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CBepxTBepable pexyLwue
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Anma3s n Kyonuyecknm HUTpug 6opa

Ultra Hard Cutting Materials
Diamond and Cubic Boron Nitride
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(ph HORN i)

HoBsble kaTtanorn HORN - Macwtabbl Balieil Npou3sBoAUTENLHOCTM.

Hawm uHCTpymMeHTbl mpefnaralT Bam Bce, OT OTAENbHbIX AeTaned OO CEepUMHOro NMpPOU3BOACTBA, Kak Ans
CTaHZdapTHbIX, TaK 1 Ans crneumanbHbIX MPUMEHEHUN,

BbICTPbIE, SKOHOMUYHbBIE W BbICOKOKAYECTBEHHBIE PELLEHNS.

Tenepb Mbl 4OGABWNY B HALLW HOBbIE KaTarory MUp Hallei 06paboTku pe3aHueM CTaHAapTHBLIMM MHCTPYMEHTaMMU.

- O6paboTka kaHaBOK

- Cuctema Supermini n Mini ans menkopasmepHoin 06paboTku
- MogynbHas ocHacTka

- CBepxTBep/ble pexyLive MaTepuanb!

- ®pesepHble CUCTEMBI

- CBeprieHvie 1 pa3BepTbiBaH1e OTBEPCTWIA

- TBepaocnnasHble KOHLUEBble hpesbl

- TokapHasi o6paboTka ¢ Boehlerit

- ®peseposaHue ¢ Boehlerit

B kaxxgom katanore knaccudukaums no pabounm onepauysiv B 3aBUCUMOCTY OT TMa NpoAyKuun obrnerant Bam
ornepaTuBHbIA NOUCK U3AENUI, ONUCAHHbLIX B COOTBETCTBUM C 3aka3oM. [pu BbIGope MHAMBUAYaTbHBIX NapaMeTpoB
pe3aHusi B MOMOLLb MPUBOASTCS MHOTOMMCHEHHbIE Tabnuubl C MPOBEPEHHBIMU Ha MPaKTVKe SMMMPUYECKUMM
3HAYEHUSMK.

R /N S (74

Lothar Horn Markus Horn Matthias Rommel
ynpaensioLLmin ANPEKTop ynpaensioLLmin ANPeKTop ynpaensioLLmin ANPeKTop
Paul Horn GmbH Paul Horn GmbH Paul Horn GmbH

New catalogues from HORN - benchmarks for productivity

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

- Grooving

- Supermini & Mini Internal Machining
- Modular Holder Systems

- Ultra Hard Cutting Materials

- Milling Systems

- Drilling / Reaming

- Solid Carbide Mills

- Milling Catalogue Boehlerit

- Turning Catalogue Boehlerit

In each catalogue, the breakdown into the type of cutting process makes it easier for you to quickly find the products
described. When choosing the individual cutting parameters, you will find numerous tables with proven empirical
values.
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Lothar Horn Markus Horn Matthias Rommel
Managing Director Managing Director Managing Director
Paul Horn GmbH Paul Horn GmbH Paul Horn GmbH
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Cucrtema ISO
System ISO B

Cucrtema Supermini®
System Supermini®

Cuctema Mini
System Mini

Cuctema DTM D
System DTM

Cuctema DA32
System DA32

Cucrtema DS
System DS

B MoHokpuctannuyeckum anmas
Monocrystalline Diamond

Honyqel-wle nonnpoBaHHbIX HOBerHOCTeﬁ

TOKapHou obpaboTkoun
High polish turning

MonyyeHue nonMpoBaHHbIX NOBEPXHOCTEMN

¢pe3epHon ob6paboTKkOMn
High polish milling

Cucrtema Supermini®
System Supermini®

Cuctema Mini
System Mini

Cucrtema 229
System 229

Cucrtema 315
System 315

D TexHuyeckue pekomeHaauunu, oonosiHuTesibHbIe

KoMnnekrtyrwuwue
Technical Instructions, Additional equipment



OnpeaeneHne BbLICOKOMPOYHbIX PEXYLUMX Cﬁh HORN uh)
MaTepuanoB

Moa TEepMMHOM «BbICOKOMPOYHbIE peXyliMe MaTepuanbl» OMpeaensioTcs Bce pexylume
mMaTtepuanbl, KOTOpble Ha LUKane TBepAOCTU HAxXOAATCS Bbllle TBepAblX CMraBoB, KEPMETOB U
MeTannopexyLien kepamvku. B npegenax gaHHOro onpegeneHunst pasnuyatoT Ase rpynnbl:

AnmasHble pexyliue matepuanbl
CnnaBbi CBN

AnmasHble pexywme MaTepuanbl MOXHO pasdenuTb Ha [OBE OCHOBHblE Tpynmnbl, MOHO- W
NnonuKpuUcTanmnuyeckne, npu 3TOM  TMNONUKPUCTaNNMYeckue, B CBOK  O4Yepedb, Takke
noapasnenstTcs Ha ABe noarpynnbl.

MoHokpucTannuyeckue anvasbl WUCNONb3YTCA B 00Mactm UHUWHOW M CynepgUHULLHON
o6paboTkn. OCHOBHOE MPEMMYLLECTBO — YIyYLIEHHOE Ka4yeCTBO MOBEPXHOCTU W BbiCOYanLlas
reomeTpuyeckasi TOYHOCTb KOMMOHEHTOB. Bonblwon o6beM CTPYyXKM umeeT BTOPOCTENEHHOEe
3Ha4veHue.

Monukpuctannuyeckne anmasHble pexywue matepuansl, PCD n CVD-D otnuuaiotcs, B
nepByto odepeab, METOAOM NPOM3BOACTBA U KOHCTPYKLMEN.

PCD onucbiBaeT rpynny pexyLimMx Matepuanos, B KOTOPOW anMasbl CriekatTcs B BUAE 3epHa B
mMeTannuyeckor  MaTpuue. Kaxpgoe oTaenbHoe 3epHO camo no cebe  aBnsieTcs
MOHOKpUCTannMyeckmm. 3a cYeT BapvaLumn pasmepoB 3epeH MonyyatoT pasfnyHbie CBOWCTBA.

CVD-D (xumuyeckoe ocaxpeHue U3 napoBou pasbl) MPpon3BOAAT M3 raszoBon asbl. [ocnegHas
OykBa «D» o03HayaeT TOMCTYyH MMEeHKY, O0ecneymBaloLLyl0 pasrpaHUYeHne C KnacCU4eckum
anmasHbIM MOKpbITMEeM. ToncTas nneHka npeacTaBnseT cobon Crov pexyliero marepuana
TonwmHon 0,3-1 MM, MpyvnavBaeMbli K TBEPLAOCMHNABHOM HeCyllen nnactuHe Ansa ganbHenwen
0bpaboTku.

CnnaBbl CBN (kybudecknin HuTpug 6Gopa) BBMAY cCOCTaBa UMEKT pasHble cBoncTBa. OHuU
KOHpUrypupytoTca ans KOHKPETHOro crnyyas npuMeHeHns.)

< BbicokonpoyHble pexyLume matepuarnsl
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Definition ultra hard cutting materials Cﬁh HORN [il1)

The term ultra hard cutting materials describes all cutting materials that are classified above
carbides, cermets and cutting ceramics on the hardness scale. Within this definition, it is possible to
differentiate between two groups:

Diamond cutting materials
PCBN substrates

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

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

Polycrystalline diamond cutting materials, PCD and CVD-D differ primarily in terms of how they are
manufactured and their structure.

PCD describes a cutting material group in which the diamonds are sintered as grains in a metal
matrix. Each individual grain is itself monocrystalline. Different properties are produced due to the
variation of the grains.

CVD-D (chemical vapour deposition) is deposited from the gas phase. The suffix "D" stands for
thick film and is used to differentiate it from conventional diamond coating. Thick film describes the
thickness (0.3 - 1 mm) of the cutting material that is soldered to the carbide toolholder for further
processing.

PCBN (polycrystalline cubic boron nitride) substrates have different properties due to their composition.
These are configured specifically for the application

ultra hard cutting materials
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NMpnMmeHeHUe BbICOKOMPOUHbIX PEeXYLUMX

mMaTepuaroB (ﬁl’l HORN [il1)

Application of ultra hard cutting materials

I'IpaanbHoe nNPUMEHEHNE WMEET pellallee 3HadvYeHne AOna onTtumaribHOro mcnosib3oBaHUA
©onbLoro noTeHuMana pexywmx mMartepuarnosn CBN wn anmasHbix pexywmnx matepuanoB Ha
npon3BoACTBeE.

Bbicokad TBepOOCTb anMasa B ero pasfuyHbIX npegnaraemblx dopmax, Takux kak PCD, MKD,
CVD-D wnu HaTypanbHbi anmas, 1u nofyYeHHasi B UTore ocTpoTta pesaHusa TpebyloT nogxoda K
COOTBETCTBYKOLWEN 3adadvye No ob6paboTke pe3aHMeM, HEeCKONbKO OTNMYAKLErocs OT OObIYHbIX
pexyLImnx MaTepuarnos.

Bblcokasi TEpMOCTOMKOCTb B COYETaHMM C BbICOKOW TBEPLOCTbIO, BTOPOW MO BENMYMHE MOChe
anvasa, genaet CBN (nonukpuctannuyecknin kybuvecknii HATpUA 6opa) naeanbHbIM PEXYLLMM
Martepuanom nans obpaboTkn 3akaneHHbiX cTanen. PasnunyHble ocHoBbl CBN oTnmuatotes
COCTaBOM W WUTOrOBbIMW MEXAHUKO-XMMUYECKMMU CBOMCTBaMU. MOMMMO pe3aHusi 3akarneHHbIX
ctanen (45-70 HRC), aTa rpynna pexyLwux maTepuarnoB OTIIMYHO NOAXOANUT ANst 00paboTkM NnUTbIX
MaTepuaroB 1 cneynanbHbIX CraBoB, C KOTOPbIMU HE CNPaBASOTCA TBEPAbIE CNaBbl U pexyLuas
Kepamuka.

Pa3nunyHble BbLICOKOMPOYHbIE peXyLiMe maTtepuanbl MO CBOEMY XMMUYECKOMY COCTaBy WIu
KOHCTPYKLMN ONTUMU3NPOBaHbI A5t BbINONIHEHWUS pa3nnyHbIX 3agay. MoaToMy npaBunbHbIA BbIGOp
copTa B COYETaHMM C MOAXOAsLLEeN reoMeTpuen pexyLimx KPOMOK MMEET nepBocTeneHHoe
3HayeHue.

PekoMeHayeMble napamMeTpbl pe3aHusi SiBMSIOTCA KIOYEBbIMU OaHHBbIMU, B npedenax KoTopbiX
MOXeT OblTb OOCTUIHYT 3KOHOMUYECKMI pe3ynbTaT W/unu CTpyKkonomanue. B niwobom cnyyae
HeobXxoaMMO aganTupoBaTb NapaMeTpbl k 00LLel cCUTyauum pesaHus.

,D,J'IFI OOCTMXEeHNA Haunyydwmnx pes3ynbTaToB HeobOxoOMMO cneauTb 3a BCEM OKpy>XarLinm
NPOCTPaAHCTBOM CTaHKa U obecrneumBaTb MaKCUMarbHO BO3MOXHbIN YPOBEHb CTabMMNBbHOCTM.
KOHCprKLI,I/IFl CTaHKa, HanpaBndawLwmnx, WNUHOENEeNn U 3aXUMHbIX CUCTEM [ONS 3aroTOBOK W
MHCTPYMEHTOB OKa3blBaeT pellakLllee BrinaHne Ha pe3ynbTar.

Choosing the right application is crucial when it comes to maximising the huge potential of PCBN and diamond
cutting materials in manufacturing.

The high level of hardness of diamond in its various forms such as PCD, MCD, CVD-D or natural diamond and the
resulting cutting edge sharpness may mean that a different approach to the one taken with conventional cutting materials
may be required depending on the machining task in question.

Its high heat resistance combined with the high level of hardness, which is second only to diamond, makes PCBN
(polycrystalline cubic boron nitride) the ideal cutting material for machining hardened steels. The different PCBN
substrates vary in terms of their composition and the resulting mechanical and chemical properties. In addition to the
machining of hardened steels (45-70 HRC), this cutting material group is also highly suited to the machining of cast
materials and special alloys — an application where carbides and cutting ceramics often reach their limits.

The composition and/or structure of the various ultra-hard cutting materials are optimised for different tasks. Therefore, it
is extremely important that the right type of cutting material in combination with the right cutting geometry is selected.

The recommended cutting parameters are the key data that enable an efficient result and/or chip break to be achieved.
In each case, it is necessary to adapt the parameters to the machining situation as a whole.

In order to achieve the best results possible, the entire machine environment must be taken into account and brought to
the highest level of stability possible. The structure of the machine, guides, spindles and the clamping systems for the
workpiece and tools play a key role with respect to the result.



He Bce PCD oanHakoBble
Not all PCD is the same (ﬁh HORN I]h)

PCD saBnsetca KOMMO3WUTHbIM pPeXyLuM MaTtepuanom. ArnmMasHble 3epHa, Kaxpgoe U3
KOTOPbIX MOHOKpUCTaNM4yeckoe, CrnekartTca BMECTe B MeTanmy4eckon matpuue, obbi4HO
B KobanbTe. B npouecce cnekaHuMs NPOUCXOAUT MEXKPUCTaNUTHbIA POCT 3epeH, npu
KOTOPOM OTAEnNbHble 3epHa B OrpaHWYEeHHOW CTeMneHW cpacTalTCs BMeECTe W, Takum
o6pa3oM, MOMNOXUTENbHO  BAUSAKOT Ha  W3HOCOCTOMKOCTb  NpU  Mocnegylowem
NCNoSIb30BaHUMN.

MOMMUMO TEexXHONOrMM CrnekaHus, pasmep M KavyeCcTBO MCMOMb3YyeMOro 3epHa SABMASKTCH
nokasaTtenem usHococTonkocTn. OTcloga BbIBOOUTCS TEOPETUYECKUA MPUHUKM  «YeM
Oonblle 3epHO, TEM fy4lle YCTOMYMBOCTb K WUCTUPaHWUO». TemM He MeHee, OT 3TOoro
cTpagaeT [OOCTWXKMMOE KavyeCTBO pexylleh KpPOMKM, 3a3yOpeHHOCTb W OCTpoTa,
He3aBMCMMO OT TEXHOSOMMU MPOM3BOACTBA, UCMONb3YEMON ANS U3rOTOBNEHUSA pexyLuen
Kpomku. [lpoueHTHaa obbemHasi Aons MeTannMyeckon asbl CXBaTbiBaHUS Takke
yBEnMYMBaeTCs N OKasblBaeT HEraTMBHOE BINSHUE.

BbicokonpounssoantensHbli matepuan PCD HORN coctouT ns getansHo npopaboTaHHON
CMecCKn anMasHbiX 3epeH pasnuyHbiX pasmepoB. ObbemMHasa Jons anMasa yBenvynBaeTcs
BMECTe C aKTMBHOW TBEPAOCTbI0, BA3KOCTbIO U KayecTBOM pes3kn. CTporve crtaHgapThbl
KayecTBa W MX KOHTPOMb ABMSATCA camo cobon pasymetrowmmcs m obecneymsaroT
MaKkcuMarbHyH Npon3BOANTENBHOCTb.

PCD is a compound cutting material. Diamond grains, each one of a monocrystalline nature, are sintered to
each other in a metal matrix, generally cobalt. During the sintering process, the grains grow within the
crystals and the individual grains grow together to a limited extent, thereby affecting the wear properties
during subse-quent use.

In addition to the sintering technology, the size and quality of the grains used are an indicator of wear resi-
stance. It is possible to derive the following theoretical principle: "the larger the grain, the better the abrasion
resistance". However, this compromises the cutting edge quality, chipping and sharpness that can be achie-
ved, irrespective of the manufacturing technology used to produce the cutting edges. The percentage
volume fraction of the metallic binding phase also increases and has a negative effect.

HORN high-performance PCD is comprised of a sophisticated mixture of different diamond grain sizes. The
volume fraction of diamond increases, as do effective hardness, toughness and cutting quality. It goes
without saying that strict quality standards are observed and monitored and ensure maximum performance.



CVD-D, makcumanbHas TBepAoOCTb (ﬁh HORN |]|D

CVD-D, maximum strength

Mo nsHococTtomkoctTn CVD-D 3HaunTenbHo npesocxogut PCD. MNpuynHon ToMy aBndeTcs
OTCYTCTBME MeTannuyeckon ¢asbl cxBaTbiBaHUA W, Kak cneacteue, nodytn 100-
NpoLeHTHoe cofepxaHue anmasoB. OTAenbHble MOHOKpUCTaNIMYeckne anvasHbole 3epHa
OTOENsATCa OT rasa W cpacTtalTca Opyr ¢ Apyrom, obpasysi CrfoWHON MNOMIMMEPHbINA
anmasHbIn Crowu.

70T npouecc HanoMnHaeT aliMa3Hoe MNMOKpbITUE TBEPOOCIJIaBHbIX MHCTPYMEHTOB, OHAKO
TaM TOJlWKHa CIoAa COCTaBliA€T BCEro HECKOJIbKO MKM U TMO3TOMY CTUpaEeTCA nocre
OTHOCUTEJIbHO KOPOTKOro nepmnoga ncnosib3oBaHuA.

MoMMUMO MaKkcumarnbHOW TBEpAOCTU, Ha MNPOLIECC pPe3aHus MOMOXUTENbHO BIUAIT U
apyrme npeuvmMyllectea anmasa. CneuvanbHas TennonpoBoAHOCTb oGecnevmBaeT
xonogHoe pesaHuve. HUskuin KoaULMEHT TPEHUA M HU3KaA CKMOHHOCTb K aaresvu
HaOeXxHo npenoTBpallaoT obpasoBaHMe HapocToB. [axe Kputudeckme gedopMmpyemble
anoMUHVEBbIe CNnaBbl MOTYT ObITb HAAEXHO 06paboTaHbl 6e3 ncnonsb3oBaHns COX.

JlazepHaa TexHonorMsi HesamMeHMMa Mpu U3roTOBMEHUM pexywmx kpomok B CVD-D.
Bbicokoe KayecTBO pe3aHns M TOYHas reoMeTpum pexyLllen KpoMku Obinn 6bl NpocTo
HEBO3MOXHbl ©e3 3Ton TexHonornu. [oCTKuMble KadecTBa MOBEPXHOCTU B OCHOBHOM
nyduwe, 4em Yy pexywmx Kpomok, wusrotosrieHHblx u3 PCD. Tonbko dusnyeckn
o0ycrnoBneHHbli, 6Gonee HU3KMA NOPOr paspylleHMs HECKONbKO  OorpaHvymBaeT
NpUMeHeHNe.

B npuHuMne, AOCTWXUMBIN CPOK CRYXObl WMHCTPYMEHTA, B 3aBUCMMOCTU OT obnactu
NPYMEHEHNS, B ABa-TPU pa3a npeBbiaeT cpok cnyxbel PCD.

The wear resistance of CVD-D significantly exceeds that of PCD. The reason for this is that it does not have
a metallic binding chamfer and the fact that it has a resulting diamond component of almost 100 per cent.
Individual, monocrystalline diamond grains are deposited from gas and grow together so that they cannot be
separated to form a solid, polymeric diamond layer.

The process is similar to the diamond coating of carbide tools but the layer thickness is just a few um thick
and is therefore worn away after a relatively short time in use.

In addition to maximum hardness, other positive properties of diamond also benefit the machining process.
Its special heat conductivity ensures cool cutting. The low coefficient of friction and a low adhesive tendency
re-liably prevent build-up edges from forming. Reliable machining processes can be performed even with
critical aluminium wrought alloys without using cooling lubricant.

Laser technology is indispensable when it comes to manufacturing CVD-D cutting edges. It would simply
be impossible to achieve the high cutting quality and apply chip shape geometries without this technology.
The surface qualities that can be achieved are significantly better than those of cutting edges produced from
PCD. Only its lower fracture toughness, which is due to its physical properties, limits the use of the material to
some extent.

The achievable tool life is double or several times that of tools manufactured from PCD.



3D cTtpyxkonom HORN (ﬁh HORN i)
HORN 3D chip breaker

O603Havenme 3D cTpyxkonom HORN MepedHnit - CeoiicTea
yron
HE CTaHgapTHas 25 30° 'eomeTpus Ans 06paboTkv 0TBEPCTUNA
obpabotka Pekomenpauys: [iuameTp otBepcTus Ha 50% Gonblue AuameTpa MHCTPYMeHTa
yncToBas OT cBepxuncToBOil A0 CpefHelt o6paboTki, abCOmOTHO OCTpas pexyluas Kpomka,
HS o6paboTka YrnoBasi BCTaBka 25-30° MONOXWTENbHBIA  CPE3, MUHUMAmNbHOE [aBfeHne pesaHus Ans  MakcuMarnbHO
B MnMrpaHHbIX KOMMOHEHTOB.
HN CcTaHaapTHas/ 15.- 250 Obwas pesaHne, ycTon4mBas, 0CTPas pexyLLas kpomka, Ans 60nbLunx rmyouH
yncToBas 0bpabotka pe3aHus 1 nofaum
SRR OT CcBepXx4MCTOBOI [0 cpeaHeit 0bpaboTku, abcomoTHO OcTpas pexyluas Kpomka,
G.HS 25-30° MONMOXMUTENbHbIA  CPE3, MUHUManbHOE [aBfeHne pes3aHus AN MakcuMarnbHO
obpatorka Bea pexyulas (OMNUrPaHHbIX KOMMOHEHTOB.
GHN cTaHaapTHas/ ROOMKE e O6LLas pesaHue, yCTOIUMBAS, OCTPas PeXyLLas KpOMKa, Ans BOMbLNX Fy6UH
: ymcToBas obpabotka pesaHnst v nopaymn
I —— OT cBEpXx4MCTOBON A0 cpeaHeit 06paboTku, abcomioTHO ocTpasi pexyLias Kpomka,
F.HS 25 - 30° NOMOXMTENbHBIA  CPE3, MUHAMANbHOE [AaBMEHWE pesaHus Ans  MakcMMarbHO
obpatotka (PUIMrpaHHBIX KOMMOHEHTOB.
Bcs noBepxHoCTb
FHN cTaHaapTHas/ 15 250 ObLwuas pesaHue, ycTonumBas, 0cTpas pexyLuyas kpomka, Ans 6onbumx rmybuH
: yucToBasi 06paboTka pesaHus 1 nogaun
4ncToBas 5
W.HS oBpaboTka . 25-30 2 - 4-x kpaTHas nogaya, cM. cTpaHuLy D5
/ ['eometpus Wiper
CcTaHaapTHas e iy
W.HN T 15-25 2 - 4-x kpaTHas nogaya, cM. cTpaHuuy D5
Specification ~ HORN 3D chip breaker Chipangle  Properties
. Geometry for machining of bors,
bl? L2017 ey Recommendation: Bore diameter 50% greater than tool diameter
HS finishing Edge tipped 25 30° Fine to medium mgchlnlng, absolute sharp cutting edge, positive cut, lowest cutting
force on most fragile components
normal/ o Medium machining for all purpose, strongest cutting edge, for high depth of cut and
HN . 15-25
roughing feed rates
G.HS finishing PCD alonglthe 25..30° Fine to medium mgchmmg, absolute sharp cutting edge, positive cut, lowest cutting
whole cutting force on most fragile components
normal/ edge of the solid . Medium machining for all purpose, strongest cutting edge, for high depth of cut and
G.HN . rbide insert 15-25
roughing carbide Insef feed rates
FHS finishing 25..30° Fine to medium mgchlnlng, absolute sharp cutting edge, positive cut, lowest cutting
. force on most fragile components
ull face
normal/ o Medium machining for all purpose, strongest cutting edge, for high depth of cut and
F.HN . 15-25
roughing feed rates
W.HS finishing 25-30° 2 - 4 times higher feed rate, see page D5
Wiper Geometries
normal/ o : f
W.HN ) 15- 25 2 - 4 times higher feed rate, see page D5
roughing

Mpu ncnonb3oBaHum pexylmux nnactuH ¢ 3D ctpyxkonomom HORN Heo6xoaumo cobniogaTtb
cnepytoulee:

- BbiOpaB CcOOTBETCTBYIOLWYH T[NyOUHY pe3aHus M KOMOMHALUMIO nogayun, MOXHO OnpenenvTb
onTyMasibHy0 POPMY CTPYXKKU A1 KOHTPONMPYEMOro CTPYKKONTOMaHMsI.

- Mpwn BHyTpeHHen oB6paboTKe credyeT MCMOMb30BaTh TOMbKO HEUTPanbHbIe AepXaBKu (NepegHui yron
0°). B wuyacTtHocTM, npu reomeTpum HS HebnaronpusTHble YyCroBMS 3auenneHus MOryT MNpuBecTn K
MEeXaHW4YeCKOW Neperpyske pexyLLen KpoOMKM 13-3a reoMeTpnyeckor hopMbl CTPYKKOOMa.

- ins yrnoBbIX NPOTOYeK, rAe OAHOBPEMEHHO UCMONb3YITCH 06€e pexyLLme KPOMKM NNacTuHbI,
3anpeLuaeTcs ncnonb3oBaTb CTPyXkorom HS. briarogaps reoMeTpmnyecKkomn KOHCTPYKLUMK, obecneynsatoLLen
MUHUManbHYO ryObuHYy pe3aHus, MOXeT NPOUCXOAUTL CKOMMEHUE CTPYXKU W1, KaK CNEeACTBUE, MexaHnveckas
neperpyska 1 nosiomka pexyLuen KPOMKN.

When using inserts with HORN 3D chip breaker please observe the following:

= Find the right combination of depth of cut and feed rate in order to obtain perfect chip control.

= When turning internal, you should use only neutral tool holder (radial angle of the insert 0°). In particular with the chip breaker HS in
some cases it can come to a mechanical overstress of the cutting edge because of the design of the chip breaker.

= For relief grooves and undercuts, where both of the cutting edges are in cut at the same time, you should not use HS. The reason is
in the geometrical design of the chip breaker for lowest depth of cuts. Chips may build up, this can lead to mechanical overstress and
breakage of the cutting edge.



Pexyuwme nnactuHbl ISO
ISO Inserts Cﬁh aloli I]h)

Pexywumn matepuan B COYeTaHUM C reOMeTpUen pexyLuen KpOMKU — KoY K ycnexy

CVD-D u PCD siBnsitotcs nepBbiM BbIGOPOM MpY pe3aHun antoMUHUEBBLIX U MarHMeBbIX CMiaBoB, APYrMX
LIBETHbIX METasoB, BCEX MMacTUKOBLIX KOMMO3UTOB M abpasuBHbLIX CrieuuarnbHbiX MaTepuarnoB, Takux kak
TBEpAbli crnae, NpeaBapuUTesibHO U OKOHYaTESNbHO CrieYeHHbIX.

B coueTtanun c reomeTtpuen pexywen kpomkn HORN .HF, .HN n .HS, skoHoMMYeckasi CTOMKOCTb arnmMasHbIX
PEXYLLMX KPOMOK KOMOMHUPYETCS A11S CO3A4aHUsA ONTUMarbHOW CUCTEMbI PEe3aHus.

OTa paspaboTka OTKpbiBaeT HOBble 06racT MPUMEHEHMST U yrydlwaeT HageXHOCTb TEXHOMOrM4yeckoro
npowecca, CKOPOCTb W TOYHOCTb pes3aHus antoMUHWEBBLIX OedOopMUpyeMbiX CrnriaBoB, CYLLECTBEHHO
noBbIlLAasi TEM CaMbIM SKOHOMMUYECKYIO 3(PEKTUBHOCTL NPOU3BOACTBA. [laxe ecnu KpuTepuem CMEeHbI
WHCTPYMeHTa sBnseTcs obpa3oBaHMe 3ayCeHLUeB, 3a CHET OCTPbIX PexyLiMX KpPOMOK reomeTtpun .HS
CTOMKOCTb yBenuumeaeTcs B 2,5 - 4 pasa.

MpumevaHus:

YkasaHHas B kaTtanore pgnuHa |1 daBnsetcs [eWCTBUTENbHOW OJSIMHOW TEOMETPUM pexyLluerd KPOMKW.
OnucaHve pasnuyHbIX anmMasHbIX pexyLUMx MaTepuarnoB cM. Ha cTp. D6, gaHHble pe3aHus cm. Ha cTp. A50-
A51.

Feometpus .HN F'eometpus .HS Feometpus .HF
Geometry Geometry Geometry

YyepHoBas obpaboTka yncrtoBasa obpaboTka o6paboTka oTBepcTUM
roughing finishing bore machining

Cutting material in conjunction with chip shape geometry, the key to success

CVD-D and PCD are the materials of choice for machining aluminium and magnesium alloys, other non-ferrous metals, all plastic
composite materials and abrasive special materials, such as carbides, both pre-sintered and final-sintered.

The economical tool lives of diamond cutting edges are combined with the .HF, .HN and .HS HORN chip shape geometries to form an
optimum cutting system.

This development opens up additional areas of application and improves the machining of aluminium wrought alloys with respect to
process reliability, speed and precision, thereby significantly increasing manufacturing efficiency. Even when burr formation is the main
criteria for changing a tool, the sharp cutting edges of the .HS geometry enable the tool life to be increased by between 2.5 and 4 times.

Notes:
The length |, specified in the catalogue is the effective length of the chip shape geometry. The description of the different diamond cutting
materials can be found on page D6 for cutting data please see pages A50-A51.



Monukpuctannuyeckuin anmas (ﬁh HORN [il1)

Polycrystalline Diamond

Cuctema/System CtpaHuua/Page
1SO A2
Supermini® Ab52
Mini AG2
DTM A82
DA32 A88

DS A96

Al



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

lMnactuHa
Insert

CCGT/CCGW/

CPGT/CPGW/

DCGT/DCGWI/

RCGT/RCGW/ CTtpaHuual/Page
RPGT/RPGW/ AB-A20
SCGT/SCGW/

TCGT/TCGW/VBGT/
VBGW/NVCGT/NCGW

CTtpaHuual/Page
A21-A26

CrtpaHuua/Page
A27-A30

CtpaHuual/Page
A31-A36

CTtpaHuual/Page
A37-Ad4

CT1paHuual/Page
A45-A49

A2



Pexywme nnactuHbl ISO
ISO Inserts

(ph HORN ph)

1ISO

NMnactuHbl ¢ CVD-D n PCD
BCTaBKamMm

¢ 3D cTpyXKonomom
HORN

[lepxaBkn CMOTpUTE B HALLEM
kaTtanore Boehlerit

CVD-D and PCD tipped

with HORN 3D geometries

For Holders please see our
catalogue Boehlerit
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Pexywue nnactuHsbl ISO Cﬁh HORN |]|D

ISO Inserts
1 2 & 4 5
ISO o603Ha4eHne C C G T 09
ISO-Designation-Code
1 ®Popma 2 3apgHun yron 4 Twvn nnacTuHbl
Shape Clearance Insert type
P r—1 rﬂ .
. A .
@ e ST 6 ]
80° - |
N T
L A B ;
90° / 85 / / 82° / 200\ Bl 2 i P
S T vV W N R E E
90° 60° 35° 30| = O
. e T
M K o E w | Wiy S
86° 55° 80° Sond
X on _er
Special
[OnnHa pexywen KpomMmku/pasmep
3 Knacc ToyHOCTH 5 nNacTUHLI

Tolerance grade Length of cutting edge/insert size

<& <&
© ©
© Y J v /v Il
Q )
U“— c D B/ .
©
v k) |

-@

»

4—»
m S d*
A +0,005 +0,025 +0,025 S / / @A/
E +0,025 +0,025 +0,025
b ’ bl P I _
F +0,005 +0,025 +0,013 =
G +0,025 +0,013 +0,025 IC "d" cMOTpM onncanue 3akasa
H +0.013 +0.025 +0.013 IC "d" see order description
J +0,005 +0,025 +0,05-0,15 Ecnu menbLue 10 To ucnonsayetcs 0 (Hanpumep:
K +0,013 +0,025 +0,05-0,15 9,525 mm = 09)
L +0.025 +0.025 +0.05-0.15 If less than 10 use 0 in first place (Example: 9,525 mm = 09)
M +0,08-0,20 | +0,05-0,13 +0,05-0,15
N +0,08-0,20 +0,025 +0,05-0,15
U +0,13-0,38 +0,13 +0,08-0,25
[onyck B MM

Tolerance in mm

* TOYHbIV JOMYCK OnpefensieTcs pa3mepom nracTuHbl
* Exact tolerance is determinded by size of insert
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Pexyuwme nnactuHbl ISO

ISO Inserts

(ph HORN i)

9 10 11

TS| O8] N| G HN| HoOs

6 TonwuHa B MM
Thickness in mm

S
01 1,59
T1 1,98
EART M T
03 3,18
T3 3,97
04 4,76
05 5,56
06 6,35

Ecnv meHblie 10 1o
ncnonbayetcs 0 (Hanpumep:
3,18 mm = 03)

If less than 10 use 0 in first place
(Example: 3,18 mm = 03)

9 Twn BCcTaBKMU

Tipping type

bes Yrnosas BCTaBka

without Edge tipped

= Bcsa pexyluas kpomka
Full face

G Bcs noBepxHOCTb
Whole cutting edge

W "eomeTtpus Wiper

Wiper Geometries

11 Pex(yu.wle MaTepuasbl
Cutting materials

MD10 | MCD / McD
HD08 | CVD-D/cvb-D
PDO02

PD70 | PCC/PcD
PD75

[eTtanbHoe onucaHue cM. cTpanuupsl D6
Details see page D6

7 KoHdwurypaums yrna g HanpasneHue nogauu
Corner configuration Feed direction
Paguyc
Radius
00 ®opma yrna
Sharp corner
01 | 0,1mm
02 0,2mm -
04 0,4 mm A v
08 08mm I,
12 1,2 mm N
16 1,6 mm
00 Kpyrnas nnactuHa (gtoiim.)
Round insert (inch)
Mo  Kpyrnas nnactuHa (meTp.)
Round insert (metr.)

10 CTtpyxkonom
Chipbreaker

HN HORN 3D-reomeTpusi, OT CpeaHel 40 YepHOBOI 06paboTkM
HORN 3D Geometry, medium up to roughing

HORN 3D-reomeTpus, ynctoBasi obpaboTtka, Marnbin
HS | ap Ans TOHKOCTEHHbIX AeTanen
HORN 3D Geometry, finishing, low a for fragile parts

HO MepegHui yron 0°
Version neutral 0° Chip angle

H6 MepenHui yron 6°

Version positive-neutral 6° Chip angle

[eTanbHoe onncaHue cM. cTpaHuubl A50-A51
Details see page A50-A51

YHMBepcaanoe oTBepcTue noa BUHT
Universal screw counterbore

Bce nnactuHel HORN crangapta ISO moryT 6bITb
yCTaHoBMneHbl B nobble gepxaBku crangapta [SO,
Gnarogapsi yHMBepcasnibHOMY MWCMOSTHEHWIO OTBEPCTUS
noJ, BUHT.

HORN ISO Inserts can be clamped in all standard holder systems
thanks to the special screw counterbore design.
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHon BcTaskoii, ¢ 3D cTpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type

O6o3HayeHue d d, s I, r ® | ©

Part number 8 B
HDO08 / PD70 I o

CCGTO060201N.HS 6,350 2,8 2,38 25127 0,1 A A
CCGT060202N.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGTO060202N.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGT060204N.HN 6,350 2,8 2,38 25/3,0 0,4 A A
CCGT060204N.HS 6,350 2,8 2,38 25/3,0 0,4 A A
CCGT060208N.HN 6,350 2,8 2,38 2,5/3,0 0,8 A A
CCGT060208N.HS 6,350 2,8 2,38 25/3,0 0,8 A | A
CCGTO09T301N.HS 9,525 4.4 3,97 4,0/3,5 0,1 A A
CCGTO09T302N.HN 9,525 4.4 3,97 4,0/3,5 0,2 A A
CCGTO09T302N.HS 9,625 4.4 3,97 4,0/3,5 0,2 A A
CCGTO09T304N.HN 9,525 4.4 3,97 4,0/3,5 0,4 A A
CCGTO09T304N.HS 9,525 4.4 3,97 4,0/3,5 0,4 A A
CCGTO09T308N.HN 9,525 4.4 3,97 4,0/3,5 0,8 A A
CCGTO09T308N.HS 9,525 4.4 3,97 4,0/3,5 0,8 A A
CCGT120402N.HN 12,700 5.5 4,76 4,0/3,5 0,2 A A
CCGT120402N.HS 12,700 515 4,76 4,0/3,5 0,2 A A
CCGT120404N.HN 12,700 15 4,76 4,0/3,5 0,4 A A
CCGT120404N.HS 12,700 BI5 4,76 4,0/3,5 0,4 A A
CCGT120408N.HN 12,700 585 4,76 4,0/3,5 0,8 A A
CCGT120408N.HS 12,700 58 4,76 4,0/3,5 0,8 A A
CCGT120412N.HN 12,700 15 4,76 4,0/ - 1,2 A
CCGT120412N.HS 12,700 BI5 4,76 4,0/ - 1,2 A

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

Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHol BCTABKOW, UCTMOMTHEHNE «MOSIOXUTENBHO-HENTPArbHOE»
Diamond tipped, Version ,positive-neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type

O603Ha4yeHue d d, s I, r ® | ©

Part number 8 B
HDO08 / PD70 I o

CCGTO060201N.H6 6,350 2,8 2,38 3,0/3,2 0,1 A A
CCGT060202N.H6 6,350 2,8 2,38 3,0/35 0,2 A A
CCGT060204N.H6 6,350 2,8 2,38 3,0/3,5 0,4 A A
CCGT060208N.H6 6,350 2,8 2,38 3,0/3,5 0,8 A A
CCGTO09T301N.H6 9,525 4.4 3,97 4,5/ - 0,1 A
CCGTO09T302N.H6 9,525 4.4 3,97 45/4,0 0,2 A A
CCGTO09T304N.H6 9,525 4,4 3,97 4,5/4,0 0,4 A A
CCGTO09T308N.H6 9,525 4.4 3,97 4,5/4,0 0,8 A A
CCGTO09T312N.H6 9,525 4.4 3,97 45/ - 1,2 A
CCGT120402N.H6 12,700 BI5 4,76 45/4,0 0,2 A A
CCGT120404N.H6 12,700 5,5 4,76 45/4,0 0,4 A A
CCGT120408N.H6 12,700 5 4,76 45/4,0 0,8 A A
CCGT120412N.H6 12,700 15 4,76 4,5/ - 1,2 A

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

Pa3amepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHon Bctaskow, reometpueii Wiper n 3D ctpyxkkonomom HORN
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

Please note the approach
angle! See page D4

O6o3HayeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 T | o

CCGT060202N.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGT060202N.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
CCGT060204N.W.HN 6,350 2,8 2,38 2,5/3,0 0,4 A A
CCGT060204N.W.HS 6,350 2,8 2,38 25/3,0 0,4 A A
CCGTO09T302N.W.HN 9,525 4.4 3,97 4,0/3,5 0,2 A A
CCGTO09T302N.W.HS 9,525 4.4 3,97 4,0/3,5 0,2 A A
CCGTO09T304N.W.HN 9,525 4.4 3,97 4,0/3,5 0,4 A A
CCGTO09T304N.W.HS 9,525 4.4 3,97 4,0/3,5 0,4 A A
CCGT120402N.W.HN 12,700 585 4,76 4,0/ - 0,2 A
CCGT120402N.W.HS 12,700 515 4,76 4,0/ - 0,2 A
CCGT120404N.W.HN 12,700 5.8 4,76 4,0/ - 0,4 A
CCGT120404N.W.HS 12,700 5 4,76 4,0/ - 0,4 A

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

Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHou BcTaBkon, reomeTpus Wiper, MICNoNHeHNe «NOMNoXUTENbHO-
HenTpaneHoe»
Diamond tipped, Wiper geometry, Version ,positive-neutral”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

Please note the approach
angle! See page D4

O6o3HayeHue d d, S I, r o
Part number a
o

CCGT060201N.W.H6 6,350 2,8 2,38 3,0 0,1 A
CCGT060202N.W.H6 6,350 2,8 2,38 3e5) 0,2 A
CCGT060204N.W.H6 6,350 2,8 2,38 B15) 0,4 A
CCGTO09T301N.W.H6 9,525 4.4 3,97 3,7 0,1 A
CCGTO09T302N.W.H6 9,525 4,4 3,97 4,0 0,2 A
CCGTO09T304N.W.H6 9,525 4.4 3,97 4,0 0,4 A
CCGT120402N.W.H6 12,700 515 4,76 4,0 0,2 A
CCGT120404N.W.H6 12,700 55 4,76 4,0 0,4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHou BCTaBKON, LiefnbHasa pexyLias kpoMka ¢ 3D cTpyxkornomom
HORN
Diamond tipped, complete edge with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type

R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHwe.

R = right hand version shown L = left hand version
O6o3HayeHue d d, s I, r o | o
Part number 8 B

o o

CCGT060204L.G.HN 6,350 2,8 2,38 6,4 0,4 A | A
CCGT060204R.G.HN 6,350 2,8 2,38 6,4 0,4 A | A
CCGT060208L.G.HN 6,350 2,8 2,38 6,3 0,8 A | A
CCGT060208R.G.HN 6,350 2,8 2,38 6,3 0,8 A | A
CCGTO09T304L.G.HN 9,525 4,4 3,97 9,6 0,4 A | A
CCGTO09T304R.G.HN 9,625 4,4 3,97 9,6 0,4 A
CCGTO09T308L.G.HN 9,525 4,4 3597 9,5 0,8 A
CCGTO09T308R.G.HN 9,525 4,4 3,97 9,5 0,8 A | A
CCGT120404L.G.HN 12,700 515 4,76 12,8 0,4 A | A
CCGT120404R.G.HN 12,700 58 4,76 12,8 0,4 A A
CCGT120408L.G.HN 12,700 515 4,76 12,7 0,8 A | A
CCGT120408R.G.HN 12,700 55 4,76 12,7 0,8 A A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGT

Insert

C anmasHol BCTaBKOW, LiefNbHas pexyLuas KpoMka, UCMoSHEHNEe
«MNOMNOXUTENBHOEY
Diamond tipped, complete edge, Version ,positive”

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type

R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHve

R = right hand version shown L = left hand version
O6o3HayeHue d d, S I, r o
Part number a

o

CCGT060204L.G.H6 6,350 2,8 2,38 6,4 0,4 A
CCGT060204R.G.H6 6,350 2,8 2,38 6,4 0,4 A
CCGT060208L.G.H6 6,350 2,8 2,38 6,3 0,8 A
CCGT060208R.G.H6 6,350 2,8 2,38 6,3 0,8 A
CCGTO09T308L.G.H6 9,525 4.4 3,97 9,6 0,8 A
CCGT09T308R.G.H6 9,525 4.4 3,97 9,6 0,8 A
CCGTO09T312L.G.H6 9,525 4,4 3,97 9,6 12 A
CCGT09T312R.G.H6 9,525 4.4 3,97 9,6 1,2 A
CCGT120412L.G.H6 12,700 515 4,76 12,6 1,2 A
CCGT120412R.G.H6 12,700 HI5 4,76 12,6 1,2 A

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

Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!

Dimensions in mm Cutting edges must be measured optically!

All



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type

O603Ha4yeHue d d, s I, r 8| e

Part number [alN e
I o

CCGWO060201N.HO 6,350 2,8 2,38 3,0 0,1 A A
CCGW060202N.HO 6,350 2,8 2,38 3,0 0,2 A A
CCGWO060204N.HO 6,350 2,8 2,38 3,0 0,4 A A
CCGW060208N.HO 6,350 2,8 2,38 3,0 0,8 A A
CCGWO09T301N.HO 9,525 4.4 3,97 4.5 0,1 A A
CCGWO09T302N.HO 9,525 4.4 3,97 4,5 0,2 A A
CCGWO09T304N.HO 9,525 4,4 3,97 45 0,4 A A
CCGWO09T308N.HO 9,525 4.4 3,97 4,5 0,8 A A
CCGWO09T312N.HO 9,525 4.4 3,97 45 1,2 A
CCGW120402N.HO 12,700 BI5 4,76 4,5 0,2 A A
CCGW120404N.HO 12,700 5,5 4,76 4,5 0,4 A A
CCGW120408N.HO 12,700 5 4,76 4.5 0,8 A A
CCGW120412N.HO 12,700 15 4,76 4,5 1,2 A

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

Pa3amepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGW

Insert

C anmasHon BcTaskow, reometpus Wiper, NCNONHEHNE KHeNTpanbHoe»
Diamond tipped, Wiper geometry, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

Please note the approach
angle! See page D4

O6o3HayeHue d d, S I, r o
Part number a
o

CCGWO060201N.W.HO 6,350 2,8 2,38 3,2 0,1 A
CCGW060202N.W.HO 6,350 2,8 2,38 3e5) 0,2 A
CCGWO060204N.W.HO 6,350 2,8 2,38 B15) 0,4 A
CCGWO09T301N.W.HO 9,525 4.4 3,97 3,7 0,1 A
CCGWO09T302N.W.HO 9,525 4,4 3,97 4,0 0,2 A
CCGWO09T304N.W.HO 9,525 4.4 3,97 4,0 0,4 A
CCGW120402N.W.HO 12,700 515 4,76 4,0 0,2 A
CCGW120404N.W.HO 12,700 55 4,76 4,0 0,4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A13



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CCGW

Insert

C anmMasHon BCTaBKOW, LieNlbHast pexyLuas KpoMka
Diamond tipped, complete edge

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type

R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHwe.

R = right hand version shown L = left hand version
O603Ha4yeHue d d, s I, r o
Part number B

o

CCGW060204L.G.HO 6,350 2,8 2,38 6,4 0,4 A
CCGW060204R.G.HO 6,350 2,8 2,38 6,4 0,4 A
CCGW060208L.G.HO 6,350 2,8 2,38 6,3 0,8 A
CCGW060208R.G.HO 6,350 2,8 2,38 6,3 0,8 A
CCGWO09T304L.G.HO 925 4,4 3,97 9,6 0,4 A
CCGWO09T304R.G.HO 9,525 4,4 3,97 9,6 0,4 A
CCGWO09T308L.G.HO 9,625 4,4 3,97 95 0,8 A
CCGWO09T308R.G.HO 9,525 4,4 3,97 9,5 0,8 A
CCGWO09T312L.G.HO 9,525 4,4 3,97 9,4 1,2 A
CCGWO09T312R.G.HO 9,625 4.4 3,97 9.4 1,2 A
CCGW120404L.G.HO 12,700 585 4,76 12,8 0,4 A
CCGW120404R.G.HO 12,700 5 4,76 12,8 0,4 A
CCGW120408L.G.HO 12,700 585 4,76 12,7 0,8 A
CCGW120408R.G.HO 12,700 55 4,76 12,7 0,8 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3smepbl ykasaHbl B MM. 3amepATb pexyLne KPOMKU TOSNIbKO ONTUYeCKMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A14



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa CPGT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type
O6o3HayeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 T | o

CPGT060201N.HS 6,350 2,8 2,38 25/- 0,1 A
CPGT060202N.HN 6,350 2,8 2,38 25/3,0 0,2 A A
CPGT060202N.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
CPGT060204N.HN 6,350 2,8 2,38 25/3,0 0,4 A A
CPGT060204N.HS 6,350 2,8 2,38 2,5/3,0 0,4 A A
CPGT060208N.HN 6,350 2,8 2,38 25/- 0,8 A
CPGTO09T301N.HS 9,525 4.4 3,97 4,0/ - 0,1 A
CPGTO09T302N.HN 9,525 4.4 3,97 4,0/3,5 0,2 A A
CPGT09T302N.HS 9,525 4,4 3,97 4,0/3,5 0,2 A A
CPGTO09T304N.HN 9,525 4.4 3,97 4,0/3,5 0,4 A A
CPGT09T304N.HS 9,525 4,4 3,97 4,0/3,5 0,4 A A
CPGT09T308N.HN 9,525 4,4 3,97 4,0/3,5 0,8 A A
CPGT09T308N.HS 9,525 4,4 3,97 - 135 0,8 A
CPGTO09T312N.HN 9,525 4,4 3,97 4,0/ - 1,2 A

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

Pa3smepbl ykasaHbl B MM. 3amepATb pexyLne KPOMKU TOSNIbKO ONTUYeCKMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A15



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa CPGT

Insert

C anmasHom BCTaBKOI71, LenbHasa pexylaa KpoMKa, UCrnosiHeHne
«I'IOJ'IO)KVITeJ'IbHO-HeVITpaJ‘IbHoe»
Diamond tipped, complete edge, Version ,positive-neutral”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number B
o

CPGT060202N.H6 6,35 2,8 2,38 BI5 0,2
CPGT060204N.H6 6,35 2,8 2,38 3 0,4
CPGT060208N.H6 6,35 2,8 2,38 815 0,8

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

Pa3mepbl ykasaHbl B MM. 3amepATb pexyLime KPOMKU TOSNIbKO ONTUYeCcKMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

Al6



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa CPGT

Insert

C anmasHon Bctaskow, reometpueii Wiper n 3D ctpyxkkonomom HORN
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

Please note the approach
angle! See page D4

O6o3HayeHue d d, S I, r o
Part number [a)]
o

CPGT060202N.W.HN 6,350 2,8 2,38 3,0 0,2 A
CPGT060202N.W.HS 6,350 2,8 2,38 3,0 0,2 A
CPGT060204N.W.HN 6,350 2,8 2,38 3,0 0,4 A
CPGT060204N.W.HS 6,350 2,8 2,38 3,0 0,4 A
CPGT09T302N.W.HN 9,525 4.4 3,97 585 0,2 A
CPGTO09T302N.W.HS 9,525 4.4 3,97 315 0,2 A
CPGT09T304N.W.HN 9,525 4,4 3,97 G5 0,4 A
CPGTO09T304N.W.HS 9,525 4.4 3,97 385 0,4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A17



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CPGW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number a
o
CPGWO060202N.HO 6,350 2,8 2,38 &5 0,2 A
CPGWO060204N.HO 6,350 2,8 2,38 3e5) 0,4 A
CPGW060208N.HO 6,350 2,8 2,38 B15) 0,8 A
CPGWO09T302N.HO 9,525 4.4 3,97 4,0 0,2 A
CPGWO09T304N.HO 9,525 4,4 3,97 4,0 0,4 A
CPGWO09T308N.HO 9,525 4.4 3,97 4,0 0,8 A
CPGW120402N.HO 12,700 515 4,76 4,0 0,2 A
CPGW120404N.HO 12,700 55 4,76 4,0 0,4 A
CPGW120408N.HO 12,700 515 4,76 4,0 0,8 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLne KpOMKU TOSNbKO ONTUYeckuM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

Al8



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CPGW

Insert

C anmasHon BcTaBkow, reometpus Wiper, CMONHEHNE «HEWTpanbHoe»
Diamond tipped, Wiper geometry, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

Please note the approach
angle! See page D4

O6o3HayeHue d d, S I, r o
Part number a
o

CPGW060202N.W.HO 6,350 2,8 2,38 &5 0,2 A
CPGWO060204N.W.HO 6,350 2,8 2,38 3e5) 0,4 A
CPGWO09T302N.W.HO 9,525 4.4 3,97 4,0 0,2 A
CPGWO09T304N.W.HO 9,525 4.4 3,97 4,0 0,4 A
CPGW120402N.W.HO 12,700 515 4,76 4,0 0,2 A
CPGW120404N.W.HO 12,700 515 4,76 4,0 0,4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM crocobom!

Dimensions in mm Cutting edges must be measured optically!

A19



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa CPGW

Insert

C anmMasHon BCTaBKOW, LieNlbHast pexyLuas KpoMka
Diamond tipped, complete edge

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type

R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHve

R = right hand version shown L = left hand version
O6o3HayeHue d d, S I, r o
Part number a

o

CPGW060204L.G.HO 6,350 2,8 2,38 6,4 0,4 A
CPGW060204R.G.HO 6,350 2,8 2,38 6,4 0,4 A
CPGW060208L.G.HO 6,350 2,8 2,38 6,3 0,8 A
CPGWO060208R.G.HO 6,350 2,8 2,38 6,3 0,8 A
CPGWO09T308L.G.HO 9,525 4.4 3,97 9,5 0,8 A
CPGWO09T308R.G.HO 9,525 4.4 3,97 9,5 0,8 A
CPGW120408L.G.HO 12,700 5.6 4,76 12,7 0,8 A
CPGW120408R.G.HO 12,700 BI5 4,76 12,7 0,8 A
CPGW120412L.G.HO 12,700 515 4,76 12,6 1,2 A
CPGW120412R.G.HO 12,700 HI5 4,76 12,6 1,2 A
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!

Dimensions in mm Cutting edges must be measured optically!

A20



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa DCGT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 I o

DCGT070201N.HS 6,350 2,8 2,38 2,5/3,0 0,1 A A
DCGT070202N.HN 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGT070202N.HS 6,350 2,8 2,38 2,5/3,0 0,2 A A
DCGT070204N.HN 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGTO070204N.HS 6,350 2,8 2,38 2,5/3,0 0,4 A A
DCGT070208N.HN 6,350 2,8 2,38 2,5/3,0 0,8 A A
DCGTO070208N.HS 6,350 2,8 2,38 25/3,0 0,8 A A
DCGT11T301N.HS 9,525 4,4 3,97 25/3,5 0,1 A A
DCGT11T302N.HN 9,525 4,4 3,97 2,5/3,5 0,2 A A
DCGT11T302N.HS 9,525 4,4 3,97 25/35 0,2 A A
DCGT11T304N.HN 9,525 4,4 3,97 25/3,5 0,4 A A
DCGT11T304N.HS 9,525 4,4 3,97 25/35 0,4 A A
DCGT11T308N.HN 9,525 4,4 3,97 25/3,5 0,8 A A
DCGT11T308N.HS 9,525 4,4 3,97 25/35 0,8 A A
DCGT11T312N.HN 9,525 4.4 3,97 25/35 1,2 A A
DCGT11T312N.HS 9,525 4,4 3,97 25/35 1,2 A A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepaATb pexyLune KPOMKU TOSNbKO ONTUYeckumM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A21



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa DCGT

Insert

C anmasHol BCTABKOW, UCTMOMTHEHNE «MOSIOXUTENBHO-HENTPArbHOE»
Diamond tipped, Version ,positive-neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 T | o
DCGT070201N.H6 6,350 2,8 2,38 BYASES 0,1 A A
DCGT070202N.H6 6,350 2,8 2,38 385 0,2 A A
DCGTO070204N.H6 6,350 2,8 2,38 3385 0,4 A A
DCGT070208N.H6 6,350 2,8 2,38 S/8H 0,8 A A
DCGT11T301N.H6 9,525 4,4 3,97 3/4,0 0,1 A A
DCGT11T302N.H6 9,525 4,4 3,97 3/4,0 0,2 A A
DCGT11T304N.H6 9,525 4.4 3,97 3/4,0 0,4 A A
DCGT11T308N.H6 9,525 4,4 3,97 3/4,0 0,8 A A
DCGT11T312N.H6 9,525 4,4 3,97 3/4,0 1,2 A A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLne KpOMKU TOSNbKO ONTUYeckuM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A22



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa DCGT

Insert

C anmasHon Bctaskow, reometpueii Wiper n 3D ctpyxkkonomom HORN
Diamond tipped, Wiper geometry with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

R = nokasaHo npaBoe UCMOMHeHne L = rieBoe VcrionHeHwe. Please note the approach

R = right hand version shown L = left hand version angle! See page D4
O603Ha4yeHue d d; s I, r 8| e
Part number [alN e

HDO08 / PD70 I | a

DCGT070202L.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A | A
DCGT070202L.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A | A
DCGT070202R.W.HN 6,350 2,8 2,38 2,5/3,0 0,2 A | A
DCGT070202R.W.HS 6,350 2,8 2,38 2,5/3,0 0,2 A | A
DCGTO070204L.W.HN 6,350 2,8 2,38 2,5/3,0 0,4 A | A
DCGT070204L.W.HS 6,350 2,8 2,38 2,5/3,0 0,4 A | A
DCGTO070204R.W.HN 6,350 2,8 2,38 25/3,0 0,4 A | A
DCGTO070204R.W.HS 6,350 2,8 2,38 2,5/3,0 0,4 A | A
DCGT11T302L.W.HN 9,525 4,4 3,97 2,5/3,5 0,2 A | A
DCGT11T302L.W.HS 9,525 4.4 3,97 25/35 0,2 A A
DCGT11T302R.W.HN 9,525 4,4 3,97 25/3,5 0,2 A | A
DCGT11T302R.W.HS 9,525 4.4 3,97 25/35 0,2 A A
DCGT11T304L.W.HN 9,525 4,4 3,97 25/3,5 0,4 A | A
DCGT11T304L.W.HS 9,525 4,4 3,97 25/35 0,4 A | A
DCGT11T304R.W.HN 9,525 4.4 3,97 25/35 0,4 A A
DCGT11T304R.W.HS 9,525 4,4 3,97 25/35 0,4 A | A

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

Pa3amepbl ykasaHbl B MM. 3amepaATb pexyLune KPOMKU TOSNbKO ONTUYeckumM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A23



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa DCGT

Insert

C anmasHou BcTaBkon, reomeTpust Wiper, MICMONMHEHNE «MONOXUTENBHOE»
Diamond tipped, Wiper geometry, Version ,positive”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

R = nokasaHo npaBoe WCrofHeHne L = neBoe WcronHeHue Please note the approach

R = right hand version shown L = left hand version angle! See page D4
O603Ha4yeHue d d, s I, r o
Part number o

o

DCGT070202L.W.H6 6,350 2,8 2,38 &5 0,2 A
DCGT070202R.W.H6 6,350 2,8 2,38 315 0,2 A
DCGTO070204L.W.H6 6,350 2,8 2,38 8.8 0,4 A
DCGT070204R.W.H6 6,350 2,8 2,38 3E3) 0,4 A
DCGT11T302L.W.H6 9,525 4.4 3,97 4,0 0,2 A
DCGT11T302R.W.H6 9,525 4.4 3,97 4,0 0,2 A
DCGT11T304L.W.H6 9,525 4,4 3,97 3,8 0,4 A
DCGT11T304R.W.H6 9,525 4,4 3,97 3,8 0,4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A24



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa DCGW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s l, r ® | ©
Part number 8 B
HDO08 / PD70 T | o
DCGWO070201N.HO 6,350 2,8 2,38 3,0/3,5 0,1 A A
DCGW070202N.HO 6,350 2,8 2,38 3,0/35 0,2 A A
DCGW070204N.HO 6,350 2,8 2,38 3,0/35 0,4 A A
DCGW070208N.HO 6,350 2,8 2,38 3,0/35 0,8 A A
DCGW11T301N.HO 9,525 4,4 3,97 3,0/4,0 0,1 A A
DCGW11T302N.HO 9,525 4,4 3,97 3,0/4,0 0,2 A A
DCGW11T304N.HO 9,525 4.4 3,97 3,0/4,0 0,4 A A
DCGW11T308N.HO 9,525 4,4 3,97 3,0/4,0 0,8 A A
DCGW11T312N.HO 9,525 4,4 3,97 - /40 1,2 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLne KpOMKU TOSNbKO ONTUYeckuM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A25



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa DCGW

Insert

C anmasHon BcTaskow, reometpus Wiper
Diamond tipped, Wiper geometry

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
Cobntogatb
YCTaHOBOYHbIN yron! Cwm.
ctp. D4

R = nokasaHo npaBoe UCMOMHeHne L = neBoe ucrornHeHne Please note the approach

R = right hand version shown L = left hand version angle! See page D4
O603Ha4yeHue d d, s I, r o
Part number o

o

DCGW070202L.W.HO 6,350 2,8 2,38 &5 0,2 A
DCGW070202R.W.HO 6,350 2,8 2,38 315 0,2 A
DCGW070204L.W.HO 6,350 2,8 2,38 &5 0,4 A
DCGW070204R.W.HO 6,350 2,8 2,38 385 0,4 A
DCGW11T301L.W.HO 9,525 4.4 3,97 4,0 0,1 A
DCGW11T301R.W.HO 9,525 4.4 3,97 4,0 0,1 A
DCGW11T302L.W.HO 9,525 4,4 3,97 4,0 0,2 A
DCGW11T302R.W.HO 9,525 4,4 3,97 4,0 0,2 A
DCGW11T304L.W.HO 9,525 4.4 3,97 4,0 0,4 A
DCGW11T304R.W.HO 9,525 4,4 3,97 4,0 0,4 A
A co Cknapa /onstock A4 Hepenn/ 4 weeks x [No 3anpocy / upon request

Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!

Dimensions in mm Cutting edges must be measured optically!

A26



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa RCGT

Insert

C anmasHol BCTaBKON, LienbHasa pexyLuast Kpomka, ¢ 3D cTpykkonomom
HORN
Diamond tipped, full face with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s o
Part number a
o
RCGT0602MO0.F.HN 6 2,8 2,38 A
RCGT0602MO0.F.HS 6 2,8 2,38 A
RCGTO0803MO0.F.HN 8 3,4 3,18 A
RCGT0803MO0.F.HS 8 3.4 3,18 A
RCGT1003MO0.F.HN 10 4.4 3,18 A
RCGT1003MO0.F.HS 10 4.4 3,18 A
RCGT10T3MO.F.HN 10 44 3,97 A
RCGT10T3MO0.F.HS 10 4.4 3,97 A
RCGT1204MO0.F.HN 12 4.4 4,76 A
RCGT1204MO0.F.HS 12 4.4 4,76 A
A co Cknapa /onstock A4 Hepenn/ 4 weeks x [No 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!
Dimensions in mm Cutting edges must be measured optically!

A27



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa RC GW

Insert

C anmMasHon BCTaBKOW, LieNlbHast pexyLuas KpoMka
Diamond tipped, full face

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, 5 o
Part number B
o
RCGW0602M0.F.HO 6 2,8 2,38 A
RCGW0803MO0.F.HO 8 3.4 3,18 A
RCGW1003M0.F.HO 10 4.4 3,18 A
RCGW10T3MO0.F.HO 10 4.4 3,97 A
RCGW1204M0.F.HO 12 4.4 4,76 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!
Dimensions in mm Cutting edges must be measured optically!

A28



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa RPGT

Insert

C anmasHol BCTaBKON, LienbHasa pexyLuast Kpomka, ¢ 3D cTpykkonomom
HORN
Diamond tipped, full face with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s o
Part number a
o
RPGT0802MO0.F.HN 8,0 3,4 2,38 A
RPGT0802MO0.F.HS 8,0 34 2,38 A
RPGT1003MO0.F.HN 10,0 4,4 3,18 A
RPGT1003MO0.F.HS 10,0 4.4 3,18 A
RPGT120400.F.HN 12,7 515 4,76 A
RPGT120400.F.HS 12,7 515 4,76 A
RPGT1204MO0.F.HN 12,0 4.4 4,76 A
RPGT1204M0.F.HS 12,0 4.4 4,76 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A29



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa RPGW

Insert

C anmMasHon BCTaBKOW, LieNlbHast pexyLuas KpoMka
Diamond tipped, full face

ansa aepxasku ISO
for Toolholder ISO

Tun Boehlerit
Type
O603Ha4yeHue d d, S o
Part number B
o
RPGW0802MO0.F.HO 8,0 34 2,38 A
RPGW1003MO0.F.HO 10,0 4.4 3,18 A
RPGW120400.F.HO 12,7 515 4,76 A
RPGW1204MO0.F.HO 12,0 4.4 4,76 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pasmepbl ykasaHbl B MM. 3amepaATb pexyLine KPOMKU TOSNIbKO ONTUYeCKMM crnocobom!
Dimensions in mm Cutting edges must be measured optically!

A30



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number a
o
SCGT09T304N.HN 9,525 4.4 3,97 &5 0,4 A
SCGT09T304N.HS 9,525 4.4 3,97 3e5) 0,4 A
SCGTO09T308N.HN 9,525 4.4 3,97 B15) 0,8 A
SCGTO09T308N.HS 9,525 4.4 3,97 315) 0,8 A
SCGT120404N.HN 12,700 5,5 4,76 35 0,4 A
SCGT120404N.HS 12,700 515 4,76 315 0,4 A
SCGT120408N.HN 12,700 5,5 4,76 G5 0,8 A
SCGT120408N.HS 12,700 55 4,76 315 0,8 A
SCGT120412N.HN 12,700 515 4,76 35 1,2 A
SCGT120412N.HS 12,700 5,5 4,76 315 1,2 A
A co Cknapa /onstock A4 Hepnenu /4 weeks x [No 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. 3amepsaTb pexyLune KPOMKU TOMbKO ONTUYECKUM criocobom!
Dimensions in mm Cutting edges must be measured optically!

A31



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGT

Insert

C anmasHol BCTABKOW, UCTMOMTHEHNE «MOSIOXUTENBHO-HENTPArbHOE»
Diamond tipped, Version ,positive-neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number B
o
SCGT09T304N.H6 9,525 4,4 3,97 4 0,4 A
SCGT09T308N.H6 9,525 4.4 3,97 4 0,8 A
SCGT09T312N.H6 9,525 4,4 3,97 4 1,2 A
SCGT120408N.H6 12,700 HI5) 4,76 4 0,8 A
SCGT120412N.H6 12,700 515 4,76 4 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM criocobom!
Dimensions in mm Cutting edges must be measured optically!

A32



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGT

Insert

C anmasHou BCTaBKON, LiefnbHasa pexyLias kpoMka ¢ 3D cTpyxkornomom
HORN
Diamond tipped, complete edge with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number [a)]
o
SCGT09T304N.G.HN 9,525 4.4 3,97 9,525 0,4 A
SCGT09T308N.G.HN 9,525 4.4 3,97 9,525 0,8 A
SCGT09T312N.G.HN 9,525 4.4 3,97 9,525 1,2 A
SCGT120404N.G.HN 12,700 515 4,76 12,700 0,4 A
SCGT120408N.G.HN 12,700 5.3 4,76 12,700 0,8 A
SCGT120412N.G.HN 12,700 515 4,76 12,700 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM crocobom!
Dimensions in mm Cutting edges must be measured optically!

A33



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGT

Insert

C anmasHom BCTaBKOI71, LenbHasa pexylaa KpoMKa, UCrnosiHeHne
«I'IOJ'IO)KVITeJ'IbHO-HeVITpaJ‘IbHoe»
Diamond tipped, complete edge, Version ,positive-neutral”

ansa aepxasku ISO
for Toolholder ISO

Tun Boehlerit
Type
O6Go3Ha4yeHune d d, s I, r o
Part number B
o
SCGT09T308N.G.H6 9,525 4.4 3,97 9,525 0,8 A
SCGT09T312N.G.H6 9,525 4.4 3,97 9,525 1,2 A
SCGT120408N.G.H6 12,700 515 4,76 12,700 0,8 A
SCGT120412N.G.H6 12,700 515 4,76 12,700 1,2 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pasmepbl ykasaHbl B MM. 3amepaATb pexyLine KPOMKU TOSNIbKO ONTUYeCKMM crnocobom!
Dimensions in mm Cutting edges must be measured optically!

A34



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number a
o
SCGWO09T304N.HO 9,525 4,4 3,97 4 0,4 A
SCGWO09T308N.HO 9,525 4.4 3,97 4 0,8 A
SCGWO09T312N.HO 9,525 4,4 3,97 4 1,2 A
SCGW120404N.HO 12,700 515 4,76 4 0,4 A
SCGW120408N.HO 12,700 B85) 4,76 4 0,8 A
SCGW120412N.HO 12,700 5,5 4,76 4 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM crocobom!
Dimensions in mm Cutting edges must be measured optically!

A35



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa SCGW

Insert

C anmasHol BCTaBKOW, LiefNbHas pexyLuas KpoMka, UCMoSHEHNEe
«HenTpanbHoe»
Diamond tipped, complete edge, Version“neutral”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number [a)]
o
SCGWO09T304N.G.HO 9,525 4.4 3,97 9,525 0,4 A
SCGWO09T308N.G.HO 9,525 4.4 3,97 9,525 0,8 A
SCGWO09T312N.G.HO 9,525 4.4 3,97 9,525 1,2 A
SCGW120404N.G.HO 12,700 515 4,76 12,700 0,4 A
SCGW120408N.G.HO 12,700 5.3 4,76 12,700 0,8 A
SCGW120412N.G.HO 12,700 515 4,76 12,700 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO OMTUYECKUM crocobom!
Dimensions in mm Cutting edges must be measured optically!

A36



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa TCGT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number B
o

TCGT090202N.HN 5,560 2,5 2,38 3,0 0,2 A
TCGT090202N.HS 5,560 2,5 2,38 3,0 0,2 A
TCGT090204N.HN 5,560 2,5 2,38 3,0 0,4 A
TCGT090204N.HS 5,560 2,5 2,38 3,0 0,4 A
TCGT090208N.HN 5,560 2,5 2,38 3,0 0,8 A
TCGT090208N.HS 5,560 2,5 2,38 3,0 0,8 A
TCGT110202N.HN 6,350 2,8 2,38 G5 0,2 A
TCGT110202N.HS 6,350 2,8 2,38 385 0,2 A
TCGT110204N.HN 6,350 2,8 2,38 B15) 0,4 A
TCGT110204N.HS 6,350 2,8 2,38 315 0,4 A
TCGT110208N.HN 6,350 2,8 2,38 &5 0,8 A
TCGT110208N.HS 6,350 2,8 2,38 315 0,8 A
TCGT16T304N.HN 9,525 4.4 3,97 &5 0,4 A
TCGT16T304N.HS 9,525 4.4 3,97 385 0,4 A
TCGT16T308N.HN 9,525 4.4 3,97 B15) 0,8 A
TCGT16T308N.HS 9,525 4.4 3,97 315 0,8 A
TCGT16T312N.HN 9,525 4.4 3,97 35 1,2 A
TCGT16T312N.HS 9,525 4.4 3,97 315 1,2 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KPOMKIU TONbKO ONTUYeckumM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A37



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa TCGT

Insert

C anmasHol BCTABKOW, UCTMOMTHEHNE «MOSIOXUTENBHO-HENTPArbHOE»
Diamond tipped, Version ,positive-neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number [a)]
o
TCGT090202N.H6 5,560 2,5 2,38 &5 0,2 A
TCGT090204N.H6 5,560 2,5 2,38 315 0,4 A
TCGT090208N.H6 5,560 2,5 2,38 &5 0,8 A
TCGT110202N.H6 6,350 2,8 2,38 4,0 0,2 A
TCGT110204N.H6 6,350 2,8 2,38 4,0 0,4 A
TCGT110208N.H6 6,350 2,8 2,38 4,0 0,8 A
TCGT16T304N.H6 9,525 4.4 3,97 4,0 0,4 A
TCGT16T308N.H6 9,525 4.4 3,97 4,0 0,8 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A38



Pexywme nnactuHbl ISO
ISO Inserts Cﬁh aloli I]h)

NMnactuHa TCGT

Insert

C anmasHon BCTaBKoOW, LienibHas pexyLuas Kpomka, ¢ 3D cTpyxkonomom
HORN
Diamond tipped, full face with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

5
i Tun Boehlerit
Type
Lf—-
O603Ha4yeHue d d, s I, r o
Part number B
o
TCGT110202N.F.HN 6,35 2,8 2,38 10,71 0,2 A
TCGT110202N.F.HS 6,35 2,8 2,38 10,71 0,2 A
TCGT110204N.F.HN 6,35 2,8 2,38 10,41 0,4 A
TCGT110204N.F.HS 6,35 2,8 2,38 10,41 0,4 A
TCGT110208N.F.HN 6,35 2,8 2,38 9,83 0,8 A
TCGT110208N.F.HS 6,35 2,8 2,38 9,83 0,8 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. 3amepsATb pexyLune KPOMKU TOMbKO ONTUYECKUM criocobom!
Dimensions in mm Cutting edges must be measured optically!

A39



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa TCGT

Insert

C anmasHou BCTaBKON, LiefnbHasa pexyLias kpoMka ¢ 3D cTpyxkornomom
HORN
Diamond tipped, complete edge with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, I, r o
Part number a
o
TCGT090204N.G.HN 5,560 2,5 9,0 0,4 A
TCGT090208N.G.HN 5,560 2,5 8,4 0,8 A
TCGT110204N.G.HN 6,350 2,8 10,4 0,4 A
TCGT110208N.G.HN 6,350 2,8 9,8 0,8 A
TCGT110212N.G.HN 6,350 2,8 9,2 1,2 A
TCGT16T304N.G.HN 9,525 4,4 15,9 0,4 A
TCGT16T308N.G.HN 9,525 4.4 15,3 0,8 A
TCGT16T312N.G.HN 9,525 4.4 14,7 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A40



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa TCGT

Insert

C anmasHom BCTaBKOI71, LenbHasa pexylaa KpoMKa, UCrnosiHeHne
«I'IOJ'IO)KVITeJ'IbHO-HeVITpaJ‘IbHoe»
Diamond tipped, complete edge, Version ,positive-neutral”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number a
o
TCGT090204N.G.H6 5,560 2,5 2,38 9,0 0,4 A
TCGT090208N.G.H6 5,560 2,5 2,38 8,4 0,8 A
TCGT110204N.G.H6 6,350 2,8 2,38 10,4 0,4 A
TCGT110208N.G.H6 6,350 2,8 2,38 9,8 0,8 A
TCGT110212N.G.H6 6,350 2,8 2,38 9,2 1,2 A
TCGT16T304N.G.H6 9,525 4,4 3,97 15,9 0,4 A
TCGT16T308N.G.H6 9,525 4.4 3,97 15,3 0,8 A
TCGT16T312N.G.H6 9,525 4.4 3,97 14,7 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A1



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa TC GW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number [a)]
o
TCGWO090202N.HO 5,560 2,5 2,38 &5 0,2 A
TCGWO090204N.HO 5,560 2,5 2,38 315 0,4 A
TCGWO090208N.HO 5,560 2,5 2,38 &5 0,8 A
TCGW110202N.HO 6,350 2,8 2,38 4,0 0,2 A
TCGW110204N.HO 6,350 2,8 2,38 4,0 0,4 A
TCGW110208N.HO 6,350 2,8 2,38 4,0 0,8 A
TCGW16T304N.HO 9,525 4.4 3,97 4,0 0,4 A
TCGW16T308N.HO 9,525 4.4 3,97 4,0 0,8 A
TCGW16T312N.HO 9,525 4.4 3,97 4,0 1,2 A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLne KpOMKU TOSNbKO ONTUYeckuM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A42



Pexywue nnactuHbl ISO Cﬁh HORN [il1)

ISO Inserts

NMnactuHa TCGW

Insert

C anmasHon BCTaBKOW, LieNibHas pexyLuas KpoMKa, UCMoSTHEHNe
«HenTpanbHoe»
Diamond tipped, full face, Version ,neutral*

ansa aepxasku ISO
for Toolholder ISO

5
i Tun Boehlerit
Type
L:—-

O603Ha4yeHue d d, s I, r

Part number

TCGW110202N.F.HO 6,35 2,8 2,38 10,71 0,2
TCGW110204N.F.HO 6,35 2,8 2,38 10,41 0,4

TCGW110208N.F.HO 6,35 2,8 2,38 9,83 0,8
A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
PaSMepr YKa3aHbl B MM. 3amepmb pexylmne KPOMKN TOJTbKO ONTUYECKNUM crnocobom!
Dimensions in mm Cutting edges must be measured optically!

> > > PD70

A43




Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa TC GW

Insert

C anmasHol BCTaBKOW, LiefNbHas pexyLuas KpoMka, UCMoSHEHNEe
«HenTpanbHoe»
Diamond tipped, complete edge, Version“neutral”

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number a
o
TCGW090204N.G.HO 5,560 2,5 2,38 9,0 0,4 A
TCGWO090208N.G.HO 5,560 2,5 2,38 8,4 0,8 A
TCGW110204N.G.HO 6,350 2,8 2,38 10,4 0,4 A
TCGW110208N.G.HO 6,350 2,8 2,38 9,8 0,8 A
TCGW110212N.G.HO 6,350 2,8 2,38 9,2 1,2 A
TCGW16T304N.G.HO 9,525 4,4 3,97 15,9 0,4 A
TCGW16T308N.G.HO 9,525 4.4 3,97 15,3 0,8 A
TCGW16T312N.G.HO 9,525 4.4 3,97 14,7 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. 3amepATb pexyLune KpOMKU TOSNbKO ONTUYeckMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A44



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa VB GT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type
O603Ha4yeHue d d, s I, r o
Part number B
o

VBGT110202N.HN 6,350 2,8 2,38 3,2 0,2 A
VBGT110202N.HS 6,350 2,8 2,38 3,2 0,2 A
VBGT110204N.HN 6,350 2,8 2,38 3,2 0,4 A
VBGT110204N.HS 6,350 2,8 2,38 3,2 0,4 A
VBGT110208N.HN 6,350 2,8 2,38 3,2 0,8 A
VBGT110208N.HS 6,350 2,8 2,38 3,2 0,8 A
VBGT160402N.HN 9,525 4.4 4,76 4,0 0,2 A
VBGT160402N.HS 9,525 4.4 4,76 4,0 0,2 A
VBGT160404N.HN 9,525 4.4 4,76 4,0 0,4 A
VBGT160404N.HS 9,525 4.4 4,76 4,0 0,4 A
VBGT160408N.HN 9,525 4.4 4,76 4,0 0,8 A
VBGT160408N.HS 9,525 4.4 4,76 4.0 0,8 A
VBGT160412N.HN 9,525 4.4 4,76 4,0 1,2 A
VBGT160412N.HS 9,525 4.4 4,76 4,0 1,2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3smepbl ykasaHbl B MM. 3amepATb pexyLne KPOMKU TOSNIbKO ONTUYeCKMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A45



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa VBGW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Twun Boehlerit
Type
O6o3HayeHue d d, S I, r o
Part number [a)]
o
VBGW110202N.HO 6,350 2,8 2,38 3,7 0,2 A
VBGW110204N.HO 6,350 2,8 2,38 3,7 0,4 A
VBGW110208N.HO 6,350 2,8 2,38 3,7 0,8 A
VBGW160402N.HO 9,525 4.4 4,76 4,5 0,2 A
VBGW160404N.HO 9,525 4.4 4,76 4.5 0,4 A
VBGW160408N.HO 9,525 4.4 4,76 4,5 0,8 A
VBGW160412N.HO 9,525 4.4 4,76 45 1,2 A
A co Cknapga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. 3amepATb pexyLime KPOMKU TOSNIbKO ONTUYeCKMM cnocobom!
Dimensions in mm Cutting edges must be measured optically!

A46



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa VCGT

Insert

C anmasHon Bctaskoii, ¢ 3D ctpyxkornomom HORN
Diamond tipped, with HORN 3D chip breaker

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type

O6o03Ha4yeHue d d, s I, r © | o
Part number 8 E

HDO08 / PD70 I | o
VCGT070201N.HS 3,970 2,25 2,38 25/3,2 0,1 A A
VCGT070202N.HN 3,970 2,25 2,38 25/3,2 0,2 A | A
VCGT070202N.HS 3,970 2,25 2,38 25/32 0,2 A A
VCGT070204N.HN 3,970 2,25 2,38 25/3,2 0,4 A | A
VCGT070204N.HS 3,970 2,25 2,38 25/3,2 0,4 A A
VCGT070208N.HN 3,970 2,25 2,38 25/- 0,8 A
VCGT070208N.HS 3,970 2,25 2,38 25/- 0,8 A
VCGT110301N.HS 6,350 2,80 3,18 25/3,2 0,1 A A
VCGT110302N.HN 6,350 2,80 3,18 25/3,2 0,2 A | A
VCGT110302N.HS 6,350 2,80 3,18 25/3,2 0,2 A A
VCGT110304N.HN 6,350 2,80 3,18 25/3,2 0,4 A | A
VCGT110304N.HS 6,350 2,80 3,18 25/3,2 0,4 A | A
VCGT110308N.HN 6,350 2,80 3,18 25/3,2 0,8 A A
VCGT110308N.HS 6,350 2,80 3,18 25/3,2 0,8 A | A
VCGT130301N.HS 7,938 3,40 3,18 - 14,0 0,1 A
VCGT130302N.HN 7,938 3,40 3,18 - 14,0 0,2 A
VCGT130302N.HS 7,938 3,40 3,18 - 140 0,2 A
VCGT130304N.HN 7,938 3,40 3,18 - 140 0,4 A
VCGT130304N.HS 7,938 3,40 3,18 - 140 0,4 A
VCGT130308N.HN 7,938 3,40 3,18 - 140 0,8 A
VCGT130308N.HS 7,938 3,40 3,18 - 14,0 0,8 A
VCGT160401N.HS 9,525 4,40 4,76 2,5/4,0 0,1 A | A
VCGT160402N.HN 9,525 4,40 4,76 25/4,0 0,2 A | A
VCGT160402N.HS 9,525 4,40 4,76 25/4,0 0,2 A | A
VCGT160404N.HN 9,525 4,40 4,76 25/4,0 0,4 A A
VCGT160404N.HS 9,525 4,40 4,76 25/4,0 0,4 A | A
VCGT160408N.HN 9,525 4,40 4,76 25/4,0 0,8 A | A
VCGT160408N.HS 9,525 4,40 4,76 25/4,0 0,8 A | A
VCGT160412N.HN 9,525 4,40 4,76 2,5/4,0 1,2 A | A
VCGT160412N.HS 9,525 4,40 4,76 25/4,0 1,2 A A
A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepATb pexyLne KPOMKU TOSNIbKO ONTUYeckMM cnocobom!

Dimensions in mm Cutting edges must be measured optically!

A47



Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnacTtuHa VCGT

Insert

C anmasHol BCTABKOW, UCTMOMTHEHNE «MOSIOXUTENBHO-HENTPArbHOE»
Diamond tipped, Version ,positive-neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 I o

VCGT070201N.H6 3,970 2,25 2,38 - /3,7 0,1 A
VCGT070202N.H6 3,970 2,25 2,38 - 137 0,2 A
VCGT070204N.H6 3,970 2,25 2,38 - /3,7 0,4 A
VCGT110301N.H6 6,350 2,80 3,18 3,0/3,7 0,1 A A
VCGT110302N.H6 6,350 2,80 3,18 3,0/3,7 0,2 A A
VCGT110304N.H6 6,350 2,80 3,18 3,0/3,7 0,4 A A
VCGT110308N.H6 6,350 2,80 3,18 3,0/3,7 0,8 A A
VCGT130301N.H6 7,938 3,40 3,18 - 147 0,1 A
VCGT130302N.H6 7,938 3,40 3,18 - 147 0,2 A
VCGT130304N.H6 7,938 3,40 3,18 - 147 0,4 A
VCGT130308N.H6 7,938 3,40 3,18 - 147 0,8 A
VCGT160401N.H6 9,525 4,40 4,76 3,0/45 0,1 A A
VCGT160402N.H6 9,525 4,40 4,76 3,0/4,5 0,2 A A
VCGT160404N.H6 9,525 4,40 4,76 3,0/45 0,4 A A
VCGT160408N.H6 9,525 4,40 4,76 3,0/45 0,8 A A
VCGT160412N.H6 9,525 4,40 4,76 3,0/4,5 1,2 A A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepaATb pexyLune KPOMKU TOSNbKO ONTUYeckumM cnocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexyuwune nnactunbl ISO
ISO Inserts Cﬁh HORN I]h)

NMnactunHa VC GW

Insert

C anmasHol BCTaBKOW, UCTIONHEHNE KHEWTPANbHOEY
Diamond tipped, Version ,neutral®

ansa aepxasku ISO
for Toolholder ISO

Tvn Boehlerit
Type
O603Ha4yeHue d d, s I, r ® | ©
Part number 8 B
HDO08 / PD70 I o

VCGWO070201N.HO 3,970 2,25 2,38 - /37 0,1 A
VCGWO070202N.HO 3,970 2,25 2,38 - 137 0,2 A
VCGW070204N.HO 3,970 2,25 2,38 - /37 0,4 A
VCGW110301N.HO 6,350 2,80 3,18 3,0/3,7 0,1 A A
VCGW110302N.HO 6,350 2,80 3,18 3,0/3,7 0,2 A A
VCGW110304N.HO 6,350 2,80 3,18 3,0/3,7 0,4 A A
VCGW110308N.HO 6,350 2,80 3,18 3,0/3,7 0,8 A A
VCGW130301N.HO 7,938 3,40 3,18 - 14,5 0,1 A
VCGW130302N.HO 7,938 3,40 3,18 - 145 0,2 A
VCGW130304N.HO 7,938 3,40 3,18 - 145 0,4 A
VCGW130308N.HO 7,938 3,40 3,18 - 145 0,8 A
VCGW160401N.HO 9,525 4,40 4,76 3,0/45 0,1 A A
VCGW160402N.HO 9,525 4,40 4,76 3,0/4,5 0,2 A A
VCGW160404N.HO 9,525 4,40 4,76 3,0/45 0,4 A A
VCGW160408N.HO 9,525 4,40 4,76 3,0/45 0,8 A A
VCGW160412N.HO 9,525 4,40 4,76 3,0/4,5 1,2 A A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

Pa3amepbl ykasaHbl B MM. 3amepaATb pexyLune KPOMKU TOSNbKO ONTUYeckumM cnocobom!

Dimensions in mm Cutting edges must be measured optically!
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Pexumbl pe3saHus Pexyuwme nnactuHsbl ISO
Cutting data I1SO Inserts (ﬁh HORN I]h)

Martepuarn l'eomeTpua CkopocTb pe3aHus v_ (M/Mu1H) PexoMeHayemoe
Material Geometry Cutting speed v_(m/min) OXMaKeHe
min max Recommended Coolant
Al-nedhopmupyembie criasbl AMYTbCUs
Al-wrought alloys HS./.hN 150 4500 Emulsion
Antomuhmesble cnnasbl <12% Si aMynbens
Aluminium alloys up to 12% Si content HS./.HN 100 8500 Emulsion
Antomunmesble cnnasbl 12-20% Si aMynbCns
Aluminium alloys with 12-20% Si content HN/7.HO 80 1500 Emulsion
Martwi HS./ HN 100 4000 amynbous
Magnesium Emulsion
Megb, 6poHaa, naTyHb 6e3 CBUHLA Macro
Copper, Bronze, Brass without lead HF/.HS 90 1600 Qil
Megb OFHC, Bonbthpamosas Meab Macro
OFHC Copper, Tungsten copper H6/ HS 50 800 Qil
LinHk, natyHb (MS58) Macno
Zinc, Brass (MS58) HO/.HS 100 1800 Oil

Hvikenb cepebpsiHbIA, MegHo-

HUKEneBble CrraBbl H6/.HS 80 450 el\élr)r:ﬂ;i(c:)ﬂg
Nickel silver, Copper-nickel-alloys

TutaH, MonnbaeH, nnaTuHa, pUani AMYnbCUs
Titanium, Molybdenum, Platin, Iridium H6 /. HS 40 250 Emulsion
Ipachut BO3MyX
Graphite .HO 50 1000 Air
CneyeHHbIN TBEPAbIi CNNTaB M Kepammka BO3MYyX
Carbide and ceramik, sintered -HO 25 80 Air
[NpeaBapuTENnbHO CeYEHHbI TBEPAbIA

CMfiaB ¥ Kepammka HO 40 100 Bof\ﬁyx
Carbide and ceramik, presintered

CVIHTeTVIKa, apMuUpoBaHHbIe NIacTUKK BO3ayX
Synthetics, Reinforced plastics HE 120 1700 Air
GFK BO30yX
GFRP H6/.HO 100 500 Al
CFK BO3AYX
CFRP .H6 /.HO 80 300 Al
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PeXumbl pe3aHus pexywime nnactuHbl ISO
Cutting data ISO Inserts (ﬁh HORN I]h)

FeomeTpus .HS Feometpus .HN
Geometry Geometry
(bVIHVILUHaﬂ YyepHoBas
finishing roughing
3D crpyxkonomom HORN 3D ctpyxkonomom HORN
PCanmyc Zma HORN 3D chip breaker HORN 3D chip breaker
orner raaius HS HN
M:gr?g van [ny6uHbI pe3aHus Mopava [ny6uHbI pe3anms Nopaya
Depth of cut Feed rate Depth of cut Feed rate
[mm] a [mm] f [MM/06] [mmirev] a, [mm] f [MM/06] [mmirev]
min max min max min max min max
0,1 0,07 0,4 0,01 0,05
. 0,2 0,08 09 0,02 0,1 0,2 22 0,05 0,15
ANOMUHMI Y
nedopmmpyemble 0,4 0,12 14 0,04 0,2 0,4 2,7 0,1 03
Crnasbl
rought aloys 08 018 19 008 04 07 32 02 06
1,2 0,25 24 0,12 0,6 0,9 3,7 0,25 0,9

[Noxanyncra, yunTbiBanTe ap B OTHOLLUEHWM Yria NOAXo4a Oep>KaBKy.
HS / HN =1 cooTBeTCcTBYET 3hPEKTMBHOM ANMHE reomeTpum!

Please consider the a, in relation to the approach angle of the toolholder.
HS / HN =1, is according to the effective length of the geometry!
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PacTtaumBaHune u npo¢punnbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

[MnactuHa

Insert

105
CTtpaHuual/Page
A54-A56

CtpaHuual/Page
A58-A59

CtpaHuua/Page
A60-A61
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PacTaunBaHue u npocdpnnbHoe ToueHue Cﬁh HORN [il1)

Boring and Profiling

Supermini®

NMnactuHbl ¢ CVD-D nu PCD
BCTaBKaMm

¢ 3D ctpyxkonomom HORN

[epxaBkn cmoOTpuTe B HaLIEM
katanore Supermini® & Mini, MnaBa
A

CVD-D and PCD tipped

with HORN 3D geometries

For holder please see our catalog
Supermini® & Mini, Chapter A
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtunHa 105 P

Insert

@ oTBEPCTMSA OT Bore @ from 1,5 mm

CVD BcTaBka

CVD tipped
ONs AepXxaBku

for Toolholder

Tun B105
Type BKT105

H105

HC105

VDI

R = nokasaHo npaBoe ncnomnHeHne
R = right hand version shown
O6o3HayeHue r f a d b I, I t oo D.in e
Part number [a)
I

R105.1001.0.15.H0.C 0,10 1,5 1,3 1,05 59 6 25 0,15 1,5 A
R105.1001.2.15.H0.C 0,10 1,5 1,3 1,05 59 12 30 0,15 1,5 A
R105.1001.0.2.H0.C 0,15 1,4 1,8 1,55 5,9 6 25 0,15 2,0 A
R105.1001.2.2.H0.C 0,15 1,4 1,8 1,55 59 12 30 0,15 2,0 A
R105.1002.1.3.H0.C 0,20 1,4 2,7 2,45 5,9 10 25 0,15 3,0 A
R105.1002.3.3.H0.C 0,20 1,4 2,7 2,45 59 20 35 0,15 3,0 A
R105.1002.1.4.H0.C 0,20 1,9 3,7 8,3 6,4 10 25 0,15 4,0 A
R105.1002.3.4.H0.C 0,20 1,9 3,7 3,35 6,4 20 35 0,15 4,0 A
R105.1002.1.5.H0.C 0,20 2,3 4,7 4,35 7,0 10 25 0,15 5,0 A
R105.1004.1.5.H0.C 0,40 2,3 4,7 4,35 7,0 10 25 0,15 5,0 A
R105.1002.4.5.H0.C 0,20 2,3 4,7 4,35 7,0 25 40 0,15 5,0 A
R105.1004.4.5.H0.C 0,40 23 4,7 4,35 7,0 25 40 0,15 5,0 A

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

NMnacTtuHa 105 A
Insert
o
.'.-\.x'-\. .I"_-__
@ oTBEPCTMSA OT Bore @ from 3 mm ﬁ
L ! 7

PCD BcTaBka

PCD tipped
ONs AepXxaBku

for Toolholder

Tun B105
Type BKT105
H105
HC105
VDI
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O6o3HavyeHue r f a d b I, Iy t oo D.in 0
Part number B
o
R105.1002.1.3.H5.P 0,2 1,4 2,7 2,45 59 10 25 0,15 8 A
R105.1002.3.3.H5.P 0,2 1,4 2,7 2,45 59 20 35 0,15 3 A
R105.1002.1.4.H5.P 0,2 1,9 3,7 3,35 6,4 10 25 0,15 4 A
R105.1002.3.4.H5.P 0,2 1,9 3,7 3,35 6,4 20 35 0,15 4 A
R105.1002.1.5.H5.P 0,2 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1004.1.5.H5.P 0,4 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1002.4.5.H5.P 0,2 2,3 4,7 4,35 7,0 25 40 0,15 5 A
R105.1004.4.5.H5.P 0,4 2,3 4,7 4,35 7,0 25 40 0,15 5 A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

MnacTtunHa 105 P

Insert CO CTPYXKONOMOM

with chip former

@ oTBEPCTMSA OT Bore @ from 4 mm

PCD BcTaBka

PCD tipped
ONs AepXxaBku

for Toolholder

Tun B105
Type BKT105
H105
HC105
VDI
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
OGo3Ha4YeHue r f a d b I, Iy t oo D.in T}
Part number B
o
R105.1002.1.4.HF.P 0,2 1,9 3,7 B35 6,4 10 25 0,15 4 A
R105.1002.3.4.HF.P 0,2 1,9 3,7 3,35 6,4 20 35 0,15 4 A
R105.1002.1.5.HF.P 0,2 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1004.1.5.HF.P 0,4 2,3 4,7 4,35 7,0 10 25 0,15 5 A
R105.1002.4.5.HF.P 0,2 2,3 4,7 4,35 7,0 25 40 0,15 5 A
R105.1004.4.5.HF.P 0,4 2,3 4,7 4,35 7,0 25 40 0,15 5 A

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

NMnacTtuHa 10 5 pe ~
Insert
% N -::%
@ oTBEPCTMSA OT Bore @ from 4 mm
L8 A

PCD BcTaBka

PCD tipped
ONs AepXxaBku

for Toolholder

Tun B105
Type BKT105
H105
HC105
VDI
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O6o3HauyeHne r f a d b I, I b oo D.in ©
Part number a
o
R105.4701.1.4.H5.P 0,15 1,9 3,7 2,85 6,4 10 25 0,6 4 A
R105.4701.3.4.H5.P 0,15 1,9 3,7 2,85 6,4 20 35 0,6 4 A
R105.4701.3.6.H5.P 0,15 8.8 5,7 4,85 7,0 20 35 0,6 6 A
R105.4701.5.6.H5.P 0,15 & 5,7 4,85 7,0 30 45 0,6 6 A

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

Pasmepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

NMnacTtuHa 105

Insert
@ oTBEpCTMS OT Bore @ from 5 mm
[MonHbIn pagnyc Full radius 0,75 mm

CVD BcTaBka

CVD tipped
ONs AepXxaBku

for Toolholder

Tun B105

Type BKT105
H105
HC105
VDI

MonHbIN paguyc

Full radius
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue W r f a d b l, I toox D.in ™
Part number 8
I
R105.VR07.1.5.H0.C. 1,5 0,75 2,3 4,7 34 7 10 25 1 5 A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN [lh)

NMnacTtuHa 105

Insert
@ oTBEpCTMS OT Bore @ from 5 mm
[MonHbIn pagnyc Full radius 0,75 mm

PCD BcTaBka

PCD tipped
ONs AepXxaBku

for Toolholder

Tun B105

Type BKT105
H105
HC105
VDI

MonHbIN paguyc

Full radius
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O6Go3Ha4YeHue w r f a d b l, I t o D.in T}
Part number B
o
R105.VR07.1.5.H5.P 1,5 0,75 2,3 4,7 34 7 10 25 1 5 A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

NMnacTtuHa 105

Insert
@ oTBEpCTMS OT Bore @ from 5 mm
LLinpnHa kaHaBku oo Width of groove up to 1 mm

CVD BcTaBka

CVD tipped
ONs AepXxaBku
|5 for Toolholder
Tun B105
Type BKT105
H105
HC105
VDI
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O603Ha4yeHue w f a d b I, I t oo D.in
Part number
R105.0100.1.5.H0.C 1 2,3 4,7 815 7 10 25 1 5
R105.0100.3.5.H0.C 1 2,3 4.7 S15 7 20 35 1 5)
R105.0100.5.5.H0.C 1 2,3 4,7 3,5 7 30 45 1 5

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue

Boring and Profiling

(ph HORN i)

MnacTuHa
Insert

@ oTBEpCTMS OT Bore @ from

[my6vHa kaHaBku 4o

PCD BcTaBka
PCD tipped

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

O6Go3Ha4yeHune w
Part number

R105.0100.1.5.H5.P 1
R105.0100.3.5.H5.P 1
R105.0100.5.5.H5.P 1

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

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

Depth of groove up to

23
23
23

105

4,7
47
4,7

355
345
3,5

~

10
20
30

ONs AepXxaBku
for Toolholder

Tun B105
Type BKT105
H105
HC105
VDI
I - Do i
[a]
o
25 1 5
35 1 5
45 1 5
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PacTtaumBaHune un npo¢punnbHoOe ToOUYeHUe
Boring and Profiling Cﬁh HORN [lh)

[MnactuHa
Insert

107/108/111/114

|

CTtpaHuual/Page
A64-A75

=

CrtpaHuua/Page
A76-A77

=

CTtpanunual/Page
A78-A79
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

Mini

NnactnHbl ¢ CVD-D n PCD CVD-D and PCD tipped
BCTaBKaMu

with HORN 3D geometries
¢ 3D ctpyxkonomom HORN

For holder please see our catalog

[lepxaBkn CMOTPUTE B HalleMm Supermini® & Mini, Chapter B
kaTanore Supermini® & Mini, maBa
B

AG3



PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 107 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 6,8 mm L‘_/_‘—%
. J

CVD BcTaBka
CVD tipped

ONs AepXxaBku
for Toolholder

Tvn B107
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue S f a r d b D.in ™
Part number 8
I
R107.1002.1.H0.C 8.8 3,7 6,3 0,2 5,2 0,3 6,8
R107.1004.1.H0.C 3,3 3,7 6,3 0,4 5,2 0,3 6,8

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 107 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 6,8 mm L‘_/_‘—%
. J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn B107
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t o D.in T}
Part number B
o
R107.1002.1.H5.P 8.8 3,7 6,3 0,2 5,2 0,3 6,8
R107.1004.1.H5.P 3,3 3,7 6,3 0,4 5,2 0,3 6,8

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

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

AG5



PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 107 Y gr—— R

Insert CO CTPYXKONOMOM
with chip former

@ oTBEPCTUS OT Bore @ from 6,8 mm L‘_/_‘—%
. J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn B107
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t o D.in T}
Part number B
o
R107.1002.1.HF.P 8.8 3,7 6,3 0,2 5,2 0,3 6,8
R107.1004.1.HF.P 3,3 3,7 6,3 0,4 5,2 0,3 6,8

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 108 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 7,8 mm L‘_/_‘—%
. J

CVD BcTaBka
CVD tipped

ONs AepXxaBku
for Toolholder

Tvn B108
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue S f a r d (9 D.i ™
Part number 8
I
R108.1002.H0.C 34 4,65 7,65 0,2 6 0,3 7,8
R108.1004.H0.C 3,4 4,65 7,65 0,4 6 0,3 7,8

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 108 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 7,8 mm L‘_/_‘—%
. J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn B108
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t oo D.i T}
Part number B
o
R108.1002.H5.P 34 4,65 7,65 0,2 6 0,3 7,8
R108.1004.H5.P 3,4 4,65 7,65 0,4 6 0,3 7,8

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling

(ph HORN i)

NMnacTtuHa 108

Insert CO CTPYXKONOMOM
with chip former

@ oTBEPCTMSA OT Bore @ from 7,8 mm

PCD BcTaBka
PCD tipped

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

O6Go3Ha4yeHune s f a r
Part number

R108.1002.HF.P 34 4,65 7,65 0,2
R108.1004.HF.P 3,4 4,65 7,65 0,4

A co Cknapa/onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
Pasmepbl ykasaHbl B MM.
Dimensions in mm

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

G )

\L‘—"—‘—%/

ONs AepXxaBku
for Toolholder

Tvn B108
Type
t D [t}
max min N~
[a]
o
0,3 7,8
0,3 7,8
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 111 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 11 mm L‘_/_‘—%
. J

CVD BcTaBka
CVD tipped

ONs AepXxaBku
for Toolholder

Tvn 125
Type B111
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O603Ha4yeHue S f a r d (. D.i ™
Part number 8
I
R111.1002.H0.C 3,95 6,7 10,7 0,2 8 0,4 11
R111.1004.H0.C 3,95 6,7 10,7 0,4 8 0,4 11

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 111 Y gr—— R

Insert

@ oTBEPCTUS OT Bore @ from 11 mm L‘_/_‘—%
. J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn 125
Type B111
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t oo D.i T}
Part number B
o
R111.1002.H5.P 3,95 6,7 10,7 0,2 8 0,4 11
R111.1004.H5.P 3,95 6,7 10,7 0,4 8 0,4 11

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 111 Y gr—— R

Insert CO CTPYXKONOMOM
with chip former

@ oTBEPCTUS OT Bore @ from 11 mm L‘_/_‘—%
. J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn 125
Type B111
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t oo D.i T}
Part number B
o
R111.1002.HF.P 3,95 6,7 10,7 0,2 8 0,4 11
R111.1004.HF.P 3,95 6,7 10,7 0,4 8 0,4 11

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 114 Y gr—— R

Insert

@ otBEpCTUSA OT Bore @ from 13,8 mm L‘_/_‘—%
N J

CVD BcTaBka
CVD tipped

ONs AepXxaBku
for Toolholder

Tvn B114
Type HC114
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O603Ha4yeHue S f a r d (9 D.n ™
Part number 8
I
R114.1002.H0.C 9.8 8,7 13,2 0,2 9 0,4 13,8
R114.1004.H0.C 583 8,7 13,2 0,4 9 0,4 13,8
R114.1008.H0.C 58 8,7 13,2 0,8 9 0,4 13,8

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling Cﬁh HORN I]h)

MnacTtuHa 114 Y gr—— R

Insert

@ otBEpCTUSA OT Bore @ from 13,8 mm L‘_/_‘—%
N J

PCD BcTaBka
PCD tipped

ONs AepXxaBku
for Toolholder

Tvn B114
Type HC114
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
OGo3Ha4YeHue s f a r d t oo D.n T}
Part number B
o
R114.1002.H5.P 9.8 8,7 13,2 0,2 9 0,4 13,8
R114.1004.H5.P 583 8,7 13,2 0,4 9 0,4 13,8
R114.1008.H5.P 58 8,7 13,2 0,8 9 0,4 13,8

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtauuBaHune un npo¢punbHoe ToUYeHUue
Boring and Profiling

(ph HORN i)

NMnacTtuHa 114

Insert CO CTPYXKONOMOM
with chip former

@ oTBEPCTMSA OT Bore @ from 13,8 mm

PCD BcTaBka
PCD tipped

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

O6Go3Ha4yeHune s f a r
Part number

R114.1002.HF.P 9.8 8,7 13,2 0,2
R114.1004.HF.P 583 8,7 13,2 0,4
R114.1008.HF.P 58 8,7 13,2 0,8

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

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

©

((——

==

ONs AepXxaBku
for Toolholder

Tun B114

Type HC114
tmax Dmln
04 13,8
0,4 13,8
04 13,8

PD75
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O6paboTka kKaHaBOK (BHYTPEHHSISA) Cﬁh HORN [il1)

Grooving (internal)

NMnactunHa 114

Insert
@ oTBEpPCTMSA OT Bore @ from 14 mm
[MonHbIn pagnyc Full radius 1-1,5 mm

CVD BcTaBka

CVD tipped
ONs AepXxaBku

for Toolholder

Tun B114
Type HC114

MonHbIN paguyc

Full radius
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue w S f a r d b D. ™
Part number 8
T
R114.VR20.H0.C 2 9.8 9 13,5 1,0 9 4 14
R114.VR30.H0.C 3 58 9 13,5 1,5 9 4 14

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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O6paboTka KaHaBOK (BHYTPEHHSA)
Grooving (internal)

(ph HORN i)

NMnacTtuHa 114

Insert
@ oTBEpPCTMSA OT Bore @ from 14 mm
[MonHbIn pagnyc Full radius 1-1,5 mm

PCD BcTaBka
PCD tipped

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

O6Go3Ha4yeHune w s f a r
Part number

R114.VR20.H5.P 2 9.8 9 13,5 1,0
R114.VR30.H5.P 3 58 9 13,5 1,5

A co Cknapa /onstock A4 Hepmenu/ 4 weeks x [No 3anpocy / upon request
Pasmepbl ykasaHbl B MM.
Dimensions in mm

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

ONs AepXxaBku
for Toolholder

Tun B114
Type HC114

MonHbIN paguyc

Full radius
t D 0
max min N~
o)
o
4 14
4 14
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O6paboTka kKaHaBOK (BHYTPEHHSISA) Cﬁh HORN [il1)

Grooving (internal)

NMnactunHa 114 s ~
Insert

@ oTBEPCTUS OT Bore @ from 14 mm N

[my6uHa kaHaBKu Depth of groove 4 mm

LLnpuHa kaHaBku Width of groove 1-3 mm \ ) )

CVD BcTaBka

CVD tipped
ONs AepXxaBku

for Toolholder

Tvn B114
Type HC114
R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown
O603Ha4yeHue w S f a d toax D, ™
Part number 8
I
R114.0100.H0.C 1 5.8 9 18 9 4 14
R114.0200.H0.C 2 583 9 185 9 4 14
R114.0300.H0.C 3 9.8 9 18, 9 4 14

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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O6paboTka KaHaBOK (BHYTPEHHSA)
Grooving (internal)

(ph HORN i)

MnacTuHa
Insert

114

@ oTBEpPCTUS OT Bore @ from 14 mm
[my6uHa kaHaBKu Depth of groove 4 mm
LLnpuHa kaHaBku Width of groove 1-3 mm

PCD BcTaBka
PCD tipped

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

O6Go3Ha4yeHune w s f a
Part number

R114.0100.H5.P 1 5.8 9 18
R114.0200.H5.P 2 583 9 185
R114.0300.H5.P 3 9.8 9 18,

A co Cknaga/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

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

©

-

~

\ )

ONs AepXxaBku
for Toolholder

Tun B114
Type HC114
tmax Dmln
4 14
4 14
4 14

PD75
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Pexxumbl pesaHua Supermini®/ Mini hrorN Th
Cutting data Supermini® / Mini Cﬁ o L )

Me:m;:man F%omeTtpMﬂ CKopgcth peaadem v/c (M/mmH) pexoMeHzyemoe
aterial eometry utting speed v, (m/min) oXnaxaeHme
min max Recommended Coolant
Al-nedhopmupyembie criasbl AMYnbCus
Al-wrought alloys HF 150 4500 Emulsion
Antomunmesble cnnasbl <12% Si aMynbCnst
Aluminium alloys up to 12% Si content HF 100 8500 Emulsion
Antomnnmesble cnnasbl 12-20% Si aMynbCns
Aluminium alloys with 12-20% Si content HF 80 1500 Emulsion
Marnui 3MyIbCUs
Magnesium H5 7 HF 100 4000 Emulsion
Megb, 6poHaa, naTyHb 6e3 CBUHLA Macro
Copper, Bronze, Brass without lead H5 1 HF 90 1600 Qil
Megb OFHC, Bonbthpamosas Meab Macro
OFHC Copper, Tungsten copper H5 50 800 Qil
LinHk, natyHb (MS58) Macno
Zinc, Brass (MS58) H5 7 HF 100 1800 Oil
Hvikenb cepebpsiHbIA, MegHo- OMVILCHS
HUKeneBble CnnaBbl H5 80 450 Er)rllulsion
Nickel silver, Copper-nickel-alloys
TutaH, MonnbaeH, nnaTuHa, pUani aMynbChst
Titanium, Molybdenum, Platin, Iridium HO 40 250 Emulsion
Ipachut BO3MyX
Graphite HO 50 1000 Air
CneyeHHbIN TBEPAbIi CNNTaB M Kepammka HO 25 80 BO3MYyX
Carbide and ceramik, sintered ’ Air
[NpeaBapuTENnbHO CeYEHHbI TBEPAbIA
CMfiaB ¥ Kepammka HO 40 100 Bof\ﬁyx
Carbide and ceramik, presintered
CuHTETHKa, apPMUPOBaHHbIE NNACTUKK H5 120 1700 BO3AyX
Synthetics, Reinforced plastics ' Air
GFK BO3AYX
GFRP H5/.HO 100 500 Al
CFK BO3AYX
CFRP H5/.HO 80 300 Al
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Pexxumbl pesaHua Supermini®/ Mini hrorN Th
Cutting data Supermini® / Mini Cﬁ o L )

Ffreometpus .HF
Geometry

PacTtaunBaHue oTBepcTUMN
bore machining

M 3D crpyxkonomom HORN
L HORN 3D chip breaker
Corner radius HE
Man_apman :
] [MMm] Tny6uHa pesarys a [um] Mopava f [Mm/06]
[mm] Depth of cuta [mm] Feed rate f [mm/rev]
min max min max
AITETLTTC 0,2 0,05 1,1 0,05 0,10
AeopMupyemble cnnasbl
Aluminium,
Wrought alloys 04 0,07 1,2 0,06 0,15
0,2 0,05 1,0 0,05 0,10
TNaTyHb 6e3 cBuHLa
Brass without lead 04 0.1 12 0,08 0.15

MNoxanyncTta, yuntbiBanTe ap B OTHOLLEHMWM Yriia Noaxona Aep’KaBKu.
Please consider the a; in relation to the approach angle of the toolholder.

YkasaHHoe 3HayeHue Dy, MOXeT 3aBuceTb OT CBOMCTB MaTepuana.
The specified D, value may be affected by material properties.
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

HacagHas cdpesa
Arbor Mounted Cutter

DTM
CTtpaHuual/Page
A84
MnactuHa
Insert
DTS
CrtpaHuua/Page
A85
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TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

DTM

PCD/CVD
TopueBble hpesbl
Cuctema DTM

TopueBoe dpesepoBaHne
C MWKPOHHOW HacCTPOWKOM
ans ONTUMasbHOro
KayecTBa NoOBEPXHOCTH

PCD/CVD
Face milling tool
System DTM

Face milling with p-precise
adjustment for optimum
surface
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

HacapgHas c¢pesa DTM
Arbor Mounted Cutter ¢ BHyTPEHHIM Noasomom COX
with through coolant supply

@ pexyLuen KpoMKM Cutting edge @ 40-125 mm

HacagHas cpesa no DIN 8030

Arbor mounted cutter as per DIN 8030
Ana nNnacTuHbl

for Insert
Tun DTS
Type
[MokasaHo NpaBoe UcnonHeHne
Picture = right hand cutting version
O6Go3Ha4yeHune VA Ds h d, d, d, l, b © Mo
Part number
DTM.CX09.040.A16.04 4 40 40 18 32 16 31 8,4 5,6 26000
DTM.CX09.050.A22.05 5 50 40 18,5 40 22 26 10,4 6,3 24000
DTM.CX09.063.A22.06 6 63 40 18,5 40 22 26 10,4 6,3 20000
DTM.CX09.080.A27.06 6 80 50 22,0 48 27 33 12,4 7,0 18000
DTM.CX09.100.A32.07 7 100 63 33,0 58 32 48 14,4 8,0 15000
DTM.CX09.125.A40.08 8 125 63 39,0 70 40 46 16,4 9,0 12000
MoMeHT 3aTsKK1 BUHTOB CM. CTp. A87. Pa3mepbl ykaszaHbl B MM.
For torque specifications of the screw, please see page A87. Dimensions in mm
3anacHble YyacTu
Spare Parts
HacapgHas cpesa LecTturpanHbin kntoy | Knroy Tun TORX | BuHT
Arbor Mounted Cutter Allen Wrench Torx Wrench Screw
DTM.CX09.040.../080... SW2,0 DIN911 T15PQ
DTM.CX09.050.../063... SW2,0 DIN911 T15PQ 10.25.912
DTM.CX09.100.. SW12,0 DIN 911 T15PQ
DTM.CX09.125... SW14,0 DIN 911 T15PQ
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

NMnacTtuHa DTS

Insert

C anMasHou BCTaBKOMN
Diamond tipped

ans HacagHou dpesbl
for Arbor mounted cutter

Tvn DTM

Type
O6o03Ha4yeHue d d, a s toox r Wiper (B) r b x 45° B oW
Part number [a e R e

T | a|a

DTS.CX09.11.HO 9,625 4,4 0° 3,97 7,0 12,5 0,9 0,4 - A | A
DTS.CX09.11.H5 9,525 4.4 5° 3,97 7,0 12,5 0,9 0,4 - A | A
DTS.CX09.11.HF 9,625 4,4 - 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.33.HO 9,525 4,4 0° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.33.H5 9,525 4.4 5 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.66.H0 9,625 4,4 0° 3,97 15 100,0 1,7 - 0,45 A

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm
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(ph HORN i)

Cutting data System DTM

Marepuan
Material
Si <12%
CnnaBbl
antoMUHUs
Al alloys
Si>12%
CuSn
MenHble
Ccnnassbl
Copper alloys
Cuzn
Megp cu

Copper

CTeKmnoHanonHeHHbI NnacTuk

Fiberglass GFRP
Yrnennactuk
Carbon fiber CFRP

'eomeTpus
Geometry

H5
H5
H5
HF
HO
H5
H5
HO
H5
H5
HF
HO
H5
H5
HF
HO
H5
H5
HF
HO

H5/HO
HO

H5/HO

Pexywmit matepuan
Cutting material

HDO8
PD70
PD75
PD75
HDO08
PD70
PD75
HDO8
PD70
PD75
PD75
HDO08
PD70
PD75
PD75
HDO8
PD70
PD75
PD75
HDO08
PD70
HDO08
PD70

CkopocTb pe3aHns v, (M/M1H)

Cutting speed v_(m/min)
schruppen schlichten
roughing finishing
250 - 3500 250 - 5000
200 - 3000 200 - 4000
150 - 2500 150 - 3500
180 - 2500 180 - 3500
200 - 1200 200 - 2000
180 - 1000 180 - 1500
120 - 800 120 - 1000
200 - 1500 200 - 2000
150 - 1350 150 - 1800
150 - 1200 150 - 1750
150 - 1200 150 - 1750
200 - 1800 200 - 2200
175-1500 175 - 2000
150 - 1350 150 - 1850
150 - 1350 150 - 1850
200 - 1800 200 - 2200
175-1500 175-1800
150 - 1350 150 - 2000
150 - 1350 150 - 2000
100 - 500 100 - 800
100 - 400 100 - 700
100 - 400 100 - 600
80 - 300 80 - 500

Mopava Ha 3y6
Feed rate

schruppen
roughing

0,05-0,25
0,05-0,25
0,05-0,25
0,10-0,50
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,03-0,20
0,05-0,30
0,05-0,25
0,05-0,25
0,05-0,30
0,03-0,16
0,03-0,16
0,03-0,16
0,03-0,25
0,07 -0,30
0,07-0,30
0,07-0,30
0,05-0,25
0,05-0,25

f

z

schlichten
finishing

0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,02-0,10
0,01-0,08
0,01-0,08
0,01-0,08
0,01-0,08
0,05-0,2
0,05-0,2
0,03-0,12
0,03-0,12

[ny6uHbI pesaHus

Depth of cutt
g
schruppen  schlichten
roughing finishing
3,50 0,50
5,50 0,50
5,50 0,50
5,00 0,50
2,50 0,30
3,50 0,30
3,50 0,30
3,50 0,50
5,50 0,50
5,50 0,50
4,50 0,50
2,50 0,30
3,50 0,30
3,50 0,30
4,50 0,30
2,50 0,30
3,50 0,30
3,50 0,30
4,00 0,30
6,50 1,00
6,50 1,00
6,50 1,00
6,50 1,00

PekomeHgyemoe

oxnaxgeHve
Recommended Coolant

Macno,

amynbcus, MMS
Oil, Emulsion, MQS

Omynseus, MMS
Emulsion, MQS

Macno,

amynbcus, MMS
Qil, Emulsion, MQS

Bosnyx
(cyxon)
Air pressure (dry)
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UHCTpyKUumMa no HacTtpouke cuctema DTM (ﬁh HORN |]|D
Adjustment instruction System DTM

MpeunsmoHHaa o6paboTka TopLEeBbIX MOBEPXHOCTEN

(MakcumarnbHbIM AvanasoH perynuposku +/- 0,05 mm)

Precision machining face cutting edges
(Max. adjustment range +/- 0,05 mm)

YcTaHOoBUTE PerynnpyBOYHbIv BUHT ([103.1) B MICXOAHYO MO3ULMIO
— MeTka formKHa yKkasbliBaTb NpuMepHo Ha 11 yacos

YctaHosute nnactuHbl DTS... B nocago4yHoe Mecto nucnonbays koY Torx ([103.2)

— Heobxoanmo cnerka 3aTsHyTb 3aXUMHOM BUHT ([103.2), NOTOM C MOMOLLLIO PETYNMPOBOYHOIO BUHTA
(Mos3.1) BpaLLeHnem Bnepen-Hasag BbICTaBUTb NNACTMHY ¢ HEOOXOANMbBIM LOMYCKOM

— 3aTAHYTb 3aXMMHOM BUHT C NOMOLLbIO Krntova Torx-Plus T15PQ ([M03.2) ¢ kpyTawmum momeHTom 3,0 Hm

[MpoBepbTe M OTpErynmpynTe oceBoe breHne BCex pexyLLmx KpOMOK

— Onpegenute camyto BbICOKYHO PEXYLLYH KPOMKY. [MoBepHUTE perynnpoBoYHbin BUHT (M03. 1) no yacoBou
ctpenke go 0,02 mm (Tak Kak 3TO camasi BbICOKasi pexyLuas Kpomka)

— OTperynupyinTe ocTarnbHbI€ PEXYLLME KPOMKM A0 AOCTUXKEHNS Tpebyemoro oceBoro bueHus

— Perynuposka: 10° = 0,01 mm

He noaopaqMBaﬁTe Ha3ap perynimpoBoO4Hble BUHTbI, 3TO O3HaA4YaeT, 4YTO nacTtuHa BbINOET 13
Cbl/IKCI/IpOBaHHOFO MNOJIOXeHNA U, B TaKOM Clly4dae, BO3MOXHO, NpunaeTcA NoBTOPUTL npouenypy peryampoBku

MpoBepbTe oceBoe GUEHVE BCEX PEXKYLLMX KPOMOK
Mpy He06XOAMMOCTM BbINOMHUTE TOYHYIO GanaHCMPOBKY CUCTEMbI C NMOMOLLbio BUHTA M5 ([M03.3)

— BUWHTbI ANa 6anaHCcUpoBKM CaMOKOHTPSLLIMECS

Move the adjusting pins (item 1) to the initial position
— Marking groove at approx. ,, 11 clock®

Install the inserts DTS... in the insert seat using a Torx screw (item 2)

— Turn the adjusting pin (item 1) to and fro and synchronous press the insert with minimal
torque into the insert seat. So the maximum adjusting range will be found.

— Tighten the Torx screw T15PQ with torque of 3 Nm

Check and adjust the axial runout of all cutting edges
— Determine the highest cutting edge. Turn the adjusting pin ( item1) clockwise up to 0,02mm ( so it is the highest cutting edge)
— Adjust the remaining cutting edges until the required axial runout is achieved

— Adjustment: 10° = 0,01 mm

Don’t turn back the adjusting pins, it means the insert leave below the fixture, in the case maybe repeat the procedure of
adjustment

Check the axial runout of all cutting edges

If necessary, fine balance the system using the M5 screw (item3)

— Grub screw are self-locking
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CMeHHaga nnactuHa
Indexable insert

DA32

CTtpaHuual/Page
A91
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DA32

NnactnHbl ¢ CVD-D n PCD CVD-D and PCD tipped
BCTaBKaMu
with HORN 3D geometries

¢ 3D cTpyXKOonomom
HORN For milling cutter please see our

catalog Millingsystems, chapter M

Kopnyca ppe3 cmoTpuTe B Hawlem
kaTanore ®pesepoBaHue, (nasa M
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KomnaHuga Horn paclumnpseT nuHerky npoBepeHHbix dpes cepum DA32 BrnepBble ¢ nnacTMHaMuy ¢ anMasHbiMy
BCTaBkaMu. [laHHass OCOBEHHOCTb MO3BOMSET WHCTPYMEHTY OOCTUIHYTb HEBEPOSATHbLIX pe3ynbTaTtoB npwu
dpes3epoBaHUM yCTYNnoB, TOpUEBOM pe3epoBaHuKn, MMAyHXEPHOM dpe3epoBaHun U Gpe3epoBaHUN Mo
KPYroBOW MHTEpPNonsaumu.

OKCTpemMarnbHO NO3UTMBHAs reoOMeTpUst MIacTUHbI CMOCOBCTBYET MATKOMY pe3aHuto. OTO MO3BONSeT CBECTU K
MUHUMYMY Harpy3Ky, OkasblBaeMyto Ha 3aroTOBKY M MHCTPYMEHT. B pesyrnbTaTe yBenuunBaeTcs CPok CryxObl
WHCTPYMEHTa M MNpakTUYecku OTCYTCTBYIOT 3ayceHubl npu obpaboTke, ocOoGEHHO KorAa pedb 3axoduT O
ONVHHOCTPYXKeYHbIX MaTepuanax. LUupokuii paguyc npu umctoBoii obpaboTke co3gaeT camoe nydllee
KayeCTBO MOBEPXHOCTW, OaXe MNpPU BbICOKUX cKopocTax nodayn. Mopava COX HagexHo obecneyvBaeT
OXNaXaeHue PexyLLnx KpOMOK, a Takke GesonacHoe yaaneHne CTPYXKU M3 paboyeri 30HbI.

Bnarogaps cneunansHon reomMeTpuM Ans 006paboTKM CTEKNOHAMOMHEHHOro MracTuka B COYETaHuu C
TBEPOOCTbLIO M CTOMKOCTBIO K M3HOCY TOMCTOro anmasHoro crios CVD, gocturaioTcs BblgaroLmecs nokasaTenm
npounssoamTenbHocTW. VcnbitaHHble nnactvHel HORN ¢ anmasHbiMM BCTaBKaMu rapaHTUpyHoT, YTO pexyLias
KPOMKa - 3aTOYeHHasi C UICMONb30BaHMWEM Ma3epHON TEXHONOrMN - cnocobHa paboTaTb aPdEKTUBHO.

Bce 910, B co4veTaHUM C WUCKIOYUTENBHOWM >XXECTKOCTbIO 3aKaneHHbIX W MOKPbITbIX M3HOcocTorkum TiN
NnokpbITUEM KOpnycoB dpes, AenaeT npeumywiectBa cuctembl DA HenpesongeHHbiMU. HacagHble u
HaKpy4yMBatoLLUMecsa Koprnyca M XBOCTOBUKM cucTembl DA32 OoCTynHbl B MUCMNOMHeHUM oT AmameTtpa 20 go
Anametpa 63 MM 1M CKONMYECTBOM NNACTWH OT 2 A0 6 LITYK.

HORN's proven DA32 Milling system is extended for the first time with diamond-tipped inserts. This feature
allows the tools to achieve outstanding results during shoulder milling, face milling, plunge milling and circular
milling.

The highly positive geometry of the inserts ensures a particularly smooth cut. This keeps the stress exerted
on the workpiece and the tool to a minimum. As a result, a long tool life and virtually burr-free machining are
guaranteed — particularly when it comes to long-chipping materials. The wide finishing radius creates the very
best standards of surface quality, even at high feed rates. The coolant supply reliably ensures targeted
cooling of the cutting edges as well as safe removal of the chips away from the working zone.

Thanks to the special geometry for fibre-reinforced plastics, combined with the hardness and wear resistance
of the CVD thick-film diamond cutting material, outstanding levels of performance are achieved. Tried-and-
tested HORN diamond substrates guarantee that the cutting edges — produced using state-of-the-art laser
technology — are able to work efficiently.

All this, combined with the exceptional rigidity of the quenched and tempered steel as well as the wear-
resistant TiN coating of the various tool holders, is what really makes the benefits of the DA system come into
their own. The cutter head, screwed end milling cutter and the end mill in the DA32 system are available in
cutting edge diameters from 20 mm to 63 mm and with between two and six DA32 inserts.
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CMeHHas nnacTuHa DA32

Indexable insert

my6uHa pesaHus 0o Depth of cut up to 3,8 mm

C aniMa3HoWn BCTaBKOW

Diamond tipped
ans ope3epHOro XBOCToBMKA
, B for Milling Cutter
- Tun DAM32
! Type
m
ik
)
O6Go3Ha4yeHune Ds a, a h r. b x 45° 0 | v
Part number 8 B
I | o
DA32.020.25.02.C 20 3,8 15 4,7 0,2 - A
DA32.020.25.02.P 20 3,8 &5 4.7 0,2 - A
DA32.020.25.X2.C 20 3,8 Si5 4,7 - 0,2
DA32.025.25.02.C 25 3,8 385 4,7 0,2 - A
DA32.025.25.02.P 25 3,8 315 4,7 0,2 - A
DA32.025.25.X2.C 25 3,8 385 4,7 - 0,2
DA32.032.25.02.C 32 3,8 35 4,7 0,2 - A
DA32.032.25.02.P 32 3,8 385 4,7 0,2 - A
DA32.032.25.X2.C 32 3,8 15 4,7 - 0,2 A
A co Cknapa/onstock A4 Hepenwu/ 4 weeks x Mo 3anpocy / upon request
[pyrve pasmepsl - N0 3anpocy. Hanunuve Ha cknage
Further sizes upon request Carbide grades
Pa3mepbl yka3aHbl B MM.
Dimensions in mm
MpumeyaHue:
Bonblue kopnycoB dpes n yanuHuTenen Bol MOXeTe HaWTU B HaweM kaTanore ®pesepoBaHue, rnasa M.
Note:

Further toolholder systems and extenstions see catalogue Milling Systems, Chapter M
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Formulas

Z = Konu4ecTBo 3ybbeB
Number of teeth

d = O pexyLien KpoMKu
Cutting edge @

v+ 1000
n = O60poTbl WNMHAENSA n="4g7 [1/min]
Revolutions
demen .
v, = CKQpOCTb pesaHus Ve ="1000 [m/min]
Cutting speed
Vf
f = lNopava Ha 3y6 f = Zon [mm]
Feed/tooth
Vv, = MuHyTHaa nogava v,=f «Ze+n [mm/min]
Feed rate
a,ca v .
Q = O6beM CHMMaeMON CTPYKKM Q= 1000 (cm3/min)
(npon3BoanNTENBHOCTDL)

Material removal rate

®pesepoBaHme yCTYNnoB ¢ HEBObLLIOKW rMyO6uHON pesaHns TpebyeT KoMNeHcaumm CKOPoOCTH
nogaum f 'z no cnegytowen opmyne. 3TO 3HAa4YEHME YACTO 3HAYMTENBHO NPEBbLILLAET
HOpMaribHYH CKOPOCTb No4a4yn B 3aBMCUMOCTM OT rNyOuHbI pe3aHna n gnameTpa pesbl.

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

f ', = edichexTvBHO At 60KOBOrO (hpesepoBarie ¢ eGonbimm a, (100,25 +d):  * =£ d_ [mm]
effective for side Milling with small a_ (up to 0,25 « d): Z % A

e
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Pexunmbl pe3aHna cuctema DA32-DIA
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Pexunmbl pe3aHna cuctema DA32-DIA
Cutting Data System DA32-DIA Cﬁh HORN I]h)

Bpe3aHue nop yrnom u nnyHxepHoe cdpesepoBaHue ¢ 90° chpesamu
Ramp angle and plunging with a 90° Milling cutter

@ (Mm) 32 25 20
MnactuHa/ Insert size DA32 DA32 DA32
Yron BpesaHus (°) R s i
Diving angle (°) 35 3,5 35

MaKc. Ben1ynHa cbema npu
BEPTMKaNbHOM Bpe3aHun (M) 08 0,4 0,3
vertical full diving max. (mm)

a_ npy MNyHXEpHOM
tbpesepoBaHnn (MM) 38 38 38

vertical side diving a, max. (mm)

MuHUMmanbHoe oTBepcTHe
nepes ceepneqnem D, (Mm) 228 15,8 10,8

Predrilling D, min. (mm)

Bpe3aHue nop yrnom u nnyHxepHoe cpesepoBaHue ¢ 45° cppesamu
Ramp angle and plunging with a 45° Milling cutter

@ (mm) 17
[nacTtuHa / Insert size DA32

Yron norpyxenus (°)

Diving angle (°) 1

MaKC. BennynHa cbema npu
BEPTMKaNbHOM Bpe3aHun (M) 3,2
vertical full diving max. (mm)

MonpaBoYHbIN KO3(PDULMNEHT ANA YMEHbLUEHUA rMyOuHbI pe3aHus ¢ y4eToM
yrnoBoro paguyca npu dpeseposaHum nog yriiom 45°.
Correction factor for reduced cutting depth in consideration to the corner radius when 45° Milling.

Paguyc ymar, (mm) MonpaBouHbIit koatuumeHT f, (mm)
Corner radius r, (mm) Correction factor ,_(mm)

0 0

0,2 0,078

0,4 0,17

0,8 0,33

1,0 0,41
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KoHueBas ¢ppesa

End Mill

(ph HORN i)

KoHueBas dpesa
End Mill

DSKM.HM/DSTM.
HM/DST.HM/DSTV.
HM/DSK/DST/DSUD/
DSFN/DSFU/DSFD
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KoHueBas cpesa
End Mill

(ph HORN i)

DS

CVD-D dpesepHbIn
UHCTPYMEHT

HOvametp 0,2 - 16 mm

[ns Bbibopa onpaBoOK CMOTpPUTE
- onpasBkn Shunk
- CKOpOCTHble wnuHaenu Toodle

CVD-D Milling tool

Diameter 0,2 - 16 mm

For Holders please see
- Schunk clamping systems

- Toodle high speed spindle
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O6paboTka npecccopm DSKM.HM e ~
Die and mould industry
| =)

Cdbepuueckas dpesa, 1 pexyluas kpomka, @ 0,2 - 1,5 mm
Micro Ballnose End Mill, 1-fluted, @ 0,2-1,5 mm

N J

Ana onpaBokK
for Clamping Systems

Tun Schunk
Type Toodle

o <
o :

Q [+ ~

'O e

Q tol

Q
O6Go3Ha4yeHune d; r l, I8 d, d, I, Z ™
Part number 8
T
DSKM.HM.020.03.100 0,20 0,100 0,20 0,3 0,20 4 45 1 A
DSKM.HM.025.04.125 0,25 0,125 0,35 0,4 0,25 4 45 1 A
DSKM.HM.030.04.150 0,30 0,150 0,30 0,4 0,30 4 45 1 A
DSKM.HM.050.06.250 0,50 0,250 0,50 0,6 0,50 4 45 1 A
DSKM.HM.080.09.400 0,80 0,400 0,80 0,9 0,80 4 45 1 A
DSKM.HM.100.25.500 1,00 0,500 1,50 2,5 0,80 4 45 1 A
DSKM.HM.100.35.500 1,00 0,500 1,50 &5 0,80 4 45 1 A
DSKM.HM.100.45.500 1,00 0,500 1,50 4,5 0,80 4 45 1 A
DSKM.HM.150.30.750 1,50 0,750 2,00 3,0 1,30 4 45 1 A
DSKM.HM.150.40.750 1,50 0,750 2,00 4,0 1,30 4 45 1 A
DSKM.HM.150.50.750 1,50 0,750 2,00 5,0 1,30 4 45 1 A

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

Pa3amepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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O6paboTka npecccopm DSK s ~

Die and mould industry

2
Y~/

Cdepuyeckasi ppesa, 2 pexyLume KpoMku, & 2-12 Mm
Ballnose End Mill, 2-fluted, @ 2-12 mm

N J

Ana onpaBokK
for Clamping Systems

| Tun Schunk

— 1 Type Toodle
|2
-g"’ r
'gN 4
| =
©
I, @
O603Ha4yeHue d, r l, I, d, d, I, VA eI S
Part number Q| a0
I | T | T
DSK.2.02.04.04.00 2 1,0 2,5 4 1,95 6 45 2 A
DSK.2.02.08.04.00 2 1,0 2,5 8 1,95 6 45 2 A
DSK.2.03.09.06.00 3 1,5 3,0 9 2,85 6 59 2 A
DSK.2.03.12.06.00 3 1,5 3,0 12 2,85 6 55 2 A
DSK.2.04.10.06.00 4 2,0 4,0 10 3,90 6 60 2 A
DSK.2.04.15.06.00 4 2,0 4,0 15 3,90 6 60 2 A
DSK.2.04.20.06.00 4 2,0 4.0 20 3,90 6 60 2 A
DSK.2.06.20.06.00 6 3,0 6,0 20 5,60 6 70 2 A
DSK.2.06.25.06.00 6 3,0 6,0 25 5,60 6 70 2 A
DSK.2.06.30.06.00 6 3,0 6,0 30 5,60 6 70 2 A
DSK.2.08.25.08.00 8 4,0 7,0 25 7,50 8 65 2 A
DSK.2.08.40.08.00 8 4,0 7,0 40 7,50 8 80 2 A
DSK.2.10.30.10.00 10 5,0 8,0 30 9,30 10 70 2 A
DSK.2.10.50.10.00 10 50 8,0 50 9,30 10 90 2 A
DSK.2.12.30.12.00 12 6,0 9,0 30 11,30 12 75 2 A
DSK.2.12.60.12.00 12 6,0 9,0 60 11,30 12 105 2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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O6paboTka npecccopm DSTM.HM e ~

Die and mould industry

MwukpoTopouaansHas dpesa, 1 pexyLiasa kpomka ¢ paguycom, & 1-1,5 mm
Microtorus End Mill, 1-fluted with corner radius, @ 1-1,5 mm

Ana onpaBokK
for Clamping Systems

| Tun Schunk
Type Toodle

© <
o =
[}
o ~
'O =
Q Lol
Q
O6Go3Ha4yeHune d, r I, l, d, d, l, A e
Part number [a)
T
DSTM.HM.100.25.005 1,0 0,05 1,5 2,5 0,8 4 45 1 A
DSTM.HM.100.25.010 1,0 0,10 1,5 2,5 0,8 4 45 1 A
DSTM.HM.100.35.005 1,0 0,05 1,5 BI5 0,8 4 45 1 A
DSTM.HM.100.35.010 1,0 0,10 1,5 &9 0,8 4 45 1 A
DSTM.HM.100.45.005 1,0 0,05 1,5 4.5 0,8 4 45 1 A
DSTM.HM.100.45.010 1,0 0,10 1,5 4.5 0,8 4 45 1 A
DSTM.HM.150.30.005 1,5 0,05 2,0 3,0 1,3 4 45 1 A
DSTM.HM.150.30.010 1,5 0,10 2,0 3,0 1,3 4 45 1 A
DSTM.HM.150.40.005 1,5 0,05 2,0 4,0 1,3 4 45 1 A
DSTM.HM.150.40.010 1,5 0,10 2,0 4,0 1,3 4 45 1 A
DSTM.HM.150.50.005 1,5 0,05 2,0 5,0 1,3 4 45 1 A
DSTM.HM.150.50.010 1,5 0,10 2,0 5,0 1,3 4 45 1 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. [pyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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KoHueBas ¢ppesa
End Mill
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O6paboTka npeccchopm

Die and mould industry

DST.HM

TopovganbHas dpesa, 2 pexyLine KpOMKU ¢ paguycom, @ 2-6 mm
Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

o S
sl I
(o]
[3ed ~
'O =
Q tol
Q
O6Go3Ha4yeHune d, r I, I, d,
Part number
DST.HM.02.040.020 2 0,2 2,5 4 1,95
DST.HM.03.090.020 3 0,2 2,5 9 2,85
DST.HM.03.090.030 3 0,3 2,5 9 2,85
DST.HM.04.100.020 4 0,2 2,5 10 3,90
DST.HM.04.100.030 4 0,3 2,5 10 3,90
DST.HM.05.150.030 5 0,3 3,0 15 4,70
DST.HM.05.150.050 5 0,5 3,0 15 4,70
DST.HM.06.200.020 6 0,2 6,0 20 5,60
DST.HM.06.200.030 6 0,3 6,0 20 5,60
DST.HM.06.200.050 6 0,5 6,0 20 5,60

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

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

[e2Be> R o)) Bie) BN o> Mo o) R e NN -1

Ana onpaBokK

for Clamping Systems

Tun
Type

45
55
55
60
60
65
65
65
65
65

Schunk
Toodle

NN DNDNNDNDNDDNDNDNDNDDN

HDO03

> >

HDO5

> > > >

HDO08

[pyrue pa3mepsi - Mo 3anpocy.

Further sizes upon request
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O6paboTka npecccopm DST s ~

Die and mould industry

TopovganbHasa dpesa, 2 pexyLune KpoMKu ¢ paguycom, & 2-6 Mm
Torus End Mill, 2-fluted with corner radius, @ 2-6 mm

Ana onpaBokK
for Clamping Systems

Tun Schunk

- |1 o Type Toodle
I2
o e
© r
\ S 1
2
_CN
| | I =
- I
O603Ha4yeHue d, r I, I, d, d, I, Z eSS
Part number Q| a0
I | T | T
DST.2.02.0425.02.04 2 0,2 2,5 4 1,95 4 45 2 A
DST.2.02.0625.02.04 2 0,2 2,5 6 1,95 4 45 2 A
DST.2.02.0825.02.04 2 0,2 2,5 8 1,95 4 45 2 A
DST.2.03.0925.03.06 3 0,3 2,5 9 2,85 6 55 2 A
DST.2.03.0925.05.06 3 0,5 2,5 9 2,85 6 55 2 A
DST.2.03.1225.03.06 3 0,3 2,5 12 2,85 6 55 2 A
DST.2.03.1225.05.06 3 0,5 2,5 12 2,85 6 55 2 A
DST.2.03.1525.03.06 3 0,3 2,5 15 2,85 6 55 2 A
DST.2.03.1525.05.06 3 0,5 2,5 15 2,85 6 55 2 A
DST.2.04.1025.03.06 4 0,3 2,5 10 3,90 6 60 2 A
DST.2.04.1025.05.06 4 0,5 2,5 10 3,90 6 60 2 A
DST.2.04.1525.03.06 4 0,3 2,5 15 3,90 6 60 2 A
DST.2.04.1525.05.06 4 0,5 2,5 15 3,90 6 60 2 A
DST.2.04.2025.03.06 4 0,3 2,5 20 3,90 6 60 2 A
DST.2.04.2025.05.06 4 0,5 2,5 20 3,90 6 60 2 A
DST.2.06.2060.03.06 6 0,3 6,0 20 5,60 6 70 2 A
DST.2.06.2060.05.06 6 0,5 6,0 20 5,60 6 70 2 A
DST.2.06.2060.10.06 6 1,0 6,0 20 5,60 6 70 2 A
DST.2.06.2560.03.06 6 0,3 6,0 25 5,60 6 70 2 A
DST.2.06.2560.05.06 6 0,5 6,0 25 5,60 6 70 2 A
DST.2.06.2560.10.06 6 1,0 6,0 25 5,60 6 70 2 A
DST.2.06.3060.03.06 6 0,3 6,0 30 5,60 6 70 2 A
DST.2.06.3060.05.06 6 0,5 6,0 30 5,60 6 70 2 A
DST.2.06.3060.10.06 6 1,0 6,0 30 5,60 6 70 2 A
A co Cknapa /onstock A4 Hepnenu/ 4 weeks x [lo 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [pyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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O6paboTka npecccopm DST s ~

Die and mould industry

TopovganbHasa dpesa, 2 pexyLine KpoMku ¢ paguycom, & 8-12 mm
Torus End Mill, 2-fluted with corner radius, @ 8-12 mm

Ana onpaBokK
for Clamping Systems

Tun Schunk

- |1 o Type Toodle
w s a
2
'C’N
| 1 | =
- 3 B
O6o3HayeHue d, r I, I8 d, d, I, 4 3
Part number [a)]
I
DST.2.08.2570.03.08 8 0,3 7 25 7,5 8 65 2 A
DST.2.08.2570.05.08 8 0,5 7 25 7,5 8 65 2 A
DST.2.08.2570.10.08 8 1,0 7 25 7,5 8 65 2 A
DST.2.08.4070.03.08 8 0,3 7 40 7,5 8 80 2 A
DST.2.08.4070.05.08 8 0,5 7 40 7,5 8 80 2 A
DST.2.08.4070.10.08 8 1,0 7 40 7,5 8 80 2 A
DST.2.10.3080.05.10 10 0,5 8 30 9,3 10 70 2 A
DST.2.10.3080.10.10 10 1,0 8 30 9,3 10 70 2 A
DST.2.10.5080.05.10 10 0,5 8 50 9,3 10 90 2 A
DST.2.10.5080.10.10 10 1,0 8 50 9,3 10 90 2 A
DST.2.12.3090.05.12 12 0,5 9 30 11,3 12 75 2 A
DST.2.12.3090.10.12 12 1,0 9 30 1,3 12 75 2 A
DST.2.12.6090.05.12 12 0,5 9 60 1,3 12 105 2 A
DST.2.12.6090.10.12 12 1,0 9 60 11,3 12 105 2 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. [pyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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O6paboTka npecccopm DSTV.HM e ~

Die and mould industry

MHoro3ybas dpesa ¢ paguycom, & 3-10 mm
Multiple Flute End Mill with corner radius, @ 3-10 mm

Ana onpaBokK
for Clamping Systems

Tun Schunk
Type Toodle

<
e
o -
Q L

o ~

'O e

Q tol

Q
O6Go3Ha4yeHune d; r l, I, d, d, l, Z [T}
Part number 8
T
DSTV.HM.03.09.02.03 3 0,2 2,0 9 2,5 4 45 8 A
DSTV.HM.03.09.03.03 3 0,3 2,0 9 2,5 4 45 3 A
DSTV.HM.04.10.02.05 4 0,2 2,0 10 815 4 45 5 A
DSTV.HM.04.10.03.05 4 0,3 2,0 10 385 4 45 5 A
DSTV.HM.05.13.03.06 5 0,3 3,0 13 4.4 6 55 6 A
DSTV.HM.05.13.05.06 5 0,5 3,0 13 4.4 6 55 6 A
DSTV.HM.06.15.02.07 6 0,2 3,5 15 5,0 6 55 7 A
DSTV.HM.06.15.03.07 6 0,3 315 15 5,0 6 55 7 A
DSTV.HM.06.15.05.07 6 0,5 3,5 15 5,0 6 55 7 A
DSTV.HM.08.20.03.11 8 0,3 3,0 20 7,0 8 60 11 A
DSTV.HM.08.20.05.11 8 0,5 3,0 20 7,0 8 60 11 A
DSTV.HM.10.25.03.15 10 0,3 3,0 25 9,0 10 70 15 A
DSTV.HM.10.25.05.15 10 0,5 3,0 25 9,0 10 70 15 A

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

Pa3amepbl ykasaHbl B MM. [Opyrve pasmepbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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O6paboTka npecccopm DST s ~

Die and mould industry

KoHueBasi dpesa, 2 pexyLume kpomkm ¢ ackoit, @ 4,0 - 16,0 mm
End mill, 2-fluted with corner chamfer, @ 4,0 - 16,0 mm

Ana onpaBokK
for Clamping Systems

— 1 . Tvn Schunk
| ° Type Toodle
— 2 W
© O
\ S| !
el 1 _ _ _ S
o, | |
°| 1 |
| g
3 Q
O603Ha4yeHue d, I, I8 d, d, I, Z 0 | ©
Part number 8 8
T | T
DST.2.04.1008.03.06 4 8 10 3,9 6 60 2 A
DST.2.04.2015.03.06 4 10 20 3,9 6 60 2 A
DST.2.06.1510.04.06 6 15 15 5,8 6 60 2 A
DST.2.06.2015.04.06 6 15 20 5,8 6 60 2 A
DST.2.06.2520.04.06 6 20 25 5,8 6 65 2 A
DST.2.08.1510.06.08 8 10 15 7,8 8 60 2 A
DST.2.08.2015.06.08 8 15 20 7,8 8 60 2 A
DST.2.08.3020.06.08 8 20 30 7,8 8 70 2 A
DST.2.10.2010.08.10 10 10 20 9,8 10 70 2 A
DST.2.10.2515.08.10 10 15 25 9,8 10 70 2 A
DST.2.10.3020.08.10 10 20 30 9,8 10 80 2 A
DST.2.12.2010.10.12 12 10 20 11,7 12 70 2 A
DST.2.12.2515.10.12 12 15 25 11,7 12 70 2 A
DST.2.12.3020.10.12 12 20 30 11,7 12 80 2 A
DST.2.16.2510.20.16 16 10 25 15,6 16 80 2 A
DST.2.16.3015.20.16 16 15 30 15,6 16 80 2 A
DST.2.16.3520.20.16 16 20 85 15,6 16 90 2 A
A co Cknapa/onstock A4 Hegenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [pyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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KoHueBas ¢ppesa ana BCTpeYHOro u
nonyTHoro ope3sepoBaHusA (ﬁh HORN |]|D
End Mill Up and Down

A3poKkocmMmuyeckasn u DSUD e ™\
aBTOMOOUNbLHaA oTpacnu
Aerospace and Automotive industry |
| — i —
®pesa ons BCTPEYHOIO 1 MOMNYTHOrO (OPE3EPOBaHUS C 4 peXxXyLLUMMU
KpoMKamu
Up and down End Mill, 4-fluted K /
Ons onpaBokK
for Clamping Systems
| Tvn Schunk
o T Toodle
1 I b?) ype
2 N
'Dm$ Q-
S |
=4 - S
3
TAHYLLIAA 1 TorKaroLas
pulling and pushing
O603Ha4yeHue d, l, I, d, d, I, V4 0
Part number 8
T
DSUD.4.08.15.44.08 8 15 30 7,5 8 70 4 A
DSUD.4.08.20.33.08 8 20 35 7,5 8 75 4 A
DSUD.4.08.24.22.08 8 24 40 7,5 8 80 4 A
DSUD.4.10.15.44.10 10 15 30 9,3 10 75 4 A
DSUD.4.10.20.33.10 10 20 35 9,3 10 80 4 A
DSUD.4.10.24.22.10 10 24 40 9,3 10 85 4 A
DSUD.4.12.15.44.12 12 15 30 11,3 12 80 4 A
DSUD.4.12.20.44.12 12 20 35 11,3 12 85 4 A
DSUD.4.12.24.33.12 12 24 40 11,3 12 90 4 A
DSUD.4.16.15.44.16 16 15 30 15,3 16 85 4 A
DSUD.4.16.20.44.16 16 20 35 15,3 16 90 4 A
DSUD.4.16.24.44.16 16 24 40 15,3 16 95 4 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM. [pyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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KoHueBas unctoBan pesa
End Mill Finishing (ph HORN D)

AspokocmMuyeckas u DSFN e ~

aBTOMOOUNbLHaA oTpacnu
Aerospace and Automotive industry —%

MHoro3y6asi ynctoBas dpesa, 5-9 pexyLimx KpOMOoK
Multiple fluted Finishing End Mill, 5-9-fluted

N J

Ana onpaBokK
for Clamping Systems

I Tun Schunk
Type Toodle

& _
Q
HenTpanbHas
neutral
O603Ha4yeHue d, l, I, d, d, I, VA 9
Part number [a)
T
DSFN.5.08.10.54.0.08 8 10 20 7,5 8 60 5 A
DSFN.5.08.20.64.0.08 8 20 30 7,5 8 70 5 A
DSFN.5.10.12.60.0.10 10 12 20 9,3 10 65 5 A
DSFN.5.10.22.70.0.10 10 22 30 9,3 10 75 5 A
DSFN.7.12.15.68.0.12 12 15 25 11,3 12 75 7 A
DSFN.7.12.24.77.0.12 12 24 35 11,3 12 85 7 A
DSFN.7.16.24.80.0.16 16 24 35 15,3 16 85 7 A
DSFN.9.16.24.80.0.16 16 24 35 15,3 16 85 9 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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KoHueBas unctoBan pesa
End Mill Finishing (ph HORN D)

AspokocmMuyeckas u DSFU s ~

aBTOMOOUNbLHaA oTpacnu
Aerospace and Automotive industry

MHoro3y6asi ynctoBas dpesa, 5-9 pexyLimx KpOMOoK
Multiple fluted Finishing End Mill, 5-9-fluted

Ana onpaBokK
for Clamping Systems

I Tun Schunk
! Type  Toodle

_ci
Q
|3
TAHyLWada
pulling
O603Ha4yeHue d, l, I, d, d, I, V4 0
Part number 8
I
DSFU.5.08.10.54.4.08 8 10 20 7,5 8 60 5 A
DSFU.5.08.20.64.3.08 8 20 30 7,5 8 70 5 A
DSFU.5.10.12.60.4.10 10 12 20 9,3 10 65 5 A
DSFU.5.10.22.70.3.10 10 22 30 9,3 10 75 5 A
DSFU.7.12.15.68.4.12 12 15 25 11,3 12 75 7 A
DSFU.7.12.24.77.3.12 12 24 35 11,3 12 85 7 A
DSFU.7.16.24.80.4.16 16 24 35 15,3 16 85 7 A
DSFU.9.16.24.80.4.16 16 24 35 158 16 85 9 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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KoHueBas unctoBan pesa
End Mill Finishing (ph HORN D)

AspokocmMuyeckas u DSFD s ~

aBTOMOOUNbLHaA oTpacnu
Aerospace and Automotive industry

MHoro3y6asi ynctoBas dpesa, 5-9 pexyLimx KpOMOoK
Multiple fluted Finishing End Mill, 5-9-fluted

N J

Ana onpaBokK
for Clamping Systems

Tun Schunk
— 1 — Type Toodle

&
- |2 r\'\‘b‘
-5 ’_—’05

| £ |

S — =

3 % © [

|3
TonKawLas
pushing

O603Ha4yeHue d, l, I, d, d, I, VA [T}
Part number 8
I
DSFD.5.08.10.54.4.08 8 10 20 7,5 8 60 © A
DSFD.5.08.20.64.3.08 8 20 30 7,5 8 70 5 A
DSFD.5.10.12.60.4.10 10 12 20 9,3 10 65 5 A
DSFD.5.10.22.70.3.10 10 22 30 9,3 10 75 5 A
DSFD.7.12.15.68.4.12 12 15 25 11,3 12 75 7 A
DSFD.7.12.24.77.3.12 12 24 35 1,3 12 85 7 A
DSFD.7.16.24.80.4.16 16 24 35 15,3 16 85 7 A
DSFD.9.16.24.80.4.16 16 24 35 158 16 85 9 A

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

Pa3amepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request
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Pexxumbl pesaHuna CVD
Cutting data CVD

(ph HORN i)

®pesepoBaHne ycTynos

Shoulder Milling

Marepuan
Material

AlSi
(<6 %)

AlSi
(>6-12 %)

AlSi
(>12 %)

PMMA
(akpun /Acryl)

PAGG -
CF/GF 30

PEEK -
CFIGF30

POM -
CF/GF30

PTFE-
CFIGF30

GFK

CFK

SFK/IAFK
(apmug /Armid)

Zr

v, (m/min)

3000

1800

800

1100

700

700

800

700

500

250

300

150

P

a x @ (mm)

=
[=2]
(3]

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

0,50

@2
0,02

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

0,01

23
0,02

0,02
0,01
0,015
0,01
0,008
0,01
0,015
0,015

0,01

0,015

0,02

MpodunbHoe hpesepoBaHme

Copy Milling

Matepuan
Material

AlSi
(<6 %)

AlSi
(>6-12 %)

AlSi
(>12 %)

PMMA
(akpun /Acryl)

PAG6 -
CF/GF 30

PEEK -
CFIGF30

POM -
CFIGF30

PTFE -
CFIGF30

GFK

CFK

SFK/IAFK
(apmug /Armid)

Zr

A110

v, (m/min)

3000

1800

1100

1100

700

700

800

700

500

250

300

300

a,x @ (mm)

o
N
[$;]

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

0,15

a,x@ (mm)

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

0,15

@2
0,02

0,001
0,01
0,01

0,008

0,007

0,008

0,001
0,01

0,008
0,01

0,01

23
0,02

0,002
0,01
0,015
0,01
0,008
0,01
0,015
0,015
0,01
0,015

0,02

a4
0,03

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

0,02

24
0,03

0,002

0,02

0,015
0,02

0,02

lMopaya Ha 3y6 / Feed rate
f, (mm)

@6 @8 @10

0,05 0,0 0,10

0,04 010 0,08

003 0 006

0,03 005 007

0,025 0,04 0,06

0,02 003 005

0,025 0,04 0,06

0,03 005 007

0,03 005 007

0,025 0,04 0,06

0,03 005 007

0,04 010 0,08

lMopaya Ha 3y6 / Feed rate
f, (mm)

@6 @8 @10

005 010 0,10

0,004 0,0 0,08

003 0 006

0,03 005 007

0,025 0,04 0,06

0,02 003 005

0,025 0,04 0,06

0,03 005 007

0,03 005 0,07

0,025 004 0,06

0,03 005 007

0,04 010 0,08

@12
0,12

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

0,10

@12

@16
0,15

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

0,13

@16

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

0,13

@20
0,20

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

0,18

@20
0,20

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

0,18

Hanpasnexue nogauu
Feed rate direction

[MonyTHoe / Climbing
MonyTHoe / Climbing
MonyTHoe / Climbing
[MonyTHoe / Climbing
BcrpeyHoe / Conventional
BctpeuHoe / Conventional
BctpeyuHoe / Conventional
BcrpeuHoe / Conventional
BctpeyHoe / Conventional
BctpeuHoe / Conventional
BctpeyHoe / Conventional

MonyTHoe / Climbing

HanpasneHne nogaun
Feed rate direction

MonyTHoe / Climbing
MonyTHoe / Climbing
MonyTHoe / Climbing
MonyTHoe / Climbing
BctpeyHoe / Conventional
BctpeuHoe / Conventional
BcrpeuHoe / Conventional
BctpeyHoe / Conventional
BctpeyHoe / Conventional
BcrpeuHoe / Conventional
BcTpeuHoe / Conventional

MonyTHoe / Climbing

PekomeHayemoe

oxnaxgeHwe
Recommended Coolant

Omyrnbeus
MMS
Emulsion
MMS

OMynbeus
Emulsion

Hacyxo /
BO3AYX A71S1 CAYBa CTPYXKU

dry/
Air pressure to remove chips

PekomeHgyemoe

oXnaxaeHe
Recommended Coolant

Omyrnbeus
MMS
Emulsion
MMS

OMynbCus
Emulsion

Hacyxo/

BO3JyX AJ151 CAYBa CTPYXKM
dry / Air pressure to remove
chips
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(ph HORN pill)

Al12



MoHoKpuCTannnyeckui anmas Cﬁh HORN [il1)

Monocrystalline Diamond

Cuctema/System Crtpanuua/Page
NMony4yeHue NnonMpoBaHHbIX

NOBEepPXHOCTEN TOKapHOM B2
obpaboTkon

High polish turning

NMony4yeHne NnonMpoBaHHbIX B16
noBepxHocTten chpesepHoun

obpaboTkon

High polish milling

Bl



MoHoKpucTannmyeckum anmas

Monocrystalline Diamond

(ph HORN i)

[MnactuHa
Insert

CCGW/VCGW/
S117/105

HepxxaBka
Toolholder

H117.MD/HC105/
B105.MD

Kacceta
Cassette

NH105

B2

CTtpaHuual/Page
B5

CTtpaHuual/Page
B6

CTtpaHuua/Page
B10, B13, B14

CrtpaHuua/Page
B9, B11

CTtpaHuua/Page
B12



MoHoKpuCTannnyeckui anmas (ﬁh HORN [il1)

Monocrystalline Diamond

[Nony4yeHue
NONMMPOBaHHbIX
NOBEPXHOCTEN TOKaAPHOMW

obpaboTkoun

High polish turning

-

NMony4yeHne NnonMpoBaHHbIX High polish turning
NOoBEepPXHOCTEN TOKapHOM with MCD
00paboTKOM C NOMOLULIO

MOHOKpUCTarnsinyeckoro

anvasama (MKD)

B3



MoHoKpuCTannnyeckui anmas (ﬁh HORN [il1)

Monocrystalline Diamond

Pemyu.me KPOMKM BbICLUEro Kriacca

MoMnMO BbICOKOW TBEPAOCTWU, aMopdHas CTPYKTypa C onpeferieHHON pexyllen KPOMKOW
MOHOKPUCTANINYeCcKNX anmasoB sBASETCA OCHOBHbIM YCIIOBMEM [N  CBEPXTOYHOWN
00paboTkm ¥ nonyyYeHus MONMPOBAHHOM MOBEPXHOCTU. YpesBbl4aHO OCTpble U
Oes3ynpeyHble pexyLime KpoMku obecneumBaloT TOYHOCTb noBepxHocTn < Rz 0,02 mkwm.
KayecTBO pexyLien KpOMKN SBRSIETCA OTPaXXeHWEM OOCTMXKMMOro KayectBa NoOBEPXHOCTH.
Mpn naroToBreHMn NnactTmH ocoboe BHUMaHWE yaensaeTcs KpUcTannmyeckon pelueTke, oT
pacrnonoXeHnsi KOTOPOWN 3aBUCUT TBEPLAOCTb MOHOKPUCTANSIMYECKMX anmasoB. TONbKO Tak
MOXHO OOCTUYb MakCMMyMa CTOMKOCTU. ['eomeTpuyeckasi KOHCTPYKLMS PexyLien KPpOMKM
onTUMmM3npoBaHa ansa obpabaTbiBaeMbiX MaTepuanoB. VIHCTpyMeHTbI, ocHaweHHble MCD,
npegHasHayeHbl Ans OTAENKN LUBETHbBIX MeTansmoB U UX CNiaBoB, AparoueHHbIX MeTansnos,
TaKMX Kak 30M10TO W nNnaTtuHa, Unu nnactmacc, Taknmx kak PMMA n PC.

XKenesocogepxalime meTtannbl U apMUPOBAHHbIE BOSTOKHOM MflacTMacChl NPUHLMMIMANbsHO
He noaxoaaT Ana 06paboTKkM MOHOKPUCTaNIMYECKMM afiMa3oM.

Lnpoknin cnektp cTaHgapTHbIX MHCTPYMEHTOB, OCHaLLlEeHHbIX MCD, gna ToyeHus wu
dpesepoBaHu4A OOCTYIMNEH Ha CKnaae.

Top-class tool cutting edges

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

When it comes to manufacturing tools, particular attention is paid to the crystal-system-based, direction-
dependent hardness values of monocrystalline diamonds. This is the only way of ensuring that the maximum
tool life is achieved. The geometric design of the cutting edge is optimised for the materials to be machined.
MCD tools are ideally suited to finishing processes for non-ferrous metals and their alloys, precious metals
such as gold and platinum or transparent plastics such as PMMA and PC.

Ferrous metals and fibre-reinforced plastics are generally not suitable for machining with monocrystalline
diamond.

An extensive standard range of MCD tools for turning and milling are available from stock.
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I'IonyquMe NnoJIMPOBaAHHbIX

NoBepPXHOCTEN TOKapHOU o0bpaboTkomn (ﬁh HORN |]|D
High Polish Turning

MNnacTtuHa ccGWwW s =

Insert AT
47 %
I H H |
2 x;u___.--"-' -
n T
poponbHoe TodeHwue / MNpodunbHoe ToueHne ’ i
Side turning / Profiling g
I'q‘\_ o

ansa aepxasku ISO
for Toolholder ISO

T s el —— Tvn Boehlerit
TE] | |
| | | Type
| - ! L /
L .H*-']F::'::-
L F_ff x%
P i Y
. o | I.-II,-- 1'-%_‘: ¥
H B
1 "'!'“"-\H | I‘.:hm_ .___,." 'l:,.-"'-.
e B
S
"
O6Go3Ha4yeHune r d d, s I, [eomeTpus onsi / Geometries for
Part number S
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku o
marepuanbl marepuanbl transparent synthetics | =
long chipping metals | short chipping metals
CCGW060202.MD.A0 | 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.K0O | 0,2 6,35 2,8 2,38 2 J A
CCGW060202.MD.M0 | 0,2 6,35 2,8 2,38 2 J A
CCGW060208.MD.A0 | 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.KO | 0,8 6,35 2,8 2,38 2 J A
CCGW060208.MD.M0 | 0,8 6,35 2,8 2,38 2 J A

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

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

BbicoTy pexyLuen KpomMkM HEOOXOAMMO 3aMepUTb U OTPErynNMpoBaTh. 3aMepsATb PeXyLLMe KPOMKN TOSNIbKO ONTUYECKMM crnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

[MepeToyka MHCTPYMEHTa C MOHOKpUCTaNIM4YeckMmMm anmasamm no 3anpocy

MCD - Regrind upon request

[Mpoune paamepsbl 1 UCNOMHEHWS NO 3anpocy

Further sizes and versions upon request
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I'IonyquMe NnoJIMPOBaAHHbIX

NoBepPXHOCTEN TOKapHOU o0bpaboTkomn

High Polish Turning

(ph HORN i)

MnacTuHa
Insert

VCGW

MpoponbHoe ToveHue / MpodunbHOE To4eHne
Side turning / Profiling

ansa aepxasku ISO

MKD A for Toolholder ISO
| /MCD ¥ |
wil N = i I_-"| ) Tvn Boehlerit
] I ! ! Type
i
A - &
- i
- e i e
| @RS
EAEE : H [~ h
. | i, ;
i ”“-._,_ll - "'*-:":-f 4 _E! I_ -
O6Go3Ha4yeHune R w d d, s [eomeTpusi ansi / Geometries for
Part number o
LJIMHHOCTPY)XEYHblEe KOPOTKOCTPYKEYHbIE nnacTukn )
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals
VCGW160410.MD.A0 1 2,5 9,525 4,4 | 4,76 J A
VCGW160410.MD.K0 1 2,5 9,525 4,4 | 4,76 J A
VCGW160410.MD.M0 1 2,5 9,525 4,4 | 4,76 J A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

BbicoTy pexyLen KpoMK/M HEOBXOAMMO 3aMepUTb U OTPEryNMpoBaTh. 3aMepsiTe PeXyLLME KPOMKM TOMNbKO ONTUYECKUM crnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

[MepeToyka NHCTpPYMEHTa C MOHOKpUCTanNIM4yeckumMm anMasamm no 3anpocy
MCD - Regrind upon request

[Mpoune pasamepbl 1 UCNOMHEHUs NO 3anpocy
Further sizes and versions upon request
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I'Ionyqu ne NoJNINpoBaHHbIX

NoBepPXHOCTEN TOKapHOM obpaboTkomn
High Polish Turning

(ph HORN i)

[epxaBka
Toolholder

H117.MD

R = nokasaHo npaBoe ucnornHeHve

R = right hand version shown

O6Go3Ha4yeHune
Part number

H117.MD10.00.5.10
R/LH117.MD10.45.5.10
R/LH117.MD10.90.5.10

10
10
10

Bbi6epute R unum L ucnonHeHwue.

State R or L version

Mpoune paamepbl U UCMOSTHEHUSA MO 3anNpPoCy

Further sizes and versions upon request

MOMEHT 3aTsKKM BUHTOB CM. TeXHU4Yeckue pekomMeHgaunu.
For torque specification of the screw, please see Technical Instructions.

CTtaHpapTHble AepXaBku CMOTpUTE B Hallem kaTanore ObpaboTka kaHaBoK, rnasa B

co|

= I -

L = neBoe ncnonHeHne
L = left hand version

b a
10 5°
11 &
10 58

For standard holder please see our catalog Grooving, chapter B

3anacHble 4YacTu
Spare Parts

HepxaBka
Toolholder

H117.MD...

3axumHou BUHT | Knrou Tun TORX PLUS®

Clamping Screw TORX PLUS® Wrench

030.400P.0227 T15PQ

100
100
100

Ana nNnacTuHbl
for Insert

Tun $117...10

Type
h, PucyHok I,
Figur
10,4 A -
10,4 © 17,0
10,4 D 17,5

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

B7



NMony4yeHne NoNMpPoBaHHbIX |'I R
NnoBepPXHOCTEN TOKapHOM obpaboTKomn (ﬁ HORN |1 )
High Polish Turning

NMnactunHa S1 1 7

Insert

MpoponbHoe ToveHue / MpodunbHOE To4eHne
Side turning / Profiling

[Ns JepXaBKu

|i!l|_ FK for Toolholder
£ MCD
'l [} — P — — —- [=L
\ P, = Tun H117
R =4l ——r= Type SH117
10
A
0,1%45° dah -
w | Y .:':/..--“'-
o | 2| L o
)
0, 1x45%,
R = nokasaHo npaBoe UCnoJiHeHne L = neBoe ncnonHeHne
R = right hand version shown L = left hand version
O6Go3Ha4yeHune R W [eomeTpusi ansi / Geometries for
Part number o
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals
R/LS117.300.00.A0.10 300 SIS J A/A
R/LS117.300.00.K0.10 300 315 J AN
R/LS117.300.00.M0.10 300 SIS J A/A

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

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R nnu L ncnonHexue.

State R or L version

BbIcOTy pexyLuen KpoMKkM HeOBX0AMMO 3aMepUTb U OTPErynMpoBaTh. 3aMepsATb pexyLLne KPOMKN TONbKO ONTUYECKMM cnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!
[MepeToyka MHCTPYMEHTa C MOHOKpUCTaNIMyeckMmMm anmasamm no 3anpocy

MCD - Regrind upon request

[Mpoune pasmepsbl 1 UCNOMHEHWS NO 3anpocy

Further sizes and versions upon request
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NMony4yeHne NoNMpPoBaHHbIX |'I R
NoBepPXHOCTEN TOKapHOM obpaboTkomn Cﬁ HORN |1 )
High Polish Turning

Repwasia HC105.MD \

Toolholder
Eﬂ_J]_
_"I'._‘-_
@ oTBEPCTMSA OT Bore @ from 13,5 mm o ]
L8 i
ONs NnacTuHbI
for Insert
= ' v Tun  105.2020.MD10
% - - Type creumanbHasi/special
PO X |
f o 1 =
g — =
(W7
29| T I
e e |
e -
O603Ha4yeHue h b I, f D,
Part number
RHC105.MD1414.2.10 13,8 13,8 42 8 185
[pyrve pasmepsbl - N0 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

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

3anacHble YacTu

Spare Parts
HepxaBkKa LLlecTurpaHHbIN KoY
Toolholder Allen Wrench
RHC105.MD1414.2.10 SW2,0 DIN911

B9



I'IonyquMe NnoJIMPOBaAHHbIX

NoBepPXHOCTEN TOKapHOM obpaboTkomn Cﬁh HORN |]|D
High Polish Turning

MNnacTtuHa 105 7 ~
Insert

[MpononbHoe ToyeHne
Side Turning

[Ns JepXaBKu

105 MED for Toolholder

Tun RHC105.MD1414.2.10

—f i Type
+ e —
\ [ J
| r
‘?:5'
|r'h II'
S, —
= d
2] B = i
T |I
I e ——i
e
O6Go3Ha4yeHune R W [eomeTpusi ansi / Geometries for
Part number o
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals
105.2020.MD.10 2 2 J A

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [lo 3anpocy / upon request

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

BbicoTy pexyLien KpoMKM HEOBXOAMMO 3aMePUTb M OTPETYNIMPOBaTh. 3aMepsiTe PEXYLLME KPOMKM TOSNbKO ONTUYECKUM crnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

[MepeToyka MHCTPYMEHTA C MOHOKpUCTaNIMyeckMmMm anmasamm no 3anpocy

MCD - Regrind upon request

[Mpoumne pasmepsbl 1 NCMOHEHWUS NO 3anpocy
Further sizes and versions upon request
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I'IonyquMe NOJINPOBAHHbIX

NoBepPXHOCTEN TOKapHOM obpaboTKkomn
High Polish Turning

(ph HORN i)

Hepxaska B105.MD
Toolholder
@ oTBEPCTMSA OT Bore @ from 13,5 mm
— 14 '5 -—
o E - - B -
2.9 AT
__' i } ' — = q‘__r

= I'
0
1 l-_l

R = nokasaHo npaBoe UCnoJiHeHne
R = right hand version shown

L = neBoe ncnonHeHne
L = left hand version

O603Ha4yeHue d I, f
Part number

R/LB105.MD12.2.13 12 42 6,4
R/LB105.MD12.4.13 12 72 6,4
R/LB105.MD12.6.13 12 90 6,4
R/LB105.MD12.8.13 12 125 6,4

Beibepute R unm L ucnonHeHwue.

State R or L version

[pyrve pasmepsbl - N0 3anpocy.

Further sizes upon request

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

3anacHble YacTu

Spare Parts
HepxaBkKa LLlecTurpaHHbIN KoY
Toolholder Allen Wrench
R/LB105... SW2,5 DIN911

N »,

Ana nNnacTuHbl
for Insert

Tun 105...MD...

Type cneumanbHas /special
Dmin SW
1835 10
13,5 10
13,5 10
185 10

Pasmepbl ykazaHbl B MM.
Dimensions in mm
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FlonyquMe NOoJINPOBAHHbIX

NnoBepxXHOCTEN TOKapHOM obpaboTKomn
High Polish Turning

(ph HORN i)

KacceTta NH1 0 5

Cassette

Anda yHuBepcarbHOro npuMeHeHuns
for universal use

QL)

-,

NH105...4.01 CC =103 _

c~- 9B
I I | e,
| | i
! | i -
[
O6Go3Ha4yeHune b h h,
Part number
NH105.MD06.3.01 6 12 6
NH105.MD06.4.01 6 12 6
NH105.MD06.5.01 6 12 6

[pyrve pasmepsbl - Mo 3anpocy.

Further sizes upon request

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

3anacHble YacTu

Spare Parts
Kacceta LLlecTurpaHHbIN KoY
Cassette Allen Wrench
NH105... SW2,0 DIN911

B12

17,9
17,9
19,4

v O

Ana nNnacTuHbl
for Insert

Tun 105...D.06
Type

HHEE.. 501

HHA0S5.. 3.1

h I

1 1
6 23,9
6 24,8
6 239

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



I'IonyquMe NnoJIMPOBaAHHbIX

NoBepPXHOCTEN TOKapHOM obpaboTkomn (ﬁh HORN |]|D
High Polish Turning

MNnacTtuHa 105 7 ~
Insert

[MpononbHoe ToyeHne i

Side Turning
L% A
Ana KacceTbl
for Cassette
(A 12 . MKD
o n s
' ! MCD I ; ™n NH105.MD...
(! _' Type
&
=
A
T
=z R |
-
|
l:,-
x"‘w
L
O6Go3Ha4yeHune R W [eomeTpusi ansi / Geometries for
Part number o
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals

105.300.AD.06 300 3,5 J
105.300.KD.06 300 315 J A
105.300.MD.06 300 3,5 J A

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

Pa3smepbl ykasaHbl B MM.

Dimensions in mm

BbicOTy pexyLuen KpoMkM HEOOXOAMMO 3aMepUTb U OTPErynMpoBaTh. 3aMepsATb pexyLLne KPOMKN TOSNIbKO ONTUYeckumM cnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

ﬂepeTqua WHCTPpYMEHTa C MOHOKpUCTaniim4eCcKnumMmm anmasamu no 3anpocy

MCD - Regrind upon request

[Mpoure pa3amepbl 1 UCMOMHEHMS MO 3anpocy

Further sizes and versions upon request
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NMony4yeHne NoNMpPoBaHHbIX |'I R
NoBepPXHOCTEN TOKapHOM obpaboTkomn Cﬁ HORN |1 )
High Polish Turning

MnacTtuHa 105 7 ~

Insert
- 0F __l
| I | 1
ui= . l
MpoponbHOE ToYEHME )
Side Turning
, -
Ana KacceTbl
for Cassette
14.6 MKD
o - CRCD
Tvn NH105.MD...
! Type
H'\. " < |}r - -i'l
—_——————— = '.I - —— 4
£| i/
e
o
e
e re
i -3 |
= m } | :
r . = W]
Fl_.l" - - <N =
Ly
L
Bestellnummer R W [eomeTpusi ansi / Geometries for
Part number o
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals
105.3030.MD06 3 3,05 J J J A

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

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

BbicOTy pexyLuen KpomMkM HeOBX0AMMO 3aMepUTb U OTPErynMpoBaTh. 3aMepsATb pexyLLne KPOMKN TONbKO ONTUYeCKMM crnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

[MepeToyka MHCTPYMEHTA C MOHOKpUCTaNIM4YeckMmMm anmasamm no 3anpocy

MCD - Regrind upon request

[Mpoune pa3amepbl 1 UCNOMHEHWS MO 3anpocy

Further sizes and versions upon request
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PeXxunmbl pesaHus
Cutting Data High Polish Turning

(ph HORN i)

f/f
Martepuan v, 'l a FeomeTpus PekomeHayemoe
Material (Mm/06) (mm) Geometry oXrnaxaeHne
min max (mm/rev) Recommended Coolant
Ag 50 300 0,010 - 0,06 0,005 - 0,05 M Magif°
Al Mg 100 2.500 0,005 - 0,15 0,005 - 0,05 A anEllynbpmn
mulsion
Au 50 300 0,005 - 0,06 0,005 - 0,05 M Maoﬁl”o
Cu 50 500 0,005 - 0,08 0,005 - 0,04 A Magifm
CuNi 40 250 0,010- 0,06 0,005 - 0,04 M/A Ll
mulsion
cusn 50 300 0,005 - 0,08 0,005 - 0,04 A “"aocil”o
Cuw 40 250 0,010 - 0,07 0,005 - 0,04 A “"agiPO
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M “"aocifw
Cuzn
©e3 cBIHLA / HU3Koe Macro
conepxarne cea 0 350 0,005 - 0,10 0,005 - 0,05 A o
lead-free/low-lead
Ir/ Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 A aMynbCys
Emulsion
Mo 35 120 0,010 - 0,05 0,005 - 0,03 A AMyrbCHs
Emulsion
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/A 3hE/Iynb9Mﬂ
mulsion
Ti 40 200 0,010 - 0,06 0,005 - 0,03 K SnEAynbs:Mﬂ
mulsion
Zn 80 350 0,005 - 0,12 0,005 - 0,05 A aMyrbCus
Emulsion
PA 60 220 0,010 - 0,25 0,010 - 0,10 CreuvansHas CLILA2E
Special Emulsion
PC 50 200 0,005 - 0,20 0,010- 0,10 K 3Myé‘bc"'.”/ BO3AYX
mulsion / Air
PE 80 350 0,010 - 0,25 0,010 - 0,10 C”‘;Ll“?ﬂbHaﬂ AMybCHs
pecial Emulsion
PEEK 60 250 0,010 - 0,25 0,010- 0,10 C”‘;”“"’.‘”"”a” My
pecial Emulsion
PMMA 80 300 0,005 - 0,20 0,010- 0,10 K 3Mygb°”."/ LS
mulsion / Air
POM 80 350 0,010 - 0,25 0,010 - 0,10 K ahE/lynbpwﬂ
mulsion
PTFE 70 300 0,01-0,25 0,010-0,10 C”‘;”“‘i‘“"”a" oMynbeA
pecial Emulsion
PVC 60 250 0,01-0,25 0,010 - 0,10 C”esu”?”b”a" amynbevs
pecial Emulsion



MoHoKpucTannmyeckum anmas

Monocrystalline Diamond

(ph HORN i)

CDpesa ana CHATUA

dackum
Chamfer Milling Cutter

DSFF.MD

KoHueBas
MUKpodpesa

chepuyeckasi
Micro End Mill Ballnose

DSK.MD

XBOCTOBUK dhpesbl
Milling shank

M117KIM117P/
M117U/M117

MnactuHa
Insert

S117/105

B16

CrtpaHuua/Page
B19

CTtpanunual/Page
B20

CTtpaHuual/Page
B22

CrtpaHuua/Page
B23-B24

CrtpaHuua/Page
B27

CTtpaHuua/Page
B21

CrtpaHuua/Page
B25-B26

Kacceta
Cassette

NH105

CTtpaHuual/Page
B28

F S
i'l - —Hl
W, B
CTpaHuua/Page
B29



MoHoKpuCTannnyeckui anmas Cﬁh HORN [il1)

Monocrystalline Diamond

[NMonyyeHne nonupoBaHHbIX
noBepxHocTen ppesepHOU
obpaboTKkoun

High polish milling

NMony4yeHne nonnpoBaHHbIX High polish milling
noBepxHocTen chpesepHon with MCD
00paboTKoM C NOMOLULIO

MOHOKpUCTarnsinyeckoro

anvasa (MKD)

B17



MonyyeHne NONMPOBAHHbIX

noBepxHocTteun ppesepHon oo6padboTkon
High polish milling

(ph HORN i)

dPpesa ons cHATUA packu
Chamfer Milling Cutter

DSFF.MD

1-3y6as, ¢ MoHokpucTannunyeckum anvasom (MCD) HHIE:
single fluted, MCD tipped k I

|
' A ~= 1 = 1
L
. 35 @
TA_ . T
s, [ = ()
=== iz @
- -l'l i
|
A - - -—
: ¥ l
o . | | _'.F
Ea v e oy =
Pl et R |
™ o e i I
Ll | i | _JI | 1
. i
-
O6o3HayeHue d, Ds a l, d, d, b l, \, Tun o
Part number Type o
=
DSFF.MD.30.38.3 0,3 2,0 30° 5,5 2,8 3 1,50 38 - 1 A
DSFF.MD.30.66.6 0,3 2,0 30° 5,5 2,8 6 1,50 66 4° 2 A
DSFF.MD.45.38.3 0,3 2,8 45° 5,3 2,8 8 1,25 38 - 1 A
DSFF.MD.45.66.6 0,3 2,8 45° 515 2,8 6 1,25 66 4° 2 A
DSFF.MD.60.38.3 0,3 2,8 60° 55 2,8 3 0,72 38 - 1 A
DSFF.MD.60.66.6 0,3 2,8 60° 5,5 2,8 6 0,72 66 4° 2 A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3smepbl ykasaHbl B MM.

Dimensions in mm

Mpoune pasmepbl U UCTIONHEHMS MO 3anpocy

Further sizes and versions upon request

B18

Mpoyne pasmepbl v UCMONHEHUS MO 3anpocy

Further sizes and versions upon request



MonyyeHne NOANPOBaHHbIX
noBepxHocTen ppesepHon ob6paboTKomn (ﬁh HORN [il1)

High polish milling

KoHueBasa Mmukpodpesa :
ccepunyeckas DS K.MD

Micro End Mill Ballnose .

1-3y6as, c MOHoKpuCTannnyeckum anvasom (MCD) T
single fluted, MCD tipped I

TA | - A -
i ] g '"l
- -— | e (B =T
! g silr= BRI
- "'-| ! { T:'g.' t - E} g
_— Hiwml T a
l _':... ! -l ; -
AT T
LS5 T 1]
L = o
- -
. B _
- - TR o ¥ 1 - ok | I Ty i -
e | CJ i T J | I_E..
e | = 5 |- =
—_— o] |
e i * 1 i = _I il |
b (3
O6o3HayeHue d, r a I8 d, d, t oo l, Y Tun o
Part number Type o
=
DSK.MD.020.38.3 0,2 0,10 20° 5.9 1,6 8 0,10 38 20,0° 1 A
DSK.MD.030.38.3 0,3 0,15 20° 515) 1,6 3 0,15 38 20,0° 1 A
DSK.MD.040.38.3 0,4 0,20 15° 515 1,6 3 0,20 38 20,0° 1 A
DSK.MD.050.38.3 0,5 0,25 - 515, 1,6 3 0,25 38 20,0° 2 A
DSK.MD.080.38.3 0,8 0,40 - 515 1,6 S 0,40 38 20,0° 2 A
DSK.MD.100.38.3 1,0 0,50 - 515, 1,6 3 0,50 38 20,0° 2 A
DSK.MD.150.38.3 1,5 0,75 - 515 1,6 S 0,75 38 20,0° 2 A
DSK.MD.200.38.3 2,0 1,00 - 515 1,6 3 1,00 38 20,0° 3 A
DSK.MD.200.66.6 2,0 1,00 - 9.5 1,6 6 1,00 66 6,0° 3 A
DSK.MD.300.66.6 3,0 1,50 - - 2,6 6 1,50 66 4,5° 3 A
DSK.MD.400.66.6 4,0 2,00 - - 315 6 2,00 66 &) 3 A
DSK.MD.500.66.6 5,0 2,50 - - 4.5 6 2,50 66 2,0° 3 A
DSK.MD.600.66.6 6,0 3,00 - - 4,5 6 3,00 66 2,0° 3 A
A co Cknapa /onstock A4 Hepenu /4 weeks X [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM. [Mpoune pasmepsbl 1 UCNOMHEHWSA MO 3anpocy
Dimensions in mm Further sizes and versions upon request

[Mpoune pa3mepbl 1 UCMNOMHEHWs MO 3anpocy
Further sizes and versions upon request
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PagunycHoe ¢pesepoBaHue
Ballnose Milling

(ph HORN i)

XBOCTOBMK (hpesbi M117K
Milling shank

Linnuuapuyecknin TBepaocnnaBHbIn (ope3epHblt XBOCTOBUK —
BO3MOXHO 3a)katne B TEPMONATPOH
Cylindrical carbide shank - shrink fit

Matepuan xBocToBuMKa : TBEpPAbIN cnnae, obecneynBaeT XOpoLUY BUOPOYCTOMYNBOCTb

Material of shank: Carbide - Giving a good vibration resistance

i b
— — =i

| DIN 6535-HA "

—

L
! ! |
- f @
i ] '|:|I-
.\ng &y

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds d I,
Part number
M117K.MD06.06.5.05 6 6 63
M117K.MD08.08.5.07 8 8 77
M117K.MD10.10.5.09 10 10 100

[Opyrne pasmepsl - No 3anpocy.

Further sizes upon request

MoOMeHT 3aTsXKn BUHTOB CM. TeXHUYeCcKMe pekomeHaaLum.

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

3anacHble YacTtu

Spare Parts
XBocToBUK hpe3bl 3axumHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M117K.MD06.06.5.05 030.265P.0821 T8PL
M117K.MD08.08.5.07 030.265P.0819 T8PL
M117K.MD10.10.5.09 030.400P.0227 T15PQ

B20

25
35
50

Ana nNnacTuHbl
for Insert

Tvn S117.MD...K.X0
Type

d, Pasmep
Size
5,6 05
7,6 07
9,6 09

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



PagunycHoe ¢pesepoBaHue
Ballnose Milling

(ph HORN i)

MnacTuHa
Insert

S117

[Mony4yeHve NoNMpoBaHHbLIX MOBEPXHOCTEN (hpe3epHor 06paboTkom
High polish milling

Ans )pesepHOro XBoCTOBYKA

¢ Ds e for Milling shank
| A M -
' : Tvn M117K
m— e i Type
Wy 1 -'ré-'_r_-_-l". "'1' 5 I |
g .'\.
s -
” -;;:-:-:l L )
I.-. " h -
N | |
o |
1 .’ 5 r
o il -\.x o i
i g
& ;.
. =
5%
Bestellnummer Ds R Paswvep leometpus ans / Geometries for
Part number Size =)
LNUHHOCTPYXKEYHbIE KOPOTKOCTPYXEUHble nnacTukm (=)
marepuanbl marepuanbl transparent synthetics | =
long chipping metals | short chipping metals
$117.MD06.05K.X0 6 3 05 J J J
S$117.MD08.07K.X0 8 4 07 J J J
$117.MD10.09K.X0 10 5 09 J J J A

A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

3amepsiTb pexyLLye KPOMKU TOMbKO ONTUYECKUM criocobom!

Cutting edges must be measured optically!

Mpouyre pa3amepbl 1 UCMONHEHMS MO 3anpocy
Further sizes and versions upon request
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TopueBoe hpesepoBaHMe

Face Milling

(ph HORN i)

XBocToBUK dope3bl

Milling shank

M117P

Linnuuapuyecknin TBepaocnnaBHbIn (ope3epHblt XBOCTOBUK —
BO3MOXHO 3aXaTue B TepMONnaTpoH

Cylindrical carbide shank - shrink fit

Matepuan xBocToBuMKa : TBEpPAbIN cnnae, obecneynBaeT XOpoLUY BUOPOYCTOMYNBOCTb

Material of shank: Carbide - Giving a good vibration resistance

'E-"E.'-E' i

i 6535-HA

’cﬂ——-- o

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune
Part number

M117P.MD06.08.5.05
M117P.MD08.10.5.07

[pyrve pasmepsl -
Further sizes upon request

rno 3anpocy.

Ds d
8 6
10 8

MoOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekomMeHgauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu
Spare Parts

XBocToBuUK hpe3bl
Milling shank
M117P.MD06.08.5.05
M117P.MD08.10.5.07

B22

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

030.265P.0818 T8PL
2.6.5T8EP T8PL

63
77

= z

Ana nNnacTuHbl
for Insert

Tvn S117.MD08.05.P...
Type S117.MD10.07.P...
CTtpaHunual/page B25

Paavep
Size
05
07

Pasmepbl ykazaHbl B MM.
Dimensions in mm



MNMepudepunHoe ppesepoBaHme
Peripheral Milling (ph HORN piD

XBOCTOBMK hpe3bl M117U

Milling shank

Linnuuapuyecknin TBepaocnnaBHbIn (ope3epHblt XBOCTOBUK —
BO3MOXHO 3a)katne B TEPMONATPOH
Cylindrical carbide shank - shrink fit

Matepuan xBocToBuMKa : TBEpPAbIN cnnae, obecneynBaeT XOpoLUY BUOPOYCTOMUYNBOCTb

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

for Insert

Tvn S117.MD08.4.05U...
; T S117.MD10.5.07U...

; @ D50 ype
CTtpaHunual/page B26

DIN B535-HA

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O603Ha4yeHue Ds d I, Pasmvep

Part number Size
M117U.MD06.08.5.05 8 6 63 05
M117U.MD08.10.5.07 10 8 77 07

[pyrue pasmepsbl - Mo 3anpocy. Pa3amepsbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MoOMEHT 3aTsKKM BUHTOB CM. TexHU4Yeckue pekomMeHgauuu.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTu

Spare Parts
XBocToBuUK hpe3bl 3axumHon BuHT | Knroy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M117U.MD06.08.5.05 030.265P.0818 T8PL
M117U.MD08.10.5.07 2.6.5T8EP T8PL
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MNMepucepnnHoe n TopueBoe
¢dpesepoBaHue
Peripheral and Face Milling

(ph HORN i)

XBOCTOBMK hpe3bl M117

M"Img shank C BHYTpeHHUM nogsogom COX
with through coolant supply

LinnuHapuyecknii TBepAoCnnaBHbI (Ppe3epHbI XBOCTOBUK —
BO3MOXHO 3a)kaTtue B TepMonaTpoH
Cylindrical carbide shank - shrink fit

Matepuan xBocToBuMKa : TBEpPAbIN cnnae, obecneynBaeT XOpoLUY BUOPOYCTOMYNBOCTb

Material of shank: Carbide - Giving a good vibration resistance

DIN 6533-HA B o

kY

MokasaHo npaBoe UcnoriHeHne
Picture = right hand cutting version

O6Go3Ha4yeHune Ds d
Part number
M117.MD10.12.5.09 12 10

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

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl 3axumMHon BUHT | Kntoy Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
M117.MD10.12.5.09 030.400P.0227 T15PQ

B24

Ana nNnacTuHbl
for Insert

Tun S117.MD12.09P...

Type CtpaHuua/page B25
S117.MD12.5.09U...
CTtpaHuua/page B26

| Pasmep
Size

100 09

Pasmepbl ykaszaHbl B MM.
Dimensions in mm



TopueBoe hpesepoBaHMe
Face Milling

(ph HORN i)

NMnactunHa S1 1 7

Insert

MonyyeHne NoNMpOBaHHbLIX MOBEPXHOCTEN (hpe3epHO 06paboTKoM
High polish milling

Ans )pesepHOro XBoCTOBYKA

&g for Milling shank
' A Tvn M117
1 —— Type
(=
A
IRl
; -
1
O6Go3Ha4yeHune Ds R w Grole [eomeTpusi ansi / Geometries for
Part number Size
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku
matepuanbl MmaTtepuanbl transparent synthetics
long chipping metals | short chipping metals
S$117.MD08.05P.M0 8 50 3,2 05 J
S$117.MD08.05P.X0 8 50 3,2 05 J J
S$117.MD10.07P.M0 10 100 3,7 07 J
$117.MD10.07P.X0 10 100 3,7 07 J J
$117.MD12.09P.M0 12 100 4,0 09 J
S117.MD12.09P.X0 12 100 4,0 09 J J

A co Cknapa /onstock A4 Hepenw /4 weeks X [No 3anpocy / upon request
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

3amepsATb pexyLe KPOMKM TONMbKO ONTUYECKUM Crocobom!

Cutting edges must be measured optically!

[Mpoune pasamepbl 1 UCNOMHEHWs MO 3anpocy
Further sizes and versions upon request

MD10

> > > > > >
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MepudepunHoe hpesepoBaHue
Peripheral Milling (ph HORN piD

NMnactunHa S1 1 4

Insert

MonyyeHne NoNMpOBaHHbLIX MOBEPXHOCTEN (hpe3epHO 06paboTKoM
High polish milling

[ns (ppesepHOro XBOCTOBMKA
pDge for Milling shank

A PN
Tun M117U...

Type M117.MD10.12.5.09

Ri
|
O6o3HayeHue Ds R l, Pa3avep leometpus ans / Geometries for
Part number Size =
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl matepuansl transparent synthetics | =
long chipping metals | short chipping metals
S$117.MD08.4.05U.M0 8 100 4,2 05 J A
S$117.MD08.4.05U.X0 8 100 4,2 05 J J A
S$117.MD10.5.07U.M0 10 150 5,2 07 J A
S$117.MD10.5.07U.X0 10 150 5,2 07 J J A
S$117.MD12.5.09U.M0 12 150 5,2 09 J A
S$117.MD12.5.09U.X0 12 150 5,2 09 J J A

A co Cknapa /onstock A4 Hepenw /4 weeks X [No 3anpocy / upon request
Pa3smepbl ykasaHbl B MM.
Dimensions in mm

3amepsATb pexyLe KPOMKM TONMbKO ONTUYECKUM Crocobom!
Cutting edges must be measured optically!

[Mpoune pasamepbl 1 UCNOMHEHWs MO 3anpocy
Further sizes and versions upon request
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TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

XBocTOoBUK hpe3bl M117P i [T ] ™

Mlllmg shank C BHYTpeHHUM nogsogom COX
with through coolant supply

Lepxatenb cbanaHcMpoBaH B cOope € pexyLlen nnacTMHon
Milling shank is fully assembled with insert and balanced

b ¥
MnactuHa
1 Insert
f i -
B oY o g
Elli' . - — (=) q,l Tun S117P.MD10...
- T ' Type  105.MDV05.03
| | 9,
= =
Form A FormB _ 24, _
- i_l_
g ————— = b
(E==r N oM
@Y eDs+6 s B0s*6
L ey
- eDs_ - @Ds_
[MokasaHo npaBoe McnonHeHne
Picture = right hand cutting version
O603Ha4yeHue Ds d I, l, d; dopma
Part number Form
M117P.MD050.D20.M0 50 20 102 30 58 B
M117P.MD050.D20.X0 50 20 102 30 58 B
M117P.MD100.D32.M0 100 32 112 30 108 A
M117P.MD100.D32.X0 100 32 112 30 108 A
M117P.MD150.D32.M0 150 32 112 30 158 A
M117P.MD150.D32.X0 150 32 112 30 158 A
M117P.MD200.D32.M0 200 32 112 30 208 A
M117P.MD200.D32.X0 200 32 112 30 208 A
[pyrve pasmepsl - N0 3anpocy. Pasmepbl ykaszaHbl B MM.
Further sizes upon request Dimensions in mm

XBOCTOBMK BKIO4aeT nNacTuHbI, co6pa|-|, c6anchupOBaH U HAaCTpPOEH.
Milling shank contains inserts, mounted, balanced, adjusted.

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYeckue pekomMeHgaunu.

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

3anacHble YacTu

Spare Parts
XBocToBUK hpe3bl LLecTturpaHHbin knto4 | Kntou Tun TORX PLUS®
Milling shank Allen Wrench TORX PLUS® Wrench
M117P... SW2,0 DIN911 T15PQ

B27



TopueBoe hpesepoBaHMe
Face Milling (ph HORN piD)

MNnacTtuHa 105 s — ~
i
Insert I e _
P s117
! N et
Mony4eHre NoNMpoBaHHbIX MOBEPXHOCTEN hpe3epHo 06paboTkoi E 105
High polish milling

Onsi ppesepHOro XBOCToBMKA
for Milling shank
MKD in 196 PrRD

"Mco - - - P
i =it iy Tun M117P.MD...

-'—-l - '»..‘f_,l .rr.l _Ei Type

sl i
i = =
. ! '\-.\II'."I h
.H . 1 i
] el
L iy
S11YPMD10.300.M0 105.MDV.05.03

O6Go3Ha4yeHune R leomeTpust ans / Geometries for

Part number = 2
[NIMHHOCTPYXeYHble KOPOTKOCTPYXEUHbIE nnacTukn [ala)

marepuanbl marepuanbl transparent synthetics | = | Q-

long chipping metals | short chipping metals

105.MDV05.03 0,3 J J J A

S$117P.MD10.300.M0 300,0 J A

S$117P.MD10.300.X0 300,0 J J A

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

Pa3smepbl ykasaHbl B MM.

Dimensions in mm

BbICOTy pexyLuen KpoMkM HEOOXOAMMO 3aMepUTb U OTPErynMpoBaTh. 3aMepsATb pexyLLne KPOMKN TOSNIbKO ONTUYecKkuM crnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

I'IepeTqua WHCTPYMEHTa C MOHOKpUCTanimim4eckKnumMm anmasamu no 3anpocy

MCD - Regrind upon request

[Mpoune paamepsbl 1 UCNOMHEHWS NO 3anpocy

Further sizes and versions upon request
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MonyyeHne NOANPOBaHHbIX
noBepxHocTen ppesepHon ob6paboTKomn Cﬁh HORN [il1)

High polish milling
O

KacceTa N H 1 0 5
Ana nNnacTuHbl

Cassette

Anda yHuBepcarbHOro npuMeHeHuns
for universal use

|I for Insert
Lm i - b
~ = - ' Tun 105...D.06
I I [ Type

HHEE.. 501

QL)

L]
'Y A ;
i _jil i LZ |
NH105...4.01 cC =103 _ lﬂ_
G _E:E-..'_ .

T = U

HHA0S5.. 3.1

o

G-

O603Ha4yeHue b h h, l, h, I,

Part number

NH105.MD06.3.01 6 12 6 17,9 6 2810

NH105.MD06.4.01 6 12 6 17,9 6 24,8

NH105.MD06.5.01 6 12 6 19,4 6 23,9
[pyrve pasmepsbl - No 3anpocy. Pa3amepsbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm
MOMEHT 3aTSKKM BUHTOB CM. TEXHUYeckune
pekomeHaauum.

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

3anacHble YacTu

Spare Parts
[NnactuHa LLlecTUrpaHHbIN KoY
Cassette Allen Wrench
NH105... SW2,0 DIN911
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MonyyeHne NONMpPOBaAHHbIX

noBepxHocTen ppesepHon ob6paboTKomn (ﬁh HORN [il1)
High polish milling

MNnacTtuHa 105 7 ~
Insert

MonyyeHne NoNMpOBaHHbLIX MOBEPXHOCTEN (hpe3epHO 06paboTKoM -
High polish milling
L% A

nns Kacceta

13 - for Cassette
*AI* e MED
ol
i ! MCD ; Tvn NH105
r _' Type
&
.
A
T
z R |
-—
|
I;_
x"‘w
L
O6Go3Ha4yeHune R W [eomeTpusi ansi / Geometries for
Part number o
[UTIMHHOCTPYXeYHble KOPOTKOCTPYXEUHble nracTuku (=)
matepuanbl MmaTtepuanbl transparent synthetics | =
long chipping metals | short chipping metals
105.300.AF.06 300 3,5 J
105.300.KF.06 300 315 J A
105.300.MF.06 300 SIS J A

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

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

BbicoTy pexyLuen KpomMkM HEOOXOAMMO 3aMepPUTb U OTPEryNMpoBaTh. 3aMepsATb PeXyLLne KPOMKM TOSNIbKO ONTUYeckumM cnocobom!
Centre height must be measured and adjusted to the correct position. Cutting edges must be measured optically!

ﬂepeToqka WHCTPYMEHTa C MOHOKpUCTanin4eckKuMmmn anmasamu no 3anpocy

MCD - Regrind upon request

Mpoure pa3amepsbl 1 UCMONHEHMS MO 3anpocy

Further sizes and versions upon request
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Pexunmbl pe3aHus
Cutting Data High Polish Turning

(ph HORN i)

f/f
Martepuan v, 'l a FeomeTpus PekomeHayemoe
Material (Mm/06) (mm) Geometry oXrnaxaeHne
min max (mm/rev) Recommended Coolant
Ag 50 300 0,010 - 0,06 0,005 - 0,05 M Magif°
Al Mg 100 2.500 0,005 - 0,15 0,005 - 0,05 A anEllynbpmn
mulsion
Au 50 300 0,005 - 0,06 0,005 - 0,05 M Maoﬁl”o
Cu 50 500 0,005 - 0,08 0,005 - 0,04 A Magifm
CuNi 40 250 0,010- 0,06 0,005 - 0,04 M/A Ll
mulsion
cusn 50 300 0,005 - 0,08 0,005 - 0,04 A “"aocil”o
Cuw 40 250 0,010 - 0,07 0,005 - 0,04 A “"agiPO
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M “"aocifw
Cuzn
©e3 cBIHLA / HU3Koe Macro
conepxarne cea 0 350 0,005 - 0,10 0,005 - 0,05 A o
lead-free/low-lead
Ir/ Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 A aMynbCys
Emulsion
Mo 35 120 0,010 - 0,05 0,005 - 0,03 A AMyrbCHs
Emulsion
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/A 3hEAynb9Mﬂ
mulsion
Ti 40 200 0,010 - 0,06 0,005 - 0,03 K SnEAynbcwﬂ
mulsion
Zn 80 350 0,005 - 0,12 0,005 - 0,05 A aMyrbCus
Emulsion
PA 60 220 0,010- 0,25 0010-0,0  Crelmanbtas SLAIECA
Special Emulsion
PC 50 200 0,005 - 0,20 0,010- 0,10 K 3Myé‘bc"'.”/ BO3AYX
mulsion / Air
PE 80 350 0,010- 0,25 0,010- 0,10 C”eg”am’”a” OMymbCitR
pecial Emulsion
PEEK 60 250 0,010 - 0,25 0,010-0,10 C”e;‘”a”b”a” SMymbeus
pecial Emulsion
PMMA 80 300 0,005 - 0,20 0,010- 0,10 K 3Mygb°”."/ LS
mulsion / Air
POM 80 350 0,010 - 0,25 0,010- 0,10 K ahEAynbpwﬂ
mulsion
PTFE 70 300 0,01- 0,25 0,010-0.10 C”e;l“aﬂbHaﬂ aMybCHS
pecial Emulsion
PVC 60 250 0,01-0,25 0,010-0,10 C”eg"'a’_‘b'*aﬂ aMyribCHsi
pecial Emulsion



(ph HORN pill)
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Kybuyeckun HuTpmg 6opa

Cubic Boron Nitride

(ph HORN ph)

Cuctema/System
Supermini®
Mini

229

315

Ctpanuua/Page
C2

C6
C14
C18

C1




PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring Cﬁh HORN I]h)

[MnactuHa
Insert

105

CTpaHuual/Page
C5

Cc2



PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring

(ph HORN i)

Supermini®

PacTaumBaHue KanéHbIX
matepuanoB c CBN

[lepkaBKn CMOTpUTE B HALLEM
katanore Supermini® & Mini, rnaesa A

Hard Boring with PCBN

For holder please see our
catalog Supermini® & Mini,
Chapter A

C3



NMpumeHeHne Kybnyeckoro HuTpuga 6opa (ﬁh HORN |]|D

Application of cubic boron nitride

Kybuueckun Hutpmg ©Gopa, BTOpoM MO TBEPOAOCTM Matepuan nocne anvasa,
XapakTepuayeTcs YHUKanbHbIM cOveTaHneM (PU3NYECKNX, MEXAHUYECKUX N XUMUYECKMX
ceBoncTB. [lpexae Bcero, BblCOKasi TEPMOCTOMKOCTb U TBEPAOCTb B COBOKYMHOCTU C
reomMeTpven pexywen KPOMKM MNO3BOSMSET O4YeHb IKOHOMMYHO ob6pabaTtbiBaTb
3aKkaneHHylo ctanb. Eule ogHo oTnnumMtenbHoe OT anmasa unu kapbuaa KpemHus
CBOWMCTBO - 3TO XMMMYECKasd MHEPTHOCTb MO OTHOLUEHMIO K MeTannam. 3TO CBOWCTBO,
noMmMMo 06paboTKM 3akaneHHOW cTanu, OTKPbIBAaeT LUPOKUW CAEKTp  ApYrux
MaTepuanoB, KOTopble Takke MOXHO obpabaTtbiBaTb. Takum obpasom, CBN Takke
YyCNEewHo WUCNomnb3yeTcs B KayeCTBe 9SKOHOMMYHOIO pexyliero martepuana pnns
006paboTkn 4YyryHa, TBEpOOro InuTbsl, CMeYeHbIX MaTepuanoB U TOYHOM 06paboTkm
cynepcnnaBoB.

CnnaBbl CBN u1Cnonb3ytoTCA Kak KOMMO3WUTHbIE CUCTEMbl AN Pe3ku MaTepuarnos.
N3meHeHne gonn obbema, pasmepa 3epHa M CUCTEMbl CBA3bIBAHUSA MO3BOSISIET NOMyvaTb
pasnu4yHble CBOWCTBA, KOTOPble MOryT ObiTb OYEHb MOSIE3Hbl ANA KOHKPETHOro criyyvas
ucnonb3oBaHusa. B npuHuune, cnnaebl CBN pasnuyaiotca no obbemy. 3TO cambin
BaXKHbI MHAOEKC, KOTOPbIA Takke BcTpe4vaetca B craHgapte ISO 513. bnarogaps
coyeTaHno komnoHeHToB cnniaBa CBN, reomeTpumn pexylien KpOMKW, ONTMMarnbHbIM
3HA4YeHMSM pe3aHna u CTabuNbHOW WHCTPYMEHTaNbHOM CUCTEME MOXHO A06uTbCa
XOpOLLEro CTPY>KKOOTBEAEHMUS, TOYHOCTU 06paboTkM M BbICOKOrO KadecTBa MOBEPXHOCTY,
NpeBOCXOAsALLEN TeXHONornwo wnndgosaHua. [Ona atoro B pegkmx crydasx tpebyroTcs
crneunarbHble CTaHKW.

O6paboTka 3akaneHHon ctanu (45-70 HRC) ¢ HenpepbIBHBIM pe3aHnem

BO7
88?0 Hard machining of steel (45-70 HRC) with a smooth and lightly interrupted cut
O6paboTka 3akaneHHon ctanu (45-70 HRC) ¢ npepbIiBUCTLIM pe3aHnem
Hard machining of steel (45-70 HRC) with a heavily interrupted cut
CB50 O6paboTka 4yryHa

Cast iron machining

CneyeHble maTepuanbl, To4Has obpaboTka cynepcnnaBsos
Sintered materials, precision machining of superalloys

Polycristalline cubic boron nitride, the second hardest material after diamond, is characterised by a unique
combination of physical, mechanical and chemical properties. Its high thermal resistance and hardness in
particular enable maximum efficiency when machining hardened steel with geometrically determined cutting
edges. Yet its chemical interaction with metals is also influenced by passivity, which is in contrast to diamond or
silicon carbide. This property allows a wide range of materials other than hardened steel to also be machined.
As a result, PCBN is regarded as an economical cutting material that can successfully be used in machining
cast iron, white iron and sintered materials and in precision machining superalloys.

PCBN substrates are used as cutting material composite systems. The variation in their volume fraction, grain
size and binder system results in very different properties, which can be used to great advantage depending on
the application in question. PCBN substrates are generally differentiated based on their volume fraction. This
is the most important index and can also be found in ISO standard 513. The interaction of PCBN substrate,
geometric design of the cutting edge, optimum cutting values and a stabile tool system allow material removal
rates, accuracies and high surface qualities to be achieved that are superior to grinding technology. In very rare
cases, special machines will be required.
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PactaunBaHue kanéHbix MaTepuanos Cﬁl‘l HORN [ii1)

Hard Boring
MnacTtuHa 10 5 A ~
Insert
lI.
T
@ oTBEPCTMSA OT Bore @ from 3 mm
M A

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku

for Toolholder

s

= = Tun  H105
¥ Type HC105
m“'ﬂ’_— | e B105
' . VDI
. B105C
L L B105TS
oL e IR105
el 962

AlH

I
ot 963

Re-m - N

L
=

R = nokasaHo npaBoe ncnomnHeHne L = nesoe ncnonHeHune

R = right hand version shown L = left hand version
O603Ha4yeHue r f a d b l, Iy toax D.in o
Part number m

(@)

R105.0513.0.3.B 0,15 1,3 2,7 2,5 5.9 7 25 0,10 3,0 A
R105.0519.1.4.B 0,20 1,5 3,7 3,4 6,4 10 25 0,10 4,0 A
R105.0523.2.5.B 0,20 23 4,7 4,4 7,0 15 30 0,10 5,0 A
R105.0533.2.6.B 0,20 & 5,7 53 7,0 15 30 0,15 6,0 A
R/L105.0533.3.6.B 0,20 33 5,7 0.3 7,0 20 85) 0,15 6,0 A/A
R105.0540.2.7.B 0,20 4,0 6,4 6,0 7,0 15 30 0,15 6,8 A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request

Pa3smepbl ykasaHbl B MM. Bbibepute R unu L ucnonHexme.

Dimensions in mm State R or L version

Bbibepute R unu L ncnonHexue.
State R or L version

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring Cﬁh HORN I]h)

[MnactuHa
Insert

107/108/111/114/116

CTtpaHuual/Page
C8-C12
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PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring Cﬁh HORN I]h)

Mini

PactauvBaHue KanéHbIx Hard Boring with PCBN

matepuanoB c CBN

For holder please see our
[epxaBkn CMOTpUTE B HaLleM catalog Supermini® & Mini,
katanore Supermini® & Mini, rnasa B Chapter B
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PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring Cﬁh HORN I]h)

MnactuHa 107

Insert

@ oTBEPCTMSA OT Bore @ from 6,8 mm

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku

for Toolholder

Tvn B107
Type
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue s f a r d D... o
Part number m
(@)
R107.0537.02.B .8 3,7 6,3 0,2 5,2 6,8 A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PactaunBaHue kanéHbix MaTepuanos Cﬁl‘l HORN [ii1)

Hard Boring

MnactuHa 108 e
Insert
@ oTBEPCTMSA OT Bore @ from 7,8 mm
N

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku

for Toolholder

- Tvn B108
Type
i
s
ﬂ.
I = |
. | g
: | !
S | J L NOCAA0HHBIA TOpey
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue s f a r d D.in
Part number
R108.0547.03.B 3,5 4,65 7,65 0,3 6 7,8

A co Cknapa /onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

CB10

>
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PactaunBaHue kanéHbix MaTepuanos Cﬁl‘l HORN [ii1)

Hard Boring
MnactuHa 111 e =
Insert
@ oTBEPCTMSA OT Bore @ from 10 mm
N J

C pexyLLen KpomMKon 13 kybnyeckoro HuTpuaa 6opa

PCBN tipped
ONs AepXxaBku

for Toolholder

- Tvn B111
Type 125
i
e
ﬂ.
I =
. | 2
: | !
S | . MOCAA0HHBIR TOpey
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue s f a r d D.. o
Part number m
(@]
R111.0557.03.B 3,95 57 9,7 0,3 8 10
R111.0567.03.B 3,95 6,7 10,7 0,3 8 11

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

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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PactaunBaHue kanéHbix MaTepuanos Cﬁl‘l HORN [ii1)

Hard Boring
MnactuHa 114 e
Insert
@ oTBEPCTMSA OT Bore @ from 12,5 mm
N

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku

for Toolholder

- Tvn B114
Type HC114
i
e
ﬂ.
I =
. | 2
: | !
S | . MOCAA0HHBIR TOpey
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue s f a r d D.in
Part number
R114.0572.04.B Ok 7,25 11,75 0,4 9 12,5

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

CB10

>
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PacTtaunBaHue KanéHbIXx Mmatepuanos
Hard Boring Cﬁh HORN I]h)

MnactuHa 1 16 s =N
Insert
@ oTBEPCTMSA OT Bore @ from 14 mm
\_ J

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku

for Toolholder

- Tvn B116
Type 145
i
e
ﬂ.
I =
. | 2
: | !
S | . MOCAA0HHBIR TOpey
R = nokasaHo npaBoe McnonHeHne
R = right hand version shown
O603Ha4yeHue s f a r d D.in o
Part number m
(@]
R116.0582.04.B 6,3 8,2 13,7 0,4 11 14 A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

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

C12



(ph HORN pill)

C13



TouyeHue 3aKanéHHbIX geTaneun
Hard Turning

(ph HORN i)

[MnactuHa
Insert Q
229

CTtpaHuual/Page
C16
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TouyeHue 3aKanéHHbIX geTaneun
Hard Turning Cﬁh HORN [lh)

229

ToyeHue 3aKarnéHHbIX Hard Turning with PCBN

aetanen ¢ CBN
For holder please see our

[epaBKkn CMOTPUTE B HaLLEM catalog Grooving, Chapter H
kaTanore ObpaboTka KaHaBOK,
rnasa H
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TouyeHue 3aKanéHHbIX geTanemn Cﬁh HORN [ii1)

Hard Turning
MnacTtuHa 229 e ™~
Insert

[my6uHa kaHaBku 0o Depth of groove up to 18,0 mm

LLinpnHa kaHaBku Width of groove 3-6 mm

N\ _J

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
wpe ONs gepxasku
fe-_ .?_ﬂ:# T _jﬂ.ﬁ for Toolholder
f = | g Tan 210
.I .I Type 218
| ] 226
n ] a | H224
= | = l 219
1 \ 213
; 214
849
| = LA210
. £ P RA210
g % ! E LA226
—] ¥ RA226
1« s 225
257
WnpuHa 3 - 5 mm LLivpuHa 6 mm
Width 3 - 5 mm Width 6 mm
O603Ha4yeHue w r Pa3avep o | o
Part number Size m 8
O | O
229.0300.22.B 3 0,2 03 A | A
229.0300.24.B 3 0,4 03 A | A
229.0400.22.B 4 0,2 04 A | A
229.0400.24.B 4 0,4 04 A | A
229.0500.22.B 5 0,2 04 A | A
229.0500.24.B 5 0,4 04 A | A
229.0600.24.B 6 0,4 05 A [ A
229.0600.26.B 6 0,6 05 A | A

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

Pa3amepbl ykasaHbl B MM.
Dimensions in mm

CMEHHbIE MnacTuHbI MOTYT UCNOJNTb30BaTbCA B MpPaBbIX U NeBbiX OepXXaBKax.
Indexable inserts can be used in right and left hand toolholders.

[pyrve pasmepsbl - No 3anpocy.
Further sizes upon request
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TouyeHue 3aKanéHHbIX geTaneun
Hard Turning

(ph HORN i)

[MnactuHa
Inserto

315

CTpaHuual/Page
C20

Cc18



TouyeHue 3aKanéHHbIX geTaneun
Hard Turning Cﬁh HORN [lh)

315

ToyeHue 3aKarnéHHbIX Hard Turning with PCBN

aetanen ¢ CBN
For holder please see our

[epaBKkn CMOTPUTE B HaLLEM catalog Grooving, Chapter O
kaTanore ObpaboTka KaHaBOK,
rnasa O

C19



TouyeHue 3aKanéHHbIX geTaneun
Hard Turning Cﬁh HORN [lh)

MnactuHa 315 s | ™\

Insert

- b
[my6uHa kaHaBku 0o Depth of groove up to 18,0 mm ‘ ‘
LLinpnHa kaHaBku Width of groove 3-6 mm

" J

C BCTaBKOW U3 Kybuyeckoro HuTpuga bopa

PCBN tipped
ONs AepXxaBku
for Toolholder
Tvn 356
Type 333
R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHve
R = right hand version shown L = left hand version
O6o3HayeHue w r b S Pasmep 0
Part number Pasvep @
O
R/L315.1032.01.B 1,0 0,10 2 3,2 03 A/A
R/L315.1532.01.B 1,5 0,15 3 3,2 03 A/A
R/L315.2032.02.B 2,0 0,20 4 3,2 03 A/A
R/L315.2532.02.B 2,5 0,20 5 3,2 03 A/A
R/L315.3032.02.B 3,0 0,20 5 3,2 03 A/A
A co Cknapa/onstock A4 Hepenu/ 4 weeks X Mo 3anpocy / upon request
Pa3mepbl ykasaHbl B MM. [Opyrve pasmepsbl - No 3anpocy.
Dimensions in mm Further sizes upon request

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

Cutting Data Hard Machining

(ph HORN i)

O6paboTka kaHaBok Cuctema 229 n 315
Grooving System 229 and 315

Matepuan

Material

3aKanéHHas cTarnb
Hardened Steel 45-65 HRC

HenpepbIBHOE pe3aHie
non interrupted cut

3akanéxHas cranb
Hardened Steel 45-65 HRC

NpepbIBUCTOE pe3aHne
with interrupted cut

Cepblid YyryH
Grey Cast Iron

Cepblid YyryH
Grey Cast Iron

YyryH co C(bepOM,ElaﬂbelM
rpacuTom

Spheroidal graphite cast iron
YyryH co cd)epom,qaanblm
rpacuTom

Spheroidal graphite cast iron
crneyeHble Matepuarnsl, He
3aKareHble

Sintered Steel, non hardened
npepbisucToe/
HenpepbIBHOE pe3aHne
interrupted/non interrupted cut

CnnaB
Substrate

CB10

CB10

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

[MpumeHeHne

Application

ToueHue Ha BCHO LUMPHHY
Grooving in full material
YactnyHoe pesanue, obpaboTka
naHua

Partial cut, Flanc machining

ToyeHue Ha BCIO LLMPUHY
Grooving in full material
YacTuuHoe pesanue, obpaboTka
(hnaHua

Partial cut, Flanc machining

ToyeHne Ha BCHO LIMPUHY
Grooving in full material
YactnyHoe pesaHue, obpaboTka

cnaHua
Partial cut, Flanc machining

ToueHwe Ha BCto LUNPURY
Grooving in full material

YacTtnyHoe pesaHue,

obpabotka dnaHua
Partial cut, Flanc machining

ToueHwe Ha BCto LUNPURY
Grooving in full material

YacTuuHoe pesaHue,

obpabotka dnaHua
Partial cut, Flanc machining

PactauuBaHue n npocpunbHoe ToueHne Cucrtema Supermini® n Mini
Boring and Profiling System Supermini® and Mini

Matepuan
Material

3aKanéHHas ctasnb
Hardened Steel

45-65 HRC

cepblid YyryH
Grey Cast Iron

YyryH cO ccbepom,qaanblm
rpacuTom

Spheroidal graphite cast iron
CcrieYeHble MaTepuarnsl, He
3aKaneHble

Sintered Steel, non hardened
CcreyeHble MaTepuarnsl, He

3aKaneHble
Sintered Steel, non hardened

CnnaB
Substrate

CB10

CB10

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

CB35
CB50

[prmeHeHre
Application

HernpepbIBHOE pe3aHie
non interrupted cut

4yTb NPEPLIBUCTOE pe3aHue
light interrupted cut

NpepbIBUCTOE pe3aHne
heavy interrupted cut
npepbIBUCTOE/HENpepbIBHOE
pesaHue

interrupted/non interrupted cut
npepbIBMCTOE/HENPEPbIBHOE
pesaHve

interrupted/non interrupted cut

HenpepbIBHOE pe3aHne
non interrupted cut

YyTb NPEPbIBUCTOE pe3aHne
light interrupted cut

f
Y (Mm/06) g, OxnaxaeHue
m/min (mmirev) (mm) Coolant
90-140  0.03-0.06 3MYNbCHS/BO3AYX
! ! Emulsion/Air
90-150  0,04-0,08 0,10-0,25 SMVE"C”.’"BOWX
mulsion/Air
90-140  0,03-0,06 oMybCHS/BO3RYX
! ! Emulsion/Air
90-150  0,04-0,08 0,10-0,25 Bof\ﬁyx
500-1050 0,10-0,25 aMynbeus/BO3AYX
! ! Emulsion/Air
500-1250 0,05-0.40 010-1,00 oMynbous/Bo3AyX
Emulsion/Air
200-550 0,07-0,15 aMybCHA/BO3AYX
! ! Emulsion/Air
200-650 0,05-0,10 0,10-0,70 Boifr‘yx
120-400 0,07-0,20 aMybCHA/BO3AYX
! ! Emulsion/Air
140-450 0,05-0,10 0,10-0,70 Bozfrlyx
fn
v, (MM/06) a, OxnaxgeHue
m/min (mmirev) (mm) Coolant
70125  0,01-0,05 0,02-0,08 "MVJE“’C“.”’BO.WX
mulsion/Air
70-130  0,01-0,05 0,02-0,08 Bof\ﬂyx
75-120  0,01-0,05 0,02-0,08 Bof\ﬁyx
200-950 0,10-0,25 0,03-0,50 Bof\fr‘yx
100-350 0,02-0,15 0,03-0,25 3MVJE"°C“.’*’B°.3HVX
mulsion/Air
100-300  0,07-0,2 0,03-0,25 3My2"°”?‘/ﬂ°.3ﬂyx
mulsion/Air
110-350  0,05-0,10 0,03-0,25 Boiﬁyx
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TexHn4yeckue pekomeHgaumm /

dononHunTtenbHbIE NMPpUMHaANeXxHoCTu

Technical Instructions / Additional Equipment

(ph HORN i)
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CopepxaHune/Summary CtpaH
MoMeHTbI 3aTsXKKun
Torque Specification

KayecTBO NOBepXHOCTU
Surface quality

NeomeTpusa Wiper

Wiper Geometries
BanaHcupoBKa

Balancing

AnmasHble pexyliue
MaTtepuanbl

Diamond cutting materials
[NononHuTtenbHbIE

NPUHaANexHoCTu
Additional Equipment

nua/Page

D2

D3
D4
D5

D6-D7

D8-D11
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MoMeHTbI 3aTSXXKM Ha BUHTbI
Torque of Screws

(ph HORN i)

Hwxe nepeyncrneHbl MOMEHTbI 3aTAXKN BUHTOB. Mol He pekomMmeHgyem ncnosnb3oBaTb AOMNOJTHUTENBbHYHO

CMa3Ky BUHTOB.

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

Tun BuHT M,Nm Krirou CTepxeHb
type Screw Clamping wrench Blade
B105.MD... DIN913-M5x5 1,0 SW2,5DIN911 DSW25K
H117.1... 4.09T15P 50 T15PQ DT15PK
H117.MD... 030.400P.0227 50 T15PQ DT15PK
HC105.MD DIN913-M5x5 1,0 SW2,0DIN911 DSW20K
M117K...05 030.265P.0821 1,2 T8PL DT8PK
M117K...07 030.265P.0819 1,2 T8PL DT8PK
M117K...09 030.400P.0227 4,3 T15PQ DT15PK
M117.MD10... 030.400P.0227 4,3 T15PQ DT15PK
M117.MD...M0/...X0 4.09T15P 5,0 T15PQ DT15PK
M117P...05 030.265P.0818 1,2 T8PL DT8PK
M117P...07 2.6.5T8EP 1,2 T8PL DT8PK
M117U...05 030.265P.0818 1,2 T8PL DT8PK
M117U...07 2.6.5T8EP 1,2 T8PL DT8PK
NH105.MD... DIN913-M4x5 1,0 SW2,0DIN911 DSW20K
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KayecTBO noBepxHOCTU
Surface quality Cﬁh HORN I]h)

KauectBo NOBEPXHOCTU B 3aBUCMMOCTU OT pagnyca pe>|<yu_|,el7| KPOMKHM 1 nogayn.
Bbl6epMTe MaKkCuMarbHO BO3MOXHbIN pagunyc pe>|<yu_|,e|7| KPOMKMH, o6ecnel-||/|Ba+ou.|,v||?1 XECTKOCTb
CUCTEMDbI, KOHTYpP 3aroTOBKMN N KOHTPOJ1b CTPYXKWN.

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

—> f -—
H ! 3HaveHuns YKa3aHbl B MKM
Data's in pm
1 f, f,
\ Rt = r= f =V8xrxRt
8xr 8 x Rt

TeOpeTM‘-IeCKVI AOCTUXNMOE Ka4eCTBO NOBEPXHOCTU
theoretical surface quality

Ra (um)| 04-0,8 | 0,8-1,6 16-32 | 3,2-6,3 | 6,3-12,5 | 125-25
Rt (um) 1,6 4 10 16 28 40
Pagunyc fn (Mm/006)
Radius fn(mmi/rev)
0,1 0,04 0,05 0,07 0,10 0,12 0,18
0,2 0,05 0,07 0,10 0,14 0,18 0,45
0,4 0,07 0,09 0,15 0,22 0,25 0,35
0,8 0,10 0,17 0,22 0,27 0,35 0,50
1,2 0,12 0,20 0,25 0,34 0,43 0,60

KayectBO noBepxHocTu ¢ reometpuen Wiper
Surface quality with Wiper-Geometry
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reomeTpus Wiper (ﬁh HORN fil1)

Wiper Geometries

Mbl paspaGoTanu Gonblioe KonM4yecTBO TUMOB NNacTuH ¢ reometpuert Wiper ans BHyTpPeHHen u
BHELUHEN BbICOKOMPOM3BOAUTENBbHON TOKapHOW 06paboTku. OHUM MMEeKT pPexyLlyld KPOMKY C
3arnaxwvBaroLLein NnoLlaakon Mexay BelxodoM paauyca u 6okoBoi npodunem, kotopasi AencTByeT
Kak BTOpPUYHas pexyllas KpoMmka C yriomM yctaHoBku 0°. [axe npu ckopocTu nogayum B 2-4 pasa
Bbllle [OCTUraeTcs OOMHaKOBOe KayecTBO noBepxHocTu. Cokpawasi Bpemsi 06paboTku,
ONTUMU3UPYSI KOHTPOSb CTPYXKM M YBENMYMBASI CTOMKOCTb, Bbl MOXETE 3HAYMTENIbHO MOBbLICUTb
NPOVN3BOAUTENBHOCTb MNP OAHOBPEMEHHOM CHUXEHWUM 3aTpar.

OGpaTuTe BHUMAHMe, YTO NPU Ucnonb3oBaHuu reometpumn Wiper:

Yron ycTaHOBKM JOMMKEH ObITb TOYHO BblAepXaH, MHave He OyaeT nonyyeH xenaembin apdekT
pexyLLen KpOMKN C 3arfnaxusaroLLen nrnowankon n He 6yaeT 4OCTUIHyTa XopoLlas NOBEPXHOCTb:

CCGW/T=95"° DCGW /T =93°
O6patnte BHMUMaHME Ha HanpaeBfieHMe pes3aHusl, Tak Kak reomeTtpus Wiper 3aBucut oOT
HanpasfeHns pexyllen KPOMKM C 3arfaxusarowen nnowankon. TonbKo Tak MOXHO AOCTUYb
Kenaemoro kadecTtBa NOBEPXHOCTU U ONTUMAaribHOro cbera CTPYXKU.

Mpn 06paboTke Topua BCerga HanpaBnanTeChb OT 60NbLLIOro K Marnomy anametpy!

FeomeTpuryeckas hopMa pexyLLen KPOMKN NPUBOAUT K UCKAXKEHWNIO KOHTYpa paaunycoB, hacok,
CKOCOB 1 noape3os!

Mpenmywectsa reometpun Wiper

. Jlyywee ka4yecTBO NOBEPXHOCTU NPU OAMHAKOBbLIX NapaMeTpax 06paboTku.

. Bonee BbiCcOKMe Nogavm — BO3MOXHbI YepHOBas 1 YnctoBass 06paboTka O4HON NNACTUHOMN.
. Jlyywee ctpyxkonomaHue 6narogapsa 6onee BbICOKMM nogadam.

. Bonee BbicOkMe nogaym cokpallatoT Bpems 06paboTki 0gHON AeTanu u, cnegoBaTtenbHoO,

CHMXXaeTCA U3HOC U 3HAYUTESIbHO yYBEITM4YMNBaeTCA CTOWMKOCTb.

For the purpose of high performance cutting in the fields turning and milling, we developed a large number of inserts with
WIPER geometry. Those geometries are designed with a trailing edge between edge radius and lateral cutting edge, which
works like a cutting edge with 0° approach angle. Even with 2 - 4 times higher feed rates you can achieve the same surface
qualities. Through reduction of cycle time, the optimal chip control with higher federates and the increase of tool life, you
can escalate your productivity while reducing costs at the same time.

Please keep in mind when using Wiper Geometries:
The approach angle needs to be applied accurately, in order to achieve the desired wiper effect to get best surface qualities:

CCGW/T=95° DCGW/T=93°

Be aware of the cutting direction. Wiper geometries are designed to trail behind the cutting edge for proper chip flow and
surface quality.
Facing operations should always be performed form the larger to smaller diameter.

Because of the trailing edge, distortion can occur on radii, chamfers and tapers.

Advantages of Wiper Geometries:

Better surface qualities at the same cutting parameters

Higher feed rates - Roughing and finishing with one insert is possible
Better chip control through higher feed rates

Higher feed rates reduces the cutting time per workpiece and therefore the
wear characteristic and this leads to significantly longer tool life
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BanaHcMpoBKa Cﬁh HORN i)

Balancing

PacGanchprBKa OTHOCUTCA K Bpallarwmnmca terfiaMm, MacCa KOTOPbIX HE pacnpeneneHa BpawaTteribHO-
CUMMETPUYHO. ,D,pyrl/IMVI crnoBaMu, 3TO O3Ha4YaeT, YTO OCb UHEPLIMN MACCbl OTKITOHAETCA OT OCU BpaLlleHus...
UemoyHuk: http://de.wikipedia.org/wiki/Unwucht

B cBSI3M C BbICOKMMW CKOPOCTSIMM  BpaLLEHWs] COBPEMEHHBIX WHCTPYMEHTamnbHbIX  LUMUHAENEN,
NCMNomnb3yeMble WHCTPYMEHTbI C UX AepXxaTensMu LOIDKHbl noasepratbea OanaHcupoBke. B npoTuBHOM
crniyyae yxyAlaeTcsi Ka4yecTBO MOBEPXHOCTUM W CHMKAETCS CTOMKOCTb WMHCTPYMEHTa. OTO MOXeT MMETb
pellatoLlee 3HadeHne Ons ugeanbHOro pesynbtata, 0OCOOEHHO Anst AOCTMXKEHUS MONMPOBAHHbIX U yribTpa
NMONMMPOBaHHbIX MoBepxHocTel. [pu GombluMX Maccax u/unuM GonbluMX AMameTpax BrvsiHue nboro
ancbanaHca SOIMKHO yYMTbIBaTbCA Aaxe npy paboTe Ha OTHOCUTENBbHO HU3KUX CKOPOCTSX.

PaznnyatoT ctatuyeckyto U OuHaMuyeckyto pacbanaHcupoBky. B cnydae ctaTuyeckor pacbGanaHCUpOBKM
LEHTP TSHKECTM poTopa HaxoauTCsl BHE OCY BpaLLleHMS.

KopoTKkne MHCTPYMEHTbI HE MOTYT CO3[aBaTb BbICOKUIA KPYTALLMIA MOMEHT. INMoaToMy 6anaHCcMpoBKN B OOHOM
NIOCKOCTU (CTaTUYECKOM) YacTo OblBaeT JOCTAaTOYHO.

B npvHuMne, HaWM MHCTPYMEHTHI yXe pas3paboTaHbl cOanaHCUPOBAHHLIMU Ha 3Tane NPOEKTUPOBaHUSA C
ucnonb3oBaHmem CAIlMP. ®@akTuyecks, 9TO O0O3Ha4yaeT aHann3 MacCoBbIX COOTHOLUEHUA WU KX
YpaBHOBELLUMBaHNE B TeOpUW. ATO KaAYeCTBEHHAsl XapaKTEpUCTUKA U Mepa Ansl OOCTMKEHWUS Kenaemoro
KayecTBa GanaHcupoBkM ©e3 JOMOMHUTENbBHbBIX yCcunuin. banaHcmMpoBka BCell CUCTEMbI HE MOXET, OLHaKo,
3aMEeHUTb 3Ty Mepy.

Ocb LeHTpa TshKecTu
Priority axis

Ocb BpalLeHus
Axis of rotation

Ocb LeHTpa TaXKeCcTH
Priority axis

Cratuyeckas OvuHamunyeckan
pas3banaHcupoBKa pa3zbanaHcupoBKa
Static unbalance Dynamic unbalance

Rotating Unbalance is the uneven distribution of mass around an axis of rotation. Unbalance is caused when the centre of mass (inertia
axis) is out of alignment with the centre of rotation (geometric axis)....
source: http://de.wikipedia.org/wiki/Unwucht

The high speeds associated with state-of-the-art tool spindles mean that the tools used need to be balanced with their supports. Failure to
do this has an impact on the surface qualities that can be achieved as well as on tool life - this can be crucial when it comes to achieving
a perfect result, particularly with respect to polishing and brilliant finish machining. With large masses and/or large diameters, the effects
of any unbalance must be taken into account even when working at relatively low speeds.

A distinction is drawn between static unbalance and dynamic unbalance. Static unbalance occurs when the rotor's centre of gravity is
outside the rotary axis.

With short tools, high torque values cannot develop meaning that balancing in one plane is often sufficient here (static).
Our tools are designed to be balanced at the CAD stage. In practice, this means that the mass ratios and their offsets are considered

during the theoretical design phase. This is a feature that demonstrates our quality and is a way of achieving the required balance without
the need for additional work. Nevertheless, this measure does not replace the need to balance the system as a whole.
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AnmasHble pexylue maTepuanbl
Diamond cutting materials

(ph HORN i)

HORN-
copTa

MD10

HDO03
HDO05
HDO08

PD02

PD70

PD75

HORN-
Grades

D6

MD10

HDO3
HDO05
HDO8

PD02

PD70

PD75

Pexywwni
MaTtepuan

MKD

CvD-D

PCD

PCD

PCD

Cutting
material

MCD

CvD-D

PKD

PCD

PCD

CaoiicTBa

MoHoKpucTannmyeckuin anmas

663 MUKPOCTPYKTYpbI, BbICOYALLEN TBEPAOCTH,
abconioTHO OCTPble pexyLLme Kpomkm Bes
HapOCTOB, HI3Kasi MPOYHOCTb

CVD (nonukpuctannuyeckas anMasHas nogmnoxka)
6e3 TBepLOCNIaBHON NOANOXKN 1 663 METanM4eCKomn
a3kl cxBaTbIBaHWS, coaepaHme anmasos 99,5%,
BbICOKas! M3HOCOCTOMKOCTb, OCTPbIE PEXYLWE KPOMKM
6e3 HapoCTOoB, HU3Kast MPOYHOCTL

[MonukpucTannuueckuii anmas, CpenH1A pasMep 3epHa
MaKcvMaribHas MPOYHOCTb MPY XOpoLLel
WN3HOCOCTOMKOCTY

lMonukpucTannuyeckuit anmas, CMeLLaHHoe 3epHO
TBEPAOCNNaBHas MOAMOKKA, XOPOLLasi OCTPOTa PEXYLLEi
KPOMKY, BbICOYaiillasi M3HOCOCTOMKOCTb U XopoLuas
MPOYHOCTb

[NonukpucTaniMIeckui amas, MeKkoe 3epHoO

C TBEPLOCMIABHON NOAMOXKOM, 04EHb XOPOLLas OCTpoTa
pe)KyLIJ'eVI KPOMKM, NOBbILLIEHHasA M3HOCOCTOWKOCTb W
NPOYHOCTb

Properties

Solid Monocrystalline Diamond
without grain structure, highest hardness, absolutely sharp
cutting edge without micro fractures, low toughness

CVD Diamond

(Polycrystalline Diamond substrate)

without solid carbide material and without metallic binder.
99.5% Diamond, Highest hardness and wear resistance,
sharp cutting edge without micro fractures, improved
toughness

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

Polycrystalline Diamond, mixed grain

solid carbide reinforced, fine grit size, good cutting edge
sharpness,

highest wear resistance and toughness

Polycrystalline Diamond, micro grain

solid carbide reinforced, fine grit size, very good cutting
edge sharpness,

improved wear resistance and toughness

O6nacTv npumMeHeHus

TMonyyeHue MAHLEBbIX 1 YNbTParNsHLEBbIX
MOBEPXHOCTEN 13 BCEX LIBETHBIX METaINoB,
nnactmacc 6e3 aGpaavBHbIX HaMoNHUTENeN,
[AparoLieHHbIX METasmoB 1 Ux CrnaBos

06p860TKa BCeX L|BETHbIX METansoB, altoMUHNEBBIX
CnaBos., nnactmacc ¢ 86p83MBHbIMM
HanosiHnTensamu, CniaBoB AparoLeHHbIX MeTasos,
TBepAbIX CnyiaBoB, KEPAMUYECKINX 3aroTOBOK.

O6paboTka LBETHbIX METAOB, NMPENMYLECTBEHHO B
CIIOXHBIX YCTIOBUSIX

O6paboTka L{BETHbIX METaIIOB ¥ NfacTMacc ¢
abpasyIBHbIMMY HaMoMHUTENSIMI, YACTOBAS 11 YepHOBas!
obpaboTka

O6paboTKa LiBETHbIX METAIIOB W NIacTMace ¢ ¢
abpaavBHbIMM HaNoONHUTENSAMM, YbTPaYMCTOBaS,
YncToBas M YepHoBoi 0bpaboTka

Recommended applications

Polish and high polish machining of all nonferrous metals,
plastics without abrassive reinforcements, precious metals
and precious alloys

Machining of all nonferrous metals, Aluminium alloys,
Plastics with abrassive reinforcements, precious alloys,
Solid Carbide, Ceramic green parts

Machining of all nonferrous metals, preferably used for
difficult operations

All purpose for all nonferrous metals and plastics with
abrassive reinforcements, from finishing to roughing

All purpose for all nonferrous metals and plastics with
abrassive reinforcements, ultra fine finishing and from
finishing to roughing



AnmasHble pexyume maTepuanbl Cﬁh HORN |]|])

Diamond cutting materials

O603HavyeHue pexywmx matepuanos cornacHo DIN ISO 513 (2001)
Description of cutting materials according DIN ISO 513 (2001)

A mkD/MCcD CVD-D
MoHokpucTannuyeckui Monukpuctannuyeckuin
anmas anmas
Monocrystalline Diamond Polycrystalline Diamond

PKD / PCD

MonukpucTannmyeckui
anmas
Polycrystalline Diamond

BC nokpbiTbii CBN
coated PCBN

BH CBN 70 -95%
PCBN 70 - 95%

BL CBN 40 - 65%
PCBN 40 - 65%

MN3HocTOoMKOCTbL / Wear resistance

CA | S
“e—
-
Kepamuka
Ceramic "
T CNsCC
MokpbIThle TBEPABIE CrNaBbl
KepmeT coatet grades
Cermet HT 1 HI:

T
FY

I E
" ~ MernKkosepHUCTbIe TBepable crnasbl I'IOKprTbIe/

]
HEenoKpbIT!
Micro grain carbide coated / uncoated
HEenoKpbITblE TBEPAbIE e
cnnasbl . HwW

uncoated grades

MpouyHocTb/ Toughness
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JononHutenbHbIe NnPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

OuHamoMeTpuUyeckasa oTBepTKa CO LUKason.

- AmeeTcsa gnana3oH BbIGOpa KPyTALLEro MOMEHTA.

- BbIGpaHHOe 3HaYyeHue NoKa3bIBaeTCs B OKOLUKE.
Bbi6op Tpebyemoro KpyTsLLErO MOMEHTA OCYLLLECTBNSAETCS

npuv MOMOLWM  cheumanbHOro  YCTpoMcTBa  (BKIIOYEH B
D 041 VL nocTaBky). OproHoMmyHasa opma ynpowaeTr paboTy ¢
0.4-1 Nm MHCTPyMEHTOM. Bo Bpemsi 3akpyusBaHUsS BUWHTA, nNpu
’ OOCTUXKEHUN HeOOXOOMMOro KpyTSLWEro MOMEeHTa pasgaeTcs
LLIESTYOK.

(CtaHgapT: EN ISO 6798, BS EN 26789, ASME B 107.14.M)
(ToyHoOCTb: + 6 %)
Torque screw driver with scale

- variable torque setting

- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal when

D 15 VL set torque is reached.
(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
1-5 Nm (Precision: £ 6 %)

D 28 VL
2-8 Nm

PE— n YCTPOMCTBO ANA HaCTPONKMU KPYTALLEro MOMEHTa.

PykosiTka:  MEINKO3EPHUCTLIN NONMMep.
ED 28 VL CTepKeHb: OKTOroHanbHas (BocbMurpaHHasi) gopma, HaHeCeHo
YNPOYHsitoLLLEE NOKPbITUE

ans / for Device f tting th ired t
evice for setting the required torque.
DO41VL /D15VL / D28VL Handle: Celluloseacetat with micro structured surface
Blade: Octogonal (8 flats) blade, hardened galvanized

D8



JononHutenbHbIe NnPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

CTtepxeHb nog BUHTbI TORX-Plus®

CrepxeHb: BblcokokayecTBeHHas 3aKkarneHHasi XpoMo-
BaHagueBas cTanb NOoKpbiTasi XpOMOM
Mpoussoautens Wiha rapaHTupyeT BbICOKYHO
TOYHOCTb
KoanpoBka - TEMHO 3€eneHbln UBeT

DT6PK
DT/PK

DT8PK
MpumeHeHne: 3akpy4vvBaHMe BUHTOB C ONpeaerieHHbIM
DT9PK Eﬂ;oc KPYTALLMM MOMEHTOM MpPK NMOMOLLU CTPEXHEN
Wiha n guHamomeTpuyeckon oTBepTKN
DT10PK

DT15PK
Blade for TORX-Plus® screws

DTZO P K Blade: High quality Chrome-Vanadium steel, through hardened,
chrome plated.

DT25P K Wiha Chrome Blade guarantees maximum precison.

Colored code dark green

DT27 P K Utilization: Controlled screw setting with definite torque in
combination with Wiha torque screw driver handle.

ans / for
D041VL/D15VL/ D28VL

Knou nog BuHTLI TORX PLUS®
MpumeHeHne: ansa 3akpyynBaHus BUHTOB TunaTORX PLUS®
T6 PW BHyumaHue: kntoum TORX PLUS® HE noaxonsaT K BUHTaM

T7PW forx
T8PW

Wrench for TORX PLUS® Screws

Utilization: For all kind of using TORX PLUS® Screws
Attention: TORX PLUS®-Wrench does NOT fit for Torx-Screws
TOPW
T10PW
nnoc
T15PW Plus
T20PW
ans / for
DO041VL/D15VL/ D28VL
s ¢ — L — CMEHHbIN CTepXeHb AN BAHTOB C BHYTPEHHUM
LecTUrpaHHMKoOM
DSW1 5K CTtepxeHb: BblcokokayecTBeHHas 3akaneHHasi XpoMo-
BaHaaueBas cTarnb MoKpbiTas XxpoMoM
DSWZOK Mpounssoautens Wiha rapaHTpyeT BbICOKYHO
TOYHOCTb
DSW25K KogupoBka - KpacHbIn UBeT
DSWSOK MpumeHeHne: 3akpy4mBaHue BUHTOB C OnpeaeneHHbIM

KPpyTALWLMM MOMEHTOM Npwu NOMOLLN CTpe)KHeVI

DSWA40K Wiha 1 AMHamMoMeTp14YecKoi OTBEPTKM

ansa / for
D041VL/D15VL/ D28VL

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
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JononHutenbHbIe NnPpUHaANeXxHoCTu
Additional Equipment (ﬁh HORN I]h)

s ‘7_% YHuBepcanbHbI butoaepxkarens ana 6ut C6,3 n E6,3 (1/4™)

CTep)KeHb: BblcokokadecTBeHHas 3akaneHHas XpOMoO-BaHaaneBas

D14ZBK cTarb MoKpbiTas XpOMOM

Konbuo: HepXXaBewlLliad ctalb.

ans / for

D041VL / D15VL / D28VL anMeHeHME: 3apr‘-II/IBaHV|e BMWHTOB C onpegeneHHbIM prTvﬂLUMM
MOMEHTOM Mpv NOMOLLX ANHAMOMETPUYECKOU
OTBEPTKMU

Universal Bitholder
for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through hardened,
chrome plated.

Collar: Stainless steel

Utilization: For controlled screw setting with definite torque in

combination with torque screw driver handle.

OuHamomMeTpuyeckas OTBepTKa CO LUKaJlon.

- UmeeTcsa aMana3oH BbIOOpa KpyTALEro MOMeHTa

- BblOpaHHOEe 3HaYeHue NoKa3bIBaeTCsl B OKOLUKe

Bbi6op TpebyeMoro KpyTsLLErO MOMEHTA OCYLLECTBNSAETCS

npv NOMOLLM CNeLManbHOro yCTPOUCTBa (BKITHOYEH B MOCTABKY).
OproHomunyHasa popma ynpowaeT paboTy ¢ MHCTpyMeHTOM. Bo
BPEMS 3aKpy4YMBaHUS BUHTA, NPU AOCTUXKEHUN HEODXOANMOro
KpyTALLEero MOMeHTa pasgaeTcs Len4yoK.

(CtaHgapT: EN ISO 6798, BS EN 26789, ASME B 107.14.M)
(ToyHoOCTb: = 6 %)

Torque screw driver with scale

- variable torque setting
- adjusted torque is shown on display
D51 5QL The Torque can be adjusted with a special torque setter (included).
Ergonomical form gives perfect handling abilities. Audible signal when
5.-15 Nm set torque is reached.
= (Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: = 6 %)

YCTpPOMCTBO ANA HACTPOMKMN KPYTALLEr0 MOMEHTA.
o

PyKOFlTKaZ MeJ'IKO3epHVICTbIIZ nonammep
CTep)KGHbZ OKTOroHarsibHasa (BOCbMMFpaHHaﬂ) cbopma, HaHeCeHO

ED51 5QL ynpo4HsaLuiee nokpbitTne

Device for setting the required torque.
ansi / for Handle: Celluloseacetat with micro structured surface
D515QL Blade: Octogonal (8 flats) blade, hardened galvanized
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JononHutenbHbIe NnPpUHaANeXxHoCTu
Additional Equipment Cﬁh HORN I]h)

CrepxeHb nog BUHTbI TORX-Plus®
— Ep—
CTepxeHb:

BbICOKOKaYeCTBEHHAs 3aKaneHHast XpoMo-
BaHa/MeBas CTarb MOKPbITasi XPOMOM
DT15PQ MpownseoauTens Wiha rapaHTUpyeT BbICOKYHO
DT25PQ MpuMeHeHre: 3aKkpyunBaHWE BUHTOB C OMPeAEeneHHbIM
KPYTSILLMM MOMEHTOM NPV MOMOLLIW CTPEXHEN

TOYHOCTb

KoanpoBka - TEMHO 3efeHbIn LBeT

DT27PQ ioc Wiha v AMHaMoMeTprYecKoit OTBEPTKM D
Plus

DT3O PQ Blade for TORX_-PIus® screws _
Blade: High quality Chrome-Vanadium steel, through hardened,
ans / for chrome plated.
D515QL Wiha Chrome Blade guarantees maximum precison.
Colored code dark green
Utilization: Controlled screw setting with definite torque in

combination with Wiha torque screw driver handle.

YHuBepcanbHbI butogepxkarens ana 6ut C6,3 n E6,3 (1/4™)
_ CrepxeHb: BbICOKOKauecTBeHHas 3akaneHHas XpoMo-BaHaameBas

CTarnb NMoKpbiTaa XxpoMom

D14ZBQ Konblo:  HepxasetoLlas cTanb.
MpuMeHeHNe:  3akpyunBaHue BUHTOB C ONPeaeneHHbIM KpyTALLMM
ﬂDm1 /glr- MOMEHTOM Npu MOMOLLM AMHAMOMETPUYECKON OTBEPTKM
515

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.

YHuBepcanbHbIi butogepxartenb ¢ T-o6pa3HON PyKOATKOM
ansa 6ut C6,3 n E6,3 (1/4™)

CTepxeHb: BblCokokavecTBeHHas 3akaneHHas Xpomo-
BaHaaueBasi CTarnb NOKPbITas XpoOMOM
KonbLo: HepxxaBetoLLas cTasb.
MpumeHeHne: 3akpy4ynBaHWe BUHTOB

Universal Bitholder with T-handle
for C6,3 and E6,3 (1/4") Bits

Blade: High quality Chrome-Vanadium steel, through hardened,
1 4ZQK chrome plated.

Collar: Stainless steel

Utilization: For controlled opening
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Mpynnbi pexywmx matepuanos no DIN ISO 513
Cutting Material Groups per DIN ISO 513

OcHoBHast rpynna
Main group

Teepabivi cnnas
Carbide

Kepamuka
Ceramic cutting material

Anmas

Diamond

Hutpung 6opa

Boron nitride

O6o3HayeHue [loarpynnbl

HW

HT

HF

HC

CA

CM

CN

CcC

DM

DP

BN

Subgroups

HeI'IOKprTbIe TBepAble criaBbl, OCHOBaHHbIE HA WC
uncoated carbides based upon WC

HeI'IOKprTbIe TBepAdble crniaBbl, OCHOBaHHbIE Ha
TiC/TiN (Kepmer)
uncoated carbides based upon TiC/TiN (Cermets)

Menko3epHuUCTLIV TBEpAbIV CNnas
micro grane carbides

[NoKpbITble TBEPAbIE CNMaBbl U KEPMETbI
coated carbides / cermets

KepaMMKa Ha OCHOBE OKcuaa antoMnHUA
Oxide ceramics based upon ALO,

CwmeluaHHas KepaMuka - KepaMnka Ha oCHOBe
okcuaa antoMUHKS + kapbuasl MeTanos
Mixed ceramics based upon Al,O, + metal carbide
KepaMMKa Ha OCHOBE HUTpUAa KpEMHUA

Nitride ceramics based upon Si;N,

KepaMMKa C NOKPbITUAMU
Coated ceramics

MoHokpucTannuyeckumn anva3s
Monocrystaline diamond (MCD)

Monvkpuctannuyeckuii anmas
Polycrystaline diamond (PCD)

Monukpuctannuyecknn kybudeckun HuTpua 6opa
Polycrystaline, cubic boron nitride (PCBN)

Mbl ocTaBnsiem 3a coboi npaBo BHOCUTb M3MEHEHUs 1 fobaBneHns
B CBSI31 C HOBeNLWNMN pa3paboTkamu B 06rnacT UHCTpyMeHTa.

KomnaHust Horn He HeceT OTBETCTBEHHOCTU 3a OLUMOKM UK OneYvaTky B KaTasnore.

BocnpownssegeHue Bcero katanora unu nobow ero Yactu 3anpeLlaercs 6e3 NMCbMeHHOro
paspeLueHust komnanum Horn.

MapaHue: Hosi6pb 2019

Subject to technical changes developments.

No responsibility for errors or printer’s errors accepted.

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

Edition: November 2019



MPOTOYKA KAHABOK « OTPE3KA « ®PESEPOBAHME KAHABOK « [JONBJIEHWE MA30B « ®PE3EPOBAHUE
CBEPJIEHUE « PA3BEPTLIBAHWE OTBEPCTUW

lepmaHus / Germany

Hartmetall Werkzeugfabrik

Paul HORN GmbH

Unter dem Holz 33-35, D-72072 Tibingen

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

Benukobputanus / UK and Ireland

HORN CUTTING TOOLS Ltd.

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

Fax +44 (0)1425/481 888

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

®paHums / France

HORN S.A.S

665, av. Blaise Pascal, Zone Industrielle,

77127 Lieusaint

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

CLUA/USA

HORN USA, Inc.

320 Premier Court, Suite 205, Franklin,

TN 37067

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

BeHrpusi / Hungary

HORN Magyarorszag Kft.

H-9027 Gyor, Gesztenyefa u. 4

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

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

Kurait / China

HORN (Shanghai) Trading Co. Ltd.

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

BT RIER5185905% B4 : 200060

Tel : +86 21 52833505 ; 52833205

Fax : +86 21 52832562

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

Mekcuka / Mexico

HORN HERRAMIENTAS MEXICO

Av. Hércules # 500 Bodega #8

Poligono Empresarial Sta. Rosa

Santa Rosa Jauregui, Querétaro

C.P. 76220

Tel.: +442 291-0321, Fax: +442 291-0915
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