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HoBeble katanorn HORN - macliTa6bl Baliei NPOU3BOAUTENBHOCTH.

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

BbICTPbIE, IKOHOMUYHBIE U BbICOKOKAYECTBEHHBIE PELLEHUS.

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

- O6paboTka kaHaBoOK

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

- CBepxTBep/ble pexylive MaTepuarb!

- ®pesepHble CUCTEMbI

- CBeprieHve 1 pasBepTbiBaHUe OTBEPCTUIA

- TBeppocnnasHble KOHLUEBbIe hpesbl

- TokapHasi o6paboTka c Boehlerit

- ®pesepoBaHue ¢ Boehlerit

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

Lwall  Mplos Hon Mg/

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

New catalogues from HORN - benchmarks for productivity

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

- Grooving

- Supermini & Mini Internal Machining
- Modular Holder Systems

- Ultra Hard Cutting Materials

- Milling Systems

- Drilling / Reaming

- Solid Carbide Mills

- Milling Catalogue Boehlerit

- Turning Catalogue Boehlerit

In each catalogue, the breakdown into the type of cutting process makes it easier for you to quickly find the products
described. When choosing the individual cutting parameters, you will find numerous tables with proven empirical
values.

gﬁw /4‘% %&@ /é”’ 7 615/

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



CopnepxaHue / Index

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

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

Groove Milling

PpesepoBaHNe KaHaBOK 380/ 381
Groove Milling

Ppe3epoBaHMe Na3oB M101
Slot Milling

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

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

3ybope3Hoe ¢hpe3epoBaHue
Gear Milling

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

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

MonuroHanbHoe ppesepoBaHne M275/ 381
Polygon Millling

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

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

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

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

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

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

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

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

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

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

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

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

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

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

Quality and Environment Commitment

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

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

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

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

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

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

Our environmental management system continuously
monitors and improves environmental protection.

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

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

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

nnactuH M406 / M409
Tangential Milling

ﬂOHOHHMTeanbIe npuHaaneXxHoCTu
Additional Equipment




Cuctema DC
System DC

Pe3bbogdpesepoBarme
Thread milling

LlenbHas
TBEpAoCnaBHas

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

LlenbHas
TBEpAocnnaBsHas dpesa

ans 0bpaboTkM KaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

LlenbHas
TBEpAocnnaBHasa dpesa

AN CHATUS dhacku
Chamfering endmill solid
carbide

DCF

TexHuyeckue

pekomMmeHaaunn
Technical instructions

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

CrtpaHuual/Page
A3-A8

CTtpaHuua/Page
A9-A11

CtpaHuual/Page
A12

CTpaHuua/pPage
A13-A19
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®pesepoaHie acok
Chamfer milling




Ppe3epoBaHMe KaHaBOK

Groove Milling

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

Milling shank

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

XBocToBYK thpesbl B114-B122
Milling shank

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

XBocToBMK (hpe3bl B136-B141
Milling shank
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Lﬂ[

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

5



Ppe3epoBaHMe KaHaBOK
Groove Milling

=l ==l

®pesepoBaHne kaHaBOK KaHaBku nog CTOnopHble
Groove milling KonbLa

Circlip grooves

XBOCTOBWK (hpesbl
Milling shank

M275

®dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M275

HacagHas dpesa
Arbor Mounted Cutter

M275

[wnckoBas dpesa
Disc milling cutter

M275

CtpaHuua/Page
C6

CMeHHas nnacTtuHa %‘D
Indexable insert

S275/RS275 ]

CrtpaHuua/Page
C7-C9

CtpaHnunual/Page
c10

IA

Topuesoe
(bpesepoBaHmne
Face milling

(ph HORN i)




Ppe3epoBaHMe KaHaBOK

Groove Milling

_|eC

®pesepoBaHne kaHaBOK
Groove milling

XBOCTOBWK (hpesbl
Milling shank

380

HacagHas dpesa
Arbor Mounted Cutter

380

MoHobno4yHas

dpesa
Mono Milling Cutter

HSK 380/ABS 380

InckoBas dpesa
Disc milling cutter

381

CMeHHas nnactuHa
Indexable insert

314

KaHaBku noa CTonopHble konbLla
Circlip grooves

D4-D7

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

(ph HORN i)




dpe3epoBaHue Na3oB

Slot Milling

®pesepoBaHe Nazos
Slot milling

[unckoBas dpesa
Disc milling cutter

M101

HacagHas dpesa
Arbor Mounted Cutter

M101

MnactuHa
Insert

S101

TexHn4yeckue
pekoMeHaauunm
Technical Instructions

1

®pesepoBaHie nasos
Slot milling

=

-

CtpaHuual/Page
E3

h‘\
-

CrtpaHuua/Page
E4-E5

- J

CTtpaHuual/Page
E6-E7

”

CtpaHuua/Page

E8
‘ E3

CrtpaHuua/Page
E9-E10

CTpanuual/Page
E11-E12

(ph HORN i)




Ppe3epoBaHUe KaHaBOK U Na3oB
Groove Milling and Slot Milling

L

®pesepoBaHie kaHaBOK
Groove milling

OunckoBas dpesa
Disc milling cutter

382

HacagHas cdpesa
Arbor Mounted Cutter

383

CMeHHas nnacTtuHa
Indexable insert

314

[unckoBas dpesa
Disc milling cutter

M310

dpesa ¢ pe3bboBbIM

XBOCTOBUKOM
Screw-in cutter

M310

HacagHas dpesa
Arbor Mounted Cutter

M310

CMeHHas nnacTuHa
Indexable insert

S310

T

®pesepoBaHie nasos
Slot milling

o

CTtpaHnunual/Page

CTtpaHuual/Page

11
®
i
Ry

o

CrtpaHuua/Page
F8

—

v

|

CTtpaHuual/Page
F12-F13

' =1

}

|

CrtpaHuua/Page
F14

' =]

/

~—

CtpaHuua/Page
F15-F16

CTtpaHuual/Page
F17

R

CTtpaHuual/Page
F9
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Pe3bbocthpesepoBaHme

Thread Milling

HenonHbIi npodunb
Partial profile

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

XBoCTOBUK (opesbl G4
Milling shank

M308
Ds @ 13,4/15,7 mm

XBocToBUMK dopesbl G14
Milling shank

M311
Ds @ 17,7 mm

XBoCTOBUK (ppesbl G24
Milling shank

M313
Ds @ 21,7 mm

XBocToBMK dppesbl G32-G33
Milling shank

M328/SM328

Ds @ 27,7 mm

XBOCTOBMK chpesbl G42-G44
Milling shank

M332

Ds @ 31,7 mm

XBocToBMK chpesbl G52
Milling shank

M275
Ds @ 31/38/48/58 mm

XBocTOBUK (ope3bl G58-G59
Milling shank

10

60°

HenonHbIn npodunb
Full profile

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

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

311
611

HenonHbin npodunb/Partial profile

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

HenonHbI NPodub/Partial profile

55°

[TonHbIA Npodunb
Full profile

7Y OGW

MonHbI npodunb/Full profile
CtpaHuua/Page G8

MonHbIn npodunb/Full profile
CrpaHuua/Page G27

MonHblit npodunb/Full profile

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

(ph HORN i)

306
606

AN

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

111
608

A

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

[MonHbI# npodmnb/Full profile
Ctpanunua/Page G28

55°

55°

558

N_] 313

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

AN 328)

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

314

60°

HenonHbIn npodurb/Partial profile
Ctpanuua/pPage G67




PpesepoBaHUue 3yobLeB

Gear Machining

®pe3sepoBaHue 3ybbeB
Gear milling

MnactuHa
Insert

613/628/632/635

HacagHas cdpesa
Arbor Mounted Cutter

M279

lMnactuHa
Insert

RS279

KoHueBas dpesa
End Mill

DSDS

XBOCTOBUK hpe3sbl
Milling shank

MDG

PexyLas ronoska
Cutter Head

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

[on6nexne 3y6LeB
Gear broaching

CTtpaHnunual/Page

I
@
I
-
o

CrtpaHuua/Page
H14

CrtpaHuua/Page
H15-H16

CrtpaHuua/Page
H20

CTtpaHuua/Page
H24-H27

CrtpaHuual/Page
H28-H35

— bl

YepBsayHbIN Ban
Worm shafts

®pesa ¢ pe3bboBbIM

XBOCTOBMKOM
Screw-in cutter

DAHM25

XBOCTOBUK hpesbl
Milling shank

DAHM25

CMeHHas nnacTtuHa
Indexable insert

DAH25

®pesa ¢ pe3abboBbIM

XBOCTOBMKOM
Screw-in cutter

DAHM37

XBOCTOBUK hpe3bl
Milling shank

DAHM37

HacagHas cdpesa
Arbor Mounted Cutter

DAHM37

CMeHHas nnacTtuHa
Indexable insert

DAH37

(ph HORN i)
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CTpaHuua/pPage
H40

CTtpaHuual/Page
H41-H42

CTtpaHuual/Page
H43

CTtpaHuual/Page
H48

CTpaHuua/pPage
H49

J

CTtpaHuual/Page
H50

CTtpaHuual/Page
H51-H52 1



PpesepoBaHue T-o0pa3HbIX Na3oB

Milling of T-Slots

T-06pasHble nasbl

T-Slot

XBOCTOBUK dhpesbl
Milling shank

M311

lMnactuHa
Insert

311

XBOCTOBWK (ope3bl
Milling shank

M313

MnactuHa
Insert

Sili3

XBOCTOBWK (ope3bl
Milling shank

M328

MnactuHa
Insert

328

12

CHsiTne dhackm
Chamfering

[

|/

5

[

CTtpaHnunual/Page
14

—

|/

5

[]

CTtpaHuual/Page
15-16

[

|/

5

CrtpaHuua/Page
110

[

|/

5

[

CTtpaHnunual/Page
111

[

|/

5

CTtpaHuua/Page
114

™

|/

5

[]

CTtpaHuua/Page
115

XBOCTOBWK hpe3bl
Milling shank

M406

XBOCTOBWK hpe3sbl
Milling Shank

M409

CMeHHasa nnactuHa

Indexable insert

406/409

(ph HORN i)

CTtpaHuual/Page
120

| |-

CrtpaHuual/Page
121

CTpaHuua/pPage
122-123



TexHn4yeckue pPeKomMeHaauuun

cdpe3epoBaHMe KaHaBOK
Technical Instructions Groove Milling

TexHuveckue

pekomeHaauunun
Technical Information

Bbibop TBEpAOro cnnasa
Choice of the carbide grades

dopmyrbl

Formulas

MoMEeHTbI 3aTsHKKM
Torque Specification

HocTtynHble

XBOCTOBVKN (hpes
Available milling shanks

Pexxumbl pe3aHnAa
Cutting data

(ph HORN i)

CTpanuua/pPage J2-J7

CrtpaHuua/page J8

CTtpaHuua/page J9-J10

CtpaHuua/page J11-J12

CtpaHuua/page J13-J15

CrtpaHuua/page J16-J17

13



MonuroHanbHoe ¢pesepoBaHue Cﬁh HORN |]|])

Polygon Millling
N
™~
o>

Kopnyc dpesbl

Cutter

M275
CrtpaHuua/Page
K4-K5

CMeHHas nnacTuHa
Indexable insert

S275

Kopnyc dpesbl
Cutter

381

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

CrtpaHuua/Page
K11, K13-K14, K20

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

CTtpaHuua/Page
K23-K24

Textnueckue CtpaHuua/pPage K25-K31
pekomeHgaunmn
Technical Information

14



BuxpeBoe Hape3aHue pe3b0bbl, MOAyNbHas

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

BuxpeBoe Hape3aHue pe3bObl
Thread Whirling

Pe3bboHapesHble

roN0BKM
Whirling Head

Ds =@ 10 mm

CTtpaHuua/page L4 CTtpaHuua/page L6

MopaynbHasa ocHacTka
Modular Thread Whirling

basoBas gepxxaBka
Basic Holder

CTtpaHuua/page L12

KacceTta
Ring Cassettes

CTtpaHuua/page L13

HORN Turbowhirling®
HORN Turbowhirling®

CrtpaHuua/page L14-L17

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

(ph HORN i)

OpesepoBaHme kapMaHoB

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

XBOCTOBUK (hpesbl
Milling shank

DAM31/DAM62

HacagHas ¢pesa
Arbor Mounted Cutter

DAM32/DAM62

Ppesa ¢ pe3abboBbIM

XBOCTOBUMKOM
Screw-in cutter

DAM31/DAM62

XBOCTOBUK
Adaptor

MD

lMepexonHuk
Reducer

MD

YaonuHutenb
Extension

MD

CMeHHas nnacTuHa
Indexable insert

DA31/DA32/DA6G2/
SDAG62

16

1)

CrtpaHuua/Page
M4-M8

CrtpaHuua/Page
M9-M10

@

CTtpaHuua/Page
M11-M13

CrtpaHuua/Page
M14-M15

CTtpaHuua/Page
M16

CrtpaHuua/Page
M17

CrtpaHuua/Page
M18-M22

XBOCTOBUK (hpesbl
Milling shank

DAHM25

®pesa c pe3abboBbIM

XBOCTOBUKOM
Screw-in cutter

DAHM25/DAHM37

CMeHHas nnactuHa
Indexable insert

DAH25/DAH62/
DAH37

XBOCTOBWK hpe3sbl
Milling Shank

DAHM37

HacagHasa dpesa
Arbor Mounted Cutter

DAHM37/DAHM62

CTtpaHuual/Page
M28-M29

CtpaHuua/Page
M30, M35

CTtpaHuual/Page
M31, M42

b

CTtpaHuual/Page

M37

CtpaHuual/Page

CTpanuual/Page
M34

J

CTtpaHuual/Page
M36, M41



¢pe3bl C TaHreHuuasnibHbIM KpenmneHunem

nnacTtuH

Tangential Milling

XBOCTOBWK (hpesbl
Milling shank

M406

dpesa ¢ pe3bboBbIM
XBOCTOBUKOM
Screw-in cutter

M406

XBOCTOBUK (hpesbl
Milling shank

M409

Ppesa ¢ pe3abboBbIM
XBOCTOBUKOM
Screw-in cutter

M409

®dpesa gns
dhpesepoBaHus
yCTYMnoB
Shoulder Mill
M409

N4-N6

N12, N14

N13, N15

CTpaHuua/Page
N18

(ph HORN i)

[uckoBas dpesa
Disc milling cutter

M406

CmMeHHasa nnacTtuHa
Indexable insert

406

TopueBas HacagHas
dpesa

Face Mill

M409

KykypysHas
dpesa
Shell End Mill

M409

[uckoBasi pesa
Disc milling cutter

M409

CMeHHas nnactuHa
Indexable insert

409

CTtpaHuual/Page
N8

CTtpaHuual/Page
N9

N19, N21

N20, N22

CTtpaHuual/Page

CTtpaHuual/Page
N25

17




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

Groove milling and thread milling

DC

LlenbHaa TBepaocnnaBHas
KOHUeBas dpe3a
Cucrtema DC

- Pe3bbodpesepoBaHne HENOMHbLIN
npodunb

- Pe3bbodpesepoBaHne NosHbIn
npodunb

- ®pesepoBaHne KaHaBOK

- ®pesepoBaHme pacok

Solid Carbide End Mills
System DC

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

- Chamfer milling

A1



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

Groove milling and thread milling

CTtpaHuua/Page
LlenbHas A3-A8

TBepaocniiaBHasa

pe3bboHapesHas dpesa
Thread milling cutter solid
carbide

DCG

CtpaHnunua/Page
LleneHas A9-A11
TBepAocnnaBsHas dpesa

ans 0bpaboTkm kKaHaBOK
Groove milling cutter solid
carbide

DCR/DCN/DCX

CTtpaHuua/Page
LlenbHas A12

TBEpAocniaBHas dpesa

Ons CHATUA hbackn
Chamfering endmill solid
carbide

DCF

TexHnyeckue CtpaHuua/Page

pekomeHpauum A13-A19
Technical instructions

A2



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

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

Pesbba Thread M1-M2,5
0511 BHYTPEHHEN
pe3bobl

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

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

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

A3



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

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

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

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

e OcHoBHOE npuMmeHeHne | OcHoBHOE NpUMeHeHe

0 AnbTepHaTUBHOE NPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIrOAHbIN / HenpurogHbiii

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

I ¢ Hanaiikon/Cermet / ¢ nanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpPLOrO cnnasa

Dimensions in mm Carbide grades

A4



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

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

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

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

o OCHOBHOE NpUMeHEeHNe / OcHoBHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

- HENPUIOAHbIN / HenpurogHbIii

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

I ¢ Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3amepbl ykasaHbl B MM. Mapku TBEépAOrO cnnasa

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

American Unified thread

LlenbHaa TBepaocnnaBHas DCG
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

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

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

o OCHOBHOE NpUMeHEeHNe / OcHoBHOe NpuMeHeHne

0 AnbTepHaTUBHOE NPUMEHEHMWE | AnbTepHaTUBHOE NPUMEHeHue

- HENPUIrOAHbIN / HenpurogHbIii

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

I ¢ Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3mepbl ykasaHbl B MM. Mapku TBEpAOrO cnnasa

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

(phrornph) A

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

DCG

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

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

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

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

o OCHOBHOE NpUMeHEeHNe / OcHoBHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEHNE

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

I ¢ Hanankon/Cermet / ¢ Hanaiikoil/Cermet

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

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

(ph HORN i)

LlenbHaa TBepaocnnaBHas
pe3bboHape3Has dhpesa

Thread milling cutter solid carbide

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

1/16%-3/8"

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

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

o OCHOBHOE NpUMeHeHue / OcHosHoe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNe | AnbTepHaTBHOE NPUMEHeHMe

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

I c Hanankon/Cermet / ¢ nanaiikoit/Cermet

Pa3Mepb| YKa3aHbl B MM.

Dimensions in mm

A8

55
6,6
9,5
9,8

10
10

DCG

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

0511 BHYTPEHHEN

pe3bobl

for internal thread

63
63
63
77

16
16
20
30

40
40
40
40

> » » » AN25

Mapkun TBEpPAOro crnnaea

Carbide grades



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

Groove Milling Full radius

LlenbHaa TBepaocnnaBHas DC R
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

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

gd2h5

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

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

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

(ph HORN i)

LlenbHaa TBepaocnnaBHas
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

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

O603Ha4yeHue Z w
Part number

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

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

0,15
0,15
0,15

DCN

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

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

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

o OCHOBHOE NpUMeHEeHMe / OcHoBHOe NpuMeHeHne

0 AnbTepHaTUBHOE NMPUMEHEHNE / AnbTepHaTUBHOE NPUMEHEeHNe

- HENPUIrOAHbIN / HenpurogHbIii

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

I ¢ Hanankon/Cermet / ¢ Hanaiikoit/Cermet

Pa3amepbl ykasaHbl B MM.
Dimensions in mm
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36
36
36
40
40
40
40
40
40
50
50
50
50
50
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Mapku TBEpLOrO cnnasa
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dpe3epoBaHue KaHaBOK (ﬁh HORN fih) A

Groove milling

LlenbHaa TBepaocnnaBHas DCX
c¢dpesa ansa o6paboTku na3os

Groove milling cutter solid carbide

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

Chamfer milling

LlenbHaa TBepaocnnaBHas DC F
dpesa ana cHATUA dpacku

Chamfering End Mill solid carbide

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

(phrornph) A

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

Marepuan
Material

P

yrﬂepO,ElMCTaﬂ CTarnb
Carbon steel

TNerupoBaHHas cranb
Alloyed steel

BbicokonernposarHas ctanb
high alloyed steel
(>5%)

CranbHoe nuTbe
Cast steel

HepxagetoLas ctanb
Stainless steel

YyryH
Grey cast iron

YyryH co cchepryeckinm
rpacputom

Spheroidal graphite cast
iron

KoBkuit YyryH
Malleable cast iron

Cnnagbl amomMnHus
Al-alloys

AntoMUHNEBOE NUTLE
Al-cast-alloy

Cnnasbl Meau
Copper-alloys

YKaponpoyHblit cinas (Fe)
Heat resistant alloy (Fe)

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

0,2% C

0,4% C

0,6% C
OTOXOKEHast
annealed

3akanka
quenched

3aKanka
quenched

OTOXKeHas
annealed

3aKaneHHas
hardened

HenernpoBaHHoe
unalloyed

neruposaHHoe
alloyed

MapTeHCUTHasi, (heppuTHast

martensitic, ferritic

ayCTeHUTHas
austenitic

C HU3KUM Npeaesiom
TeKky4ecTn
low tensile strength

C BbICOKVM Mpeserom
TEKy4ecTu
high tensile strength

heppUTHbIN
ferritic

NePAUTHbIN
perlitic

theppuTHbIi
ferritic

NepInTHbIA
perlitic

B MocTaBKke
not heat treatable

YNPOYHEHHbIE
heat treatable

B MOCTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

B MoCTaBKe
not heat treatable

YNPOYHEHHbIE
heat treatable

OTOXOKEHBIN
annealed

3aKaneHHbIN
hardened

OTONCKEHBIN
annealed

3aKaneHHbIN
hardened

CkopocTb pesaHns v,

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

(ph HORN i)

PacueT MMHYTHOM nogauu

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

OCHOBHbIE PEKOMEHOALIUU

Bbinet MHCTPYMEHTa

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

OwameTp hpesbl

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

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

Pe3bbocpesepoBaHue

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

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

ObICTpO 1 GesonacHo -

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

(phrornph) A

Feed rates and time calculation

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

BASIC RECOMMENDATIONS:

Overhang of the milling cutter

Select the shortest possible clamping device and milling
shank, to control the runout tolerance of the tools.
Large cutting widths in combination wi