8.075.7.1.08
DCG.4.M8.125.6.1.08
DCG.4.M8.125.8.1.08
DCG.4.M10.150.6.1.08

DCG.4.M10.150.8.1.08

LU
Thread

M3
M3
M3
M3.5
M4
M5
M5
M6
M6
M8-M10
M8-M10
M8-M10
M8-M10
M8-M10
M10-M12
M10-M12

min

2.4
24
2.4
2.7
33
4.2
4.2
5.0
5.0
6.5
6.5
6.5
6.5
6.5
8.0
8.0

3
3
3
3
8
3
3
4
4
4
4
4
4
4
4
4

0.25
0.35
0.50
0.50
0.70
0.50
0.80
1.00
1.00
0.75
0.75
0.75
1.25
1.25
1.50
1.50

M3-M12

0.25
0.35
0.50
0.60
0.75
0.75
1.00
1.25
1.25
1.00
1.00
1.00
1.50
1.50
1.75
1.75

A TES /onstock A4BR /4weeks x BEIWVEHELIE LY/ upon request

@ #E5E / recommended

0 BB TS / alternative recommendation

- JEHESE / not suitable

/>—b / uncoated grades

J—7 > / coated grades
Bl O/t —X v/ brazed/Cermet

mm3<52

Dimensions in mm

A4

2.0
2.0
2.0
23
2.8
3.6
3.6
4.3
4.3
515
5.5
5.5
5.5
515
6.8
6.8

© 00 X 00 X WO OO Oo oA~ b Bp

DCG

1.45
1.35
1.20
1.35
1.70
2.50
2.20
2.40
2.40
3.85
3.85
3.85
3.40
3.40
4.10
4.10

ORLECH
forinternal thread

89
39
39
39
50
50
50
63
63
63
63
77
63
77
63
77

22
22
22
22
36
36
36
40
40
40
36
40
36
40
36
40

> > > > > > > > > > > ANDS

tarEiTE
Carbide grades



S0%—kLRL F5LAME pIN-20km(iHORN o) A
Metric ISO-thread DIN13-20 Full profile

BEVUYEF RBLYIDISIRAvE— DCG

Thread milling cutter solid carbide

R LM Thread M3-M12

4

GthS

ORLECH
forinternal thread

Bzt AL¥Y | b | Z P d, | d, | 4, Lo, | e
Part number Thread =

<<
DCG.3.M3.035.2.2.04 M3 24 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 3 0.80 3.6 6 2.50 50 10 36 A
DCG.4.M6.075.5.2.06 M6 5.0 4 0.75 4.2 6 3.10 63 16 40 A
DCG.4.M6.100.5.2.06 M6 5.0 4 1.00 4.2 6 2.80 63 16 40 A
DCG.4.M8.075.5.2.08 M8 6.5 4 0.75 515 8 4.30 63 16 40 A
DCG.4.M8.100.5.2.08 M8 6.5 4 1.00 5.5 8 4.00 63 16 40 A
DCG.4.M8.125.5.2.08 M8 6.5 4 1.25 15 8 3.70 63 16 40 A
DCG.4.M10.075.6.2.08 M10 8.0 4 0.75 6.8 8 5.60 63 20 36 A
DCG.4.M10.100.6.2.08 M10 8.0 4 1.00 6.8 8 5.40 63 20 36 A
DCG.4.M10.100.7.2.08 M10 8.0 4 1.00 6.8 8 5.40 77 25 40 A
DCG.4.M10.150.3.2.08 M10 8.0 4 1.50 6.8 8 4.70 63 12 40 A
DCG.4.M10.150.6.2.08 M10 8.0 4 1.50 6.8 8 4.70 63 20 36 A
DCG.4.M12.100.6.2.10 M12 10.0 4 1.00 8.0 10 6.30 63 20 36 A
DCG.4.M12.125.8.2.10 M12 10.0 4 1.25 8.0 10 6.10 77 30 40 A
DCG.4.M12.175.6.2.10 M12 10.0 4 1.75 8.0 10 5.50 63 20 36 A
DCG.4.M12.175.8.2.10 M12 10.0 4 1.75 8.0 10 5.50 77 30 40 A

A TEES /onstock A 438 / 4weeks x BB WEHLELIEI LY/ upon request
@ HEXE / recommended
0 BT HELE / alternative recommendation
- JEHEEE / not suitable
/>—b [ uncoated grades
O—7>7fm [ coated grades
Bl O/t —X v/ brazed/Cermet
MmMRAL BT

Dimensions in mm Carbide grades

A5




A=771HRC

American Unified thread

(ph HORN i)

BEVIYYEF RBLYIDISIRAYvE—

Thread milling cutter solid carbide

QLY

Thread

Bt

Part number

DCG.3.60.540.2.04
DCG.3.60.544.2.04
DCG.3.60.632.2.04
DCG.3.60.640.2.04
DCG.3.60.836.3.06
DCG.3.60.1024.3.06
DCG.4.60.1420.3.06
DCG.4.60.1428.3.06
DCG.4.60.51618.3.06
DCG.4.60.3816.7.08
DCG.4.60.71614.7.08
DCG.4.60.71620.7.08
DCG.4.60.1213.7.08

a LIFU
Thread

#5-40 UNC
#5 - 44 UNF
#6 - 32UNC #8 - 32UNC
#6 - 40 UNF
#8 - 36 UNF

#10 - 24UNC #12 - 24UNC

1/4* - 20 UNC
1/4* - 28 UNF
5/16" - 18 UNC
3/8" - 16 UNC
7/16" - 14 UNC
7/16% - 20 UNF
1/2*-13 UNC

min

24
25
2.6
2.8
3.4
3.6
4.9
5.3
6.4
7.8
9.1
9.1
10.5

1/2-13 UNC

AR DN DN DD WWWWWW

N

0.635
0.577
0.794
0.635
0.706
1.058
1.270
0.907
1.411
1.588
1.814
1.270
1.953

A TEES [ onstock A48 / 4weeks x BB WNVE DL ELIEI LY/ upon request

@ HELE / recommended

0 58 _H#ESE / alternative recommendation

- JEHEEE / not suitable

/>—b [ uncoated grades

J—7 2%/t [ coated grades
Bl O/ —Xw b/ brazed/Cermet

mmz<52

Dimensions in mm

A6

2.0
2.0
22
23
25
2.9
3.5
3.5
4.2
55
6.8
7.2
7.9

DCG

@ 0 o O o OO OO OO B~ B D

yel L‘)ﬁ
forinternal thread

Lo,
39 | 8 | 22
39 | 8 | 22
39 | 8 | 22
39 | 8 | 22
50 | 10 | 36
50 | 10 | 36
63 | 10 | 40
63 | 10 | 40
63 | 10 | 40
77 | 25 | 40
77 | 25 | 40
77 | 30 | 40
77 | 30 | 40

> > > > > > > > > > > AN2S

H -

BRI 1E

Carbide grades



7«1y ;RLC (M B) BSW/BSF
Whitworth thread ,medium class* BSW/BSF

(phiHornpl) A

BEVIYYEF RBLYIDISIRAYvE—

Thread milling cutter solid carbide

Bt

1 LIEY Thread
I1

—

1

1

I

‘-5:?
‘UN
[
R CIFY D,

Part number Thread
DCG.3.55.1840.2.04 1/8" - 40 BSW 2.3
DCG.3.55.53232.2.04 5/32“ - 32 BSW 2.9
DCG.3.55.31624.3.06 3/16* - 24 BSW 3.4
DCG.3.55.31632.3.06 3/16“ - 32 BSF 3.7
DCG.3.55.73224.3.06 7132 - 24 BSW 4.2
DCG.3.55.73228.3.06 7/32" - 28 BSF 4.3
DCG.3.55.1420.5.06 1/4* - 20 BSW 4.7
DCG.3.55.1426.5.06 1/4* - 26 BSF 5.0
DCG.4.55.93226.5.06 9/32“ - 26 BSF 5.8
DCG.4.55.51618.5.06 5/16" - 18 BSW 6.1
DCG.4.55.51622.5.08 5/16" - 22 BSF 6.4
DCG.4.55.3816.5.08 3/8%-16 BSW 7.4
DCG.4.55.3820.5.08 3/8“ - 20 BSF 7.8
DCG.4.55.71614.5.08 7/16" - 14 BSW 8.7
DCG.4.55.71614.7.08 7/16" - 14 BSW 8.7
DCG.4.55.71618.5.08 7/16" - 18 BSF 9.3
DCG.4.55.71618.7.08 7/16" - 18 BSF 9.3
DCG.4.55.1212.6.10 1/2* - 12 BSW 9.9
DCG.4.55.1212.8.10 1/2* - 12 BSW 9.9
DCG.4.55.1216.6.10 1/2* - 16 BSF 10.6

1/8“'1/2“

A DA DA DAMPAEDMDIEDMNDEDDEOWOWWWWWWW

0.635
0.794
1.058
0.794
1.058
0.907
1.270
0.977
0.977
1.411
1.155
1.588
1.270
1.814
1.814
1.411
1.411
2117
2117
1.588

A TEES /onstock A 438/ / 4weeks x BEWVEHLELIEI LY/ upon request

@ H#EEE / recommended

0T HESE / alternative recommendation

- JEHEEE / not suitable

/>—b [ uncoated grades
O—7>7fm [ coated grades
Bl O/ —X v/ brazed/Cermet

mm3R&e

Dimensions in mm

2.0
2.3
2.8
2.8
3.6
3.6
4.0
4.2
5.0
5.2
5.3
6.3
6.5
7.2
7.2
7.5
7.5
8.5
8.5
9.5

© 0 © 0 X W O OO oOooOo oD~

L =
o Bl o

DCG

yel L‘)E
forinternal thread

1 3 4
89 8 22
39 8 22
50 10 36
50 10 36

50 10 36
50 10 36
63 16 40
63 16 40

63 16 40
63 16 40
63 16 40
63 16 40
63 16 40
63 16 40

77 25 40
63 16 40
77 25 40
63 20 40
77 30 40
63 20 40

> > > > > > > > > > > ANDS

BB 7S
Carbide grades

AT



ERFEITHRL
Whitworth pipe thread BSP

BSP

(ph HORN i)

BEVIYYEF RBLYIDISIRAYvE—

Thread milling cutter solid carbide

RUIFY

Thread

B

Part number

DCG.4.55.G116.5.06
DCG.4.55.G18.5.08
DCG.4.55.G14.6.10
DCG.4.55.G38.8.10

@ d2h5

RLEY
Thread

G 1/16*
G 1/8°
G 1/4¢
G 3/8*

min

6.5
8.5
11.4
14.9

E N N

4

0.91
0.91
1.34
1.34

1/16%-3/8%

5.5
6.6
9.5
9.8

A TES /onstock A4BRE /4weeks x BEIWVEHELIE LY/ upon request

@ HEE / recommended

0 BB HEEE / alternative recommendation

- JEHEEE / not suitable

/>—b / uncoated grades

0 O—7 > / coated grades
B O/t —Xw / brazed/Cermet

mm3REc

Dimensions in mm

A8

DCG

3.9
3.9
71
9.4

oyel L‘)ﬁﬁ
forinternal thread

63
63
63
77

16
16
20
30

40
40
40
40

AN25

H -

et g
Carbide grades



Groove Milling Full radius

BEYUYE BANISAIRAYE— DCR

Groove milling cutter solid carbide

TSR Cutting edge @ 4-10 mm
JJLR Full radius 0.5-1.5 mm
Sy Depth of groove 0.5-2 mm

GdEhE

3t z | w |t r d | d, d, , l, ) o
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 3 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 55 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 55 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 55 A

A TES /onstock A4BRE /4 weeks x BEIWVEHELFEZTLY / upon request

@ HEEE / recommended

0 28 " HEXE / alternative recommendation

- JEHESE / not suitable

/>—b [ uncoated grades
Jd—7 > / coated grades

B O/ —Xw / brazed/Cermet

mm3REc BrEriE

Dimensions in mm Carbide grades

A9



BANISAR

Groove milling

(ph HORN i)

BEVUYF BANISAXAhyEa—

Groove milling cutter solid carbide

F) 4 AR Cutting edge @
e Width of groove
EHEX Depth of groove

| 5
3 e
i (]
5 ety R £
I\“"\x

B VA w t r
Part number

DCN.3.30.05.00.1.06 3 0.5 0.4 -
DCN.3.30.05.00.2.06 3 0.5 0.4 -
DCN.3.30.10.00.1.06 3 1.0 0.4 -
DCN.3.30.10.00.2.06 3 1.0 0.4 -
DCN.3.40.05.00.1.06 3 0.5 0.5 -
DCN.3.40.10.00.1.06 3 1.0 0.5 -
DCN.3.60.10.00.1.06 3 1.0 1.0 -
DCN.3.60.10.00.2.06 3 1.0 1.0 -
DCN.3.60.15.15.2.06 3 1.5 1.0 0.15
DCN.4.80.15.15.3.08 4 1.5 1.5 0.15
DCN.4.80.15.15.5.08 4 1.5 1.5 0.15
DCN.4.80.20.15.3.08 4 2.0 1.5 0.15
DCN.4.80.20.15.5.08 4 2.0 1.5 0.15
DCN.4.100.10.00.6.10 4 1.0 2.0 -
DCN.4.100.15.00.6.10 4 1.5 2.0 -
DCN.4.100.20.15.6.10 4 2.0 2.0 0.15
DCN.4.100.25.15.6.10 4 2.5 2.0 0.15
DCN.4.100.30.15.6.10 4 3.0 2.0 0.15

A TES /onstock A4 /4weeks x BEIWVEHELIE LY/ upon request

@ HE5E / recommended
0 BB HEEE / alternative recommendation
- JEHEEE / not suitable
/>—*h [ uncoated grades
J—7 > / coated grades
B O/t —Xw / brazed/Cermet
mm3<ad

Dimensions in mm

A10

3-10 mm
0.5-3 mm
0.4-2 mm

® 00O O~ DA WWWOW

oo}

10
10
10
10
10

[oolie-Be-Rie )R> e > R o) M e)Re) B o) o) I o))

N _ BN
ofe] o Bl o B2

2.0
2.0
2.0
2.0
2.8
2.8
3.7
357
3.7
4.6
4.6
4.6
4.6
5.5
5.5
5.5
5.5
5.5

DCN

50
50
50
50
50
50
50
63
63
63
63
63
63
77
7
77
77
77

0 0o A~ D WWWW

-
(0]

NN DNDNDN o
O &) © &) O e

1

36
36
36
36
36
36
36
40
40
40
40
40
40
50
50
50
50
50

> > > > > > > > > > D> AN

tarETE
Carbide grades



BANTI ST R (I]h HORN I]I-D A

Groove milling

BEYUy R BANISAIAAYyE— DCX

Groove milling cutter solid carbide

H Cutting edge @ 20-40 mm
A Width of groove 1.5-3 mm
RS Depth of groove 7-15 mm

ey z w t d, d, d, , l, I, "
Part number o8
<

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 15 9 25 10 6 63 6 51 A
DCX.6.25.200.2.06.10 6 2.0 9 25 10 6 63 6 51 A
DCX.6.25.250.2.06.10 6 2.5 9 25 10 6 63 6 51 A
DCX.6.30.150.4.07.12 6 1.5 11 30 12 7 80 9 65 A
DCX.6.30.200.4.07.12 6 2.0 11 30 12 7 80 9 65 A
DCX.6.30.250.4.07.12 6 2.5 11 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 B85 12 8 80 11 64 A
DCX.6.35.200.4.08.12 6 2.0 13 35 12 8 80 11 64 A
DCX.6.35.250.4.08.12 6 2.5 13 85 12 8 80 11 64 A
DCX.6.35.300.4.08.12 6 3.0 13 35 12 8 80 11 64 A
DCX.8.40.150.4.09.12 8 1.5 15 40 12 9 80 1 65 A
DCX.8.40.200.4.09.12 8 2.0 15 40 12 9 80 11 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 11 65 A

A TES /onstock A4BRE /4 weeks x BEIWVEHELFEZTLY / upon request

@ HEEE / recommended

0 28— H#EXE / alternative recommendation

- JEHESE / not suitable

/>—b [ uncoated grades
O—7 1> / coated grades

Bl O/ —Xw / brazed/Cermet

mmiRao e

Dimensions in mm Carbide grades

All



EEYOIT

Chamfer milling

(ph HORN i)

BEYUYrF EmDISIAhya—
Chamfering End Mill solid carbide

HFeE
EEDE

Cutting edge @
Size of chamfer

@dEhS

B

Part number

DCF.3.20.4545.1.04
DCF.3.30.4545.2.04
DCF.3.40.4545.3.06
DCF.3.50.4545.3.06
DCF.3.60.4545.5.06
DCF.3.60.4545.6.06
DCF.3.75.4545.6.08
DCF.3.75.4545.8.08
DCF.4.75.4545.8.08

A TE[ES /onstock A 43EME [/ 4weeks x BEWEHLELIEI LY/ upon request

@ HEEE / recommended

z w b oo
3 0.2 45° 0.30
3 0.2 45° 0.30
3 0.2 45° 0.75
3 0.2 45° 1.00
3 0.2 45° 1.25
3 0.2 45° 1.25
8 0.2 45° 1.50
3 0.2 45° 1.50
4 0.2 45° 1.50

0 58 _#EXE / alternative recommendation

- JEHELE / not suitable
/>2—b /uncoated

grades

B O—7r>7 &k / coated grades
Bl O/t —Xw / brazed/Cermet

mm3<52

Dimensions in mm

Al12

2-7.5mm
0.3-1.5mm

2.0
3.0
4.0
5.0
6.0
6.0
743
7.5
7.5

© 00 o oo O~ BD

DCF

1.25
2.10
2.20
2.70
3.15
3.15
4.10
4.10
4.10

39
39
50
50
63
63
63
77
77

22
22
36
36
40
40
40
40
40

tanEiTE
Carbide grades



tIHISRF
Cutting data

(phiHornpl) A

TEICIFREN LS HEZRLTVE T,

Standard values for cutting speeds vc and Feed/tooth f.

WHI

Material

P

Carbon steel

=i
Alloyed steel

Srex il
high alloyed steel
(>5%)

Cast steel

2T L8R
Stainless steel

1Y HEFEE

Grey castiron

SO )k
Spheroidal graphite
castiron

Bk 5

Malleable castiron

FILEZOLES
Al-alloys

BET7INI—ULER
Al-cast-alloy

He®
Copper-alloys

MEAEE (Fe)

Heat resistant alloy (Fe)

S S (Ni. Co)
Heat resistant alloy (Ni. Co)

0.2%C
0.4%C

0.6%C
BESAS

annealed
BEAM
quenched
BEAM
quenched
e
annealed
e A
hardened
T

unalloyed

e
alloyed

RILTIFARR
TIo1hR
martensitic. ferritic

F—RTFT1RR

austenitic

B3R
low tensile strength
AR
high tensile strength

TR
ferritic

AC =
perlitic
JT71hR
ferritic
IN=F1 R
perlitic
JEEIB S S

not heat treatable

2RSS

heat treatable

FERIIR S &

not heat treatable

HNIBES
heat treatable

IEBNIBE S

not heat treatable

BB S S
heat treatable
I5EEAA
annealed
BEAH
hardened
ISERAA
annealed
BEASH

hardened

) 7413
TS £§§§£®
Hardness c ED/1H
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
RAET
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

Al3
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(ph HORN i)

tIHLEE CEDEDEH R
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Technical Instructions

(phiHornpl) 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.

Inblind holes itis recommended to mill from the bottom
tothetop. Otherwisethereistheriskofdamagingthetool
becauseofmillingintochipsatthebottomoftheblindhole.
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.

o
HeT 222
(HORN Circular Technology)

- safe and fast -

Your cutting data for groove milling by
circular interpolation of internal and ex-
ternal grooves as well as groove milling of
linear grooves.

System requirements from Windows 95.
Available on CD-ROM.

Al5



RelitE R (ph HORN i)

IR

HORNHEAE 7S/ X TEDZIEHBF B> TED. —
BB TEDFERATHREINTWAE TV AvE
TOFERZSEIDHLED,

FABEADYINAH (REHE) 7IRFT N

MAABEZ ST ILAR)DIEDHD B WNGESETID 7%
DI TERFICIREIA S C D I< A X9, FDIHE 1L
MTEIOEEICIEAYEZ—T—IN %ol £ rabh %
T AREMIRO 7 O—F 7> WG T 7))
1F45° D5 180° L TORBIEK X TYINDIAAT T =HEIDL
F I UHIEHFIFUIDIAAT T RETDHDTI A £
7 7O0—FINIRICHBERTEERT,

Al6



Technical Instructions (l]h HORN [il1) A

Milling direction

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

Milling entry into the workpiece Ramp angle > 45°

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.

Al7



BANT ST (RIHERMI) (ph HORN fill)

Groove Milling by circular interpolation

ERBDISIAMI—-RES

Milling of an internal groove

rr+[R+a -r]?-R?

Cos [180° - ¢°] = — 180° o> ¢°
2r[R+a -r]
- mmm EIMES t= By min 10T BRI (ATER)
360 Length of cut neze AZ Time for cut (for Ar)
A =Leh mm? P EE g T2Rra) | TRBOmoR0mE
z m Area of chip 1 t Feed rate of tool centre
EEEE R*3 /min | 915994 BB D% D kRS
= 2 _R2 2 | FBALEIR s'=g' mm/min AR DIEDIRE
AT m [(R ¥ af) R ] mm Area of groove section 2 "R-r+ a Feed rate of tool tip

S —z=m=
FETLAC
Specification
1ISO 1ISO
#acs  |FETTaes #Lies | Ul
Specification | Specification Specification | Specification
%D s Vi TEHFE r r
Feed rate Radius of cutter
[Cl&r n n MMITY+EZE R R
Revolutions Radius of workpiece
FE z z B ol R S .
Number of teeth LEPRLERDIED Sy Vis
N Feed rate of tool centre
*xD/13 S, f
Feed/tooth
FIN<TEH h_ h_ THNEERDED s, v,
medium thickness of chip Feed rate of tool tip
HEFEDTBARS a a,
radial depth of cut

Al18



A

Formulas

(ph HORN i)

FE

Number of teeth

@ FFE[mm]
Cutting edge @ [mm]

ke

Revolutions

YIHIRE

Cutting speed

E=D/1FH
Feed/tooth

%0/ 1[ElEx

Feed per revolutions

%D
Feed rate

v_+1000
n= W[l/min]
~d-Uen '
V.= 7000 [m/min]

V
fzzz_[.fn mm]
f= fZOZ [mm/U] [mm/rev]

v,=f «Z+n [mm/min]

A19



(ph HORN i)
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BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

¥ 27 L[System ~R—[Page

M306 B2
M308 B32
M311 B34
M116 B76
M313 B82
M328 B112
M332 B134

M335 B150

Bl



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

SEUDZs2 S

Milling shank

M306/M306.ER/

M306.ST
R—2 [page
B4-B5, B7-B8

N—=1y RIS —
Basic Holder

WFB

ROV a—A >y Z—

Screw-in cutter

M306.M

A A —

Insert

108/306/606 M|
R—2 [page
B11,B16

I

R— [page
B12-B13, B17-B23, B26-B27

e

R—2 [page
B14, B24

B2

R— [Page
B15,B28

R—2 [Page
B29-B30



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M306

F e Milling Cutter with

BANT S RAAyE— exchangeable insert
BNTFIVER : ¢ 10 mm~ from bore @ 10 mm

B3



BANT SR (MEl#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

T-UYGoeY M306
Milling shank R
with through coolant supply
HEFE Cutting edge @ 9.6/11.7 mm
v B
Material of shank: Carbide - Giving a good vibration resistance
4
I2
DING535 HA @Ds
/ |
] 2
_H @%HE,:-E‘_:—__'__—_'_%__'% o]
r— S]
w | s
£
Q
23 d , L
Part number
M306.0012.01A 12 80 21
M306.0012.02A 12 90 30
M306.0012.03A 12 100 42
M306.0712.02A 12 90 30
M306.0716.01A 16 100 25
M306.0716.02A 16 110 35
MOTEIFBENE LTIV, N Ds\tmaxU)ﬂLfﬂat’( = R=DF TBRIET L,
Further sizes upon request w, Ds, t  see inserts
ANBOER:
108524 T4 > — NMIGHEFS LUOEBFOEANIETT .
Ordering note
All milling cutter shanks can be used for right and left hand inserts type 108.
1AL DBER ML I MEIZIIIR— D LIS ERE CHREBT I L,
For torque specification of the screw, please see Technical Instructions.
Fiwgban
Spare Parts
Rl 27472 372/ Rl FLOZRLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

B4

BRI —b

for Insert

217
Type

6.0
6.0
6.0
7.3
7.3
7.3

20N

Form

> > > > >

mm3ikag

Dimensions in mm



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

= - N ~
T-US Yy M306
Milling shank R
with through coolant supply
HEFE Cutting edge @ 9.6/11.7 mm
2w OB BB
Material of shank: Carbide - Giving a good vibration resistance
4
I 2
PINB_SQQ@ @Ds
__ @_’:ﬁﬁ'z—'-_ '_._..._._—."-/-ég)
. _'B-=: o)
W -
e
RS
DINB535 HE
/
——
I
23 d , L,
Part number
M306.0012.01B 12 80 21
M306.0012.02B 12 90 30
M306.0012.03B 12 100 42
M306.0712.02B 12 90 30
M306.0716.01B 16 100 25
M306.0012.01E 12 80 21
M306.0012.02E 12 90 30
M306.0012.03E 12 100 42
M306.0712.02E 12 90 30
M306.0716.01E 16 100 25
HOTEFEBVEDOELTZT L, WiDs\t, DTEIRA > —hR—DTHBRET L,
Further sizes upon request w, Ds, t  see inserts
ANROER:
10841 74 > — MIGEFE L VEBFOFBRANAIETT,
Ordering note:
All milling cutter shanks can be used for right and left hand inserts type 108.
1L DBEM LI EIFIIIR— DL ERTER # CHER RS0\,
For torque specification of the screw, please see Technical Instructions.
FiiatBam
Spare Parts
SRl 27572 07274 1M FLOZRLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

BRI —b

for Insert

217
Type

6.0
6.0
6.0
7.3
7.3
6.0
6.0
6.0
7.3
7.3

20N

Form

@

m m m m m 0 W W

mm3ikag

Dimensions in mm

B5



BIFIR[IEHITFM1R
Groove Milling / Face Milling

(ph HORN i)

=S TeY M306
Milling shank

dLwhEBEAE I 1Ry >y

Cylindrical carbide shank for collets

OB B

Material of shank: Carbide - Giving a good vibration resistance

DING535 HA a0s
|
o
S |
2 d !
Part number
M306.0707.03A 7.5 100
M306.1010.03A 10.0 120
MO EFBEVEDEIZ T, t  BEUDs IEA U —hR—I%TBRIET L,
Further sizes upon request t..c @nd Ds see inserts

13 L OWIEMA b IL I BIFI1IIR— DL BER M E R A CHEFR T S W

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

Flmaham

Spare Parts
SLalV 2 D2 072/ Bl RMLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

B6

4 ™\
Q P
R —k
for Insert
247 108
606
2N
Form
A
A
mm3ik3sg

Dimensions in mm



BANT SR (MEl#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

LV D2y D2 27

Milling shank

M306.ER

ALy bFryIBI—1)>0 %> (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefgFERT —/\—1T#%
with ER taper for CNC-lathes

L i
Sl e
Q
s
ﬂ_‘I:_ —
B :W
B
Part number
M306.ER11.02

HOTEFIEBLEHEIZEL,

Further sizes upon request

EXEOER:

ER...
i 1
== - =]
(S
of
d , d
11 16 6
WDs.t, DA A — bR — DB BB ,

max

w, Ds, t  see inserts

DT FYMIRILA —ITHB LTVEE Ao BIIR TEXIZT L,

Ordering note:

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

10851 71 4 — MIBEBF & & UEBFOERITRETT.

All milling cutter shanks can be used for right and left hand inserts type 108.
1L DBER ML I MEIFIIIR— D LSRR ATERIE SRR TS0,

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

Fimahom

Spare Parts
Rl 27472 372/
Milling shank
M306.ER11.02

hi rLOZRLIF
Clamping Screw | TORX PLUS® Wrench
2.6.5T8EP T8PL

-

BRI —H

for Insert

217
Type

108
306
606

fOMIFF v b
Clamping nut

ER11.6499
mmiksg

Dimensions in mm

B7



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

S=UTovy
Milling shank

M306.ST

JLyhBEEREI 1 X v Y

Cylindrical carbide shank for collets

CNChelgAm s v> o
with cylindrical shank for CNC-lathes

DIN1835 A

/

208

max

81| E
4_.¢___,' | A 81 @

w
KDIN1835 B
i
e ©
B o I
B3 d l, 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

HOTEFIBEVEHOETZT,
Further sizes upon request
ANODER:

10821 74 > — MIABFS L UEBEFOEANAIETT,

Ordering note:
Allmillingcuttershankscanbeusedforright andleft handinsertstype 108.

W.Ds\t, DSHEIEA A — b R—D B TBRE TV,
w, Ds, t . see inserts

Flmaham

Spare Parts
SLalV 2y 2 072/ Bl RMLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

B8

R —k
for Insert
247 108
606
d, AR
Form
6 A
6 A
6 B
6 B
mmik3sg

Dimensions in mm



BANT 11X (Fil#RMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

ROV a—A>HyE—BR—woR)LAE— WFB.20

Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDPEEBEBVEDEET L,

Further sizes upon request

B )

WERO)a—1>hya—
for Screw-in cutter

217
Type

M306.M
M308.M
M313.M
M328.M
M332.M
M311.M

30
mm3&5d

Dimensions in mm

B9




BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

Ao)a—1hy—

Screw-in cutter

M306.M

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20

-
1 1|2 Xlo
v -BR--H= Q<
S | 7 318
L
|1
l, N
|2
T *
- = L =
3 I [S]
-l—lE —
Tw
ﬂit ll IZ I3
Part number
M306.M081.01 37 11 25
MOTEIFBENE L BTSN, WiDs.t, DEIFA 2 —hR=DZTHBRET LV,

Further sizes upon request w, Ds, t_ see inserts

RLCOBEMN B IL7MEIZIILR— DU EE M ER Z CHERT I,
For torque specification of the screw, please see Technical Instructions.

WFB.20H7 #7454 —
Basic shank ,WFB.20"

Fiwgban

Spare Parts
AoVa—1>hys— RBL FLOZRLF
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M306.M081.01 2.6.5T8EP T8PL

B10

.

R —k
for Insert
247 108
606
d1 SW
6 13
mm3ik3sg

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

4yﬂ_h 108 F  — ~,

A
Insert
BRABERS Depth of groove up to 1mm
MEOSE DR Nw Width of circlip Nw 0.7-0.9 mm
F R Cutting edge @ 9.6 mm k Y,

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472 .
idths for circlip grooves / BRI 0 s

f for Milling shank
e ==, ! - 847 M306
r'g 0 - M306.ST
. M306.M
e 7 1
§
* d
i Al
F 1
n z 7]
]
¥ t e A
i | '
i CEAC 2 O
Milling shank oy
ImE AN AR
MIRSHIRHD
R=ABFN—Ia R L=EBFN—Iay limited depth of cut
R = right hand version shown L = left hand version
B3 Ds [FFUNTE =g S SY f a d [ z
Part number Nw w
R/L108.0070.00 9.6 0.7 0.74 3.6 3.2 4.8 7.8 6 1 1
R/L108.0080.00 9.6 0.8 0.84 3.6 3.2 4.8 7.8 6 1 1
R/L108.0090.00 9.6 0.9 0.94 3.6 3.2 4.8 7.8 6 1 1

A XS [ onstock A4BER/ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 55 H#E3E / alternative recommendation
- JEHESS / not suitable
/>—*h /uncoated grades
J—7 1% [ coated grades
B OU/—X vk /brazed/Cermet

mm3Rae B R
Dimensions in mm Carbide grades
R/ILIBEBF/ EBFELET,

State R or L version

B11



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

RABRS
OB R Nw
Rt

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

108

Depth of groove up to
Width of circlip Nw
Cutting edge @

Il

w +0,03

max

R=ABFN—IaVRR
R = right hand version shown

Bt

Part number

R/L108.0110.00
R/L108.0130.00
R/L108.0160.00

Ds

9.6
9.6
9.6

TS5A4Ax D

Milling shank

L=EBFN-—C3>

L = left hand version

WOTE| =g

Nw W
11 1.19
13 1.39
1.6 1.69

3.2
3.2
3.2

1 mm
1.1-1.6 mm I I

9.6 mm k Y,

4.8
4.8
4.8

A XS /onstock AABER [ 4weeks x BRIVEHHE I T / upon request

@ H#E5E / recommended

0 5 " HESE / alternative recommendation

- JEHESS / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades

B O/ —Xwvb / brazed/Cermet

mm3kag
Dimensions in mm

R/ILIBEBF/EBFELET,

State R or L version

B12

BRAI-UYTS vy
for Milling shank

217 M306
M306.ST
M306.M

7.8 6 1
7.8 6 1
7.8 6 1

B R
Carbide grades



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

12—k 108 - - S

Insert
BRABERS Depth of groove up to 1mm
BAEE Width of groove up to 1.5-2mm I I
F R Cutting edge @ 9.6 mm
23 gedg & J
BRI vy
for Milling shank
o 247 M306
= M306.ST
= N B M306.M
=
=]
¢ ] f
2 ‘ = ”’J{
t = S
max 294 A v
Milling shank
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B Ds w s f a d . Z
Part number
R/L108.0150.00 9.6 1.5 3.2 4.8 7.8 6 1 1
R/L108.0200.00 9.6 2.0 3.2 4.8 7.8 6 1 1

A TG /onstock A4BR/4weeks x BEIVEDLEIET U/ upon request
@ H#£3E / recommended
0 25 ZHEEE / alternative recommendation
- JEHESE / not suitable
/>3—b / uncoated grades
d—7+>%m / coated grades
B O/ —Xwh [ brazed/Cermet

mm3R5c g TR
Dimensions in mm Carbide grades
RILIGEBF/EHF 2L EY,

State R or L version

B13



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

BRAERS
ZILR
H 5

Depth of groove up to

Full radius

Cutting edge @

@Ds

max
T e

R=ABFN—IaVRR
R = right hand version shown

Bt

Part number

R/L108.0004.08
R/L108.0006.12
R/L108.0009.18

A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request

@ H#E5E / recommended

W+(] 03
T

w

=1

108

L \ISARYR Y

Ds w
9.6 0.8
9.6 12
9.6 1.8

0 5 " HEBE / alternative recommendation

- JEHESS / not suitable

/>—*h /uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet

NINEE)
Dimensions in mm

RILISEBF/ EBF L&

State R or L version

3_0

ORIEFEBVEDEZTW

Further radii upon request

B14

Milling shank

L=EBFN-—C3>

L = left hand version

32
3.2
3.2

4.8
4.8
4.8

7.8
7.8
7.8

1 mm
0.4-0.9 mm
9.6 mm
d r tmax
6 0.4 1
6 0.6 1
6 0.9 1

(_

.

&

217
Type

BRI-UYTS vy
for Milling shank

M306
M306.ER
M306.ST
M306.M

ZJLR
Full radius

B R
Carbide grades



EEOIT
Chamfering

(ph HORN i)

19—k 108

Insert
RAEED £ Size of chamfer up to 1.4 mm
PP Cutting edge @ 9.3 mm

|
r__@d
@Ds
|

i ]
..
\75419#3?
Milling shank
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B E s f Ds a d r
Part number
R/L108.4545.02 1.8 3.6 4.65 9.3 7.65 6 0.2

A FER /onstock A4BRT/4weeks x BRAVEDLEIZT U/ upon request
@ 52 / recommended
0 %5 _#E3E / alternative recommendation
- JEHESE / not suitable

/>—hb [ uncoated grades
0 O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
INEE)
Dimensions in mm
R/ILIGGEF/ ABEFEIELET,
State R or L version
MOTEIEBBVEHETEI L,

Further sizes upon request

- A

VIR
/

N\ .4

BRI-UYTSv>y
for Milling shank

217 M306

Type M306.ER
M306.ST
M306.M

B E
Carbide grades

B15




BANT S (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 306

Insert
RABRS Depth of groove up to 1.15mm
IEOEE Nw Width of circlip Nw 0.5-0.7 mm
TR Cutting edge @ 9.7 mm

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

4

WE’T‘

5
i = | ‘
W * X ] i %
1 |
L i __-\-—_}r "'.
J—— \ostxuwsy
| TIEX Milling shank

X = ABFN—T3>

Picture = right hand cutting version

B3 Ds RS e S
Part number DHN}V_{& %V\Tm

306.0050.10.00 9.7 0.5 0.57 3.4
306.0070.10.00 9.7 0.7 0.77 34

A TG /onstock A4BR/4weeks x BEIVEDLE T U/ upon request
@ H#£2E / recommended
0 25 ZH#EEE / alternative recommendation
- FJEHESE / not suitable
/>3—b / uncoated grades
d—7>%mm / coated grades
B OU/%—Xwh [ brazed/Cermet
INESE

Dimensions in mm

B16

f'/\'n) )

1
\ ,

BRI-UYTS vy
for Milling shank

217 M306
M306.ST
M306.M

HEN TR
MRS HRH0

limited depth of cut

S1 tmax Z
3.2 0.85 3
3.2 1.15 3
g
Carbide grades



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

IN - -
19—} 306 Vi i N
Insert
N
RAEES Depth of groove up to 1.5mm
REONEDE Nw Width of circlip Nw 0.8-1.6 mm
TR Cutting edge @ 9.7mm k )
=21y FEDIN 471/4722E40L
Widths for circli DIN 471/472
idths for circlip grooves / ERE— ST
for Milling shank
247 M306
A M306.ST
Q D j M306.M
|
!
3 * =i
w
Lo b \754:«19«’;’7
Milling shank
=EBFN—-Cay
Picture = right hand cutting version
g!it Ds ISR E=IT=Y S t Z 0 [Te)
~ 7 ;%mrﬂ max < <t
Part number Nw W 2 S
306.0080.10.00 9.7 0.8 0.87 3.2 1.5 3 A
306.0090.10.00 9.7 0.9 0.97 3.2 1.5 3 A
306.0100.10.00 9.7 1.0 1.07 3.2 1.5 3 A
306.0110.10.00 9.7 1.1 1.21 3.2 1.5 3 A
306.0130.10.00 9.7 13 1.41 3.2 1.5 3 A A
306.0160.10.00 9.7 1.6 1.71 3.2 1.5 3 A A
A TES /onstock A4GBR/4weeks x BEIVEDLHEIET U/ upon request
@ #E352 / recommended
0 55 " HESE / alternative recommendation
- JEHESE / not suitable
/>—b [ uncoated grades
J—7>%/th [ coated grades
B OU/%—Xwh [ brazed/Cermet
mmIREg tBIEMTE
Dimensions in mm Carbide grades

B17



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 306

Insert
BRABERS Depth of groove up to 2.5mm
BEONSEE Nw Width of circlip Nw 1.1-1.6 mm
TR Cutting edge @ 11.7mm

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

Ve P \I54RUeUY
! Milling shank

X = ABFN—Ta>

Picture = right hand cutting version

24 D BUtE | RIE s
Part number N

w W
306.0110.00 11.7 1.1 1.21 32
306.0130.00 11.7 13 141 32
306.0160.00 11.7 1.6 1.71 32

A XS /onstock AABER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 55 H#E3E / alternative recommendation
- JEHESS / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

B18

anAD N

N J

BRI-UYTS vy
for Milling shank

217 M306
M306.ST
M306.M
tmax z §
Q
=
2.5 3 A
2.5 3 A
2.5 A

B R
Carbide grades



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 306

Insert FILZZH LT

machining of aluminium

RABRS Depth of groove up to
IEOEE Nw Width of circlip Nw
F R Cutting edge @

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

-0,02
-

=1

Ve P \I54RUeUY
! Milling shank

X = ABFN—Ta>

Picture = right hand cutting version

B Ds U
Part number Nw
306.0110.40 11.7 1.1
306.0130.40 11.7 1.3
306.0160.40 11.7 1.6

2.5mm

1.1-1.6 mm

e

W

121
141
171

A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request

@ H#E5E / recommended
0 55 _#E3E / alternative recommendation
- JEHESS / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

11.7mm

32
32
32

—

N

o

BRI-UYTS vy
for Milling shank

217
Type

2.5
2.5
2.5

M306
M306.ER
M306.ST
M306.M

B R
Carbide grades

B19



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

12—k 306 -

U )

Insert
BRABERS Depth of groove up to 1.5mm
A Width of groove 1.5-2mm
TR Cutting edge @ 9.7mm k

BRI-UYTov>y

217
Type
,.
41 i
* w
= 1
775 VT B .
- _L : F5ARY Y Y
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds w s r to
Part number
306.0150.10.00 9.7 1.5 3.2 - 15
306.0200.10.00 9.7 2.0 3.2 0.2 1.5

A TS /onstock A4BR /4weeks x BEIVEDLEIET U/ upon request
@ H#£3E / recommended
0 Z5 ZHEEE / alternative recommendation
- FEHESE / not suitable
/>3—b / uncoated grades
d—7+>%m / coated grades
B O/ —Xwh [ brazed/Cermet
mm3iRag

Dimensions in mm

B20

for Milling shank

M306
M306.ER
M306.ST
M306.M

g TR
Carbide grades



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

s — E| -
19—k 306 SEA N\
Insert

— ]
N

BRABERS Depth of groove up to 2.5mm

B Wwidth of groove 1.5-3mm

TR Cutting edge @ 11.7mm k Y,

BRI-UYTov>y

for Milling shank
24147 M306
— Type M306.ER
M306.ST
M306.M
r
A N
% | "
9 | = - -
t | .
| ! CONTSAAY LY
Milling shank

=ABFN—-Tay
Picture = right hand cutting version

B Ds w s r t z N

Part number 10)

=

306.0150.00 11.7 15 3.2 - 2.5 3 A

306.0200.00 11.7 2.0 32 0.2 2.5 3 A

306.0250.00 11.7 2.5 32 0.2 2.5 3 A

306.0300.00 11.7 3.0 3.2 0.2 2.5 3
A TES /onstock A4BR /4weeks x BEIVEDLEIZTUY/ upon request
@ #E353 / recommended
0 55 _HEESE / alternative recommendation
- JEHESRE / not suitable

/>—b / uncoated grades

B O—7r>Jf / coated grades
B OU /% —Xwh / brazed/Cermet
mmR5d BErTE
Dimensions in mm Carbide grades

B21



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

1o —F 306 SRS A
Insert FILE=ILINT A

machining of aluminium —

N
RABRS Depth of groove up to 2.5mm
B Width of groove 1.5-2.5mm
F R Cutting edge @ 11.7mm \_

BRI-UYTS vy
for Milling shank

247 M306
M306.ST
M306.M
I
g- i : I
2 | J | o
¥ | S — 1
i st s
t . | ! Z224Rv Y
| Milling shank

=ABFN—-Tay
Picture = right hand cutting version

B Ds W s r t z

Part number

306.0150.40 11.7 15 32 - 2.5 3

306.0200.40 11.7 2.0 3.2 0.2 2.5 3

306.0250.40 11.7 2.5 32 0.2 2.5 3
A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable

/>—*h /uncoated grades
J—7 % [ coated grades

B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B22



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 306

Insert
RARBRS Depth of groove up to
AR Width of groove
H R Cutting edge @

. o0
] =
3 !
8
21 5 5 e 5 )
= l ")
e BN b B 7. 878 s
Milling shank
=EBBFN—-Tay
Picture = right hand cutting version
Rl Ds w
Part number
306.0100.1.00 11.7 1

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet
INEE)

Dimensions in mm

2.5mm

1 mm

11.7mm

3.2

anAD N

N J

BRI-UYTS vy
for Milling shank

217 M306
M306.ST
M306.M

tmax z

2.5 3

B E
Carbide grades

B23



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 306

Insert
RABRS Depth of groove up to
JJLR Full radius
TR Cutting edge @ 1
oy
o
Y - E
Lmax | IS4 v Y
Milling shank
=EBBFN—-Tay
Picture = right hand cutting version
B Ds w s r
Part number
306.0011.22 11.7 2.2 3.2 1.1

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OUS/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

B24

2.5mm
1.1 mm
1.7mm

BRI-UYTS vy
for Milling shank

247 M306
M306.ST
M306.M
ZJLR
Full radius

B E
Carbide grades



RE-EIRDISTZAMI
Milling of bores and Chamfering (I]h IR I]ID

% 306 "
Insert
BRAEED 2 Size of chamfer up to 1.4 mm _
F R Cutting edge @ 9.3-11.7 mm
L 9 7

BRAI-UYTS vy
for Milling shank

2147 M306
= - Type M306.ER
o M306.ST
\| M306.M

X

WO S50 vus B M2 5420 0us
Milling shank Milling shank

X = ABFN—T3>

Picture = right hand cutting version

B E s Ds W TR t z
Part number Form

306.4545.00 1.1 34 11.7 1.2 A 0.8 3
306.4593.20 1.6 34 9.3 0.2 B 14 3

A TEER /onstock A4ERE /4 weeks x BEVEHE LTI LY/ upon request
@ HE3E / recommended
0 25 ZH#EEE / alternative recommendation
- FJEHESE / not suitable
/>3—b /uncoated grades
B J—F>7f / coated grades
B O/ —X vk / brazed/Cermet
mm3ikag TS
Carbide grades

Dimensions in mm

B25



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

s — E| -
19—k 606 R A
Insert
— |
N

BRABERS Depth of groove up to 2.5mm

IE OB Nw Width of circlip Nw 1.1-1.6 mm

TR Cutting edge @ 11.7mm \L Y,

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472
idths for circlip grooves / ERS— ST

for Milling shank

247 M306
Type M306.ER
M306.ST
. M306.M
g
S 1w
| |
- . -
g e !
S - .
| \7741yv>7
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B Ds U *ig s L z

Part number Nw

W

606.0110.00 11.7 1.1 1.21 3.5 2.5 6

606.0130.00 11.7 13 141 35 25 6

606.0160.00 11.7 1.6 1.71 3.5 2.5 6
A TEER /onstock A4BERS /4weeks x HRIVEHELIZ T/ upon request
@ HEEE / recommended
0 5 " HESE / alternative recommendation
- JEH#ESE / not suitable

/>—b [ uncoated grades

0 O—F>7d / coated grades
B O/ —Xvh [ brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B26



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

‘ — E -
1o —F 606 Y R
Insert
— J
N

BRABERS Depth of groove up to 2.5mm

B Width of groove 1.5-2.5mm

TR Cutting edge @ 11.7mm k )

BRI-UYTov>y

for Milling shank
e 247 M306
-0 M306.ST
Q j M306.M
A~
g I
S | ! !
+g z 0
” et !
e | X
2oL R L% D
Milling shank
= BBFN—Tay
Picture = right hand cutting version
B Ds w s r t z
Part number
606.0150.00 11.7 1.5 3.2 - 2.5 6
606.0200.00 11.7 2.0 35 0.2 2.5 6
606.0250.00 11.7 2.5 35 0.2 2.5 6
A XS /onstock AABER / 4weeks x BRIVEHHE T / upon request
@ H#E5E / recommended
0 5 " HESE / alternative recommendation
- JEH#ESE / not suitable
/>—*h /uncoated grades
J—7 > [ coated grades
B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B27



EEXOIT
Chamfering (I]h HORN I]ID

1=k 606 s N

Insert

L 4

EEYD1E Width of chamfer 1.1-1.5mm
F S Cutting edge @ 11.7mm

BRI-UYTS vy
for Milling shank

247 M306
1 g Type M306.ER
M306.ST
M306.M
A
NN N
I
. T
S e S
>~;7—£S‘—_L’ \7 742 PR R
" Milling shank
=ABFN—-Tav
Picture = right hand cutting version
25 E s Ds w a b Z
Part number
606.1515.20 19 3.7 11.7 0.2 15° 1.5 6
606.2020.20 19 3.7 11.7 0.2 20° 15 6
606.3030.20 19 3.7 11.7 0.2 30° 15 6
606.4545.20 19 3.7 11.7 0.2 45° 1.1 6
A TEG /onstock A4/ 4weeks x BEIVEDLEIZTUY/ upon request
@ #E353 / recommended
2 " HESE / alternative recommendation
- JEHERE / not suitable
/>—b [ uncoated grades
B O—7r>Jf / coated grades
BN OY/H—Xwh / brazed/Cermet
mmikid BErTE
Dimensions in mm Carbide grades

B28



IE@M751X
Face Milling (I]h SECIN I]ID

1o¥—h 606 4 " ER

Insert L
BAYIDIAAHRES Depth of cut up to 3.2mm I]M | i j I] j II
F R Cutting edge @ 11.7mm
- J

BRI-UYTovy

== for Milling shank
S\ 847 M306
T O Type  M306.ER
} | & M306.ST
J M306.M
Vol
Y
é* il 1
_._‘EL. (7]
\Z514 ALY
Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds z r t s
Part number
606.PLT6.08 11.7 6 0.8 32 3.6
A TEER /onstock A4BEFRS /4weeks x HRIVEHELIZ I/ upon request
@ H#5E / recommended
0 5 " HESE / alternative recommendation
- JEH#EEE / not suitable
/>—b [ uncoated grades
B O—F >/ coated grades
B O/ —Xwb / brazed/Cermet
mmiREd FBIEMTE
Dimensions in mm Carbide grades

B29



Face Milling
19—k 606 ~ )
Insert B
BRAYIDIAHRS Depth of cut up to 1.5mm
HEE Cutting edge @ 11.7mm

o )

BRAI-UYTS vy
for Milling shank

217 M306

Type M306.ER
M306.ST
M306.M

= Milling shank
=ABFN-Tav

Picture = right hand cutting version

B Ds z r a t s
Part number

606.0015.22 11.7 6 0.2 15° 0.7 3.5
606.0030.22 11.7 6 0.2 30° 14 35
606.0045.22 11.7 6 0.2 45° 15 3.5

A 7E[ES /onstock A 4B/ 4weeks x BRIVEHHEIZI LY / upon request
@ H#E5E / recommended
0 55 _#E3E / alternative recommendation
- JEHESS / not suitable
/>—b [ uncoated grades
0 O—F>7d / coated grades
B O/ —Xwvb / brazed/Cermet
mm3kag BENTE

Dimensions in mm Carbide grades

B30



(ph HORN i)

B31



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

SEUDZI/2 S

Milling shank

M308/M308.5T/

M308.ER
R— [page
B34-B37

N—= I RILAZ—
Basic Holder

WFB

RO )a—1>hyR—
Screw-in cutter

M308.M

At —

Insert

111/308/ 608

~R— [Page
B41-B42, B45-B48, B51

R—2 [Page
B43, B49
E ™
}

v

I
R— [Page
B44,B50, B52

B32



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M308

F R Milling Cutter with
EANTSAADYE— exchangeable insert

B/NFIYE 13 .7Tmm~ from bore @ 13,7 mm

B33



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

= - N -~
S-UYT Y M308
Milling shank Rt
with through coolant supply
HEFE Cutting edge @ 13.4/15.7 mm
v OB B
Material of shank: Carbide - Giving a good vibration resistance
I 1
I
DIN6535 HA @Ds
./'
_ . o
-H %d;:—g‘___—_;_—_'_%__' =]
s ]
= 5
£ o
B d ! ,
Part number
M308.0012.01A 12 95 29
M308.0012.02A 12 110 42
M308.0012.03A 12 120 56
M308.0012.07 A 12 160 s
M308.1012.02A 12 110 42
M308.1016.01A 16 110 33
M308.1016.02A 16 110 45
M308.1016.03A 16 130 64

MOTEIFEBNEHELIE IV,
Further sizes upon request
EXEOER:

181 7 S — NSEBF & & VT O ERETY

w, Ds, t  see inserts

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

L OBIEMT ML IMEIFIILIR— DL ITER 7 CHEEE NS0

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

Flwaham

Spare Parts
LV D2 P2 0727 Bl RMLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

B34

W.Ds.t, | DT A S — hR— VB CBBE T,

BRI —H

for Insert

217
Type

8.0
8.0
8.0
8.0
9.5
9.5
9.5
9.5

20N

Form

> > > > > > >

mm3kad

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

L2 28 M308
Milling shank Rt
with through coolant supply
FHEE Cutting edge @ 13.4/15.7 mm
2w OB B
Material of shank: Carbide - Giving a good vibration resistance
|
I,
DIN6535HB @Ds
[
B ; 5
.'t:FEEﬁ == ac"’f
= B JS!
W —
g
. DIN6535 HE
A S
===l
E=F3
B d ! 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 33
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
HOTESBHLADEE I, W.Ds.t  DSHEIEA S — b R— DB TBRBIE I,
Further sizes upon request w, Ds, t  see inserts
ANEDZER:
MR T — NIEBFB L VOEBFOEANEETY,
Ordering note:
All milling cutter shanks can be used for right and left hand inserts type 111.
1L OBERA LI EIFIIIR— D LER M BRI ZE CHEET S L,
For torque specification of the screw, please see Technical Instructions.
FiwsBan
Spare Parts
U2 D2 727 at FLOZLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

BRI —H

for Insert

BT

8.0
8.0
8.0
9.5
9.5
9.5
9.5
8.0
8.0
8.0
9.5
9.5
9.5
9.5

20N

Form

o

M M M m m m m @ W W W W @

mmiRae

Dimensions in mm

B35



BANT S (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

E=UTo%y

Milling shank

ALY hEEBRF—ILITSA A>T

Cylindrical steel milling shank for collets

CNChelgBARB s v> o
with cylindrical shank for CNC-lathes

Bt

Part number

M308.ST10.01A
M308.ST12.01A
M308.ST13.01A
M308.5T10.01B
M308.5T12.01B

DT EEBEVADEE S,

Further sizes upon request

EXEOER:

M308.ST

C-—

DIN1835 A = "

DIN1835 B
N / I'.D‘
_ccﬂ
B SR |
d L
10 60
12 70
13 70
10 60
12 70

w, Ds, t  see inserts

L1541 71 24— MIEBF 6 & CEBFHERAE T,

Ordering note:

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

Fimahon
Spare Parts

Sl M2/ 02 72/

Milling shank
M308...

B36

fal

FLOZLF

Clamping Screw | TORX PLUS® Wrench
3.5.12T10EP T10PL

[

2

18
18
26
18
18

W.Ds.t,_ D EEA S — hR—DETBRGES L,

R —k
for Insert
247 111
608
d, AR
Form
8 A
8 A
8 A
8 B
8 B
mmikag

Dimensions in mm



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

Sl 2/ P2 7274
Milling shank

M308.ER

ALy bFryoBI—1)>0 %> (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefEFRERT —/\—1T#%
with ER taper for CNC-lathes

— |2 —
S - i
_-_E_________ B . O
AN: 2 Q
- i-r-‘v_v .I ‘ '
“ER16/20...
I2
©
1% r~
el H | ]D I
JiES R EER
; i
LER11...
5 d ! d
Part number
M308.ER11.02 11 16 8
M308.ER16.02 16 22 8
M308.ER20.02 20 22 8
BOTEEBEVEHEE SV, W.Ds.t, | DT HEIEA S — hR— DB CBBUE T,

Further sizes upon request
ANEDER:
WORTFYMEITILA—ITHBLTVWEE A BIERIAENXLIEI L,
Ordering note:

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

112 A TA 20T — FEBFE L UEBFIERATETT,

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

13 L OWIEM LI BIFI1I1R— DL BE R E R A CHERR T S L

w, Ds, t  see inserts

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

Flwaham

Spare Parts
SLalV 2 2 072/ Bl RMLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

-

BRI —H

for Insert

207 111
608

FOMAF
Clamping nut
ER11.6499
ER16.6499/ERM16.6499
ER20.6499/ERM20.6499
mmiRae

Dimensions in mm

B37



BANT S X (Fil#REMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

RO a—1 >Ny RA—RARX—ryI7R) L2 — WFB.20
Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDFEEBEBVEDEET L,

Further sizes upon request

Bz )

B38

WERO)a—1>hya—
for Screw-in cutter

217 M306.MO08L...
M313.M081...
M328.M081...
M332.M081...
M311.M081...

30
mm3k5g

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

Z2GYa—A Y hyE— M308.M -

Screw-in cutter

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20 k

WA —
for Insert
247 111
=i Type 308
o)
Qg 608
l1
-'-—la -
I
D S p—| .
e
FR - - S
B L, L, L, d, SW
Part number
M308.M081.01 37 14 25 8 13
HOTEFBEVADEI I, WD\t DA S — b R— D% CBRE I, mmzxad
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

RLCOBEMN B IL7MEIZIILR— DU EE M ER Z CHERT I,
For torque specification of the screw, please see Technical Instructions.
WFB.20R 74 72—

Basic shank ,,WFB.20“

Fiwgban

Spare Parts
AoVa—1>hys— RBL rLOZRLIF
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M308.M081.01 3.5.12T10EP T10PL

B39



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

s —
19—k 111 - 2
Insert
RAERES Depth of groove up to 1.5mm
MEOSE DR Nw Width of circlip Nw 0.7-0.9 mm
TR Cutting edge @ 13.4 mm k )
=21 BDIN 471/47274EH0
Widths for circli DIN 471/472
idths for circlip grooves / BRI USTs
f for Milling shank
e ==, ! : 547 M308
r'g (@ - M308.ST
. M308.M
| 1
§
b a
=
F |
- : wn
m l_ = )
t . A
' | '
me L' N TSARY Y VY
Milling shank ﬁ%EUDIZ:EJ
MRS HIPRH D
R=ABFN—-IaVER L=EBFN -3 limited depth of cut
R = right hand version shown L = left hand version
B Ds |HUTH =ig s s, f a d | t. | Z
Part number Nw W
R/L111.0070.00 13.4 0.7 0.74 4.15 3.95 6.7 10.7 8 1.2 1
R/L111.0080.00 134 0.8 0.84 4.15 3.95 6.7 10.7 8 13 1
R/L111.0090.00 134 0.9 0.94 4.15 3.95 6.7 10.7 8 15 1
A XS /onstock AABER / 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 5 " HESE / alternative recommendation
- JEH#ESE / not suitable

/>—*h [ uncoated grades
J—7 1% [ coated grades
B O/ —Xwvh / brazed/Cermet

mm3Rad B E
Dimensions in mm Carbide grades
R/ILIBEBF/ EBFELET,

State R or L version

B40



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

1=k 111 . )
Insert

BRABERS Depth of groove up to 2.3mm

BEONSEE Nw Width of circlip Nw 1.1-1.6 mm

TR Cutting edge @ 13.4 mm \ j

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472 .

idths for circlip grooves / BES—UL TS0y
for Milling shank

. 2147 M308
=] — M308.ST
= N B M308.M

g |
g1 f
2 T ” J{
t = S
max 294 A v
Milling shank
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B Ds | WUT#| =2ig s f a d to | Z
Part number Nw w
R/L111.0110.00 134 1.1 1.19 3.95 6.7 10.7 8 2.3
R/L111.0130.00 134 1.3 1.39 3.95 6.7 10.7 8 2.3
R/L111.0160.00 134 1.6 1.69 3.95 6.7 10.7 8 2.3

A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 55 H#E3E / alternative recommendation
- JEHESS / not suitable
/>—*h [ uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet

mmZRat BN =

Dimensions in mm Carbide grades
R/ILIBEBF/EBFELET,

State R or L version

B41



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N
19—} 111 s R
Insert
RABRS Depth of groove up to 2.3mm
A Width of groove 1.5-3mm
F R Cutting edge @ 13.4mm \ j
BRI vy
for Milling shank
o 247 M308
— — M308.5T
= N B M308.M
@i
=1
2] f
= ‘ ] w_l,
t SARL YUY
max AT e
Milling shank
R=ABFN—Ia R L=EBFN—Iar
R = right hand version shown L = left hand version
B Ds w s f a d to Z N|w | w|w
Part number Ol 822
S| o F|F
R/L111.0150.00 13.4 1.5 3.95 6.7 10.7 8 2.3 1 A/A | A/A | A/A | A/A
R/L111.0200.00 134 2.0 3.95 6.7 10.7 8 2.3 1 A/A | A/A | A/A | A/A
R/L111.0250.00 134 25 3.95 6.7 10.7 8 2.3 1 A/A | A/A | A/A | A/A
R/L111.0300.00 134 3.0 3.95 6.7 10.7 8 2.3 1 A/A | A/A | A/A | A/A
A TE[ES /onstock A 4R/ 4weeks x BEWVWEHHEIZI LY / upon request
@ HEXE / recommended
0 Z5 " HESE / alternative recommendation
- FEHESE / not suitable
/>—b / uncoated grades
J—F % [ coated grades
B O3/ —X v [ brazed/Cermet
mmzR3ad BErTE
Dimensions in mm Carbide grades

RILISEB T/ EBF sl &£,

State R or L version

B42



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 111

Insert
RAEES Depth of groove up to 2.3 mm
7J)LR Full radius 0.4-1.5mm
TR Cutting edge @ 13.4 mm
f
o % 1
/i |
& \ ol 4 ]
_ SISy
\\\-—‘-—-——-——I
o]
8 I\ !
¢ &
N
b IS4 R x Y
Milling shank
R=HBBFN—3VRR L=EBFN—-a>
R = right hand version shown L = left hand version
Rl Ds w s f a d
Part number
R/L111.0004.08 134 0.8 3.95 6.7 10.7 8
R/L111.0006.12 134 1.2 3.95 6.7 10.7 8
R/L111.0009.18 134 1.8 3.95 6.7 10.7 8
R/L111.0010.20 134 2.0 3.95 6.7 10.7 8
R/L111.0015.30 134 3.0 3.95 6.7 10.7 8

A TES /onstock A4BR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 Z5 H#EEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B O/ Y —X vk / brazed/Cermet
mm3iRag
Dimensions in mm
R/ILIFEBF/ ABFzELE T,

State R or L version

0.4
0.6
0.9
1.0
15

-

.

N

BRAI-UYTS vy
for Milling shank

217
Type

2.3
2.3
2.3
2.3
2.3

= = s e e

M308
M308.ER
M308.ST
M308.M

LR

Full radius

B E
Carbide grades

B43



EEDOIT
Chamfering (I]h IR I]h)

19—k 111 * T

Insert

RAMEED & Size of chamfer up to 1.5mm
FHE Cutting edge @ 13.4 mm L/

. 4

BRAI-UYTS vy
f for Milling shank

I8 o 5147 M308
LRSS M308.ST
; L. M308.M
s
a
] -
: ws
|
. i .
N . e o
254 AR %0 7
Milling shank
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B E s f Ds a d r to z
Part number
R/L111.4545.02 24 4.15 6.7 134 10.7 8 0.2 1.5 1
A FEG /onstock A4BR /4weeks x BEIVEDLEIZTIUY/ upon request
@ #£52 / recommended
0 5 " HESE / alternative recommendation
- JEH#ESE / not suitable
/>—hb [ uncoated grades
0 O—F>7d / coated grades
B O/ —Xwvb / brazed/Cermet
mmzR3se FBIEMTE
Dimensions in mm Carbide grades

R/ILIBEBF/ EBF L&Y,

State R or L version
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

‘ — E| -
1o —F 308 Y R
Insert
- |
N

RABRS Depth of groove up to 3.5mm

BEONSEE Nw Width of circlip Nw 1.1-1.6 mm

F R Cutting edge @ 15.7mm k )

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472 .
idths for circlip grooves / BRI TS0l

for Milling shank

247 M308
M308.ST
’: M308.M
w
tmax
— \o512500%
i Milling shank

=ABBFN—Iay
Picture = right hand cutting version

B Ds PO 3= s o VA

Part number Nw w

308.0110.00 15.7 1.1 121 45 3.5 3

308.0130.00 15.7 13 141 4.5 3.5 3

308.0160.00 15.7 1.6 1.71 45 3.5
A TEER /onstock A4BERS /4weeks x HRIVEHELIZ T/ upon request
@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable

/>—*h [ uncoated grades
J—7 % [ coated grades

B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B45



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

RABERS
OB R Nw
Rt

Y =21y HEDIN 471 /47224

Widths for circlip grooves DIN 471/472

308

FILZZULMIHA

machining of aluminium

Depth of groove up to 3.5mm
Width of circlip Nw 1.1-1.6 mm
Cutting edge @ 15.7mm

[7)]
tmax
— \o512500%
i Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds WU S
Part number Nw w
308.0110.40 15.7 1.1 1.21
308.0130.40 15.7 1.3 1.41
308.0160.40 15.7 1.6 1.71

A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request

@ H#E5E / recommended

0 5 " HEBE / alternative recommendation

- JEHESS / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades

B O/ —Xwvb / brazed/Cermet

mm3kag

Dimensions in mm

B46

anAD N

N J

BRI-UYTS vy
for Milling shank

217 M308
M308.ST
M308.M
S to z
4.5 3.5 3
4.5 35 3
4.5 3.5 3

B R
Carbide grades



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

‘ — e -
1o —F 308 Y R
Insert
— |
N

BRABERS Depth of groove up to 3.5mm

B Width of groove 1.5-2.5mm

TR Cutting edge @ 15.7mm k )

BRI-UYTov>y

for Milling shank
2147 M308
w M308.ST
O M308.M
Q
w
Ak . 7 s
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds W s r . Z N |
Part number o | &
= | <
308.0150.00 15.7 1.5 4.5 = 3.5 3 A | A
308.0200.00 15.7 2.0 4.5 0.2 35 3 A | A
308.0250.00 15.7 2.5 4.5 0.2 3.5 3 A | A

A TS /onstock AABER / 4weeks x BRIVEHHE T / upon request
@ H#5E / recommended
0 55 #E3E / alternative recommendation
- JEHESS / not suitable
/>—*h [ uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet

mm3Rae B R
Dimensions in mm Carbide grades
AR:

FZLRMIRS (tha)0.5MMETO A HF—MITERICEDTHIGW L ET,

Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

1o —F 308 SRS A
Insert FILE=ILINT A

machining of aluminium —

N
RABRS Depth of groove up to 3.5mm
B Width of groove 1.5-2.5mm
F R Cutting edge @ 15.7 mm \_

BRI-UYTS vy
for Milling shank

217 M308
M308.ST
M308.M

g [ree— NOS4 RUe
Milling shank

X = ABFN—Ta>

Picture = right hand cutting version

B3 Ds w S r t z
Part number

308.0150.40 15.7 15 4.5 = 3.5 3
308.0200.40 15.7 2.0 4.5 0.2 3.5 3
308.0250.40 15.7 2.5 4.5 0.2 3.5 3

A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades
B O/ —Xwvb / brazed/Cermet
mmzRse HBrETE
Dimensions in mm Carbide grades
ER:
EBLRMIFES () 0.5MMETD A>T —MMITERICEIDTHIEWZLET,
Note:
Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.
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BANT S X (MAL#REINTA) (ph HORN pil)

Groove Milling by circular interpolation

N
19—k 308
Insert
BRABERS Depth of groove up to 3.5mm
JJLR Full radius 1.1 mm
TR Cutting edge @ 15.7 mm

BRI-UYTS vy
for Milling shank

2147 M308
M308.ST
M308.M
Milling shank
S
. . ull raaius
=ABFN—-Ta>
Picture = right hand cutting version
B Ds w s r o Z
Part number
308.0011.22 15.7 2.2 4.5 1.1 3.5 3

A FER /onstock A4LBRT/4weeks x BRAVEDLEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag BEME

Dimensions in mm Carbide grades

B49



EEDOINT
Chamfering (I]h IR I]ID

12— 308 \

Insert

_—
. 4

BAMEED & Size of chamfer up to 1.2mm
FHE Cutting edge @ 15.7 mm

BRI-UYTS vy
for Milling shank

24147 M308
Type M308.ER
M308.ST
NS M308.M
ey
-\5; A
5 |/ i \
21 ] : %)
Lul_\l_\_ i e 5
Il T Milling shank
=ABFN-Tav
Picture = right hand cutting version
ﬁit E S DS W tmax Z
Part number
308.4545.00 1.6 4.7 15.7 14 1.2 3

A TEER /onstock A4BER /4weeks x HRIVEHELIZ I/ upon request
@ H#£5E / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—b [ uncoated grades
0 O—F>7d / coated grades
B O/ —X v/ brazed/Cermet
INEE) BETE

Dimensions in mm Carbide grades

B50



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N . -
15—k 608 A N
Insert
i N
RABRS Depth of groove up to 3.5mm
B Width of groove 1.5-2.5mm
TR Cutting edge @ 15.7mm k )
BRI vy
for Milling shank
2147 M308
=) M308.ST
S M308.M
|
g ¢
g ‘ i
= I f [
< | l n
e b ]
\FSARY YUY
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds w s r t z
Part number
608.0150.00 15.7 1.5 4.9 - 3.5 6
608.0200.00 15.7 2.0 49 0.2 3.5 6
608.0250.00 15.7 2.5 49 0.2 3.5 6
A XS /onstock AABER / 4weeks x BRIVEHHE T / upon request
@ H#E5E / recommended
0 5 " HESE / alternative recommendation
- JEH#ESE / not suitable
/>—*h /uncoated grades
J—7 > [ coated grades
B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades
ER:
EALAMIFES (Tmax)0.5mmETDA T —MMITERICEDTHIGWZLET,
Note:

Inserts for widths of groove tmax down to 0,5 mm can be delivered with reduced depth upon request.
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EEOINT
Chamfering (I]h HORN I“D

1=k 608 s N

Insert

L 4

EEX D15 Width of chamfer 1.7-22mm
F) S Cutting edge @ 15.7 mm

BRAI-UYTS vy
for Milling shank

247 M308.M
Type M308
i M308.ST
N
i %
NZFTA R Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B E s Ds w a b t z

Part number

608.1515.20 2.6 51 15.7 0.2 15° 2.2 0.6 6

608.2020.20 2.6 5.1 15.7 0.2 20° 2.2 0.8 6

608.3030.20 2.6 5.1 15.7 0.2 30° 2.2 13 6

608.4545.20 2.6 5.1 15.7 0.2 45° 1.7 1.7 6
A TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ #E353 / recommended
0 55 HEESE / alternative recommendation
- JEHERE / not suitable

/>—b / uncoated grades

B O—7r>Jf / coated grades
B OU /4 —Xwh / brazed/Cermet
mmzRad BN TE
Dimensions in mm Carbide grades
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(ph HORN i)
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BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

S22
Milling shank
M311/M311.ER

N—yIR)A—
Basic Holder

WFB

ROa—">hyR—
Screw-in cutter

M311.M

At —

Insert

311/611

B54

R— [page
B56-B61

R—2 [page
B62-B63

~R— [Page
B66-B69, B72-B73

R— [Page
B71

R—2 [page

R—2 [page
B75



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M311

F it Milling Cutter with
HEANTSAIAD Y E— exchangeable insert

SNTRE : ¢ 18 mm~ from bore @ 18 mm

B55



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

S=U2T%0

Milling shank

v v ONME: B

Cutting edge @

M311

MIERHRIMTL

with through coolant supply

Material of shank: Carbide - Giving a good vibration resistance

Bt

Part number

M311.0012.01A
M311.0012.02A
M311.0012.03A
M311.0016.01A
M311.0016.02A
M311.0016.03A
M311.1316.01A
M311.1316.02A
M311.1316.03A

HDFEEBEBVEDEET L,

Further sizes upon request

W.Ds.t, DFEIEA S — hR— OB TBRTES L,

|
2
DIN6535 HA
g . i
Eig R it o | ]
AL Q
w g
Q
d !
12 100
12 100
12 120
16 100
16 110
16 130
16 110
16 130
16 145

w, Ds, t__ see inserts

L OBWIERT b IL I EIFI1IIR— D LM ER = TR T S0,

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

Fimahon

Spare Parts
SRl P2/ 072 07274
Milling shank
M311...

B56

fat

Clamping Screw
4.14T15P

RLOZRLF
TORX PLUS® Wrench

T15PQ

17.7mm

2

32
45
64
32
45
64
32
45
64

(’
<
BRI —k
for Insert
247 311
d, TR
Form
9 A
9 A
9 A
9 A
9 A
9 A
13 A
13 A
13 A
mm3kad

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

= -~ N .
S=V2T%0 M311 r
Milling shank Rt
with through coolant supply
H R Cutting edge @ 17.7mm
L4
2w D UME: BhE
Material of shank: Carbide - Giving a good vibration resistance .
WA Y —
for Insert
2047 311
[ Type 611
I @Ds
DING535 HB
3 0O @
! e 35
et | I e T Ao = W T e W e v T e e - SR SR, B
| HE % B ISE
Flw °
Q
5 d ) L d FAR
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
HOTEFBEVEHOELTZT, Wi Ds.t, DTEFA 2 —hR—D% TBRITL, mmzRse

Further sizes upon request

w, Ds, t__ see inserts

L OBWIERT b IL I EIFI1IIR— D LM ER = TR T S0,

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

Fimahon

Spare Parts
SRl P2/ 072 07274
Milling shank
M311...

fat

Clamping Screw
4.14T15P

FLOZLVF

T15PQ

TORX PLUS® Wrench

Dimensions in mm

B57



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

= -~ N .
S—US Ty M311
Milling shank Rt
with through coolant supply
HEE Cutting edge @ 17.7mm
2w D UME: BhE
Material of shank: Carbide - Giving a good vibration resistance
I 1
ls @Ds
DING535 HE
= f
8 I
o & ) %%ZEE:—:EZZ—:Z—L?_-‘_——_G g I
w g
B d ! !
Part number
M311.0012.01E 12 100 32
M311.0012.02E 12 100 45
M311.0012.03E 12 120 64
M311.0016.01E 16 100 32
M311.0016.02E 16 110 45
M311.0016.03E 16 130 64
M311.1316.01E 16 110 32
M311.1316.02E 16 130 45
M311.1316.03E 16 145 64

HDFEEBEBVEDEET L,

W.Ds.t, DFEIEA S — hR— OB TBRTES L,

Further sizes upon request w, Ds, t__ see inserts

L OBWIERT b IL I EIFI1IIR— D LM ER = TR T S0,

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

Flmaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M311... 4.14T15P T15PQ

B58

(’
<
BRI —k
for Insert
247 311
d, TR
Form
9 E
9 E
9 E
9 E
9 E
9 E
13 E
13 E
13 E
mm3kad

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

STy M311 ¢
Milling shank

OLYhEEBRF—ILITSA AT

Cylindrical steel milling shank for collets

N
CNCHeBg MBS v >
with cylindrical shank for CNC-lathes .
BREAT—H
for Insert
4 2147 311
- T 611
©Ds e
DIN1835 A - 1
/7
i
__________________ 1U£
By

== d | L d, ik

Part number Form

M311.ST10.01A 10 60 18 9 A

M311.ST12.01A 12 70 18 9 A

M311.ST13.01A 13 70 26 9 A

M311.ST16.01A 16 80 26 9 A
HOTHEEBRVADET T, W.Ds.t_ OSHEEA S — b R— D% CBRE I W, mmkz
Further sizes upon request w, Ds, t _ see inserts Dimensions in mm

L OBIESMT ML I EIFIIIR— DL ER & CHER T I,

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

Fimahon

Spare Parts
SRl P2/ 072 07274 1M FLOZXLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M311... 4.14T15P T15PQ
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

STy M311 ¢
Milling shank

TEONMABERF—ILIZARIv>D
Cylindrical steel milling shank with clamping flat

L
CNChesAEMmE S v
with cylindrical shank for CNC-lathes .
WA —
for Insert
; 247 311
- T 611
@Ds ype
DIN1835 B ~ 1
f + .
@7" i . -
)
__________________ o
X
w

== d | L d, ik

Part number Form

M311.ST10.01B 10 60 18 9 B

M311.ST12.01B 12 70 18 9 B
MO EFBEVEDEIZ T, W.Ds.t, DA U — b R— D TBEE SV, mmEas
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

L OBEESRT L IEIFIIIR— RS ERE CHEZET IV,

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

Flaaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M311... 4.14T15P T15PQ

B60



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

Sl 2/ P2 7274
Milling shank

M311.ER

ALy bFryoBI—1)>0 %> (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefEFRERT —/\—1T#%
with ER taper for CNC-lathes

B d L, d,
Part number
M311.ER11.02 11 22 9
M311.ER25.02 25 22 9
M311.ER16.02 16 22 9
M311.ER20.02 20 22 9

MO EFIBEVEHOETZT L, W Ds.t_ DEIFA Y —bR=IE BTV,

max

Further sizes upon request w, Ds, t _ see inserts

ENRDER:

FOMTFYMERILZ—ICRHBLTWERT A BIERIECET L,
Ordering note:

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

1L DBIERT ML I MEIZIIIR— D LIERMTERIE SRR TS L,

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

Flwaham

Spare Parts
SLalV 2 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M311... 4.14T15P T15PQ

-

BRI —H

for Insert

217
Type

311
611

foOMF Y
Clamping nut

ER11.6499
ER25.6499
ER16.6499/ERM16.6499
ER20.6499/ERM20.6499
mm3ik3sg

Dimensions in mm

B61



BIFIR[IEHIFTR
Groove Milling / Face Milling

(ph HORN i)

=~ ~ * S ~
E=U2Tov27 M311.ER - R
Milling shank
ALy bFryIBI—1)>0 %> (DIN ISO 15488) I]M | i i |] j ]I
Milling shanks for collet chucks DIN ISO 15488
< J
NCHEBEFERT —/ X\ — 4%
with ER taper for CNC-lathes .
WA —
for Insert
2047 311
.
11 °
L '
&
B3 d ! d, @+ b
Part number Clamping nut
M311.ER20.14.01 20 19.7 12.5 ER20.6499/ERM20.6499
M311.ER25.14.01 25 19.7 14.5 ER25.6499
MOTERFBBNEHOELTES L, ., BEU DS IFA 2 —bR=DETBRIZT L, mmRad
Further sizes upon request t..c @nd Ds see inserts Dimensions in mm
EXROER:

FOMTFYMIRILZ—ICRHBELTWER A IERIECET L,
Ordering note:

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

12 L OBERA b IL 7 BIFIIIR— DL ERMER % CHERT IV,

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

F{iwEbaa

Spare Parts
S=UTow BL MLVOZRLF
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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BISAR[IEEETFMR

Groove Milling / Fa

ce Milling

(ph HORN i)

SEalV %/ D2 047/
Milling shank

dLwhEBEAE I 1Ry >y

Cylindrical carbide shank for collets

CNChelgBARm s v> o
with cylindrical shank for CNC-lathes

M311

DING535 HA
4 g
= (]
i : ‘tmax
A
Rl d
Part number
M311.0012.D.00A 12
M311.0016.D.00A 16

HOTEIEBVEHEIZE L,

Further sizes upon request

tm

a;

13 L OWIEMA b IL I BIFI1IIR— DL BER M E R A CHEFR T S W

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

Fimahon

Spare Parts
SRl P27 522 07274
Milling shank
M311...

[l
Clamping Screw

4.14T15P

MLORLF
TORX PLUS® Wrench

T15PQ

Fa

-

e

BRI —H

for Insert

217
Type

1

80
80

t  BEUDs IEA U —hR—I%ETBRIET L,
. and Ds see inserts

R

Form

mm3ik3sg

Dimensions in mm
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BANT S X (Fil#REMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

RO a—1 >Ny RA—RARX—ryI7R) L2 — WFB.20
Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDFEEBEBVEDEET L,

Further sizes upon request

Bz )

B64

WERO)a—1>hya—
for Screw-in cutter

217 M306.MO08L...
M311.M081...
M313.M081...
M328.M081...
M332.M081...

30
mm3k5g

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

2O a—1 Ny - M311.M -

Screw-in cutter

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20 k

WA —
for Insert
247 311
B L, L, L, d, SW
Part number
M311.M081.01 37 14 25 9 13
HOTEFBEVADEI I, WD\t DA S — b R— D% CBRE I, mmzxad
Further sizes upon request w, Ds, t_ see inserts Dimensions in mm

RLCOBEMN B IL7MEIZIILR— DU EE M ER Z CHERT I,
For torque specification of the screw, please see Technical Instructions.

WFB.20H7 #7454 —
Basic shank ,WFB.20"

Fiwsban

Spare Parts
AoVa—1>hys— hL FMLOZL>F
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M311.M081.01 4.14T15P T15PQ

B65



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

‘ — E| -
18 —F 311 SR A N
Insert
- |
N

RABRS Depth of groove up to 3.5mm

BEONSEE Nw Width of circlip Nw 1.1-1.6 mm

F R Cutting edge @ 17.7mm k )

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472 .
idths for circlip grooves / BRI TS0l

for Milling shank

247 M311
M311.ST
M311.M
) l
F2I4 R0y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

Rl Ds IEONT& =g S ax z

Part number Nw W

311.0110.00 17.7 1.1 1.21 5.75 35 3

311.0130.00 17.7 13 141 5.75 3.5 3

311.0160.00 17.7 1.6 1.71 5.75 35 3
A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable

/>—*h /uncoated grades
J—7 > [ coated grades

B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B66



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

0%l 5 311 oA E A
Insert FILE=ILINT A

machining of aluminium —

N
RABRS Depth of groove up to 3.5mm
BEONSEE Nw Width of circlip Nw 1.1-1.6 mm
TR Cutting edge @ 17.7mm k

=21 FEDIN 4T1 /472740
Widths for circli DIN 471/472 .
idths for circlip grooves / BRI TS0l

for Milling shank

247 M311
M311.ST
M311.M
) l
TS5A4Rx Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B Ds WU Eig s t oo z

Part number Nw W

311.0110.40 17.7 1.1 121 5.75 3.5 3

311.0130.40 17.7 1.3 1.41 5.75 35 3

311.0160.40 17.7 1.6 1.71 5.75 3.5
A XS /onstock A4BER [ 4weeks x BRIVEHHE T L / upon request
@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable

/>—*h /uncoated grades
J—7 > [ coated grades

B O/ —Xwvb / brazed/Cermet
mmiREd iBIEMTE
Dimensions in mm Carbide grades

B67



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

RAERS
B
Rt

311

Depth of groove up to

Width of groove
Cutting edge @

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

311.0150.00
311.0200.00
311.0250.00
311.0300.00
311.0400.00

A TES /onstock AGBR/4weeks x BEIVEDLEIETUY/ upon request
@ 5 / recommended

IS4 R

Ds

177
177
177
177
17.7

0 Z5 ZH#EEE / alternative recommendation

- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades

B O/ Y —X vk / brazed/Cermet

mm3iRag

Dimensions in mm

B68

Milling shank

15
2.0
2.5
3.0
4.0

5.75
575
5.75
575
5.75

3.5mm
1.5-4 mm
17.7mm

0.2
0.2
0.2
0.2

/‘

U )

o

BRI-UYTS vy
for Milling shank

BT

Type

3.5
35
3.5
3.5
3.5

M311

M311.ER

M311.ST

M311.M

‘ AEIE
(O]
=2 F

3 A A

3 A A A

3 A A

3 A A A

3 A

B E
Carbide grades



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

0%l 5 311 oA E A
Insert FILE=ILINT A

machining of aluminium —

N
RABRS Depth of groove up to 3.5mm
A Width of groove 1.5-4 mm
TR Cutting edge @ 17.7mm k )
BRI vy
for Milling shank
247 M311
M311.ST
M311.M
< A
L 5
J7 I | o |
Thon .
t max | —
TS5A4Rx Y
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds w s r t Z -
Part number N
'—
311.0150.40 17.7 15 5.75 - 3.5 3 A
311.0200.40 17.7 2.0 5.75 0.2 3.5 3 A
311.0250.40 17.7 2.5 5.75 0.2 35 3 A
311.0300.40 7.7 3.0 5.75 0.2 3.5 3 A
311.0400.40 17.7 4.0 5.75 0.2 35 3 A
A TES /onstock A4BR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 Z5 ZHEEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B OU(/%—Xwh [ brazed/Cermet
mmzksg g TS
Dimensions in mm Carbide grades

B69



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

BRAERS
ZILR
PApES

311

Depth of groove up to

Full radius

Cutting edge @

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

311.0011.22

A XS /onstock A4BERT / 4weeks x BRIVEHHE T / upon request
@ H#5E / recommended

F

Ds

17.7

0 5 " HESE / alternative recommendation

- JEHESE / not suitable

/>—*h /uncoated grades
J—7 % [ coated grades

B O/ —Xwvh / brazed/Cermet

INEE)

Dimensions in mm

B70

TSAAry Y

Milling shank

22

575

3.5mm
1.1 mm
17.7mm
BRI
for Milling shank
247 M311
M311.ST
M311.M
ZJLR
Full radius
r too Z
1.1 3.5 3

B E
Carbide grades



RE-EWDI7SIIMI
Milling of bores and Chamfering (I]h SECIN I]h)

1=k 311 - N
Insert
RAEED & Size of chamfer 1.4-2.5mm ﬂ—\,
PSEES Cutting edge @ 15-17.7 mm

. 4

BRAI-UYTS vy
for Milling shank

247 M311
M311.ST
t M311.M
mex _gmax
<45 A
o™ / w o |
LIJI A :
o 1
; @ B . N
i??#ZV?J?
Milling shank
=ABFN—-Tav
Picture = right hand cutting version
B E s Ds w R to z
Part number 27N
311.4545.00 1.70 5.95 17.7 2.5 A 14 3
311.4545.20 2.95 5.95 15.0 0.2 B 2.5 3

A TG /onstock A4BR/4weeks x BEIVEDLE T/ upon request
@ H#£2E / recommended
0 25 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—b / uncoated grades
B O—F>7f / coated grades
B OU(3/%—Xwh [ brazed/Cermet = s
mmRag BEME

Dimensions in mm Carbide grades

B71



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 611

Insert
RABRS Depth of groove up to
IEOEE Nw Width of circlip Nw
F R Cutting edge @

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

anAD N

Milling shank
=ABBFN—Iay
Picture = right hand cutting version
B Ds WU EJ
Part number Nw w
611.0110.00 17.7 1.1 121
611.0130.00 17.7 1.3 141
611.0160.00 17.7 1.6 1.71

A XS /onstock AABER / 4weeks x BRIVEHHE T / upon request

@ H#E5E / recommended
0 55 _#E3E / alternative recommendation
- JEHESS / not suitable
/>—*h /uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

B72

N
3.5mm
1.1-1.6 mm
17.7mm k
BRI w0
for Milling shank
247 M311
M311.ST
M311.M
oy
S to VA
6.1 3.5 6
6.1 3.5 6
6.1 3.5 6

B E
Carbide grades



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

s — E| -
19—k 611 A N
Insert
— |
N

BRABERS Depth of groove up to 3.5mm

B Wwidth of groove 1.5-4 mm

TR Cutting edge @ 17.7mm k Y,

BRI-UYTov>y

for Milling shank
2147 M311
Type M311.ER
M311.ST
M311.M
= " ”
2 [y T N !
i< i &
tmax | [ E_ = '
e N 734 R veud
' Milling shank
=EBBFN—-Tay
Picture = right hand cutting version
B Ds W s r t z
Part number
611.0150.00 17.7 15 6.1 - 3.5 6
611.0200.00 7.7 2.0 6.1 0.2 3.5 6
611.0250.00 17.7 2.5 6.1 0.2 3.5 6
611.0300.00 17.7 3.0 6.1 0.2 3.5 6
611.0400.00 17.7 4.0 6.1 0.2 3.5 6
A TES /onstock A4GBR/4weeks x BEIVEDLEIET U/ upon request
@ H#E5E / recommended
0 55 #EXE / alternative recommendation
- JEHELE / not suitable
/>—b [ uncoated grades
B O—F+>7 / coated grades
B O/ Y —X vk / brazed/Cermet
INE g TS
Dimensions in mm Carbide grades

B73



IE@m751X
Face Milling

(ph HORN i)

19—k 611

Insert
RATVIDIAHFEE Depth of cut up to
F R Cutting edge @

L3
234w 8
Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Z r
Part number
611.PL61.62 17.7 6 0.2

A FES /onstock A4BRT/4weeks x BREAWVEDLEIZET U/ upon request
@ 52 / recommended
0 55 _H#E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OUS/H—X vk /brazed/Cermet
INEE)

Dimensions in mm

B74

57mm
17.7mm

-

L

BRAI-UYTS vy
for Milling shank

217
Type

M311
M311.ER
M311.ST
M311.M

6.1

B E
Carbide grades



EEOINT
Chamfering (I]h HORN I“D

19—k 611 f N
Insert

L 4

EEX D15 Width of chamfer 2.32.8mm
FSRE Cutting edge @ 17.7mm

BRAI-UYTS vy
for Milling shank

- 2147 M311
Type M311.ER
j: M311.ST
M311.M
-y A
% R
- .
AT,
| L w
tmax [ ==F A e
P \IFA AU Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B E s Ds w a b o z

Part number

611.1515.20 3.2 6.3 17.7 0.2 15° 2.8 0.75 6

611.2020.20 3.2 6.3 177 0.2 20° 2.8 1.00 6

611.3030.20 3.2 6.3 17.7 0.2 30° 2.8 1.60 6

611.4545.20 3.2 6.3 17.7 0.2 45° 2.3 2.30 6
A TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ #E353 / recommended
0 55 HEESE / alternative recommendation
- JEHERE / not suitable

/>—b / uncoated grades

B O—7r>Jf / coated grades
B OU /4 —Xwh / brazed/Cermet
mmzR5d BErTE
Dimensions in mm Carbide grades

B75



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

S—UST ey

Milling shank

M116

(> —

Insert

116
R—2 [page
B79-B80
uj
R—2 [page
B81

B76



BANT S (LRI A) (ph HORN pil)

Groove Milling by circular interpolation

M116

FH 3 Milling Cutter with
BANTISARAAhYyHa— exchangeable insert
=R/INTFIE from bore

4FE[O] 8B - @16 mm non rotating @16 mm
EIER: S @20.4mm

rotating 20,4 mm

B77



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

St M2/ D2 8727/ M116
Milling shank PSR
with through coolant supply
F) 4 A% Cutting edge @ 20.4 mm

v v ONME: B

Material of shank: Carbide - Giving a good vibration resistance

L l, s DIN6535 HB
= B
el W g
Q
DING535 HE
B o B
{ E IS
B3 d L, L,
Part number
M116.0012.01B 12 130 40
M116.0012.02B 12 130 56
M116.0016.01B 16 130 40
M116.0016.02B 16 130 56
M116.0016.03B 16 150 80
M116.0016.01E 16 130 40
M116.0016.02E 16 130 56
M116.0016.03E 16 150 80

HOTEIEEBLEHhEET L,
Further sizes upon request
MI¥ER 916 mmbh5:

BE IS AMT

Note from @ 16 mm:

Only back face milling with oriented spindlestop offset of centerline.
XD

11651 71 > — MIEBTFH S OB FOERNARE TS,

Ordering note:

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

w, Ds, t  see inserts

L OBIEMT ML IEIFIIIR— DL ERITER % CHER S0,

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

F{iwEb

Spare Parts
SLalV 2y 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M116... 5.13T20EP T20PQ

B78

W.Ds.t, | DT HEIEA S — hR— DB CBBUE T,

-

BRI —H

for Insert

BT

Type

11
11
11
11
11
11
11
11

R

Form

m m m 0 W W W

mm3kad

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 116

Insert
RABRS Depth of groove up to
IEOEE Nw Width of circlip Nw
F R Cutting edge @

=21 FEDIN 4T1 /472740
Widths for circlip grooves DIN 471/472

N \of &
) 0
(S
>
L ¥
a
g ' i
; )
3 | IR ¥
bl | VN 75425025
Milling shank
R=EBFN-CaVRR L=EBFN-—C3>
R = right hand version shown L = left hand version
B Ds |MUTHE =i s
Part number Nw w
R/L116.0110.00 20.4 1.1 1.19 53
R/L116.0130.00 20.4 13 1.39 53
R/L116.0160.00 204 1.6 1.69 53

4.3 mm
1.1-1.6 mm
20.4 mm

f a
10.2 15.7
10.2 15.7
10.2 15.7

A XS /onstock A4BER / 4weeks x BRIVEHHE T LY / upon request

@ H#E5E / recommended
0 5 " HEBE / alternative recommendation
- JEH#ESE / not suitable
/>—*h [ uncoated grades
J—7 % [ coated grades
B O/ —Xwvh [ brazed/Cermet
mmiREd
Dimensions in mm
R/ILIGGEF/ AEFEIELET,

State R or L version

11
11
11

-

BRI-UYTov>y

for Milling shank

247  Ml116
Type

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

B R
Carbide grades

B79



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

~
%Al o 116 7 R
Insert
RARBRS Depth of groove up to 43 mm
A Width of groove 2-4 mm
TR Cutting edge @ 20.4 mm
5= g €dg! \ _}
BRIV Sv>y
for Milling shank
i 447 M116
‘ | 0 Type 145
) =
(S
-
) I !
a
I |
2 ' I
; o]
3 | IR ¥
e [N 75420005
Milling shank
R=ABFN—JaVER L=EBFN—-T3>
R = right hand version shown L = left hand version
B Ds W s f a d o VA N o |w W
Part number Ol 822
S| W |~ | F
R/L116.0200.00 20.4 2.0 53 10.2 15.7 11 4.3 1 A/A | A/A | A/A | A/A
R/L116.0250.00 20.4 2.5 53 10.2 15.7 11 4.3 1 A/A | A/A | A/A | A/A
R/L116.0300.00 20.4 3.0 53 10.2 15.7 11 4.3 1 A/A | A/A | A/A | A/A
R/L116.0350.00 20.4 35 53 10.2 15.7 11 4.3 1 A/A| Alx | A/A | A/A
R/L116.0400.00 20.4 4.0 53 10.2 15.7 11 4.3 1 A/A | A/A | A/A | A/A

A TES /onstock AGBR/4weeks x BEIVEDLEIETUY/ upon request
@ 5 / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B O/ Y —X vk / brazed/Cermet

mm3iRad ierEMTE
Dimensions in mm Carbide grades
RILGEBF/EHF 2R LET,

State R or L version

B8O



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

BRAERS
ZILR
PApES

R=ABFN—IaVRR
R = right hand version shown

Bt

Part number

R/L116.0009.18
R/L116.0011.22
R/L116.0015.30
R/L116.0020.40

116

Depth of groove up to
Full radius
Cutting edge @

\75429?&7

Milling shank

L=EBFN-—C3>

L = left hand version

Ds w S f

20.4 1.8 53 10.2
20.4 2.2 53 10.2
20.4 3.0 53 10.2
20.4 4.0 53 10.2

Y ]
ad
@Ds

4.3 mm
0.9-2mm
20.4 mm
a d
15.7 11
15.7 11
15.7 11
15.7 11

A TES /onstock A4BR /4weeks x BEIVEDLEIZTUY/ upon request

@ #E3E / recommended

0 55 " H#E3E / alternative recommendation

- FEHESE / not suitable

/>—b / uncoated grades
J—F % [ coated grades

B O3/ —Xvhk [ brazed/Cermet

mm3ikag

Dimensions in mm

RILISEB T/ EBF sl &£,

State R or L version

0.9
11
15
2.0

/ )
& 4
BRI vy
for Milling shank
247  Ml116
7R
Full radius
t Z N | v | v | W
max bl I Yo B B 5 T A=
O]} (O] I Z
S|\ o|F|F
43 1 A/DA | A/A | A/A | A/A
43 1 A/A | A/A | A/A | A/A
43 1 A/A | A/A | A/A | A/A
4.3 1 NA | A/A | A/A | A/A

g TR
Carbide grades

B81



BANT S 12 (RAHRITA) (ph HORN pi»

Groove Milling by circular interpolation

S22 I |

Milling shank = T

M313/M313.ST/ =

M313.ER 5 J
=2 [page R—2 [Page
B84-B88 B102

N —2/Page R—2 [Page
B89 B103

R—2 [page
B106-B108, B111
DI
N—y I R)A—
Basic Holder
WFB
R—2 [page
B109

RO)a—1>hyR—
Screw-in cutter

M313.M

14—k
Insert

313/L313/613/713

R—2 [Page
B93-B96, B98-B100, B104, B110

1
J

[

R—2 [Page
B101, B105

B82



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M313

HA&ZiEN Milling Cutter with
EANTSAIRAYE— exchangeable insert

B/NFIVE © @22 mm~ from bore @22 mm

B83



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

T-UVT Y M313
Milling shank PERHS S

with through coolant supply

H R Cutting edge @ 21,7mm

2w Y UME: B

Material of shank: Carbide - Giving a good vibration resistance

|4
DING535 HA
-
L s e e 'Uﬂ
T e e <]
S w -
P L Q
B d ! L,
Part number
M313.0012.01A 12 100 =
M313.0012.02A 12 130 -
M313.0016.01A 16 100 42
M313.0016.02A 16 130 60
M313.0016.03A 16 160 85
HOTEEBHVADET IV, W.Ds.t  DSFEIEA S — b R— VR TBEBE I,
Further sizes upon request w, Ds, t  see inserts

13 L OWIERF LI BIFIIIR— D LR M ER A TR T S L,

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

Flmaham

Spare Parts
SLalV 2 D2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M313... 5.14T20P T20PQ

B84

.

BRI —k
for Insert
247 313
713
d, TR
Form
= A
- A
12 A
12 A
12 A
mmikag

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

N L M313
Milling shank R
with through coolant supply
FHEE Cutting edge @ 21,7 mm

v v ONME: B

Material of shank: Carbide - Giving a good vibration resistance

l‘I
[ T . =
) DIN6535 HB
; S
P B o s ettt o)
F = — B Q
il S DIN6535 HE
| “; - __,Z
-
B d L, L,
Part number
M313.0012.01B 12 100 =
M313.0012.02B 12 130 -
M313.0016.01B 16 100 42
M313.0016.02B 16 130 60
M313.0016.03B 16 160 85
M313.0012.01E 12 100 =
M313.0012.02E 12 130 -
M313.0016.01E 16 100 42
M313.0016.02E 16 130 60
M313.0016.03E 16 160 85
HOTEIEBUVEHEIZEL, WiDs\t DSFEIFA I — b R—DZ TBRGET L,

max

Further sizes upon request w, Ds, t  see inserts

1L OBIEMT ML I BIFIIIAR— DL &M E R Z TR T 0,

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

Flmaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M313... 5.14T20P T20PQ

.

BRI —b

for Insert

217
Type

313
613
713

R

Form

@

m m m m m @ W W W

mmikag

Dimensions in mm

B85



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

E=UTo%y

Milling shank

OLYhEEBRF—ILITSA AT

Cylindrical steel milling shank for collets

M313

ST

CNCHegME > v> v
with cylindrical shank for CNC-lathes .
WA —
]1 for Insert
4 - 258 - 247 313
DIN1835 A Type 613
oh 713
— o ——— . — T — — Ry n‘c
Al Qy
I‘I
B -—
|
2
P = DIN1835 A
___1__ A0 | e
e 17 A2 |©
w_ | _X
@)
_HE
B3 d ) ) d, AR
Part number Form
M313.ST10.01A 10 60 - 11.3 Al
M313.ST12.01A 12 70 18 11.3 A2
M313.ST13.01A 13 70 26 11.3 A2
M313.ST16.01A 16 80 26 11.3 A2
DOTEIFBENEHLETES L, WiDs\t, DFEIFA 2 —hR=DZ TERET L, mmik3sg

Further sizes upon request

Fimahon
Spare Parts

SRl P27 522 07274
Milling shank

M313...

B86

w, Ds, t_ see inserts

L OBIESMT ML I EIFIIIR— DL ER & CHR T I,

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

fat

Clamping Screw
5.14T20P

MLORLF
TORX PLUS® Wrench

T20PQ

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

S M313.ST

Milling shank

TEONMABERF—ILIZARIv>D
Cylindrical steel milling shank with clamping flat

CNChesAEMmE S v
with cylindrical shank for CNC-lathes .
BB —
for Insert
2147 313
| Type 613
o 1 ; 713
DIN1835-B
- L __-O‘_ o S
i Q
Wil B\
_._.c
Bzt d ! N d, FAAR
Part number Form
M313.ST12.01B 12 70 18 113 B
HOTEFBEVADE T W, WD\t DA S — b R— D% CBRREE L, mmzxas
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

A3 L OMEIEMS LV EIFI1IR— D USRI E R A CHEER T L\,

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

Flmaham

Spare Parts
SLalV 2 D2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M313.ST12.01B 5.14T20P T20PQ

B87



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

N M313.ER

Milling shank

ALy bFryIBI—1>0 %> (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefFERT — /N —{T#%
with ER taper for CNC-lathes

I
“— ER20/25/32...
1 A ] i
| HIl | T
J L ”DD! ®
= — I| ‘
|2 o ‘
e BE—
™~
_ o ER16...
H Sy i
o = | O
e Y ‘ e
- — |
Wi || T
% @
-;_-E
B 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 11.3
M313.ER25.02 25 30 11.3
M313.ER32.02 32 30 11.3
MO EFBEVADEI T, W.Ds\t, DFEIEA S — =D ETBRGEE,
Further sizes upon request w, Ds, t _ see inserts
ANFDER:

TWOMTFYMERILZ—ICRHBLTWERTAe BIERITEXCET L,
Ordering note:

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

12 L OBEERA b IL 7 BIFIIIR— D LBERMER % TR T IV,

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

Flwaham

Spare Parts
SLalV 2y 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M313... 5.14T20P T20PQ

B88

-

BRI —H

for Insert

2147 313

713

oM ~

Clamping nut
ER16.6499/ERM16.6499
ER16.6499/ERM16.6499
ER20.6499/ERM20.6499
ER20.6499/ERM20.6499

ER25.6499

ER32.6499

mmzRad

Dimensions in mm



IEA7 51X
Face Milling (I]h SECIN I]h)

S b2 0% M313.ER r D
Milling shank

JLybFryIRAI—1)>2T w2 2(DIN ISO 15488) m | i i |] ”I

Milling shanks for collet chucks DIN ISO 15488

< J
NChefEFRERT —/\—1T#%
with ER taper for CNC-lathes .
WA —K
| for Insert
2
e -—
217 313
S— Type 613
- 713
=i
-
tmax
B d § d, Wiy b
Part number Clamping nut
M313.ER25.14.01 25 19.7 14 ER25.6499
M313.ER32.14.01 32 19.7 14 ER32.6499
HOTEFBEVEDEIZ T, t BEUDsIEA T —hR—IETBRIET L, mmEaD
Further sizes upon request t..c @nd Ds see inserts Dimensions in mm
EXROER:

FOMTFYMIRILZ—ICRHBELTWET A, FIERIECET L,
Ordering note:

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

12 L OBEERA B IL 7 BIFIIIR— D ERMER % CHERT IV,

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

Flmaham

Spare Parts
SLalV 2 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M313... 5.14T20P T20PQ

B89



BISGAR[IEEETFMR

Groove Milling / Fa

ce Milling

(ph HORN i)

SEalV %/ D2 047/
Milling shank

M313 o

dLwhEBEAE I 1Ry >y

Cylindrical carbide shank for collets

CNChresg MBS v> v

-

e

BRI —H

with cylindrical shank for CNC-lathes
for Insert
DIN6535 HA _@Ds (L
| Type
4 g
= Q
i : ‘tmax
1
5 d )
Part number
M313.0016.D.00A 16 80
M313.0020.D.00A 20 80

HOTEIEBVEHEIZE L,

Further sizes upon request

tm

a;

t  BEUDs IEA U —hR—I%ETBRIET L,
. and Ds see inserts

13 L OWIEMA b IL I BIFI1IIR— DL BER M E R A CHEFR T S W

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

Fimahon

Spare Parts
SRl P27 522 07274
Milling shank
M313...

B90

hi FLOZXLF
Clamping Screw | TORX PLUS® Wrench

5.14T20P

T20PQ

mm3ik3sg

Dimensions in mm



BANT S X (Fil#REMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

RO a—1 >Ny RA—RARX—ryI7R) L2 — WFB.20
Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDFEEBEBVEDEET L,

Further sizes upon request

Bz )

WERO)a—1>hya—
for Screw-in cutter

217 M306.MO08L...
M311.M081...
M313.M081...
M328.M081...
M332.M081...

30
mm3k5g

Dimensions in mm

BA1



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

2O a—1 Ny - M313.M

Screw-in cutter

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20

h ;
8t
=15
|1
I:!
I2
m!
HL | ©
:;r Q
» !_ i
W
-|-rE |
v
B L, L, L,
Part number
M313.M081.01 37 15 25
HOTEFEEVADEI IV, W.Ds\t,, DA S — b R— D% CBRE I,
Further sizes upon request w, Ds, t _ see inserts

L OBEMN B IL7MEIFIILR— DU EE M ER Z CHEERT I,
For torque specifipation of the screw, please see Technical Instructions.
WFB.20R 74 75—

Basic shank ,,WFB.20“

F{iwgban

Spare Parts
AoVa—1>hys— hL FMLOZL>F
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M313.M081.01 5.14T20P T20PQ

B92

.

WA —
for Insert
247 313
713
d1 SW
113 13

mm3ik3sg

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

‘ — - 2 T
19—k 313 AN =Y
Insert

RABRS Depth of groove up to 2.5mm M
PETNSEDE Nw Width of circlip Nw 0.7-1.1 mm
TR Cutting edge @ 21.7 mm L Y,
=21 BDIN 471/47274EH0
Widths for circli DIN 471/472 .
idths for circlip grooves / EEE— s
for Milling shank
247 M313
M313.M
M313.ER
| | ) l
w
!
I25A4R w249
Milling shank
=ABBFN—Iay
Picture = right hand cutting version
B Ds FOTE e 5 S, too z N | o
Part number Nw W ol 62
= L -
313.0070.00 21.7 0.7 0.77 5.9 5.6 15 3 A | 4
313.0080.00 21.7 0.8 0.87 5.9 5.6 1.7 3 A A
313.0090.00 21.7 0.9 0.97 5.9 5.6 1.9 3 A | A | A
313.0100.00 21.7 1.0 1.07 5.9 5.6 2.2 3 A A
313.0110.00 21.7 1.1 121 59 5.6 2.5 3 A | 4
A TES /onstock AGBR/4weeks x BEIVEDLEIETUY/ upon request
@ 5 / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B OU/%—Xwh [ brazed/Cermet
mmz&50 g TS
Dimensions in mm Carbide grades

B93



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

313

Insert
RABRS Depth of groove up to 45mm
EONENE Nw Width of circlip Nw 1.3-5.15mm
TR Cutting edge @ 21.7 mm
=21 FEDIN 4T1 /472440
Widths for circlip grooves DIN 471/472
73]
B | TSARY v LY
Milling shank
®=HBFN—3>
Picture = right hand cutting version
B Ds WUNE | R2iE s r
Part number Nw W
L/313.0130.00 217 1.30 141 5.7 =
L/313.0160.00 21.7 1.60 1.71 5.7 -
L/313.0185.00 21.7 1.85 1.96 5.7 0.2
L/313.0215.00 21.7 2.15 2.26 5.7 0.2
L/313.0265.00 21.7 2.65 2.76 5.7 0.2
L/313.0315.00 217 3.15 3.26 5.7 0.2
L/313.0415.00 21.7 4.15 4.26 5.7 0.2
L/313.0515.00 21.7 5.15 5.26 5.7 0.2

A TES /onstock A4BR /4weeks x BEIVEDLEFETUY/ upon request

@ H#E5E / recommended

0 55 HELE / alternative recommendation

- FJEHESE / not suitable
/>3— / uncoated grades
d—7+>%mm / coated grades

Bl OUF/H—Xwh / brazed/Cermet

mm3ikad

Dimensions in mm

R

ZFRIMIDRS (Tma0.5mmETO A>T —MMITERICEKDTHIEWLET,

Note:

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

1 >H—1313.0415.008 & U313.0515.00/%
S U RIE=FBKL2mmDEHD E THEARIAE

Inserts 313.0415.00 and 313.0515.00

only with toolholder dimension 12 = max. 42 mm

B94

4.5
45
4.5
4.5
4.5
4.5
4.5
45

/‘

N

o

217
Type

w W wwww ww

M313

M313.ER
M313.ST
M313.M

> » » MG12

BRAI-UYTS vy
for Milling shank

TI25

TN35

> > > > > > > >

g TR
Carbide grades



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 313

Insert FILEZH LT

machining of aluminium

RABRS Depth of groove up to
IEOETE Nw Width of circlip Nw
F R Cutting edge @

=21 FEDIN 4T1 /472440
Widths for circlip grooves DIN 471/472

45 mm
1.3-5.15mm
21.7mm

TJSA4 A% D

Milling shank
=ABFN—Iay
Picture = right hand cutting version
B Ds WO S
Part number Nw w
313.0130.40 217 1.30 141
313.0160.40 217 1.60 1.71
313.0185.40 21.7 1.85 1.96
313.0215.40 21.7 2.15 2.26
313.0265.40 217 2.65 2.76
313.0315.40 217 3.15 3.26
313.0415.40 21.7 4.15 4.26
313.0515.40 21.7 5.15 5.26

5.7
57
5.7
5.7
5.7
57
5.7
5.7

A TES /onstock A4BR/4weeks x BEIVEDLEIETUY/ upon request

@ HE3E / recommended
0 55 HELE / alternative recommendation
- FJEHESE / not suitable
/>3— / uncoated grades
O—7>7&m [ coated grades
B OU/H—Xwh /brazed/Cermet
mmik5g
Dimensions in mm

1% — b 313.0415.40 & & U 313.0515.40 |5
ST RTE=BR42mMmODDE T CHEADEE

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

/‘

U )

o

BRAI-UYTS vy
for Milling shank

BT

Type

4.5
4.5
4.5
4.5
4.5
4.5
4.5
4.5

M313
M313.ER
M313.ST
M313.M
Z o 9
=
3 A
3 A
3 A
3 A
3 A
3 A
3 A A
3 A A

g TR
Carbide grades

B95



BEANT S X (DA (ph HORN ph)

Groove Milling by circular interpolation

‘ — E -
19—k L313 I D
Insert

i N

BRABERS Depth of groove up to 4.5 mm

BEONSENE Nw Width of circlip Nw 1.3-5.15mm

F R Cutting edge @ 21.7mm k )
EE Dt — 21w 778 DIN 471/472 ZEHL
Widths for circlip grooves DIN 471/472 with chamfer . _ ..

BRIV Sv>y
- for Milling shank
4 X 24147 M313
M313.ST
M313.M
k"
I
i
| I| 3
| . ! tmax
BN ] |
T4 Rv2b
Milling shank
=EBFN-Ta3>
Picture = left hand cutting version
B5 Ds MOTE | =g s r to.. YA N o || 5| W
Part number Nw W Ol S8 2
S| < | W || F
L/313.0130.00 217 1.30 141 5.7 = 4.5 3 A | NA | NA A
L/313.0160.00 21.7 1.60 171 5.7 = 4.5 3 A | NA | NA A
L/313.0185.00 21.7 1.85 1.96 5.7 0.2 4.5 3 A | NA | NA A
L/313.0215.00 21.7 2.15 2.25 5.7 0.2 4.5 3 NA | MNA | AMA | A A
L/313.0265.00 21.7 2.65 2.76 5.7 0.2 4.5 3 A | NA | NA A
L/313.0315.00 217 3.15 3.26 5.7 0.2 4.5 3 A | NA | NA A
L/313.0415.00 21.7 4.15 4.26 5.7 0.2 4.5 3 A | NA | NA A
L/313.0515.00 21.7 5.15 5.26 5.7 0.2 4.5 3 A | NA | NaA A

A TEEM /onstock A4ERE /4 weeks x BEVEHE LTI/ upon request
@ HE3E / recommended
0 55 HELE / alternative recommendation
- FJEHESE / not suitable
/>3— / uncoated grades
d—7+>%m / coated grades
B OUS/%—X vk [ brazed/Cermet

mm3R5c g TR
Dimensions in mm Carbide grades
AR

BAMIRE (tna)0.5MMETD A>T —MMITERICEDTH/IEWLET

Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.

-« >4 — FL313.0415.008 & TFL313.0515.00/F
S T TEERRKA2mMmOD D E THEATIRE

Inserts L313.0415.00 and L313.0515.00
only with toolholder dimension 12 = max. 42 mm

B96



BANT S (LRI A) (ph HORN pil)

Groove Milling by circular interpolation

S — )
19—k :313 4 P _ ™\
Insert

RABRS Depth of groove up to 2.5mm

IESE DR Nw Width of circlip Nw 1.1-4.15mm

F R Cutting edge @ 21.7mm \_ Y,

=21 FEDIN 4T1 /472440
Widths for circli DIN 471/472
idths for circlip grooves / EES—US T

for Milling shank

24147 M313
Type M313.ER
M313.ST
M313.M
A
-
|
PAE .S ML
Milling shank
EED IS
=ABEN—T3Y withchamfering
Picture = right hand cutting version
Bz Ds |MEOE| =2ig t, s s, r t Z w | v|w|w
Part number " S8 T2
N | 2187\ 2

313.1105.30 21.7 1.10 1.21 0.47 59 5.07 = 0.50 3
313.1307.30 21.7 1.30 141 0.65 5.9 5.17 - 0.70 3
313.1308.30 21.7 1.30 1.41 0.81 5.9 5.17 - 0.85 3
313.1609.35 21.7 1.60 1.71 0.81 59 5.07 = 0.85 3
313.1610.35 217 1.60 1.71 0.95 59 5.07 = 1.00 3
313.1812.35 21.7 1.85 1.96 121 59 5.19 0.2 1.25 3
313.2115.35 21.7 2.15 2.26 1.45 59 534 0.2 1.50 3
313.2616.45 21.7 2.65 2.76 1.45 59 5.09 0.2 1.50 3
313.2617.45 21.7 2.65 2.76 1.70 59 5.09 0.2 1.75 3
313.3118.45 21.7 3.15 3.26 1.70 59 5.34 0.2 1.75 3
313.4120.55 21.7 4.15 4.26 1.95 59 534 0.2 2.00 3
313.4125.55 21.7 4.15 4.26 2.45 59 5.34 0.2 2.50 3

A FEG /onstock A4ER /4 weeks x BEVEDLEIZTIUY / upon request
@ #E5E / recommended
0 55 " HESE / alternative recommendation
- JEHELE / not suitable
/>—b [ uncoated grades
B O—F+>7f / coated grades
B OU(/%—X v [ brazed/Cermet
mmzRad BEMTE
Dimensions in mm Carbide grades
18— b 313.4120.55 & & U 313.4125.5515
S U RIE=FRARA2mmDE D F TERFIEE
Inserts 313.4120.55 and 313.4125.55
only with toolholder dimension 12 = max. 42 mm

B97




BANT SR (MEl#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=F 313

Insert
RABRS Depth of groove up to 45mm
A Width of groove 1.5-6 mm
F R Cutting edge @ 21.7mm

)]
!
ZoA R0
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds w s r too
Part number
L/313.0150.00 21.7 1.5 5.7 = 4.5
L/313.0150.01 21.7 15 5.7 0.1 4.5
L/313.0200.00 21.7 2.0 5.7 0.2 4.5
L/313.0250.00 21.7 2.5 5.7 0.2 4.5
L/313.0300.00 21.7 3.0 5.7 0.2 4.5
L/313.0350.00 21.7 35 5.7 0.2 4.5
L/313.0400.00 21.7 4.0 5.7 0.2 4.5
L/313.0500.00 21.7 5.0 5.7 0.2 4.5
L/313.0600.00 21.7 6.0 6.9 0.2 4.5

A TEEM /onstock A4ER /4 weeks x BEIVEHE I LY/ upon request
@ #E252 / recommended
0 25 " H#E8E / alternative recommendation
- JEHESE / not suitable
/>3 — /uncoated grades
J—7 %/t [ coated grades
B OU/H—Xwvb [ brazed/Cermet
mmiksg
Dimensions in mm
AR
FBANMIERS (e)05mMMETOAYH —MITERICEDTHBWIELED,
Note:
Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.

AXROER:

> — Ik 313.0600.00 :(FABEB= v VI TY,
Ordering note:

Insert 313.0600.00 with chip divider!

B98

/‘

N

o

BRI-UYTS vy
for Milling shank

217
Type

w W wwwww ww

M313

M313.ER

M313.ST

M313.M

S92 8|9

S12|8|F

A | A/A | A/A
AA | A/A
A/A | A/A
A/A | A/A | A/A
AA | A/A

AN | A/A | A/A | A/A

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

A | AJA | A/A

> TN35

>

B S
Carbide grades



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

19 —h 313 SRIAE A
Insert FILE=ILINT A

machining of aluminium —

N
RAEES Depth of groove up to 45 mm
A Width of groove 1.5-4 mm
TR Cutting edge @ 21.7 mm k )
BRI vy
- for Milling shank
3 247  M313
M313.ST
M313.M
IR £
8 | — | 3
o
P
= i n
N
e 7 = S
i T2ARYY Y
———
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds w s r t Z -
Part number N
l—
313.0150.40 21.7 15 5.7 - 45 3 A
313.0200.40 21.7 2.0 57 0.2 45 3 A
313.0250.40 21.7 2.5 5.7 0.2 4.5 3 A
313.0300.40 21.7 3.0 5.7 0.2 4.5 3 A
313.0400.40 21.7 4.0 5.7 0.2 45 3 A
A TES /onstock AGBR/4weeks x BEIVEDLEIETUY/ upon request
@ 5 / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B OU(/%—Xwh [ brazed/Cermet
mmzksg g TS
Dimensions in mm Carbide grades

B99



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

s — = -
19—k L313 oA R
Insert
— |
N

BRABERS Depth of groove up to 4.5mm

B Wwidth of groove 1.5-6 mm

baEwES Cutting edge @ 21.7 mm \ Y,

BRI-UYTS vy
for Milling shank

217 M313

Type M313.ER
M313.ST
M313.M

FS5ARYxY D

Milling shank

= EBFN—Iay

Picture = left hand cutting version
25 Ds w s r t YA
Part number
L/313.0150.00 21.7 15 57 - 4.5 3
L/313.0150.01 21.7 15 57 0.1 45 3
L/313.0200.00 21.7 2.0 5.7 0.2 45 3
L/313.0250.00 21.7 2.5 5.7 0.2 4.5 3
L/313.0300.00 21.7 3.0 5.7 0.2 4.5 3
L/313.0350.00 21.7 3.5 57 0.2 4.5 3
L/313.0400.00 21.7 4.0 5.7 0.2 4.5 3
L/313.0500.00 21.7 5.0 5.7 0.2 4.5 3
L/313.0600.00 21.7 6.0 6.9 0.2 4.5 3

A TS /onstock A4BERT/ 4weeks x BRIVEHHE I / upon request

@ H#E5E / recommended

0 25 " #£%E / alternative recommendation

- JEHESE / not suitable

/>—b [ uncoated grades

B O—F>7d / coated grades

B O/ —X v [ brazed/Cermet

mm3ixEd iBIEMTE

Dimensions in mm Carbide grades

ER:

FARMMIFEDS (tha) 0.5MMETDA Y —MITERICEDTHIGEWLET,

Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.

B100



BANT S 12 (RAHRITA) (ph HORN pi»

Groove Milling by circular interpolation

s — E| -
19—k 313 Y D
Insert
— |
N

BRABERS Depth of groove up to 45mm

RAER Width of groove up to 1mm

TR Cutting edge @ 21.7 mm k |‘ |I )

BRI-UYTS vy
for Milling shank

217 M313
M313.ST
h M313.M

t iil" _ <
it § - A P

Milling shank _ %ﬁ\}%ﬁ% dooth
. . Increased milin e
=S g.cep
Picture = right hand cutting version
B Ds w s to Z
Part number
313.0100.1.00 21.7 1 5.7 4.5 3

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OUS/H—X vk /brazed/Cermet
INEE) BEME

Dimensions in mm Carbide grades

B101



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N

19—k 313

Insert
RABRS Depth of groove up to 45mm
7J)LR Full radius 0.5-2.5mm
TR Cutting edge @ 21.7mm

BRI-UYTS vy
for Milling shank

247 M313
M313.ST
M313.M
21 % A
;— — = I
L | | I
w
A [ !
1:mam E I T '
F29A4RV% Y
Milling shank Z7J)LR
N Full radius
=HEFEN—T3>
Picture = right hand cutting version
B Ds w s r to z 0| v |
Part number o162
< L =
313.0005.10 21.7 1.0 5.7 0.5 4.5 3 A | A
313.0010.20 21.7 2.0 5.7 1.0 45 3 A | A | A
313.0014.28 21.7 2.8 5.7 14 4.5 3 A | A | 4
313.0015.30 21.7 3.0 5.7 1.5 4.5 3 A | A | 4
313.0020.40 21.7 4.0 5.7 2.0 4.5 3 A | A | 4
313.0025.50 21.7 5.0 5.7 2.5 4.5 3 A | A | 4
A TES /onstock A4BR/4weeks x BEAVEDLE T/ upon request
@ 52 / recommended
0 55 " HESE / alternative recommendation
- JEHESE / not suitable
/>—b [ uncoated grades
J—7>%/th [ coated grades
B OU/%—Xwh [ brazed/Cermet
mmIkig BEMTE
Dimensions in mm Carbide grades

B102



RE-EWODI751AMI
Milling of bores and Chamfering (I]h HORN I]tD

1=k 313 - N
Insert
RAEED & Size of chamfer 1.7-3mm i\
F 5 Cutting edge @ 21.7 mm

. 4

BRI-UYTov>y

for Milling shank
"-I & 24147 M313
I8 M313.ST
/ M313.M
tmax
2 ] }
S 1 | w
QNL_ By
Eﬁ \TSARYYUY
Milling shank
X =BBFN—ay
Picture = right hand cutting version
B E s Ds w t z o | o |y
Part number
37| 2
313.4545.00 2.15 7.1 21.7 3.0 1.7 3
313.4545.30.00 3.60 9.4 21.7 2.6 3.0 3
A TG /onstock A4BR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 25 ZH#EEE / alternative recommendation
- FJEHESE / not suitable
/>—b [ uncoated grades
B J—F>7f / coated grades
B OU/%—X v [ brazed/Cermet
mmzk50 HBIEMTE
Dimensions in mm Carbide grades

B103



BANT S (LRI A) (ph HORN pil)

Groove Milling by circular interpolation

s — E| -
19—k 613 R ™
Insert
— |
N

BRAERS Depth of groove up to 4.5mm

B Width of groove 1.5-4 mm

TR Cutting edge @ 21.7 mm \ Y,

BRI-UYTov>y

for Milling shank
247 M313
Type M313.ER
=t M313.ST
M313.M
8
?
3 Bl T 3
< et n
.
NFFIRAVv VY
Milling shank
=EBBFN—-TaY
Picture = right hand cutting version
B Ds w s r t z
Part number
613.0150.00 21.7 15 5.7 - 45 6
613.0200.00 21.7 2.0 5.7 0.2 45 6
613.0250.00 21.7 25 5.7 0.2 45 6
613.0300.00 21.7 3.0 5.7 0.2 45 6
613.0400.00 21.7 4.0 5.7 0.2 45 6
A TS /onstock A4BR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 55 #EXE / alternative recommendation
- JEHELE / not suitable
/>—b [ uncoated grades
B O—F+>7 / coated grades
B O/ H—Xvk / brazed/Cermet
mmikac g TE
Dimensions in mm Carbide grades

1 > — 1 613.0400.00(

2w VU RTARK L2 mmD b O F TEMRREE
Insert 613.0400.00
onlywithtoolholderdimensionl2=max42mm

B104



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b 613

Insert
BRABERS Depth of groove up to 4.5mm
alE Width of groove 1mm
HEFE Cutting edge @ 21.7 mm
E_
3. ! ] I = i
i i ] *
max | ‘
NTFARLx Y
Milling shank

X = ABFN—Ta>

Picture = right hand cutting version

Rl Ds w S
Part number
613.0100.1.00 21.7 1 5.7

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

f'\'r )
N J

BRI-UYTS vy
for Milling shank

217 M313
M313.ST
M313.M

_ e
increased milling depth

B E
Carbide grades

B105




IERB7 51X
Face Milling

(ph HORN i)

1o%=b 613

Insert
RATVIDIAHFEE Depth of cut up to 5.7 mm
F R Cutting edge @ 21.7mm

L

DT 5420w 0y

Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds z r to
Part number
613.PL61.62 217 6 0.2 5.7

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

B106

-

L

BRAI-UYTS vy
for Milling shank

217
Type

6.1

M313
M313.ER
M313.ST
M313.M

B E
Carbide grades



IEM751X
Face Milling

(ph HORN i)

19—k 613

Insert
RATIDIAHRE Depth of cut up to 57 mm
TR Cutting edge @ 21.7 mm

[%)]
1
\75417?&9
Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds z r to
Part number
613.PLT6.15 21.7 6 1.5 5.7

A TEER /onstock A4BEFRS /4weeks x HRIVEHELIZ I/ upon request
@ H#5E / recommended
0 55 _H#E3E / alternative recommendation
- JEHESE / not suitable
/>—b [ uncoated grades
B O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
INEE)

Dimensions in mm

-

L

BRAI-UYTS vy
for Milling shank

217
Type

M313
M313.ER
M313.ST
M313.M

6.1

B E
Carbide grades

B107




IE@M751X
Face Milling

(ph HORN i)

1o%=b 613

Insert
BRAYIDIAHRS Depth of cut up to 3.5mm
HEE Cutting edge @ 21.7mm

A .S
Milling shank

X = ABFN—T3>

Picture = right hand cutting version

250 Ds YA r a
Part number

613.0015.25 21.7 6 0.5 15°
613.0030.25 21.7 6 0.5 30°
613.0045.25 21.7 6 0.5 45°

A 7E[ES /onstock A 4B/ 4weeks x BRIVEHHEIZI LY / upon request
@ H#E5E / recommended
0 55 _#E3E / alternative recommendation
- JEHESS / not suitable
/>—b [ uncoated grades
0 O—F>7d / coated grades
B O/ —Xwvb / brazed/Cermet
mm3kag

Dimensions in mm

B108

/‘

o

BRAI-UYTS vy
for Milling shank

217
Type

11
2.3
3.5

M313
M313.ER
M313.ST
M313.M

5.7
57
5.7

B E
Carbide grades



EEOINT
Chamfering (I]h HORN I“D

19—k 613 f Y
Insert

L 4

EEX D15 Width of chamfer 2527 mm
FSRE Cutting edge @ 21.7 mm

BRAI-UYTS vy
for Milling shank

- 247  M313
Type M313.ER
i M313.ST
M313.M
-y A
% R
- .
AT,
| L w
tmax [ ==F A e
P \IFA AU Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B E s Ds w a b o z

Part number

613.1515.20 3.3 6.3 21.7 0.2 15° 2.7 0.75 6

613.2020.20 33 6.3 21.7 0.2 20° 2.7 1.00 6

613.3030.20 33 6.3 21.7 0.2 30° 2.7 1.60 6

613.4545.20 3.3 6.3 21.7 0.2 45° 2.5 2.50 6
A TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ #E353 / recommended
0 55 HEESE / alternative recommendation
- JEHERE / not suitable

/>—b / uncoated grades

B O—7r>Jf / coated grades
B OU /4 —Xwh / brazed/Cermet
mmzR5d BErTE
Dimensions in mm Carbide grades

B109




BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

1 713 ~EFER
Insert ‘]
|
N
RABRS Depth of groove up to 45mm
B Wwidth of groove 0.4-3 mm
F R Cutting edge @ 21.7mm \_ )

BRI-UYTS vy
for Milling shank

- = |
4 N » 817  M313
/ \ Type M313.ER
{ 5’ M313.ST
AT AN o) —] M313.M
.1\ e '.‘
\\ Il
2 ~
?
=
A w
tmax i g i s _ . .
'—-J ] [ T7S53A4R v
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
Bz Ds w s t Z
Part number
713.0040.00 21.7 0.4 5.9 = 2.3 12
713.0050.00 21.7 0.5 59 - 2.8 12
713.0080.00 21.7 0.8 5.9 - 4.5 12
713.0100.00 21.7 1.0 5.9 = 4.5 12
713.0150.00 21.7 1.5 5.9 = 4.5 12
713.0200.00 21.7 2.0 5.9 0.2 4.5 12
713.0250.00 21.7 2.5 59 0.2 4.5 12
713.0300.00 21.7 3.0 5.9 0.2 4.5 12

A TEER /onstock A4ERE /4 weeks x BEVEHE LTI/ upon request
@ #£32 / recommended
0 25 " HEXE / alternative recommendation
- FEHESE / not suitable
/>2—I / uncoated grades
B O—Fr>7d / coated grades
B O/ —X vk [ brazed/Cermet
mm3ikag TS

Dimensions in mm Carbide grades

B110



Face Milling

35—t 713 —
Insert -
BRAYIDIAHRS Depth of cut up to 3.5mm _ﬂﬂ:ﬂm_
HEE Cutting edge @ 21.7mm

- 4

BRAI-UYTS vy
for Milling shank

247 M313
Type M313.ER
M313.ST
M313.M
@
£
i
e |
SN IZS51RV v Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B Ds z r t s

Part number

713.PL35.15.02 21.7 12 0.2 3.5 5.9
A TEER /onstock A4BER /4weeks x HRAVEHELIZIU / upon request
@ H#5E / recommended
0 5 " HESE / alternative recommendation
- JEH#EEE / not suitable

/>—b [ uncoated grades

B O—F >/ coated grades
B O/ —Xwvh / brazed/Cermet
mmMiREd iBIEMTE
Dimensions in mm Carbide grades

B111



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

P2
Milling shank
M328/M328.ER

N—y I R)A—
Basic Holder

WFB

RO)a—1 >y R—
Screw-in cutter

M328.M

>t —

Insert

325/ 328/ 628

B112

R— [page

R—2 [page
B117,B120

R— [Page
B123

R—2 [Page
B124-B126,B129-B130

R— [Page
B131

R—2 [page
B132

~R— [page
B133



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M328

FHEZEN Milling Cutter with

EANTSAADYE— exchangeable insert
E/NT7R @28 mm~ from bore @28 mm

B113



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

T-UVT Y M328
Milling shank PERHS S

with through coolant supply

F R Cutting edge @ 24.8/27.7 mm

v v ONME: B

Material of shank: Carbide - Giving a good vibration resistance

4
1, @Ds
r ol DING535 HA
e | =,
] T | = y . \
B e\
o) N
...-E = 4 .
. W
B d L, L,
Part number
M328.0016.01A 16 100 42
M328.0016.02A 16 130 60
M328.0016.03A 16 160 85
M328.0020.01A 20 100 42
M328.0020.02A 20 130 60
M328.0020.03A 20 160 85
MO EFBEVADEI T, W.Ds\t, DFEIEA S — =D ETBRGE T,
Further sizes upon request w, Ds, t  see inserts

1o U OBEIERF b ILIMBEIZI1IR— D DR &Rz TR T S0

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

Flaaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M328... 5.14T20P T20PQ

B114

N

BRI —b

for Insert

217
Type

143
143
143
143
143
143

325
328
628

R

Form

> > > > >

mm3iksg

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

g -~ N ~
=Yy M328
Milling shank Rt
with through coolant supply
F R Cutting edge @ 24.8/27.7 mm
2w OB B
Material of shank: Carbide - Giving a good vibration resistance
L, @Ds
B = DING535 HB
‘ Pl _ — p
: =y ! = 4 |
L B 0\,
x! ’ &Il B 9y N == f
“'El = -
- DIN6535HE
— 'ch-l
E |Q
B d L, L,
Part number
M328.0016.01B 16 100 42
M328.0016.02B 16 130 60
M328.0016.03B 16 160 85
M328.0020.01B 20 100 42
M328.0020.02B 20 130 60
M328.0020.03B 20 160 85
M328.0016.01E 16 100 42
M328.0016.02E 16 130 60
M328.0016.03E 16 160 85
M328.0020.01E 20 100 42
M328.0020.02E 20 130 60
M328.0020.03E 20 160 85
MO EFBEVADEIZ T, W.Ds.t_ DA U — b R— D E BRI,
Further sizes upon request w, Ds, t _ see inserts
L DBEERN ML I MEIFIIIR— D LIS ATERIE SRR TS0,
For torque specification of the screw, please see Technical Instructions.
Fitps
Spare Parts
SRl P2/ 072 07274 1M FLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M328... 5.14T20P T20PQ

N

s

BT — b

for Insert

217
Type

143
143
143
143
143
143
143
14.3
143
14.3
143
143

R

Form

o

m rm m m m m W O W W W

mm3iksg

Dimensions in mm

B115



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

N L M328
Milling shank R
with through coolant supply
FHEE Cutting edge @ 28 mm

2w Y UME: B

Material of shank: Carbide - Giving a good vibration resistance

- DIN6535 HA
-y LIINDO9I A
(O] .
S |
1 1 H A S
[1+]
=
Tillw
1
DIN6535 HB
[ : | 3l
e e R
[ B._.@__'
Rl d l, L,
Part number
M328.0909.01A * 9 120 -
M328.0912.01A 12 100 32
M328.0912.01B 12 100 32

MOTEIFEBNEHELTE IV,

Further sizes upon request

* =B L

* = no through coolant supply!

WA Ds\tmax@ﬂ"}ﬂaﬁ’r = R=UE BRI,
w, Ds, t  see inserts

13 L OWIERF b IL I BEIFIIIR— DL BER M ER A TR T S W,

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

T {imaBan

Spare Parts
Sl M2/ 02 72/ 1M FILOZALF
Milling shank Clamping Screw | TORX PLUS® Wrench
M328... 5.14T20P T20PQ

B116

N

BRI —k
for Insert
247 328
EER
for inserts with increased
milling depth
d FoAR
Form
9 A
9 A
9 B
mmzk

Dimensions in mm




BIFIR[IEHITFM1R
Groove Milling / Face Milling (I]h SECIN I]h)

T-UYGoeY M328
Milling shank

JLYrAABAF—ILITZA RS v
Cylindrical steel milling shank for collets

CNChelgBARm s v> o

with cylindrical shank for CNC-lathes .
A —

50 @Ds for Insert

DIN1835 A

e S17 325
© I.\ ‘\_ } Type 328
S| | @ ‘ 628

DIN1835 A DIN1835 B
E _\_/_/7 1
-] | -pi | ©
F‘U e e e o =3
(O] A2 |y B1/B2 O,
&
El H
W
l, |
| — 1 —

2 d ! L d, TR

Part number Form

M328.ST12.01A 12 70 - 14 Al

M328.ST13.01A 13 70 - 14 Al

M328.5T12.2.01A 12 70 20 9 A2

M328.ST16.01A 16 90 36 14 A2

M328.5ST20.01A 20 100 36 14 A2

M328.ST12.01B 12 70 - 14 Bl

M328.5T12.2.01B 12 70 20 9 B2
MOTEFEBNEHELTES L, WiDst, DTEIRA T —hR—DETBRET L, mmRad
Further sizes upon request w, Ds, t  see inserts Dimensions in mm
ER:
M328.ST12.2.01A. M328.ST13.2.01A (ZFER 1 > — b DERANETEET T,
Note:

Milling shanks M328.ST12.2.01A and M328.ST13.2.01A are usable for inserts with increased milling depth!
12U OBIEMT b ILIEIFIIIR— LIS ER 2 CHER TS,

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

Flaaham

Spare Parts
SLalV 2 D2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M328... 5.14T20P T20PQ

B117



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

Sl 2/ P2 7274
Milling shank

M328.ER

ALy bFryoBI—1)>0 %> (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefEFRERT —/\—1T#%
with ER taper for CNC-lathes

n

@12,7

Bt

Part number

M328.ER20.02
M328.ER25.02
M328.ER32.02

MOTEIZEBNEHELTE IV,

Further sizes upon request

EXEOER:

4

D | =]
Q
K
o |
(sn)
d !
20 35
25 35
32 35

wiDs.t DTEFA 2 —bR—=I % TERRBEE L,

max

w, Ds, t  see inserts

OMTFYMIFIINA—ICHBLTVEE A AEIEIET L,

Ordering note:

Clamping nut is not combined with milling shank - separate order required!
L DBERT ML I MEIFIIIR— LSRR ATERIE TR TS0,

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

Fimahom

Spare Parts
SRl M2/ 522 07274
Milling shank
M328...

B118

FLOZLVF

Clamping Screw | TORX PLUS® Wrench
5.14T20P T20PQ

d

1

14
14
14

' N\
< o/
R —k
for Insert
247 325
628
WOMIT Y b
Clamping nut
ER20.6499/ERM20.6499
ER25.6499
ER32.6499
mmR50

Dimensions in mm



IEA7 51X
Face Milling (I]h SECIN I]h)

S b2 0% M328.ER r D
Milling shank

JLybFryIRAI—1)>2T w2 2(DIN ISO 15488) m | i i |] ”I

Milling shanks for collet chucks DIN ISO 15488

< J
NChefEFRERT —/\—1T#%
with ER taper for CNC-lathes .
WA —K
for Insert
2147 325
628
ik d L, d, O b
Part number Clamping nut
M328.ER25.16.01 25 21.7 15 ER25.6499
M328.ER32.16.01 32 21.7 20 ER32.6499
HOTEFBEVEDEIZ T, t BEUDsIEA T —hR—IETBRIET L, mmEaD
Further sizes upon request t..c @nd Ds see inserts Dimensions in mm
EXROER:

EOMTFYMERILZ—ICHBLTVWEE Ao AIEIEXLTET L,
Ordering note:

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

12 L OBEERA B IL 7 BIFIIIR— D ERMER % CHERT IV,

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

Flmaham

Spare Parts
SLalV 2 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M328... 5.14T20P T20PQ

B119



BISAR[IEEETFMR

Groove Milling / Fa

ce Milling

(ph HORN i)

SEalV %/ D2 047/
Milling shank

M328 o

dLwhEBEAE I 1Ry >y

Cylindrical carbide shank for collets

CNChresg MBS v> v

-

e

BRI —H

with cylindrical shank for CNC-lathes
for Insert
DIN6535 HA _@Ds (L
| Type
4 g
= Q
i : ‘tmax
1
5 d )
Part number
M328.0016.D.00A 16 80
M328.0020.D.00A 20 80

HOTEIEBVEHEIZE L,

Further sizes upon request

tm

a;

t  BEUDs IEA U —hR—I%ETBRIET L,
. and Ds see inserts

13 L OWIEMA b IL I BIFI1IIR— DL BER M E R A CHEFR T S W

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

Fimahon

Spare Parts
SRl P27 522 07274
Milling shank
M328...

B120

hi FLOZXLF
Clamping Screw | TORX PLUS® Wrench

5.14T20P

T20PQ

mm3ik3sg

Dimensions in mm



BANT S X (Fil#REMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

RO a—1 >Ny RA—RARX—ryI7R) L2 — WFB.20
Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDFEEBEBVEDEET L,

Further sizes upon request

Bz )

WERO)a—1>hya—
for Screw-in cutter

217 M306.MO08L...
M311.M081...
M313.M081...
M328.M081...
M332.M081...

30
mm3k5g

Dimensions in mm

B121



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

2O a—1 Ny - M328.M -

Screw-in cutter

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20 k

WA —
for Insert
24147 325
628
B L, L, L, d, SW
Part number
M328.M081.01 37 15 25 14.3 13
HOTEFEEVADEI IV, W.Ds\t,, DA S — b R— D% CBRE I, mmzxad
Further sizes upon request w, Ds, t _ see inserts Dimensions in mm

L OBEMN B IL7MEIFIILR— DU EE M ER Z CHEERT I,
For torque specifipation of the screw, please see Technical Instructions.
WFB.20R 74 75—

Basic shank ,,WFB.20“

F{iwgban

Spare Parts
AoVa—1>hys— hL FMLOZL>F
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M328.M081.01 5.14T20P T20PQ

B122



INIMII751R
Milling of bores

(ph HORN i)

1o%=b 325

Insert
BRAERS Depth of groove up to 5mm
H R Cutting edge @ 24.8mm

W0,02
|=|
S

" ;
L TSAR% Y
Milling shank

X = ABFN—T3>

Picture = right hand cutting version

Rl Ds w S r
Part number
325.0350.52 24.8 35 5.7 0.2

A FER /onstock A4BR/4weeks x BRAVEDLHEIZT U/ upon request
@ 52 / recommended
0 %5 " #E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OU/H—X vk /brazed/Cermet
INEE)
Dimensions in mm
MOTEIEBBVEHETEI L,

Further sizes upon request

<

BRAI-UYTS vy
for Milling shank

217
Type

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

B E
Carbide grades

B123



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

-~ - -
%l 8 328 I A
Insert
i N
RABRS Depth of groove up to 6.5 mm
A Width of groove 2-10 mm
TR Cutting edge @ 27.7 mm k )
BRI vy
*A T for Milling shank
//
2447 M328
A i Type  MB328.ER
M328.ST
M328.M
M332.M
S_ |
[=]
5
= wn
|
\Z54Rvv vy
Milling shank
X = BBFN—ay
Picture = right hand cutting version
B Ds W s r to z 0 | v
Part number 5| =
< (=
328.0200.00 27.7 2.0 5.7 0.2 6.5 3 A | A
328.0250.00 271.7 25 5.7 0.2 6.5 3 A | A
328.0300.00 271.7 3.0 5.7 0.2 6.5 3 A | A
328.0350.00 21.7 35 5.7 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 5.7 0.2 6.5 3 A | A
328.0600.00 271.7 6.0 7.0 0.2 6.5 3 A | A
328.1000.00 271.7 10.0 10.0 0.2 6.5 3 A | A
A TEG /onstock A4BR /4weeks x BEIVEDLEIETUY/ upon request
@ H£2E / recommended
0 55 HELE / alternative recommendation
- FEHESE / not suitable
/>— / uncoated grades
d—7+>%m / coated grades
Bl OUF/H—Xwh / brazed/Cermet
mmRad MOTEFBBNEHETZS L, B TE
Dimensions in mm Further sizes upon request Carbide grades
AR
FBARMIRS (tmay) 0.5MMETO A H —MEITERICEDTHIEWZLE T,
Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.

B124



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

12—k 328 TR

Insert FILZ =Y LINIH

machining of aluminium —

N
RABRS Depth of groove up to 6.5 mm
A Width of groove 2.5-4mm
TR Cutting edge @ 27.7 mm k )
BRI vy
*A . i for Milling shank
//
' 217 M328
A i Type  M328.ER
M328.5T
M328.M
M332.M
| < A
g1 N\ '
[=]
¥
= "
1 F\dm.‘./u_/
u max \7 FGARN D
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B Ds W s r t z -
Part number N
l—
328.0250.40 27.7 2.5 5.7 0.2 6.5 3 A
328.0300.40 21.7 3.0 57 0.2 6.5 3 A
328.0350.40 27.7 3.5 5.7 0.2 6.5 3 A
328.0400.40 27.7 4.0 5.7 0.2 6.5 3 A
A TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ H#5E / recommended
0 Z5 " HESE / alternative recommendation
- JEHESE / not suitable
/>—b / uncoated grades
J—F % [ coated grades
B O3/ —X v [ brazed/Cermet
mmzRad BN TE
Dimensions in mm Carbide grades

HOTAEIFBEVEHOE TV
Further sizes upon request

3 N

FRMIRS (tnay) 0.5MMIZD A > — I TERICEDTHIGW L ET,

Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N — i c
%l 8 328 I A
Insert

— |
N

BRABERS Depth of groove up to 5mm

b1 Width of groove 0.82 mm

F R Cutting edge @ 27.7mm k )

BRI-UYTS vy
for Milling shank

24147 M328
Type M328.ER
M328.8T
M328.M
M332.M
A
8 | | -
< | ] |
= [ »|
\7542&7)7
Milling shank
X = BBFN—ay
Picture = right hand cutting version
B Ds W s t z
Part number
328.0082.1.00 2717 0.82 5.7 5 3
A XS /onstock A4BERT / 4weeks x BRIVEHHE T / upon request
@ H#5E / recommended
0 5 " HESE / alternative recommendation
- JEH#EEE / not suitable
/>—hb [ uncoated grades
J—7 > [ coated grades
B O/ —Xwvh / brazed/Cermet
mmiREd FBIEMTE
Dimensions in mm Carbide grades
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BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

IS
19—} 328
Insert
BRABERS Depth of groove up to 9.3 mm
B Width of groove 1.1-2.5mm
TR Cutting edge @ 28 mm
/!
g Y A
2 [ l L1311
L < . »
t e Z |
\75122%20
Milling shank
=EBBFN—-CaY
Picture = right hand cutting version
B Ds w s r
Part number
328.0110.2.00 28 1.10 5.7 0.20
328.0120.2.00 28 1.20 5.7 0.20
328.0132.2.00 28 1.32 5.7 0.15
328.0150.2.00 28 1.50 5.7 0.20
328.0160.2.00 28 1.60 5.7 0.20
328.0200.2.00 28 2.00 5.7 0.20
328.0250.2.00 28 2.50 5.7 0.20

A TEEM /onstock A4ERE /4 weeks x BEWVEHE I LY/ upon request
@ H#5E / recommended
0 55 " H#E2E / alternative recommendation
- JEHESE / not suitable
/>— [ uncoated grades
J—7 % / coated grades
B O3/ —X vk [ brazed/Cermet
mm3iksg

Dimensions in mm

/‘

)\

N

o

BRI-UYTS vy
for Milling shank

217 M328
M328.ST
M328.M
M332.M

9.3
9.3
9.3
9.3
9.3
9.3
9.3

L

1N /- }Eﬁ
increased milling depth

w W w w w w w

AS45
TI25
TN35

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

> > > >

g TR
Carbide grades

B127



RE-ENDI7S5TXMI
Milling of bores and Chamfering

(ph HORN i)

1o%=b 328

Insert
BRAMEED & Size of chamfer up to
H R Cutting edge @
! &
A
tn =
0 =
Q =
L~
~ 4
L
!
38 ///:- ‘ I
) ' Nl o
= Wi |\ | : | |
e Gl e - X <
S S 2 2RI
= Milling shank
=ABFN-Tav
Picture = right hand cutting version
B E s Ds
Part number
328.4545.35.00 3.8 10.2 27.7

A FER /onstock A4BRT/4weeks x BRAVEDLEIEET U/ upon request
@ 52 / recommended
0 %5 _#E3E / alternative recommendation
- JEHESS / not suitable
/>—hb [ uncoated grades
0 O—F>7d / coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

B128

3.5mm
27.7 mm

2.6

-~

.

/ )

I

BRI-UYTS vy
for Milling shank

BT

Type

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

B R
Carbide grades



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=F 628

Insert
BRABERS Depth of groove up to 6.5mm
BEONSENE Nw Width of circlip Nw 1.3-2.65mm
TR Cutting edge @ 27.7mm

Y =21y FHEDINATL/AT2EERL, - > — bIE2.65mmIEFBHtHk

Widths for circlip grooves DIN 471/472, from width of groove 2.65 mm toothing with cross-cut

@
(] L
|
! g
%]
| o S = e .
tmaxi ! ‘\77"1’7\7"(’./7
Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Nw w
Part number
628.0130.00 27.7 1.30 141
628.0160.00 27.7 1.60 1.71
628.0185.00 27.7 1.85 1.96
628.0215.00 27.7 2.15 2.26
628.0265.00 27.7 2.65 2.76

A TG /onstock A4BR/4weeks x BEIVEDLEFET U/ upon request
@ 5 / recommended
0 Z5 " H#EEE / alternative recommendation
- FEHESE / not suitable
/>3—b / uncoated grades
d—7+>%m / coated grades
B O/ H—X vk / brazed/Cermet
mm3iRag

Dimensions in mm

6.1
6.1
6.1
6.1
6.1

anAD N

N J

BRI-UYTS vy
for Milling shank

2447 M328
M328.ST
M328.M
M332.M
r t VA
max g g
< =
= 6.5 6 A | A
= 6.5 6 A A
0.2 6.5 6 A | A
0.2 6.5 6 A | A
0.2 6.5 6 A | A

B E
Carbide grades

B129



BANT SR (ME#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=F 628

Insert
RABRS Depth of groove up to 6.5mm
A Width of groove 2.5-4mm
F R Cutting edge @ 27.7mm

A > — FE2.5mmI HIETF BT HER

from width of groove 2.5 mm toothing with cross-cut

INE . m:

e NS4l
max -

- Milling shank

W+0 02
i
N DS

=

X = ABFN—Ta>

Picture = right hand cutting version

B Ds w s r
Part number

628.0250.00 21.7 2.5 6.1 0.2
628.0300.00 21.7 3.0 6.1 0.2
628.0350.00 21.7 35 6.1 0.2
628.0400.00 27.7 4.0 6.1 0.2

A TES /onstock A4/ 4weeks x BEIVEDLE T/ upon request
@ #E3E / recommended
0 55 " H#E2E / alternative recommendation
- FEHESE / not suitable
/>—b / uncoated grades
d—7 % / coated grades
BN O/ —X vk [ brazed/Cermet
mmz&3sc
Dimensions in mm
ER:
FBARIIRS (tnax) 0.5MMETOA > H —MMETERICEDTHIGWZLET,
Note:

Inserts for widths of groove tmax down to 0.5 mm can be delivered with reduced depth upon request.

>4 — b 628.0400.0013F

S U RIE=RKA2mmOH D F THEADTEE
Insert 628.0400.00

only with toolholder dimension 12 = max. 42 mm

B130

BRI-UYTS vy
for Milling shank

BT

/_

N

o

Type

6.5
6.5
6.5
6.5

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

D O OO O

> > » > AS45
TH35
TI25

> > > >

g TR
Carbide grades



A)ya—=hy 32— (ph HORN il)

Slot Milling

‘ — - -,
19—k 628 TR 2
Insert

BRNBRS Depth of groove up to 9.3 mm

b1 Width of groove 1-2.5mm j

TR Cutting edge @ 28 mm )

1 2 — ME2AmmBL EIETF BRI LR
from width of groove 2.4 mm toothing with cross-cut . _ .
BRIV vy

- for Milling shank

2147 M328
M328.ST
M328.M
M332.M
P A
: ] |
= . Y

| \Z31Z¥v>Y

t max___
= T Milling shank .
i 7:;; |)|EH depth
. . Increased milin e
R = ABF/—Uay gcep
Picture = right hand cutting version
B Ds W s r to z 0 |
Part number o | &
< [—
628.0100.2.00 28.0 1.0 6.1 - 9.3 6 A
628.0120.2.00 28.0 1.2 6.1 0.2 9.3 6 A
628.0150.2.00 28.0 15 6.1 0.2 9.3 6 A | A
628.0160.2.00 28.0 1.6 6.1 0.2 9.3 6 A A
628.0200.2.00 28.0 2.0 6.1 0.2 9.3 6 A | A
628.0240.2.00 28.0 2.4 6.1 0.2 9.3 6 A | A
628.0250.2.00 271.7 2.5 6.1 0.2 9.3 6 A | A
A TEM /onstock A4ER /4 weeks x BEWVEDLE TV / upon request
@ HEXE / recommended
0 B5 " HESE / alternative recommendation
- JEHELE / not suitable
/>—b [ uncoated grades
J—F % / coated grades
BN O/ — Xy [ brazed/Cermet
mmzRad BErTE
Dimensions in mm Carbide grades

B131



IE@m751X
Face Milling

(ph HORN i)

19—k 628

Insert
RATVIDIAHFEE Depth of cut up to
F R Cutting edge @

RCNH
Helical teeth

U S54z0vu

Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Z r
Part number
628.PL61.62 27.7 6 0.2

A FES /onstock A4BRT/4weeks x BREAWVEDLEIZET U/ upon request
@ 52 / recommended
0 55 _H#E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
B O—F >/ coated grades
B OUS/H—X vk /brazed/Cermet
INEE)

Dimensions in mm

B132

57mm
27.7 mm

-

L

BRAI-UYTS vy
for Milling shank

217
Type

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

6.1

B E
Carbide grades



EEOIT
Chamfering (I]h HORN I]tD

1=k 628 s N

Insert

L 4

BOAHEEND & Width of chamfer 2.8mm
H R Cutting edge @ 27.7mm

BRAI-UYTS vy
for Milling shank

2147 M328
Type M328.ER
i M328.ST
M328.M
M332.M
N
i %
\ISARYY Y
Milling shank

=ABFN-Tav
Picture = right hand cutting version

B E s Ds w a b t z

Part number

628.1515.20 3.2 6.3 20.7 0.2 15° 2.8 0.75 6

628.2020.20 3.2 6.3 27.7 0.2 20° 2.8 1.00 6

628.3030.20 3.2 6.3 27.7 0.2 30° 2.8 1.60 6

628.4545.20 3.2 6.3 27.7 0.2 45° 2.8 2.80 6
A TES /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ #E353 / recommended
0 55 _HEEE / alternative recommendation
- JEHERE / not suitable

/>—b [ uncoated grades

B O—F >/ coated grades
BN OUF/H—Xwh / brazed/Cermet
mmRad BErTE
Dimensions in mm Carbide grades

B133



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

P2
Milling shank
M332/M332.ER

N—yIR)A—
Basic Holder

WFB

ROa—">hyR—
Screw-in cutter

M332.M

1> —h
Insert

332/632/636/932

B134

R— [page
B136, B138-B139

~R— [Page
B142,B145,B147,B149

i
E l‘-J
R—2 [Page

B143, B146,B148

77 )

R— [Page
B144



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M332

F RN Milling Cutter with
BANTISARAYHE— exchangeable insert

B/NFIE @32 mm~ from bore @ 32 mm

B135



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

T-UVT Y M332
Milling shank PERHS S

with through coolant supply

F) 4 A% Cutting edge @ 31.7mm

v v ONME: B

Material of shank: Carbide - Giving a good vibration resistance

WA —
for Insert
I 1
- i - 2147 332
2 | IlDIN6535 HA Type ggé
L ! ' R 932
| — | -
W‘ E; JX A S
| b
s | UI
w E Q DING535 HB
- .
=== e
- — —— — i — . — -DU‘
B Q
=EBFN—-CaY
Picture = right hand cutting version
2 d l L d, R
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
HOTEEBEVADE T, W.Ds.t_ DA U — b R— D E BRI, mmsa
Further sizes upon request w, Ds, t _ see inserts Dimensions in mm

AL OBWIEMT ML IEIFI1IR— D L& E R = TR T S0,

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

Flaaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M332... 5.17T20P T20PQ

B136



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

= -~ N .
S=V2T%0 M332 R
Milling shank R
with through coolant supply
H R Cutting edge @ 31.7mm
4
2w OB B
Material of shank: Carbide - Giving a good vibration resistance .
WA Y —
for Insert
2147 332
l, _ Type 632
| 636
2 -— 939
BF DIN6535 HA e .
i ' = ._.'. i hY \.‘I 0
| = - L O
o i
7 g (@S
WJ:L_{ O P
oF
N
for inserts with increased
o milling depth
=ABFN-Tav
Picture = right hand cutting version
Bzt d ) L d PR
Part number Form
M332.0012.2.01A 12 100 32 11 A
M332.0016.2.01A 16 100 32 11 A
MOTERFEBNEHELTES L, We Ds\tmax@‘ﬂ'fﬂi’l’\/ﬂ— A=V CBRET L, mmRad
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

13 L OWIERA b IL I BIFI1I1R— VLR MTE R CHERR T S W

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

Flmaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M332... 5.17T20P T20PQ

B137



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

S=U2T%0

Milling shank

OLYhEEBRF—ILITSA AT

Cylindrical steel milling shank for collets

M332

sl ~—
- IZ -
1 il DIN1835 A
" Q \
He 1 A
- £
A - DIN1835 B
%l
e e | -
=ABFN—-Tav
Picture = right hand cutting version
5 d L
Part number
M332.ST12.2.01A 12 70
M332.ST13.2.01A 13 70
M332.ST16.01A 16 90
M332.ST20.01A 20 100
M332.ST12.2.01B 12 70

DT EBBEVADEEE L,

Further sizes upon request

AR

M332.ST12.2.01A. M332.ST12.2.01B. M332.ST13.2.01A(FFER > — bOERHARETT,

Note:

W.Ds\t, D EIEA I — hR—DETBRGES L,

w, Ds, t  see inserts

[

2

25
25
36
36
25

.

BRI —b

for Insert

217
Type

11.0
11.0
14.3
143
11.0

332
632
636
932

Milling shanks M332.ST12.2.01A, M332.ST12.2.01B and M332.ST13.2.01A are usable for inserts with increased milling depth!
1o U OBEMN bV BIFIIIR— VL& R 2 CHER TS,

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

Fimahon

Spare Parts
SRl P2/ 072 07274
Milling shank
M332...

B138

fat

Clamping Screw
5.17T20P

MLORLF
TORX PLUS® Wrench

T20PQ

R

Form

@ > > >

mmikag

Dimensions in mm



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

SN M332.ER

Milling shank
JLybhFvyIRI—1>T w22 (DIN ISO 15488)
Milling shanks for collet chucks DIN ISO 15488

NChefEFERT —/\—1T#%
with ER taper for CNC-lathes

-—

od,
—

‘max ™

[T

12,6

X = ABFN—Ta>

Picture = right hand cutting version

Bzt d , d

Part number
M332.ER20.02 20 35 14.3

HOTEFIEBLEHETIZEL, WiDs.t  DFEIFA > —bR=IFTERTET,

max

Further sizes upon request w, Ds, t_ see inserts
ANEDER:

WORTFTYMITRILA—ITHBLTVWEE Ao BIRIAENLIEI L,
Ordering note:

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

12 L OBEERA b IL 7 BEIFIIIR— DL ERMER % CHRT IV,

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

Flmaham

Spare Parts
SLalV B2 2 072/ Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M332.ER20.02 5.17T20P T20PQ

BRI —H

for Insert

217 332
636
932

DT v b
Clamping nut

ER20.6499/ERM20.6499
mmiksg

Dimensions in mm

B139



BANT S X (Fil#REMIAE)

Groove Milling by circular interpolation

(ph HORN i)

R=y RIS — WFB

Basic Holder

RO a—1 >Ny RA—RARX—ryI7R) L2 — WFB.20
Basic holder WFB.20 for screw-in cutter

Part number
WFB.2012.M081.01

HDFEEBEBVEDEET L,

Further sizes upon request

Bz )

B140

WERO)a—1>hya—
for Screw-in cutter

217 M306.MO08L...
M313.M081...
M328.M081...
M332.M081...
M311.M081...

30
mm3k5g

Dimensions in mm



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

2O a—1 Ny - M332.M -

Screw-in cutter

WFB.20H 7R 742 —
Screw-in Cutter for basic holder type WFB.20 k

WA —
for Insert
247 628
632
932
i
w
G I
Q
L
x ']
~LE w
B L, L, L, d, SW
Part number
M332.M081.01 37 15 25 14.3 13
HOTEFEEVADEI IV, WD\t DA S — b R— D% CBRE I, mmzxas
Further sizes upon request w, Ds, t  see inserts Dimensions in mm

L OBEMN B IL7EIFZIILIR— DM EE M ER Z CHEERT I,
For torque specification of the screw, please see Technical Instructions.
WFB.20R 74 72—

Basic shank ,,WFB.20“

Fiwgban

Spare Parts
AoVa—1>hys— hL FMLOZL>F
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M332.M081.01 5.17T20P T20PQ

B141



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

s — = -
19—k 332 I D
Insert
— |
N

BRABERS Depth of groove up to 8.3 mm

TBIE Width of groove 2-4 mm

TR Cutting edge @ 31.7 mm k Y,

BRI-UYTov>y

| for Milling shank
247 M332.M
Type M332
a M332.ST
Q M332.ER
|
1
|
T2ARLY Y
Milling shank
X =aBFN—a>
Picture = right hand cutting version
B Ds W s r t z
Part number
332.0200.00 31.7 2.0 5.7 0.2 83 3
332.0250.00 31.7 2.5 57 0.2 83 3
332.0300.00 31.7 3.0 5.7 0.2 8.3 3
332.0350.00 31.7 35 57 0.2 8.3 3
332.0400.00 31.7 4.0 5.7 0.2 8.3 3
A TES /onstock A4GBR/4weeks x BEIVEDLEIET U/ upon request
@ H#E5E / recommended
0 55 #EXE / alternative recommendation
- JEHELE / not suitable
/>—b [ uncoated grades
B O—F+>7 / coated grades
B O/ Y —X vk / brazed/Cermet
INE g TS
Dimensions in mm Carbide grades

B142



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert

RAERS
B
Rt

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

332.0150.2.00
332.0160.2.00
332.0200.2.00
332.0250.2.00
332.0300.2.00

A TES /onstock A4GBR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—h / uncoated grades
d—7+>%m / coated grades
B O/ Y —X vk / brazed/Cermet

mm3iRag

Dimensions in mm

332

Depth of groove up to 10 mm
Width of groove 1.5-3mm
Cutting edge @ 31.7mm
I —
X
Y ]
A
110!
. i e
eBea oo
e \ISL ALY
Milling shank
Ds w S r
317 15 5.7 0.2
31.7 1.6 57 0.2
31.7 2.0 5.7 0.2
31.7 2.5 5.7 0.2
31.7 3.0 5.7 0.2

/‘

)\

N

o

BRI-UYTS vy
for Milling shank

217
Type

M332.0012.2.01A
M332.0016.2.01A
M332.ST12.2.01A
M332.5T12.2.01B

L

1N /- }EH
increased milling depth

10
10
10
10
10

w W w w w

TI25

» » » > > AS45

> > > > >

B E
Carbide grades

B143



AE-EWMDI7S1MI (ph HORN pil)

Milling of bores and Chamfering

1=k 332 - N
Insert
RAMEED & Size of chamfer up to 3.5mm i\
H IR Cutting edge @ 31.7mm \ J

BRI-UYTS vy
for Milling shank

247 M332
M332.ST
% M332.M
S 1 | y
2 I n
i | |
i '
O L N\ T4 RS vy
' ! Milling shank
=ABFN—-Tav
Picture = right hand cutting version
B E s Ds W o z
Part number
332.4545.35.00 4.25 10.6 31.7 2.6 3.5 3
A FEG /onstock A4BER /4weeks x BEIVEDLEIZTIUY/ upon request
@ #£52 / recommended
0 5 " HESE / alternative recommendation
- JEH#EEE / not suitable
/>—hb [ uncoated grades
0 O—F >/ coated grades
B O/ —Xwb / brazed/Cermet
mmiREd HBIEMTE
Dimensions in mm Carbide grades

B144



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N q -
1=k 632 I A
Insert
i N
RABRS Depth of groove up to 8.3 mm
A Width of groove 2-4 mm
TR Cutting edge @ 31.7 mm k )
BRI vy
for Milling shank
247 M332
M332.ST
M332.M
1 4% A
o !
= .3 :
2 [ |
Sir ¢ _ ‘”i
max [T \ 55 0 2 S0 U
Milling shank
X = BBFN—ay
Picture = right hand cutting version
B Ds w s r to z 0 | v
Part number P 3
< =
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 TEG /onstock A4/ 4weeks x BEIVEDLE T/ upon request
@ HEXE / recommended
0 Z5 " HESE / alternative recommendation
- FEHESE / not suitable
/>—b / uncoated grades
J—F % [ coated grades
B O3/ —X v [ brazed/Cermet
mmzRad BN TE
Dimensions in mm Carbide grades

B145



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

> — - -
1=k 632 IR A
Insert
- |
N

RABRS Depth of groove up to 10 mm

b1 Width of groove 1-3mm

F R Cutting edge @ 3L.7mm k |‘ |I )

BRI-UYTov>y

*A 7 _ ] for Milling shank
NS\ ®

247 M332.0012.2.01A
Type  M332.00162.01A
M332.5T12.2.01A
M332.5T12.2.01B

N A
= |
=, T S T
LR ] i
. e—n
| e, | 75120005
Milling shank
i /:;/ |)|EH depth
. . Increased milin e
= ABFEA—Da> g.aep
Picture = right hand cutting version
B Ds w s r to z 0 | v
Part number P :(r
< =
632.0100.2.00 31.7 1.0 6.1 - 10 6 A
632.0120.2.00 31.7 1.2 6.1 0.1 10 6 A
632.0150.2.00 31.7 15 6.1 0.2 10 6 A | A
632.0160.2.00 31.7 1.6 6.1 0.2 10 6 A A
632.0200.2.00 31.7 2.0 6.1 0.2 10 6 A | A
632.0250.2.00 31.7 2.5 6.1 0.2 10 6 A | A
632.0300.2.00 31.7 3.0 6.1 0.2 10 6 A | A
A TEEM /onstock A4ERE /4 weeks x BEVEHE I/ upon request
@ HEXE / recommended
0 B5 " HESBE / alternative recommendation
- JEHELE / not suitable
/>— [ uncoated grades
J—7 % / coated grades
B O/ —Xwhk [ brazed/Cermet
mmzRsd B TE
Dimensions in mm Carbide grades

B146



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

N q -
15—k 636 R )
Insert

N

RABRS Depth of groove up to 10.2 mm

A Width of groove 1.5-3mm

TR Cutting edge @ 35.7mm k |‘ |I )

BRI vy
F for Milling shank
T 247 M332
I,| Type M332.ST
[= i M332.M
nl. M332.ER
|'
=
g
2
max
\2 T4 RV
Milling shank
X = BBFN—ay
Picture = right hand cutting version
B Ds W s r to z 0 | v
Part number P 3
< =
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 TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ HEXE / recommended
0 Z5 " HESE / alternative recommendation
- FEHESE / not suitable

/>—b / uncoated grades

J—F % [ coated grades
B O/ —Xwh [ brazed/Cermet
mmiRad iBrEMTE
Dimensions in mm Carbide grades
ER:

U DRy RS — N0 d B SRR S W, (0, =11)
Note:

Please consider pocket seat @ d1 of the miling shank!

B147



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

S q -
15—k 636 R )
Insert

N

BRABERS Depth of groove up to 12 mm

U] Width of groove 1.1-2.5mm

TR Cutting edge @ 35.7mm k |‘ |I )

BRI -U>ISv>y
F for Milling shank
T 247 M332.0012.2.01A
I Type  M332.00162.01A
Hih M332.5T12.2.01A
il & M332.ST12.2.01B
|'
=
g
2
max
\T LRI %Y
Milling shank
i /:;/ I}lEH depth
. . Increased milin e
B = GEEA—Uay Ly
Picture = right hand cutting version
B Ds w s r to z 0 | v
Part number & 3
< =
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 TES /onstock A4GBR/4weeks x BEIVEDLEIET U/ upon request
@ 5 / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable

/>3—h / uncoated grades

d—7+>%m / coated grades
B OU/%—X v [ brazed/Cermet
mmz50 B TE
Dimensions in mm Carbide grades
ERR:

STy DRIy — b TEG d SRS TV (B d =11)
Note:

Please consider pocket seat @ d1 of the miling shank!
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BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

1o%=b

Insert
RARBRS Depth of groove up to
AR Width of groove
F R Cutting edge @

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

932.0200.00
932.0250.00
932.0300.00
932.0400.00

932

\Z2F1ARTv Y

Ds

31.7
31.7
31.7
31.7

Milling shank

2.0
2.5
3.0
4.0

6.1
6.1
6.1
6.1

A TEG /onstock A4BR /4weeks x BEIVEDLE T/ upon request

@ H#5E / recommended
0 55 " H#E2E / alternative recommendation
- FEHESE / not suitable
/>—b / uncoated grades
J—F % [ coated grades
B O/ —Xwh [ brazed/Cermet
mm3ik3ag

Dimensions in mm

/‘

N

8.3 mm
2-4 mm

31.7mm k

BRI-UYTS vy
for Milling shank

217
Type
r tmax
0.2 8.3
0.2 8.3
0.2 8.3
0.2 8.3

M332
M332.ST
M332.M
M332.ER

©O© O O O

AS45

> > > >

g TR
Carbide grades
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

SO % %
Milling shank
M335

A A — 1

Insert

335

B150



BANT A (FELFHRINTA) (ph HORN pil)

Groove Milling by circular interpolation

M335

H s Milling shank with
EANTSAAHYE— exchangeable insert

2/N\FRE @28 mm~ from bore @ 35 mm

B151



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

T=USTIeY M335
Milling shank PERHS S
with through coolant supply
H R Cutting edge @ 34.7mm

v v OME: B

Material of shank: Carbide - Giving a good vibration resistance

| .|2 -
s ] =1 DINB535 HA
Bt
U %j
i \__E&I e e e s e el T 4
i adls
i | 1
=g
Q| DIN6535 HB
LA I G- DIN6535 HE
Edih L il -
e | e
B |& | E | o
=EBFN—-CaY
Picture = right hand cutting version
Bi50 d [, 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

HOTEIEBLEHETIZEL,

Further sizes upon request

w.Ds.t

max
w, Ds, t  see inserts

1o U OBEIERA R IL o MEIZI11IR— D USRI E R 2 R T S0,
For torque specification of the screw, please see Technical Instructions.

Flwaham

Spare Parts
LV B2 2 3727 Bl MLORLF
Milling shank Clamping Screw | TORX PLUS® Wrench
M335... 6.17T25P T25PQ

B152

DTEIFA T — b R=DHETEBBIEI 0,

BRI —b

for Insert

217
Type

17.5
175
175
175
17.5
175

335

R

Form

m ™ W > >

mm3iksg

Dimensions in mm



BEANT S X (DA (ph HORN ph)

Groove Milling by circular interpolation

- = =
1o —=F 335 SRA N
Insert
i N
BRAERS Depth of groove up to 8mm
U] Width of groove 2-6 mm
TR Cutting edge @ 34.7 mm k )
BRIV vy
*A/ . ) for Milling shank
' T 247 M335
] B B Type
fl
s | s
L= _I_
E o
| / ! I '
<y \Z51AYx Y
—hﬂ'-k Milling shank
=ABFN—-Tav
Picture = right hand cutting version
B Ds w s r to Z 0 |
Part number o | &
< [=
335.0200.00 34.7 2 8.7 0.2 8 3 A | 4
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 TS /onstock A4BR/4weeks x BEIVEDLE T/ upon request
@ #E5E / recommended
0 Z5 ZH#EEE / alternative recommendation
- FEHESE / not suitable
/>3—b / uncoated grades
d—7+>%m / coated grades
B OU/%—Xwh [ brazed/Cermet
mmz&50 e TR
Dimensions in mm Carbide grades

BEVEDELLEEW

8.0-15.0mmM -1 > —hE. FHRMEABD £T, WHIZ KD IIAARIZERD £,

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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(ph HORN piil)
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

M275

BANTISARXhyH— Groove milling cutter
HFE 1031 mm~ from cuttingedge @31 mm

C1



BANTS 12 (RIHRIATA) (ph HORN pi»

Groove Milling by circular interpolation

S %%
Milling shank
M275

ROV)a—1>hyE—
Screw-in cutter

M275

T7—/N—EU By —
Arbor Mounted Cutter
M275

T RIE A —
Disc Milling Cutter
M275

12—k
Wendeschneidplatte
S275/RS275

R—2 [Page
C10

C2



BANTS 12 (PRI TA) (ph HORN pi»

Groove Milling by circular interpolation

S=D2Toxw2? M275
Milling shank PR Yzt

with through coolant supply

HEE Cutting edge @ 31 mm

S O ME: i (B IXDTE)
Material of shank: Steel (not recommended for shrink fitting) .
WA H—K

for Indexable insert

= : - HA7  S275
DIN1835A Type
=1 T I
E % )
s — — — — — e — %
=]
[
A :
W
=GBFN—Iay
Picture = right hand cutting version
i z Ds d L, A
Part number
M275.031.D25.3.04A 4 31 25 125 4
HMOTEFBEVEDEI T, wWBELUL, OTEFA A —hR—IE BRIV, mmzxad
Further sizes upon request wandt  see inserts Dimensions in mm

A3 L OMEIEMS LI EIFI11R— D USRI E R A CHEER R UL\,

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

FliagBan

Spare Parts
Sl M2/ 02 72/ [l FMLOZRL VT
Milling shank Clamping Screw | TORX PLUS® Wrench
M275.031.D25.3.04A 3.510T10P T10PL
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BANTS 12 (PRI TA) (ph HORN pi»

Groove Milling by circular interpolation

AV a—1 hyH— M275
Screw-in cutter PR St
with through coolant supply

HEE Cutting edge @ 31/36 mm

S ORE:
Material of shank: Steel .
R —h

for Indexable insert

247 S275
Type
.--g-
=EBBFN—-TaY
Picture = right hand cutting version
B z Ds ! X 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
HOTEIFEBVEHELTEI L, wWHLUt, DTEEA T —bR=IE BRIV, mmzRag
Further sizes upon request wandt  see inserts Dimensions in mm

L OBEEST L IEIFIIIR— RS ERE CHESET IV,

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

FimEham

Spare Parts
AoV a—2hyE— [l FMLOZRLVF
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
M275... 3.510T10P T10PL

C4



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

F—N—R{FE Ny 52— M275
Arbor Mounted Cutter PR St

with through coolant supply

HEE Cutting edge @ 38/48/58/78 mm

TR —BDIN138ZEHL
Cutterhole and cross keyway as per DIN 138 .
WA —

for Indexable insert

247 S275
Type
=ABFN-Tav
Picture = right hand cutting version
Rl Z Ds h, h d, d, d, l, L, 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 21.2 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
MOFAXEEBVEDLETZT L, wHLIUt, DTEEA T —bR=DETERIZE L, mmiRad
Further sizes upon request wandt  see inserts Dimensions in mm
1L OBIERA N IL I EIFIIIR— D LG ER = TR TS0,
For torque specification of the screw, please see Technical Instructions.
Fitps
Spare Parts
7—N—RftE Ay 2 — al MLOZRLVF Tyv— RILk
Arbor Mounted Cutter Clamping Screw | TORX PLUS" Wrench | Washer Screw
M275.0038.A16.05 3.510T10P T10PL 020.0813.3438 8.25.912
M275.0048.A22.08 3.510T10P T10PL 10.5.433 10.25.912
M275.0058.A27.10 3.510T10P T10PL 13.0.433 12.30.912
M275.0078.A32.14 3.510T10P T10PL 17.0.433 16.35.7984

C5



BANTS 12 (PRI TA) (ph HORN pi»

Groove Milling by circular interpolation

T1 ARy B — M275
Disc Milling Cutter

HEE Cutting edge @ 58/78/98 mm

it D —3ERIT (d2) (& DIN 138%4E4L
Bore (d2) with longitudinal keyway to DIN 138

B —
_ h ) for Indexable insert
W
217 S275
i
> Type
SR T
h BN |
7
1

R=BBFMIN-3>ERR L=EAN—a>
R = right hand cutting version shown L = left hand cutting version

B z Ds d, d, d, h, h

Part number

R/LM275.0058.522.10 10 58 22 34 50.5 14.2 14

R/LM275.0078.527.14 14 78 27 43 70.5 16.2 16

R/LM275.0098.532.16 16 98 32 48 90.5 20.2 20
MDY RUEBBNEDLE IV, wWBELUL, OEFA A — b R—IE BRIV, mmzxad
Further sizes upon request wandt  see inserts Dimensions in mm
RILIGEBF/EBF2ELET,

State R or L version
fa U OBEIERA R IL o EIZIIIR— D LSRN E R 2 R T S0,

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

FliagBan

Spare Parts
TRy 2— 1M FMLOZRLVF
Disc Milling Cutter Clamping Screw | TORX PLUS® Wrench
R/LM275... 3.510T10P T10PL
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BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

-~
12— S275 ¢
Wendeschneidplatte i
BAERES Depth of groove up to 2.5mm
BEOSENE Nw Width of circlip Nw 1.1-3.15mm

- )

=21 FEDIN 471/4722EH0L
Widths for circlip grooves DIN 471/472

BREAYE—
for Milling tool
- 247 M275
Type
R=ABFN—IaVRR L=EBFN—Iar
R = right hand version shown L = left hand version
Bt U %08 s ‘ t ©
Part number Nw w &
<
R/LS275.0110.00 1.10 1.20 43 0.10 2.5 N
R/LS275.0130.00 1.30 1.40 43 0.10 25 A/A
R/LS275.0160.00 1.60 1.70 43 0.10 2.5 A/A
R/LS275.0185.00 1.85 1.95 43 0.15 2.5 A/A
R/LS275.0215.00 2.15 2.25 4.3 0.15 2.5 A/D
R/LS275.0265.00 2.65 2.75 43 0.15 2.5 A/A
R/LS275.0315.00 3.15 3.25 43 0.15 2.5 A/A
A TES /onstock A4 /4weeks x BEIVEDLEIZTUY/ upon request
@ HEXE / recommended
0 Z5 " HESE / alternative recommendation
- JEHELE / not suitable
/>— [ uncoated grades
J—7 % [ coated grades
B O3/ —Xvh [ brazed/Cermet
mmzRad BErTE
Dimensions in mm Carbide grades

RILISEBTF/ EBFeiEL &£,

State R or L version

C7



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

-~
19—k S275 T
Wendeschneidplatte
RAERES Depth of groove up to 1.75mm
IESETE Nw Width of circlip Nw 1.1-3.15mm \ /
EE DS — 271w 778 DIN 471/472 ZEHL
Widths for circlip grooves DIN 471/472 with chamfer R
BRI R—
for Milling tool
247 M2T75
Type
o]
!
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B MEONTA S]] t, s s, r t )
Part number Nw W &
<
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 4.1 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 AlA
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 4.1 3.44 0.15 1.50 A/A
R/LS275.2617.41 2.65 2.75 1.70 4.1 3.39 0.15 1.75 A/A
R/LS275.3118.41 3.15 3.25 1.70 4.1 3.70 0.15 1.75 A/A

A TEEM /onstock A4ERE /4 weeks x BEWVEHE I LY/ upon request
@ H#5E / recommended
0 5B H#ESE / alternative recommendation
- JEHESE / not suitable
/>— [ uncoated grades
J—7 % [ coated grades
B O3/ —Xvh [ brazed/Cermet

mm3k5c g TR
Dimensions in mm Carbide grades
R/ILBEBF/ EBFeELES,

State R or L version

C8



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

-~
19—k S275 Vi
Wendeschneidplatte IS = LT I
machining of aluminium
BAERES Depth of groove up to 2.5mm
BEOSENE Nw Width of circlip Nw 1.1-3.15mm

A 4

=21 FEDIN 471/4722EH0L
Widths for circlip grooves DIN 471/472

BREAYE—
for Milling tool
o 2447 M275
Type
R=ABFN—I3 R L=EBFN—Iar
R = right hand version shown L = left hand version
Bzt O =ig s ‘ t ©
Part number Nw w 3
'_
R/LS275.0110.40 1.10 1.20 43 0.10 2.5 AN
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 A/A
R/LS275.0265.40 2.65 2.75 43 0.15 2.5 A/A
R/LS275.0315.40 3.15 3.25 4.3 0.15 2.5
A TES /onstock A4BR /4weeks x BEIVEDLE T/ upon request
@ HEXE / recommended
0 B5 " HESE / alternative recommendation
- JEHELE / not suitable
/>— [ uncoated grades
J—7 % [ coated grades
B O3/ —Xvh [ brazed/Cermet
mmzRad BN TE
Dimensions in mm Carbide grades

RILISEB T/ EBF sl &£,

State R or L version

c9



IE@m751X
Face Milling

(ph HORN i)

TY—F RS275

Wendeschneidplatte

RAVIDIAHZFEE Depth of cut up to

|
.

R=ABFN—IaVRR
R = right hand version shown

Rl r

Part number

RS275.PL43.52 0.2

A FER /onstock A4BRT/4weeks x BRAWVEDLEIZT U/ upon request
@ 52 / recommended
0 %5 " H#E3E / alternative recommendation
- JEHESE / not suitable
/>—hb [ uncoated grades
J—7 % [ coated grades
B OU/H—X vk /brazed/Cermet
mm3kag

Dimensions in mm

C10

4 mm

—

N

o

BRI R—
for Milling tool

247 M275
Type

43

B E
Carbide grades



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

S=DTo%Y
7—N—R3&hy 52—
AEVFIVERED Y Z—
T1 A8y 32—

B/NTINER : @45 mm~

Milling Shank

Arbor Mounted Cutter
Mono Milling Cutter
Disc Milling Cutter

from bore @ 45 mm

D1



BANT S 12 (RAHRITA) (ph HORN pi»

Groove Milling by circular interpolation

P2 %
Milling shank
380

7—/\N—E Ry —
Arbor Mounted Cutter

380

AEYRILENEA Y Z—
Mono Milling Cutter-

HSK380/ABS 380

T ROEyA—
Disc Milling Cutter
381

12—k
Wendeschneidplatte
314

R— [Page
D11-D13

D2



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

S—YVTIeY 380

Milling shank
RABRS Depth of groove up to 4 mm
RAER Width of groove up to 6 mm
F AR Cutting edge @ 44 mm _/
WA Y —
| for Indexable insert
1
23 2147 314
_— Type
o L' )
o o = o
[S] | A Q
=ABFN—Tay
Picture = right hand cutting version
B z Ds d ! d, t., A PR
Part number Form
380.0044.03A 3 44 25 125 34 4 14° A
380.0044.03B 3 44 25 125 34 4 14° B
380.0044.03E 3 44 25 125 34 4 14° E
DA ZETEBUNEHELIET, MmmM3REC
Further sizes upon request Dimensions in mm

AL QBT ML VEIFIIIR— D DESITER 2 CHEE TS,

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

Fiwgban

Spare Parts
e nL FLORLF
Milling shank Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ

D3



BANT S 12 (RAHRITA) (ph HORN pi»

Groove Milling by circular interpolation

T7—=N\N—H{38hy 42—
Arbor Mounted Cutter 380

RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
H R Cutting edge @ 63 mm

TR —EBDIN138ZEHL
Cutterhole and cross keyway as per DIN 138

B —
for Indexable insert
h2
| 217 314
1 Type
e |
=3
o} - =
0 | — SR T K- 0 UN
— r (] = (O] a
i = 1
" 163
|2
I T
=EBBFN—-Cay
Picture = right hand cutting version
B z Ds t h, h d, l, L A d,
Part number
380.0063.05 5 63 5 39.6 40 22 20 27.6 10° 51
DT XIFBEBNEHELE I, MmMiREC

Further sizes upon request Dimensions in mm

L OBIERMT b IL 7 BIFIILIR— D LPERMER = TR T S0,

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

Fimahon

Spare Parts
7—=N—B{I8H Y 2— BL FILIZLZF Ty =
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench | Washer
380.0063.05 5.12T20P T20PQ 10.5.433

D4



BANT SR (MEN#RMIA)

Groove Milling by circular interpolation

(ph HORN i)

7—IN—RfFR Ay 52— 380
Arbor Mounted Cutter e

with through coolant supply

RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
H R Cutting edge @ 63 mm

TR —EBDIN138ZEHL
Cutterhole and cross keyway as per DIN 138

h2
|1
—— ‘
=
Lﬂhr = -
0 | — SR T K- 0 UN
— (] (O]
< [
i = 1
v
6,3
|2
-~ h
=ABFN—-Tav
Picture = right hand cutting version
B z Ds t h, h d,
Part number
380.0063.05IK 5 63 5 39.6 40 22

OB A XEEBNEDLEIZTL,

Further sizes upon request

12 U OBIER ML VBIFI 11— DL SR ER A TR T S0,
For torque specification of the screw, please see Technical Instructions.
ANROER:
T=N—lFHAVE—IZEFENTVERABETEXT I L,
Ordering note:

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

Fimahon

Spare Parts
F—N—H {38 hy 72— [t FMLOZLF
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0063.05IK 5.12T20P T20PQ

B > —

for Indexable insert

247 314

Type

l1 l2 A d2

20 27.6 10° 51
mmikag

Dimensions in mm

D5




BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

57 e J\ — 1 — T
7—N—Efi8hy 42 380 N
Arbor Mounted Cutter - |— J =
RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
HEFE Cutting edge @ 80 mm )
TV F —BDIN138ZEHL
Cutterhole and cross keyway as per DIN 138 .
WA Y —
for Indexable insert
_hy
i 7 517 314
Type
7,3
I IB 1
CD' —0) o ™
| 4 N | oo
] . (SRS
Lﬁ i
||
h
=ABFN—-Tav
Picture = right hand cutting version
Lk z Ds t h, h d, L A d,
Part number
380.0080.08 8 80 5 31.6 32 27 21.6 10° 68
DT XIFBEBNEHELE I, MmMiREC
Further sizes upon request Dimensions in mm

1o U OBEMT NIL I MEBIFILIIR— DDA E R CHEEE T S\

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

Fimahon

Spare Parts
F—N—H {38 hy 72— [t FLORLF
Arbor Mounted Cutter Clamping Screw TORX PLUS® Wrench
380.0080.08 5.12T20P T20PQ

D6



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

F—N—E3E Ay 52— 380 ‘ )
Arbor Mounted Cutter A T ) |7 ;

with through coolant supply

RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
HEFE Cutting edge @ 80 mm )
TR —EBDIN138ZEHL
Cutterhole and cross keyway as per DIN 138 .
WA Y —
%, for Indexable insert
_ h, 8
L= " o 247 314
Type
7,3
I IB |
(Di —0) o ™
0 4 -F N | T | O
o] . 2 8
L? i
||
h
=ABFN—-Tav
Picture = right hand cutting version
Lk z Ds t h, h d, L A d,
Part number
380.0080.08IK 8 80 5 39.8 40 27 216 10° 68
DY A ZETEBUNEHELIET, MmMiREC
Further sizes upon request Dimensions in mm
1AL DBIERT N IL I BIZIIIR— LU ER E CHEEE T S0\
For torque specification of the screw, please see Technical Instructions.
ANEDER:
ALK 030.0012.0726 [ Hv A —FKEICIFEENTVEE A
Ordering note:
Bolt screw 030.0012.0726 is combined with the milling cutter.
F{imaBan
Spare Parts
F—N—B3&8hy 52— [t RBLVF FLOZXLF
Arbor Mounted Cutter Clamping Screw Allen Wrench TORX PLUS® Wrench
380.0080.08IK 5.12T20P SW10,0 DIN 911 T20PQ

D7



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

ZEVFLEFEDy2— HSK380
Mono Milling Cutter e

with through coolant supply

RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
AR Cutting edge @ Ds from 44 mm
WA Y —
for Indexable insert
R h HSK-A 217 314
/DIN 69893 o Type
/ QO

Ly
M= ABEN—Tgy -coupling syste

Picture = right hand cutting version

Lk Ds z t h d, A

Part number

HSK32-380.0044.03 44 3 4.0 55 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°
MOTAXEEBNEDLELZS, mmzRaa
Further sizes upon request Dimensions in mm

2L OBEIERT ML IEIFIIIR— D LR ER = TR T I U

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

Fimahon

Spare Parts
ZEVELEREAyH— | BL FLIZLZF
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench
HSK32-380... 5.12T20P T20PQ

D8



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

ZEVELEFEDy2—  ABS 380
Mono Milling Cutter e

with through coolant supply

RARBRS Depth of groove up to 5mm
RAER Width of groove up to 6 mm
HFER Cutting edge @ Ds from 44 mm

BRI —b

for Indexable insert

ABS-Lizenz KOMET - 17 314
- h - / ABS-Licence KOMET yP
/ >
/
gl
e =
— e s -
- =
ABSER{FHY
(Licence KOMETR)

X =aBFN-I3> ABS-coupling system Licence
Picture = right hand cutting version KOMET

Rl Z Ds to h X d,

Part number

ABS32.380.0044.03 3 44 4.0 35 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
DA XFEBNEHETZI, mm3ikag
Further sizes upon request Dimensions in mm

2L OBEIERT ML IEIFIIIR— D LS ER # TR T I L.

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

Fimahon

Spare Parts
ZEVELEREAyH— | BL FLIZLZF
Mono Milling Cutter Clamping Screw TORX PLUS® Wrench
ABS32... 5.12T20P T20PQ

D9



BANT S 12 (RAHRITA) (ph HORN pi»

Groove Milling by circular interpolation

T RAIE Dy 52— 381 R
Disc Milling Cutter

i R
RARBRS Depth of groove up to 5mm L
RAER Width of groove up to 6 mm Ly

AR Cutting edge @ Ds from 63 mm

ftDF—BATN (d2) 13 DIN 13812#9° %

Bore (d2) with longitudinal keyway to DIN 138 N
WA H—K

for Indexable insert

A-A

217 314
I
h = 4
o v
iy e 4 R
o 2
2 2
x 1187 Y
R ¢
.
h \
——
R=%EH - ERIEDMF L=%AX - GREXOFF
R = right hand cutting - left side mounted L = left hand cutting - right side mounted
i z Ds t d, h, h d, A d,
Part number
R/L381.0063.05 5 63 5 22 142 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
R/ILIGEBF/ AF s LET mmzR52
State R or L version Dimensions in mm

DA ZETEBUNEHELIZT,
Further sizes upon request
L DBIEMN ML IBIZILIIR— D LU E R 2 CHEER T S0\

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

Fimahon

Spare Parts
T R8Ny a— fat FLOZRLVF
Disc Milling Cutter Clamping Screw TORX PLUS® Wrench
R/L381... 5.12T20P T20PQ

D10



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

12—k 314 e N

Indexable Insert

BRAERS Depth of groove up to 5mm
B —21)w g Nw Width of circlip Nw 1.3-5.15 mm K

=21y FEDIN 471/4722E40L
Widths for circlip grooves DIN 471/472

BRI R—
for Milling tool
& 217 380
Type 380...IK
HSK 380
HSK 380
381
o™ " S
i O.‘ A Hiﬁﬁ?\ﬂ?imt}]hij ERZR
; Geome’;nes rl:!epefdung on
o it angle of seating
: s
S AR B 0 A ¥ o
U
7 L L 10 | 150 | 6
14° 1) 10°
R=ABFN—I3 R L=EBFN—Iay
R = right hand version shown L = left hand version
B FONA S/ r s N o || W
Part number Nw w Old |2
S| < |- | F
R/L314.0130.00 1.30 141 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/D
R/L314.0215.00 2.15 2.26 0.15 5.4 A/N | A/A A/A
R/L314.0265.00 2.65 2.76 0.15 54 A/A | AIA | Alx | A/A
R/L314.0315.00 3.15 3.26 0.15 54 A/D | A/A | Alx | A/A
R/L314.0415.00 4.15 4.26 0.15 54 A/D | A/A | AlX | A/A
R/L314.0515.00 5.15 5.26 0.15 5.4 A/A | A/A | A/x | A/A
A TE[EM /onstock A 4B /4weeks x BEVEHELTZILY/ upon request
@ HEE / recommended

0 Z5 _#E%E / alternative recommendation
- FEHELE [ not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades
B O/ —X vk / brazed/Cermet

mmM3REC BT
Dimensions in mm Carbide grades
R/ILISEBF/ EBF=EL T,

State R or L version

D11



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

= " N\
Fr]:dg)gblelrnsen 31 4 i«

L

&

BRAERS Depth of groove up to 3mm
B —21)w g Nw Width of circlip Nw 1.1-5.15 mm

EE D3 — 2w 73 DIN 4T1/47224EHL
Widths for circlip grooves DIN 471/472 with chamfer

BREAYE—
; for Milling tool
YA =20s )
%1{%----_ i S17 380
| _ | Type  380..I1K
' I i HSK 380
HSK 380
381
B AmAEFOL)NA ERAR
A Geomelries depending on
| angle of seating A
== A z
Ry i §
o3 T i 10° | 15° 6°
i 14° e 10°
tmﬂx
R=EBFN-—CaVRR L=EBFN-—C3>
R = right hand version shown L = left hand version
B I STIE Eig r S S LS 4 o | v
Part number Nw w H |2
< (=
R/L314.1105.54 1.10 1.21 0.10 4.52 5.45 0.50 0.49 AIA
R/L314.1307.54 1.30 141 0.10 4.62 5.45 0.75 0.67 A/ LY/
R/L314.1308.54 1.30 141 0.10 4.62 5.45 0.85 0.83 AA | ANA
R/L314.1609.54 1.60 171 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 A/A | 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 0.15 479 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 | AN
R/L314.4120.54 415 4.26 0.15 4.99 5.45 2.00 1.97 A/D | AA
R/L314.4125.54 4.15 4.26 0.15 499 5.45 2.50 247 A/A | A/A
R/L314.5130.61 5.15 5.26 0.15 5.85 6.10 3.00 2.97 A/D | AIA
A TE[ES [ onstock A 4B [ 4weeks x BRNEHELIEI L)/ upon request
@ H#E5E / recommended
0 55 _H#EXE / alternative recommendation
- FEHESE / not suitable
/>—*t [ uncoated grades
J—7>%& / coated grades
B OUf/—X vk / brazed/Cermet Hi - .
mmiksg e e
Dimensions in mm Carbide grades

R/ILIZEF/ EBFEIRLET,

State R or L version

D12



BEANT S X (DRI ) (ph HORN ph)

Groove Milling by circular interpolation

12—k 314 e N

Indexable Insert FILE= LT
machining of aluminium I 1
N
RAERES Depth of groove up to 5mm
=218 Nw Width of circlip Nw 1.3-5.15mm K }

=21y FEDIN 471/4722E40L
Widths for circlip grooves DIN 471/472

BRI R—
for Milling tool
217 380
Type 380...IK
HSK 380
HSK 380
381
B AR OE)NA ERZR
»~ £, Geomelries depending on
= A angle of seating A
: B A ERE
. 11 = " 10° | 15° 6°
L
l B 14° ZIEIR 10°
R=ABFN—IaVRR L=EBFN—Iay
R = right hand version shown L = left hand version
B T ES r s N | g
Part number Nw W o 82
= | F|F
R/L314.0130.40 1.30 141 0.10 5.4 NA | AIA | AN
R/L314.0160.40 1.60 1.71 0.10 54 NA | AIA | AIA
R/L314.0185.40 1.85 1.96 0.15 5.4 NA | NA | AA
R/L314.0215.40 2.15 2.26 0.15 54 NA | AA | AN
R/L314.0265.40 2.65 2.76 0.15 54 AA | NA | AIA
R/L314.0315.40 3.15 3.26 0.15 54 AN | AA | AN
R/L314.0415.40 4.15 4.26 0.15 54 NA | AIA | AIA
R/L314.0515.40 5.15 5.26 0.15 54 AN | A/A | AIA
A EES /onstock A4BRE [ 4weeks x BREWVEDLEIET LY/ upon request
@ H#E5E / recommended

0 55 #£3E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades
B O/ —Xwhk / brazed/Cermet

mmMiREC Bt
Dimensions in mm Carbide grades
R/ILISEBF/ EBF=EL T,

State R or L version

D13



(ph HORN piil)

D14



A yB—=Hya— (ph HORN i)

Slot Milling
ZYwh—fy s — Slotting cutter
FIED : 63mm~ from cutting edge @ 63 mm

EBIE: 1.2-46mm Width of groove 1.2 - 4.6 mm

El



Ay Rr=—hy—

(ph HORN i)

Slot Milling
S E——
¢ R A2 —
Disc Milling Cutter i
M101 s
N o
R—2 /Page
E3
AT
N o
R—2 [Page
E4-E5
T i )
T—N—ERFE S 2 — . —
Arbor Mounted Cutter
M101
N o o
R— [Page
E6-E7
1=k
Insert
S101 3
R—2 [Page
E8-E9
l E3
R—2 [Page
E10

E2



2w R—hyg— (ph HORN i)

Slot Milling
51 RGBS M101 . ki
Disc Milling Cutter NEE ey i
with through coolant supply !
RABRS Depth of milling up to 19.5mm — - - . .
R Width of groove 1.2-2.3mm
F)LEAR Cutting edge @ 63 mm K j
DIN1835-A/ DIN1835-BICZE Ll > v > U 7— /N —BJ B Hy 2 —
Arbor mounted cutter with shank as per DIN1835-A / DIN1835-B
] B~k
g b2 for Insert
|- |2 -
Db 517 s101
1 DIN1835-B - Type
oE |
[ 'l'r.l',.- ' i
3 B g
s i S,
DIN1835-A
- ; | PRI
A ' with integrated through
coolant supply
=EBFN—-Ta>
Picture = right hand cutting version
25 Z| Ds | d , L | d | b | t, | B | X BiE 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 1.30 195 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 12-12 7500
M101.063.D20.23.2.12B 5 63 20 110.00 30.0 23 0.95 195 B 12 12-12 7500
M101.063.D25.23.2.12B | 5 | 63 | 25 | 110.00 | 30.0 | 23 | 095 19.5 B 12 12-12 7500
M101.063.D16.23.2.14A | 5 | 63 16 | 110.00 | 30.0 | 23 1.15 19.5 A 14 14-14 7500
M101.063.D20.23.2.14B 5 63 20 110.00 30.0 23 1.15 19.5 B 14 14-14 7500
M101.063.D25.23.2.14B 5 63 25 110.00 30.0 23 1.15 195 B 14 14-14 7500
M101.063.D25.23.2.16B 5 63 25 110.00 30.0 23 1.30 19.5 B 16 16-1.8 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
MOTEIFBEVEDLEIZT L, WA= R—=DZ TBRET L, mmzRad
Further sizes upon request w see inserts Dimensions in mm
AR
L >F P101.01(37y Z—AMEICIFHBLTUVEE Ao & TS
\Tvcr,tt;\.ch P101.01 is not combined with slotting cutter - separate order required!
?ﬁgw, 1L OBEMT LI BEIFIIIR— D LEEMTER A TR T S0,
pare |§la rts For torque specification of the screw, please see Technical Instructions.
— T Sy L N -
Egrczl\/lﬁ%\jg:’ uatter Sth ka I?lalae £ 'ro};xaé_lljsx@aw:rench (?al-r"nping Screw
M101.063.D16.23.2.16A 020.D16.23.2.16A | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.016.23.2.20A 020.D16.23.2.16A | M101.0063.28.23.20 T8PL 030.3543.T8P
M101.063.020.23.2.16B 020.D20.23.2.16B | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.020.23.2.20B 020.D20.23.2.16B | M101.0063.28.23.20 T8PL 030.3543.T8P
M101.063.D16.23.2.12A 020.D16.23.2.12 A | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.020.23.2.12B 020.D20.23.2.12B | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.025.23.2.12B 020.D25.23.2.12B | M101.0063.28.23.12 T8PL 030.3543.T8P
M101.063.016.23.2.14A 020.D16.23.2.12A | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.D20.23.2.14B 020.D20.23.2.12B | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.025.23.2.14B 020.D25.23.2.12B | M101.0063.28.23.14 T8PL 030.3543.T8P
M101.063.025.23.2.16B 020.D25.23.2.16B | M101.0063.28.23.16 T8PL 030.3543.T8P
M101.063.025.23.2.20B 020.D25.23.2.20B | M101.0063.28.23.20 T8PL 030.3543.T8P E3




Ay =Ry 32—

Slot Milling

(ph HORN i)

T R7B 58—

Disc Milling Cutter

RAEARS
BiE
HFerE

JNE - F —EDIN138HEHL

M101

Depth of milling up to

Width of groove
Cutting edge @

Cutterhole and cross keyway as per DIN 138

-

X = ABFN—T3>

Picture = right hand cutting version

Bt

Part number

M101.0080.22.12
M101.0080.22.14
M101.0080.22.16
M101.0100.22.16
M101.0125.32.16
M101.0080.22.20
M101.0100.22.20
M101.0125.32.20

© ~N ~ =

11
7
9

11

Ds

80
80
80
100
125
80
100
125

T EFEBVEHEIZTL,

Further sizes upon request

R

20
20
20
30
33
20
30
33

b

0.95
1.15
1.30
1.30
1.30
1.60
1.60
1.60

d

2

22
22
22
22
32
22
22
32

33mm
1.6-23mm
80-125 mm

i
)

b, d, d,
13.0 36 4.25
13.1 36 4.25
133 36 4.25
133 36 4.25
21.3 55 6.25
13.6 36 4.25
13.6 36 4.25
21.6 55 6.25

WA —hR=DE BRI,
w see inserts

29
29
29
29
45
29
29
45

4 | N\
g
BRI —K
for Insert
2147 S101
Type
P12 R n...
Size | Width of groove
12 12-12 6000
14 14-14 6000
16 1.6-1.8 6000
16 1.6-1.8 5000
16 1.6-1.8 4000
20 2.0-2.3 6000
20 2.0-2.3 5000
20 2.0-2.3 4000
mm3k3se

L>FP101.015 K UAhF—FybEHyZ—KEICIEIB LTV EE AL AR I T T L,

Note:

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

Fiaban

Spare Parts

T4 RTB 52—
Disc Milling Cutter

M101....
M101.0125.32...

E4

H3—rybk
Driving collar set
020.22.06.36

020.32.10.55

Dimensions in mm



Ay =Ry 32—

(ph HORN i)

Slot Milling
— 1
T4 ZUES Y 5— M101 ~ R
Disc Milling Cutter
BRRBRS Depth of milling up to 59 mm
b1 Width of groove 2.8-46mm
F)Hef% Cutting edge @ 80-200 mm K /
JR{E - —BDIN138%EHL
Cutterhole and cross keyway as per DIN 138 N
BRI —K
My for Insert
b
o [ 247 S101
Type
]
A 3
©
]
!
xl.
oF
oy
=ABFN-Tav
Picture = right hand cutting version
Lk Zz | Ds | t, | b |d | b |d | d |d |Hrx | #E | n,
Part number Size Width of
groove
M101.0080.22.30 6 80 20 24 22 14.4 36 4.25 29 30 2.8-34 6000
M101.0100.22.30 100 26 24 22 224 46 525 32 30 2.8-34 5000
M101.0125.32.30 10 125 34 2.4 32 224 55 6.25 45 30 2.8-34 4000
M101.0160.40.30 12 160 39 2.4 40 26.4 80 11.25 63 30 2.8-3.4 3000
M101.0080.22.40 6 80 20 3.2 22 152 36 4.25 29 40 3.8-4.6 6000
M101.0100.22.40 100 26 3.2 22 23.2 46 525 32 40 3.8-4.6 5000
M101.0125.32.40 10 125 34 3.2 32 23.2 55 6.25 45 40 3.8-4.6 4000
M101.0160.40.40 12 160 39 3.2 40 27.2 80 11.25 63 40 3.8-4.6 3000
M101.0200.40.40 16 200 59 3.2 40 27.2 80 11.25 63 40 3.8-4.6 2500
DT EIFEBNEDLELIET U, WA —R=DE BRI, mm3Rad

Further sizes upon request

ER:

L>FP101.025 K UHF—FybE Ay Z—KEICIIIB LTV EE AL AR X T L,

Note:

w see inserts

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

Fimthon

Spare Parts
T4 2Ty 5— h5—Fvk
Disc Milling Cutter Driving collar set
M101.0080.22... 020.22.06.36
M101.0100.22.30 020.2410.4468
M101.0125.32... 020.32.10.55
M101.0160.40.30 020.2416.4473
M101.0100.22.40 020.3210.4470
M101.0160.40.40 020.3216.4474
M101.0200.40.40 020.3220.4475

Dimensions in mm

E5



Ay =Ry 32—

(ph HORN i)

Slot Milling
F—N—Ed 8y 52— M101 4 )

Arbor Mounted Cutter

RAEARS

BiE

Depth of milling up to
Width of groove

RIEE

Cutting edge @

DIN 8030-AICEEHL L7c 7— /N—E B 3w 2 —
Arbor mounted cutter as per DIN 8030-A

K =aGFN—3y

Picture = right hand cutting version

34 mm

1.6-23mm
80-125 mm

N

B Z|Ds |t | h b d, d, |
Part number

M101.0080.A16.12 | 7 | 80 | 20 | 33.0 | 0.95| 13.5|32.0 | 18
M101.0080.A16.14 | 7 | 80 | 20 | 33.2|1.15|135|320 |18
M101.0080.A16.16 | 7 | 80 | 20 | 33.0 | 1.30 | 13.5|32.0 | 18
M101.0100.A22.16 | 9 | 100 | 28 | 37.0 | 1.30 | 18.5| 40.5 | 20
M101.0125.A32.16 | 11 | 125 | 34 | 50.0 | 1.30 | 28.5 | 45.0 | 25
M101.0080.A16.20 | 7 | 80 | 20 | 33.0 | 160 | 135|320 |18
M101.0100.A22.20 | 9 | 100 | 28 | 37.0 | 1.60 | 18.5 | 40.5 | 20
M101.0125.A32.20 | 11 |125| 34 | 50.0 | 1.60 | 28.5| 45.0 | 25

L, s | P
22.7| 84 |56
22.7| 84 |56
22.7| 84 |56
247|104 |63
36.7|14.4 | 80
22.7| 84 |56
2471104 |63
36.7 144 |80

MO EIEEBNEDLEIE IV,

Further sizes upon request

R

WIEA 2T —bR=DZ TERIZT L,

w see inserts

L >F P101.0113Hy 2—ARIEICIFFBL TWEE Ao Bl A FSLY

Note:

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

1o U OBIERM ML BIFIIIR— LR &R Z

EENreI AN

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

Fimsban

Spare Parts

7—\N—EfTE
hya—

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

IL—F
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

2509
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

fal

Screw

8.25.912
8.25.912
8.25.912
10.25.912
16.35.7984
8.25.912
10.25.912
16.35.7984

A% 4
Washer

020.0813.3438
020.0813.3438
020.0813.3438
10.5.433
17.0.433
020.0813.3438
10.5.433
17.0.433

BAT—K
for Insert
247 S101
Type
d, | d;| N, | FTX EIR
Size | Width of groove
37.0 | 16 | 6000 12 1.2-12
37.0 | 16 | 6000 14 14-14
37.0 | 16 | 6000 16 1.6-1.8
40.5 | 22 | 5000 16 1.6-1.8
55.0 | 32 | 4000 16 1.3-1.8
37.0 | 16 | 6000 20 2.0-2.3
40.5 | 22 | 5000 20 2.0-2.3
55.0 | 32 | 4000 20 1.6-2.3
mmzR&g
Dimensions in mm
AELYF  |PLIALYF QL
Wrench TORX PLUS® Screw
Wrench
SW6,0 DIN911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW8,0 DIN 911 T8PL 030.3543.T8P
SW12,0 DIN 911 T8PL 030.3543.T8P
SW6,0 DIN911 T8PL 030.3543.T8P
SW8,0 DIN 911 T8PL 030.3543.T8P
SW12,0 DIN 911 T8PL 030.3543.T8P




19—,V Yy H—hyi— (ph HORN i)

Slot Milling
7= \—ERf1E 5 — M101 ~ E
Arbor Mounted Cutter
BRRBRS Depth of milling up to 59 mm §
b1 Width of groove 2.8-46mm
T 4R Cutting edge @ 80-200 mm K j
DIN 8030-AICZEML L7c 7— /N —ERfT B fy 52—
Arbor mounted cutter as per DIN 8030-A .
| BAT—K
g R o for Insert
f D 217 S101
- Type
[ i
w—" i f'?" 3]
=l
g gt
! 1
!
i
@
ME
L
b
h
X =4GFN—r3>
Picture = right hand cutting version
23 Z|os |t | h |b|d |[L|L ]| s |P|d|d]|n,]|*r2 #ig
Part number Size Width of groove
M101.0080.A22.30 6 80 19 | 370 | 24 | 185 | 20 | 24.7 | 104 | 6.3 | 22 | 22 | 5000 30 2.8-3.4
M101.0100.A22.30 8 | 100 | 29 | 370 | 24 | 185 | 20 | 24.7 | 104 | 6.3 | 40 | 22 | 5000 30 2.8-34
M101.0125.A32.30 | 10 | 125 | 34 | 50.0 | 2.4 | 285 | 25 | 36.7 | 144 | 8.0 | 55 | 32 | 4000 30 2.8-34
M101.0160.A40.30 | 12 | 160 | 39 | 50.0 | 2.4 | 345 | 28 | 35.0 | 164 | 9.0 | 80 | 40 | 3000 30 2.8-34
M101.0080.A22.40 6 | 80 | 19 | 379 | 32 | 185 | 20 | 24.7 | 104 | 6.3 | 22 | 22 | 5000 40 3.8-4.6
M101.0100.A22.40 8 | 100 | 29 | 379 | 32 | 185 | 20 | 24.7 | 104 | 6.3 | 40 | 22 | 5000 40 3.8-4.6
M101.0125.A32.40 | 10 | 125 | 34 | 509 | 3.2 | 285 | 25 | 36.7 | 144 | 8.0 | 55 | 32 | 4000 40 3.8-4.6
M101.0160.A40.40 12 |1 160 | 39 | 50.9 | 3.2 | 345 | 28 | 35.0 | 164 | 9.0 | 80 | 40 | 3000 40 3.8-4.6
M101.0200.A40.40 | 16 | 200 | 59 | 509 | 3.2 | 345 | 28 | 35.0 | 164 | 9.0 | 80 | 40 | 2500 40 3.8-4.6
OTEEEBVEDLETET L, WIET I — b R=IHETBREIZEI 0, mmakad
Further sizes upon request w see inserts Dimensions in mm
AR
Note:
1o U OBWESM b LI BEIFIIIAR— D LR M ERE TR T S U,
For torque specification of the screw, please see Technical Instructions.
ARTIN—Y
Spare Parts
7—/\—E{JE JL—FK 72509 KL Dyv— |RABLVF FMLOZRLF [l
hy R — Blade Flange Screw Washer Wrench TORX PLUS® Screw
Arbor Mounted Cutter Wrench
M101.0080.A22.30 M101.0080.28.30 | 020.0022.40.3.30 | 10.25.912 | 10.5.433 | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0100.A22.30 M101.0100.22.30 | 020.0022.40.30 | 10.25.912 | 10.5.433 | SWS8,0 DIN911 T15PQ 030.0520.0912
M101.0125.A32.30 M101.0125.32.30 | 020.0032.55.30 | 16.35.7984 | 17.0.433 | SW12,0 DIN 911 T20PQ 030.0620.0913
M101.0160.A40.30 M101.0160.40.30 | 020.0040.80.30 | 16.35.7984 | 17.0.433 | SW14,0 DIN 911 T20PQ 030.1030.0911
M101.0080.A22.40 M101.0080.28.40 | 020.0022.40.3.30 | 10.25.912 | 10.5.433 | SW8,0 DIN 911 T15PQ 030.0520.0912
M101.0100.A22.40 M101.0100.22.40 | 020.0022.40.30 | 10.25.912 | 10.5.433 | SWS8,0 DIN911 T15PQ 030.0520.0912
M101.0125.A32.40 M101.0125.32.40 | 020.0032.55.30 | 16.35.7984 | 21.0.433 | SW14,0 DIN 911 T20PQ 030.0620.0913
M101.0160.A40.40 M101.0160.40.40 | 020.0040.80.30 | 16.35.7984 | 21.0.433 | SW14,0 DIN 911 T20PQ 030.1030.0911
M101.0200.A40.40 M101.0200.40.40 | 020.0040.80.30 | 16.35.7984 | 21.0.433 | SW14,0 DIN 911 T20PQ 030.1030.0911

E7



BANTSTIR (ph HORN i)

Groove milling

- S101 4 “

Insert
FyuFIL—h—ffE
with chip forming
€ — g Width of milling 1.2-2mm
By 52—
Disc Milling Cutter
24147  M101
Type H101
ﬁ
=
L
25 w r T X
Part number Size
$101.0120.315 1.2 0.15 12
S$101.0140.315 14 0.15 14
S$101.0160.315 1.6 0.15 16
$101.0200.320 2.0 0.20 20
A TEES /onstock A 4358 [ 4weeks x BEWVEHELTEILY / upon request
@ #E5E / recommended
0 55 " H#EXE / alternative recommendation
- JEHEEE / not suitable
/>— /uncoated grades
BN 0—5F 1 > &/ coated grades
B oy /4 — Xy / brazed/Cermet
mmiRED BN TE
Dimensions in mm Carbide grades

E8



BANT ST

Groove milling

(ph HORN i)

1% =F S101

Insert
Fo I L—H—fFS
with chip forming
€ — g Width of milling 3-4mm
250 w r
Part number
S101.0300.E32 3 0.2
S101.0400.E33 4 0.3

A TET /onstock A 48R [ 4weeks x BEIWVVEHHELTZETUY / upon request
@ HEEE / recommended

0 55 _#EZE / alternative recommendation

- JEHELE / not suitable

/‘/II i/ uncoated grades
T+ >7J fh [ coated grades
| EI'?'T‘_T/‘U’ X~ [ brazed/Cermet

mmz<&e

Dimensions in mm

F

.

<

By a—
Disc Milling Cutter
247 M101
Type H101
X
Size
30
40

HEREMTE

Carbide grades

E9




BANT ST

Groove milling

(ph HORN i)

1% =F S101

Insert
FoyFTL—H—fF
with chip forming
J)LR Full radius 0.8-1.5mm
-~
2 - :
Part number
S101.0160.E3.R08 1.6 0.8
S$101.0200.E3.R10 2.0 1.0
S101.0300.E3.R15 3.0 1.5

A 7E[E /onstock A 4B /4weeks x BEWVEDLELIZILY/ upon request
@ H#E3E / recommended
0 55 _HESE / alternative recommendation

- JEHESE / not suitable
/‘/:I i/ uncoated grades

- T« > fh / coated grades
| I:I"jﬁ/")" Xw s/ brazed/Cermet

mmz<&e

Dimensions in mm

E10

~ D

.

BRAVE—
Disc Milling Cutter

24147  MI101
Type H101

JJLR
Full radius

F1X
Size

16
20
30

HEREM1E

Carbide grades



ERAE ([l HORN i)

Instructions for use

L >FP101.01ZAWTA > — b ZEDMIF. DA THE

Setting position clamping wrench P101.01

HO {37 D4 L

open closed

P101.01

P101.01

RALEH E SRR T LY,

Please note the max. revolutions!

3 Bt g cuter e Ravam i
g 63 mm 7.500 min*
g 80mm 6.000 min"
@ 100 mm 5.000 min™
J 125 mm 4.000 min™’
@ 160 mm 3.000 min-
@ 200 mm 2.500 min-"

Ell



LIRS
Cutting Data

TEIFHCTTEHAI L eIHIRE. 1D K TES. XD OBIEICED 9,

Standard values for cutting speeds v, and medium thickness h_ for calculating feed rates by calculating cutting programm »HCT«.

Gl

Material

P

E12

Carbon steel

B
Alloyed steel

SEEH
high alloyed steel
(>5%)

Cast steel

2T L AW
Stainless steel

19 HiFHk

Grey castiron

A3 ) #Fik
Spheroidal graphite
castiron

BIf67573

Malleable cast iron

TINEZOLE®R
Al-alloys

BETINIZULESR
Al-cast-alloy

ik
Copper-alloys

MRS E (Fe)
Heat resistant alloy (Fe)

fyE& <2 (Ni, Co)
Heat resistant alloy (Ni, Co)

0.2%C
0.4% C
0.6% C
JFERAL
annealed
BEAM
quenched
JsEdtiig

annealed

s

unalloyed

A%

alloyed
NIVTIFARR
TR

martensitic, ferritic

F—=RT TR

austenitic

{&5&7

low tensile strength
5B

high tensile strength
TR
ferritic
N=21h&K
perlitic
JT71hR
ferritic

IN=F1 R
perlitic
JERULIB S S

not heat treatable

HAIE S S
heat treatable
JEBUNIE S S
not heat treatable
HAIE S S

heat treatable

BB E S

not heat treatable

HIIBEE S
heat treatable
JSESHIAA
annealed
BEA
hardened
JSESAA
annealed
BEA

hardened

PIDSTREEDERITB/DIC. Ty THhY hTINIZIT>TREL,
2T — b EBZRIE. RO IZ50%XD ZEE L TFI L,

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

TUFRIEES v (m/min)  h_(mm)
Hardness
Brinell
(HB) AS45
140 200
180 170 0.02-0.05
200 130
180 130
280 gy | OOR-UEs
350 80
200 80 0.02-0.03
180 160
0.02-0.03
220 100
200 120
0.02-0.03
180 100
180 90
250 80
160 90
0.01-0.03
250 50
125 90
225 100
30-80 200
80-120 200
80 200
0.01-0.08
100 170
90 100
100 90
200 70
275 =
0.01-0.02
250 30
350 =

(ph HORN i)




EBAN/ RV yE—hys— (ph HORN i)
Groove and Slot Milling

B

¥t AT L/System ~R—[Page
382/383 F2

M310 F10

F1



BANT ST R (ph HORN i)

Groove milling

TARIE 2 —
Disc Milling Cutter
382

7—/\—EJ B A —
Arbor Mounted Cutter

383

A=k
Indexable Insert

314

F2



BANT ST R (ph HORN i)

Groove milling

382/383

TARAIBRIS1 ANy R— Disc Milling Cutter
EIE . 6-10mm Arbor Mounted Cutter
FFER 1 @80-200 mm Width of groove 6-10 mm

Cutting edge @ 80 - 200 mm

F3



BANT ST R (ph HORN i)

Groove milling

T4 ROBNy - 382 4 )
Disc Milling Cutter

BR Depth of groove 21-50 mm

AR Width of groove 6-12 mm

F) 5 Cutting edge @ 80-160 mm \_ Y,

it D —EI7Y (d2) (F DIN 138%4EHL
Bore (d2) with longitudinal keyway to DIN 138
WA Y —

for Indexable insert

2147 314
Type

X = ABFN—Ta>

Picture = right hand cutting version

2 Z | bs | t, | d | b | d | w | BEFY-—L | EBEFY—b
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 10 100 255 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 12 125 325 40 12 58 8 6x R314... 6x L314...
382.0125.40.10 12 125 325 40 14 58 10 6x R314... 6x L314...
382.0125.40.12 12 125 325 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...
HOTEEBENADETS L, mm&3z
Further sizes upon request Dimensions in mm
1L DBIERT ML EBIZIIIR— LU ER 2 CHEEE T S0\
For torque specification of the screw, please see Technical Instructions.
F{imEBan
Spare Parts
BTST: {/I(ﬂi%ggj%dt?er_ galr}nping Screw 'I|'~O} ;Xagl(_lljsz 3V=rench
382...06 5F.06T15P T15PQ
382...08 5F.08T20P T20PQ
382...10/12 5.10T20P T20PQ

F4



BANT ST

Groove milling

(ph HORN i)

— I
T4 ROBNy - 382 4 )
Disc Milling Cutter
o oy Depth of groove 63.5mm
AR Width of groove 6-14 mm
F AR Cutting edge @ 200 mm \ J
ftD F — BRI (d2) 13 DIN 1381225
Bore (d2) with longitudinal keyway to DIN 138 .
WA —
b for Indexable insert
2
247 314
Type
2]
©
[
—
.| B
P2 [
1 M
w

X = ABFN—T3>

Picture = right hand cutting version

Lk z Ds | t. | d | b, | d | w | BEFH-—k | EBEFY—b
Part number right hand insert left hand insert
382.0200.50.06 18 200 63.5 50 10 71 6 9x R314... 9x L314...
382.0200.50.08 18 200 63.5 50 12 71 8 9x R314... 9x L314...
382.0200.50.10 18 200 63.5 50 14 71 10 9x R314... 9x L314...
382.0200.50.12 18 200 63.5 50 14 71 12 2x6 R314... 6x L314...
382.0200.50.14 18 200 63.5 50 16 71 14 2x6 R314... 6x L314...
O EIEBEBNEHLEIEI L, mmiRsc
Further sizes upon request Dimensions in mm
1 U DBER N IL I BIZIILR— DL ER E CHER T S0\,
For torque specification of the screw, please see Technical Instructions.
Fimahan
Spare Parts
BTSTZ {/I(ﬁi%ggj%dt?er_ ?lal.r’nping Screw 'I|'~O} ;Xagl(_lljsfev‘-rench
382.0200.50.06 5F.06T15P T15PQ
382.0200.50.08 5F.08T20P T20PQ
382.0200.50.... 5.10T20P T20PQ

F5



BANT ST

Groove milling

(ph HORN i)

7—N\—f{48hy 72—

Arbor Mounted Cutter

383

Depth of groove up to

Width of groove
Cutting edge @

L314...

BABRS
1]
F S
TR —BDIN138ZEHL
Bore (d3) with cross keyway to DIN 138
5 I
I
| o
- | - Slo
Q@
>
M
E
—
w
SELLS

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

383.0100.27.06
383.0100.27.08
383.0100.27.10

HOTEFEBUWEHLEIZI L,

Further sizes upon request

Z Ds
10 100
10 100
10 100

25
25
25

h | d,
50 | 48
50 | 48
50 | 48

L OBIEMT MLV EBIFIIIR— DL BERMER # TR T S0,

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

FiiwgBan

Spare Parts
F—N—B{FBhy 52—
Arbor Mounted Cutter
383.0100.27.06
383.0100.27.08
383.0100.27.10

F6

Rl
Clamping Screw

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

fal

Screw
12.30.912
12.30.912
12.30.912

[ )
25 mm
6-10 mm
100 mm \_ W,
BRI —k
for Indexable insert
247 314
Type
d, | w | BBFrov—r | EBFrov—b
right hand insert left hand insert
27 6 5x R314... 5x L314...
27 8 5x R314... 5x L314...
27 10 5x R314... 5x L314...
mmz&52
Dimensions in mm
FILOZLF
TORX PLUS® Wrench
T15PQ
T20PQ
T20PQ



BANT ST

Groove milling

(ph HORN i)

7—N\—{48hy 72—

Arbor Mounted Cutter

RAERS
B
Rt

TR F—EDIN138ZEHL

Depth of groove up to
Width of groove
Cutting edge @

Bore (d3) with cross keyway to DIN 138

h

h
i

od,
od,

max

_EJ(.H

| |
w |

X = ABFN—Ta>

Picture = right hand cutting version

Bt

Part number

383.0200.40.06
383.0200.40.08
383.0200.40.10
383.0200.40.12

18 200 54
18 200 54
18 200 54
18 200 54

HOTEIFEBUWEHLEIZI L,

Further sizes upon request

383

AL OBEIEFT MLV EIFIIIR— DD EISMER 2 CHEER TS,

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

F{imgBan

Spare Parts
F—N—B{FBhy 52—
Arbor Mounted Cutter
383.0200.40.06
383.0200.40.08
383.0200.40....

Rl
Clamping Screw

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

54 mm
6-12 mm
200 mm

Q2

@Ds i

h d, d,

50 90 40

50 90 40

50 90 40

50 90 40
MLOZXLF

TORX PLUS® Wrench

T15PQ
T20PQ
T20PQ

10
12

[ I
- 4
WA H—K
for Indexable insert
217 314
Type
aBFIY—~ EBF -k
right hand insert left hand insert
9x R314... 9x L314...
9x R314... 9x L314...
9x R314... 9x L314...
2x6 R314... 6x L314...
mmzRsc

Dimensions in mm

F7
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Groove milling

19 —F 314 - >,

Indexable Insert

AR Width of groove 6-14 mm
@ 4
BT RV H—

Disc Milling Cutter

247 383
Type 382
R=ABFN—JaVER L=EBFN—-T3>
R = right hand version shown L = left hand version
B w b, r s 0 | 6 | W
Part number S a2
< | F | F
R/L314.6032.00 6 32 0.2 2.7 A/A | A/A | A/A
R/L314.8043.00 8 43 0.2 4.1 A/A | A/A | A/A
R/L314.0054.00 14 5.4 0.2 52
N314.0056.00 - 5.6 0.2 52
A TE[ES [ onstock A 4B [ 4weeks x HRINEHEIEI L)/ upon request
@ H#E5E / recommended
0 EE5 _H#EXE / alternative recommendation
- SEHESE / not suitable
/>—t / uncoated grades
O—7 > / coated grades
B O/ —Xwhk / brazed/Cermet
MMRED e e
Dimensions in mm Carbide grades

RIUNIZEBTF/ EBF/BFELEZIBLET,

§tate R, L or N version

Rz

N314.0056.00 FFkm v a— CERTIIEER T — b
Note:
Standard insert N314.0056.00 for use with special cutters.

F8



BANT ST R (ph HORN i)

Groove milling

17—t 314 - \

Indexable Insert

B Width of groove 6-10 mm

\ N Y,

BT VB R —
Disc Milling Cutter

2417 383
Type 382
r
|
[
R=ABFN—JaVER L=EBFN—-T3>
R = right hand version shown L = left hand version
B w b, r 0 | o
Part number o | &
< [—
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 TTET /onstock A 4B [ 4weeks x BEWVEHELIZ T/ upon request
@ HELE / recommended
0 55 _#£%E / alternative recommendation
- JEHESE / not suitable
/>—h [ uncoated grades
d—7«>7fh / coated grades
Bl O/ —X Wk /[ brazed/Cermet
mm3REo MR
Dimensions in mm Carbide grades

R/ILIZAEBF/ EBFEIELET,

State R or L version

F9
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Slot Milling

(ph HORN i)

T RIEN Y Z—
Disc Milling Cutter
M310

A7V )a—1>hy
A —Screw-in cutter

M310

7—/N\—B By 2 —
Arbor Mounted Cutter

M310

10—k
Indexable Insert

S310

F10

i

5]

N

R— [page
F12-F13

R—2 [page
F14

o

N %

R—2 [page
F15-F16




1] w» — " —
éfotjmﬁg hys (ph HORN i)

M310

FoRAIBIH L — Disc Milling Cutter
A9V a—2hy3— Screw-in Cutter
FN—BfIEnY I — Arbor Mounted Cutter
AfE 3-5mm Width of slot  3-5mm

FFetE 1 @50 -200 mm Cutting edge @ 50 - 200 mm

F11



AUy F—=HyF—
Slot Milling

(ph HORN i)

Foq 2RO Py 4 — M310

Disc Milling Cutter

50 mm
3mm
80-160 mm

RAERS
B
R

Depth of milling up to
Width of slot
Cutting edge @

fit D —EI7Y (d2) (F DIN 138%4EHL
Bore (d2) with longitudinal keyway to DIN 138

LS310...

tmax

@ Ds

X = ABFN—Ta>

Picture = right hand cutting version

Lk z Ds | t. | d, | b | d
Part number
M310.0080.27.03 8 80 18 27 8 40
M310.0100.32.03 10 100 25 32 8 46
M310.0125.40.03 12 125 32 40 10 54
M310.0160.40.03 16 160 50 40 10 54

DTEIFEBENEHETIT L,

Further sizes upon request

L DOBEER B ILIBIZIILR— DL ERITERZ TSR T S0,

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

Fiwgban

Spare Parts
=0 2 BRI B — BL FLOZLYF
RG-St Clamping Screw TORX PLUS’ Wrench
M310... 030.0324.T7P T7PL

F12

w W w w

. P

BRI —b

for Indexable insert

217 S310

Type
ERFEAF—L | EBE -~

right hand insert left hand insert
4x RS310.3017.00 4x 1.S310.3017.00
5x RS$310.3017.00 5x1.S310.3017.00
6x RS310.3017.00 6x 1.S310.3017.00
8x RS310.3017.00 8x 1S310.3017.00
mmzRsc

Dimensions in mm



AUy F—=HyF—

(ph HORN i)

Slot Milling
— 1
T4 ROBNy - M310 4 N
Disc Milling Cutter
BRABERS Depth of milling up to 70 mm
U] Width of slot 4-5mm
HEFE Cutting edge @ 80-200 mm \_ j
fit D —EI7Y (d2) (F DIN 138%4EHL
Bore (d2) with longitudinal keyway to DIN 138 .
WA —
for Indexable insert
LS310...
5 2447 S310
Type
5|
E
S - !
@ Ds =
=ABFN-Tav
Picture = right hand cutting version
2 Z | bs |t | d | b | d | w | BEFY-—F EBFH—
Part number right hand insert left hand insert
M310.0080.27.04 8 80 18 27 8 40 4 4x RS310.4023.00 4x 1L.S310.4023.00
M310.0100.32.04 10 100 25 32 8 46 4 5x RS310.4023.00 5x LS310.4023.00
M310.0125.40.04 12 125 32 40 10 54 4 6x RS310.4023.00 6x LS310.4023.00
M310.0160.40.04 16 160 50 40 10 54 4 8x RS310.4023.00 8x 1S310.4023.00
M310.0200.40.04 20 200 70 40 10 54 4 10x RS310.4023.00 10x LS310.4023.00
M310.0080.27.05 8 80 18 27 8 40 5 4x RS310.5028.00 4x 1.S310.5028.00
M310.0100.32.05 10 100 25 32 8 46 5 5x RS310.5028.00 5x LS310.5028.00
M310.0125.40.05 12 125 32 40 10 54 5 6x RS310.5028.00 6x LS310.5028.00
M310.0160.40.05 16 160 50 40 10 54 5 8x RS310.5028.00 8x 1.S310.5028.00
M310.0200.40.05 20 200 70 40 10 54 5 10x RS310.5028.00 10x LS310.5028.00
HOTESBHVEDETE T L, mmEAE
Further sizes upon request Dimensions in mm
L DBEST B IL 7 EBIFI11R— LR E R Z SRS T S0,

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

F b an

Spare Parts
= U vy A7 — [l FLOZLF
BTS‘EﬁI l%gﬁcdt?er Clamping Screw TORX PLUS® Wrench
M310....04 030.3535.T8P T8PL
M310....05 030.3543.T8P T8PL

F13



AUy F—=HyF—

(ph HORN i)

Slot Milling
N
2O 2~V hyE— M310 - \
Screw-in cutter
BRABERS Depth of milling up to 20 mm
U] Width of slot 3.5 mm
HEFE Cutting edge @ 50-63 mm \_ Y.
WA —
for Indexable insert
@ Ds 4247 S310
Type
¥
=
]
RS310
LS310
=ABFN—-Tay
Picture = right hand cutting version
Rl Z | Ds h L, d, d, | SW | w | t_ | BBFrY—t EBFA > —
Part number right hand insert left hand insert
M310.0050.M10.03 6 | 50 | 33 | 13 | M10 | 18 15 3 15 3xRS310.3017.00 | 3xLS310.3017.00
M310.0063.M12.03 6 | 63 | 39 | 15 | M12 | 21 17 3 20 3xRS310.3017.00 | 3xLS310.3017.00
M310.0050.M10.04 6 | 50 | 34 | 14 | M10 | 18 15 4 15 3x RS310.4023.00 | 3x LS310.4023.00
M310.0063.M12.04 6 | 63 | 40 | 16 | M12 | 21 17 4 20 3xRS310.4023.00 | 3x1S310.4023.00
M310.0050.M10.05 6 | 50 | 35 | 15 | M10 | 18 15 5 15 3x RS310.5028.00 | 3x1S310.5028.00
M310.0063.M12.05 6 | 63 | 41 | 17 | M12 | 21 17 5 20 3xRS310.5028.00 | 3xLS310.5028.00
MOTEIFBEELEHLETIEI L, MmMiREC

Further sizes upon request

L OBIEMT MLV EIFIIIR— D LBERMER # TR T I U,

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

Fiimahan

Spare Parts
A9Va—1Vhys— Rl FLORLF
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

Dimensions in mm



AUy F—=HyF—

(ph HORN i)

Slot Milling
N 1
F—N—Hf3Ehy 52— M310 4 )
Arbor Mounted Cutter
RARBRS Depth of milling up to 44 mm
B8 Width of slot 3mm
F R Cutting edge @ 80-160 mm \_ J
TR —EBDIN138ZEHL
Bore (d3) with cross keyway to DIN 138 .
WA Y —
for Indexable insert
247 S310
Type
o o
—lr——T |
[ ]
5
i
et
!
wil
—t h
=ABFN—-Tav
Picture = right hand cutting version
Bzt z | bs | t, | h | d | d | w | BEErH—r | EBFEH—b
Part number right hand insert left hand insert
M310.0080.22.03 8 80 23.0 40 33 27 3 4x RS310.3017.00 4x 1S310.3017.00
M310.1100.27.03 10 100 25.0 50 48 27 3 5x RS$310.3017.00 5x 1LS310.3017.00
M310.1125.27.03 12 125 35.7 50 48 27 3 6x RS310.3017.00 6x LS310.3017.00
M310.1125.32.03 12 125 325 50 58 32 3 6x RS310.3017.00 6x 1.S310.3017.00
M310.1125.40.03 12 125 26.5 50 70 40 3 6x RS310.3017.00 6x LS310.3017.00
M310.1160.40.03 16 160 44.0 50 70 40 3 8x RS310.3017.00 8x LS310.3017.00
MOTEIEBERVEHLETIEI L, mmz<sc
Further sizes upon request Dimensions in mm
1o U DBERN N IL I BIZIIIR— DL ERE CHER T S0\,
For torque specification of the screw, please see Technical Instructions.
Fimahan
Spare Parts
7= N—Rfd8 Ry 2~ NALVF L PO ST
Arbor Mounted Cutter Allen Wrench Clamping Screw TORX PLUS® Wrench
M310.0080.22.03 SW8,0 DIN 911 030.0324.T7P T7PL
M310.1100.27.03 SW10,0 DIN 911 030.0324.T7P T7PL
M310.1... 030.0324.T7P T7PL

F15



AUy F—HnyFa—

Slot Milling

(ph HORN i)

7—N\N—{48hy 72—

Arbor Mounted Cutter

RAERS
B
Rt

TR —EDIN138ZEHL

M310

Depth of milling up to
Width of slot
Cutting edge @

Bore (d3) with cross keyway to DIN 138

X = ABFN—Ta>

Picture = right hand cutting version

Bt

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

VA Ds
8 80
10 100
12 125
12 125
12 125
16 160
20 200
8 80
10 100
12 125
12 125
12 125
16 160
20 200

oTEFIBEBULWEHEIZT L,

Further sizes upon request

L OBIEMMT b IL7BIFIIIR— DL NER ZC

e |
thX

wil

—— h
o h d,
23.0 40 33
25.0 50 48
37.5 50 48
32.5 50 58
26.5 50 70
44.0 50 70
64.0 50 70
23.0 40 33
25.0 50 48
37.5 50 48
32.5 50 56
26.5 50 70
44.0 50 70
64.0 50 70

E eI

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

FEskam

Spare Parts
T—N—B{38hy &2—
Arbor Mounted Cutter
M310...04
M310.0080.22.05
M310...27.04/05
M310...32.05/...40.05

F16

[l

Screw
10.30.912
10.30.912
12.35.912

16.35.7984

NALYF

Allen Wrench
SW8,0 DIN 911
SW8,0 DIN 911
SW10,0 DIN 911
SW12,0 DIN 911

( N\
64 mm
4-5mm
80-200 mm \ j
WA —
for Indexable insert
247 S310
Type
o o
T | T
[ ]
d, | w | AEBFrH—k EBFA T —h
right hand insert left hand insert
22 4 4x RS310.4023.00 4x LS310.4023.00
27 4 5x RS310.4023.00 $229.0300./0400...
27 4 6x RS310.4023.00 6x L.S310.4023.00
32 4 6x RS310.4023.00 6x L.S310.4023.00
40 4 6x RS310.4023.00 6x L.S310.4023.00
40 4 8x RS310.4023.00 8x LS310.4023.00
40 4 10x RS310.4023.00 10x LS310.4023.00
22 5 4x RS310.5028.00 4x 1L.S310.5028.00
27 5 5x RS310.5028.00 5x LS310.5028.00
27 5 6x RS310.5028.00 6x LS310.5028.00
32 5 6x RS310.5028.00 6x LS310.5028.00
40 5 6x RS310.5028.00 6x LS310.5028.00
40 5 8x RS310.5028.00 8x L.S310.5028.00
40 5 10x RS310.5028.00 10x LS310.5028.00
mm3RED
Dimensions in mm
Ll FMLORLF
Clamping Screw TORX PLUS® Wrench
030.3535.T8P T8PL
030.3543.T8P T8PL
030.3543.T8P T8PL
030.3543.T8P T8PL




AUy F—=HyF—
Slot Milling

(ph HORN i)

1% =F S310

Indexable Insert

AR Width of groove
S
il
E
Sl S
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B w r
Part number
R/LS310.3017.00 3.000 0.15
R/LS310.3118.00 3.175 0.15
R/LS310.4023.00 4.000 0.20
R/LS310.5028.00 5.000 0.20
A TEES /onstock A4BRE [ 4weeks x BREWVEDLEIETI LY/ upon request
@ H#E5E / recommended
0 55 _H#EXE / alternative recommendation
- FEHESE / not suitable

/> —h [ uncoated grades
O—7+>%& / coated grades
B O/ —Xwhk / brazed/Cermet
mmzRad
Dimensions in mm

R/ILIZAEBF/ EBFEIRLET,

State R or L version

3-5mm

17
1.8
2.3
2.8

WA YE—HyH—
Slotting cutter

247 M310
Type
° 2 9|y
0|2z
< |+ | F
1.6 A/A
16 A/A
2.2 A/A | A/A | A/A
2.7 A/A | A/A | A/A

iBrEM1E
Carbide grades

F17



(ph HORN piil)

F18



PRBLYIDIS512X
Thread Milling (I]h Lol ["D

Wi X7 L/System ~R—[Page

M306 G2
M308 G12
M311 G22
M313 G30
M328 G40
M332 G50
M275 G56

380 G62

Gl



RLCYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

SO % %
Milling shank
M306

1> —h
Insert

107/ 306/ 606

G2

R—2 [Page
G4

i

R—2 [Page
G6-G7,G10

R—2 [Page
G9,G11



RBLYIDTS1R (HRL)
Thread Milling (internal) (I]h HORN I]tD

M306

RLEYID TS XADhyH— Thread Milling Cutter

(sM+#ERENNTIA) (by circular interpolation)
IR T 39.6 mm~ from Cutting edge @ 9.6 mm

G3



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

S—U¥Toesy M306 - \
Milling shank PR Yzt

with through coolant supply

bases Cutting edge @ Ds from 9.6/9.7/11.7 mm
- 4
2w OB B
Material of shank: Carbide - Giving a good vibration resistance N
WA Y —
I for Insert
e 1 - .-.
I
- 2 - DIN6535HA 217 108
Type 306
A= 2 606
@1__J'I—._—L~I A =
o
]
DIN6535HB DING535HE
/ /
( z w© A ©
— _cm ______ . e a——— -Dm
| B S} I {} E S
=ABFN-Tav
Picture = right hand cutting version
Bzt d ! ! d, FZAR
Part number Form
M306.0712.02A 12 90 30 73 A
M306.0716.01A 16 100 25 7.3 A
M306.0716.02A 16 110 35 7.3 A
M306.0712.02B 12 90 30 73 B
M306.0716.01B 16 100 25 73 B
M306.0716.02B 16 110 35 7.3 B
M306.0712.02E 12 90 30 173 E
M306.0716.01E 16 100 25 73 E
M306.0716.02E 16 110 35 73 E
HOTEIEBNEDETEI L, Ds <HEIE 7 Yt — b R—UETBRBLZT L, mmzad
Further sizes upon request Ds see inserts Dimensions in mm

U OBEIEFT M L7 EBIFI11R— S RS ER 2 CHESET I W,

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

F{imaBan

Spare Parts
SRl P27 522 07274 1M FMLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
M306... 2.6.5T8EP T8PL

G4



RLYIDIT #BE
THREAD-OVERVIEW

(ph HORN i)

19— ~DEE

247 108,306,606

Selection for thread inserts type
IH5VWHB L. X— KL X1 108,306,606
Partial pro ile, metric type 108, 306, 606

cvF/richP | 05 |0.75)] 1.0 |(1.25)] 15 |(1.75)] 20 | 25 | 30

-
1 CMET) / Nominal diameter
27 /type 108 /Ds 9.6
R/L 108.0205.01 | 212 | 212
R/L108.0510.01 214 | 214
R/L108.0815.01 216 | 216
%+ 7 /type 306 / Ds 10.0
306.0515.01 212 | 212 [ 213 | 213 | 214
306.1020.01 2 16
21 7 [type 306 /Ds 11.7
306.0815.01 > 18
306.0720.01 216 | 216 | 216 | 216 | 216
306.2530.01 220 | 220
27 /type 606 / Ds 10.0
606.0515.01 | 212 | 212 | 213 | 213 | 214 | | | |
A 7 [type 606 /Ds 11.7
606.0720.01 | | | 216 | 216 | 216 | 216 | 216 | |

TEVHMF. X—KILRLE 1 7306
Full profile, metric type 306

£ F/ Pitch P | 1.5

| 20 | 25 | 30 | 35

13 LMD, / Nominal diameter

247 [type 306/ Ds 11.7

306.0815.02 | 222

2+ /type 306 / Ds 10.0

306.1020.02 |

224 [ |

IHVHME
Full profile, Whitworth type 306, 606

T+ bRLEZA 306,606

s TPI/ tp | 19 | 14 | 1
AL M/ Thread —
JEEL
247/ 5pe306/Ds9.7__ TRENZHOHEER & DS
306.5519.10.02 | Gu%" | | VBRI LN A W 4 — G
217 /type306/Ds 11.7 URIETS 74— LI S5—%
306.5519.02 G%" fe_ LET,
306.5514.02 G2"
306.5511.02 G1"
A 7 [type 606 / Ds 9.7
606.5519.10.02 | G% Attention:
517 /type 606 /Ds 11.7 Recutting of the milling tool will
606.5519.02 G%" create profile errors if the nominal
606.5514.02 G diameter of the component will be
smaller than recommended.

G5



RLYD T 51 Z (HRAL) T5VHE
Thrl'e'azijl\?/l)illing(intern(al) ParLtTgl prcl)?ile AL (I]h ol I]h)

1P —h 107 q N

Insert
EvF Pitch 0.5-1.75 mm
PSPt Cutting edge @ 9.6 mm
. o
BRI vy
f for Milling shank
b -\ 247 M306
- Ny 18 =
: | -
.
a Detail X
e
X \?/, |
\_ __“ia_ uJI
Milling shank y lsoﬁ(_lsl’\c;lénu ;
. . — N . etrisches -Gewinae
R=ABFN—-IaVER L=EBFN -3
R = right hand version shown L = left hand version
Rl P P oo 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 TE[ES [ onstock A 4B [ 4weeks x NG HEIEILY / upon request
@ HE2E / recommended
0 5 HELE / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
d—7+>7& / coated grades
B OUf/—Xwhk / brazed/Cermet

MmMREC BEMiE
Dimensions in mm Carbide grades
RILISEBF/ EBFeELED

State R or L version

G6



RLYIDI7S14 X (HRAL) I5VWALL
Thread Milling (internal) Partial profile

(ph HORN i)

‘ —
19—k 306 e N
Insert
EwF Pitch 0.5-3mm
PSpits Cutting edge @ 10-11.7 mm
- 4
BRIV Sv>y
for Milling shank
247 M306
_@ Type
|
| w
)
IISNZSARYx v
i Milling shank 3
Metrsthes 150-Gowind
. . etrisches -Gewinae
=GEFN—-U3>
Picture = right hand cutting version
ﬂit P Pmax E S Ds %_) g g 0 g
Part number I
IEIE|F|E
306.0515.01 0.5 1.5 2.30 34 10.0 A | A A
306.1020.01 2.0 2.0 2.20 34 10.0 A A
306.0720.01 1.0 2.0 1.95 34 11.7 A A | A
306.0815.01 1.5 1.5 2.25 34 11.7 A A A
306.2530.01 2.5 3.0 1.70 34 11.7 A A | A

A TTES /onstock A4IBR /4 weeks x BEWNVEHELTETL) / upon request
@ HE3E / recommended
0 55 _H#EXE / alternative recommendation
- FEHELE [ not suitable
/>—h [ uncoated grades
d—7 7 / coated grades
B O/ —X vk / brazed/Cermet

mm3ikag

Dimensions in mm

e 1E
Carbide grades

G7



RBLYDITSAX (HRL) S5VWHTE
Thread Milling (internal) Full profile

(ph HORN i)

1o%=F 306

Insert
EvF Pitch 1.5-2mm
F R Cutting edge @ 10.0/11.7 mm

Y
A
5 | i
uf S
LI L L Y
| — . .
' | Milling shank
=ABFN—-Tav
Picture = right hand cutting version
B P E s
Part number
306.1020.02 2.0 2.20 3.4
306.0815.02 15 2.25 34

A TEES /onstock A4BRE /4 weeks x BREWVE DB IE T/ upon request
@ HEXE / recommended
0 Z5 _#E%E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmR5c

Dimensions in mm

G8

-

WA

SN

for Milling shank

2447 M306

Type

ISOX— KL
Metrisches 1ISO-Gewinde

Ds

10.0
11.7

g 1E
Carbide grades



\\t — » :_k-L\ y 3
¥ﬂégaﬁgﬁ&§£?ﬁ#&d£>lﬂﬁ- (thORNﬂ“)

19%—F 306 - ~
Insert

RLCILEL Threads per inch 11-19

F R Cutting edge @ 9.7/11.7 mm

" 4

BRAI-UYTS vy
for Milling shank

247 M306
Type
A
P |
[}
o
T} ] w
L 2] !
= Y
G A, o | = i .
! \7 SAARVYUY - s
| ! = i b
| Mill hank
Ll b DIN 1SO 228;(259)
o NN B K UV2999ZEHL
N E%fl\ =3~ . Metrisches ISO-Gewinde
Picture = right hand cutting version
Part number I
IEIE|F|E
306.5519.10.02 19 2.2 34 9.7 A A
306.5511.02 11 1.7 34 11.7 A A A X
306.5514.02 14 2.0 34 11.7 A A X A
306.5519.02 19 2.2 34 11.7 A A
A TEES /onstock A4BRE [ 4weeks x BREWVE LT IET LY/ upon request
@ H#E5E / recommended
0 FE _H#EEE / alternative recommendation
- 3EHESE / not suitable
/>—t / uncoated grades
O—7 > / coated grades
B O/ —X vk /brazed/Cermet
mmiksd e e
Dimensions in mm Carbide grades

G9



RBLYDISA R (HRL) T5VHEL

Thread Milling (internal) Partial profile

(ph HORN i)

s —
19—k 606 s N
Insert
EvF Pitch 0.5-2 mm
PSpits Cutting edge @ 10,0/11,7 mm
- 4
BREI—UVT v
for Milling shank
247 M306
Type
‘\7 ARV D
Milling shank N
g SR o
) . etrisches -Gewinae
=GEFN—-U3>
Picture = right hand cutting version
B P P E s Ds
Part number
606.0515.01 0.5 15 2.30 3.15 10.0
606.0720.01 1.0 2.0 1.95 3.15 11.7

A TEES /onstock A4BRE [ 4weeks x BREWVE DB IET LY/ upon request
@ HEXE / recommended
0 Z5 _H#EXE / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmR5c

Dimensions in mm

g 1E
Carbide grades

G10



\\t — » :_k-L\ y 3
¥ﬂégaﬁgﬁ&§£?ﬁ#&&£>lﬂﬁ- (thORNﬂ“)

N
19—k 606 = ™\
Insert
RLCLES Threads per inch 14-19
TR Cutting edge @ 9.7/11.7 mm
. 4
BRI —-U>ISvy
for Milling shank
2147 M306
= Type
|
W
|
T34 RAv Y .
— Jaqv L
Milling shank DIN 1SO 228;(259)
o NN B K UV2999ZEHL
= EBFN—Tar Metrisches ISO-Gewinde

Picture = right hand cutting version

Rl TPI E s Ds 0
Part number P

<
606.5519.10.02 19 2.1 33 9.7 A
606.5514.02 14 2.0 33 11.7 A
606.5519.02 19 2.1 33 11.7 A

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY / upon request
@ HE2E / recommended
0 5 HELE / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
d—7+>%& / coated grades
B OUf/*—Xwhk / brazed/Cermet
mm3&&2 e fE

Dimensions in mm Carbide grades

Gl1



RLCYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

SO % %
Milling shank
M308

1> —h
Insert

111/308/ 608

G12

R—2 [Page
G16,G18-G19

R—2 [Page
G17,G20



BLYIDT SR (HBL)
Thread Milling (internal) (I]h HORN I]tD

M308

RLEYDISARAhyH— Thread Milling Cutter

(RN #ERIMNIA) (by circular interpolation)
FER © 313.4mm~ from cutting edge @ 13.4 mm

G13



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

S—U¥TSesy M308 - \
Milling shank PR Yzt

with through coolant supply

HEE Cutting edge @ 13.4/15.7 mm
& >
SO ME: B
Material of shank: Carbide - Giving a good vibration resistance .
B —
I for Insert
1 i
DING535HA 2D 547 111
/ Type 308
_DE 608
Alls
DING535HE
/
| "I
) E |s
= BBFN—Tay
Picture = right hand cutting version
5 d ) L d, i
Part number Form
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
M308.1012.02B 12 110 42 9.5 B
M308.1016.01B 16 110 33 9.5 B
M308.1016.02B 16 110 45 9.5 B
M308.1016.03B 16 130 64 9.5 B
M308.1012.02E 12 110 42 9.5 E
M308.1016.01E 16 110 33 9.5 E
M308.1016.02E 16 110 45 9.5 E
M308.1016.03E 16 130 64 9.5 E
tOTAEIEBEVED LT, Ds <Pl 1 >4 — hR—UE TSRS L, mmRa2
Further sizes upon request Ds see inserts Dimensions in mm

1AL OBIEMT S LV BIFIIIR— DL PEEMER # TR T S0,

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

Fimahan

Spare Parts
SRl P27 522 07274 1M FLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
M308... 3.5.12T10EP T10PL

G14



RLYIOINT HE (ph HORN i)

Thread Overview

12— ~DFEE 247 111,308,608

Selection for thread inserts type

IH5VWHAREL. X—RKILR L& 111,308

Partial profile, metric type 111, 308

EvF/eicnP | 05 |0.75)] 1.0 [(1.25)] 15 |(1.75)| 20 | 25 | 30
13 LT / Nominal diameter

60"

2+ 7 [type 111/ Ds 13.4
RIL111.0205.01 | =18 | 216
R/L111.0510.01 218 | 218
R/L111.0815.01 220 | 220
R/L111.1020.01 222
R/L111.1325.01 > 24
A 7 [type 308 / Ds 13.2

308.1325.01 | | | | | | | | 218 |
24 7 [type 308 / Ds 15.7

308.0815.01 222
308.0720.01 220 | 220 | 220 | 220 | 220
308.2530.01 224 | 224

IHo5WVWHAR L. X— KL 17608
Partial pro ile, metric type 608

cvF/eicnP | 05 |©0.75)] 1.0 |(1.25)] 15 |(1.75)] 20 | 25 | 30

e
1 CMET) / Nominal diameter
2+ 7 [type 608 / Ds 13.2
608.1325.01 | | | | | | | | 218 |
24 7 [type 608 / Ds 15.7
608.0720.01 220 220 220 220 220
608.2530.01 > 24 >24

SHOVWHNEI. Yo v bRLEH 111,608
Full profile, Whitworth type 111, 608

= tpi / tpi 19 14
13 CMETE / Nominal diameter

%247 [uype111/Ds 134

111.5519.02 >18

111.5514.02 > 21
13 CIETY/ Thread

247 [ type 608 / Ds 13.5

608.5514.02 | | eweu

=z,
=\
—

=+

pas
FREDECHOERERL D/ NEVGFEICRLYID Ay Z—THBYHIZ{T 2 74 —LAT S — %I L&Y,

Attention:
Recutting of the milling tool will create profile errors if the nominal diameter of the component will be smaller than
recommended.

G15



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

19—k 111 j B
Insert [
|
EvF Pitch 0.5-2.5 mm | \MWV
F R Cutting edge @ 13.4 mm
& 4

BRI-UYTS vy
for Milling shank

| 2147 M308
‘ o 1 - - Type
5]
1
FFHAX
Detail X
o

V—)UiRVA—IEE

Toolholder face " lSOﬁ( _IEI‘;\C; I/GXQ C g
o _ C etrisches 1ISO-Gewinde
R=HBBFN—3VRR L= EBFN—-a>
R = right hand version shown L = left hand version
B P P E s f a d D.. N|w | w|w
Part number Ol 822
= L = =
R/L111.0205.01 0.5 0.75 3.5 4.15 6.7 10.7 8 11 A/A | A/A | A/A
R/L111.0510.01 1.0 1.25 33 4.15 6.7 10.7 8 11 A/A | A/A | A/A
R/L111.0815.01 1.5 1.75 33 4.15 6.7 10.7 8 11 A/A | A/A | A/A
R/L111.1020.01 2.0 2.00 3.0 4.15 6.7 10.7 8 11 A/A | A/D | A/A
R/L111.1325.01 2.5 2.50 2.8 4.15 6.7 10.7 8 11 AN | AIA | AID | A/A
A TEES /onstock A4BRE /4 weeks x BREIWVE DB IE T/ upon request
@ HE3E / recommended
0 25 _#£%E / alternative recommendation
- JEHEEE / not suitable
/>—h [ uncoated grades
d—7 7 / coated grades
Bl O/ —X vk /[ brazed/Cermet
mmiRsc BT
Dimensions in mm Carbide grades

R/ILIFAB T/ EBTZELET,

State R or L version

G16



RBLYDISA X (HRL) SBEVHGE

Thread Milling (internal) Full profile

(ph HORN i)

1o%=F

111

FFARX

Detail X

Insert
R Threads per inch
TR Cutting edge @
f
. \ A
(]
e )
: 2
a
+

RV D2y B 22 B

Milling shank
R=ABFN—IaVRR
R = right hand version shown
B TPI
Part number
R/L111.5514.02 14
R/L111.5519.02 19

@ HEXE / recommended
0 55 " H#EXE / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmiR5c
Dimensions in mm

R/ILIZAB T/ EBTZELET,

State R or L version

2.5
29

A TEES /onstock A4BRE [ 4weeks x BREWVE DB IET LY/ upon request

L=EBFN—-T3>

L = left hand version

4.15
4.15

6.7
6.7

4 )
14-19
13.4mm
. 4
BRI vy
for Milling shank
2147 M308
Type
Jaqv L
DIN ISO 228;(259)
B K UV2999ZEHL
Metrisches ISO-Gewinde
a d Ds DI
10.7 8 13.4 11
10.7 8 134 11

g1
Carbide grades

G17



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

19—k 308 4 )
Insert

EwF Pitch 1-3mm

PSpits Cutting edge @ 13.2/15.7 mm

(& 4

BRI-UYTS vy
for Milling shank

g 2447 M308

J Type

Milling shank .
g Metrishes 50 Gawind
. . etrisches -Gewinae
=ABFN—-Ta>
Picture = right hand cutting version
ﬂit P Pmax E S Ds g_) g g 0 g
Part number I
IEIE|F|E
308.1325.01 2.5 2.5 3.3 4.7 13.2 A | A
308.0720.01 1.0 2.0 33 4.7 15.7 A A
308.0815.01 15 15 3.7 4.7 15.7 A
308.2530.01 2.5 3.0 2.7 4.7 15.7 A A A A
A TE[ES /onstock A 4B [ 4weeks x HRINEHEIEIL) / upon request
@ H#E5E / recommended
0 ZE_H#EXE / alternative recommendation
- 3EHESE / not suitable
/>—t / uncoated grades
O—7 > / coated grades
B O/ —X vk /brazed/Cermet
mmiksd e e
Dimensions in mm Carbide grades

G18



RLYIDI7S14 X (HRAL) I5VWALL
Thread Milling (internal) Partial profile

(ph HORN i)

1o%=F 608

Insert
EwF Pitch 1-3mm
PSpits Cutting edge @ 13.2/15.7 mm

7
B !
[S]
?
/’\.\ A
& @
LLl /’ @

T34 Rx2Y
Milling shank
=ABFN-Tav
Picture = right hand cutting version
Bz P P E s
Part number
608.1325.01 2.5 2.5 3.3 4.55
608.0720.01 1.0 2.0 33 4.55
608.2530.01 2.5 3.0 2.9 4.55

A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIEIL) / upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
d—7+>%& / coated grades
B OUf/*—Xwhk / brazed/Cermet
mm3&&2

Dimensions in mm

S

~

WA

S P

for Milling shank

2447 M308

Type

ISOX— KL
Metrisches 1ISO-Gewinde

Ds

132
15.7
15.7

g
Carbide grades

G19



\\t — » é — L\ y 3
%rle’acjjjl\r/l)ilawg(i'gtezrn(zﬁ’)) g%l%p)roﬂlg A (I]h ol I]h)

19—k 608 - N
Insert

RUCLLEL Threads per inch 14

F R Cutting edge & 13.2/15.7 mm

" 4

BRAI-UYTS vy
for Milling shank

2147 M308
i e
LT
254 Rw D
. . e Jaqv L
; illing shan DIN 1SO 228;(259)
B £ V29994

X = ABFN—T3>

Picture = right hand cutting version

Metrisches ISO-Gewinde

Rl TPI E S Ds
Part number

608.5514.02 14 3.2 4.7 135

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY/ upon request
@ H#E5E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
d—7+>7& / coated grades
B O/ —X vk / brazed/Cermet
MmmR5C BEEIATE

Dimensions in mm Carbide grades

G20



(ph HORN i)

G21



RLCYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

S 0%/
Milling shank
M311

1> —h
Insert

311/611

G22

R— [Page
G24

R—2 [Page
G26, G29

R—2 [Page
G28



RBLYIDTS1R (HRL)
Thread Milling (internal) (I]h HORN I]tD

M311

RCYIDIT A1 RhyH— Thread Milling Cutter
(MM #ERIMNIA) (by circular interpolation)

P @17.7mm~ from cutting edge @ 17.7 mm

G23



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

SR e M311 r \
Milling shank PR Yzt

with through coolant supply

TR Cutting edge @ 17,7 mm
& >
2w OB B
Material of shank: Carbide - Giving a good vibration resistance .
WA —
|1 for Insert
|
2 s DINB535HA 47 311
= gi Type 611
- A |3,
-
=
DIN6535HB DING6535HE
/ | /
| 3 4 B
) B s, | E lls
=ABFN-Tav
Picture = right hand cutting version
Bzt d ! L d PR
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
tOTFEFBHVEDEETL, Ds F3&lE o > — hR—D% TBR LT L, mmEAE
Further sizes upon request Ds see inserts Dimensions in mm

2L OBEIERT ML IEIFIIIAR— D LS ER # TR T I U,

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

FliaaBan

Spare Parts
a2/ % 8274 fal MLOZL2F
Milling shank Clamping Screw TORX PLUS® Wrench
M311... 4.14T15P T15PQ

G24



RLYIDINT HE (ph HORN i)

Thread Overview

12— ~DFEE #4147 311,611

Selection for thread inserts type

IHoWVWHAR L. X—RLRLCH1 311,611
Partial profile, metric type 311, 611

cvF/richP | 0.5 [(0.75)] 1.0 [(1.25)| 1.5 [(1.75)] 2.0 | 2.5 | 3.0 | 35
13 CMET) / Nominal diameter

60"

2417 [type311/Ds 17.7

311.0515.01 >20 220220220222
311.0510.01 =
311.0720.01 222 [ 222 [ 222222222
311.0815.01 >24
311.1020.01 > 28
311.1325.01 >34
311.1630.01 >34
311.1835.01 >34
311.2535.01 >28 | 224 | 226
2417 [type611/Ds 17.7
611.0515.01 220 [ 220220220 =222
611.0720.01 222 [ 222222222222
611.2535.01 >28 | 224 | 226

SHOVWHMNE. X— MR 7311
Full profile, metric type 311

CvF/picnP | 15 |(1.75)] 20 | 25 | 30 | 35
13 LMY / Nominal diameter

2+ S [type311/Ds 17.7
311.0815.02 =23
311.0917.02 =245
311.1020.02 =255
311.1325.02 > 28,5
311.1630.02 > 32
311.1835.02 =35
AR
SHOVWHNE Ury bRLEZT 311 TORNSEEOHEER L DT
Full profile, Whitworth type 311 WEAICALYID Ay 42 —TH
= TPI / tpi | 14 | 1 gﬁﬂﬁg;tjj_iklj_%
e 1 CMET) / Nominal diameter = °
241 7 [type 311 /Ds 17.7
311.5514.02 G%"
311.5511.02 G1"
Attention:

Recutting of the milling tool will
create profile errors if the nominal
diameter of the component will be
smaller than recommended.

G25



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

s — —
14— 311 7 2
Insert
|
EvF Pitch 0.5-3.5mm \ / :i I;
PSpits Cutting edge @ 17.7mm

@ 4

BRI-UYTS vy
for Milling shank

247 M311
Type
w
|
. PR .S L]
! - Milling shank
Metisthes ISO-Gawind
. . etrisches -Gewinae
=GEFN—-U3>
Picture = right hand cutting version

ﬂ:_l:t P Pmax E S Ds g 5‘_3 g
Part number

2188
311.0515.01 0.5 1.5 4.8 5.95 177 A | A
311.0510.01 1.0 1.0 5.0 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 25 3.5 3.7 5.95 17.7 A A
311.1630.01 3.0 3.0 4.3 595 17.7 A A
311.1835.01 3.5 3.5 4.1 5.95 17.7 A A

A TE[ES /onstock A 4B [ 4weeks x BEWNEHEIZI LY/ upon request
@ HEEE / recommended
0 Z5 _H#E%E / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades

O—7 7k [ coated grades
B O/ —X vk / brazed/Cermet -
mm3Ra0 BEiE

Dimensions in mm Carbide grades

G26



\\t — » é — L\ y 3
%rle’acjjjl\r/l)ilawg(i'gtezrn(zﬁ’)) g%l%p)roﬂlg A (I]h ol I]h)

1oH—k 311
Insert
T Pitch 1.5-3.5mm
PSpits Cutting edge @ 17.7mm

A 4

BRI-UYTS vy
for Milling shank

247 M311
Type
w
| —_— - ~
. A . S ey
Milling shank
Melristhes 1S0-Gavind
. . etrisches -Gewinae
=ABFN—-Ta>
Picture = right hand cutting version
Rl P E S Ds 0 | W
Part number 5| =
< =
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 5.95 177 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 TTESR /onstock A4IBRE [ 4weeks x BEWNVEHELTZTL) / upon request
@ HE3E / recommended
0 55 _H#EXE / alternative recommendation
- FEH#ESE / not suitable
/>—h [ uncoated grades
O—7F+ % [ coated grades
B O/ —X vk / brazed/Cermet
MmmX5C BEHE

Dimensions in mm Carbide grades

G27



\\t — » é — L\ y 3
ﬁrle’acjjjl\r/l)ilawg(i'gtezrn(zﬁ’)) I!%ILp)roﬂIE A (I]h ol I]h)

-~
19—k 311 P ™\
Insert
RLCLEL Threads per inch 11-14
TR Cutting edge @ 17.7 mm
. 4
BRI vy
i for Milling shank
:| a47  M311
Type
LS
] v
i
\ e L0
Milling shank DIN ISO 228;(259)
o NN B K UV2999ZEHL
=ABFN-Tay Metrisches ISO-Gewinde

Picture = right hand cutting version

B TPI E S Ds

0
Part number P
<
311.5511.02 11 4.00 5.95 17.7 A
311.5514.02 14 4.35 5.95 17.7 A

A TEES /onstock A 4B/ 4weeks x BREWVEDLEIE T/ upon request
@ HEXE / recommended
0 Z5 _H#EXE / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmRE0 BEErE

Dimensions in mm Carbide grades

G28



RLYIDI7S14 X (HRAL) I5VWALL
Thread Milling (internal) Partial profile

(ph HORN i)

1o%=F 611

Insert
EwF Pitch 0.5-3.5mm
TR Cutting edge @ 17.7 mm

<Hlw

2514 R0
Milling shank
=ABFN—-Tay
Picture = right hand cutting version
Bz P P E s
Part number
611.0515.01 0.5 1.5 4.8 575
611.0720.01 1.0 2.0 4.6 5.75
611.2535.01 2.5 3.5 3.7 5.75

A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIEIL) / upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
d—7+>%& / coated grades
B OUf/*—Xwhk / brazed/Cermet
mm3&&2

Dimensions in mm

p

o

SN

14 )

WA

S P

for Milling shank

247 M311

Type

ISOX— KL
Metrisches 1ISO-Gewinde

Ds

177
177
177

g
Carbide grades

G29



RLCYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

SO % %
Milling shank
M313

1> —h
Insert

313/613

G30

R— [Page
(G32-G33

/\H_ 1

R—2 [Page
G35, G38

R—2 [Page
G36

R—2 [Page
G37,G39



BLYIDT SR (HBL)
Thread Milling (internal) (I]h HORN I]tD

M313

RBLYDISA1RDhyH— Thread Milling Cutter

(FsM##RENNIAR) (by circular interpolation)
IER : 321.7 mm~ from cutting edge @ 21.7 mm

G31



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

=~ - N ~
S=V2Tvw0 M313 ' ™
Milling shank Rt
with through coolant supply
F 5 Cutting edge & 21.7mm
- 4
2w OB B
Material of shank: Carbide - Giving a good vibration resistance N
BB — b
I1 for Insert
*" , ) | 2Ds
- - DING535HA 247 313
B -pl Type 613
. o
it o
i
Q
DIN6535HB DING6535HE
{(; _,-"f
(e <} (el |
—— ————— < . e -Dm -9 .Dm
f B =R ] f E R
=ABFN-Tav
Picture = right hand cutting version
B d [, L, d, TR
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
HMOTESEBNEDETEI L, Ds SH&IE 7 U — b R—UETBBZT L, mmzad

Further sizes upon request Ds see inserts Dimensions in mm

U OBEIEFT ML EBIZI11R— S RS ER 2 CHESET IV,

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

F{imaban

Spare Parts
SRl P27 522 07274 1M FLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
M313... 5.14T20P T20PQ

G32



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

S—U¥Toesy M313 - N
Milling shank PR Yzt

with through coolant supply

TR Cutting edge @ 21.7mm
& >
2w OB B
Material of shank: Carbide - Giving a good vibration resistance N
WA Y —
for Insert
2147 313
Type 613
Il
1"3'_
- DIN 6535 HA
e 2l
e i
m ( L
| Q1
T )
"
(S
=ABFN-Tav
Picture = right hand cutting version
2 d l L d, TR
Part number Form
M313.0016.07A 16 160 20 12 A
HOTEIEBENEDLEIET 0, Ds~H&Eld A v — h—Ua OBBREEI0, mm3xsd
Further sizes upon request Ds see inserts Dimensions in mm

1L OBIEMT S IL 7 BIFIILIR— DL PEEMERZ TR T S0,

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

FliagBan

Spare Parts
SRl P27 522 07274 [l FLORLF
Milling shank Clamping Screw TORX PLUS® Wrench
M313.0016.07A 5.14T20P T20PQ

G33



RLYIOINT HE (ph HORN i)

Thread Overview

1Y — FOEE 24147 313,613

Selection for thread inserts type

SHoVWHB L. X—=KMILRL&1 313,613
Partial profile, metric type 313, 613

EvF/eichP | 1.0 [(1.25)] 1.5 [1.75)] 2.0 | 25 | 3.0 | 35 | 40 | 45
13 LIET) / Nominal diameter

60"

A4 7 [type 313/ Ds 21.7

313.0720.01 227 | 226 | 226 | 226 | 226
313.0815.01 =30
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
241 7 [type 613 / Ds 21.7
613.0720.01 227 | 226 | 226 | 226 | 226
613.2545.01 233 | 232 | 230 | 230 | 230

SHOVWHAMEI. X—KMILRALH1 7313
Full profile, metric type 313

CvF/pichP | 15 | 20 | 30 | 35 | 40 | a5
1 LM / Nominal diameter
£47 [type313/Ds 217
313.0815.02 =27
313.1020.02 =30
313.1630.02 > 37
313.1835.02 > 40
313.2140.02 > 44
313.2445.02 248

THOVWHANME. Uar v bR LA 313,613
Full profile, Whitworth type 313, 613

AR
[ TPl/ tpi s e T smmonmas 0
13 CMET) / Nominal diameter WEBICRh YD w2 —TH
217 [type313/Ds 21.7 UHIZET O 74— LT o7—%
313.5508.02 > 40 e LET,
313.5506.02 248
13 LIE T/ Thread
217 [type 313/ Ds 21.7
313.5511.02 | G1" | | Attention:
247 [type 613 / Ds 21.7 Recutting of the milling tool will
613.5511.02 | G1" | | create profile errors if the nominal

diameter of the component will be

smaller than recommended.
G34



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

1=k 313 —V N
Insert

By Pitch 1-4.5 mm

PSpits Cutting edge @ 21.7mm

& 4

BRI-UYTS vy
for Milling shank

247 M313
%)
o Type
(o]
w } wn
| .
EZLLQL%\754XQ¥D7
Milling shank y {S.Oﬁ(_lggbeml?d
. . etrisches -Gewinae
=ABFN—-Ta>
Picture = right hand cutting version
ﬂ:_l:t P Pmax E S Ds Z g 8 L‘;]_) g
Part number
2 R i
313.0720.01 1.0 2.0 4.6 5.9 21.7 3 A A A
313.0815.01 1.5 15 4.8 5.9 21.7 3 A A A
313.1020.01 2.0 2.0 4.6 59 21.7 3 A A A
313.1630.01 3.0 3.0 4.3 5.9 21.7 3 A A A
313.1835.01 3.5 3.5 4.1 5.9 21.7 3 A A A
313.2140.01 4.0 4.0 3.9 59 21.7 3 A A A A
313.2445.01 4.5 4.5 3.7 59 21.7 3 A A A
313.2545.01 2.5 4.5 3.7 59 21.7 3 A A A
A TEEM /onstock A 4B [ 4weeks x BEWVEHELTZILY/ upon request
@ H#E5E / recommended
0 25 _#£%E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades
B O/ —Xwhk /brazed/Cermet
mmREC et
Dimensions in mm Carbide grades

G35




\\t — » é — L\ y 3
%rle’a?jjl\r/l)ilawg(i'gtezrn(zﬁ’)) g%l%p)roﬂlg A (I]h ol I]h)

‘ —
1=k 313 oY ™
Insert
T Pitch 1.5-45mm
PSpits Cutting edge @ 21.7mm

- J

BRI-UYTS vy
for Milling shank

247 M313
. w
T = Type
/ Q
l
' (7]
/LU
MR W~ 751 ALYy
' ' Milling shank 1SOX — kLl
SN Metrisches ISO-Gewinde
=ABFN—-Ta>
Picture = right hand cutting version
B3 P E S Ds 0| v | v
Part number > 8 2
< | W |+

313.0815.02 1.5 4.8 5.9 217 A A A
313.1020.02 2.0 4.6 5.9 21.7 A A A
313.1630.02 3.0 43 5.9 21.7 A A A
313.1835.02 3.5 4.1 5.9 21.7 A A A
313.2140.02 4.0 3.9 5.9 217 A A A
313.2445.02 4.5 3.8 59 217 A A A

A TE[ER /onstock A 4B [ 4weeks x BREWNEHEIZILY/ upon request
@ HEEE / recommended
0 55 _H#EXE / alternative recommendation
- SEHESE / not suitable
/>—h [ uncoated grades
O—F>%f [ coated grades
Bl O/ —X Wk /[ brazed/Cermet
MIESE REHTE

Dimensions in mm Carbide grades

G36



RLYIDTSA X (HBL) SISVARLFE
Thread Milling (internal) Full profile

(ph HORN i)

1o%=F 313

Insert
LR Threads per inch 6/8/11
TR Cutting edge @ 21.7mm

T2A4A vy

Milling shank

=ABFN—-Tav

Picture = right hand cutting version
B TPI E S
Part number
313.5506.02 6 3.0 59
313.5508.02 8 3.6 5.9
313.5511.02 11 4.0 59

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY / upon request
@ HE3E / recommended
0 5 HELE / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
d—7+>%& / coated grades
B OUf/—Xwhk / brazed/Cermet
mm3&&2

Dimensions in mm

f/\r\

-

VRAM

4

BRAI-UYTS vy
for Milling shank

2147 M313
Type
RSN
DIN 1SO 228;(259)
B K U2999%EHL

Metrisches ISO-Gewinde

Ds

21.7
217
21.7

» » > TN35

g
Carbide grades

G37




RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

ety 613 - \
Insert
EvF Pitch 1-4.5 mm
PSpits Cutting edge @ 21.7mm
< 4

BRI-UYTS vy
for Milling shank

24147 M313
Type
I
[7)]
\TITA R YUY
Milling shank .
g Metrsthes 150-Gowind
. . etrisches -Gewinae
=GEFN—-U3>
Picture = right hand cutting version
B P P E s Ds 0 | v
Part number & 8
< | W
613.0720.01 1.0 2.0 4.6 5.60 21.7 A | A
613.2545.01 2.5 4.5 3.7 5.75 21.7 A A

A TEES /onstock A4BRE /4 weeks x BREWVEHEIET LY/ upon request
@ HEXE / recommended
0 Z5 _H#EXE / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mm3RE0 e

Dimensions in mm Carbide grades

G38



\\t — » é — L\ y 3
%rle’acjjjl\r/l)ilawg(i'gtezrn(zﬁ’)) g%l%p)roﬂlg A (I]h ol I]h)

14— 613 g /\r A
Insert

e Threads per inch 11 \/WW

TR Cutting edge @ 21.7 mm \L )

BRI-UYIov>y

i for Milling shank
| &
N
247 M313
8 Type
(]
g '
A
i ﬁ;;%? - o
L N ) |
! T 175 o .
| et b PN
Milling shank DIN ISO 228;(259)
o NN B &£ U2999%EH1L
N Eﬂﬁfl\— =3~ . Metrisches ISO-Gewinde
Picture = right hand cutting version
B TPI E s Ds

Part number

613.5511.02 11 34 54 21.7

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHELIEILY / upon request
@ H#EE / recommended
0 BB HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
d—7+>7& / coated grades
B O/ —X vk / brazed/Cermet
MmmR5C BEEIATE

Dimensions in mm Carbide grades

G39



RLCYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

S 0%/
Milling shank
M328/SM328

1> —h
Insert

328/628

G40

R— [Page
G42-G4d4

R—2 [Page
G46, G48

R—2 [Page
G47,G49



BLYIDT SR (HBL)
Thread Milling (internal) (I]h ol I]tD

M328

RLEYDISAXhyH— Thread Milling Cutter
(MM #ERIMNIA) (by circular interpolation)

FFE  @27.7 mm~ from cutting edge @ 27.7 mm

G41



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

=~ -~ N -~
S=UDTwY M328 ~ \
Milling shank R
with through coolant supply
TR Cutting edge @ 27.7 mm
& >
Sy HE: B
Material of shank: Carbide - Giving a good vibration resistance N
B —
for Insert
I‘t
| 217 328
DINB535HA Type 628
/ .
..... : /)j i
AR { Q
b |
=] ( A 8
DINB535HB DIN6535HE
5 C
£ o o
e 31 ( £ S |
= BBFN—Tav
Picture = right hand cutting version
Bzt d ) PR
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
HMOTEIEBNEDETEI L, Ds <H&lE 7 vt — hR—UETBBLZT L, mmzad

Further sizes upon request Ds see inserts Dimensions in mm

U OBEIEFT ML EBIFI11R— S RS ER 2 CHESET IV,

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

FliagBan

Spare Parts
a2/ % 8274 fal MLOZL2F
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.17T20P T20PQ

G42



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

= ~ N -
S=V2Tvw0 M328 [ ™
Milling shank R
with through coolant supply
TR Cutting edge @ 27.7 mm
- 4
2w OB B
Material of shank: Carbide - Giving a good vibration resistance N
BB — b
for Insert
|1
217 628
DIN6535HA e 328
(
=ABFN-Tav
Picture = right hand cutting version
B d ) FAAR
Part number Form
M328.0020.10A 20 250 A
HOTEIEBBRVEDLEIET 0, Ds~H&Eld A v — h—Ua OBBREEI 0, mm3ksd

Further sizes upon request Ds see inserts

1AL OBIEMT MLV BIFIILIR— DL PEEMERZ TR T S0,

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

Fimahon

Spare Parts
SRl P27 522 07274 1M FLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
M328.0020.10A 5.14T20P T20PQ

Dimensions in mm

G43




RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

P )

- >

= ~ N -
ES=UTowy SM328
Milling shank A T
with through coolant supply
TR Cutting edge @ 27.7 mm
SN OMB VT AT VAR
Material of shank: tungsten alloy (giving good vibration resistance)
I, _
DING535HB _ 9Ds
Y | o
\ y - ;
(g’
°
B S
DING6535HE
/
(—\__z__f =1
. o
J E s,
=ABFN-Tav
Picture = right hand cutting version
B5 d L, L,
Part number
SM328.0020.05B 20 130 25
SM328.0020.06B 20 145 -
SM328.0020.07B 20 160 25
SM328.0020.08B 20 200 =
SM328.0020.05E 20 130 25
SM328.0020.06E 20 145 =
SM328.0020.07E 20 160 25
SM328.0020.08E 20 200 -

HOTEIFEEVEDLETET L,

Further sizes upon request

Ds see inserts

AL OBIEMT ML VEIFIIIR— D DESITER 2 CHEER TS,

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

T {imaBan

Spare Parts
SRl P27 522 07274 1M FLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
SM328... 5.17T20P T20PQ

G44

Ds SIElIE 1 > — b R—I% THBRIZT L,

BRI —H

for Insert

247 328
Type 628

15
20
15
20
15
20
15
20

R

Form

m m m m G W W

mm3ikag

Dimensions in mm



RLYIOINT #E (ph HORN i)

Thread Overview

1Y — FOEE 2417 328,628

Selection for thread inserts type

SHoVWAHB L. X—=HMILRLH 328,628
Partial profile, metric type 328, 628

evF/eichP | 1.0 |(1.25)] 15 [(1.75] 20 | 25

o
13 CMET) / Nominal diameter
247 [type 328 / Ds 27.7
328.0720.01 232 | 232 | 232 | 232 | 232
328.1525.01 >34 | 234 | 234 | 234
24 7 [type 628 / Ds 27.7
628.1525.01 | | | 234 | 234 | 234 | 234

cvF/pichP | 30 | 35 | 40 | 45 | 50 | 55 | 60
13 LT, / Nominal diameter

2+ 7 [type 328 / Ds 27.7

328.3050.01 =40 = 38 =38 =38 = 38

328.5060.01 =48 =46 =44
247 [type 628 / Ds 27.7

628.3050.01 240 | 238 | 238 | =238 | 238

628.5060.01 248 | 246 | 244

IHOVHANEI. Ty v bRLEXA 328,628
Full profile, Whitworth type 328, 628

e TPI / tp | 11
13 LMY / Nominal diameter

%+ 7 [type328/Ds 21.7
328.5511.02 | G1%"
R2A T [type 628 / Ds 27.7
628.5511.02 | G1%"

pa=¥
TREDEHOHERELD/NETVWHBRICRLYID hY X —TBYHIZ1IT 5 74 —LT5—
ZEILFT,

Attention:
Recutting of the milling tool will create profile errors if the nominal diameter of the component will be
smaller than recommended.

G45



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

19—k 328 . >

Insert
EwF Pitch 1-6 mm
TR Cutting edge @ 27.7mm

- 4

BRI-UYTS vy
for Milling shank

' ] 8147 M328
\ Type SM328

o Ds

N

§

-~
3|
©

L T\/

e i

F29AR %Y

Milling shank ISOX— k)Ll
Metrisches ISO-Gewinde

X = ABFN—Ta>

Picture = right hand cutting version

Rl P Pmax E S Ds g 0 g
Part number [
g 82
328.0720.01 1.0 2.0 4.6 5.95 27.7 A A
328.1525.01 15 2.5 4.3 5.95 27.7 A A
328.3050.01 3.0 5.0 4.8 7.20 21.7 A | A A
328.5060.01 5.0 6.0 4.4 7.20 21.7 A A
A TES /onstock A4BRE /4 weeks x BREWVE LTI LY/ upon request
@ H#E5E / recommended

0 S5 HESE / alternative recommendation
- FEHELE / not suitable
/> —h [ uncoated grades
O—7 > / coated grades
B OUfS/—X vk / brazed/Cermet
MMREC BEHE

Dimensions in mm Carbide grades

G46



\\t — » é — L\ y 3
%rle’acjjjl\r/l)ilawg(i'gtezrn(zﬁ’)) g%lbp)roﬂlg A (I]h ol I]h)

15—k 328 r /\r B
Insert

e Threads per inch 11 \/WW

HEE Cutting edge @ 27.7mm 9 )

BRAI-UYTS vy
for Milling shank

2147 M328
Type SM328
L
|
=]
oo S
- lin|
L “‘-m':f_’,'
T AR SV D) R AN
Milling shank D?LNJ:'SZE\)Z%)%%%ﬁ)
N Eﬂﬁfl\—ya? . Metrisches ISO-Gewinde
Picture = right hand cutting version
B TPI E s Ds
Part number
328.5511.02 11 39 5.95 27.7
A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ H#EE / recommended
0 BB _H#EXE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
d—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
mmz&&2 e e
Dimensions in mm Carbide grades

G471



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

19—k 628 . >

Insert
PwF Pitch 1.5-6mm
TR Cutting edge @ 27.7mm

- 4

BRI-UYTIvy
*A S — i for Milling shank

247 M328
Type SM328

1
TS5A4 Ry Y

Milling shank y lsoﬁ(_lé\c;lénb )
M= GBEN—T3Y etrisches ISO-Gewinde

Picture = right hand cutting version

B3 P P E S Ds
Part number

628.1525.01 15 2.5 4.8 6.00 27.7
628.3050.01 3.0 5.0 3.7 5.75 27.7
628.5060.01 5.0 6.0 3.2 5.75 27.7

A TES /onstock A LB/ 4weeks x BRIVGHELTZTI LY/ upon requesT
@ HELE / rRecommenpen
0 Z5 “HELE / ALTERNATIVE RECOMMENDATION
- FEHELE / vor sumasLe
/> — 1 | UNCOATED GRADES
O—F %7 & / coaTeD GRadES
B O/ —X vk / erazen/Cermer
mmiREo wBEME

Dimensions in mm Carbide grades

G48



RLYDITISA X (HARL) TEVHHGE

Thread Milling (internal) Full profile

(ph HORN i)

1o%=F 628

Insert
e Threads per inch
TR Cutting edge @

@Ds

¥ (73]
ml )
i.' -' . .
N7 A V¥ Y
Milling shank

=ABFN—-Tav
Picture = right hand cutting version

B TPI E

Part number

628.5511.02 11 3.9

A TTER /onstock AMER [ 4weeks x BRIVGHHELTZT LY/ upon requesT
@ HELE / recommenpeD
0 Z5 “HELE / ALTERNATIVE RECOMMENDATION
- FEHELE / vor sumasLe
/> —b [ UNCOATED GRADES
O—F %7 & / coaTeD GRadES
Bl O/ —Xw b/ srazep/Cerver
mmiREd

Dimensions in mm

r/kr\
L VTRAAA

27.7mm \L )

BRAI-UYTS vy
for Milling shank

247 M328
Type SM328
PESANCE
DIN 1SO 228;(259)
H K UV2999ZEHL

Metrisches ISO-Gewinde

5.85 271.7

g1
Carbide grades

G49




RLYIDT7514X (HRL)
Thread Milling (internal) (I]h HORIN I]h)

—]
Sl D292 2
Milling shank | H H
M332 IAL
R—2 [Page
G52
—]
A —hk
Ins:rt | H H
632 Al
R—2/Page
G54

G50



RBLYIDTS1R (HRL)
Thread Milling (internal) (I]h HORN I]tD

M332

BLYID 7SI ROy HR— Thread Milling Cutter

(FAAERIINTR) (by circular interpolation)
FFZE T @31.7mm~ from cutting edge @ 31.7 mm

G51



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

S-UYG vy M332 ~ D

Milling shank Rt
with through coolant supply
TR Cutting edge @ 31,7mm
- 4

2w OB B

Material of shank: Carbide - Giving a good vibration resistance N

BB — b
for Insert
11 @ Ds
I 217 632
2 i Type
- DING6535HA
Q ."I
A

=ABFN-Tav

Picture = right hand cutting version

2 d , L d, TR

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 25 250 185 235 A
DT BENAD TS, Ds T 1 St — hR—D% CBR S L, MmREC

Further sizes upon request Ds see inserts Dimensions in mm

L OBIEMT MLV EBIFIILIR— L PERMTER # TR T S0,

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

F{imaBan

Spare Parts
SRl P27 522 07274 1M FLOZRLF
Milling shank Clamping Screw TORX PLUS® Wrench
M332... 5.17T20P T20PQ

G52



RLYIDINT B (ph HORN i)

Thread Overview

12— ~DFEE 217 632

Selection for thread inserts type

SHVWHB L. X—RMILRLXT 7632
Partial profile, metric type 632

- EvF/eichP | 25| 30 | 35 ] 40| 45| 50| 55| 60
13 LIET) / Nominal diameter
A4 7T [type 632 /Ds 31.7

632.2545.01 242 | 242 | 246 | 242 | 242
632.4060.01 246 | 246 | 246 | 246 | =246

G53



RLYIDI7S14 X (HRAL) I5VWALL
Thread Milling (internal) Partial profile

(ph HORN i)

1o%=F 632

Insert
PwF Pitch 2.5-6mm
FE Cutting edge @ 31.7 mm

!
P V)

Milling shank
=ABFN—-Tay
Picture = right hand cutting version
B P P E
Part number
632.2545.01 2.5 4.5 3.7
632.4060.01 4.0 6.0 3.2

A TEES /onstock A4BRE /4 weeks x BREWVE DB IE T/ upon request
@ HEXE / recommended
0 Z5 _#E%E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmR5c

Dimensions in mm

G54

58
5.8

e

L

BRI-UYTS vy
for Milling shank

247 M332

Type

ISOX— k)Ll

Metrisches 1ISO-Gewinde

Ds

31.7
31.7

g 1E
Carbide grades



(ph HORN i)

G55



RLYIDT7514X (HRL)
Thread Milling (internal) (I]h HORIN I]h)

SO % %
Milling shank
M275

ToARANYE—
Milling cutter
M275

o A~
Wendelnsert

RS275

R— [Page
G61

G56



RBLYIDTS1R (HRL)
Thread Milling (internal) (I]h HORN I]h)

M275

RBLYID 7SI RAYHR— Thread Milling Cutter

(4RSI TER) (by circular interpolation)
FHEE @31 mm~ from cutting edge @ 31 mm

G57



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

S=D2Toxw2? M275
Milling shank PR Yzt

with through coolant supply

HEE Cutting edge @ 31 mm

SO ME: I (BEE XA

Material of shank: Steel (not recommended for shrink fitting)

X = ABFN—Ta>

Picture = right hand cutting version

Rl Z Ds d
Part number
M275.031.D25.3.04A 4 31 25

HOTEFEBULWEHEIZT L,

Further sizes upon request

AL OB MLV BIFIIIR— LR EMTER # TR T S0,

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

FliaaBan

Spare Parts
Sl M2/ 02 72/ 1M FLORLF
Milling shank Clamping Screw TORX PLUS® Wrench
M275.031.D25.3.04A 3.510T10P T10PL

G58

BT > —

for Indexable insert

247 S275
Type RS275

A

125 4°
mmikag

Dimensions in mm



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

IS5ARhyH— M275
Milling cutter T
with through coolant supply
TR Cutting edge @ 38/48/58 /78 mm

BRI —b

for Indexable insert

247 S275
- - Type RS275
[
o gl o
=
=2 -g (o]
t
' 1

=GBBFN—Iay
Picture = right hand cutting version

B Z | Ds | h h d, d, | d, | | L, b C d,

Part number

M275.0038.A16.05 5 38 32.7 33.0 135 32.0 16 18 22.7 8.4 5.6 32.0

M275.0048.A22.08 8 48 36.7 37.0 185 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
OTEFEBENEHEIZI L, mmz5a
Further sizes upon request Dimensions in mm
L OBIER ML I BIZIILIR— D LERINERZ TSR T S0,
For torque specification of the screw, please see Technical Instructions.
F{imaBan
Spare Parts

I512AhyHR— At MLOZL>F Ty S— alt

Milling cutter Clamping Screw TORX PLUS® Wrench | Washer Screw

M275.0038.A16.05 3.510T10P T10PL 020.0813.3438 8.25.912

M275.0048.A22.08 3.510T10P T10PL 10.5.433 10.25.912

M275.0058.A27.10 3.510T10P T10PL 13.0.433 12.30.912

M275.0078.A32.14 3.510T10P T10PL 17.0.433 16.35.7984

G59



RLYIOINT HE (ph HORN i)

Thread Overview

1Y — FOEE &147 S275

Selection for thread inserts type

SHWVWHB L. X—=RMILRaL X1 S275
Partial profile, metric type S275

CvF/eicnP | 15 | 20 | 25 | 3.0 | 35 |

o
13 CMET) / Nominal diameter
24 7 [ type S275/ Ds 31
RS275.1535.01 | 245 | | | | |
247 /type S275/ Ds 38
RS275.1535.01 | 254 | | | | |
21 7 [type S275 / Ds 48
RS275.1535.01 | 270 | | | |
247 [ type S275/ Ds 58
RS275.1535.01 | 283 | | | | |
AE:
TOVEHDNSEHOHEER LD/ NIVESICRLYID AV 2 —CBEYMIETS S T4 — LTS5 —
HEILE T,
Attention:

Recutting of the milling tool will create profile errors if the nominal diameter of the component will be
smaller than recommended.

G60



RLYIDI7S14 X (HRAL) I5VWALL
Thread Milling (internal) Partial profile

(ph HORN i)

%% il N RS275

Wendelnsert

PwF Pitch 1.5-3.5mm

E
._60°
S

R=ABFN—IaVRR
R = right hand version shown

ﬂit P Pmax
Part number
RS275.1535.01 1.5 3.5

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY / upon request
@ H#EE / recommended
0 EB5 _H#EXE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
d—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
mmz&&e

Dimensions in mm

(& 4

BRI-UYTS vy
for Milling shank

247 M2T75
Type

ISOX— KL
Metrisches 1ISO-Gewinde

2.3 41

g 1E
Carbide grades

G61



RBLYIDT7S51R (HRL)
Thread Milling (internal) (I]h HORIN I]h)

SO % %
Milling shank
380

ToARANYE—
Milling cutter
380

A=k
Indexable insert

314

G62



BLYIDT SR (HBL)
Thread Milling (internal) (I]h HORN I]h)

380

RBLYID 7SI RAYHR— Thread Milling Cutter

(4RSI TER) (by circular interpolation)
FHEE @44 mm~ from cutting edge @ 44 mm

G63



RLYIDT751RX (HBRL)
Thread Milling (internal)

(ph HORN i)

S—YVTIeY 380

Milling shank
TR Cutting edge @
I'I
23
il
. - 3
S _?.'[ A )

_ BN JSNNNED

X = ABFN—T3>

Picture = right hand cutting version

B z Ds d L,
Part number
380.0044.03A 3 44 25 125
380.0044.03B 3 44 25 125
380.0044.03E 3 44 25 125

DA ZETEBUNEHELIET,

Further sizes upon request

1L DBIERT N IL I EBIZIIIR— LU ER E CHEE T S0\

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

Fimahon

Spare Parts
SRl P27 522 07274 1M FLORLF
Milling shank Clamping Screw TORX PLUS® Wrench
380... 5.12T20P T20PQ

Go64

44 mm

34
34
34

BRI —H

for Indexable insert

217
Type

314

A

14°
14°
14°

TR
Form
A
B
E
mmz&52

Dimensions in mm



RLYIDT751RX (HBRL)
Thread Milling (internal) (I]h Lol I]h)

ISI1RNYH— 380
Milling cutter

HEE Cutting edge @ 63 mm

TR —EBDIN138ZEHL
Cutterhole and cross keyway as per DIN 138

WA —
for Indexable insert
h
-—2|- . 847 314
- | Type
=
“'lr = =
0 | — = S - 0 UN
— (] (O]
| Y < [
i = 1
vl
6,3 | |
|2
I -
=EBBFN—-Tay
Picture = right hand cutting version
Lk z Ds t h, h d, l, L X d,
Part number
380.0063.05 5 63 5 39.6 40 22 20 27.6 10° 51
DT XIFBEBNEHELE I, mmz&52
Further sizes upon request Dimensions in mm

AL OB SV BIFIIIR— LR REMTER# TR T S0,

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

Fimahon

Spare Parts
II1RNyE— fat fat MLOZLVF Dy v—
Milling cutter Clamping Screw | Screw TORX PLUS® Wrench | Washer
380.0063.05 5.12T20P 10.25.912 T20PQ 10.5.433

G65



RLYIDINT #E (ph HORN i)

Thread Overview

1Y — FOEE 217 314

Selection for thread inserts type

IHoVHGE L. X—hRILRLEH1 7314
Partial profile, metric type 314

CvF/eichP | 15 | 20 | 25 | 30 | 40 | 50 | 55 | 60

&°
13 LMET) / Nominal diameter
A4 7 [type 314 / Ds 44
R314.1535.01 252 > 50 > 50 250
R314.2140.01 272
R314.3260.01 285
R314.4060.01 265 2> 56 264
24 7 [type 314 / Ds 63
R314.1535.01 272 =70 =70 270
R314.2140.01 295
R314.3260.01 2110
R314.4060.01 = 88 280
AR
TIEDEEEDHER LD/ NS WBEICRLYID hy 2 —TBYHIZITO  74—LIT 57—
=R LFI,
Attention:

Recutting of the milling tool will create profile errors if the nominal diameter of the component will be
smaller than recommended.

G66



RBLEYID TSI R (HRL) ISVHEL (ph HORN i)
Thread Milling (internal) Partial profile

2%l 8 314 e D
Wendelnsert

v T Pitch 1.5-6 mm

Db ES Cutting edge @ 44 /63 mm

\ /

BRI-UYTS vy
for Milling shank

217 380
Type 380...IK

Melrsches 180-Gawnd
M= ABEN—Tgy etrisches ISO-Gewinde

Picture = right hand cutting version

B3 P P E s Ds 0
Part number e
'_

R314.1535.01 15 3.5 33 5.45 44 A
R314.2140.01 4.0 4.0 3.0 545 44 A
R314.4060.01 4.0 6.0 2.7 5.45 44 A
R314.3260.01 6.0 6.0 2.7 545 63 A

A TEES /onstock A4BRE /4 weeks x BREWVE LB IET LY/ upon request

@ H#E5E / recommended

0 EE5 _H#EXE / alternative recommendation

- SEHESE / not suitable

/>—t / uncoated grades
O—7 > / coated grades
B O/ —Xwhk / brazed/Cermet

Nk iBrEM1E
Dimensions in mm Carbide grades
AR:

R314.3260.01 (751X Fv&— 380.0063.055 4

Note:

R314.3260.01 only for milling cutter 380.0063.05

G67
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X¥T7IMIHy 52— (ph HORN i)

Gear machining

W X7 L [System ~R—[Page

613/628/632/635 H2
M279 H12
DS H18
DG H22
DAH H38

DAH37 H46

H1



X7MIThy2—

Gear Machining

(ph HORN i)

EYa—)L[m] B AR SRR /e TS FRTEREE HORNMEF > X 7 Ly
Module Tools / Use Tools description Tooling system HORN
FYMIAAZOJGEHTE
Existing catalogue tools for conventional gear machining
ZIN—X T/ EFIT AR a— FEERE T > —
m 05~m,3.0XT/upto3 Cylindrical mmm\a with involted flanks, for finishing Groove milling insert full profile 613, 628, 632, 635
AN=—T « XTIV T b I —LIv T MNEEFNT | 7-NA—EI-U2Thya—
Mn3.25~m,4.0% T /upto m, 4 Cylindrical gears, gear shafts, worm shafts, finishing > Ds 280 M279
Arbor mounted milling cutter
T=N=BI—> T hyE—
- . Z OER i 35 o6
m, 6.0 7T /upto m, 6 Gears, further profiles upon customers request mw_uﬂww}oﬂm%mg milling cutter M121
BEOBEHMOIIS— US> T Hy2—
High feed milling and Copy milling
Ds ¢6 - 916 VIJwRIRI)L
n7.0~m,200% T /fi Z7-20 | - . . = DSDS
" " firomm MMMTRES—") > 7w &— /recommended for rough milling Endmill
Ds 210, @12, @l6. @20 ROJa—AYABEDIVRIIL
~ 5 - . DGH
Mn 200~ mp 30.08°¢/m, 20- 30 MITAI—1) > 7w 32— /recommended for rough milling Cutter Head
ESa—ILBIEG/ Ds 210, 412, ¢16. 220 2o a—1 YRR—LIVRIIL DGK
depending on module B [E51E_E 1 / Finishing of root circle Cutter Head
Ds@10. @12, @16 RV a—+ VREIRD Y E—
- . DGFF
m, >.0-30.0 pE /\ ) EXD / deburring of tooth flanks Cutter Head
Ds @12 ~ @25 20—F—x@mEDb hyx—
m_20.0-30.0 : R DAHM.25
! FEA0T / for rough milling High feed milling cutter
Ds @20 ~ 263 30—F—H@mED Ay EZ—
m 25.0-30.0 : T DAHM.37
n FEA0T / for rough milling High feed milling cutter
Ds@10. 912, gl6. @20 2o a—a YR VRY a— Ay E—
. DGVZ
i, =S BEE{E_E (S0 / finishing of tooth flanks Cutter Head
JO—F>J TOREKEMNTITIE
Tooth shape machining with broaching process
PR A I M - SEOBREII LT JO—=F>J >R 7 LHILT S117

further profiles upon customers request

External and internal toothing, straight and helical form

Broaching system

H2



XT7I=UYThya—
Gear Milling

(ph HORN i)

e )
J
ZN—XT[XTS v 7 MR Y-

Milling inserts for spur gears and gear shafts
AN=FT|XTS v T b FTIN TN TENT) | 4= rEIR PP e
DIN 39722%% TL—>3> Insert type [mm]

PEE1 B DIN 5480 / ANSI B92.1 ZEHL
Cylindrical gears / Tooth bars Gear shafts / Shaft-hub /
Basic profile 1 according to DIN Serration
3972 DIN 5480 / ANSI B92.1
m <0.8 m <1/d;240 606 11.7
m <1 m <15/d;240 608 15.7
m <1.25 m <2/d;240 611 17.7
m <15 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 <2,5/d;230 632 31.7
m <2Nr.1-8

m <3 m <3/d;250 635 34.7
m <15 m <2/d;260 636 35.7

H3




EFI—UThyE— (gl HORN ph)

Gear Milling
1A —h
Schneidplatte
613/628/632/635
R—2 [page
H6-H10
-1 > —kNo. 7 (RIN—F T e EY)
Milling cutter N° *z (N° of teeth cylindrical gear)
1 12-13 =61 613.3972.100.8
2 14 - 16 Ordering example: L
8] 17 - 20 - > — B No. / Milling cutter N° 8
4 21-25
® 26 - 34 EZa—JL 1 /Module1
6 35-54 DIN 3972
7 55-134 A > — ~BIEL / Milling cutter type 613
8 > 135... B/ Tooth bar

H4



PSSRy A —
g—‘e}ar Milliné »INnIF (I]h HORN DD

613/628/632/635

6MAr > —F Inserts with
MBES2—I)L: 05-3.0 6 cutting edges

for Module 0,5 - 3,0

H5



X7V T hy - (ph HORN piD)

Gear Milling
A=+ 613 - ™
Insert

DIN 867ZEHl 1 >/7R 2 — b X /S—F 7 IITRAYZ—

DIN 3972 £ 12 sgffZ - EIF LA

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing \

BRI-UYTS vy
for Milling shank

Type

Ds

R E

/[Measuring surface

T p =
et

PCDEFEIA20°

Pressure angle 20°

Rl EYa-)L B\ | AN E, S (. Ds 0
Part number Module z.. z. §
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 2.2 217 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 24 21.7 A

A TTEM /onstock ALBR /4 weeks X BEWVEDLE T/ upon request

@ H#E5E / recommended

0 25 _#£%E / alternative recommendation

- JEHESE / not suitable

/> —b / uncoated grades

O—7 > / coated grades
B O/ —X vk /brazed/Cermet
mmzR&d e e

Dimensions in mm Carbide grades

H6



¥FI—ULThys— (ph HORN piD)

Gear Milling
A 4—F 613 - ™
Insert

DIN 867ZEH 1 >/7R 2 — b X /S—F 7 IITRAYZ—

DIN 3972 £ 184 stz i+ E(F NI A

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing \

BWRI-UYTS vy
for Milling shank

Type

Ds

R E

/[Measuring surface

w Aé[_ ) N
' ' PCDLEEIA 20°

Pressure angle 20°

B3 Eva— | sl | sAms | s t Ds 5
Part number Module Z s Z o §
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 2.5 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 33 21.7 A
613.3972.150.5 1.50 26 34 2.5 5.7 33 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 3.3 21.7 A
613.3972.150.8 1.50 135 999 2.5 5.7 33 21.7 A

A TTEM /onstock ALBR /4 weeks x BEWVEDLE TN/ upon request

@ H#E5E / recommended

0 25 _#£%E / alternative recommendation

- JEHESE / not suitable

/> —b / uncoated grades

O—7 > / coated grades
B O/ —X vk /[ brazed/Cermet
mmzR&d e e

Dimensions in mm Carbide grades

H7



¥FI—ULThys— (ph HORN piD)

Gear Milling
24—t 628 - ™
Insert

DIN 867ZEHl 1 >/7R 2 — b X /S—F 7 IITRAYZ—

DIN 3972 £ 12 sgffZ - EIF LA

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing \

BRI-UYTS vy
for Milling shank

ﬁ 217 M328
Type

Ds

R E

/[Measuring surface

T p =
et

PCDEFESA 20°

Pressure angle 20°

B EPa-IL =/ANBEE | RAREE E, s to Ds 0
Part number Module Z. Z. §
628.3972.175.1 1.75 12 13 34 7.45 3.8 27.7 A
628.3972.175.2 1.75 14 16 34 7.45 3.8 21.7 A
628.3972.175.3 1.75 17 20 34 7.45 3.8 27.7 A
628.3972.175.4 1.75 21 25 34 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 34 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 34 7.45 3.9 27.7 A
628.3972.200.1 2.00 12 13 34 7.45 42 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 34 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 34 7.45 4.5 21.7 A

A TTEM /onstock ALBR /4 weeks X BEWVEDLE T/ upon request

@ H#E5E / recommended

0 25 _#£%E / alternative recommendation

- JEHESE / not suitable

/> —b / uncoated grades

O—7 > / coated grades
B O/ —X vk /[ brazed/Cermet
mmzR&d e e

Dimensions in mm Carbide grades

H8



Sy —
(?e;r MillingJ >IN (I]h HORN I]h)

-t 632 / N

Insert

DIN 867ZEH >/ 7R 2 — b X /S—F 7 IITRAYZ—

DIN 3972 £ 184 stz i+ E(F NI A

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing \

BRI-UYTS vy
for Milling shank

Type

n =
(]
RIE @
/ Measuring surface
w — »
PCDEFENMA 20°
Pressure angle 20°
Rzt EVa-L | BAVEE | RAEE E, s e Ds ©Q
Part number Module Z. Z. §
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 TE[ES [ onstock A 4B [ 4weeks x HRINEHEIEIL) / upon request
@ H#E5E / recommended
0 55 _H#EXE / alternative recommendation
- FEHELE / not suitable
/>2—I [ uncoated grades
O—7+>%& / coated grades
B O/ —Xwk /brazed/Cermet
mmzRad e e
Dimensions in mm Carbide grades

H9



¥FI—ULThys— (ph HORN piD)

Gear Milling
24—t 635 - ™
Insert

DIN 867#EHL 7> 7R 3 — X /N—=F PIITAAYHZ—
DIN 3972 £ 128 g2 { E(F LA

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing \
BRI-UYTov>y
for Milling shank

w -
(] 2147 M335
Type

R EE
/ Measuring surface PCDEESAE20°
J Pressure angle 20°
w 4<[ ) ®»

250 EVa-)L BN | IRABEEN E s to Ds 0
Part number Module zZ. .. §
635.3972.225.1 2.25 12 13 55 119 4.7 34.7 A
635.3972.250.1 2.50 12 13 55 119 54 34.7 A
635.3972.250.2 2.50 14 16 5.5 11.9 5.4 34.7 A
635.3972.250.3 2.50 17 20 55 119 5.4 34.7 A
635.3972.250.4 2.50 21 25 55 119 5.5 34.7 A
635.3972.250.5 2.50 26 34 5.5 11.9 55 34.7 A
635.3972.250.6 2.50 35 54 55 11.9 5.5 34.7 A
635.3972.250.7 2.50 55 134 55 11.9 5.7 34.7 A
635.3972.250.8 2.50 135 999 5.5 11.9 5.7 34.7 A
635.3972.275.1 2.75 12 13 5.5 119 5.7 34.7 A
635.3972.275.2 2.75 14 16 5.5 11.9 5.8 34.7 A
635.3972.275.3 2.75 17 20 55 11.9 5.8 34.7 A
635.3972.275.4 2.75 21 25 5.5 11.9 59 34.7 A
635.3972.275.5 2.75 26 34 55 119 5.9 34.7 A
635.3972.275.6 2.75 35 54 55 119 6.0 34.7 A
635.3972.275.7 2.75 55 134 55 119 6.1 34.7 A
635.3972.275.8 2.75 135 999 5.5 11.9 6.1 34.7 A
635.3972.300.1 3.00 12 13 55 119 6.2 34.7 A
635.3972.300.2 3.00 14 16 55 119 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 5.5 11.9 6.5 34.7 A
635.3972.300.6 3.00 35 54 5.5 11.9 6.5 34.7 A
635.3972.300.7 3.00 55 134 5.5 119 6.6 34.7 A
635.3972.300.8 3.00 135 999 5.5 11.9 6.6 34.7 A

A TE[EM /onstock A4BR [ 4weeks x BELEHETZILY / upon request

@ H#E5E / recommended

0 5 H#EXE / alternative recommendation

- JEHESE / not suitable

/> —h [ uncoated grades
O—7 > / coated grades

B O/ —Xwhk /brazed/Cermet H| -

mmiR5c B

Dimensions in mm Carbide grades

H10
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¥FI—ULThya— (gl HORN ph)

Gear Milling

7—N\—BES By 2 — .

Arbor Mounted Cutter

M279
R—2 [page
H14

A >4 — -

Insert

RS279
R— [Page
H15-H16

H12



Sy —
é:‘e;r MiIIingJ TNy (I]h HORN I]h)

M279

5 el O Arbor Mounted Cutter

7—=N—R{18AHhy 72— with Inserts
MISESa2—)L :3.25-4.0 for Module 3.25-4.0

H13



Sy —
(?e;r MillingJ >IN (I]h HORN I]h)

F—N—BdRhy 52— M279 4 )
Arbor Mounted Cutter PR st

with through coolant supply

HEE Cutting edge @ 100 mm

-

TR £ —EBDIN138ZEHL
Cutterhole and cross keyway as per DIN 138

WA Y —
for Insert
2147 RS279
Type
M279.0100.A32... L - M279.0100.A32.2...
=ABFN—-Tav
Picture = right hand cutting version
B z Ds h d, d, d,
Part number
M279.0100.A32.10.10.1K 10 100 50 17.5 79 32
M279.0100.A32.2.10.05.1K 10 100 50 175 79 32
mmz&52

Dimensions in mm

AL OBIEMT MLV EBIFIIIR— DL RERMER # TR T S,

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

FliagBan

Spare Parts
F=N—Bf8hy 2— NALYVTF fal MLOZLF
Arbor Mounted Cutter Allen Wrench Clamping Screw | TORX PLUS® Wrench
M279... SW14,0 DIN 911 | 030.0516.T20P T20PQ

H14



Sy —
(?eér MillingJ >IN (I]h HORN I]h)

1o%=F RS279 4 )

Insert

DIN 867ZEH 1 >/ 7R 2 — b X /S—F P IITRAYZ—

DIN 3972 £ 12 sigftZ {+ EIFIITH

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867Basic
profile 1 according to DIN 3972 for finishing \

BRT —N—EED Y & —

for Arbor mounted cutter

16
e f/r? M279
LS 7 ype
! ";I \ '\ - <: \
\ \'l\-, | ;_//
WA
F'__/
(T ]
T
Blockside
B Va2l | &R | AR E, S t z 2N 0
Part number Module Zi Z Form §
RS279.3972.325.1 3.25 12 13 5.25 10.5 6.70 2 A A
RS279.3972.325.2 3.25 14 16 5.25 10.5 6.80 2 A A
RS279.3972.325.3 3.25 17 20 5.25 10.5 7.00 2 A A
RS279.3972.325.4 3.25 21 25 5.25 10.5 7.00 2 A A
RS279.3972.325.5 3.25 26 24 5.25 10.5 7.10 2 A A
RS279.3972.325.6 3.25 35 54 5.25 10.5 7.20 2 A A
RS279.3972.325.7 3.25 55 134 5.25 10.5 7.20 2 A A
RS279.3972.325.8 3.25 135 999 5.25 105 7.20 2 A A
RS279.3972.350.1L 3.50 12 13 5.25 10.5 7.35 2 B A
RS279.3972.350.1R 3.50 12 13 5.25 10.5 7.35 2 B A
RS279.3972.350.2L 3.50 14 16 5.25 10.5 7.45 2 B A
RS279.3972.350.2R 3.50 14 16 5.25 105 7.45 2 B A
RS279.3972.350.3 3.50 17 20 5.25 10.5 7.40 2 A A
RS279.3972.350.4 3.50 21 25 5.25 10.5 7.50 2 A A
RS279.3972.350.5 3.50 26 34 5.25 10.5 7.65 2 A A
RS279.3972.350.6 3.50 35 54 5.25 10.5 7.70 2 A A
RS279.3972.350.7 3.50 55 134 5.25 10.5 7.80 2 A A
RS279.3972.350.8 3.50 135 999 5.25 10.5 7.80 2 A A
A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIZI LY/ upon request
@ HELE / recommended
0 BB HELE / alternative recommendation
- SEHESE / not suitable
/>—*F [ uncoated grades
O—7 7k [ coated grades
B O/ —X vk / brazed/Cermet
mmERs2 MR
Dimensions in mm Carbide grades

H15



Sy —
(?eér MillingJ >IN (I]h HORN I]h)

1=k RS279 4 &

Insert

DIN 867ZEH 1 >R 2 — b X /S—F P IITRAYZ—

DIN 3972 £ 184 stz i+ E(F NI A

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing \

BRT—N—EED Y & —

for Arbor mounted cutter

247 M279

Type

r—"//
[Ty
Tl L
MyBRGE
Blockside
il TV | RS | BN E, s t z TR 0
Part number Module z,, z, Form §
RS279.3972.375.1L 3.75 12 13 5.25 10.5 7.80 2 B A
RS279.3972.375.1R 3.75 12 13 5.25 10.5 7.80 2 B A
RS279.3972.375.2L 3.75 14 16 5.25 10.5 7.85 2 B A
RS279.3972.375.2R 3.75 14 16 5.25 10.5 7.85 2 B A
RS279.3972.375.3L 3.75 17 20 5.25 10.5 8.00 2 B A
RS279.3972.375.3R 3.75 17 20 5.25 10.5 8.00 2 B A
RS279.3972.375.4L 3.75 21 25 5.25 10.5 8.10 2 B A
RS279.3972.375.4R 3.75 21 25 5.25 10.5 8.10 2 B A
RS279.3972.375.5 3.75 26 34 5.25 10.5 8.10 2 A A
RS279.3972.375.6 3.75 35 54 5.25 10.5 8.20 2 A A
RS279.3972.375.7 3.75 55 134 5.25 10.5 8.30 2 A A
RS279.3972.375.8 3.75 135 999 5.25 10.5 8.35 2 A A
RS279.3972.400.1L 4.00 12 13 5.25 10.5 8.30 2 B A
RS279.3972.400.1R 4.00 2 13 5.25 10.5 8.30 2 B A
RS279.3972.400.2L 4.00 14 16 5.25 10.5 8.40 2 B A
RS279.3972.400.2R 4.00 14 16 5.25 10.5 8.40 2 B A
RS279.3972.400.3L 4.00 17 20 5.25 10.5 8.55 2 B A
RS279.3972.400.3R 4.00 17 20 5.25 10.5 8.55 2 B A
RS279.3972.400.4L 4.00 21 25 5.25 10.5 8.65 2 B A
RS279.3972.400.4R 4.00 21 25 5.25 10.5 8.65 2 B A
RS279.3972.400.5L 4.00 26 34 5.25 10.5 8.75 2 B A
RS279.3972.400.5R 4.00 26 34 5.25 10.5 8.75 2 B A
RS279.3972.400.6L 4.00 35 54 5.25 10.5 8.80 2 B A
RS279.3972.400.6R 4.00 35 54 5.25 10.5 8.80 2 B A
RS279.3972.400.7 4.00 55 134 5.25 10.5 8.80 2 A A
RS279.3972.400.8 4.00 135 999 5.25 10.5 8.90 2 A A
A TEES /onstock A 4B/ 4weeks x BREWVE LB IET LY/ upon request
@ H#E5E / recommended

0 55 #£3E / alternative recommendation
- JEHESE / not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades

B O/ —X vk / brazed/Cermet H| -
mmiREd BIEA
Dimensions in mm Carbide grades

H16
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=xEbD BBEY YUY RFIVEIIL (ph HORN pil)
High Feed Milling

R—2 [page
TURIL H20
End Mill
DSDS

H18



B%b REYUYRIVYEIIL (ph HORN i)
High Feed Milling

DS

HEEL > K )L DSDS End Mill DSDS
HFAE © @6-16 mm Cuttingedge @6-16 mm

H19



EEY )y RFTRSL
Solid Carbide End Mill (g HORN pil)

AILSE % S — BRI N T R DSDS

Recommended material group Il - soft milling

AT
4-fluted

Y

@d. s

gif’?number d1 Mtheo l3 d3 dz l1 Z a, é
=

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 T 4 0.4 A
DSDS.4.08.63.08.10 8 14 20 1.2 8 63 4 0.5 A
DSDS.4.08.77.08.10 8 14 20 1.2 8 T 4 0.5 A
DSDS.4.10.77.10.15 10 2.0 25 9.0 10 7 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 il 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 40 144 16 7 4 1.0 A
DSDS.4.16.99.16.20 16 2.8 40 144 16 99 4 1.0 A

A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIEIL) / upon request

@ H#EE / recommended

0 55 _H#EXE / alternative recommendation

- FEHESE / not suitable

/>—*h [ uncoated grades
d—7+>%& / coated grades

B O/ —Xwhk / brazed/Cermet

MmmZRs0 g E

Dimensions in mm Carbide grades

HOTEFEEVELETET L,

Further sizes upon request

H20
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Sy —
é:‘e;r MiIIingJ TNy (I]h HORN I]h)

S22
Milling shank
MDG

R— [page
H24-H27

VAN St NV
Cutter Head
DGF/DGR/DGFF/
DGH/DGK/DGM/
DGRR/DGV

R— [Page
H35

H22



‘—Js_| N ‘7J“ —
éieér MiIIingJ >IN (ph HORN i)

DG

EEEN v 7 — DG Milling system DG
SEMTAAYZ—Aw R - Centre cutting and groove milling
-CE/REEOAHvEZ—Av R - Chamfering and centering
WINIAA Y Z2—Aw R - Copy milling

EmEDI—yIEAya—Awr - Highfeed milling

H23



BANT SR (ph HORN i)

Groove milling

S=U2ToxwY MDG v ~
Milling shank PR Yzt

with through coolant supply

87° v - BEZILDRILA —F
Shank 87° - shrink fit

S B B

Material of shank: Carbide

BRVA— AR
Cutter Head
I
2
[ ‘ 247  DGK
o Type DGM
'"'-\.\87 DGF
| Y Y DGR
DlL—‘l- =T © DGRR
& 4 d |8 b DGFF
| i i DGH
- | DGV
1 DGVZ
— —
B d L, L, d, L,
Part number
MDG.10.0012.87.01.A 12 85 19.7 9.8 22
MDG.12.0016.87.01.A 16 100 23.1 11.7 42
MDG.16.0020.87.01.A 20 100 29.6 156 43
DT EIFEENEHLETET 0, mm3k3ag
Further sizes upon request Dimensions in mm

MDGI10...IZIF T A w I F TV OHBHRBEHINTVEE A, LoAD R LZEELTRFIL,
For toolholders MDG10... Please note the threads are NOT segmented.

Fiwabam
BORMITALYFELUHRRIFNEBL TWER A BRI T,
L OBEMT b ILIEIFHITR— A& 2 CHEE TSI L.

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.

H24



BANT ST R (ph HORN i)

Groove milling

S 2 MDG e A
Milling shank PR

with through coolant supply

89° S - EE (EORILE —TE "
Shank 89° - shrink fit

S B B

Material of shank: Carbide

Ay Z—=~vR
Cutter Head
e la 247  DGK
.y Type DGM
. DGF
—~89 DGR
\ J DGRR
o - DGFF
2 0 Q =] DGH
A DGV
| DGVZ
3
— -—
1
B d L, L, d, L,
Part number
MDG.10.0012.89.01.A 12 115 23.5 9.8 50
MDG.12.0016.89.01.A 16 140 28.8 11.7 75
MDG.16.0020.89.01.A 20 160 37.2 156 75
DT EIFEENEHLETET 0, mm3k3ag
Further sizes upon request Dimensions in mm

MDGL0-IZIE Y 1w I F TV VMBI BHINTLERA. LoNDCRLEBELTTS
U)o For toolholders MDG10... Please note the threads are NOT segmented.

Fiwabam
BONMTAL Y TFELUONBRIEFIELTVEE A AIEIEX TV,
R C OBEEMT ~ILIBEIFH3TR— DRAMTERZ TR TS L,

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.
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BANT ST R (ph HORN i)

Groove milling

S—USG oYY MDG i N\

Milling shank PR ot

with through coolant supply

90° v - BEZ LD RILA —F S
Shank 90° - shrink fit

SO B! B
Material of shank: Carbide
ROy Z—YR
Cutter Head
, 517  DGK
— -— & Type DGM
tol ‘ Lol DGF
ay = 'f DGR
= H DGRR
i [ DGFF
A \ DGH
I, DGV
— B DGVZ
2 d L, L d, IS 2T Ly
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 11.7 DG12
MDG.12.0012.90.01.A 12 114.3 59.3 11.7 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 70.3 195 DG20
DT EIEEBNEHETETU, mm3Rs2
Further sizes upon request Dimensions in mm

MDGLO-IZIF T 1 v I F T Y OB BHINTUVEEA. LoND R LZBEEL TR L,

For toolholders MDG10... Please note the threads are NOT segmented.

FlREhE

WOMTRALYFELUOMERIINELTUEEA. ABRIIX T,
AL OB MLV BIFHITR— DM ER %7 TR R L,

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.
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BANT ST

Groove milling

(ph HORN i)

E=UTo%y

Milling shank

90° 2> - FESIF DRI A — ISR

Shank 90° - not recommended for shrinking

S U E:
Material of shank: Steel

MDG

WERHHRE L

no coolant supply

— 2 ™,
®
o
-
LB |
-
(]
. 1
b @
e &
B
° g
i !
.
(=)
Rl d L,
Part number
MDG.10.ST10.90.01.A 10 91.8
MDG.10.ST16.90.01.A 16 91.8
MDG.12.ST12.90.01.A 12 109.3
MDG.12.ST16.90.01.A 16 99.3
MDG.16.ST16.90.01.A 16 134.8
MDG.16.ST20.90.01.A 20 104.8
MDG.20.ST20.90.01.A 20 150.3
MDG.20.ST25.90.01.A 25 110.3

MOTEFBBVEDEE TV,

Further sizes upon request

36.8
19.8
443
22.3
49.8
27.8
60.3
333

Fa

-

NIT |

e

BV E—YR
Cutter Head
%17 DGK
Type DGM
DGF
DGR
DGRR
DGFF
DGH
DGV
DGVZ
d, AR
Form
9.8 1
9.8 2
11.7 1
11.7 2
15.6 1
15.6 2
19.5 1
19.5 2
mmz&52

MDGLO-IZIF T 1 v I F T Y OB BHINTUVEEA. LoND R LZBEEL TR L,

For toolholders MDG10... Please note the threads are NOT segmented.

FilwEbam

BOMITALYTELUMEBRIFNTBLTVEE Ao AIEITEX I L,
AL OBEIEFT ML VEBIFHITR—DITERZ CHEE TS L,

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.

Dimensions in mm
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B/ O—F—RIVEKIL (g HORN pil)

Corner and Groove Milling

hys—~yR DGF ~ | N
Cutter Head

d—F—EERDAAYR

Cutter head with corner chamfer

BRAI-UYTS vy
for Milling shank

247  MDG
|2 Type
-
: (3}
ie; - O o}
Q
o
bx45 \
EXIMIAAEETY
face cutting edge

=EMFEN—T3Y cutting across centre
Picture = right hand cutting version

B KNS AT SW z d, d, L, 5 b o

Part number System 2

<C

DGF.3.10.1000.02.00 DG10 8 3 10 9.8 16.8 55 0.20 A

DGF.3.12.1200.02.00 DG12 10 3 12 11.7 19.3 6.5 0.20 A

DGF.4.16.1600.02.00 DG16 13 4 16 15.6 24.8 8.5 0.20 A

DGF.4.20.2000.03.00 DG20 17 4 20 19.5 30.3 12.0 0.25 A
A TE[ES [ onstock A 4B [ 4weeks x HRINEHEIEI L)/ upon request
@ H#E5E / recommended
0 5 H#EEE / alternative recommendation
- FEHESE / not suitable

/>—t / uncoated grades
O—7 > / coated grades

B O/ —X vk /brazed/Cermet
mmiREe B iR
Dimensions in mm Carbide grades
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EEOII (ﬂh HORN ph)

Chamfering

HyZ—~yEk DGFF ra 5
Cutter Head

EELD A Angle of chamfer 45°
g o
BAI—U>T vy
for Milling shank
|3
2147 MDG
| Type
=] 2
/]

w ™

Q| o Fea =

a O

SW
EAIMITIIERFEA

B = ARSE/N— gy not face cutting

Picture = right hand cutting version

Rl SRS AT SW z Ds d, L, L, d, o
Part number System g
<C
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 5.5 1 A
DGFF.6.16.45.00 DG16 13 6 16 156 248 75 1 a
A TE[ER /onstock A 4B [ 4weeks x BREWNEHEIZILY/ upon request
@ HELE / recommended
0 55 _#£%E / alternative recommendation
- SEH#ESE / not suitable
/>—h [ uncoated grades
d—7«>7fh / coated grades
B O/t —Xwb / brazed/Cermet
mm3REd BT
Dimensions in mm Carbide grades
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ERNS—1Hhwh—
II-TS;F ?eed Mﬂlﬁgﬁ 3 (I]h HORN I]h)

AyF—=~vEF DGH ~ N
Cutter Head

J—F—REAYR '
Cutter head with corner radius

BRAI-UYTS vy
for Milling shank

o1 e 217 MDG
| Type
_.._]_._2
=7 o o
Q =
: \ SW
theo
EIMITIEHREFLEA
face cutting edge not cutting
- EBFEN—TaY across centre
Picture = right hand cutting version
Rl KNS AT SwW z d, d, l, l, Mheo 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 11.7 193 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 TE[ES [ onstock A 4B [ 4weeks x HRINEHEIEI L)/ upon request
@ H#E5E / recommended
0 EE5 _H#EXE / alternative recommendation
- SEHESE / not suitable

/>—*t [ uncoated grades

O—7 > / coated grades
B O/ —Xwhk /brazed/Cermet
mmzRad B iR

Dimensions in mm Carbide grades
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T
Copy Milling (g HORN pil)

AyF—=AvEF DGK 4 N
Cutter Head E=

180° I LRIEEAR—ILBEI D w Z—A 1w R

Ballnose milling head 180° K
BRI w0
I for Milling shank
3
2147 MDG
Type
O
Q
r EFMIHAETETT
NN face cutting edge cutting
=EBFN-Yay across centre
Picture = right hand cutting version
B WS 2T L SW Z d, d, r . L, o
Part number System g
<C
DGK.2.10.1000.00 DG10 8 2 10 9.8 5 16.8 55 A
DGK.2.12.1200.00 DG12 10 2 12 11.7 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 5.5 A
DGK.4.12.1200.00 DG12 10 4 12 11.7 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 TEEM /onstock A 4B /4weeks x BEVEHELTZILY/ upon request
@ HE5E / recommended
0 25 _#£%E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades
B O/ —Xwhk /brazed/Cermet
mmiREC B iE
Dimensions in mm Carbide grades
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#/a—F—BIVF3I (ph HORN i)

Corner and Groove Milling

AyF—=~vEF DGM 4 N
Cutter Head

ESS|
multiple fluted \

BRAI-UYTS vy
for Milling shank

3 24147 MDG
| Type
*42r
= lag]
o) o) ©
Q Q
r SW EIMIIHREEA

face cutting edge not cutting

= AFEN—ay across centre
Picture = right hand cutting version

B IS 2T L SW VA d, d, r L, . o
Part number System g

<
DGM.7.10.1000.02.0 DG10 8 I 10 9.8 0.2 16.8 55 A
DGM.7.10.1000.10.0 DG10 8 T 10 9.8 1.0 16.8 55 A
DGM.7.12.1200.02.0 DG12 10 T 12 11.7 0.2 19.3 6.5 A
DGM.7.12.1200.10.0 DG12 10 I 12 11.7 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 EES /onstock A4BRE /4 weeks x BREWVEDLEIE T LY/ upon request
@ HE5E / recommended
0 55 #£3E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
J—7 17 [ coated grades
B O/ —X vk / brazed/Cermet
mmaRE0 e

Dimensions in mm Carbide grades
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BA—F—HIVEKIIL

Corner and Groove Milling

(ph HORN i)

hyR—~AvyR
Cutter Head

J—F—R¥AYR

Cutter head with corner radius

DGR

3
%
N—
b o
© - O ke,
3 J=Ik
SW
r
=ABFN-Tav
Picture = right hand cutting version

3t WSSZFL | W |z
Part number System

DGR.3.10.1000.05.00 DG10 8 3
DGR.3.10.1000.10.00 DG10 8 3
DGR.3.12.1200.05.00 DG12 10 3
DGR.4.10.1000.05.00 DG10 8 4
DGR.4.10.1000.10.00 DG10 8 4
DGR.4.12.1200.05.00 DG12 10 4
DGR.4.12.1200.10.00 DG12 10 4
DGR.5.16.1600.05.00 DG16 13 5
DGR.5.16.1600.10.00 DG16 13 5
DGR.5.16.1600.15.00 DGl6 13 5
DGR.5.16.1600.20.00 DG16 13 5
DGR.5.20.2000.05.00 DG20 17 5
DGR.5.20.2000.10.00 DG20 17 5
DGR.5.20.2000.15.00 DG20 17 5
DGR.5.20.2000.20.00 DG20 17 5

10
10
12
10
10
12
12
16
16
16
16
20
20
20
20

A TE[ER /onstock A 4B [ 4weeks x BREWVEHEIZILY/ upon request

@ HEEE / recommended
0 55 _H#EXE / alternative recommendation
- JEHESE / not suitable
/>—h [ uncoated grades
d—7«>7f / coated grades
Bl O/t —X Wk /brazed/Cermet
mmz&&2

Dimensions in mm

9.8
9.8
11.7
9.8
9.8
11.7
11.7
15.6
15.6
15.6
15.6
195
195
195
195

-

BRAI-UYTS vy
for Milling shank

247  MDG
Type

EXIMINARETY
face cutting edge
cutting across centre

r l, ) o
Z
0.5 16.8 55 A
1.0 16.8 5.5 A
0.5 19.3 6.5 A
0.5 16.8 5.5 A
1.0 16.8 55 A
0.5 19.3 6.5 A
1.0 19.3 6.5 A
0.5 24.8 85 A
1.0 24.8 85 A
15 24.8 85 A
2.0 24.8 85 A
0.5 30.3 12.0 A
1.0 30.3 12.0 A
15 30.3 12.0 A
2.0 30.3 12.0 A

e 1E

Carbide grades
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Iz)ughl gc:il:mlllr:g S (I]h HORN I]h)

s DGRR —
Cutter Head
.=_|] ;
\E_: z/;
E"ﬁ e
O—F—EBORAYE A
Cutter head with corner chamfer \\ /
BRI w0
for Milling shank
I3 217  MDG
Type
bx45° \
SW
EXIMIAAEETY
face cutting edge
=HBBEFN—-Ta3> cutting across centre
Picture = right hand cutting version
Rl KNS AT SW z d, d, l, L, b o
Part number System g
<C
DGRR.3.10.1000.00 DG10 8 3 10 9.8 16.8 55 0.3 A
DGRR.3.12.1200.00 DG12 10 3 12 11.7 193 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 11.7 193 6.5 0.5 A
DGRR.5.16.1600.00 DG16 13 5 16 15.6 24.8 8.5 0.5 A
DGRR.5.20.2000.00 DG20 17 5 20 19.5 30.3 12.0 0.5 A
A TE[ER /onstock A 4B [ 4weeks x BREWNEHEIZILY/ upon request
@ HELE / recommended
0 55 _#£%E / alternative recommendation
- SEH#ESE / not suitable
/>—h [ uncoated grades
d—7«>7fh / coated grades
B O/t —Xwb / brazed/Cermet
mm3REd BT
Dimensions in mm Carbide grades
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REBDAIVKIIL (g HORN pil)

Corner Rounding

AyF—=AvEk DGV ~ N
Cutter Head g
||
R MmE Radius concave 0.2-3mm
. r

BRAI-UYTS vy
for Milling shank

24147 MDG
. _-_ 50 Type
tnr ; ‘[\
N S |

w g (2]
Qo % e :%'o
(SRS (]

of | 05 -

e SW

EXMIIEEEREFEA

B = ARSE/N— gy not face cutting

Picture = right hand cutting version

B IS AT L SW z Ds d, r L, d, o
Part number System g
<C

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 EES /onstock A4BRE /4 weeks x BREWVEDLEIE T LY/ upon request

@ HE5E / recommended

0 25 _#£%E / alternative recommendation

- JEHEEE / not suitable

/>—h [ uncoated grades
J—7 17 [ coated grades

B O/ —Xwhk /brazed/Cermet

mmzRa0 B iE

Dimensions in mm Carbide grades
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(ph HORN i)

Cutting Data
HELZUIHDRE
recommended cutting speeds
HHI JUxRIES  BHID BHID EHID T
Material Hardness Shoulder milling Shoulder milling Groove milling Copy milling
Brinell a,<05xDs a,<05xDs a,<0,5xDs a,<0,02xDs
(HB) a,<03xDs + a,<10xDs
aP
[E JE
v, (m/min) v, (m/min) v, (m/min) v, (m/min)
P 02%C 140 250 180 160 350
it 04%C 180 220 160 140 320
0.6%C 200 200 140 130 300
240 — 120
Alloyed steel — 200 150 130 280
quenched
E5e el 200
?|>gé1 lyz:l)loyed steel A ] 140 100 90 180
hardened
ke 180
= LA 170 130 120 280
ast steel =4 220
alloyed
M RILToHA1 R
25 L 25 715“’( I\% 200
Sta;ﬂ—eg o ¥ martensitic, ferritic 150 90 80 180
austenitic
{3577 80
* low tensile strength
BT o enste steng 230 190 170 280
rey cast iron =S| 250
high tensile strength
X JIo1 KR
221 ) Bk fen—iﬁé 7 2 160
Spheroidal graphite o 220 160 140 300
cast iron N=F1 & 250
perlitic
Jro1 R 125
ElF:i%: 53 ferritic
Malleable cast iron N—51 &K 25 2 et L e
perlitic
JEENIR G B 30-80
TII=ULAe  notheattreatable BRAET RAFET BRAET BRAET
Al-alloys HIIBE S 12 up to max. up to max. up to max. up to max.
heat treatable 80120
IS S 80
BETI I LES not heat treatable
Al-cast-alloy - IR ES e AL 180 600
heat treatable 100
El= ke )
Hes not heat treatable
Copper-alloys BYIRE S . 600 200 180 600
heat treatable
S JeERTAL 200
A S (Fe) annealed
Heat reiilstant alloy (Fe) JBEA S & £y 2l &
hardened 215
e
EES (NiCo) ~ ameded 0 ® ¥ 2 6
Heat resistant alloy (Ni, Co) J5EA S
hardened 350 25 25
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FfiER (ph HORN i)

Technical Information

BIERET M LB
Torque for setting
S 2F I B R LOMENm) LY FH X Aver—sarLys FLOLYF
System Torque for setting (Nm) Wrench size Combination wrench Torque wrench
SW
MLOLYF BRNEHE N — ZERE
Application Effective range for small series
DG10 10 8 D.DG1001
S.DG1012 ?ﬁﬁﬁ
DG12 14 10 D.DG1201 D1050VK
10-50 N
DG16 25 13 D.DG1601 D20100VK "
S.DG1620 20-100 N
DG20 35 17 D.DG2001 u
HUROEREHE

LAYE—~AY REBEARE > ¥ Y VBRDAIHEOFNZ +2ICED RV T /T L,

2.2 v VU UBRETRICEE L TEEEIT o TLET L,

3AVE—AY RORLUER. T—/3—3F. BESBICIFDEDEBEZEMHLTILLEI L,
4. Ny BE—=~\Y ROBARNY T2 HEERIE. X—JIC8DLETFHTIToTLET 0,
ZEOERNAHD FT |

5 DAY ROI—UV TS v OANOWDIFIEZRILT L > FERL.

IR LT TRDMIT TR T W,

BEEE

BRI AERTDZC T, hyZ— vy REI—) VI v IVDEBRIMEFBINE S,
BEAEEFEARVEABOIRIEEZHRT A OICIE Ny EZ—Ay REDFITEE. S—U>TS vy
JEEICEYHPAS R VVKICTEZEHEETY,

WENLZICEZEOFIFICED. ELLAYEZ—"Y RHRAEEINE T,

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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RO)a—1 >y R—
Screw-in cutter

DAHM25

=YYy

Milling shank
DAHM25
R—2 [page
H41-H42
A=k
Indexable Insert
DAH25
R—2 [page
H43
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DAH

XD I—) T hya— High feed milling
> AT 1L DAH25 System DAH25
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2O a—A Ny - DAHM25 i N

Screw-in cutter

Db ES Cutting edge @ 12-25mm
2w U ME: i
Material of shank: Steel .
A —b

for Indexable insert

2147 DAH25
[ ‘ ﬂ ‘ Type
olT| o
[ ' (SRR S
1 Y
ap
-
I - 2Ds _
MD%& 172 Y(wm
suitable for Shank Type MD
B z Ds l, L d, a, d, d,
Part number
DAHM.25.012.M062.02 2 12 26 13.5 11 1 M6 115
DAHM.25.016.M083.02 2 16 39 20.5 13 1 M8 154
DAHM.25.016.M083.03 3 16 39 20.5 13 1 M8 154
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
OTEFEBENEHLEIZT L, mmz&52
Further sizes upon request Dimensions in mm

1o U OBEEMT SILVMEBIFIIIR— DDA E R 2 CHEEE T S0\

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

FiimtBam

Spare Parts
AIVa—Yhys— [l MVOZLF
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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S=UTovYy DAHM25 ] b
Milling shank

F 5 Cutting edge & 12-25 mm
S KB
Material of shank: Steel N
B A —

for Indexable insert

247  DAH25
DIN1865B Type
7
n el ‘
[]
ap \
— ‘2 Is
|1

B z Ds d l, l, d, l, 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

mmz&52
Dimensions in mm

AL OBEIEFT MLV EIFIIIR— DD EISIMER 2 CHEER T S,

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

Fimahan

Spare Parts
S=UYTIwY R FMLOZLF
Milling shank Clamping Screw | TORX PLUS® Wrench
DAHM.25.012.0122.02 ... 030.2547.T8P T8PL
DAHM.25... 030.2553.T8P T8PL
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ST o DAHM25 ~ D

Milling shank
H R Cutting edge @ 12-25 mm
v MBI (B EDHART)
Material of shank: Steel (not recommended for shrink fitting) .
WA —

for Indexable insert

247  DAH25
DIN1835B Type
= - T i
= 0 3
| Sy
- !
I 2 3 @ Ds
I—-ll — — - —
i |1 -—
B z Ds d L, l, d, L, a,
Part number
DAHM.25.012.D124.02B 2 12 12 82.5 36 115 45 1
DAHM.25.016.D165.02B 2 16 16 97.5 48 154 48 1
DAHM.25.016.D165.03B 3 16 16 97.5 48 154 48 1
DAHM.25.020.D206.03B 3 20 20 1115 60 19.0 50 1
DAHM.25.025.D257.04B 4 25 25 132.5 75 24.0 56 1
DT EFBBVEDETEI L, mmRse
Further sizes upon request Dimensions in mm

1o U OBEEMT SIL I MEBIFIIIR— DDA E R CHEEE T S0

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

Fimahan

Spare Parts
S=UYTIwY R FMLOZLF
Milling shank Clamping Screw | TORX PLUS® Wrench
DAHM.25.012.D0124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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V>
ITg;Feed Milling (I]h HORN I]I-D

1=k DAH25 il ™
&

Indexable Insert

BRATDAARE Depth of cut up to 1mm

- '

BRI-UYTov>y
for Milling shank

247 DAHM25
Type

B a a h r

Part number

DAH.25.011.D.04 1 4.4 2.6 0.4

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet

mmiREd e R
Dimensions in mm ERavEI—F—R rth= 707320958 Carbide grades
224 ZAODKF 2P e DEEL TR,
BERSCERENIEEICOH
CTERLRLTEELBLEY,
theoretical comer radius r,= programming radius
actual nutlinel upon requast!
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X7 L DAH25 EHEI
Formulas System DAH25 (I]h HORN I]h)

Z= Hvuia—HA

Number of teeth

d_ =BT HIED

effective cutting edge &

v_+ 1000
n= [OlEEK L [1/min]
i eff °m
Revolutions
N deff *Ten .

v, = THIEE V.= 4000 [m/min]

Cutting speed

v Vf

f= IYDDEDE f,= 7um [mm]

Feed/tooth
v,= XD&E/7D v,=f «Zen [mm/min]

Feed rate

ae ° ap ° V]c )

Q= BREE/D Q=700 [cm*min]

Material removal rate
BT EAZET BBEL B E T, Correction value

75 1 = Fhr = 7 3B A\
ﬁ)‘jja‘]%'f:tdeff ‘;Tuﬂ@{@t&ﬂ?%ﬁ ?’Liﬁ_o ap [mm] KD [mm]
2= DAFHFS 0.1 5.3
Ds= 5 0.2 6.5
ko= HEME 0.3 74
0.4 8.1

deff:KD+(DS‘12) 0.5 8.8
The effective cutting diameter d_, must be calculated to 0.6 94
obtain the correct RPM and the cutting feed. 0.7 10.0
The effective cutting diameter is calculated using the ) '
following values and formula. 0.8 10.5
a, = depth of cut 0.9 11.0
Ds = cutter diameter
K. = from Correction value chart 1.0 12.0

D

d,, =K, + (Ds-12)
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> 27 L DAH25 IS4+
Cutting Data System DAH25* (I]h HORN I]h)

ISO  #RHIF4 e XD /139 f (mm) YIHRE
Material Hardness HB  Feed/tooth f, (mm) Cutting speed
v, (m/min)
AN
P Fawif 125 06~18 200 - 300

unalloyed steel

AN ]
R 190 06~18 200 - 300
unalloyed steel

AN AR
e 25 200 06~16 180 - 300

low alloyed steel

BEEH 300 06~16 160 - 280

low alloyed steel

A LA
r’].E" Sl 200 05~15 150 - 250
igh alloyed steel

M X7 YLXifl

R0 bR 240 06~15 140 - 220
Stainless steel martenistic
27> L X
FT—TF1 R 180 06~12 120 - 200
Stainless steel austenitic

- _

e e 1 T 130 06~18 160280
un'\ i /\0__/( l\/\ ~ -
l\%l%ﬁl%?a%t iron perlitic7 R 230 06~15 150 -250

RO 21 )L B
TJI50bR/IN=F1 R 180 06~15 150 - 250

Spheroidal graphite cast iron ferritic/perlitic

A2 EHEHK -1 bR

Spheroidal graphite 260 06~15 140 - 240
cast iron perlitic
el 160 06~22 180- 320
rey cast iron
-7 = = AN
- HSEEGE % 08~25 1000 - 1500
-alloys
T77O0-FA (hy2—EARE) BNERBr DER
Diving angle Programming radius and difference
@ N mm) 7 7O—FA () ry,(mm) RAZEE (mm)
Diving angle (°) max. difference (mm)
12 6,5 1.4 0.61
16 2,5
20 1,5

25 1,0

BHI1—F—RMEIFRERETT,
theoretical corner radius r,,
= programming radius

\ BAzm

max. difference
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7=V Thya—

Gear Milling

(ph HORN i)

RO)a—1 >y R—
Screw-in cutter

DAHM37

P22
Milling shank
DAHM25

7—/N\—Ef By Z—
Arbor Mounted Cutter

DAHM37

A=k
Indexable Insert

DAH37

7R TE—
Adaptor

MD

L5 ==

Reducer

MD

ITORT>3Y>
Extension

MD

H46
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Sy —
(?eér MillingJ >IN (I]h HORN I]I-D

DAH37

XD I—) T hya— High feed milling
AT DAH37 System DAH37
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ERNS—1Hhwh—
II-TS;F ?eed Mﬂlﬁgﬁ 3 (I]h HORN I]h)

2O a—A Ny - DAHM37

Screw-in cutter

H R Cutting edge @ 20-40 mm

S KB
Material of shank: Steel N
B A —

for Indexable insert

247  DAH37
‘ Type
b, ol o
T2 T T
SRAERS
!
o Ds
— —
1
[ —
MDEAL T vV OR
suitable for Shank Type MD

Lk z Ds ! L d, a, d, d, sw

Part number

DAHM.37.020.M104.02 2 20 45 25 19 1.2 M10 18 15

DAHM.37.025.M125.03 3 25 52 30 24 1.2 M12 21 17

DAHM.37.032.M166.04 4 32 58 35 31 1.2 M16 29 24

DAHM.37.040.M166.05 5 40 58 35 39 1.2 M16 29 24

mm3kag
Dimensions in mm

42 030.3070.T10P OEESET ML 2 {ElE 3.4 NmT 9,
Torque specification of the screw 030.3070.T10P = 3,4 Nm.
Flwaham
Spare Parts

ROV a—1>hya— R MLOZLF

Screw-in cutter Clamping Screw | TORX PLUS® Wrench

DAHM... 030.3070.T10P T10PL
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ERNS—1Hhwh—
II-TS;F ?eed Mﬂlﬁgﬁ 3 (I]h HORN I]h)

S=UYTovy DAHM25 - %
Milling shank

H R Cutting edge @ 20-40 mm
S OB i
Material of shank: Steel N
BRI —H

for Indexable insert

DIN1835B 217 DAH37
£ Type
. i
7 2
e e =
(o]
!
1
B z Ds d l, L, d, l, 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 12
DAHM.37.040.D326.05B 5 40 32 111 47 39 60 12
mm3RE0
Dimensions in mm
12 030.3070.T10P OEE ~IL 7Bl 3.4 Nm T,
Torque specification of the screw 030.3070.T10P = 3,4 Nm.
F{imaEBan
Spare Parts

SRl P27 522 07274 1M FLOZLF
Milling shank Clamping Screw | TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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=% ==1)> ‘7J\\ —
II-TS;F ?eed Mﬂlﬁgﬁ 3 (I]h HORN I]h)

7—N—B{3Ehy 2 — DAHM37

Arbor Mounted Cutter

F 5 Cutting edge @ 40-80 mm

DIN 8030-AlC#EHL L7 7— N—EUF B v R —
Arbor mounted cutter as per DIN 8030-A .
WA T—b

for Indexable insert

2147 DAH37
Type
3
o
=ABFN-Tav
Picture = right hand cutting version
B Z | Ds | a h, h d d, § b c d,
Part number
DAHM.37.040.A1635.05 5 40 1.2 34.4 35 16.0 33 22 8.4 5.6 16
DAHM.37.050.A2235.06 6 50 1.2 39.4 40 19.5 41 24 10.4 6.3 22
DAHM.37.063.A2240.07 7 63 12 39.4 40 19.5 49 24 10.4 6.3 22
DAHM.37.063.A2740.07 7 63 12 44 .4 45 215 49 27 12.4 7.0 27
DAHM.37.080.A3245.08 8 80 12 54.4 55 29.5 59 33 124 8.0 32
mmz&&2
13 030.3070.T10P D@EEsET <L 7 ElE 3.4 NmT T, Dimensions in mm

Torque specification of the screw 030.3070.T10P = 3,4 Nm.

FliatBan

Spare Parts
F—N—E{i2hy 52— Bl FLOZLYF a1 BL %
Arbor Mounted 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.A2740.07 030.3070.T10P T10PL SW8,0 DIN 911 | 12.30.912 | 13.0.433
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'éu“* s_| LN ‘7J“ —_—
II-TQ;F ?eed Mﬂlﬁgﬁ r% (I]h SO I]I-D

1% =F DAH37 4 )

Indexable Insert

BATIDAAES Depth of cut up to 1.2mm

- b

BRAAYE—
for Milling tool

247 DAHM37
Type

h
FyvITL—H—F=
positive geometry
B3 a, a h r,
Part number
DAH.37.022.S.08 12 7.9 3.18 0.8

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ HE3E / recommended
0 2B _#E35E / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet

mmiREd e R
Dimensions in mm EREI—7—Rh= 707339 FE Carbide grades
754 ZODRF 7P A 1L DEELTIE.
BERFCERINDHESICOH
CTERCHUTHBELRLET,

theorelical comer radius r,= programming radius
actual outling upon request!
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'éu“* s_| LN ‘7J“ —_—
gE;TELedhﬁhﬁé? r% (I“]l*()ﬂﬂ‘lﬂﬁ)’

1=k DAH37 i R

Indexable Insert

BATIDAAES Depth of cut up to 1.2mm

- b

BRAAYE—
for Milling tool

247 DAHM37
Type

FyIITL—h—%L
positive geometry

B a a h r

Part number

DAH.37.022.N.08 1.2 7.9 3.18 0.8

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY / upon request
@ HE2E / recommended
0 2B _#E35E / alternative recommendation
- JEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet
MmmR5C eREriE

Dimensions in mm Carbide grades

BERmad—7—Rth=7RI73Z 07 EE
74 ZODNF P ILCDEEL T,
BERFCERINDHESICOH
CTERCHUTHEBELRLET,

theorelical comer radius r,= programming radius
actual outling upon request!
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A7 L DAH37 FHEI
Formulas System DAH37 (I]h HORN I]h)

Z= hviaZ—FH

Number of teeth

d =EWHEES

effective cutting edge @

v_* 1000
n= [Cl#R&X n=—g . [1/min]
i eff °m
Revolutions
. dgemen .

v, = THIRE V.= 1000 [m/min]

Cutting speed

Vi

f= 1UEDDEDE f= 5 [mm]

Feed/tooth
v,= XDE/D v,=f «Ze+n [mm/min]

Feed rate

ZaN =/ N\ — ae * ap * Vf 3 .
Q= BREZE/5 Q= 1000 [cm3/min]

Material removal rate
ELWEERHC ZED 8L o2l
BH R ZETE T 2HEBDHD £, Correction value
ﬁij]}g?ﬁffideﬁ H:—FEEODTE Z @ZfﬁTgb‘ﬂ 33 @_o ap [mm] KD [mm]
a= 1 DIAHRS 0.1 9.71
Ds= T 543 0.2 11.47
P 0.3 12.81

0.4 13.93
dert = Kp + (Ds - 12) 0.5 14.92
The effective cutting diameter d_, must be calculated to 0.6 15.82
obtain the correct RPM and the cutting feed. 0.7 16.63
The effective cutting diameter is calculated using the i ’
following values and formula. 0.8 17.39
a, = depth of cut 0.9 18.10
Ds = cutter diameter
K, = from Correction value chart 1.0 18.77
d, =K, +(Ds- 12) 1.1 19.40
1.2 20.00
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A7 Ly DAH3T tHISE M
Cutting Data System DAH37* (I]h HORN I]h)

ISO  #HIM e XD /18 YIHERE
Material Hardness Feed/tooth f, (mm) Cutting speed
HB v, (m/min)
P o<l 125 08-22 200 - 300
unalloyed steel
LI 190 0.8-22 200 - 300
unalloyed steel
By 200 0.8-2.0 180 - 300
low alloyed steel
el 300 0.8-2.0 160 - 280
low alloyed steel
BE T 200 06-16 150 - 250

high alloyed steel
M X7>L X

JILTOHA KR 240 0.8-2.0 140 - 220
Stainless steel martenistic

27> L R

F—TFF A1 R 180 06-1.6 120 - 200
Stainless steel austenitic

ISR T T 54 MR 130 0.8-2.2 160 - 280
Malleable cast iron ferritic

AJifEgEk  N—S1 MR 230 07-1.8 150 - 250
Malleable cast iron perlitic

U241k

TJxo14 NR/IN—T1 R 180 0.7-1.8 150 - 250

Spheroidal graphite cast iron ferritic/perlitic

HU21IE&HH®K N—F1 bR

Spheroidal graphite 260 0.7-1.8 140 - 240
cast iron perlitic
139 B %K 160 0.8-25 180 - 320
Grey cast iron
TILSZU LGS 90 1.0-3.0 1000 - 1500
Al-alloys

77O—F A (hy 2 —EABE) NERMBEL DEER

Diving angle Programming radius and difference

/ 7IO—FF
@ XA (mm) e (fg © 50—+ —RIEISHERE T

theoretical corner radius r,

20 5,0 = programming radius
25 4,0

32 1,0

40 0,5 RAER

50 0.5 max. difference

63 0,4 r,(mm) RAZEZRE (mm)

80 0.4 max. difference (mm)

2 0.83
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mﬂgzma— (ph HORN i)

7ET - MD - “

Adaptor
Hin- | -
[T
|
1>~y RDAM/DAHM.. . MBE KLU L T2 —F—MD..MFA
for screw-in cutter DAM/DAHM...M and reducer MD...M \ /
S OB i (B E D)
Material of shank: Steel (not recommended for shrink fitting)
1
2 |3
N DIN 1835B
=
5]
- = _=—.-‘\ ©
O . <l =
(B4 i)
(] ¥ a
B L, L, L, d d, d,
Part number
MD13.02.00.D16B 73 14 53 16 13 M8
MD18.04.00.D20B 80 20 55 20 18 M10
MD21.06.00.D25B 91 23 61 25 21 M12
MD29.08.00.D32B 100 29 65 32 29 M16
S > OEG 25 mmblE I 2 ERROFERD ISR D £ mmRag
from @ 25 mm 2 clamping flats Dimensions in mm
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aﬁn‘gf RNy F— (gl HORN ph)

THTE— MD i ™
Adaptor

1>~y RDAM/DAHM.. . MBE KLU L T2 —F—MD..MFA
for screw-in cutter DAM/DAHM...M and reducer MD...M

S OB i (B E D)
Material of shank: Steel (not recommended for shrink fitting)
T 1
@ |
3
l, DIN 1835B
I P |
N 2
I - S S
3| HEiR 3
B L, L, L, 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°
S V120 25 mmBLEIE 2 ERROTFED ICH D £ 9 mmRED
from @ 25 mm 2 clamping flats Dimensions in mm
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aﬁn‘gf RNy3F— (gl HORN ph)

LFa—H— MD %

Reducer

d

1>~ R DAM/DAHM. . MALFa—H—
Reducer for screw-in cutter DAM/DAHM...M

S UME: i

Material of shank: Steel

B [

Part number
MD18.02.77.M10 49 6 20 13 M8 M10 18 15 17.5°
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°
mmzRaC

Dimensions in mm

d SW a
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771 RANyH—
Milling

(ph HORN i)

IVRATooray
Extension

MD i )

1>\ R DAM/DAHM. MBI OVZ T > 3>/\—
Extension for screw-in cutter DAM/DAHM...M

S U E:
Material of shank: Steel

(] g
ity =] o
(=] =2
1
2 Ia
e
|1
—
Rl l, L, l, d, d, d, SW
Part number
MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06.00.M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24
mm3ikag

Dimensions in mm
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X7MNMIHhy2— (I]h HORN I]I'D

Gear Machining

F7NIH

Examples for machining

> ZTNUAUAILFT (N VR—=2FT7)

Herringbone gearing

p A/ \—F7
Spur gearing

> UA—L/TA =LK1

Worm gears

> XNA TIIARRNILET
Cycloid palloid tooth system

> X7 JO-—F>T

Gear broaching
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LTNAYALET (AUYH=YFT)  (HiHORNTI)

Herringbone gearing

T a—)L10RBYEX 7

similar Module 10

MHmEDI—U>T /AEF muiT
Roughing high feed milling / Finishing copy milling

DAHM.25
A4 FHIE HEFE |VIHLRE| XD/ | FEHERE
Material Tools Ds v, v, Machining centre
[mm] | [m/min] | [mm/min]
SNCM#7 DAHM.25 12 | 250 | 6600 LR
18CrNiMo7 5-axis
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AN—F7
Spur gearing (I]h HORN ["D

TV a2—IL30R/NN—FT7 HNEP4,000mmET
Module 30 straight luted, up to @ 4000 mm

MmEDI—U>T [HEF muinT
Roughing high feed milling / Finishing copy milling

DGH
DAHM.37
A fFRTE HEFR WHRE| REE | FHE%E
Material Tools Ds v, Q Machining centre
[mm] | [m/min] | [cm®min]
SM490 DAHM.37 40 280 720 5$H37]DI$%
St52 DGH 20 | 280 | 410 5-axis
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A —L¥7T (g HORN fiil)

Worm gears

EAEES 2—)L7.9/d420 mm
Axial module 7.9/ @ 420 mm

M IYRIJILUNMI /LT muinT

Roughing conventionally / Finishing copy milling

DPTP DSK DPTR

el FRATE TEF |THRE| BREE | FRRE
al Tools Ds v Q Machining centre
[mm] | [m/min] | [cm3/min]

DPTP 8 200 145
28 == 4 SERAN T A%
CuSn12Ni DSK 8 225 80 5-axis
DPTR 6 225
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ANAFIURRILET
Cycloid palloid tooth system (I]h HORN I]h)

T2 a2—)L13.56
Module 13.56

H:EEDI—U 2T MR HWINT

Roughing high feed milling / Finishing copy milling

DGH DSDS DSK DSM

ERal FRIE RFRE (VIHRE| R
terial Tools Ds Vv Machining centre

Cc

[mm] | [m/min]

DGH 12/16 | 300

C45 5-axis
DSK 10 190
DSM 12 260

H63



BeEEEETT (ph HORN i)

Tooth parameters

HBIER (REFT)

Information required (with tolerances)

¥ 7 HEE 7
Number of teeth

1 | —EE ) TV R (EES) 505
Flanck pitch Module i
PCD

2 Pitch circle diameter d

3 Ejj% a
Pressure angle
ftna B
Bevel angle
RLnAm
Bevel direction RH / LH

4 |EEEEER q
Tip diameter a

5 | EMEE q
Root diameter f

6 |EITDIAH 0
Root radius f
L (B TROHE) :
Grinding allowance (roughing)
F—N—Hh—IL (EV)EFE

7 Diametrical dimensio(n over);:-tpins / dimension over 2-balls MdR/ MdK

g |2 AEEVE /G AER—ILE b
@ Measering roller / @ Measuring ball M
FITHE

9 Tooth Width?_ Wk

10 | FETEH k

Number of measuring teeth
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B EFATT

(ph HORN i)

Information required

HErgw =X

YHGHEEE > 13 () LUOUREEE

HBEIHEE

(2EZEUNQPLEN— 5 A ()
LEAM—L AL T RI>N S
HAHEER >N q EEH EHE
(T —LE >N LEEH) YkAHEH

BUQEL P> %
X X YHGUHEERI >N F () LUEOLEHILE X RIS
J—nN
) AdR£LAA—F: RI>NSF
AdRLAA—F FID>NS sl x| x| x S G
x | x  |guduz@EEN-TeI 0> FuaHR (ERR e o
SR -
X X X X P2=lea il
X X IEHTH X X X X X ERa1
X X HEHEH X X X X X and
X X HU(H KA G XEER) > 1) G ()41 QLRI E X x [ ox [ x| x Rt
WYL REHIYUR I RIONF
X X hecdad PRAARAOFAA—N—E 1 RI>NF X X X X HIFH
N TT) T
X X EHEEH) 1(—T&F B Ama e X X X X YR
abdli ks AQdREHRUE  PID>NF
S22 .
(EEm s/ LY guauz mER) -texip>Ie
Bl _
O (RROSEHE) £/ ﬁﬂ M TerRH
‘B £ Y OEISNY 4N NI SSIP EEEH) 1(—T2 X X X X ZHE
iz | Mz | Nz | vz
YAV HESdl HERYLE, GL6ENIA
NE@RIOR LNE) > EES] (LF—\Y) BRE JOALT—¥C
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B B 5H T

(ph HORN i)

d

ion require

Informat

Worm shafts

Cylindrical gears

Shaft-hub-connection with involuted flanks

DIN3975 Special (straight) Shaft | Hub
zAa [ zn [ zc | z1 | shapes

Flank shape X X X X Normal module complete describtion of norm
Axial module Number of teeth Mw_uw_w_mhmo‘ DIN5482 (...), NF E 22-141, ANSI X X
or: z.o::m_ module and :.m__x angle X X X X Normal pressure angle
or: Pitch and reference circle

Tip diameter or:
Number of teeth X X X X Root diameter Normal module X X

Addendum modification coefficient:
Generating angle X X M X or: diametral 2-rollers-dimension with roller-& Number of teeth . N

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 Normal pressure angle X X
Reference diameter X X X X X Tip diameter X X
Tip diameter X X X X X Root diameter X X
Root diameter X X X X e -

Addendum modification coefficient:

Axial tooth thickness or: diametral 2-rollers-dimension with roller-@ X M
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
Pitch
or pitch angle X Tip-/root radii and/or relief X X
or bevel 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 = erforderliche Angaben
x = information required
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TAOY Ay &—
Milling of T-Slots (ph HORN fill)

¥ 27 L[System ~R—[Page

M311 12
M313 18
M328 112

M406/M409 118



TAOYvkAy&Z—
Milling of T-Slots (ph HORN fill)

S— 12wy ( )
Milling shank _ =
M311 all=E)
R—2 [Page
14
S
o = T
Inserts
311
e
R—2 [Page
15

R—2 [Page
16




TAOY Ay &—
Milling of T-Slots (ph HORN fill)

M311

A T-Slot Cutter with
TAOY hhyZ— exchangeable inserts
FFAR: @17 mm~ from cutting edge @ 17 mm




TXOvybkhy2—

Milling of T-Slots

(ph HORN i)

el M2/ B2 227

Milling shank

S OMB: B

Cutting edge @

M311

17 mm

Material of shank: Carbide - Giving a good vibration resistance

@ Ds
|
T
1

DIN6535HB
B 3

X = ABFN—Ta>

Picture = right hand cutting version

HOTEFEE VAL ETET L,

F

Bt

Part number

M311.0016.00A
M311.0016.00B
M311.0016.00E

urther sizes upon request

DING535HE  DING535HA

[~

d l ,

16 90 25

16 90 25

16 90 25
Ds & >0 —FBR

Ds see inserts

AL OBIEMT MLV EBIFIIIR— DL PERMER # TR T S0,

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

FfiakBam
Spare Parts

SRl P27 522 07274
Milling shank

M311...

14

fat

Clamping Screw
4.16T15KP

FLOZRLF
TORX PLUS® Wrench

T15PQ

4 )

L~
- J/
R — b
for Insert
247 311
Type
d AR
Form
9 A
9 B
9 E

mm3ikag

Dimensions in mm



TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

19—k 311 . oy
Insert
TXOwhE DIN 650Z40L T-Slots DIN 650 10 mm ‘ '
FE Cutting edge @ 17 mm

X 4

BRI-UYTS vy
for Milling shank

217 M311.0016.00A
Type M311.0016.00B
M311.0016.00E

a

Y
)

[ ]

af=sshi

= \I54 Ry %0y

Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Z s W r r a
Part number
311.1016.00 17 3 7.7 7.2 0.5 0.8 10

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ H#EE / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades

J—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
MIUESS BIEME
Dimensions in mm Carbide grades
(IO ES SRV okeX @ ute ] AN

Further sizes upon request




TAOw ~AEIWD Ay 2—
Chamfering of T-Slots (I]h HORN I]h)

19—k 311 ( N

Schneidplatte

TXOwhE DIN 650Z40L T-Slots DIN 650 10/12/14 mm
TR Cutting edge @ 15.8 mm

& 4

BRI-UYTS vy
for Milling shank

4

217 M311.0016.00A
/u\j Type M311.0016.00B
M311.0016.00E

a

. 29,5 \75419&39
I__i@_s__ Milling shank

X = HABFN—Ta>

Picture = right hand cutting version

Rl Ds Z E S a
Part number

311.4216.00 15.8 3 3 5.95 10

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ H#EE / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades

J—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
MIUESS BIEME
Dimensions in mm Carbide grades
(IO ES IRV okeX@/ute AN

Further sizes upon request




(ph HORN i)




TAOYvkAy&Z—
Milling of T-Slots (ph HORN fill)

SN 2972 204 ( W
Milling shank _ E
M313 mll=E]
R—2 [Page
110
M
> th=r
Insert ]
313
_
R—2 [Page
111




TAOY Ay &—
Milling of T-Slots (ph HORN fill)

M313

FAF3HN T-Slot Cutter with
TAOY hhyHZ— exchangeable inserts
FFAE: @20 mm~ from cutting edge @ 20 mm




TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

= ~ N -~
=Yy M313 - =
Milling shank
|~
TR Cutting edge @ 20 mm
. 4
2w OB BhE
Material of shank: Carbide - Giving a good vibration resistance .
WA H—K
| 4 for Insert
e |
5 DIN6535HB 217 313
7= I L 55 —[i— Type
S -y
v | . 5 : [E=]
ol —H RS e T T o
\ | o
R % R E S
DIN6535HE  DING6535HA
[T A
=ABFN-Tay
Picture = right hand cutting version
B d ! N d, AR
Part number Form
M313.0016.00A 16 93 30 11.5 A
M313.0016.00B 16 93 30 115 B
M313.0016.00E 16 93 30 115 E
MO EEBEVEDLETZT L, Ds i& 1> — B mm3REd
Further sizes upon request Ds see inserts Dimensions in mm
1L DBIERT N IL I MBIZI1IR— DM ER E TR T S0\
For torque specification of the screw, please see Technical Instructions.
Fiwaham
Spare Parts
SRl P27 522 07274 1M FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench

M313... 5.13T20KP T20PQ
110



TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

19—k 313 e By
Insert
TXOwhE DIN 650Z40L T-Slots DIN 650 12 mm ‘ '
FE Cutting edge @ 20 mm

X 4

BRI-UYTS vy
for Milling shank

247 M313.0016.00A
Type M313.0016.00B
M313.0016.00E

a

Y
)

[ ]

af=sshi

= \I54 Ry %0y

Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Z s W r r a
Part number
313.1219.00 20 3 8.7 8.2 0.5 0.8 12

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ H#EE / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades

J—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
MIUESS BIEME
Dimensions in mm Carbide grades
(IO ES SRV okeX @ ute ] AN

Further sizes upon request
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TAOYvkAy&Z—
Milling of T-Slots (ph HORN fill)

SN 2972 204 ( W
Milling shank _ E
M328 mll=E]
R—2 [Page
114
M
> th=r
Insert ]
328
_
R—2 [Page
115

112



TAOY bAYyZ—
Milling of T-Slots (ph HORN fill)

M328

P SPLTS T-Slot Cutter with
TAOYybAy2— exchangeable inserts
FFAE: @24 mm~ from cutting edge @ 24 mm

113



TAOY bAyH—
Milling of T-Slots

(ph HORN i)

= ~ N -~
S—USIoey M328 7 ™
Milling shank
|~
H R Cutting edge @ 24 mm
. 4
S OB B
Material of shank: Carbide - Giving a good vibration resistance N
R — b
| 4 for Insert
e |
5 DIN6535HB 217 328
7= I L 55 —[i— Type
S -y
w ©
ol iy - . o =)
! ﬁ o
DIN6535HE  DING6535HA
| A
=ABFN-Tav
Picture = right hand cutting version
B d L, L, d, AR
Part number Form
M328.0020.00A 20 104 35 13.5 A
M328.0020.00B 20 104 35 135 B
M328.0020.00E 20 104 35 13.5 E
MO EEBEVEDLETZT L, Ds i 1> — B mm3REd
Further sizes upon request Ds see inserts Dimensions in mm
1o L DBIERT ML I BIZI1IR— LU E R E TR T S0\
For torque specification of the screw, please see Technical Instructions.
Fiwaham
Spare Parts
SRl P27 522 07274 1M FLORL T
Milling shank Clamping Screw TORX PLUS® Wrench
M328... 5.13T20KP T20PQ

114



TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

19—k 328 r .
Insert

TXOvkE  DIN 650%EHL T-Slots DIN 650 14 mm ‘ '

H R Cutting edge @ 24 mm

X 4

BRI-UYTS vy
for Milling shank

217 M328.0020.00A
Type M328.0020.00B
M328.0020.00E

a

Y
)

sl

= \TZ51Rvv oY

Milling shank
=ABFN-Tav
Picture = right hand cutting version
B Ds Z s W r r a
Part number
328.1423.00 24 3 9.8 9.2 0.5 1 14

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ H#EE / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades

J—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet
MIUESS BIEME
Dimensions in mm Carbide grades
(IO ES SRV okeX @ ute ] AN

Further sizes upon request
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TAOY bAyH—
Milling of T-Slots

(ph HORN i)

T IVr—a 80
Application Technology
a,~0,2xs

ﬂ///

©

A v

HesE HEL FEA
recommended not recommended

T2O0vbkhhyE—
Milling of T-slots
D —oME TEME v_(m/min) | f (mm),Z=1 | f (mm),Z=1
Workpiece material Cutting material Ds 17 mm Ds 20-24 mm
giﬁﬂwel TI25 /AS45 200-300 0.03-0.06 0.05-0.08
PN m
/?“C%e%msteel TI25/AS45 140-220 0.02-0.04 0.03-0.05
é?eiﬁfﬁff TI25/AS45 100 - 160 0.03-0.06 0.05-0.10
TZ2Ov FRAERDAYEZ—
Chamfering of T-slots
O— OB TEME v, (m/min) | f,(mm), Z=3
Workpiece material Cutting material
giﬁ'ﬂsteel TI25/AS45 300 - 400 0.10-0.13
AN iy
ﬁ(ﬁ%ﬂsteel TI25/AS45 180 - 300 0.13-0.21
Z‘géﬁfﬁfﬁ TI25/AS45 140 - 240 0.16-0.27

PIHISRMHIE C DEICEEEH DIREBEY — LRI —DABEINT I,
The cutting data is only valid for standard carbide toolholders (shanks) listed in this

chapter.
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(ph HORN i)
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TAOY Ay &—
Milling of T-Slots (ph HORN fill)

[
| ./

S 2% 024 H
Milling shank g
M406/M409 u

R—2 [Page
120-121
A4 —h
Indexable Insert
406/ 409
R—2 [Page
122-123

118



TAOY Ay &—
Milling of T-Slots (ph HORN fill)

M406/M409

A T-slots Cutter with
TAOY hhyHz— exchangeable inserts
FfE: @25-50 mm cutting edge @ 25-50 mm

119



TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

S—UYTIrY M406 i N

Milling shank T

with through coolant supply

TR Cutting edge @ 25 mm
WA H—K
for Indexable insert
I1
l, 817 406
[ ™ DIN1835-B Type
I \ S K
g . ' = o 1 -
et e e e O
8
iy !
©
S [ ]
=ABFN-Tav
Picture = right hand cutting version
B Z1Z4|Ds|d || L] d |w| a | n, |&GBEFErY—t|EBEY—r
Part number right hand insert left hand insert
M406.025.11.D16.1.02.B 42 25|16 |83 | 31| 124 | 11 | 129 | 19000 | 2x R406.063.U... 2x L406.063.U...
HOTEIEEEVEDLEET0, mm3ksg
Further sizes upon request Dimensions in mm
ab @25 mm 2 BT DFELD
from @ 25 mm 2 clamping flats
S OF @25 mmb EIE 2 ERTOFEDICADET,
For torque specification of the screw, please see Technical Instructions.
Fiwaham
Spare Parts
SRl P27 522 07274 1M FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M406.025.11.D16.1.02.B 030.2608.T8P T8PL
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TAOY Ay &2—
Milling of T-Slots (ph HORN fill)

— S T
-V M409 8 I R
Milling shank PR i
with through coolant supply IS
F 5 Cutting edge @ 32-50 mm
BRI —H
I for Indexable insert
4
I, S14F 409
= ™ DIN1835-B Type
| \\ ™ i e — ~r
Sty e of S .._.-.:':::—.:__'_.'.—j;:‘ '8
~ A 1
©
° [
=HBFN—-Ta3>
Picture = right hand cutting version
2k Z(Zy|Ds|d | L | L|d |w| a | n, |GEFIY—F|EBFT—k

Part number right hand insert left hand insert
M409.032.14.D25.1.02.B 412 |32|25|103 |39 | 164 | 14 | 169 | 15600 | 2xR409.093.U... | 2xL1409.093.U...
M409.040.18.D25.1.02.B 412 |40 | 25| 109 | 48 | 204 | 18 | 20.9 | 13900 | 2xR409.093.U... | 2xL1409.093.U...

M409.050.22.032.1.02.B 6| 2 | 50| 32| 125 |59 | 264 | 22| 269 | 12500 | 4xR409.093.U... 2x 1.409.093.U...
HOTEIEBBNEDLEIET 0, NINE
Further sizes upon request Dimensions in mm

ab @25 mm 2 EFTDOFELD

from @ 25 mm 2 clamping flats
2w O @25 mm EIE 2 BRTOFEDICEDET,

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

FlmEham

Spare Parts
Sl M2/ 02 72/ [l FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL
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TAOY Ay &—
Milling of T-Slots (ph HORN fill)

5= 406 4 “

Indexable Insert

BATIDAAES Depth of cut up to 6.3 mm

. /

BRI-UYTSv>y
for Milling shank

247 M406
Type

43—F ==
with 4 usableIcutting edges

B 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 TTES /onstock A4IBRE [ 4weeks x BEWVEHELTZTL) / upon request
@ HEXE / recommended
0 25 " HESE / alternative recommendation
- FEHELE / not suitable

/>—b [ uncoated grades
B0 O—7 27/ coated grades
Bl O/ —Xwhk /brazed/Cermet

mmzR&d e S
Dimensions in mm Carbide grades
R/ILIZEBTF/ABFEELE T

State R or L version
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TAOY Ay &—
Milling of T-Slots (ph HORN fill)

5= 409 r “

Indexable Insert

BATIDAAES Depth of cut up to 9.3 mm

. /

BRI-UYTSv>y
for Milling shank

h
247 M409
I
1]
' .
+

43—F ==
with 4 usableIcutting edges

p

B 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 12

A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIEIL) / upon request
@ HE3E / recommended
0 B _#£35E / alternative recommendation
- SEHESE / not suitable
/>—F [ uncoated grades
B O—7 >/ coated grades
B OUf/—X vk / brazed/Cermet

MmMiREC g
Dimensions in mm Carbide grades
RILISEBF/ EBFeELEY

State R or L version
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TAOY Ay &—
Milling of T-Slots (ph HORN fill)

TTVr—a
Application Technology
a,~0,2xs
/
@
_ o w
HELE HHELFEA
recommended not recommended
TXOY hAyH— 025/ @332 mm
Milling of T-slots
PR v TEME v, (m/min) f, (mm)
Workpiece material Cutting material
HIIE S - -
AMLESE AS4B 120 - 160 0.07-0.14
??&%H AS4B 100 - 160 0.07-0.14
rey castiron
TXOw kAy2— 040 | 350 mm
Milling of T-slots
0 —oME TEME v, (m/min) f, (mm)
Workpiece material Cutting material
BULIR S S B} B
AMUReE AS4B 60 - 90 0.06 - 0.08
(A AS4B 90 - 140 0.06-0.08
rey castiron
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FflrEik BANI 51 AMI (ph HORN pil)

Technical Instructions Groove Milling

BEE/Summary Seite/Page

BefiTIEER J2-J7

Technical Information

MEDETE J8

Choice of Carbide Grades

R J9-J10 J
Formulas

WIERE(T <L o{E J11-J12

Torque Specification

BEI-UYIoryy  J13-J15
Available Milling Shanks

LI J16-J17

Cutting Data

J1
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(ph HORN i)

tHZEE CXDEDFE

Hornft DRI T ZHCT OS5 Lx TERICHENIE.
THERE CEXDHEERICHBE T £ d.CDETRE O
IS L EERICKRZZE T maD/IN\T4+— R
CHEREBDZENTIDZDOTC.COTOATTLDT
EREHEIOLF I, M. BEANAIEE I TDIEIC
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BRI SHREIA!
I5M1ATEDRSHLRS

FIEDIRNERIZ D BICIFEIELUESI AR
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530

(ph HORN i)

IR

HORNHEAE 7S/ X TEDZIEHBF B> TED. —
BB TEDFERATHREINTWAE TV AvE
TOFERZSEIDHLED,

MFABRAANDYID:AHL(REE)

REBRGOT7ILAR)DEDHD WG E /E;JE]JDU&
DINLEFICIRBIAEC DR IO X T, EDIHZE T
%%TE%LC‘}%ELCLatjj“/ﬁ—?—’?b“%ofciit?&Di
T ARBENIRO7 TO—F 7> IS T 7))
IF45° 0518052 TOBIEF CYINDIAAT T #H#HLF
TR IITIDIA AT TIREETDYTIH LGB 7T
O—FMNIKICHBEBRTETED,

AVAIIHEEICEB I E Ry MlT

HORN-T > — I < VWEICHRDO FY T TL— 7 —
MSTRETNTUVE T COH #AMIC2mmM L

DYIAHDIGZE. 1T — F;*ﬁﬁ]%ﬂ%t@@i%
DAIILERBIC TTER DB EIF TIAAIE2mmICFHIR &
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(ph HORN i)

1AL~

F7ty hIE. BEIETICTIUCAND ZE T TR
EOBHATVWIHEIFAER 57 > — haEL. EREED
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IIFEELEFE A
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Technical Information

(ph HORN i)

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.

Allclampingscrews are already coated with additives.

o
HeT 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.

J5



Technical Information

(ph HORN i)

Milling direction

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

Milling entry into the workpiece

A simple radial entry of the milling cutter creates a very
long contact angle which leads to vibrations which will
not disappear for the rest of the milling operation and
are visual on the bottom of the groove.

Itis 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 insertis in the full cut but can be also used for
the entry loop.

Bore milling and offset milling by helical
interpolation

HORN milling inserts are manufactured with a round
chip breaker. This means that beyond a depth of cut of
2 mm in axial direction the insert gets a negative cutting
angle. Milling inserts are limited to a depth of cut of 2
mm when used for helical interpolation. Larger depths
of cut can only be produced when choosing special
chip breakers. Please contact us in case of any further
questions.

J6

Ramp angle > 45°




Technical Information

(ph HORN i)

Sinlge edged inserts

When entering through a bore off centre and without
rotating it is possible to generate back chamfers and
flats with inserts having a larger cutting diameter than
the bore diameter. Single edged cutters have no run out
tolerance.

Thread milling

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

Inblind holes itis 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.

J7



DIETE
gﬁ%ﬁ:e o%ﬁbide Grades (I]h HORN I]h)

QW B e <
U110 4 L7 U1 4

A1+ - CBN

Synthetic cutting-tool material

.
/\ ]
n Y
S b3
©c | ® 9
=g L | s] [ [ g |
bl
=
S
i ‘g
R g | (&g |
- o o o o o o o o — o o o
o - 15V 1) < - 15V 1) < o - N 15}
= EHSE o HHIH T BEEH BAK
Non ferrous metals High temp. alloys Hardened materials
S EEREME / w ist
A TEEE e <
i 5/ Toughness i
>
E
$ <<
B
5 [ & |
[}
bl
=
S 5
5 2
Tug L] g ] |
S = =
e 8 L& |
- o o o o o o o o
o — N ™ < - <
o, i i S XTVLAM
teel Stainless steel
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BANT 51 ZINT (FENHARIANT) (h HORN i)

Groove Milling by circular interpolation

ERBI 51 X—-41F

Milling of a linear groove - external

L’lr
5, |

$=n+z+smm/min

rr+[R+r-a]-R?

Cos ¢° = — ¢°
2r[R+r-a]
PELALZAL . DR t= 1 i (mTEmeT

360 Length of cut neze AZ Time for cut (for Ar)

A =Leh mm? R g T2Rma) TRk moxoEE
z " Area of chip 1 t Feed rate of tool centre

BEER R*8_ mimin [omsmmoxnzs
- 2 _R2 ) | BESER sl=lg! mm/min BB DEDIRE

AT m [(R ¥ ar) R ] mm Area of groove section 2 TR-r+ a Feed rate of tool tip

JS



BANT ST (FENHARIANT) (h HORN i)

Groove Milling by circular interpolation

ERBDISIAMI—-RES

Milling of an internal groove

rr+[R+a -r]?-R?

Cos [180°-¢°] =

— 180°- ¢°—> ¢°

2r[R+a -r]
= mmm H RS {= LT min 10 T BSRS (ATER)
360 Length of cut neze AZ Time for cut (for Ar)
me 2 (Rrt+a S S S
A, =Leh mm? TS g Tr2RmHa) TR s
Area of chip 1 t Feed rate of tool centre
B E R*8_ mimin [ mmoxnzs
= +9)2.R2 2 | /BENEITE d=d mm/min AR DIEDIRE
AT m [(R af) R ] mm Area of groove section 2 "R-r+ a Feed rate of tool tip
S —z=m=
FETLAC
Specification
_, 150 180
F#ties | #Euate #Lies | Ul
Specification | Specification Specification | Specification
%D s' 2 TE¥E r r
Feed rate Radius of cutter
Ik n n IR R R
Revolutions Radius of workpiece
K z z T ‘
Number of teeth TRAOHDIED Sy Vi3
N Feed rate of tool centre
XD/13 S, f
Feed/tooth
FI<TEH h_ h_ FIHNEERDED s, v,
medium thickness of chip Feed rate of tool tip
HEFEDTBARS a a,
radial depth of cut

J10



hD@JEIE?"{‘J MILYE

Torque of Screws

(ph HORN i)

TERIEA 2T — b EMOIIT SR L OBEEMT MILIETY, SR—I M PENUELULICHEROERIZBEO L EEA.

MILOZLYFIZDOWTIEAF T2 3> @DO0F v TR —2 TERT T,

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

247

type

380

381.0...
382...06
382...08
382..10/12/14
383...06
383...08
383...10/12
ABS

ADR.OL...
ADR.02/03...
ADR.04/05/06...
B105/BKT105
B110/BKT110
BKT356

DAH
DAHM.25.012...
DAHM.25...
DAHM.37...
DAHM.62...
DAM31...02B
DAM31...03A/B
DAM31...04A/B
DAM31...05A/B
DAM32...A...
DAM32...02A/B
DAM32.025.D...03A/B
DAM32.032.D...03A/B
DAM32.417...03B
DAM62

DRHD

HSK
L381.A060...
L381.D080...
L381.D086...
L381.G070...
L381.G08O0...
L381.G086/090/098
L381.N09O...
L381.S...
L381.T..
L381.X090...
LM275.D...
M101

Al

Screw
5.12T20P
5.12T20P
5F.06T15P
5F.08T20P
5.10T20P
5F.06T15P
5F.08T20P
5.10T20P
5.12T20P
C009000
C009001
C009002
6.075T15P
6.075T15P
5.12T20P
5.12T20P
030.2547.78P
030.2553.T8P
030.3070.T10P
5.12T20P
030.2541.78P
030.2547.T8P
030.2553.T8P
030.2557.T8P
030.3576.T10P
030.3562.T10P
030.3569.T10P
030.3576.T10P
030.3569.T10P
030.3070.T10P
6.075T15P
5.12T20P
5F.08T20P
5F.08T20P
5.12T20P
5.10T20P
5F.08T20P
5.12T20P
5F.08T20P
5.15T20P
5F.08T20P
5.12T20P
030.357P.0315
030.3543.T8P

MLOE
M Nm
6.50
6.50
5.50
5.50
6.50
5.50
5.50
6.50
6.50
0.75
1.50
1.50
5.00
5.00
6.50
6.50
1.30
1.30
340
6.50
110
1.10
110
1.10
3.50
3.50
3.50
3.50
3.50
3.00
5.00
6.50
5.50
5.50
6.50
6.50
5.50
6.50
5.50
6.50
5.50
6.50
3.00
2.00

L>F
Clamping wrench
T20PQ
T20PQ
T15PQ
T20PQ
T20PQ
T15PQ
T20PQ
T20PQ
T20PQ
T6W
T8L
T8L
T15PQ
T15PQ
T20PQ
T20PQ
T8PL
T8PL
T10PL
T20PQ
T8PL
T8PL
T8PL
T8PL
T10PL
T10PL
T10PL
T10PL
T10PL
T10PL
T15PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T20PQ
T10PL
T8PL

JL—R
Blade
DT20PK / DT20PQ
DT20PK / DT20PQ
DT15PK

DT20PK
DT20PK / DT20PQ
DT15PK

DT20PK
DT20PK / DT20PQ
DT20PK / DT20PQ
DTeK

DT8K

DT8K

DT15PK

DT15PK
DT20PK / DT20PQ
DT20PK / DT20PQ
DT8PK

DT8PK

DT10PK
DT20PK / DT20PQ
DT8PK

DT8PK

DT8PK

DT8PK

DT10PK

DT10PK

DT10PK

DT10PK

DT10PK

DT10PK

DT15PK
DT20PK / DT20PQ
DT20PK

DT20PK
DT20PK / DT20PQ
DT20PK / DT20PQ
DT20PK
DT20PK / DT20PQ
DT20PK
DT20PK / DT20PQ
DT20PK
DT20PK / DT20PQ
DT10PK

DT8PK

J11



13 C DEEHT L fE

Torque of Screws

(ph HORN pilt)

517 Al MLOE LoF TL—f

type Screw M ; Nm Clamping wrench Blade
M101...A22...30/...40 030.0520.0912 6.50 T15PQ DT15PK
M101...A32...30/...40 030.0620.0913 8.00 T20PQ DT20PK / DT20PQ
M101...A40...30/...40 030.1030.0911 15.00 SW6,0 DIN911

M116 5.13T20EP 6.50 T20PQ DT20PK / DT20PQ
M117K...05 030.265P.0821 1.20 T8PL DT8PK
M117K...07 030.265P.0819 1.20 T8PL DT8PK
M117K...09 030.400P.0227 4.30 T15PQ DT15PK
M117.MD10... 030.400P.0227 430 T15PQ DT15PK
M117U...05 030.265P.0818 120 T8PL DT8PK
M117U...07 2.6.5T8EP 1.20 T8PL DT8PK
M117P...05 030.265P.0818 1.20 T8PL DT8PK
M117P...07 2.6.5T8EP 1.20 T8PL DT8PK

M271 030.2609.T8P 1.20 T8PL DT8PK

M274 030.3513.T15P 3.00 T15PQ DT15PK

M275 3.5.10T10P 3.00 T10PL DT10PK

M279 030.0516.T20P 6.50 T20PQ DT20PK / DT20PQ
M306 2.6.5T8EP 1.20 T8PL DT8PK

M308 3.5.12T10EP 3.00 T10PL DT10PK
M310...03 030.0324.T7P 1.20 T7PL DT7PK

M310...04 030.3535.T8P 2.00 T8PL DT8PK

M310...05 030.3543.T8P 2.00 T8PL DT8PK

M311 4.14T15P 500 T15PQ DT15PK
M311.0016.00.B/F 4.16T15KP 500 T15PQ DT15PK

M313 5.14T20P 6.50 T20PQ DT20PK / DT20PQ
M313.0016.00.B/E 5.13T20KP 6.50 T20PQ DT20PK / DT20PQ
M328 5.14T20P 6.50 T20PQ DT20PK / DT20PQ
M328.0020.00.B/E 5.13T20KP 6.50 T20PQ DT20PK / DT20PQ
M328.0020.D... 5.17T20P 6.50 T20PQ DT20PK / DT20PQ
M332 5.17T20P 6.50 T20PQ DT20PK / DT20PQ
M335 6.17T25P 12.00 T25PQ DT20PQ
M406...02/03 030.2669.T8P 1.20 T8PL DT8PK

M406 030.2608.T8P 1.20 T8PL DT8PK

M409 030.3511.T10P 3.50 T10PL DT10PK

MDR.OL... C009000 0.75 Tew DTeK
MDR.02/03... C009001 1.50 T8L DT8K
MDR.04/05/06... C009002 1.50 T8L DT8K
MDR.08/09/10... C009004 3.50 T15Q DT15K

R381T... 5F.08T20P 6.50 T20PQ DT20PK / DT20PQ
R381.X090... 5.12T20P 6.50 T20PQ DT20PK / DT20PQ
R381.X073.. 5F.08T20P 6.50 T20PQ DT20PK / DT20PQ
RM275.D... 030.357P.0315 3.00 T10PL DT10PK
RM275T... 3.510T10P 3.00 T10PL DT10PK

SM328 5.17T20P 6.50 T20PQ DT20PK / DT20PQ
7313..057 5.26T20P 6.50 T20PQ DT20PK / DT20PQ
7313...082 5.28T20P 6.50 T20PQ DT20PK / DT20PQ
Z313...107 5.30T20P 6.50 T20PQ DT20PK / DT20PQ

J12



B= BRS=VTow2Y (ph HORN ph)

Summary Available Milling shanks

A ity A A=~ A&

Dimensions Part number Inserts Use
11 dge [2 dl 24T tﬁ;i(%b’ﬁé %\355‘61%
130 12 40 11 M116.0012.018
130 12 56 11 M116.0012.028
130 16 40 11 M116.0016.01B/E 116 43 204 I
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 /.\—I—f\l;.\
80 12 21 6 M306.0012.01A/B/E
90 12 30 6 M306.0012.024/B/E 1.0/2.5 9.6/11.7 1T
100 12 4 6 M306.0012.03A/B/E
100 2 2 M306.0707.03A
120 713 : - M306.1010.03A e L =
90 12 30 73 M306.0712.02A/B/E
100 16 25 73 M306.0716.01A/B/E 108/306/606 | = 29 L
110 16 35 73 M306.0716.02A/B/E A\N\N
16 11 - 6 M306.ER11.02 9.6/11.7
37 16 11 6 M306.M081.01
60 10 15 6 M306.ST10.01A/B LUpS LI
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 4 95 M308.1012.02A/B/E
110 16 33 95 M308.1016.01A/B/E =
110 16 33 95 M308.1016.02A/B/E NN
110 16 33 95 M308.1016.03A/B/E 111/308/608 2335  134/15.7
16 11 - 8 M308.ER11.02
2 16 8 M308.ER16.02
2 20 - 8 M308.ER20.02
37 16 14 8 M308.M081.01 nEE
60 10 18 8 M308.ST10.01A/B
70 12 18 8 M308.ST12.01A/8B
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 35
120 12 64 9 M311.0012.03A/B/E o
130 12 20 9 M311.0012.05A 311/611
130 12 20 9 SM311.0012.05B/E* / ' e TAVAVA
80 12 - - M311.0012.D.00A Dl -
80 16 - - M311.0016.D.00A 5.7 =
90 16 25 9 M311.0016.00B/E 311 17 AR
100 16 32 9 M311.0016.01A/B/E
110 16 45 9 M311.0016.02A/B/E 35 17.7 nlE
130 16 64 9 M311.0016.03A/B/E
110 16 32 13 M3ll.13l6.0lA§B;E S11/611
130 16 45 13 M311.1316.024/B/E - 177 NANAN
145 16 64 13 M311.1316.03A/B/E
2 11 - 9 M311.ER11.02
2 16 - 9 M311.ER16.02
2 20 - 9 M311.ER20.02 311/611 58 Led I
22 25 - 9 M311.ER25.02

SV OME AT RTFUESE —BRVEDE I mm&:d

*Material of shank tungsten alloy - upon request Dimensionsin mm J13
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BRS—-U2TSo%>9

(ph HORN i)

Summary Available Milling shanks
A At 1> —k B
Dimensions Part number Inserts Use
SAERS THEE
L de L d, g7 BARRE DRE
197 20 125  M311.ER20.14.01 — -
197 25 - 145  M31LER25.14.01 57 =
37 16 14 9 M311.M081.01
60 10 18 9 M311.5T10.01A/B 311/611 177
70 12 18 9 M311.5T12.01A/B 35 L r
70 13 26 9 M311.5T13.01A
80 16 26 9 M311.5T16.01A
130 12 ; ; SM313.0012.00B/E*
130 16 25 12 SM313.0016.00B/E* 36 4552
100 12 ; ; M313.0012.01A/B/E 2L =N
130 12 - ; M313.0012.02A/B/E 4552
93 16 30 115  M313.0016.00B/E
313 - 20
90 16 23 12 SM313.0016.00B/E* Ly
100 16 4 12 M313.0016.01A/B/E
130 16 60 12 M313.0016.02A/B/E 45/32 1
160 16 85 12 M313.0016.03A/B/E
160 16 20 12 M313.0016.07A - NANAN
130 16 20 12 SM313.0016.05B/E*
160 16 20 12 SM313.0016.07B/E* —— o
80 16 ; ; M313.0016.D00A —
<
80 20 - ; M313.0032.D00A 57 ==
110 20 45 16 M313.1620.01A/B/E 313/613
130 20 65 16 M313.1620.02A/B/E - NN
160 20 85 16 M313.1620.03A/B/E
20 16 ~ 113 M313.ER1601
30 16 - 113 M3I3ERI6.02 2T
20 20 - 113 M313.ER2001
45 I
30 20 - 113 M313.ER20.02
30 25 - 113 M313ER25.02
30 32 - 113 M313.ER3202
197 25 ; 14 M313.ER25.14.01 —
613
197 32 14  M313.ER32.14.01 57 il
37 16 15 113  M313.M081.01 313/613 45
60 10 - 113 M313.ST1001A
70 12 18 M313.5T12.01A/B
. / 313/613 45 s
70 13 26 113  M313.ST13.01A
80 16 26 113  M313.5T16.01A
80 16 - M328.0016.D.00A ap max <
80 20 ; M328.0020.D.00A 328/628 57 21.7 L=
100 16 42 143  M328.0016.01A/B/E
130 16 60 143  M328.0016.02A/B/E
160 16 85 143  M328.0016.03A/B/E mil
100 20 4 143  M3280020.01A/B/E 325/328/628 5/6.5/9.3 24.8/211
130 20 60 143  M328.0020.02A/B/E
160 20 85 143  M328.0020.03A/B/E
104 20 35 135  M328.0020.00B/E
100 20 25 15  SM328.0020.00B/E* 328 : 2 5
mm3Rad

ey omM8 AV RTUES

—BEVELELRTL

*Material of shank tungsten alloy - upon request

Dimensionsin mm



=

BRS—-U2TSo%>9

(ph HORN i)

Summary Available Milling shanks
T fitlsy A —hk B
Dimensions Part number Inserts Use
l, de L, d, S~ EﬁZf;%;%é sDLJS#a@
130 20 25 15 SM328.0020.05B/E
145 20 20 SM328.0020.06B/E*
160 20 25 15 SM328.0020.07B/E* NN
200 20 20 SM328.0020.08B/E*
250 20 - M328.0020.10A _
80 16 - M328.0016.D.00A ’
80 20 - M328.0020.D.00A ===
145 20 - M328.0020.D.05A/B/E
160 20 - M328.0020.D.06A/B/E 328/628 A\N\N
180 20 - M328.0020.D.07A/B/E
120 9 = 2 M328.0909.01A
100 12 32 9 M328.0912.01A 93 28
943 12 26.3 M328.0912.01B
37 16 15 143  M328.M08101 6.5 e
35 20 - 14 M328.ER20.02
35 25 - 14 M328.ER25.02 5.5 201
35 32 - 14 M328.ER32.02
217 25 - M328.ER25.16.01 ap max -
217 32 5 M328.ER32.16.01 5.7 =
70 12 - 14 M328.5T12.01A/B
70 12 20 9 M328.5T12.2.01A/B 325/328/628 24.8/27.7
70 13 = 14 M328.ST13.01A 5.0/6.5 s
90 16 36 14 M328.5T16.01A
100 20 36 14 M328.5T20.01A
100 12 32 11 M332.0012.2.01A
100 16 32 11 M332.0016.2.01A 100
100 16 42 16 M332.0016.01A/B
130 16 60 16 M332.0016.02A/B
160 16 85 16 M332.0016.03A/B I
100 20 42 20 M332.0020.01A/B
130 20 60 20 M332.0020.02A/B
160 20 85 20 M332.0020.03A/B
160 25 95 235  M332.2325.06A 332/632/636 317
180 25 115 235  M332.232507A
200 25 135 235  M332.2325.08A 83 AAA
250 25 185 235  M332.2325.09A
35 20 - 143 M332.ER20.02
70 12 25 11 M332.5T12.2.01A/B
70 13 25 11 M332.5T13.2.01A 1
90 16 36 143  M332.5T16.01A
100 20 36 143  M332.5T20.01A
37 16 15 144  M332.M081.01
100 20 40 175  M335.0020.01A/B - r
130 20 60 175  M335.0020.02A/B/E 335 8.0 347
160 20 85 175  M335.0020.03A
I
125 25 23 34 380.0044.03A/B/E 314 4.0 44 VAVAVAN
SV OME D AVIRT VAR —SELADECETL mmRE

*Material of shank tungsten alloy - upon request

Dimensionsin mm

J15



pLIES (g HORN pil)

Cutting Data

STETOYZ LoHCTC & B YIHREDEAE[EVc L kD REEHE Y 57O DTN BYID < FEE hm
Standard values for cutting speeds vc and medium thickness hm for calculating feed rates by calculating cutting programm »HCTx«.

7L TIRRE v, TR0 CTES h
e ey Cutting speed v, medium thickness of chip h |
ial Hardness TN35 + >t — k&1 7 /Insert Type
Materia Brinell AS45 108,111,116, 306 - 336, 606 - 636
MG12 TI25 TALS bt I, )
(HB) TH35 R ZE TZE
very rigid rigid not rigid
P 0.2%C 140 - 240 240 -
Carbon steel 0.4% C 180 - 210 210 -
0.6% C 200 - 160 160 -
JSEHIAA
annealed 180 ) 150" 1150 - 0.05 0.03 0.01
Ao
ﬁgﬁsteel BEARS 280 - 120 120 .
quenched
oAb x - W 1 .
quenched
- I3RS
S Eai annealed 200 ) 10 i -
high alloyed steel
o) BEASH ) T ) . )
hardened
JEE
- unalloyed 180 80 180 180 -
Cast steel PN
aeeee ;‘l(%e . 20 70 120 120 -
M RIToH1 MR
_ Jxo1 MR 200 80 130 130
ZTI\/ L Zﬁl@ martensitic, ferritic
Stainless stee _
FATTTER 150 70 120 120 -
BN
e HiEL low tensile strength 180 10 100 100 -
Grey castiron =EH
high tensile strength 250 60 %0 90
771 MR
SRR ESNE . 160 70 100 120 -
Spheroidal graphite ——
castiron N=54 R 2% - 60 60 -
el 0.05 0.03 0.01
JIo1 MR
e forritic 125 60 100 100 -
Malleabl ti b=
alleable cast iron é;r“ﬂ?,r % - - - -
RIS S
N FILZI=HLES not heat treatable 30-80 550 800 : -
Al-alloys HLES S
heat treatable 80-120 220 © 300 )
IERIIBES
$EET LS = L\&4% notheattreatable 80 220 | 300 ) -
Al-cast-alloy BB S
heat treatable 100 100 200 )
JEBULIE S S
Hes not heat treatable 90 120 : : -
Copper-alloys HIIBES
heat treatable 100 100 : :
JSESHIAA
S\ monra e m o o o [
Heat resistant alloy (Fe) 135 A 5
hardened 275 30 ) )
JSEEHIAA
A& < (Ni, Co) annealed 250 20 40 40 -
Heat resistant alloy (Ni, Co) 155 A 3
hardened <ol 15 ’ ’ -

J16



P ESES
Cutting Data

(ph HORN i)

TR0 5 LHCTC & BYIHIRE O EAEByc L XD REZHE S 27 DTN BYI0 < FES hm
Standard values for cutting speeds vc and medium thickness hm for calculating feed rates by calculating cutting programm »HCT«.

HWHIA2

Material

P
&Sl

Carbon steel

Bz
Alloyed steel

=i
high alloyed steel
>5%)

Ergi]

Cast steel

2T > L Rl
Stainless steel

Y ALK

Grey cast iron

HRIR B EnshTk
Spheroidal graphite
castiron

Bki2 c7557S

Malleable cast iron

TIZZULEE
Al-alloys

TILIZ U LBES
PAl-cast-alloy

il
Copper-alloys

M#FEE

Heat resistant alloy (Fe)

MG E

Heat resistant alloy
(Ni, Co)

0.2%C
0.4%C

0.6% C
et

annealed
BEAM

quenched
BEAM
quenched

BEdiAg

annealed

BEA S

hardened

Fa®

unalloyed

a%
alloyed

RILToHA AR
JIo51 MR

martensitic, ferritic

FT—RTF1 R
austenitic

E&5RT7
low tensile strength
AR
high tensile strength

771 MR
ferritic

N=Z1 bR
perlitic
771 bR
ferritic
N=Z1 &K
perlitic
IERMIBES

not heat treatable

BB S S

heat treatable

FERIEES

not heat treatable

HULBE S

heat treatable

BB G S

not heat treatable

2RSS

heat treatable

et

annealed

BEASH

hardened

et

annealed

B

hardened

TURIL IR v,

ey Cutting speed v,

Hardness

Brinell TN35 sq5

MG12 TI25

(HB) TH35 TA45
140 - 240 240
180 - 210 210
200 - 160 160
180 - 150 150
280 - 120 120
350 - 70 70
200 - 70 70

180 80 180 180

220 70 120 120

200 80 130 130

180 70 120 120

180 70 100 100

250 60 90 90

160 70 100 120

250 - 60 60

125 60 100 100

225 70 120 120

30-80 550 800 -

80-120 220 300 -

80 220 300 -
100 100 200 -
90 120 - -
100 100 - -

200 40 80 80

275 30 - -

250 20 40 40

350 15 -

TANAYID < FES h

medium thickness of chip h |
+ >4 — 42+ 7 [ Indexable Insert Type S310 / 314 / S275

=R
very rigid

0.1

0.1

ZE FRE
rigid not rigid

0.05 0.03

0.05 0.03

U — R A T3AEY =Xy b DBHERDET,

*Cermet only indexable insert type 314 available

J17
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il P E—l > ‘7J“ —
I;-Ij)ljg:oln/MillingJ ¥TnE (I]h HORN I]h)

MY X7 L /System ~R—/Page
M275 K2
381 K8

K1



RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

Ty Ha—
Cutter

M275

12—k
Indexable Insert

S275

K2



FUAY - T hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

M275

HhyH— Cutter
HFRE . @40 mm~ from cutting edge @ 40 mm

K3



A==V ThyHR—
Polygon Milling

(ph HORN i)

BEFE: FIL/R

for machine: Tornos

h

X = EBFN—T3>

Picture = left hand cutting version

Bt

Part number

R/LM275.D040.10.04
HOTEFEBWEHLEIZT L,

Further sizes upon request

BBFHY Z—ICBEBFR T — b
EBFHy Z—ICBEBFR T — b2 IHERET W,

Right hand toolholders use right hand inserts. Left hand toolholders use left hand inserts.

L OBIEMMN B IL7EIFIIIR— DR ITER =

M275

Cutting edge @

Ds d

40 33

T,

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

Fimahan
Spare Parts

hya—
Cutter
LM275.D040.10.04

RM275.0040.10.04

K4

R MLOZL T
Clamping Screw | TORX PLUS® Wrench

030.357P.0315 T10PL
030.357P.0315 T10PL

40 mm

10

SRR S —
R/LS275.MK13.M0

for insert R/LS275.MK13.M0

d; | EAREER
Machine type

155 EvoDECO 10

mm3ikag

Dimensions in mm

NFoH—
Balancing element
LS275.AT41.HM

RS275.AT41.HM



RYIV=—) 2T hy -
Polygon/MiIIing »INnYF (I]h HORN I]h)

hys— M275

F R Cutting edge @ 64 mm

BRERE k59T

for machine: Traub

BT S — s
RS275.MK13.M0

= BBFN-Ta> for insert RS275.MK13.M0
Picture = right hand cutting version

2z Ds d, h o d, d, | EmBEE

Part number Machine type

RM275.T064.33.03 64 56 39 3 33 36 TNL12-7 Gegenspindel
OTEFEBNEHETZI L, mmz&52

Further sizes upon request Dimensions in mm

1L OB MLV BIFIIIR— DL PEEMTER # TR T S0,

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

FfiadBan

Spare Parts
hys— fat FLOZL VT
Cutter Clamping Screw TORX PLUS® Wrench
RM275.T064.33.03 3.510T10P T10PL

K5




RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

7 el S275 4 1

Indexable Insert

TN F g Width of cut 4 mm
A Y.
fy—
Cutter
247 M275
Type
5| EmT &
Side miling
.~ A {
N '
;_
‘ (%]
R=ABFN—IaVRR L=EBFN—23>
R = right hand version shown L = left hand version
B w r s
Part number
R/LS275.MK13.M0 1.3 0.2 3.9

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY/ upon request
@ H#E5E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
d—7+>7& / coated grades
B O/ —Xwhk / brazed/Cermet

mmiREd B iR
Dimensions in mm Carbide grades
RILISEBF/ EBFeELEY

State R or L version
DT EEEBNELETET 0,

Further sizes upon request

K6



(ph HORN i)
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RUIY=—U2Thys— ([l HORN i)

Polygon Milling

Ty A—

Cutter

381
R—2 [Page
R—2 [Page
K11, K13, K20
R—2 [Page

A=k

Indexable Insert

N314/314
R—2 [Page
K23-K24

K8



FUIAVS—) VT hyH—
Polygon/MiIIing »INnvF (I]h HORN I]h)

381

HyA— Cutter
HEE : 360 mm~ from cutting edge @ 60 mm

K9



AVIAVE=V2Thys—

Polygon Milling

(ph HORN i)

Cutting edge @

B . A2—FEE

for machine: Star

. h

A-A

|-

X = EBFN—T3>

Picture = left hand cutting version

Rl Ds
Part number
L381.A060.13.04 60

HOTEFEBUWEHEIZT L,

Further sizes upon request

50

381

82

AL OB MLV BIFIIIR— DL PEEMTER# TR T S0,

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

FlimgBan

Spare Parts
hys— Bl
Cutter Clamping Screw
381.A060.13.04 5F.08T20P

K10

FLVOZRLF
TORX PLUS® Wrench

T20PQ

60 mm

ST > —
N314.MK40.20
for insert N314.MK40.20

t d B

Machine type

4.5 13 Star SR-20J

mmikag

Dimensions in mm

NF Y —
Balancing element

L314.AT30.HM



A==V ThyHR—
Polygon Milling

(ph HORN i)

hys— 381

TR Cutting edge @

T N TVA R~

for machine: Gildemeister

h

L

Gdg
|
|
i
ﬂdg_

X = EBFN—T3>

Picture = left hand cutting version

B Ds d, h a
Part number

L381.G070.15.04 70 58 15 8.16°
L381.G086.25.04 86 T4 23 8.16°
L381.G098.26.04 98 86 23 8.32°

OTEFEBNEHETZIT L,
Further sizes upon request

AL OBIEMT MLV EBIFIILIR— DL PERMERZ TR T S0,

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

Fimahan

Spare Parts
Hy— R FMLORL T
Cutter Clamping Screw TORX PLUS® Wrench
L381.G070.15.04 5.10T20P T20PQ
L381.G... 5.12T20P T20PQ

70/86/98

NS5 —
Balancing element
N314.AT40.HM

N314.AT40.HM

SR > —
L314.MK50...
for inserts L314.MK50...

3 AR
Machine type

11.5 GLD25/GD32

18.0 GM20-6,-35-8/GMC35

20.0 GM35-6,-35-8,-42-6/GMC35
mm3ikag

Dimensions in mm

K11



RVIV=— T hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

hys— 381

HEE Cutting edge @ 80 mm

TR N TVA R~

for machine: Gildemeister

-

o
2N
[
ST > —
N314.MK40.20
= EBFN—Ya> for insert N314.MK40.20
Picture = left hand cutting version
Bzt Ds d h ton d, SRR
Part number Machine type
L381.G080.16.04 80 68 9 5 16 SPRINT 20/32
OTEFEBENEHETZI L, mmz&52
Further sizes upon request Dimensions in mm

AL OB MLV BIFIIIR— DL PERMTER Z TR T S0,

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

Fiwaham

Spare Parts
Hya— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
381.G080.16.04 5F.08T20P T20PQ L314.AT30.HM

K12



RVIV=— T hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

hys— 381

HEE Cutting edge @ 90 mm

TR N TVA R~

for machine: Gildemeister

(3]
= [ o
S ©
(]
L|
i B
A >t —
L314.MK50...
= EBFN—Ya> for inserts L314.MK50...
Picture = left hand cutting version
B5 Ds d, h to d, d, TR AR
Part number Machine type
L381.G090.22.04 90 78 20 5 22 30 SPRINT 32L/-42L
OTEFEBNEHETZI L, mmz&52
Further sizes upon request Dimensions in mm

AL OBIEMT SV 7 BIFIIIR— DL PEEMTER # TR T S0,

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

F{imaban

Spare Parts
Hya— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
L381.G090.22.04 5.12T20P T20PQ N314.AT40.HM

K13



AVIAVE=V2Thys—

Polygon Milling

(ph HORN i)

Cutting edge @

BERE: AYTYIR
for machine: INDEX

X = ABFN—Ta>

Picture = right hand cutting version

B Ds d,
Part number
R/L381.X090.27.04 90 78

RILIZABF/EBFERLET,

State R or L version
HOTHEFBBNADE T L,

Further sizes upon request

381

90 mm
]_
g !
o
- =
[
h
h tmax d3
16.2 5 27

L OB S ILVEBIFILIIAR— D LBERMTERZ TR NS0,

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

FfiakBam

Spare Parts
hys— Bl
Cutter Clamping Screw
R/L381.X090.27.04 5.12T20P

K14

FLVOZRLF
TORX PLUS® Wrench

T20PQ

NF Y —
Balancing element
020.0314.1531

BB H—
R/L314.MK50...

for inserts R/L314.MK50...

BARRL A —b

Machine type Schneidplatte

Index ABC R/L314...
MmMIRED

Dimensions in mm



A==V ThyHR—
Polygon Milling

(ph HORN i)

hyz— 381 Ve —-— B

TR Cutting edge @ 73.5mm

BERE AYTYIR
for machine: INDEX

% h
5 &
<Y . ;9‘
rd “ LS
_/'/ @ \'\_
f I \

|
{.?Jd2
Etd3

|

|

|

X = ABFN—Ta>

Picture = right hand cutting version

Bzt Ds d, h t d

Part number

SRR S —
N314.MK40.20

for insert N314.MK40.20

3 B AR R
Machine type

R381.X073.16.04 73.5 63.5 8 5 16 Index MS25

DOTEFEBENEHETZI L,
Further sizes upon request

AL OB SV BIFIIIR— DL RERMTER # TR T S0,

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

F{imaEBan

Spare Parts
Hya— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
R381.X073.16.04 5F.08T20P T20PQ R314.AT30.HM

mmikag

Dimensions in mm

K15




RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

HyH— 381 Ve —-— B

HEE Cutting edge @ 90 mm

ERE . PR BRI TR

for machine: Nakamura

h

B 2 —
N314.MK40.20

= EBFN—Ya> for insert N314.MK40.20
Picture = left hand cutting version

ﬂit DS d2 h tma>< d3 i@ﬁﬁ%&h{ﬁﬂﬁ

Part number Machine type

L381.N090.16.04 90 80 7.8 5 16 WT250
OTEFEBENEHLETZI L, mmz&52

Further sizes upon request Dimensions in mm

AL OBIEMT S LV BIFIILIR— DL REEMTER A TR T S0,

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

Fiwaham

Spare Parts
Ay a— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
L381.N090.16.04 5F.08T20P T20PQ L314.AT30.HM

K16



RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

hys— 381 e >

HEE Cutting edge @ 78/98/118

WEEE . avT
for machine: A.H. Schiitte

BRI At —
L314.MK70.M0

= EBFN—Ya> for insert L314.MK70.M0
Picture = left hand cutting version

ﬂit DS dZ h a tmax d3 ﬁﬁﬁ g&{ﬁ@ﬁ

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
DT EIEEBNEHLETET 0, mmz&52
Further sizes upon request Dimensions in mm
ERR:
AEMIAORCE A - RT Yy EBLTUVED,
Note:

reinforced pocket, feed in axial direction

* ot HEEISINIRF=5.0mm /BANMNIR=12mm
* tmax Side Milling = 5.0 mm / Groove Milling = 1.2 mm
L OBEMA b ILIEIFIILIR— DS RMER 2 R T I L.

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

FliaaBan

Spare Parts
hys— fat FLOZL VT
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ

K17



RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

hys— 381 e >

T HAR Cutting edge @ 78/98 /118 mm

WEEE . avT
for machine: A.H. Schiitte

- 6 A i A
1
= 3\
]
I
| o ]
<+ - — 4 5
[ ]
===, A
I
1 1 .
XI )(l
o [}
£ h £ X
| SR > — b
L314.MK70.M0
= EBFN—Ya> for insert L314.MK70.M0
Picture = left hand cutting version
ﬂit DS dZ h a tmax d3 ﬁﬁﬁ gﬁl{ﬁ@ﬁ
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
DT EIEEBNEHLETET 0, mmz&52
Further sizes upon request Dimensions in mm
ERR:
AEMIAORCE A - RT Yy EBLTUVED,
Note:

reinforced pocket, feed in axial direction

© t  REB|EMIEF=50mm/BANIIIE=12mm

max
* tmax Side Milling = 5.0 mm / Groove Milling = 1.2 mm

13 L OIS b IL I EIFIILIR— DL BERITER A TR T I L,

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

FfiadB e

Spare Parts
hys— fat FLOZL VT
Cutter Clamping Screw TORX PLUS® Wrench
L381... 5.15T20P T20PQ

K18



A==V ThyHR—
Polygon Milling

(ph HORN i)

381

Cutting edge @

WA ML/ X

for machine: Tornos

h

I I ——

Gda

L
2d,

od,

X = EBFN—T3>

Picture = left hand cutting version

B Ds d, h t
Part number
L381.D080.16.04 80 57.5 13.6 5
OTEFEBENEHETZIT L,
Further sizes upon request
AL OBEERN ML IBIZIILIR— D LERITERZ TSR T S0,

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

FfiadB e

Spare Parts
hys— fat FLOZL VT
Cutter Clamping Screw TORX PLUS® Wrench
381.D080.16.04 5F.08T20P T20PQ

80 mm

SRR S —
N314.MK40.20

for insert N314.MK40.20

d, d, | EmHER
Machine type
16 23 DECO 2000/DECO 13/20/26

mmikag

Dimensions in mm

NF Y —
Balancing element
L314.AT30.HM

K19



AVIAVE=V2Thys—

Polygon Milling

(ph HORN i)

Cutting edge @

B ML/ X

for machine: Tornos

X = EBFN—T3>

Picture = left hand cutting version

Rl Ds d

Part number

L381.D086.25.04 86 4

T EFEBUWEHEIZI L,

Further sizes upon request

AL OB S LV BIFIIIR— DL BEEMTER# TR T S0,

381

23

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

FliaaBan
Spare Parts
hys— Bl
Cutter Clamping Screw

381.D086.25.04 5.12T20P

K20

86 mm

SRR S —
L314.MK50...

for inserts L314.MK50...

d, d, | ERHRELR
Machine type
24.7 18 Tornos Multi-Deco

mmikag

Dimensions in mm

FLOZL VT

TORX PLUS® Wrench

T20PQ

NF Y —
Balancing element

N314.AT40.HM



RVIV=— T hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

i 381 ——

HEE Cutting edge @ 80 mm

BERE: k50T

for machine: Traub

(3]
73
=
|
d, .
— h{ - J@ﬁﬁ’r\/ﬁ'— I\
N314.MK40.20
= BBFN-Ta> for insert N314.MK40.20
Picture = right hand cutting version
ﬂit DS d2 h tmax d3 ﬁﬁﬁ %1%@5&
Part number Machine type
R381.T080.16.04 80 69 12 5 16 TRAUB TNL18
OTEIFBBNEHEIZT U, mmz&52

Further sizes upon request Dimensions in mm

AL OBIEFT ML OEBIFIIINR— DR ER 2 CHER TS W,

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

F{imaBan

Spare Parts
Hya— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
R381.7080.16.04 5F.08T20P T20PQ R314.AT30.HM

K21




RYIY=—) oI hy -
Polygon/MiIIing »INnvF (I]h HORN I]h)

Hya— 381 w 7

HEE Cutting edge @ 69 mm

BERE: FSOT

for machine: Traub

B A — I~
N314.MK40.20

= EBFN—Ya> for insert N314.MK40.20
Picture = left hand cutting version

24 Ds d, h o d, | BEBEER

Part number Machine type

L381.T069.12.04 69 57.5 8 5 12 TNL12-7/TNL26/TNK36
OTEFEBENEHLETZI L, mmz&52
Further sizes upon request Dimensions in mm

AL OB S LV BIFIIIR— DL PEEMTER# TR T S0,

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

F{imaBan

Spare Parts
Hya— hL FMLORL T NF Y —
Cutter Clamping Screw TORX PLUS" Wrench | Balancing element
L381.7069.12.04 5F.08T20P T20PQ L314.AT30.HM

K22



ARIAVE—=D T hya—
Polygon Milling

(ph HORN i)

7 el N314

Indexable Insert

TN Az Width of cut A7 i

*
“Higs ) e A
P .
I Ly T T T —‘“-—;T‘?
e 7] 7
= / l /_ |
] —_— 1 |
‘/,/ ol
L314... o N314...
Rl 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 1.4

A TE[ES [ onstock A 4B [ 4weeks x BRENEHEIEIL) / upon request
@ HEXE / recommended
0 5 HELE / alternative recommendation
- JEHESE / not suitable
/>—F [ uncoated grades
d—7+>7& / coated grades
B OYd/4— X b /brazed/Cermet
mmz&52
Dimensions in mm
RIUNIFEBF/ EBF/BFRLZELET,
State R, L or N version
fDTEIEBBNEHETIET L,

Further sizes upon request

"t BANIL WElFmI
Groove Milling Side Milling
N314.MK40.20 25
Ayd—rR—TBR
R/L314.MK50.20 see cutter | 5.0
L314.MK70.M0 5.0

v —
Cutter

247 381
Type

AANMT 51 ENT

Graove milling Side miling

1k

g
Carbide grades

K23



A==V ThyHR—
Polygon Milling

(ph HORN i)

19—+ 314

Indexable Insert

PnAiE Width of cut 5-5.4mm

5 A

BE o=k

1 s

L= EBFN—-23>2RR R=ABFN—Iav

L = left hand version shown R = right hand version
B 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 TEES /onstock A4BRE /4 weeks x BREWVE DB IET LY/ upon request
@ HEXE / recommended
0 55 #E%E / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
d—7«>7fn / coated grades
B O/ —X vk / brazed/Cermet
mmiR5c
Dimensions in mm
R/ILIZEBTF/ABFEELE T
State R or L version
MO EIEEBVWEHLETET0,

Further sizes upon request

K24

Hya—
Cutter

247 381
Type

w51 EmT

Side miling

g1
Carbide grades



Ry iR (ph HORN pl»)

RUIAVMIOBER

RUDYMICiE. CNCheilE. X XEgFe®E. FidEgriEcr)I>I-1)>T
Ny B —=ERL THmzRETEan 5 FTES ZFM T 2 MIAET Y,

FEARE D — 7 c TE@MAR ) > —U > I hy 2 —(3EHHL CEERT 308N H D
9,

MIET7 Y THhy hOADOUHEIARE 2D £9,
TEEOIS. WEHME Hy Z—DOEELLE LIV AYZ—DFIETRED £,

2 10EERLEDIFE. ML EINEFEOFRIESRPHOFRERD £,
J4— LI T7—|3BEO _ABMNIZIZEACOMIICBELIEDHD T,
1:10EELDHZE. MIINIEFEEBIEIOKRITHBHRMARICAD £,
CORISZERSBICIETE L TOWEH A

3 1DEEREDIFTE. ML INIEFEEDOIARIFAKE <FMAERRICHD £79,
COFRD Flee ZEHBSBICIFTBEL TWEHF A

CHICED . RIFMOTFEMOLEIS. T ERI TNy Z—DHED
UZNCBD F T, GEMIICIETHBM D Y 22 ERLE T, )

TEOERERET DICIE ULTONTA—=EHNETT,

1ROV =T hyB—DFHKEFE
2. _EEAR

3. =MR

4, FHEEBDEL

5. WM 71w 2 — DBl

SEEEIE T I UUMIICLE ZBMNIXISES | T ORI I TERINE T,
HEOD (FHMWVWVINTICE > TEDHT N TET R (/NUED),

BANIIT 5 E NI MUWIIT &5 ST
r r\ B
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IMHAA Yy Z—TO_EEMNI, TEICN g 2EERH2 11

=

2MA Dy Z—TOAEMI, FECX T 2EERL2 11

“—

3SMHI A Y ZTOEMI, FTHICH T SElE:2 (1
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Technical Information (|]|1 HORN [il1)

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).

Copymilling and
Side milling

i M M

Groove milling Side milling

| - — — 1

K27



Technical Information (l]h HORN [il1)

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.

K28



Ry iR (ph HORN pl»)

hy2—=AH I8 : FwEEE | FESHER

1 1:1 BLTOWEEA, KT <CHOER

1 BLTOWEE A, ROTER
RETY. HTHLTER

=
N =
=

1:1 BLTWEEA. RATR
2 1.5:1 WL TWET, BOR
3:1 RECTY. &THMAR

RETY, &ETORLER
BLTOWEE A FRMER

3 1.66: 1 WLTWET, ROFAR
2 25:1 =B CY, &THMAR
1 5:1 WL TULWELEA. FHAR

RETY, HTOROIRK
1 BLTOWEE A FMERK

w
w N
=

4 2:1 RETY. HTHLTR
2 4:1 BLTVWEE A FMAR

H
QOO E)>D=A;
N
AN

I
. EDE f mm

HHIH Y- HE | e '
: 31T BARMT
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,T125,AS45 150 - 250 0.05-0.10 0.03 -0.05

Y)HRE DB | SN TROETY, \
BANMTTIE, 1 25— MEICS L T D REE30~50% T 3 %ENH D £ 7.

IR 12 Fw 2 —l
31 EmIT o Swa4 n,, = 1372,00mm?*
WHIFS o Vo= 38825mm/min
Ay Z—=FER T 90 mm

( ) _ J—2Ml:
—EIRRIRRE24 mm ($27.7 mm) O ne=  686,00mm?
Ve o= 448,00 m/min Vo= 59,75 mm/min

f, = 0.08 mm
3MAAYZ—EEREER=2:1
FEEHES D 12mm

NOTESRE © ~2.19s

K29



Technical Information

(ph HORN pilt)

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

2 1,5:1 suitable, convex

1 3:1 very suitable, little concave

2 2:1 very suitable, little convex

1 4:1 not suitable, concave

3 1,66 : 1 suitable, convex

2 2,5:1 very suitable, little concave

1 5:1 not suitable, concave

3 2:1 very suitable, little convex

2 3:1 not suitable, concave

4 2:1 very suitable, little convex

2 4:1 not suitable, concave

Cutting data
Feed rate fmm
Material Grades v, m/min
Side milling Groove milling

Al TI25MG12 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,T125,AS45 200 - 500 0,08 -0,15 0,04 - 0,08
16MnCr5/C45 TH35,T125,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

Side milling
Material: Steel

Cutter @ 90 mm

SW 24 mm (& 27,7 mm)

)

V.= 448,00 m/min
f,= 0,08 mm

3 Cutting edges, | = 2:1
Flat length: 12 mm

Cycle time: ~ 2,19 s

K30

Tool:
SW 24 n,, = 1372,00 mm~"
Vouz= 388,25 mm/min
. Workpiece:
Ny = 686,00 mm~’
Vows = 59,75 mm/min

cWS
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(ph HORN pilt)

Summary
R —H— BERN - 12—k A n, TEBEL
Machine manufacturer ~Machine Cutter Indexable inserts VA 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 L381.G098.26.04 L314.MK50.20 TN35 2/3  10.000 min-1
Gildemeister SPRINT20/32  L381.G080.16.04 L314.MK40.20 TN35 2/3  12.000 min-1
Gildemeister SPRINT32L L381.G090.22.04 L314.MK50.20 TN35 2/3  13.000 min-1
Gildemeister SPRINT44L L381.G090.22.04 L314.MK50.20 TN35 2/3  13.000 min-1
INDEX ABC R381.X090.27.04 R314.MK50.20 TN35 2/3  11.000 min-1
INDEX ABC L381.X090.27.04 L314.MK50.20 TN35 2/3  11.000 min-1
INDEX MS25 L381.X073.16.04 N314.MK40.20 TN35 2/3  13.000 min-1
NAKAMURA WT250 L381.N090.16.04 N314.MK40.20 TN35 2/3  11.000 min-1
Alfred H. Schiitte AF26 L381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schutte AF26 L381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte AF32 L.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte AF32 L381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte AF42 L381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte AF42 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte AG18 L381.5078.30.03 L314.MK70.M0 TN35 3 20.000 min-1*
Alfred H. Schiitte AG18 L381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
Alfred H. Schiitte SE18 L.381.5098.30.03 L314.MK70.M0 TN35 8 15.000 min-1*
Alfred H. Schiitte SE18 L381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF20 L.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF20 L.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26L L381.5098.30.03 L314.MK70.M0 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.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S L.381.5098.30.03 L314.MK70.M0 TN35 3 15.000 min-1*
Alfred H. Schiitte SF26S L381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF26 L.381.5098.30.02 L314.MK70.M0 TN35 2 15.000 min-1*
Alfred H. Schiitte SF32 L381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schutte SF32 L.381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF42 L381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF42 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF51 L381.5118.30.03 L314.MK70.MO TN35 3 12.000 min-1*
Alfred H. Schutte SF51 L.381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SF67 L381.5118.30.03 L314.MK70.M0 TN35 3 12.000 min-1*
Alfred H. Schiitte SF67 L381.5118.30.02 L314.MK70.M0 TN35 2 12.000 min-1*
Alfred H. Schiitte SG18 L381.5078.30.03 L314.MK70.M0 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. Schiitte SG20 L381.5078.30.03 L314.MK70.M0 TN35 & 20.000 min-1*
Alfred H. Schiitte SG20 L381.5078.30.02 L314.MK70.M0 TN35 2 20.000 min-1*
TORNOS Deco7/10 R/LM275.D040.10.04 R/LS275.MK13.M0 TN35 2/3  15.000 min-1
TORNOS Deco13 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco20 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco26 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Deco2000 L381.D080.16.04 N314.MK40.20 TN35 2/3  12.000 min-1
TORNOS Multi Deco L381.D086.25.04 L314.MK50.20 TN35 3 15.000 min-1
TRAUB TNL12-7 RM275.T064.33.03 RS275.MK13.MOTN35 3 13.000 min-1
TRAUB TNL12-7 L381.7T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1
TRAUB TNL26 L381.T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1
TRAUB TNK36 L381.T069.12.04 N314.MK40.20 TN35 2/3  13.000 min-1

CRILET St — RS Y R

reinforced pocket

EEUADERIBEADTGIEERBWEHE < FET L,

Polygon cutter for further machines upon request.
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Thread Whirling

ALy FO—=UY5hy2—RA32—Fr—R1>HU—F

Indexable carbide inserts for Whirling Heads

o

2R CMIA- > — b 1B CMIA > —h 2R CMIRA > — b
Two starts One start Two starts

1> —hr&177314 1> — k&1 FS302

RABE RS tmax=bmm. 1 >t — ~E=5.4/6.5/7.5mm BRABERS thacd3mm. 1 >4 — bE=4.4/5.4/6.1mm

Indexable Insert Type 314 Indexable Insert Type S302

Depth of profile bist=6 mm,w=5.4/6.5/7.5mm Depth of profile uptot=4.3mm,w=4.4/54/6.1 mm

MBICTHEVWLIECIZIE. BLERT 22 TOCRTDHUETT,
To manufacture accurate customer specific profiles, the complete thread form data is required.
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ALY RI=UYThyia— (ph HORN pill)
Thread Whirling

D)= ) 227 |§

Whirling Head
Ds =@ 10 mm

R— [page L4 R— /page L6
MEERE18 R— [Page LT

Order guiaéline

L2



27— hy4a—M302 (ph HORN i)
Whirling Head M302

a5 —-Y—=VIIIRAT L
BRDERSNICAR—IATOTERBRIEREANDFRRT T, VX7 LTI
NR=2 vy ORI A —ZHRITERLICEE I T2y b AYZ—RT o
ZRONEET, COBEICED, WA TOIERMERREC LE LT

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.

RS1TEY

Driving pins

R=9 P RIVE—

Basic holder

hy B—=KT+1
Cutter body

fwHIFFy b
Clamping nut

CELICELDMOEAEHOEDED X7,
ZORIF. FEBEO CRTHAWETT,

—CEBERDT—=) >INy RERTOINLIY — 75 %
—CEBRDT—1) Iy REARNE

—CERFREOT =) Iy REXIBEZA
CANBFICIZESERT =) VI AT LADA == LUV x TR EBEVL L X,

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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Modular Thread Whirling

D=y HAy K M302 /006

Whirling Head

AR ETORR
Centre of form

od,

AU DL TomE 5| DS d h | d | T | )=
Sla:rtnumber (pentreoflform 7/ ’ ﬁ £ mﬁﬁrﬁﬁgiﬁachine

ay
RETE ﬁTEJEu%)
Standard tools (ex stock
M302.AM12.40.06 11.9 12 | 47(52) | 20.7 | 40 | S302 | Star SV12/20ECAS20
M302.DM11.0.40.06 7.8 6 | 11 60 205 | 40 | S302 | Tornos Deco 2000/13a/20
M302.AM12.T.40.06 5.0 12 60 17.0 | 40 | S302 | Star SR20llI
B c LR (BUEWHRCER)
Special tools (delivery 6 weeks)
006.0050.1348 150 | 6|14 | 67 |180| 50 |S302 |TraubTNL26
* TR E OB VY — R ICRRDET MM
* The centre of form depends on the individual insert. Dimensionsin mm

EXFICIRSERT U YISO RTLADOA—A—2E L VEKZ CIRRBBEVLET,

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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Whirling Head M302

€/70v 92T L
SEOMITHEELAEERRLET,

Monobloc System:
means maximum precision and rigidity

CBEICLDMOEAGHLEEHED X7,
ZTOBRIE. TEBEEO CRANWMETT,

—CEROT-) Iy FERTOMIT —IME
—CERDT =) Iy RERARIME

—CEAREDOT - Iy FRAIEEHA

CANEFICIECERT = VIV AT LADOAXA =N =B L OB CIRABEVWL £ 9,

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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Thread Whirling Monobloc

J—U HAYE L389 / M302

Whirling Head

PAIFOETOER _ PATFOETOER

Centre of form Centre of form

- |
T
o|E fﬂj -|o Al
SRS ﬁ Q|8 8
— R
h A h B
?.EEE *tﬂn}j‘:‘:‘ll:,\i—f‘ T Ds d h d2 'lL ﬁﬁﬁﬁ%ﬂ?gﬂ/l:“j ~ &/rj
Part number *(DEE%E VA e Model number of machine / Unit | type
Centre of form \} g
BETE (TEEm)
Standard tools (ex stock
L389.D014.40.06 12.750 6 | 14.0 572 | 21.01 40.000 | 314 Tornos DECO 2000/20a A
M302.T025.54.06 11.000 6 | 250 | 106.0| 24.1| 53975 | S302 | Traub TNL 26/ Front unit A
M302.T1010.37.06 6.700 6 | 100 | 7355| 16.5|36.990 | S302 | Traub TNL 12/ Front unit A
Citizen L20/M20/M32 /
M302.C012.33.06 8000 6 | 120 | 469 155[33.000 | S302 | it e wito00 A
Citizen Cincom M16 /
Whirling unit PCM: MSW-101
M302.C012.40.06 11.000 6 | 120 46.0 | 170 | 45000 | S302 | Whirling unit PCM: LSW-215-1000 B
Nexturn SA20 / SA32 /
Whirling unit PCM: NESA-32-SWG15
Star SV/SR20/ECAS20 /
M302.A012.40.06 6.575 6 | 120 | 47.0| 17.5|40.000 | S302 W[?,':[,‘ngum't42173 A
Device WTO TN762004 /
M302.W012.32.06 | 8500 6 | 120 | 438 215|32000 |S302 | it o TN62004 A
Citizen - Jarvis /
M302.C112.40.06 | 10,000 6 | 120 | 46.0| 15540000 |S302 | oot oS o oreaionas | B
iR ih TE (BEWHRGER)
Special tools (dellvery 6 weeks)
M302.0013.0124 : 6 | 135 | 620 180 | 62000 | S302 | Gidemeister Speed 2018 A
L UNMAFOETORBEIA VT R CEICERDET mmzRa2
The centre of form depends on the individual insert. Dimensions in mm

CANEICIECERY UV RTLADOA =28 L VR CRABEVL L &7,

Please also supply the Make and Model number of your whirling system when placing a purchase order.
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Request Guideline

(ph HORN i)

YIHIE

Cutting location

i fER

Machine specifications

Rl —71—
Machine manufacturer

B4Rt
Model number of machine

J—)>yF 2=y hX—fH—

Machine manufacturer driven tools

D—UYTTEX—=H—

Type driven tools

Y-

Y-axis

SEY—5 > MMER

High pressure coolant

J— >3z ~ElEAE

Turning direction of whirling unit

WM EER 5

Turning direction of bar

PIHMZE

Cutting location

7=)>J3azy FEEARA

Turning direction of whirling unit

Y-

Y-axis

olEW/yes o WWZR [no

ol yes o WUWZR [no

ol1o2o03oc4

HHEIMEIEE S R

Turning direction of bar

HRHIA

Material

8 (DIN)
Specification (DIN)

N0 .

Bar diameter

R CEBRAR
Thread

FOREEAD/ X I A

Profile drawing

1%&BL

One start

PES AV

Two starts

L7
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Modular Thread Whirling

(ph HORN i)

N—2y TRV —

Basic Holder

LA002

J>Thty b
Ring cassette

LM271

L8
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Modular Thread Whirling

. ; //
Eoa5—xH Modular thread whirling
S , system
ALy k=T Hys—
e LY)h N T TE tEhCroer;(()jr:ma manufacturing o

L9
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Overview
TR T=U2ZA=y [* N=2wITETE— 1) TNy
Machine Unit Basic adaptor Ring cassette
BRREA-AT cofgmi  |[RREEX D SRR INTDFON 57— >~y KifgEEcomi H | B sy
Manufacturer | Type Manufacturer | Type Distance centre of form - Locating face Whirling head H Part number Part number
SR-20RIII STAR 68172
SR-20RII STAR 54178
ECAS-12/20
STAR SV-20 STAR 42173 10 LA002.A040.4124.08
SV-12 10
SV-32 STAR 43172
ECAS-32T STAR 58171
A20 PCM BSW-215-000 1
c16 PCM LSW-315-000 1
LSW-215-000 1
120 /125 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
20 / 32 - LSW-215-000 1
LSW-212-000 1
LSW-101-000 1
Gildemeister | SPEED127/20-11 | PCM SPW-1220-000 1
Maier ML20D PCM ML-20-W1-15 1 LM271.12.4124.07.4.9
Nexturn SA20/32 PCM NESA-32-000 11 tmgg 88:&18323
gl":;z“; 2:‘;0 PCM NN20-W15 1 LM271.12.4124.07.4.6
LM271.09.4124.07.4.6
V12 VG PCM LSW-424-000 15 LA002.PC35.4124.10 LM271 06.4124.07 4.6
CITIZEN L20/M20/M32 | CITIZEN BTW-1000 8 LM271.12.4124.08.5.9
LA002.B033.4124.06
CITIZEN 120 /M20/M32 | CITIZEN BTW-2000 7.97
LTRO128 10
LTR0132 10
L20/M20/M32 | JARVIS LTR0139 LA002.J040.4124.06
LTR0168
CITIZEN LTR0183 10
LTRO131 10
LTR0162
120/ M20/M32 | JARVIS LTR0169 LA002.J037.4124.06
LTR0170
LTR0187
TORNOS DECO 13a/20a | TORNOS | 306101 85
TORNOS DECO 20 Pibomulti 250320 85
TORNOS DECO 20 MPU.T0.S800.DE20 85 LA002.DP40.4124.03
DECO 13 W&F MPU.T0.0800.DE13 95
DECO 20 MPU.T0.0800.DE20 95
SPEED 20/8 9.775
Gildemeister | SPEED 20/11 Gildemeister gggg;g LA002.G042.4124.06
SPRINT 20/8

L10
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Modular Thread Whirling

(ph HORN i)

R=Sy O FIL S — LA0O2

Basic Holder

|
|
- - |_ =
|
|
|
1 =
e
- IO ITE
(- - *_Loca_ting_ face
ﬂit d dz dl
Part number
LA002.A040.4124.08 41 40.0 M24x1.5LH
LA002.B033.4124.06 41 33.0 M24x1.5LH
LA002.DP40.4124.03 41 40.0 M24x1.5LH
LA002.G042.4124.06 41 425 M24x1.5LH
LA002.J037.4124.06 41 37.0 M24x1.5LH
LA002.J040.4124.06 41 40.0 M24x1.5LH
LA002.PC35.4124.10 41 35.0 M24x1.5LH
LA002.PC40.4124.06 41 40.0 M24x1.5LH
Fimahan
Spare Parts
R=IyIFRINF— Rl MLOZRL T
Basic Holder Clamping Screw TORX PLUS® Wrench
LA002.A040.../...J040... 4.14T15P T15PQ
LA002.PC040.../...DP40... 4.12T15EP T15PQ
LA002.J037.4124.06 3.14T9P T9PL
LA002.PC35.4124.10 4.16T15P T15PQ

15.40
16.00
17.15
13.15
16.50
16.00
10.65
16.50

4 N
. y.
BRI Aty b
for Ring Cassettes
247 LM271
Type
hl & /r 7
Type

8.20 A

6.30 C

9.95 B

5.95 B

6.30 C

6.30 €

3.45 B

6.30 €

mmiRao

Dimensions in mm

L11
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Modular Thread Whirling

(ph HORN i)

D>Jhty b

Ring cassette

h, ghIPLETOBERE
==l Centre of form

B Ds

Part number

LM271.06.4124.07.4.6 6
LM271.06.4124.07.4.9 6
LM271.09.4124.07.4.6 9
LM271.09.4124.07.4.9 9

LM271.12.4124.07.4.6 12
LM271.12.4124.07.4.9 12
LM271.12.4124.08.5.9 12

U>Thty FERDMIFEL >F 020.3504.5425 (37w 2 —HRIEICFHWVWTWEE Ao
Wrench 020.3504.5425 is not combined with the ring cassette - separate order required!

LM271.6=@88T—) > hva—

41
41
41
41
41
41
41

LM271..9=HORNZ —RT—1 > f3y 2 —°

LM271...6 = conventional whirling

LM271...9 = HORN Turbowhirling®

T {imaban
Spare Parts

YyJhtyhk [l

Ring cassette

L12

Clamping Screw
LM271... 030.260P.1013

LM271

d

1

M24x1.5LH
M24x1.5LH
M24x1.5LH
M24x1.5LH
M24x1.5LH
M24x1.5LH

M24x1.5LH

RILORLVF
TORX PLUS® Wrench

T8PL

133
133
133
133
133
133
143

7.2
7.2
72
7.2
72
7.2
8.2

~ A
WA —
for Inserts
2147 S271
Type
h, z H4 2
Size
5.05 6 04
5.05 9 04
5.05 6 04
5.05 g 04
5.05 6 04
5.05 6 04
5.05 9 05
mm3<ac

AR AR TEE W,

Dimensions in mm
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HORN Turbo Whirling”

HORN HORN
A== 5w 4—" Turbowhirling’
NIEE 2 5§+ REH Twice as fast with

Bt EiFETE 1ooTREy  Mighertoollife

Pre- and finish whirling
in a single process

L13
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HORN
B—=BI= T hya="

HORNHDFRTZICHFE L2 —R D — 1) > J TEIF. R UMIT
BEEELNINERE2ELSEE T, HICARRUMIAE
LTHLLWIERBDD—-UYIITEZRRLE LI, MiZL
TeREzEMIAICREEL. MBREFTMILES, HEldw
CONDEMLICH T SNYEHIERFEZEFICHBLTVET,
NUCEDITEEBIIABICALLEFT, T EIIFRBELINT
EEE TR 7 2V 0 ZEMLET. T—U0RDA/NIH
M 59, IMLEDEAGDLEICL > TERBERQUNEZEL T
TEEGTEETEE I, HORNDZ—RT—U 2Ty X —F
IXRVLZERQLCERBFICARET T 20—F—RDS2711 >~
Y — MMIFEIRBRICHEI SN TE O NI CHRER VR
MERICHIELTWET, FLD1 > — MMIREREDE, T
OvoH LIEMTEZIPBEERED 27 —ANEY FOFK
PREILSNIFEBICEE LY — M RT Y MOV TFEn
ECIN

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 stableinsert seats eitherin the new modularwhirling
heads with optimised handling during insert replacement or
conventionally in the Mono block tools.

L15
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Technical Information

YA DS EMIEEETHEI

Calculation of the centre height correction of the cutting edge

EDME ALOFTE

Calculation of the difference value AL

X=h, +h,

AL=X-H

HIEME AyDETET

Calculation of the correction value Ay

Ay=ALxsina

H TE#MEEFLER—2y VRIS —BEE L DR

Distance sviwel-axis whirling unit / location face whirling head

h N—=2w ORIVE—BREEE ) >0 Aty SED T E OB

1 Distance locating face whirling unit / location face ring cassette

h > Jhty SO IFECYINAIROOER

2 Distance locating face ring cassette / centre of form of the insert

X N—>y U R)A —EERE CPINFHD 0 ER

Distance centre of form of the insert / locating face of the whirling unit

AL TE#HP O UNHIFRLOEREE

Distance centre of form of the insert / sviwel-axis of the whirling unit

Ay SHREE

Correction value centre height

a TEfEITA
Sviwel angle of the tool
[}
- c
= 2
2 o
£ £
c ol i
o A= SN
s Hw X1 AR TORSHERB
5 % 5 dirction centerhight correction on swiss lathe
v e = -
5 18 \
= [ : . a
2 3 S Yo
g ' _— 1 '
A HeEs ORI E
o i . real position of svivel-axis
5 a8 S _ e e
5 ' T—) >~y RolERE  GERIEOMmEMNE real position of svivel-axis

rotation axis of whirling haed position of svivel axis
for calcualtion

fEClE A IE 7B

position of svivel-axis for calculation
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Find the right tool for your machine:

(ph HORN i)

www.phorn.de/konfigurator/gewindewirbeln

Slartsaita > Produkie > Frasen > Gawindewlrbeln

Home > Products > Milling > Thread Whirling

Auzwvahl
Maschine _ Aniriebseinheil -
Bitte wahlen </ -|
Auswahl
Masching N Aniriebsenhail oy
Siar Ev.12 E it 42171 =
tar SV-1 Ll Star 42173 _|
Ergebnis fiir Star 42173

Grundkarper Ringkassetta

LADOZ AD40 4124 08

LADOZ ATMD 4124 08 L2712

PIBIZRMAIETERURLY S &

sl ETU

Your selaction

Wachine Whirmg Wit

Please Salacl |=l

Your selection

Machine Whiling unt
Star SV-12 ls] starazi Ll searn
Result for Star 42173
ADD2 AD40 4124 08 LM271.1
LA 08 M271

\O

Find the correct cutting data for your application with HCT cutting data calculator

http://hct.phorn.de

GEWINDEWIRBELN
Kaopfdaten
Datum Angebotiaufirag Mr. Bearbeiter Werkstickbezeichnung Zelchnungsnr. Werksiiick
[ | | ! | | |
Werkstolf Fraserbezsichnung Zeichnungsnr. Fraser Schneidplatienbezeichnung Schneidstof
| [ | | |
Was ist bekannt? Weitere Eingabewerte
Ve [mimin] hm fmmj Werizeugschneiden GeWI ndea bmaBe
- :
| . Aui Kemdurch
!— [mm] ____] [mm]
Gewinde-Steigung Gewinde-Lange
| imem] ]
Einsteliwinkel Werzeughalter
I | forad)

Werkzeughalter-Daten

Y-Versakz Werkzeugschn.-Kreisbahndurchm,
!_"_ [mm] ____—_l [mm]

Lange Sinuslineal Max. Drenzanl der Wirbeleinhait

i | tmen ' | minh

L17
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Plunge Milling / High Feed Milling

WS> 27 L /System ~R—/Page
DA M2
DAH M26

M1 M



ﬁat v — (ph HORN i)
iing

STy 2=
Milling shank Indexable Insert
DAM31/DAM62 DA31/DA32/ DAG2/
SDAG2
/\O—C/“/Page /\°—‘\/“/Page
M4-M8 M18-M20

T7—/\—ER 2 —
Arbor Mounted Cutter

DAM32 DAMG62

R—2 Jpage
M21-M22

RO)a—1>hyR—
Screw-in cutter

DAM31/DAM62
R— [page
M11-M12
THTR—
Adaptor
MD
R— [page
M14-M15
Lor si=1r=
Reducer
MD

ITORXT>>3>
Extension

MD

M2



751 XDy 32—
Milling

(ph HORN i)

DA

AT LDA

Ll DZs 2 2

- 7—N\—BdBAy Z—
- A0V a—A>hyE—
- A=k

System DA
- Milling shanks

- Arbor Mounted Cutter

- Screw-in Cutter

- Indexable Inserts

M3



751 ANy 32—

(ph HORN i)

Milling
S=UXTov2y DAM31/DAM32 A
Milling shank

H R Cutting edge @ 16-32 mm

v OB (FESIEDARH)

Material of shank: Steel (not recommended for shrink fitting)

DIN 1835B

ad,

©

=
e
[

Bt

Part number

DAM31.016.D163.02B
DAM31.020.D204.03B
DAM31.025.D255.04B
DAM31.032.D326.05B
DAM32.020.D205.02B
DAM32.025.D256.03B
DAM32.032.D327.03B

2w 2 ORD25 mmIA EIE 2 BFTOFED A0 £9,

from @ 25 mm 2 clamping flats

L OBIEMT S ILVEBIFIIIAR— D LPEEMTER 7 TR S0,

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

Fimahan

Spare Parts
S=UYTowY
Milling shank
DAM31.016.0163.02B
DAM31.020.D204.03B
DAM31.025.0255.04B
DAM31.032.D326.05B
DAM32.020.D205.02B
DAM32.025.0256.03B
DAM32.032.D327.03B

M4

Z Ds

16
20
25
32
20
25
32

w w N 0w N

[l

Clamping Screw
030.2541.T8P
030.2547.T8P
030.2553.T8P
030.2557.T8P

030.3562.T10P
030.3569.T10P
030.3576.T10P

d ) , d,
16 79 17 15
20 86 21 19
25 97 27 24
32 106 32 31
20 87 2 19
25 102 32 24
32 106 32 31

FLOZXLVF
TORX PLUS® Wrench

T8PL
T8PL
T8PL
T8PL
T10PL
T10PL
T10PL

BRI —b

for Indexable insert

217 DA3l

Type DA32
L, a, A =l

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...
mm3RaC

Dimensions in mm



ISR NyE— (ph HORN i)

Milling

S—UY Iy DAM31/DAM32

e

|
Milling shank 45° 7512 B&U EROINTA ‘
for 45° Milling and Chamfering .

H R Cutting edge @ 10.4-17.6 mm
v MBI (KBS EDHART)
Material of shank: Steel (not recommended for shrink fitting) N
WA Y —

for Indexable insert

o
45 24147  DA31
Type DA32

@d e

B Z Ds d L, L, d, a, l, . .
Part number

DAM31.411.D163.02B 2 10.4 16 80 20.0 15.8 2.0 59 16.9 15
DAM31.414.D204.03B 3 14.4 20 87 23.0 18.8 2.0 62 20.9 19
DAM32.417.D256.03B 3 17.6 25 103 345 24.8 32 67 283 24

OTEFEBENEHETZIT L,
Further sizes upon request
L DOBERN ML IBIZIILR— D LERINERZ TSR T S0,

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

FliatBan

Spare Parts
Sl M2/ 62 07274 Rl FMLORL T
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

15—k
Insert
DA31.016...
DA31.020...
DA32.025...
mmz&52

Dimensions in mm

M5



751 RNy 2—

(ph HORN i)

Milling
— ~ * S ~
=YL TvY DAM31 2 E
Milling shank
H R Cutting edge @ 20-32 mm
CNCrelE BB v
with cylindrical shank for CNC-lathes N
WA Y —
for Indexable insert
2147  DA3l
Type
al
—————————— —| O
o)
(] ] 8
a
P
B z Ds d L, L, d, L, a, A r=lr
Part number Insert
DAM31.020.D160.03A 3 20 19 52 17 16 35 3 DA31.020...
DAM31.025.D161.04A 4 25 24 55 20 16 35 3 DA31.025...
DAM31.025.D201.04A 4 25 24 55 20 20 35 3 DA31.025...
DAM31.032.D162.05A 5 32 31 60 25 16 35 3 DA31.032...
DAM31.032.D202.05A 5 32 31 60 25 20 35 3 DA31.032...
MOTEIFBERVEHLE TSI L, mmiksc
Further sizes upon request Dimensions in mm
L OBEMT ML I BIFIIIAR— DU ER 2 TR T S0,

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

Flaaham

Spare Parts
S=UTIvY
Milling shank
DAM31.020.D0160.03A
DAM31.025....
DAM31.032....

M6

Rl
Clamping Screw

030.2547.T8P
030.2553.T8P
030.2557.T8P

MLOZL VT
TORX PLUS® Wrench

T8PL
T8PL
T8PL



751Ny E—
Milling

(ph HORN i)

=YL DAM32

Milling shank

TSR Cutting edge @ 20-32 mm

CNCrelE BB v
with cylindrical shank for CNC-lathes

i
el
'D‘_ =
(O] Y @
Y
p
i
L !_2_ o e |3 -
|1
B Z Ds d L,
Part number
DAM32.020.D160.02A 2 20 19 52
DAM32.025.D161.03A 3 25 24 55
DAM32.032.D162.03A 3 32 31 60

OTEFIEBENEHETZIT L,
Further sizes upon request
L DBER B ILIBIZIILIR— D LERITERZ TSR T S0,

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

FiiatBan

Spare Parts
il 27572 07274 Rl NMLOZRLVF
Milling shank Clamping Screw | TORX PLUS® Wrench
DAM32.020.D160.02A 030.3562.T10P T10PL
DAM32.025.D161.03A 030.3569.T10P T10PL
DAM32.032.D162.03A 030.3576.T10P T10PL

17
20
25

16
16
16

' N\
WA —
for Indexable insert
247  DA32
Type
L, a, A —h
Insert
35 4.5 DA32.020...
35 4.5 DA32.025...
35 4.5 DA32.032...
mmz&52

Dimensions in mm

M7



751X Ny 3A—

(ph HORN i)

Milling
S=UYTovY DAMG62 ~ R
Milling shank -
with through coolant supply
H R Cutting edge @ 20-32 mm

SO ME: I (BES X))

Material of shank: Steel (not recommended for shrink fitting)

DIN1835-B
1 4 " 1
S @
| T
8 8
) L]
— [2 [ |3 -
=ABFN-Tav
Picture = right hand cutting version
B Z Ds d
Part number
DAM62.020.D20.4.02B 2 20 20
DAM62.025.D25.5.03B 3 25 25
DAM62.032.D32.6.04B 4 32 32

HOTEFBBVWELETIZT L,

Further sizes upon request

L OBIEMT B ILIEIFIIIAR— LB EMER # TR T S,

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

Fimahon

Spare Parts
SRl P27 522 07274
Milling shank
DAMG62...

M8

fat

Clamping Screw | TORX PLUS® Wrench

030.3070.T10P

FLOZL VT

T10PL

85
95
111

33
37
47

BRI A—H

for Indexable Insert

217
Type

19
24
31

4.5
4.5
45

3

50

56

60
mmzRaC

Dimensions in mm



751Ny E—
Milling

(ph HORN i)

7—=N—B3BAHy2— DAM32
Arbor Mounted Cutter
TR Cutting edge @ 40-63 mm

DIN 8030-AlCZEH L7z 7 —N—EFE H v &2 —
Arbor mounted cutter as per DIN 8030-A

X = ABFN—Ta>

Picture = right hand cutting version

B Z Ds a, h, h d.
Part number
DAM32.040.A1635.04 4 40 4.8 34.4 35 16.0
DAM32.050.A2240.05 5 50 4.8 394 40 19.5
DAM32.063.A2745.06 6 63 4.8 44.4 45 215

DT EFEBVEDETZSI L,

Further sizes upon request

AL DBIERT N IL I BIZIIIR— LU ER E CHEER T S0\,

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

FliatBan

Spare Parts
F—=N—B3&8hyE— NALVF L FLOZXLVF
Arbor Mounted Cutter Allen Wrench Clamping Screw | TORX PLUS® Wrench
DAM32.040.A1635.04 SW6,0 DIN911 | 030.3576.T10P T10PL
DAM32.050.A2240.05 SW8,0 DIN911 | 030.3576.T10P T10PL
DAM32.063.A2745.06 SW10,0 DIN 911 | 030.3576.T10P T10PL

BRI —b

for Indexable insert

247  DA32
Type
L, b c d,
22 8.4 5.6 33
24 10.4 6.3 41
27 12.4 7.0 49
mm3k3ag
Dimensions in mm
RL Dy —

Clamping Screw Washer

10.25.912 10.5.433
12.30.912

M9



751Ny E—
Milling

(ph HORN i)

7—N—Eft8hy 52— DAMG62
Arbor Mounted Cutter IR R

with through coolant supply

F 5 Cutting edge @ 40-80 mm

DIN 8030-AlCZEH L7z 7 —N—EFE H v &2 —
Arbor mounted cutter as per DIN 8030-A

X = ABFN—Ta>

Picture = right hand cutting version

B Z Ds a, h, h d, d,
Part number

DAM62.0040.A16.05 5 40 45 34 35 16.0 16
DAM62.0050.A22.06 6 50 45 39 40 19.5 22
DAM62.0063.A22.08 8 63 4.5 39 40 19.5 22
DAM62.0080.A27.10 10 80 45 49 50 215 27

HOTEIFEBNEHETEI L,
Further sizes upon request

AL OBIEFT MLV EIFIIIR— DD EIEIMER 2 CHEER TS,

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

Fiimahan

Spare Parts
F=N—H {38 hy 72— NELIOTF L rLOZRL VT
Arbor Mounted Cutter Allen Wrench Clamping Screw | TORX PLUS® Wrench
DAM62.0040.A16.05 SW6,0 DIN911 | 030.3070.T10P T10PL
DAM62.0... SW8,0 DIN911 | 030.3070.T10P T10PL
DAM62.0080.A27.10 SW10,0 DIN 911 | 030.3070.T10P T10PL

M10

BRI A—H

for Indexable Insert

217
Type

215
235
24.0
27.5

fat

DA62

SDAG2

8.4
10.4
10.4
12.4

Clamping Screw

10.25.912

C

5.6
6.3
6.3
7.0

d

K

33
41
49
59

mmik5c

Dimensions in mm



751 RNy 2—

(ph HORN i)

Milling
AN
29V 2=V hyE— DAM31 ~ N
Screw-in cutter
F R Cutting edge @ 16-32 mm
v OME:
Material of shank: Steel N
WA —K
for Indexable insert
217 DA3l
I Type DA32
! .
e T [v| T
a o
L 1
1
i!
MDRAIT v VR
suitable for Shank Type MD
B Z Ds L, L, d, a, d, d, SW =l
Part number Insert
DAM31.016.M083.02B 2 16 38 20 15 3.0 M8 13 10 DA31.016...
DAM31.020.M104.03B 3 20 45 25 19 3.0 M10 18 15 DA31.020...
DAM31.025.M125.04B 4 25 52 30 24 3.0 M12 21 17 DA31.025...
DAM31.032.M166.05B 5 32 58 35 31 3.0 M16 29 24 DA31.032...
DAM32.020.M104.02B 2 20 45 25 19 4.8 M10 18 15 DA32.020...
DAM32.025.M125.03B 3 25 52 30 24 4.8 M12 21 17 DA32.025...
DAM32.032.M166.03B 3 32 58 35 31 4.8 M16 29 24 DA32.032...
HOTAEFEHVEOETIZT L, mmiksc

Further sizes upon request

Ao U OBEEMNT MLV EBIFILIIR— DDA ER =

El eI A

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

F{imaBan

Spare Parts
ZIYa—1Vhys—
Screw-in cutter
DAM31.016.M083.02B
DAM31.020.M104.03B
DAM31.025.M125.04B
DAM31.032.M166.05B
DAM32.020.M104.02B
DAM32.025.M125.03B
DAM32.032.M166.03B

[l

Clamping Screw
030.2541.T8P
030.2547.T8P
030.2553.T8P
030.2557.T8P

030.3562.T10P

030.3569.T10P
030.3576.T10P

FLORLF
TORX PLUS® Wrench

T8PL
T8PL
T8PL
T8PL
T10PL
T10PL
T10PL

Dimensions in mm

M11



ﬁézma— (ph HORN i)

A9Va—12hy2=  DAM31/DAM32 k

|
Screw-in cutter 45° ISR HEV EHROMTA ‘

for 45° Milling and Chamfering

HEE Cutting edge @ 10.5-17.6 mm ‘

S UME:

Material of shank: Steel
WA —
for Indexable insert
45°
247 DA31
Type DA32
© -
© I — —'CJN¢ o |o
a afa 5]
==
MDZA1 TS v VR

suitable for Shank Type MD

| d a d, | d, | d | d | sw | q>u—t

Insert

B z Ds L,

Part number

DAM31.411.M083.02B 2 10.5 38 20 15.8 2.0 M8 13 15 16.9 10 DA31.016...
DAM31.414.M104.03B 3 14.4 45 25 19.8 2.0 M10 18 19 20.9 15 DA31.020...
DAM32.417.M125.03B 3 17.6 52 30 24.8 3.2 M12 21 24 28.3 17 DA32.025...

DT EFBBVEDETETI L, mm3REC
Further sizes upon request Dimensions in mm

AL OBIEMT MLV EBIFIILIR— DL BERMER# TR T I,

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

Fiimahan

Spare Parts
A9Va—1Vhys— [l FLOZL VT
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
DAM31.411.M083.02B 030.2541.T8P T8PL
DAM31.414.M104.03B 030.2547.T8P T8PL
DAM32.417.M125.03B 030.3569.T10P T10PL

M M12



751X Ny 3A—

(ph HORN i)

Milling
.~
22—y B~ DAM62 MR
Screw-in cutter ] [
[ |
| | G
l—. l
pabicc Cutting edge @ 20-32 mm -
S U
Material of shank: Steel
12—k
Indexable Insert
247  DA62
Type
SDA62
BRI
. . suitable 1or an e
= BME—Vay P
Picture = right hand cutting version
B Z Ds L, L, d, a, d, d, Sw
Part number
DAM62.020.M10.4.02 2 20 3 30 19 4.5 M10 18 15
DAM62.025.M12.5.03 3 25 57 35 24 4.5 M12 21 17
DAM62.032.M16.6.04 4 32 66 43 31 4.5 M16 29 24
OTEFEBENEHETZIT L, mmzR5a

Further sizes upon request

L OBIEMT MLV EBIFIIIR— LS EMER # TR T S,

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

FliaaBan

Spare Parts
A9Va—1Yhys— [l FLOZL VT
Screw-in cutter Clamping Screw | TORX PLUS® Wrench
DAMG2... 030.3070.T10P T10PL

Dimensions in mm

M13



aﬁn»gzt‘ya— (ph HORN i)

N MD i A

1>~y RDAM/DAHM.. . MBE KLU L T2 —F—MD..MFA
for screw-in cutter DAM/DAHM...M and reducer MD...M

v OB R (B EDHART)
Material of shank: Steel (not recommended for shrink fitting)
1
2 |3
N DIN 1835B
o
5]
-cf’ |- _1-_,7\3_ 2
P B ©
(] ¥ a
B 1, 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
2w OREG5 mm EIF 2 EFROFED IZ72D £7, mmiksc
from @ 25 mm 2 clamping flats Dimensions in mm

M14



751X Ny HR—
Milling

(ph HORN i)

THTR—
Kda ptor M D

1>~y RDAM/DAHM.. . MBE KLU L T2 —F—MD..MFA
for screw-in cutter DAM/DAHM...M and reducer MD...M

S OB (FESIEDARA)

Material of shank: Steel (not recommended for shrink fitting)

T
@ I
o 3 e
IE DIN 1835B
I P |
o [T 2
iho S !

J| B 3
Bi50 L, L, ly d
Part number
MD13.02.85.D20B 105 7 55 20
MD18.04.85.D25B 115 10 61 25
MD21.06.85.D32B 140 8 65 32
MD29.08.85.D40B 150 8 75 40

2w ORG25 mm EIE 2 BPROTFELD I £,

from @ 25 mm 2 clamping flats

d, d, a

13 M8 85°

18 M10 85°

21 M12 85°

29 M16 85°
mmz5a

Dimensions in mm

M15



aﬁn»gzt‘ya— (ph HORN i)

L7Fa—Y— MD %

Reducer

1>~ v R DAM/DAHM. . MAL 72— —
Reducer for screw-in cutter DAM/DAHM...M

S UME:

Material of shank: Steel

~ i
(4]

B [

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°
mmzRaC

Dimensions in mm

. SW a

M16



751X Ny R—
Milling

(ph HORN i)

IVRATooay
Extension

MD

1>\ R DAM/DAHM. MBI UZ T > 3>/\—
Extension for screw-in cutter DAM/DAHM...M

S U E:
Material of shank: Steel

(] g
ity =] o
(=] =2
Ll
2 IG
e
|1
—
ﬂit ll IZ l3 dZ
Part number
MD13.02.00.M08 48 30 18 M8
MD18.04.00.M10 55 35 20 M10
MD21.06.00.M12 57 35 22 M12
MD29.08.00.M16 58 35 23 M16

Y y
d, d, SW
M8 13 10
M10 18 15
M12 21 17
M16 29 24
mmz52

Dimensions in mm

M17



aﬁn«gzma— (ph HORN i)

1>9—Fh DA31 i )

Indexable Insert

RATIDIAARS Depth of cut up to 3mm
F SR Cutting edge @ 16-32 mm

. /

BRI-UYTov>y
for Milling shank

247  DAM31
Type

B Ds a, a h r,
Part number
DA31.016.A.00 16 3 3 31 -
DA31.016.A.02 16 3 3 3.1 0.2
DA31.016.A.04 16 3 3 3.1 0.4
DA31.020.A.00 20 3 3 31 -
DA31.020.A.02 20 3 3 3.1 0.2
DA31.020.A.04 20 3 3 3.1 0.4
DA31.025.A.00 25 3 3 3.1 -
DA31.025.A.02 25 3 3 31 0.2
DA31.025.A.04 25 3 3 3.1 0.4
DA31.032.A.00 32 3 3 31 -
DA31.032.A.02 32 3 3 3.1 0.2
DA31.032.A.04 32 3 3 31 0.4

A EES /onstock A4BRE [ 4weeks x BREIVEDEIET L)/ upon request

@ HELE / recommended

0 55— HESE / alternative recommendation

- FEHELE / not suitable

/>—h [ uncoated grades

B O—7 27k [ coated grades

Bl O/t —Xwbk / brazed/Cermet

mm3Rao BT

Dimensions in mm Carbide grades

TA45: 7L At LI, SA4B: #HIA 1A,
Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing.
Carbide grade SA4B preferred for middle and difficult to machine materials.

M18



751Ny E—
Milling

(ph HORN i)

A A~

Indexable Insert

RATIDAARE
HFetE

B

Part number

DA32.020.A.00
DA32.020.A.02
DA32.020.A.04
DA32.020.A.08
DA32.020.A.10
DA32.025.A.00
DA32.025.A.02
DA32.025.A.04
DA32.025.A.08
DA32.025.A.10
DA32.032.A.00
DA32.032.A.02
DA32.032.A.04
DA32.032.A.08
DA32.032.A.10

Depth of cut up to
Cutting edge @

Ds

20
20
20
20
20
25
25
25
25
25
32
32
32
32
32

DA32

48
4.8
4.8
4.8
48
4.8
4.8
4.8
4.8
48
4.8
4.8
4.8
4.8
48

4.8 mm
20-32 mm

4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6
4.6

A TES /onstock A4BBRE /4 weeks x BRIVEDLEIET LY/ upon request

@ #£EE / recommended

0 55 _HESE / alternative recommendation

- JEHESE / not suitable
/>—h [ uncoated grades

I O—F > / coated grades

Bl O/t —Xw b / brazed/Cermet

mmiksg

Dimensions in mm

TA45: 7L At E(FIIT . SA4B: #HIA 1T,
Carbide grade TA45 preferred for easy to machine materials, aluminium and finishing.
Carbide grade SA4B preferred for middle and difficult to machine materials.

4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7
4.7

Fa

.

<

BRI-UYTov>y

for Milling shank

BT

Type

DAM32

e 1E
Carbide grades

M19



751 RNy 2—

(ph HORN i)

Milling
IN
14—k DA32 s )
Indexable Insert
RATDAARE Depth of cut up to 3.8mm
HAVEVRASMIF
Diamond tipped BRSNS
WHRI— P
for Milling shank
247  DAM32
Type
B 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 3.5 4.7 0.2 -
DA32.020.25.X2.C 20 3.8 35 4.7 - 0.2
DA32.025.25.02.C 25 3.8 35 4.7 0.2 -
DA32.025.25.02.P 25 3.8 3.5 4.7 0.2 -
DA32.025.25.X2.C 25 38 35 4.7 - 0.2
DA32.032.25.02.C 32 3.8 35 4.7 0.2 -
DA32.032.25.02.P 32 3.8 35 4.7 0.2 -
DA32.032.25.X2.C 32 3.8 35 4.7 - 0.2

A TE[ES /onstock A 4B [ 4weeks x BEWNEHEIZI LY/ upon request

@ HE5E / recommended
0 55 H#ESE / alternative recommendation
- SEHESE / not suitable

/>—h [ uncoated grades
B O—7r>7fh [ coated grades
Bl O/t —X Wk /[ brazed/Cermet
OTEIEEBVEHLETET0,
Further sizes upon request
mmzR&a

Dimensions in mm

M20

H| - -
e 1E
Carbide grades



7531 R hyE—
Milling

(ph HORN i)

15—k DAG2

Indexable Insert

RAYIDIAARS Depth of cut up to 45mm

250 a, h
Part number

DA62.0400.A.04 45 5.20
DA62.0400.A.08 45 5.16

A TEES /onstock A4IERE /4 weeks x BEWVEHELTZTL) / upon request
@ HEXE / recommended
0 55 H#ESE / alternative recommendation
- FEHELE / not suitable
/>—b [ uncoated grades
B0 O—7 27/ coated grades
Bl O/ —Xwhk /brazed/Cermet
mmzR&d

Dimensions in mm

~ p

- '

BRAAYE—
for Milling tool

247  DAMG62
Type

61— =1 —
with 6 usa bleigutting edges

0.4
0.8

BT
Carbide grades

M21



7531 R hyE—
Milling

(ph HORN i)

14—F SDA62

Indexable Insert

BAYIDIAAHRS Depth of cut up to

BEfGdn

precision sintered

B5t 3
Part number
SDA62.0400.A.08 4.5

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet
mmz&&e

Dimensions in mm

M22

4.5mm

5.16

~ A

- '

BRI-UYTSv>y
for Milling shank

247  DAMG62
Type

61— — 1T —
with 6 usableIcutting edges

g 1E
Carbide grades



> 27 L\ DA tIEISEM
Cutting Data System DA

(ph HORN i)

IS0 4K+ vy A >H—DA3l >t — | DA32
Material tﬂf’(m 0 /13 f (mm) %0 /137 f (mm)
= é Insert size DA31 Insert size DA32
": & Feed/tooth f (mm) Feed/tooth f, (mm)
nE
/_\ﬁ\ m
P ir'?alﬁoyegjsteel 125 0.03-0.30 0.04-0.40
= N7\ m
3Ealﬁloy%e§jsteel 190 0.03-0.30 0.04-0.40
PAN
S rapi
3550%2@(%[ 200 0.03-0.30 0.04 - 0.40
EEA 7 “”
fow‘:a'%ﬁ? steel 300 0.03-0.30 0.03-0.30
=5 el
%Ea“of]eﬁd steel 200 0.03-0.30 0.03-0.30
M X7l
RIVToTA MR
Stainless steel 240 0.03-0.30 0.03-0.30
martenistic
2T L R
F—RTF1 R
Stainless steel 180 0.03-0.14 0.03-0.20
austenitic
i 67T Iz A
ﬁa%%%l%kcast irc;Tﬁ grﬁiic'\ s 130 0.03-0.30 0.04-0.30
TWES /S — 1 PR
Melle2ble caeton p7erlitic 230 0.03-0.15 0.04-0.25
97&4»%% =
T4 R/N—=Z1 R
SphIer70idal graphite ;st ion 180 0.03-0.15 0.04-0.25
ferritic/perlitic
2O )R
N=Z1 R
Spheroidal graphite = 0.03-0.15 0.04-0.20
cast iron perlitic
109 AEHK
Grey cast iron 160 0.03-0.30 0.04-0.40
57 = — PAN
- SRR 90 0.03-0.40 0.05 - 0.50
S maas
Ni/Co R— X 350 0.03-0.10 0.03-0.20
Super alloy Ni/Co based
FEUES
- 350 0.03-0.10 0.03-0.20

Titanium based alloy

A5°PNHAD T T4 AMITDZE K. 1IHAH/D DEDBIFLABICHD £,
When 45° Milling the feed per tooth f, could be increased by factor 1.4!

YIEILRE v_(m/min)

Cutting speed

TA45

240 - 340

220-320

180 -290

140 -230

100 - 190

110-180

100-170

140 - 220

120-200

120-190

100 - 180

130-220

500-1200

30-40

30-40

SA4B

260 - 380

240-350

200-320

140 - 250

110-210

130-200

110-190

150-250

130-230

120 -200

100-190

150 - 250

500 - 1200

30-70

30-70

M23



> 27 L\ DA62 RIS
Cuttinjg-Data System DZ\EZ (I]h HORN I]h)

B TURVES M ReE TR0 < TES
Material Hardness Cutting speed medium thickness of chip
B(rI;nBe)ll v_(m min) h,, (mm)
P ... 0.2% C 140 240
mEM 0.4%C 180 210 0.11
0.6% C 200 160
JsEdliA
GE= pEsir 180 150
Alloyed steel 0.08
15 AN 280 120
quenched 350 70
A .
ﬁgﬁ alloyed steel ?ﬁ%ge d 200 70 0.08
(>5%)
SEE & 180 180
$538 unalloyed 0,08
Cast steel S50 :
z!\:llloye d 220 120
M RILT oA RR 200 130
Jro1 MR 0.07
27> L Rl martensitic, ferritic
Stainless steel
FT—RTF1 R
austenitic 180 120 0.06
1R 180 100
g HE low tensile strength
Grey cast iron =EEH 250 90 0.13
high tensile strength
X JI 7 R
sl i T A 160 — 010
pheroidal graphite _ |
ti IN—Z1 &
castiron Derlitic 250 60
Jro1 MR 125 100
ATSREE ferritic Qi
Malleable cast iron N—51 + & 225 120 :
perlitic
IR S S .
N TSI LS not heat treatable 30-80 800
Al-alloys HAEES S
heat treatable S 300
IR S
HEETILS =Y LES not heat tr?atable 80 0
Al-cast-alloy HAEE S 0.20
heat trezla:{able 100 200
IEBUNIBE S 90
e not heat treatable
Copper-alloys MBS S 100
heat treatable
gjftﬁggd . .?7’5_7.’”% LRI RIS IFHCTIC TR L TV E T,
utting edge iving angle
[mm] ] »HCT«.
20 2,4
2 Standard values for cutting speeds vc and medium thickness hm for calculating feed
5 L75 rates by calculating cutting programm »HCT«.
32 1,25
40 0,95
50 0’7
63 0,55
80 0,4

M24



tIHISRF
Cutti:; Data (I]h IR I]h)

90°tIN A ’ngpFFH%.OJT’ a —an'-qﬁrga TT T CHEBYAHE

Ramp angle and plunging with a 90° g cutter

@ F4AZ (mm) / Insert size 32 25 20 32 25 20 16
iar 1 DA32 DA32 DA32 DA3L DA31 DA3L DA31
FIO—F () 35° 35° 35° 40° 35° 35° 3.0°

Diving angle (°)

im0 Aa B (mm) = 06 04 L7 08 06 0.4

vertical full diving max. (mm)

= A z= (mm

\%grzg;csige%\‘\\%ggze(max.gmm) 46 46 46 31 31 31 31
= L V7

S\ F7YEE D, (mm) 2238 158 108 2538 188 138 9.8

Predrilling D, min. (mm)

45PN A EAROT7 JO—FA(STT7 7)) CHEAYIDAKE
Ramp angle and plunging with a 45° milling cutter

@ TR (mm) / Insert size 17 14.4 10.5
Hy 2 —RI DA32 DA31 DA31
T77O—FHA () 11° 7° 10.5°

Diving angle (°)

vertical full diving max. (mm)

A5°PINF 2 ERAKD I1—F—RI L DYIDIAHFIE(E

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

-7 —R, (mm) WEMBT (mm)
Corner radius 1, (mm) Correctiona?actorfap(mm)
0 0
0.2 0.078
04 0.17
0.8 0.33
1.0 041

M25



aﬁngzma— (ph HORN i)

S P2

Milling shank

DAHM25
R— [page
M28-M29

RO)a—1 >y 2—
Screw-in cutter

DAHM25 DAHM37

A=
Indexable Insert
DAH25 DAH62
DAH37

ToARI w2y
Milling shank
DAHM37

T—/\—BYIES 2 —
Arbor Mounted Cutter

DAHM37 DAHM62

M26



A ATy F= (ph HorN i)

DAH

mED=—)>Jhy52—DAH High feed milling

System DAH
-TSARIY D - Milling shanks
- 7—N\—BtEAH Y 2 — - Arbor Mounted Cutter
-ROVa—A2hyE— - Screw-in Cutter
-1 —hk - Indexable Inserts

M27 M



BEDE—U>Thys—
High Feed Milling

(ph HORN i)

=YV TIeY DAHM?25
Milling shank

HEE Cutting edge @ 12-25 mm

S U
Material of shank: Steel

DIN1865B
et B,
/
;I
ap
— |2 I3
|1
B z Ds d l,
Part number
DAHM.25.012.D0122.02 B 2 12 12 61.5
DAHM.25.016.D163.03.B 3 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

OTEIFEBENEHETZIT L,
Further sizes upon request

AL OBIEFT MLV EIFIIIR— DD EIEMER 2 CHEER TS,

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

Fimahan
Spare Parts
S=UYTIwY R MLOZRLVF
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D0122.02 B 030.2547.T8P T8PL
030.2553.T8P T8PL
M28

15
20
25
28

' N
R — b
for Indexable insert
247  DAH25
Type
d, ly a,
11.0 45 1
14.5 48 1
18.0 50 1
23.0 56 1
mmz5d

Dimensions in mm



2XEDE=)>Thy2—

High Feed Milling

(ph HORN i)

= - N ~
==2J w27 DAHM25 4 )
Milling shank
H R Cutting edge @ 12-25 mm
v MBI (KBS EDHART)
Material of shank: Steel (not recommended for shrink fitting) .
BB —
for Indexable insert
2147  DAH25
DIN1835B Type
i
k=1 4 =
(] a '
1, I, @ Ds
B z Ds d L, l, d, L, a,
Part number
DAHM.25.012.D124.02B 2 12 12 82.5 36 115 45 1
DAHM.25.016.D165.02B 2 16 16 97.5 48 154 48 1
DAHM.25.016.D165.03B 3 16 16 97.5 48 154 48 1
DAHM.25.020.D206.03B 3 20 20 1115 60 19.0 50 1
DAHM.25.025.D257.04B 4 25 25 132.5 75 24.0 56 1
HOTEIFEBUWEHLETIZI L, mmRse
Further sizes upon request Dimensions in mm
L OBEMT ML IBIFILIAR— DU ER 2 TR T S0,
For torque specification of the screw, please see Technical Instructions.
FiimtBam
Spare Parts
S=UYTIwY R FLOZLVF
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D0124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL

M29



BEDE—U>Thys—
High Feed Milling

(ph HORN i)

AoV)a—1hyR—

Screw-in cutter

S U
Material of shank: Steel

Cutting edge @

DAHM25

' ‘Jll
olT| o
a ' al e
1Y
aD
-
» L, _ _ 2Ds
l, N
B z Ds L, L,
Part number
DAHM.25.012.M062.02 2 12 26 13.5
DAHM.25.016.M083.02 2 16 39 20.5
DAHM.25.016.M083.03 3 16 39 20.5
DAHM.25.020.M104.03 3 20 45 255
DAHM.25.025.M125.04 4 25 50 28.0
HOTEIFEBULEHLETIZI L,
Further sizes upon request
L OBEMT ML IBIFIIIAR— DU ER TR T S0,
For torque specification of the screw, please see Technical Instructions.
FiimtBam
Spare Parts
AIVa—Yhys— [l FLOZLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM.25.012.M062.02 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL

M30

12-25 mm

11
13
13
18
21

4 N
R —k
for Indexable insert
247  DAH25
Type
MDAAL T v VR
suitable for Shank Type MD
a, d, d,
1 M6 115
1 M8 154
1 M8 154
1 M10 19.0
1 M12 24.0
mmikag

Dimensions in mm



-é."* s_| . ‘7J“ —_—
II-TQJF ?eed Mﬂlﬁgﬁ 3 (I]h HORN I]ID

1 DAH25 4 A
&

Indexable Insert

RATDAARE Depth of cut up to 1mm

- '

BRI-UYTov>y
for Milling shank

247 DAHM25
Type

B a a h r

Part number

DAH.25.011.D.04 1 4.4 2.6 0.4

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet

mmiREd e R
Dimensions in mm ERavEI—F—R rth= 707320958 Carbide grades
224 ZAODKF 2P e DEEL TR,
BERSCERENIEEICOH
CTERLRLTEELBLEY,
theoretical comer radius r,= programming radius
actual outline upon request!

M31



AT L DAH25 FHER
Forle-as System DAH25 g (I]h Lol I]h)

L= HyB—FH

Number of teeth

d, = BHN%ED

effective cutting edge @

v, + 1000 _
n= [o#&K N="q .m [1/min]
. eff
Revolutions
d.emen .
Vo= B V.= 1000 [m/min]
Cutting speed
Vi
= 1HIXOO%DE f,=zon (mm]
Feed/tooth
V= EDE/S v.=f+Zen [mm/min]
Feed rate
a,ea_ eV, _
Q= BREE/H Q= _p_elOOO [cm3/min]
Material removal rate
ELWEERHE XD 2B oIl
BHRSEdefl 25B T ZUBDHD 7 Correction value
B R Rdeff (TTFEEDEEH A TEHINE T, ap[mm] K, [mm]
ap=tDAHRE 0.1 53
Ds= FH R 0.2 £
0.3 1.4
KD= fi1EfE 04 8.1
deff=KD + (Ds - 12) 0.5 8.8
The effective cutting diameter d_, must be calculated e 2
to obtain the correct RPM and the cutting feed. 0.7 10.0
The effective cutting diameter is calculated using
: 0.8 10.5
the following values and formula.
a, =depth of cut 0.9 11.0
Ds = cutter diameter 10 12.0

K, = from Correction value chart
d=K,+(Ds-12)

M32



<25 L DAH25 JEI& 4
Cutting Data System DAH25* (ﬂh HORN I]h)

IS0 #HI#1 JuxLEs XD /1H YIHERE
Material Hardness Feed/tooth Cutting speed
HB f (mm) v, (m/min)
AN
P &<l 125 06~18 200 - 300

unalloyed steel

PN 7
e 190 06~18 200 - 300
unalloyed steel

AR
BEaei 200 06~16 180 - 300

low alloyed steel

KE i 300 06~16 160 - 280

low alloyed steel

LA AT
r’].E" Sl 200 05~15 150 - 250
igh alloyed steel

M R7T2LXif

JILTUTA R 240 06~15 140 - 220
Stainless steel martenistic

2T L R

FT—XTFF1 bR 180 05~1.2 120 - 200
Stainless steel austenitic

PIBRERIR L5 R 130 06~18 160 - 280
Malleable cast iron ferritic ' '

ks AR 230 06~15 150 - 250
Malleable cast iron perlitic ' '

R 21 )Lk

JI T ER/N=F1 bR 180 06~15 150 - 250

Spheroidal graphite
cast iron ferritic/perlitic

AU HK N—F1 bR

Spheroidal graphite 260 06~15 140 - 240
cast iron perlitic
Y s 160 0.6~22 180-320
rey cast iron
4 == AN
. SEEEGE: % 08~25 1000 - 1500
-alloys
770—-F8 RERMBEDER
Diving angle Programming radius and difference
@ FHRE (mm) 7F7O—F A () r,(mm) RAZEE (mm)
Diving angle (°) max. di erence (mm)
12 6.5 1.4 0.61
16 2.5
20 1.5

25 1.0

ERI— 7 —REBIFRERETY,
theoretical corner radius r,,
= programming radius

M33



2XEDE=)>Thy2—

High Feed Milling

(ph HORN i)

el 2/ b2 27
Milling shank

S UME:

Material of shank: Steel

Cutting edge @

DAHM37

Bt

Part number

DIN1835B

Wi |
4 2

s G ho]

‘ )
!
z Ds d
DAHM.37.020.D204.02B 2 20 20
DAHM.37.025.D255.03B 3 25 25
DAHM.37.032.D326.04B 4 32 32
DAHM.37.040.D326.05B 5 40 32

DFEFSEBNEDETIZT L,

Further sizes upon request

AL OBEIEFET MLV EIFIIIR— DD ER 2 CHEER T S,

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

Fimahon
Spare Parts

SRl P27 522 07274
Milling shank

DAHM...

M34

fat

Clamping Screw
030.3070.T10P

FILORLVF
TORX PLUS® Wrench

T10PL

20-40 mm

87
101
111
111

34
41
47
47

P ~

. 4

BRI —H

for Indexable insert

247  DAH37
Type
d, l, a,
19 50 1.2
24 56 1.2
31 60 1.2
39 60 12
mmz5a

Dimensions in mm



EEDI—US T hys—
High Feed Milling

(ph HORN i)

Ao)a—=12hyR—

Screw-in cutter

Cutting edge @

S U
Material of shank: Steel

DAHM37

i
g .
T2 T T
818 @&
Y7
1
[ —
B Z Ds L,
Part number
DAHM.37.020.M104.02 2 20 45
DAHM.37.025.M125.03 3 25 52
DAHM.37.032.M166.04 4 32 58
DAHM.37.040.M166.05 5 40 58

HOTEFBEVWELETIZT L,

Further sizes upon request

AL OBIEFT MLV EIFIIIR— DD ER 2 CHEER TS,

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

Fiwgban

Spare Parts
RIVa—12hya—
Screw-in cutter
DAHM...

fat

030.3070.T10P

rLOZLVF

T10PL

20-40 mm

@ Ds o

IZ dl
25 19
30 24
35 31
35 39

Clamping Screw | TORX PLUS® Wrench

1.2
1.2
12
1.2

BRI —H

for Indexable insert

217
Type

DAH3T

MDERATo v VR
suitable for Shank Type MD

d, d, W
M10 18 15
M12 21 17
M16 29 24
M16 29 24
mmzR5a

Dimensions in mm

M35



BEDI—=UTIhys—

High Feed Milling

(ph HORN i)

7—=N\—H{38Hy 52—

Arbor Mounted Cutter

Cutting edge @

DIN 8030-AlCZEH L7z 7 —N—EFE H v & —
Arbor mounted cutter as per DIN 8030-A

C
1 /]
u B I o N
o f-@ 5 i I
] | 18| 8
d )
L
|
h
=ABFN-Tav
Picture = right hand cutting version
B Z Ds
Part number
DAHM.37.040.A1635.05 5 40
DAHM.37.050.A2235.06 6 50
DAHM.37.063.A2240.07 7 63
DAHM.37.063.A2740.07 7 63
DAHM.37.080.A3245.08 8 80

HOTEEBENADEZT L,

Further sizes upon request

DAHM37

40-80 mm

1.2
1.2
12
1.2
1.2

34.4
39.4
39.4
44.4
54.4

1o U OBEEMT NIV I MEBIFILIIR— DDA E R 2 CHEEE T S\

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

F{iwgBan

Spare Parts
7—N—B3Ehy 2—
Arbor Mounted Cutter
DAHM.37...05/08
DAHM.37...06/07
DAHM.37.063.A2740.07

M36

Rl
Clamping Screw

030.3070.T10P
030.3070.T10P
030.3070.T10P

FLOZL VT

TORX PLUS® Wrench

T10PL
T10PL
T10PL

h d,
35 16.0
40 19.5
40 19.5
45 215
55 29.5

NALVF
Allen Wrench

SW8,0 DIN 911
SW8,0 DIN 911

BRI —b

for Indexable insert

217 DAH3T

Type

7—/\—

33 22
41 24
49 24
49 27
59 33

[l
Clamping Screw

10.25.912
12.30.912

8.4
10.4
10.4
12.4
12.4

AR
1ypeamormouﬁ§d

c d,
5.6 16
6.3 22
6.3 22
7.0 27
8.0 32
mmz&52
Dimensions in mm
Dy —
Washer
10.5.433



BEDE—VU>Thys—
High Feed Milling

(ph HORN i)

% el DAH37 a )

Indexable Insert

BAYIDIAAHRS Depth of cut up to

250 a,
Part number
DAH.37.022.N.08 1.2

A TE[ES [ onstock A 4B [ 4weeks x BREWNEHEIEILY / upon request

@ HE2E / recommended
0 2B _#E35E / alternative recommendation
- JEHESE / not suitable

/>—*h [ uncoated grades
B0 O—7+>7f / coated grades
B O/ —Xwhk / brazed/Cermet
mmz&&e

Dimensions in mm

1.2 mm
WA R—
for Milling tool
217 DAHM37
Type DAHM25
FvITL—h—7L
neutral geometry
a h r,
7.9 3.18 0.8
HEREITE
EREI—7—Rh= 707339 FE Carbide grades
774 AODRF I P4 1L DEEL TR,
BERFCERINDHESICOH
CERICHUTHEELELET,

theorelical comer radius r,= programming radius
actual outling upon request!

M37



XD =1 45hyA—
I-Tg;? ?eed Mijllﬁgﬁ v (I]h HORN ["D

% el DAH37 a )

Indexable Insert

BATIDAAES Depth of cut up to 1.2mm

h
Fyv ST L—H—IE
neutral geometry
B3 a, a h r,
Part number
DAH.37.022.S.08 1.2 7.9 3.18 0.8

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request
@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable
/>—*h [ uncoated grades
B O—7>%h [ coated grades
B O/ —Xwhk / brazed/Cermet

mmiREd e R
Dimensions in mm Carbide grades

BRNEI—F—Rrh= 7RI TEE

74 ZODNF P ILCDEEL T,

BERFCERINDHESICOH

CTERCHUTHBELRLET,

theorelical comer radius r,= programming radius

actual outline wpon request!

M38



2 27 LL\DAH3T tHISAF
Cutting Data System DAH37

(ph HORN i)

ISO g2

P

Material

AL

unalloyed steel

e

unalloyed steel

(o=t

low alloyed steel

EEZH

low alloyed steel

El=Eai]

high alloyed steel

ATYLRE AT UHA R

Stainless steel
martenistic

2ATVLRM F—RTFA R
Stainless steel
austenitic

Al#EEx 771 bR
Malleable cast iron ferritic
ofEgEEk N —T 1 FR
Malleable cast iron perlitic
2021 )5k
TT710R/IN—F4 MR
Spheroidal graphite

cast iron ferritic perlitic

A2 N—F1 bR

Spheroidal graphite cast iron perlitic

139 A5k

Grey cast iron
TIL=ZILEE
Al-alloys

770O0—-FfA

Diving angle

@ HFERE (mm)

Diving angle (°)
20 5.0
25 4.0
32 1.0
40 0.5
50 0.5
63 0.4
80 0.4

T RS
Hardness

HB
125

190

200

300

200

240

180

130

230

180

260

160

90

77O-FA(°)

X0 /1K
Feed/tooth
f (mm)

0.8-22
0.8-22
0.8-2.0
0.8-2.0

0.6-1.6

0.8-2.0

0.6-1.6

0.8-22

0.7-138

0.7-18

0.7-1.8
0.8-25

1.0-3.0

ERERBE DER

YIHNRE
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

max. difference

r,,(mm)

2

85 10— —RIBIFEH

= programming radius

RAZEZRE (mm)

max. di erence (mm)

0.83

ERETY,

theoretical corner radius r,,

M39



X7 L DAH37 EHEI
Formulas System DAH37

(ph HORN i)

Z= HvE—HH

Number of teeth

d, = BHHEED

effective cutting edge @

v, 1000 .
n= [0lE# L ra— [1/min]
. eff
Revolutions
deff *men .
v.= YIHDRE V.= 1000 _ [M/min]
Cutting speed
. Vi
f,= 1HXDOEDE f,=70 Imm]
Feed/tooth
vi= XDE/7N v,=f «Zen [mm/min]
Feed rate
a,ea -V, .
Q= BEE/H Q=000 lcm¥/min]
Material removal rate
gy N
ELWEERH XD 28 72oIC1 WSS
BASRdell ZHET 2UBDBD F 7, Correction value
E?ﬂﬂf‘ﬁﬁ%deﬁ CiT%E@TEK@ZﬁT%fJ\ﬂiTO ap [mm] KD [mm]
ap=t0AHRE 0.1 9.71
Ds= H R 0.2 11.47
03 1281
KD= ff1EfE
0.4 13.93
deff=KD + (Ds - 12) 05 14.92
The effective cutting diameter d_, must be calculated 0.6 15.82
to obtain the correct RPM and the cutting feed. 0.7 16.63
The effective cutting diameter is calculated using
the following values and formula. 0.8 17.39
a, =depth of cut 09 18.10
Ds = cutter diameter
K, =from Correction value chart 10 18.77
d=K,+(Ds-12) 11 19.40
12 20.00

M40




EEDI—US T hys—
High Feed Milling

(ph HORN i)

F—N—E{d8Ah v 52— DAHMG62
Arbor Mounted Cutter

HEE Cutting edge @ 63-125 mm

DIN 8030-AlCZEH L7z 7 —N—EFE H v & —
Arbor mounted cutter as per DIN 8030-A

h,
gl
I
5
]
o I_ o
=] 0 T | o
G" 7 IRSHES]
|
ap " [2
h | @ Ds

X = ABFN—Ta>

Picture = right hand cutting version

B z Ds a, h, h d, dy
Part number

DAHM.62.063.A2245.04 63 2.1 44 45 20 50
DAHM.62.080.A2750.05 80 2.1 49 50 22 63

DAHM.62.100.A3255.06
DAHM.62.125.A4063.07
HOTEIFEBUWEHLEIZI L,

Further sizes upon request

AL OBIEFET MLV EIFIIIR— DD IER 2 CHEER TS,

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

100 2.1 54 55 29 80
125 2.1 62 63 36 89

~N o U b

Fimahan

Spare Parts
7—N\N—H{F8H v 2 — RABLYF fal FLOZL VT
Arbor Mounted Cutter Allen Wrench Clamping Screw | TORX PLUS® Wrench
DAHM.62.063.A2245.04 SW8,0 DIN 911 5.15T20P T20PQ
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

BRI —b

for Indexable insert

247  DAH62
Type

b ¢ d

2

22.0 10.4 6.3 22
29.9 12.4 7.0 27
329 14.4 8.0 32
347 16.4 9.0 40
mm3REo

Dimensions in mm

Ty —
Washer

10.5.433

M41



BEDE—VU>Thys—
High Feed Milling

(ph HORN i)

2% el DAHG62 a )

Indexable Insert

BAYIDIAAHRS Depth of cut up to

250 a,
Part number
DAH.62.055.S5.10 2.1

A TE[ES [ onstock A 4B [ 4weeks x BEWNEHEIEILY/ upon request

@ HE3E / recommended
0 B8 HELE / alternative recommendation
- SEHESE / not suitable

/>—*h [ uncoated grades
B0 O—7+>7f / coated grades
B O/ —Xwhk / brazed/Cermet
mmz&&e

Dimensions in mm

M42

2.1 mm
BARILAE—
for Toolholder
24~ DAHM62
Type
a h r,
14.8 7.9 1

g 1E
Carbide grades

BRNEI—F—Rrh= 7RI TEE
74 ZODNF P ILCDEEL T,
EERIACERINLESICOH
CTERCHUTHBELRLET,

theorelical comer radius r,= programming radius
actual outline wpon request!




X271 DAH62 FHEI
Formal-as System DAH62 g (I]h ol I]h)

Z= HyvEZ—FHK

Number of teeth

d, = BWFHEED

effective cutting edge @

v_+1000
n= [O&F: n= —d [1/min]
T
Revolutions eff
deemen .
v.= YHPRE V.= 4000 [m/min]
Cutting speed
Vf
f,= 1HZEODDOXEDE f,= 7z [mm]
Feed/tooth
V.= XDE/5D V,=f «Zen [mm/min]
Feed rate
a e*a Vv
f N
Q= MER/H Q="Tgog lcm*/min]
Material removal rate
WIEfE
Correction value
a [mm] | K, [mm]
I L WEEES Y 30 28 < T2 12 I 01 40.0
0.2 42.8
AR deff 2B T IMENHD 7, 0.3 45
0.4 46.6
BALREdeff IFTTEEDEC HATENMN T T, 05 482
RN 0.6 49.6
ap=tIDIAAHRT
p= 9 D2IR 0.7 50.8
Ds= 4 1% 0.8 52.0
‘ 0.9 532
KD= i LEME 1.0 54.4
deff=KD + (Ds - 12) L1 o4
1.2 56.4
The effective cutting diameter d_, must be calculated 13 57.2
to obtain the correct RPM and the cutting feed. 14 58.2
The effective cutting diameter is calculated using 1.5 59.0
the following values and formula. 16 59.8
a,=depth of cut 17 60.2
Ds = cutter diameter 18 608
K, = from Correction value chart ' '
d’,=K_ + (Ds-12) 19 61.2
2.0 62.0
2.1 63.0

M43



o X7 1s DAH62 HJHIS M
Cutting Data System DAH62 Milling

(ph HORN i)

ISO A JU RIS 19 f (mm YR E
Material Hardness HB Feed/cooth f smm Cutting speed
v, (m/min)
P o< 125 1.0-22 180 - 280
unalloyed steel
IEE 2 i
unell:lloyed steel L0 1.0-22 81D - 280
EE & 200 1.0-2.0 170-260
low alloyed steel
KEEH 300 1.0-2.0 170 -240
low alloyed steel
Sk i
high alloyed steel iy 0.8-1.6 i
M =51z wLFoHr %R
Stainless steel 240 08-2.0 120-220
martenistic
ATYLREM A—RTFFAER
Stainless steel 180 06-16 100 - 160
austenitic
AIHEEE o0 MR 130 e 20 160 - 240
Malleable cast iron ferritic
RIS /N5 B3R 230 07-18 150 -220
Malleable cast iron perlitic
RO 2 A )Lk
TJxo10R/IIN—F1 R 180 07-18 150 -220
Spheroidal graphite ’ ’
cast iron ferritic perlitic
HUZAI)EEER IN—F1 bR 260 07-18 140 - 220
Spheroidal graphite cast iron perlitic ' ’
199 AL
Grey cast iron 160 0.8-25 180-280
TIIZULE®
N ALallogs 90 15-3.0 1000 - 1500
770—-FA MERBrOER
Diving angle Programming radius and difference
@ HFEE (mm) 77O0—FH () r,,(mm) RAEE (Mm)
Diving angle (°) max. di erence (mm)
63 0.5 2.94 13
80 0.3
100 0.2
125 0.2

max. difference

M44

B I—F—REBIFRERETY,
theoretical corner radius r,,
= programming radius



BT TIINIINE=) Ty R—
Tangential Milling (I]h HORN ["D

XS AT La/System ~R—Z/Page
M406 N2

M409 N10

N1



BTN E=) TNy R—
Tangential Milling

(ph HORN i)

A% 0%
Milling shank
M406

ROV )a—A >y R—
Screw-in cutter

M406

THRIB B —
Disc Milling Cutter
M406

A 2Agr=|r
Indexable Insert

406

R—2 [page
N9

N2



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

M406

RO TIORIE=) T HYyHR—
AT L 406

-90° ==V T D

-90° RO a—A>hyFE—

- TA Ry Z—

Tangential milling
with system 406
- 90° Milling shank

- 90° Screw-in cutter

- Disc milling cutter

N3



BTN E=) TRy E—
Tangential Milling (I]h HORN I]h)

S—UYIoeY M406 ~ R
Milling shank e |

with through coolant supply

H R Cutting edge @ 16-40 mm
S O ME: i (B IXDTE)
Material of shank: Steel (not recommended for shrink fitting)
A=

Indexable Insert

Type

i

X = ABFN—T3>

Picture = right hand cutting version

B z Ds d L, L, d, L, a, R N
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 5 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
HOTHEEBEBHVADE T L, mm3REC
Further sizes upon request Dimensions in mm

1o U OBEMT MLV EIFL2 NmICAE DT,

Torque specification of the screws = 1,2 Nm.

Fimahan

Spare Parts
S=UYTIwY R MLOZRLVF
Milling shank Clamping Screw TORX PLUS® Wrench
M406...02A/...03A 030.2669.T8P T8PL
M406...04A/...06A 030.2608.T8P T8PL

N4



BTN E=) T hy A~

Tangential Milling

(ph HORN i)

Sl 2/ P2 7274
Milling shank

TR Cutting edge @

SO ME: I (BEE X))

M406

ARG HT

with through coolant supply

Material of shank: Steel (not recommended for shrink fitting)

'DIN 1835-8

i

[] L]
I

X = ABFN—T3>

Picture = right hand cutting version

B Z Ds
Part number

M406.016.D16.3.02B 2 16
M406.020.D20.4.03B 3 20
M406.025.D25.5.04B 4 25
M406.032.D32.6.05B 5 32
M406.040.D32.6.06B 6 40

HOTEIEBERVEHLETIET 0,

Further sizes upon request

1o U OBEMT MLV EIFL2 NmICAE DT,

Torque specification of the screws = 1,2 Nm.

Fimahan
Spare Parts
S=UYTIwY R
Milling shank Clamping Screw

M406...02B/...03B
M406...04B/...06B

030.2669.T8P
030.2608.T8P

16-40 mm

25
33
37
47
49

d l,
16 75
20 85
25 95
32 111
32 111
FMLOZLVF
TORX PLUS® Wrench
T8PL
T8PL

15
19
24
31
39

48
50
56
60
60

A —h

Indexable Insert

247 406

Type

6.3
6.3
6.3
6.3
6.3

R

Form

U W ™ @

n

max

23700
21200
19000
16700
15000

mm3kag

Dimensions in mm

N5



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

S 2/ A2 %7 M406
Milling shank PR izt
with through coolant supply
H R Cutting edge @ 16-40 mm
CNCrels Mm@ v

with cylindrical shank for CNC-lathes

X = ABFN—Ta>

Picture = right hand cutting version

Lk z Ds d ! L
Part number
M406.016.D12.1.02A 2 16 12 55 20
M406.020.D16.1.03A 3 20 16 55 20
M406.025.D16.2.04A 4 25 16 65 30
M406.025.D20.2.04A 4 25 20 65 30
M406.032.D16.2.05A 5 32 16 65 30
M406.032.D20.2.05A 5 32 20 65 30
M406.040.D16.2.06A 6 40 16 65 30
M406.040.D20.2.06A 6 40 20 65 30

MOTEFEBVEDETZT L,

Further sizes upon request

AL OBEIEMT ML VEIFL2NMICAEDET,

Torque specification of the screws = 1,2 Nm.

Fimahan

Spare Parts
S=UYTIwY
Milling shank
M406...02A/...03A
M406...04A/...06A

N6

R MLOZRLVF

Clamping Screw TORX PLUS® Wrench
030.2669.T8P T8PL
030.2608.T8P T8PL

15
19
24
24
31
31
39
39

35
35
35
35
35
35
35
35

A —h

Indexable Insert

217 406

Type
a, IR N

Form
6.3 A 23700
6.3 A 21200
6.3 A 19000
6.3 A 19000
6.3 A 16700
6.3 A 16700
6.3 A 15000
6.3 A 15000
mmz&52

Dimensions in mm



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

oY=V hyH— M406
Screw-in cutter PR SRt
with through coolant supply

H R Cutting edge @ 16-40 mm

S UME:

Material of shank: Steel

i |
i
= T T T
'
LB |
=EBBFN—-Tay
Picture = right hand cutting version
Lk z Ds , L d,
Part number
M406.016.M08.3.02 2 16 41 23 15
M406.020.M10.4.03 3 20 50 30 19
M406.025.M12.5.04 4 25 57 35 24
M406.032.M16.6.05 5 32 66 43 31
M406.040.M16.6.06 6 40 66 43 39
HOPTEIFEMNEDLETET L,
Further sizes upon request
AL OBIEMEN ML UEIFL2NMICZR D E T,
Torque specification of the screws = 1,2 Nm.
F{imaBan
Spare Parts
AoVa—12hya— BL MLOZRLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
M406...02/...03 030.2669.T8P T8PL
M406...04-...06 030.2608.T8P T8PL

6.3
6.3
6.3
6.3
6.3

-,

A —h

Indexable Insert

247 406

Type

M8
M10
M12
M16
M16

MDERATo v VR
suitable for Shank Type MD

13
18
21
29
29

SW

10
15
17
24
24

n

max

23700
21200
19000
16700
15000

mmikag

Dimensions in

mm

N7



BTN E=) T hy A~

Tangential Milling

(ph HORN i)

TARIBhy 2—
Disc Milling Cutter

Cutting edge @

L406.063.U...
R406.063.U...

X = HABFN—T3>

Picture = right hand cutting version

Rl Z | Z, | Ds
Part number

M406.0100.32.S.10 14 | 7 | 100
M406.0100.32.S.12 14 | 7 | 100
M406.0125.40.S.10 16 | 8 | 125
M406.0125.40.S.12 16 | 8 | 125

DT EIABEOEDHET Lo

Further sizes upon request

P CDOBEMN S)LIEIE1.2 Nmt:r:]&‘ DET,

Torque specification of the screws = 1,2 N

FlimaBan

Spare Parts
TARIBN Y Z— Bl
Disc Milling Cutter Clamping Screw
M406... 030.2608.T8P

N8

M406

N

100-125 mm
A=k
b2 Indexable Insert
247 406
Type
i
*_‘E
) o
-—W—-
to | & | b, | d | w| n, | BEFY—N | EBEFY—b
right hand insert left hand insert
26.0 | 32 | 104 | 46 | 10 | 9500 Tx R406.063.U... Tx L1 406.063.U...
260 | 32 | 124 | 46 | 12 | 9500 Tx R406.063.U... Tx 1L406.063.U...
345 | 40 | 104 | 54 | 10 | 8500 8x R406.063.U... 8x L406.063.U...
345 | 40 | 124 | 54 | 12 | 8500 8x R406.063.U... 8x L406.063.U...
mmz&52
Dimensions in mm
FILORLVF
TORX PLUS® Wrench
T8PL



BT ITIINIE=) Ty~
Tangential Milling (I]h HORN ["D

14—k 406 4 ™

Indexable Insert

BATIDAAES Depth of cut up to 6.3 mm

. /

BRAAYE—
for Milling tool

247 M406
Type

43—+ —R1H—h

with 4 usable cutting edges

B 3, h I
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 TEES /onstock A4BRE /4 weeks x BREWVEDLEIET LY/ upon request
@ H#E5E / recommended
0 5 " #E3E / alternative recommendation
- JEHESE / not suitable
/> —b [ uncoated grades
I O—7 7/ coated grades
B O/ —Xwhk / brazed/Cermet

mmaRad g
Dimensions in mm Carbide grades
R/ILIZEF/ EBFEIRLET,

State R or L version

N9



RO TINIE=) TRy~
Tangential Milling (I]h HORN I]ID

N2 2 %4 TARTB Y2 —
Milling shank Disc Milling Cutter
M409 M409
R—2 [page
N24
4 A =]r
Indexable Insert
409
R—2 [page
N25
RV )a—1>hy
A —Screw-in cutter
M409

a)lF—3)L
Shoulder MillIM409

7x—A3)L

Face Mill

M409
R —3 /Page
N19, N21

)TV RI)L

Shell End Mill

M409
R—3 [Page
N23

N10



BTN E=) T hy A~
Tangential Milling (I]h HORN I]ID

M409

VT ovINE—YThys—  Tangential milling
AT L 409 with system 409
-90°> g LA —3 )L - for milling exact 90° shoulders

- FFERE  @32-250 mm - Cutting edge @ 32 - 250 mm

N11



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

S P M409
Milling shank PR izt

with through coolant supply

H R Cutting edge @ 32-40 mm

SO ME: I (BEE X))

Material of shank: Steel (not recommended for shrink fitting)

DIN1835A

X = ABFN—T3>

Picture = right hand cutting version

Bi50 z Ds d l, L, d,
Part number

M409.032.D32.6.04A 4 32 32 111 47 31
M409.040.D32.6.05A 5 40 32 111 47 39

HOTEFBRVWELETIZT L,

Further sizes upon request

72 030.3511.T10P Di# BT MLAEIE 3.5 NmIZA D £ T,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FimEham

Spare Parts
Sl M2/ 02 72/ [l FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N12

60
60

Fa

-

A —h

Indexable Insert

2147 409
Type

JOXEwF

narrow pitch

a AR n

P max
Form
9.3 A 15600
9.3 A 13900
mm3REo

Dimensions in mm



BTN ILS—

Tangential Milling

Y20 hy2—

(ph HORN i)

Sl 2/ P2 7274
Milling shank

SO ME: I (BEE X))

Cutting edge @

M409

ARG HT

with through coolant supply

32-40 mm

Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-A
i
=
S==s
2
1
|3
=ABFN—-Tav
Picture = right hand cutting version
B z Ds d L, L, d,
Part number
M409.032.D32.6.03A 3 32 32 111 47 31
M409.040.D32.6.04A 4 40 32 111 47 39

HOTEFBRVWELETIZT L,

Further sizes upon request

72 030.3511.T10P DB IR ML 27 1B1d 3.5 NmIZA D F T,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FimEham

Spare Parts
Sl M2/ 02 72/ [l FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

60
60

A —h

Indexable Insert

2147 409
Type
d—XEvYF
wide pitch
a AR n
P max
Form
9.3 A 15600
9.3 A 13900
mm3REo

Dimensions in mm

N13



BTN E=) TRy E—
Tangential Milling (I]h HORN I]h)

S P M409 -
Milling shank PR izt

with through coolant supply

H R Cutting edge @ 32-40 mm

-

S OB (S IEDARA)
Material of shank: Steel (not recommended for shrink fitting) .
WA —K

for Indexable insert

DIN18358 g7 409
/ Type
[
el
e
[3
l, |
JOXEYF

= ABFEN—T3Y narrow pitch
Picture = right hand cutting version

B z Ds d L, L, d, L, a, R N

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
MOTEIFEBUWEHLEIZT L, mm3REo
Further sizes upon request Dimensions in mm

72 030.3511.T10P DR ML 7 1B1E 3.5 NmIZA D £,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FimEham

Spare Parts
Sl M2/ 02 72/ [l FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

N14



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

S P M409
Milling shank PR izt

with through coolant supply

H R Cutting edge @ 32-40 mm

SO ME: I (BEE X))

Material of shank: Steel (not recommended for shrink fitting)

DIN 1835-B
s I
=
S==s
2
1
|3
=ABFN—-Tav
Picture = right hand cutting version
B z Ds d L, L, 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

HOTEFBEVWELETIZT L,

Further sizes upon request

72 030.3511.T10P DR ML 7 1B1E 3.5 NmIZA D £,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FimEham

Spare Parts
Sl M2/ 02 72/ [l FLOZL VT
Milling shank Clamping Screw TORX PLUS® Wrench
M409... 030.3511.T10P T10PL

60
60

A —h

Indexable Insert

2147 409
Type
d—XEvYF
wide pitch
a AR n
P max
Form
9.3 B 15600
9.3 B 13900

mmiRsc

Dimensions in mm

N15



BTN E=) TRy E—
Tangential Milling (I]h HORN I]h)

ZIY =1 hy - M409 .

Screw-in cutter e
with through coolant supply

H R Cutting edge @ 32-40 mm

A —h

Indexable Insert

247 409
1 Type
i
_DN _owr =
' =}
!
MDZA T v U

=ABEN—T3Y suitable for Shank Type MD
Picture = right hand cutting version

B Z Ds L, L, d, a, d, d, Sw n..

Part number

M409.032.M16.6.03 3 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
HOTAEIFEBVEDETIZT L, mm3REo
Further sizes upon request Dimensions in mm
72 030.3511.T10P IR ML 7 1E1E 3.5 NmIZA D £,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
T {imaBan
Spare Parts

RIVa—12hya— 1M FMLOZRLVF

Screw-in cutter Clamping Screw | TORX PLUS® Wrench

M409... 030.3511.T10P T10PL

N16



BT INE=) T hyR—

Tangential Milling

(ph HORN i)

oald—=I)L
Shoulder Mill
TR

Cutting edge @

X = ABFN—Ta>

Picture = right hand cutting version

Bt

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

(&
.DI'DN
» 8
VA Ds
5 40
T 50
8 63
8 63
10 80
12 100
16 125
20 160
24 200
30 250

HOTEIBERWEHETIZE L,

Further sizes upon request

9.3
9.3
9.3
9.3
9.3
9.3
9.3
9.3
9.3
9.3

M409

MERHEHT

with through coolant supply

13 030.3511.T10P D@ E ~IL 7 E1E 3.5 NmICHE D Edo
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FiimdBam
Spare Parts

ﬁl(?u}llag’ﬁiﬁ i
M409....

M409.0...
M409.0063.A27.08
M409.0100.A32.12
M409.0160.A40.20
M409.0...

fal

Clamping Screw
030.3511.T10P
10.25.912
030.3511.T10P
030.3511.T10P
030.3511.T10P
030.3511.T10P

FILORLOF
TORX PLUS® Wrench

T10PL
T10PL
T10PL
T10PL
T10PL
T10PL

40-250 mm

345 | 35 16.0 39
39.5 | 40 195 49
395 | 40 195 62
39.5 | 40 23.0 62
495 | 50 215 79
495 | 50 30.0 99
62.5 | 63 56.0 124
62.5 | 63 90.0 159
625 | 63 | 1350 | 199
62.5 | 63 | 150.0 | 249

Tyr—
Washer

10.5.433

A —h

Indexable Insert

2147 409
Type

JOXEwF

narrow pitch

[ b C d

n

2 K max

16 | 22.0 8.4 5.6 33 13900
22 24.0 104 6.3 41 12500
22 | 25.0 104 6.3 49 11100
27 27.5 12.4 7.0 49 11100
27 | 28.0 12.4 7.0 59 9800
32 | 33.0 144 8.0 80 8800
40 | 35.0 16.4 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
mmz&52

Dimensions in mm

NALVF
Allen Wrench

SWS8,0 DIN 911
SW12,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911

N17



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

~ 3 —y
ald—-=) M409
Shoulder Mill NFEiE ey
with through coolant supply
F 5 Cutting edge @ 40-250 mm
=k
h2 Indexable Insert
Gis 247 409
- Type
i
i I
= ool
o2 o
= 18 g
. !
)
| —_dZ tj’t\yh%
. . wide pItcl
= ABFEA—Uas P
Picture = right hand cutting version
B Z | Ds |a | h | h | d d | d, | | b C | d | n.
Part number
M409.0040.A16.04 4 40 93 | 345 | 35 16.0 39 16 | 220 8.4 5.6 33 13900
M409.0050.A22.05 5 50 9.3 | 395 | 40 19.5 49 22 | 240 | 104 6.3 41 12500
M409.0063.A22.06 6 63 9.3 | 395 | 40 19.5 62 22 | 25.0 | 104 6.3 49 11100
M409.0063.A27.06 6 63 9.3 | 395 | 40 23.0 62 27 | 2715 124 7.0 49 11100
M409.0080.A27.07 7 80 93 | 495 | 50 215 79 27 | 28.0 | 124 7.0 59 9800
M409.0100.A32.08 8 100 | 9.3 | 495 | 50 30.0 99 32 | 33.0 | 144 8.0 80 8800
M409.0125.A40.10 10 | 125 | 93 | 625 | 63 56.0 124 | 40 | 350 | 164 9.0 89 7900
M409.0160.A40.14 14 | 160 | 93 | 625 | 63 90.0 159 | 40 | 29.0 | 164 9.0 110 6900
M409.0200.A60.16 16 | 200 | 93 | 625 | 63 | 1350 | 199 | 60 | 420 | 257 | 140 | 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
HOHEEBENAHE T L, mmEET

Further sizes upon request Dimensions in mm

72 030.3511.T10P DR ML 2 MB1E 3.5 NmIZA D £,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

Fimsam

Spare Parts
Sald—3)L RALUF BL MLOZRLVF
Shoulder Mill Allen Wrench Clamping Screw TORX PLUS" Wrench
M409.0040.A16.04 SW6,0 DIN911 030.3511.T10P T10PL
M409.0050.A22.05 SW8,0 DIN 911 030.3511.T10P T10PL
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

N18




BTN E=) T hy A~

Tangential Milling

(ph HORN i)

72x—A=Z)
Face Mill
TR Cutting edge @

ad,
d5

X = ABFN—Ta>

Picture = right hand cutting version

Rl Z Ds a
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

P
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

O ERFIEBLWEHETIZT L,

Further sizes upon request

M409

MERHEHT

with through coolant supply

40-250 mm

ap=62mm OAITIE rx=08 mm- >t — k TABETY,

ap = 6,2 mm can be reached with rx = 0,8 mm

1L 030.3511.T10P OEEMRS b IL 7 fEIE 35 NmICARD F9

Torque specification of the screw 030.3511.T10P = 3,5 Nm.

F{imsB an

Spare Parts
71—23)L LIV
Face Mill Clamping Screw
M409...A16.../...A40.45.16 030.3511.T10P
M409...A22... 030.3511.T10P
M409...A27.../...A40.45.20 030.3511.T10P
M409.0100.A32.45.12 030.3511.T10P
M409...A60... 030.3511.T10P

h, h d,
325 | 35 16.0
375 | 40 19.5
37.5 | 40 19.5
37.5 | 40 22.0
475 | 50 22.0
475 | 50 30.0
60.5 | 63 56.0
60.5 | 63 90.0
60.5 | 63 | 135.0
60.5 | 63 | 150.0

FMLOZLF

TORX PLUS® Wrench
T10PL
T10PL
T10PL
T10PL
T10PL

A —h

Indexable Insert

2147 409
Type

JOXEwF

narrow pitch

d, d, 5 b C d, N
55 16 | 220 8.4 5.6 33 13900
67 22 | 240 | 104 6.3 41 12500
80 22 | 25.0 | 104 6.3 49 11100
79 27 27.5 124 7.0 49 11100
96 27 | 275 | 124 7.0 59 9800
116 | 32 | 325 | 144 8.0 80 8800
141 | 40 | 350 | 164 9.0 89 7900
176 | 40 | 29.0 | 164 9.0 110 6900
216 | 60 | 42.0 | 25.7 | 14.0 | 130 6200
266 60 42.0 25.7 14.0 160 5500
MmM3REC
Dimensions in mm
ARLYF
Allen Wrench

SW10,0 DIN 911
SW12,0 DIN 911
SW14,0 DIN 911

N19



BTN ZE=) TRy R
Tangential Milling (I]h HORN I]h)

Jr—23) M409

Face Mill RERHE

with through coolant supply

F 5 Cutting edge @ 40-250 mm
=k
h2 Indexable Insert
24147 409
Type
i Sl
o’ b
o |
| E
o
) |_
l 3 —_dZ e “/h F
- EBEN—UaY wide pitc
Picture = right hand cutting version
B Z | Ds |a | h | h | d | d |d| | b C | d | n.

Part number
M409.0040.A16.45.04 4 40 6.2 | 325 | 35 17 55 16 | 18.0 8.4 5.6 33 13900
M409.0050.A22.45.05 5 50 6.2 | 375 | 40 20 67 22 | 200 | 104 6.3 41 12500
M409.0063.A22.45.06 6 63 6.2 | 375 | 40 20 79 22 | 200 | 104 6.3 49 11100
M409.0063.A27.45.06 6 63 6.2 | 375 | 40 22 79 27 | 2715 | 124 7.0 49 11100
M409.0080.A27.45.07 7 80 6.2 | 475 | 50 22 96 27 | 215 | 124 7.0 59 9800
M409.0100.A32.45.08 8 100 | 6.2 | 475 | 50 30 116 | 32 | 325 | 144 8.0 80 8800

M409.0125.A40.45.10 10 | 125 | 62 | 605 | 63 56 141 | 40 | 35.0 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 | 62 | 60.5 | 63 135 | 216 | 40 | 420 | 257 | 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
MOTEIFEBVEHLELTEI L, MmM3IREC
Further sizes upon request Dimensions in mm

ap=62mm OMIIL rx=0.8mm-1 > — kTEAEETT,

ap = 6,2 mm can be reached with rx = 0,8 mm

12 030.3511.T10P @ EAE(T bIL MBI 3.5 NmIZAD £75,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FiwEbaa

Spare Parts
JZx—RX=Z) NELOF al FLOZXL VT
Face Mill Allen Wrench Clamping Screw TORX PLUS® Wrench
M409.0040.A16.45.04 SW6,0 DIN911 | 030.3511.T10P T10PL
M409...A22.. SW8,0 DIN911 | 030.3511.T10P T10PL
M409....A27.../..A40.45.14 SW10,0 DIN 911 | 030.3511.T10P T10PL
M409.0100.A32.45.08 SW12,0 DIN911 | 030.3511.T10P T10PL
M409.0125.A40.45.10 030.3511.T10P T10PL
M409...A60... SW14,0 DIN911 | 030.3511.T10P T10PL

N20



BT ITIINIE=) Ty~
Tangential Milling

(ph HORN i)

Jr—23) M409

Face Mill RERHE

with through coolant supply

F 5 Cutting edge @ 40-250 mm

i
I i
O || oo
g -=}8|8
!
=ABFN-Tav
Picture = right hand cutting version
B z Ds a, h, h d,
Part number
M409.0040.A16.60.05 5 40 1.7 32.5 35 16.0
M409.0050.A22.60.07 I 50 7.7 37.5 40 19.5
M409.0063.A22.60.08 8 63 1.7 37.5 40 19.5
M409.0063.A27.60.08 8 63 1.7 37.5 40 195
M409.0080.A27.60.10 10 80 1.7 47.5 50 22.0
M409.0100.A32.60.12 12 100 1.7 47.5 50 22.0
M409.0125.A40.60.16 16 125 1.7 60.5 63 56.0
M409.0160.A40.60.20 20 160 1.7 60.5 63 90.0
M409.0200.A60.60.24 24 200 1.7 60.5 63 135.0
M409.0250.A60.60.30 30 250 1.7 60.5 63 150.0

DT AEIFEBNEHELIZT 0,
Further sizes upon request
ap=7.7mm OMIIL rx=0.8 mm-1 >t — ~TEAETT,

ap = 7,7 mm can be reached with rx = 0,8 mm

12 030.3511.T10P @ EHH(T bIL 7 MBIE 3.5 NmIZAED £75,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

F{im B

Spare Parts
Jr—2Z3)L KL FLORL T
Face Mill Clamping Screw TORX PLUS® Wrench
M409...05/...16 030.3511.T10P T10PL
M409...A22... 030.3511.T10P T10PL
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

A —h

Indexable Insert

2147 409
Type

JOXEwF

narrow pitch

b C d

n

K max

50 16 8.4 5.6 33 13900
63 22 104 6.3 41 12500
73 22 104 6.3 49 11100
75 27 12.4 7.0 49 11100
92 27 124 7.0 49 9800
112 32 144 8.0 59 8800
137 40 16.4 9.0 89 7900
172 40 16.4 9.0 110 6900
212 60 25.7 14.0 130 6200
262 60 25.7 14.0 160 5500
mmz&52

Dimensions in mm

NELUF
Allen Wrench

SW8,0 DIN 911
SW12,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911
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RITIIOVIVE=) Ty A—
Tangential Milling (pi HORN i)

Jr—23) M409

Face Mill RERHE

with through coolant supply

F R Cutting edge @ 40-250 mm
A=k
h2 Indexable Insert
24147 409
Type
d—XREvTF
=EBFEN—Vay wide pitch
Picture = right hand cutting version
B Ds a, h, h d, d, d, b C dy n_.
Part number
M409.0040.A16.60.04 40 77 325 35 17 52 16 8.4 5.6 33 13900
M409.0050.A22.60.05 50 77 37.5 40 20 62 22 10.4 6.3 41 12500
M409.0063.A22.60.06 63 1.7 37.5 40 20 75 22 10.4 6.3 49 11100
M409.0063.A27.60.06 63 1.7 37.5 40 22 75 27 124 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 77 47.5 50 30 112 32 14.4 8.0 80 8800
M409.0125.A40.60.10 125 77 60.5 63 56 137 40 16.4 9.0 89 7900
M409.0160.A40.60.14 160 1.7 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 1.7 60.5 63 150 262 60 25.7 14.0 160 5500
MOTEFEBENEHLELTZIT L, MmmM3IREC
Further sizes upon request Dimensions in mm
ap=7.7mm OMIIL rx=0.8mm-1 > — ~TEAETT,
ap = 7,7 mm can be reached with rx = 0,8 mm
4L 030.3511.T10P D#E AT ML BIF 3.5 NmIZR D £9,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.
Fimsam
Spare Parts
Jr—23) NABLVF elbs FLOZLOF
Face Mill Allen Wrench Clamping Screw | TORX PLUS® Wrench
M409.0040.A16.60.04 SW6,0 DIN911 | 030.3511.T10P T10PL
M409...A22... SW8,0 DIN 911 10.25.912 T10PL
M409.0063.A27.60.06 SW8,0 DIN911 | 030.3511.T10P T10PL
M409....07/...14 SW10,0 DIN 911 | 030.3511.T10P T10PL
M409.0100.A32.60.08 SW12,0 DIN911 | 030.3511.T10P T10PL
M409.0125.A40.60.10 030.3511.T10P T10PL
M409...A60... SW14,0 DIN 911 | 030.3511.T10P T10PL

N22



BTN E=) TRy E—
Tangential Milling (I]h HORN I]h)

STIIVESI M409 3
Shell End Mill PR

with through coolant supply

F 5 Cutting edge @ 40-63 mm
A=
Indexable Insert
hz
C 247 409
Type
D = = (x| 4
=) 3 T 90|
] 1 — [_';t 2 a
| &
| L
L h i
=EBBFN—-Cay
Picture = right hand cutting version
B Z | Z, | Ds a, h, h dy d, L, b C | d, n..
Part number
M409.0040.A16.W.10 10 2 40 43.2 64.5 65 16.0 16 53.4 8.4 5.6 39 13900
M409.0050.A22.W.15 15 3 50 43.2 64.5 65 19.5 22 49.0 10.4 6.3 49 12500
M409.0063.A27.W.20 20 4 63 43.2 64.5 65 21.5 27 48.8 12.4 7.0 62 11100
DT EIFEBNEHETEI L, mmzR50
Further sizes upon request Dimensions in mm

42 L 030.3511.T10P D3 ER( ML 7 Bld 3.5 NmIc A D E T,
Torque specification of the screw 030.3511.T10P = 3,5 Nm.

FfiasBam

Spare Parts
STIIIVFRIIL [l FLOZL VT
Shell End Mill Clamping Screw | TORX PLUS® Wrench
M409... 030.3511.T10P T10PL
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BT INE=) T hyR—

Tangential Milling

(ph HORN i)

TARAIEH Yy H—
Disc Milling Cutter

X = HABFN—T3>

Picture = right hand cutting version

Bt

Part number

M409.0100.32.S.14
M409.0100.32.5.18
M409.0125.40.S.14
M409.0125.40.5.18

Cutting edge @

-
Z | 2, | Ds
10| 5 | 100
10 | 5 | 100
12| 6 | 125
12| 6 | 125

HOTEFBBVWEDETIZT L,

Further sizes upon request

12 030.3511.T10P O3 E#H{T

Torque specification of the screw 030.3

Fimahom
Spare Parts

FARIEN Y H—
Disc Milling Cutter
M409...

N24

I\Jl{ﬁTEtzt&

Nm
511.T10P = 3,5 Nm

fat

tmax d2
26.0 | 32
260 | 32
345 | 40
345 | 40
[eEANO RS- 8
FLOZL VT

M409

1L409.093.U.08
R409.093.U.08
R409.093.U.08

100-125 mm

144
18.4
14.4
18.4

Clamping Screw | TORX PLUS® Wrench
T10PL

030.3511.T10P

14
18
14
18

8800
8800
7900
7900

Fa

N

.

A —h

Indexable Insert

2147 409
Type

EBF1T—
right hand insert

5x R409.093.U.08

5x R409.093.U.08
6x R409.093...
6x R409.093...

EBFE -
left hand insert

5x 1.409.093.U.08
5x 1.409.093.U.08
6x L409.093...
6x 1L.409.093...
mmikag

Dimensions in mm



BT ITIINIE=) Ty~
Tangential Milling (I]h HORN ["D

14—k 409 4 ™

Indexable Insert

BATIDAAES Depth of cut up to 9.3 mm
BRAI-UYTS vy
h for Milling shank
247 M409
i Type

o
@
Y
40—F—A1>Y—h
with 4 usable cutting edges
Py % " g ¢ 2 g 2
Part number o2
22|22
R/L409.093.U.04 9.3 52 0.4
R/L409.093.U.08 9.3 52 0.8
R/L409.093.U.12 9.3 5.2 12
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 12

A EES /onstock A4BBRE [ 4weeks x BRIVEDEIET LY/ upon request
@ HEEE / recommended
0 55 HESE / alternative recommendation
- FEHELE / not suitable
/>—h [ uncoated grades
I O—7r>7/f / coated grades
Bl O/ —X Wk /[ brazed/Cermet

R/ILIGZERBF/ AFziEaL &7, e 1E
State R or L version Carbide grades
mm3Reo

Dimensions in mm
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tIHISRAF
Cutting Data

(ph HORN i)

RO 4 »ﬁCT«L;& étﬂﬁlﬁ@g@ﬁﬁfgyctiﬁﬁéo RE
or cutting speeds vc and medium thi

WA

Material

N26

Sl

Carbon steel

ax
Alloyed steel

[Sl=rwi]
high alloyed steel
(>5%)

5

Cast steel

27> Rl

Stainless steel

129 Ak

Grey cast iron

BROIR B ENTHER
Spheroidal graphite
cast iron

FIEREE K

Malleable cast iron

TIZZOLESE
Al-alloys

BET7II U LEE

Al-cast-alloy

b=y

Kupfer-Legierungen
Copper-alloys

M#EEE (Fe)

Heat resistant alloy (Fe)

Mza % (Ni, Co)

Heat resistant alloy (Ni, Co)

0.2% C
0.4% C
0.6% C
s
annealed
AN
quenched
e

annealed

Fe®

unalloyed
a%
alloyed

RILToHA AR
751 bR

martensitic, ferritic

FT—RTFTA1 LR

austenitic

fE&5RT7

low tensile strength
(5B

high tensile strength
T NR
ferritic

N=Z1 r&R
perlitic

Jro0 MR
ferritic

N=F1 &
perlitic
FERIIBE S

not heat treatable

BB E S

heat treatable

FERIR S &

not heat treatable

2RSS

heat treatable

IEBNIBE S

not heat treatable

HNIEES
heat treatable
BESAA
annealed
BEA S
hardened
e
annealed
JEA SR

hardened

ckness

1o DTN 7L B h
nr%:)?cgcutaﬂngfga r%té]sob)fglgfatirqng cutting programm »HCT«.

UL YIEERE TENAYID K TES
3l Cutting speed medium thickness of chip
Hardness v, (m/min) h,, (mm)
Brinell
(HB) AS4B
140 240
180 210 0.14
200 160
180 150
280 120 o
350 70
200 70 0.1
180 180
0.1
220 120
200 130 0.09
180 120 0.08
180 100
0.16
250 90
160 120
0.13
250 60
125 100
0.13
225 120
30-80
80-120
80
100
90
100
200 80 0.09
275 -
250 40 0.09
350 -



F7oave I1 HORN il
Additional Equipment (I] |] )

D28VL (pirHorn i)

— ——— =
F7aveE Additional Equipment
SR RS AN— - Torque Screw Driver
CRLY RS N—FEY — | - Device for setting the required torque
S JL—R - Blades
Py REISN—HILRILA — - Universal Bitholder
-TAYRIILEY bRILA — - Universal Bitholder with T-handle

01



FTarm
Additional Equipment

(ph HORN i)

DO41VL

D041VL
0.4-1 Nm

D15VL
1-5Nm

(phiHoRN pil)

D 28 VL
2-TNm

el ———— 1 (lioen i)

ED 28 VL

WRARZ-1/\—/for
D041VL / D15VL / D28VL

02

BREBEBRTT A ATLAGI LIRS N—

- MLOREZZEEARE

- MLOEIFET AL AICKRR

ABIERNFRICE D, EBICERNTEENDIV/INT M
BiETY,

BRENILIMBICEIET D EHER TITEL IR >TVET,
(B EN ISO 6798, BSEN 26789, ASME B107.14.M.)
(F8FE: £ 6 %)

Torque screw driver with scale

- variable torque setting

- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal when
set torque is reached.

(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)

(Precision: = 6 %)

FILD R 51 N—DFAE Y —ILEinstellwerkzeug
N R EgEREOE/ILO0—X 77—k

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



F7avm

Additional Equipment

(ph HORN i)

— —

DT6PK
DT7PK
DT8PK
DTIPK
DT10PK
DT15PK
DT20PK
DT25PK

WA R Z-1/\—/for
D041VL / D15VL / D28VL

— —

DT6K
DT8K
DT15K

WHRRZ1/\—/for
D041VL /D15VL / D28VL

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

BARZA/\N—/for
D041VL / D15VL / D28VL

DSW50K
DSW60K

WA R ZA/N—/for
D515Q

Plus

FLOZL Y FRLRAXRBRIL—F
TJL—R:@8REBEIVOL-NFTL-F) TT V48,
BEAN. JOLXvF
Wiha 7O0L7 L — RIFERAROEEZEERL £7,
FHFDOH T —I— R o
T8k - Wiha b JILZ R4 NN—/\> RILE DEAEHE T,
LD ZRE &L IZHE

Blade for TORX-Plus’ screws

Blade: High quality Chrome-Vanadium steel, through
ardened, chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code dark green

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

rLOZLYFRLA7L—F

JL—R I 8RB7OL-NFCOL-FYTT U,
BEAN. ZO0LXvF
Wiha 2 OLT L —RISERABRDEEEZRIEL 9,
FHFDOHS—I— R o

Tk Wiha kLT RSAN—/\> RILE DEAEHE T,
RUEOHERE ML T ICHIE

Blade for Torx screws

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

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

NANRNGRLLARBRIL—F
JL—R I 8REIZOL-NFIZIL-F)TT VM.
BAN. 7O0LXyF
Wiha 2O LT7 L —RISEBABOEEEZRIEL £9,
5?\@7]3—3— I\\\I:llzllilo
Tk Wiha b JLZ RS N—/\> RILE DEAEHE T
R UMOHERE ~IL T ICHIE

Blade for allen screws

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

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

03



AT ala
Additional quinpment (I]h HORN I]h)

—— _ﬂ C6.3 L E6.3(1/4") Ew FHIAZN—HILFILS—
—— TJL—R I EREIVOL-NFIPI LT TT VM.
BEAN, 0L XvF

D14ZB 2—TF ZF LR

W R Z A /N—/for R . ML LYFICEBME MILT TORLUHED
D041VL/D15VL/ D28VL

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.

A=l rILOLOTF

-MLOREZEEORE

-MILVEIRT o AT LTICERR

ABIERNBRICED. FERICENTREN DOV NT b
BIBETdo REMIIBICENET B EHERTTSLDI(C
BoTWET,

(ELZ#E: EN ISO 6798, BSEN26789. ASME B107.14.M.)
(fBE: £ 6 %)

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

D5 15QL The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal when
5-15Nm set torque is reached.

(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: = 6 %)

FLOLYVFOREEY—-I
N>R g sREo/ILO—-—X 77—~

-

ED515QL

Device for setting the required torque.

%@ﬁﬁ rFZAN=/ Handle: Celluloseacetat with micro structured surface
SgISQL Blade: Octogonal (8 flats) blade, hardened galvanized

04



AT ala
Additional quljinpment (I]h HORN I]h)

FLOZRLYF R LAXRKRIL—FR

TL—R 88 70L-NFT2OL-F)TF V.
JBEAN. 7O0LXyF
Wiha 70 LT L — RIFBRABEOBEEZRIEL £,
FROHS—O— R

T8k - Wiha b L RSANN—=/\> R)L DfEAEHHE T,
RUHDZRE &L IZHIE

DT15PQ

DT20PQ

DT25PQ
DT27PQ Plus Blade for TORX-Plus’ screws

Blade: High quality Chrome-Vanadium steel, through
DT30PQ hardened, chrome plated.
N .= . Wiha Chrome Blade guarantees maximum precison.
E?SEE T/N=/for Colored code dark green
Utilization:  Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

i

T ITT i,

(i

C6.3 X E6.3(1/4") Eyw FARAZN—=HILKRILSE—
o o e
JFEAN. 704 XyF

2)—=T 27V R

D14ZBQ AR MLOLYFICKBHEE SO TORLHD
WA R Z A /N—/for
D515QL

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.

C6.3 LTV E6.3(1/4") BDTN\YRILEY b RILS —
TJL—R  @8RB70O0L-NF20L-FYTT U

BEAN. 0L X
2)—T i 2FVL 2R

A - v FRENYRIL
Blade: High quality Chrome-Vanadium steel, through
hardened,

chrome plated.
Collar: Stainless steel

14ZQK Utilization:  For controlled opening
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