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Dear Customer,

Our goal is to offer you the most cost-effective services and solutions possible with the range 
of products shown in this catalog.

The new HORN-Catalog ROTATING TOOLS presents the most comprehensive range of 
groove milling tools available worldwide. Our tooling solutions, expertise and technical advice 
make us your perfect partner when it comes to performing tasks, facing challenges and 
completing projects.

Standard and Special Tools are available on very short lead times.

We look forward to successful mutual cooperation for the future. 

Please don’t hesitate to contact us in case of any further queries.

Yours sincerely

Lothar Horn, CEO

Subject to technical changes developments.

No responsibility for errors or printer´s errors accepted.

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

Edition March 2013

Cutting Material Group per DIN ISO 513

DIN ISO 513 does not replace the manufacturers grade discription or designation.
DIN ISO 513 gives a comparison for grades from various manufacturers.

Main Group Symbol Subgroups

Carbide HW uncoated carbides based upon WC

HT uncoated carbides based upon TIC/TIN (cermets)

HC coated carbides

Ceramic cutting
material CA Oxide ceramics based upon Al2O3

CM Mixed ceramics Al2O3 + metal carbide

CN Nitride ceramics based upon Si3N4-Basis

CC coated ceramics

Boron nitride BN Polycrystaline cubic boron nitride (CBN)

Diamond DP Polycrystaline diamond (PCD)
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K THREA D W HIRLING

H TECHNICA L INS TRUCTIONS

G MILLING OF  T-S LOTS  M311 /  M313 /  M328

F FACE MILLING M306 /  M308 /  M311 /  M313
   SM328 /  380

D THREA D MILLING M306 /  M308 /  M311 /  M313
   M116 /  S M328 /  M275 /  380 

L SYSTEM DC

M MULTI MILLING S YSTEM DG /  DM
 with  rep lac eable c utting h ead s

O SYSTEM S YSTEM "DP" / " DS " Endmill

P CVD Diamond  milling tools  /  High  p olis h milling w ith  MCD

Q SYSTEM " URMA " B oring and  F ac e milling

C GROOVE and  S LOT MILLING M382 /  M383 /  M101/  M310

E CHA MF ERING /  DEB URRING M306 /  M308 /  M311 /  M313
   SM328 /  380

N SYSTEM " DA " /  " DA H"  Plunge milling cutter / High feed milling cutter

B GROOVE MILLING M275 /  380 /  381
 

J POLYGON MILLLING M275 /  381

A GROOVE MILLING M306 /  M308 /  M311 /  M116
   M313 /  M328 /  M332 /  M335

In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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CERTIFICATE
The Certification Body

of TÜV SÜD Management Service GmbH
certifies that

Horn USA Inc.
Suite 205, 320 Premier Court

Franklin, TN 37067
USA

has established and applies
a Quality Management System for

Development, Production and Distribution of
Grooving and Groove Milling Tools

An audit was performed, Report No. 70009046
Proof has been furnished that the requirements

according to

ISO 9001:2008
are fulfilled. The certificate is valid in conjunction

with the main-certificate until 2014-07-05
Certificate Registration No. 12 100 19435/02 TMS

Munich, 2011-07-27 QMS-TGA-ZM-07-92

CERTIFICATE
The Certification Body

of TÜV SÜD Management Service GmbH
certifies that

Horn USA Inc.
Suite 205, 320 Premier Court

Franklin, TN 37067
USA

has established and applies
an Environmental Management System for

Development, Production and Distribution of
Grooving and Groove Milling Tools

An audit was performed, Report No. 70009046
Proof has been furnished that the requirements

according to

ISO 14001:2004
are fulfilled. The certificate is valid in conjunction

with the main-certificate until 2015-07-21
Certificate Registration No. 12 104 19435/02 TMS

Munich, 2012-08-16 EMS-TGA-ZM-07-92

QUALITY AND ENVIRONMENT COMMITMENT

Paul Horn GmbH, as a manufacturer of carbide cutting tools, 
has a very special responsability.
To exist as a succesful company, we must meet the demands 
for both products and services that are set by the customer as 
well as those that we set ourselves.
To achieve these goals, Paul Horn GmbH has introduced a 
modern Quality management System according to DIN EN 
ISO 9001.

To ensure the future being a company, it depends not only on 
turnoer ̀ an ̀ prot ̀ ut ̀ the acceptance o ̀ the copany ̀ y ̀ Eoth 
the public and the society.
For the Paul Horn GmbH the environment protection is 
an important corporate target and indisputable part of the 
corporate policy.
In 1999 we have adjusted our Management System according 
to the requirements of the ISO 14001. Already in 1997 we have 
got the validity according to the EG-ÖG-Audit-VO 1836/93. 
The ManaJePent 6yVteP iV certi¿eG Vince -uly 2000.

23.01.2013 10:000_INHALT_TÜV
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A GROOVE MILLING

MU/M306
'V � � .37�

�.�61



(9.6/11.7 mm)
Milling shank A2-A8

MU/M308
'V � � .52�

�.61�



�13.��15.7 PP�
Milling shank A24-A30

MU/M311
'V � � .591

�.697



�15�17.7 PP�
Milling shank A42-A48

MU/M116
'V � � .�03



(20.4 mm) 
MillinJ Vhank $5�-$59

MU/M328
'V � � .961

�1.091



(24.4/27.7 mm)
Milling shank A92-A99

MU/M313
'V � � .�5�



(21.7 mm)
Milling shank A64-A70

Z313
Adaptor A86

MU/M335
'V � � 1.366



(34.7 mm)
Milling shank A126-A128

Page A129

Groove milling Full radius

Page A9-A10,
A12-A19, A21-A22

Page A60-A61

Page A49-A52,
A54-A55

Page A71-A78,
A82-A84

Page A87-A89

Page A117-A120

Page A31-A32,
A34-A37, A39

Page A101-A103, 
A105-A106

Page A11,A20

Page A62

PageA53

Page A79 Page A80-A81

Page A100 Page A104, A107

108
306
606

108
306

111
308
608

111
308

311
611

311

116 116

313
613
713

313.DL313313

328
628

325

328
628

332
632

335

Page A33,A38

MU/M332
'V � � 1.2��



(31.7 mm)
Milling shank A110-A116

Page A121 -A122

636

Widths for circlip
grooves DIN 471/472

4



U380 / 380
'V � � 1.732

 � (44 mm)

U381 / 381
'V � � 2.��0

 � (63 mm)

U314 / 314
Inserts

M275
Milling shank
'V � � 1.220� �31 PP�

R/LM275
Disc milling cutter
'V � � 1.�96� �3� PP�

S275
Inserts

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B

Milling shank
Page B10-B11

Page B22-B24 Page B25

Milling cutter
Page B12-B17

HSK / ABS
Page B18-B19

Disc milling cutter
Page B20-B21

Circlip grooves

GROOVE MILLING

Groove milling

Milling shank
Page B2

Screw-in cutter
Page B3

Milling cutter
Page B4

Milling cutter
Page B5

Page B6 Page B7
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U382/382, U383/383
'V � � 3.150

 ��0 PP�
Z  �  .236

 �6 PP�

314
Inserts

MU310 / M310
'V � � 3.150

 ��0 PP�
Z  �  .157

 �� PP�

S310
Inserts

M101
Disc milling cutter
Ds ≥ � �0 PP

S101
Inserts

M101
Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

C GROOVE and SLOT MILLING

Disc milling cutter
Page C2-C4

Page C25

PageC8-C9

Arbor mounted Disc milling cutter
Page C5-C7

Slotting cutter
Page C20-C21

Arbor mounted Slot milling cutter
Page C22-C24

Slot millingGroove milling

Page C14 Page C15

Page C12

Page C16

Arbor mounted Page C13

Page C17-C18

6
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DTHREAD MILLING

M306
'V � � .37�

�.�61



(9,6/11,7 mm)
Milling shank D2-D3

M308
'V � � .52�

�.61�



�13���15�7 PP�
Milling shank D10-D11

M313
'V � �  .�5�

 (21,7 mm)
MillinJ Vhank '3�-'35

M328
'V � � 1.091

 (27,7 mm)
Milling shank D42-D43

M275
'V � � 1.220

 (31 mm)
MillinJ Vhank '51-'52

Partial profil
PageD5-D6

60° 55°

55°60°

Partial profil
Page D13-D15

Full profil
Page D16-D17

60° 60°

60°

60° 60°

60°

60° 55°

55°

Partial profil
Page D23-D24

Full profil
Page D25

Partial profil
Page D37-D38

Full profil
Page D39

Full profil
Page D40-D41

Partial profil
Page D46-D47

Partial profil
Page D50

Partial profil
Page D54

3artial pro¿le )ull pro¿le )ull pro¿le

108
306

306
606

111
308
608

111
608

311
611

311

313
613

313 313
613

328
628

332

6275

Full profil
PageD7-D8

M311
'V � �  .697

 (17,7 mm)
Milling shank D20-D21

M116
'V � �  .�03

 (20,4 mm)
Milling shank D28-D29

Full profil
Page D26

Trapezoidal
Page D19

ACME
Page D18

111

111

30° 29°

ISO Trapezoidal ACME

311

Trapezoidal
Page D32

ACME
Page D31

116 116

30° 29°

M332
'V � � 1.2��

 (31,7 mm)
Milling shank D48

M380
'V � � 1.732

�2.��0



(44/63 mm)
MillinJ Vhank '55-'5�

Partial profil
Page D60

314

60°
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E CHAMFER / DEBURRING

Type 108
Page E3

1 Flute

M306
Toolholder page E2

3 Flute

Type 306
Page E4

Type 606
Page E5

Type 111
Page E9

M308
Toolholder page E8

Type 308
Page E10

Type 608
Page E11

Type 311
Page E15

MU311
Toolholder page E14

Type 611
Page E16

Type 313
Page E19

Type 313.D
Page E23

MU313
Toolholder page E18

Z313
Adaptor page E22

Type 606
Page E20

M328
Toolholder page E26

MU332
Toolholder page E30

Type 628
Page E28

Type 328
Page E27

Type 332
Page E31

8
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FACE MILLING

Face Milling
tmax a.22�� �5.7PP�

Face Milling
tmax a.13�� �3.5PP�

Face Milling
tmax a.157� ��.0 PP�

Type 611
Page F10

Type 606
Page F4

Type 606
Page F5

Type 613
Page F16

Type 713
Page F17

M311
Toolholder page F8-F9
'V � � .697� �17.7PP�

M306
Toolholder page F2-F3
'V � � .�61� �11.7PP�

Type 613
Page F14-F15

Type 628
Page F22

Type S275
Page F26

M328
Toolholder page F20-F21
'V � � 1.091� �27.7 PP�

M275
ToolholGer paJe )23-)25
'V � � 1.�96� �3� PP�

M313
Toolholder page F12-F13
'V � � .�5�� �21.7PP�

F
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G MILLING OF T-SLOTS

H TECHNICAL INSTRUCTIONS GROOVE MILLING
(by circular interpolation)

Page H1-H10

ChamferingT-Slot

Technical Information

MU/M311
Page G2-G3

311 / 313 / 328
T-Slot
Page G4, G8, G11

311
Chamfering
Page G5

MU311 / M311
MU313 / M313
MU328 / M328
Milling shank

311/313/328
Inserts

MU/M313
Page G6-G7

MU/M328
Page G9-G10

Page G12Technical Information

10
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JPOLYGON MILLLING

Polygon milling head
'V � �  2.520

 (64 mm)

Page J21-J25

S275
Page J18

314/N314
PageJ19-J20

S275 / 314
Inserts

Technical Information

Gildemeister
Page J3-J5

Star SR-20J
Page J2

Index ABC
Page J6

Index MS25
Page J7-J8

NAKAMURA
Page J9

A.H. Schütte
Page J10-J11

TORNOS
Page J12-J13

TRAUB TNL18
Page J14

TRAUB TNL 12-7,
TNL26, TKN36
Page J15

TRAUB TNL 12-7
Page J17

TRAUB DECO7/10
Page J16
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THREAD WHIRLING

Whirling Head
'V � � 10 PP

Order guideline

Page K3

Page K6

Page K5

Thread whirling for Swiss type machines

K

12



DCG
Thread milling

DCR
Groove milling
'V � � - 10 PP

DCN
Groove milling
'V � � - 10 PP

DCF
Chamfer milling
'V � 2 - 7�5 PP

DCX
Groove milling
'V � 20 - �0 PP

Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DC

Page L2 - L4
metrisch/metric M1 - M12

Page /5
81  �5 - �0� 7�16

 - 20

Page L6
BS 1��

 - 1�2



Page L8

Page L9

Page L10

Page L11

Groove milling Full radiusGroove milling Groove milling Chamfer milling

Page L7
G 1�16

 - 3��



Page L12-L16

L
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MDG
Milling shank

DG
Cutting insert

Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Page M2-M3 Page M4-M5

Page M6 Page M7-M9 Page M10 Page M11

Page M12

Page M13-M16

Shoulder milling /
Groove milling 

Chamfering High Feed Milling Copy milling

MULTI-MILLING SYSTEM DG

Roughing Endmilling

87°/89°90°

M

14
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Copy milling

87°/89°

87°/89°

87°/89°

90°

90°

90°

SYSTEM DM

PageM18-M21 Page M22-M23

Page M24 PageM25 PageM26 PageM27

PageM32-M33

Page M34 PageM35 Page M36 Page M37

PageM28-M31

Page M38-M41 PageM42-M43

Page M44 PageM45 PageM46 PageM47

Page M48-M50 Page M51-M52

Shoulder milling
Groove milling

Centering/
Chamfering

Copy millingChamfering

Additional equipmentTechnical Information

DM212
Cutting insert

DMU012 / DM012
Milling shank
'V � .�72

 �12 PP�

DM210
Cutting insert

DMU010 / DM010
Milling shank
'V � .39�

 �10 PP�

DM208
Cutting insert

DMU008 / DM008
Milling shank
'V � .315

 �� PP�

M
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Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DA M31/ DA M32
Milling shank   

DA HM37
Milling shank   

Page N2-N3,  N8-N10

Page N20

Page N4-N5 Page N7

Page N21

DA 31/ DA 32
Indexable inserts  

DA H37
Indexable inserts  

Page N15-N16

Page N23

Boring Plunge milling Chamfer milling Pocket milling Face milling Ramping

SYSTEM DA  /  DA H

MD
Adaptor   

Page N11

90°

Page N12

�5�

Red uc er
Page N13

Length ening
Page N14

N

Page N22

DA HM62
Milling cutter

DA H62
Indexable inserts  

Page N26

Page N27

Page N17-N19,  N24-N25
N28-N29

16



Technical Information

for

P ordinary steels Page O4-O18

for

P high tensile steels Page O19-O49

S Cobalt Chromium 3aJe 250-257

N

Copper 3aJe 25�-265

Graphite 3aJe 266-275

Aluminium (Synthetics) 3aJe 276-2�5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Page N7

Ramping

Page N22

SYSTEM DP / DS Endmill

Groove milling Shoulder milling Copy milling Chamfer milling Slot milling Pocket milling Plunge milling

Page O87-O134

SYSTEM DP

SYSTEM DS

O
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S117
Inserts

Technical Information

Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DIAMOND TIPPED MILLING TOOLS
High Performance and High Polish Milling

P

Page P16

Type DSK
Ballnose Endmill
Page P4

Type DSUD
Up and Down Endmill
Page P8

Type DSFD
Finishing Endmill-
Pushing
Page P11

Type DST
Torus Endmill
with corner radii
Page P5-P6

Type DSFN
Finishing Endmill-
neutral
Page P9

Type DSHF
Helical Endmill
Page P12

Type DSFU
Finishing Endmill-
Pulling
Page P10

Type DST
Torus Endmill
with corner chamfers
Page P7

Page P18-P20

Page P17 Page P21 Page P22

Ballnose millingAluminum and
Graphite milling

Carbon Fiber /
Glass Reinforced 
Plastic milling

Peripheral milling Face milling 

M117
Milling shank

CVD-diamond-tipped
milling tools

Page P24

Page P13

18
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Q

System URMA

URMA Adaptors
Page Q4-Q8

Extensions
Page Q9

Reducer
Page Q10

Reducer B05
Page Q29

Boring bar B05.HM
Page Q30

DAZ-Digital Display
Page Q13

Fine boring head 05
Page Q14

Boring bar B05.ST
Page Q31

Insert holder D050
Page Q36

Fine boring head balancing charts for 105 and 110 
Page Q37-Q46

Insert holder B05
Page Q32, Q34

Fine boring head
B02/DB
Page Q33

Double cutter head
D02
Page Q35

105 / 110
Inserts

B105/B110
Page Q15-Q17

Page Q18-Q20 Page Q21-Q26 Page Q27 Page Q28

  105   105   105   110

SYSTEM URMA

Boring <$FasLng1>Face GroovingBoring
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Boring ChamferingFace GroovingBoring

URMA 
IntraMax  49-88
� .197

 - 1.772



URMA 
IntraMax 87-207
� 1.220

 - 5.9��



105 / 110
Inserts

Basic holder
Page Q48

Holder 050.K
Page Q52

Adaptors
Page Q49

Adaptors
Page Q53

BKT105
Page Q50

Holder 050.C
Page Q54

Holder 050.C
Page Q65

Balancing weight
Page Q66

BKT356
Page Q51

BKT356
Page Q62

Ext. machining plates, Page Q67

Holder 050.G
Page Q63

Holder F050.G
Page Q64

Balancing weights
Page Q55-Q56

Ext. machining plates
Page Q57

Basic holder
Page Q58

Adaptors
Page Q59

BKT105
Page Q60

BKT110
Page Q61

Page Q68-Q70 Page Q71 PageQ72 Page Q73

Page Q74 Page Q75

  105   105   105

  110 $315

  105

Technical Information Page Q76-Q79

SYSTEM URMAQ

20



Technical Information

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

RSYSTEM DR High -p erf ormanc e reaming

DR
Inserts   

MDR
Reaming insert holders   

VDR
Shanks   

Additional
eq uipment   

URMA
Adaptor   

Page R26-R36

Page R2

Page R4

Page R10-R13

Page R6-R7

SK SK HSKHSK

Page R25

Page R3

Page R5

Page R14 Page R15-R17 Page R18

DRHD
Syst em adaptors   

DRZ B
Intermediate sleeves   

HSK SK

...

HO RN- Polyg on AB S

Page R24

Page R19 Page R20-R21 Page R22 Page R23

Adaptor ADR

Page R8Adaptor VAM/ VB M

Page R9Reduction RA M/ RB M

 21



DOC (Depth of cut) tmax

Bore Ø .039
(1.0)

.059
(1.5)

.091
(2.3)

.098
(2.5)

.126
(3.2)

.138
(3.5)

.169
(4.3)

.177
(4.5)

.256
(6.5)

.315
(8.0)

.327
(8.3)

.366
(9.3)

.394
(10)

.402
(10.2)

.472
(12)

.394
(10.0)

108
306 306

.472
(12.0)

306
606

306
606

306
606

306
606

.539
(13.7) 111 111 111

.630
(16.0)

*116 
308
608

*116 
308
608

*116 
308
608

*116 
308
608

*116 
308
608

*116 
308
608

*116 

.709
(18.0)

311
611

311
611

311
611

311
611

311
611

311
611

.819
(20.8) 116 116 116 116 116 116 116

.866
(22.0)

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

313
313.D
613
713

1.102
(28.0)

328
 628

328
628

328
 628

328
 628

328
 628

328
 628

328
 628

328
 628

328
 628

*328
*628

*328
*628

*328
*628

1.260
(32)

332
632

332
632

332
632

332
632

332
632

332
632

332
632

332
632

332
632

332
632

332
632

*332
*632

*332
*632

1.378
(35) 335 335 335 335 335 335 335 335 335 335

1.417
(36) 636 636 636 636 636 636 636 636 636 636 636 636 636 636 *636

Tool Type
108 306 606 111 308 608 311 611 116 313 313.D 613 713

Max. width as
Standard

.079
(2.0)

.098
(2.5)

.098
(2.5)

.125
(3.2)

.125
(3.2)

.098
(2.5)

.125
(3.2)

.118
(3.0)

.157
(4.0)

.250
(6.3)

.128
(3.25)

.157
(4.0)

.118
(3.0)

Max. width as
Special

.126
(3.2)

.157
(4.0)

.126
(3.2)

.173
(4.4)

.165
(4.2)

.185
(4.7)

.315
(8.0)

.236
(6.0)

.231
(5.4)

.354
(9.0)

.130
(3.3)

.283
(7.2)

.150
(3.8)

Page number A9 A12 A21 A31 A34 A39 A49 A54 A60 A71 A87 A82 A84

Tool Type (continued)

328 628 332 632 636 335

Max. width as
Standard

.157
(4.0)

.157
(4.0)

.157
(4.0)

.157
(4.0)

.118
(3.0)

.236
(6.0)

Max. width as
Special

.398
(10.1)

.303
(7.7)

.398
(10.1)

.299
(5.8)

.228
(5.8)

.598
(15.2)

Page number A101 A105 A117 A117 A122 A129

Step #1: Establish bore diamter
Step #2: Find Depth of Cut (DOC) requirements
6tep �3: )olloZ coluPn anG roZ to ¿nG correct tool type
6tep ��: /ook up tool type to ¿nG aYailaEle ZiGthV

CHAPTER A

A
Dimensions in inch (mm)

116 - :ith orienteG VpinGle VtoppeG oIIVet oI center line �VinJle Àute eIIectiYe� Vee paJe $57�.  
32� - 5eTuireV holGer Ior increaVeG PillinJ Gepth IroP paJe $95.
332 � 632 � 636 - 5eTuireV holGer Ior increaVeG PillinJ Gepth IroP paJeV $112-$113.     
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GROOVE MILLING by circular interpolation 

from bore Ø .394" (10.0 mm)

MU / M306MILLING SHANK type

 $1

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M8306.0... 2.6.5T8EP T8PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

MU306.0500.01B 3.150 .�27
.236 .500MU306.0500.02B 3.5�3 1.1�1

MU306.0500.03B 3.937 1.65�
MU306.0625.01B 3.937 .9�� .2�7 .625

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU306
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U108
U306
108
306
606

Cutting edge Ø 'V .37� - .�61Ǝ

$2

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.0012.0... 2.6.5T8EP T8PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M306.0012.01B 80 21
6 12 BM306.0012.02B 90 30

M306.0012.03B 100 42
M306.0012.01E 80 21

6 12 EM306.0012.02E 90 30
M306.0012.03E 100 42

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M306
Zith throuJh coolant Vupply

for use with Insert

Type U108
U306
108
306
606

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 9.6�11.7 PP

 $3

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.0012.0... 2.6.5T8EP T8PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

Part number l1 l2 d1 d

M306.0012.01A 80 21
6 12M306.0012.02A 90 30

M306.0012.03A 100 42

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M306
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U108
U306
108
306
606

Cutting edge Ø 'V 9.6�11.7 PP

$�

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.6T1... 2.6.5T8EP T8PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M306.ST10.01A 60
15 6

10
$M306.ST12.01A 70 12

M306.ST10.01B 60
15 6

10
BM306.ST12.01B 70 12

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M306.ST
no coolant Vupply

for use with Insert

Type U108
U306
108
306
606

3icture   riJht hanG cuttinJ YerVion

Zith cylinGrical Vhank Ior &1&-latheV

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 9.6 � 11.7 PP

 $5

A



Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M306.M081.01 37 11 25 6

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M306.M0�1.01 2.6.5T8EP T8PL

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SCREW-IN CUTTER Type M306.M
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

6creZ-in &utter Ior EaVic holGer type :)%.20

U108
U306
108
306
606

$6
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Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic holGer :)%.20 Ior VcreZ-in cutter

 $7
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Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

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

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 10�.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d Clamping nut

M306.ER11.02 16 6 11 E511.6�99

Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.E511.02 2.6.5T8EP T8PL

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M306.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 9.6 � 11.7 PP

U108
U306
108
306
606

$�

A



Dimensions in inch Carbide grades

6tate 5 or / YerVion

Note:
,nVertV Zith ZiGth oI JrooYe Z .029

 - .039

 are 12T Iace cuttinJ�

Part number Nw w s f a d tmax Ds

M
G

12

T1
35

T,
25

TH
35

R/LU108.0031.00
-

.031
.1�2 .1�9 .307 .236 .039 .37�

ǻ� Ÿ�Ÿ

R/LU108.0039.00 .039 Ÿ�

R/L108.0070.00 .02� .029
.1�2 .1�9 .307 .236 .039 .37�

Ÿ�Ÿ Ÿ�Ÿ

R/L108.0080.00 .031 .033 Ÿ�Ÿ Ÿ�Ÿ

R/L108.0090.00 .035 .037 Ÿ�Ÿ Ÿ�Ÿ

R/L108.0110.00 .0�3 .0�7
.126 .1�9 .307 .236 .039 .37�

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0130.00 .051 .055 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0160.00 .063 .067 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 108/U108

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.039Ǝ
.02� - .063Ǝ

'V .37�Ǝ

 $9
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w s f a d tmax Ds

M
G

12

T1
35

T,
25

TH
35

R/L108.0150.00 .059
.126 .1�9 .307 .236 .039 .37�

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0200.00 .079 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/LU108.0046.00 .0�6

.126 .1�9 .307 .236 .039 .37�

Ÿ� Ÿ�

R/LU108.0056.00 .056 Ÿ�Ÿ

R/LU108.0062.00 .062 Ÿ� Ÿ�Ÿ

R/LU108.0078.00 .07� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 108/U108

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.039Ǝ

.079Ǝ
'V .37�Ǝ

$10

A



Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w r s f a d tmax Ds
M

G
12

T1
35

T,
25

T)
�5

TH
35

R/L108.0004.08 .031 .016
.126 .1�9 .307 .236 .039 .37�

Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0006.12 .0�7 .02� Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0009.18 .071 .035 Ÿ�Ÿ Ÿ�Ÿ Ÿ�ǻ Ÿ�Ÿ

R/LU108.0015.31 .031 .015

.126 .1�9 .307 .236 .039 .37�

Ÿ�Ÿ ǻ�

R/LU108.0023.46 .0�6 .023 Ÿ�Ÿ

R/LU108.0031.62 .062 .031 Ÿ� Ÿ�Ÿ

R/LU108.0039.78 .07� .039 Ÿ�Ÿ Ÿ�

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 108/U108

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.039Ǝ
r .015 - .039Ǝ

'V .37�Ǝ

Full radius

 $11
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Dimensions in inch Carbide grades

Part number Nw w s1 s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

306.0050.10.00 .020 .022
.126 .13�

.033
.3�2

Ÿ

306.0070.10.00 .02� .030 .0�5 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 306

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.0�5Ǝ
.020 - .02�Ǝ

'V .3�2Ǝ

not Iace cuttinJ�
limited depth of cut

$12
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

306.0080.10.00 .031 .03�

.126 .059 .3�2

Ÿ

306.0090.10.00 .035 .03� Ÿ

306.0100.10.00 .039 .0�2 Ÿ

306.0110.10.00 .0�3 .0�� Ÿ

306.0130.10.00 .051 .056 Ÿ Ÿ

306.0160.10.00 .063 .067 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 306

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.059Ǝ
.031 - .063Ǝ

'V .3�2Ǝ

 $13
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

306.0150.10.00 .059 -
.126 .059 .3�2

Ÿ Ÿ

306.0200.10.00 .079 .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 306

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.059Ǝ

.079Ǝ
'V .3�2Ǝ

$1�

A



Dimensions in inch Carbide grades

Part number w s tmax Ds

M
G

12

T1
35

$
6

�5

306.0100.1.00 .039 .126 .09� .�61 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 306

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.09�Ǝ

.039Ǝ
'V .�61Ǝ

 $15
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T1
35

$
6

�5

T)
�5

306.0110.00 .0�3 .0��
.126 .09� .�61

Ÿ Ÿ Ÿ

306.0130.00 .051 .056 Ÿ

306.0160.00 .063 .067 Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 306

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.09�Ǝ
.0�3 - .063Ǝ

'V .�61Ǝ

$16
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

$
6

�5

T)
�5

306.0150.00 .059 -

.126 .09� .�61

Ÿ Ÿ Ÿ Ÿ

306.0200.00 .079 .00� Ÿ Ÿ Ÿ Ÿ

306.0250.00 .09� .00� Ÿ Ÿ Ÿ Ÿ

306.0300.00 .11� .00� Ÿ

U306.0046.00 .0�6

- .126 .09� .�61

Ÿ Ÿ Ÿ

U306.0056.00 .056 Ÿ

U306.0062.00 .062 Ÿ

U306.0078.00 .07� Ÿ

U306.0094.00 .09� Ÿ ǻ

U306.0046.08 .0�6

.00� .126 .09� .�61

Ÿ

U306.0062.08 .062 Ÿ Ÿ

U306.0078.08 .07� Ÿ Ÿ

U306.0094.08 .09� Ÿ Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 306/U306

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.09�Ǝ
.11�Ǝ

'V .�61Ǝ

 $17
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T,
25

306.0110.40 .0�3 .0��
.126 .09� .�61

Ÿ

306.0130.40 .051 .056 ǻ

306.0160.40 .063 .067 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 306
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.09�Ǝ
.0�3 - .063Ǝ

'V .�61Ǝ

$1�

A



Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

306.0150.40 .059 -
.126 .09� .�61

Ÿ

306.0200.40 .079 .00� Ÿ

306.0250.40 .09� .00� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 306
machining of aluminium

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.09�Ǝ

.09�Ǝ
'V .�61Ǝ

 $19
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

306.0011.22 .0�7 .0�3 .126 .09� .�61 Ÿ Ÿ Ÿ

U306.0031.62 .062 .031
.126 .09� .�61

Ÿ Ÿ

U306.0047.94 .09� .0�7 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 306/U306

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.09�Ǝ
r .031 - .0�7Ǝ

'V .�61Ǝ

Full radius

$20
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

606.0110.00 .0�3 .0��
.13� .09� .�61

Ÿ

606.0130.00 .051 .056 Ÿ

606.0160.00 .063 .067 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 606

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.09�Ǝ
.0�3 - .063Ǝ

'V .�61Ǝ

 $21
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

606.0150.00 .059 - .126
.09� .�61

Ÿ Ÿ

606.0200.00 .079 .00� .13� Ÿ Ÿ

606.0250.00 .09� .00� .13� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 606

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU306
M306
M306.6T
M306.E5
M306.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.09�Ǝ

.09�Ǝ
'V .�61Ǝ

$22
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø .539" (13.7 mm)
MU / M308MILLING SHANK type

 $23
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M830�.0... 3.5.12T10EP T10PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU308.0500.01B 3.7�0 1.1�2
.315 .500MU308.0500.02B �.331 1.65�

MU308.0500.03B �.72� 2.205
MU308.0625.01B �.331 1.299 .37� .625

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU308
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U111
U308
111
308
608

Cutting edge Ø 'V .52� - .61�Ǝ

$2�

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M30�.0012.0... 3.5.12T10EP T10PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

Part number l1 l2 d1 d Form

M308.0012.01B 95 29
8 12 BM308.0012.02B 110 42

M308.0012.03B 120 56
M308.0012.01E 95 29

8 12 EM308.0012.02E 110 42
M308.0012.03E 120 56

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M308
Zith throuJh coolant Vupply

for use with Insert

Type U111
U308
111
308
608

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 13.��15.7 PP

3icture   riJht hanG cuttinJ YerVion
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M30�.0012.0... 3.5.12T10EP T10PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

Part number l1 l2 d1 d

M308.0012.01A 95 29
8 12M308.0012.02A 110 42

M308.0012.03A 120 56

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M308
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U111
U308
111
308
608

Cutting edge Ø 'V 13.��15.7 PP

$26

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M30�.6T1... 3.5.12T10EP T10PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M308.ST10.01A 60 18
8

10
$M308.ST12.01A 70 18 12

M308.ST13.01A 70 26 13
M308.ST10.01B 60

18 8
10

BM308.ST12.01B 70 12

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M308.ST
no coolant Vupply

for use with Insert

Type U111
U308
111
308
608

3icture   riJht hanG cuttinJ YerVion

Zith cylinGrical Vhank Ior &1&-latheV

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 13.� � 15.7 PP

 $27
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Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M308.M081.01 37 14 25 8

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M30�.M0�1.01 3.5.12T10EP T10PL

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SCREW-IN CUTTER Type M308.M
no coolant Vupply

for use with Insert

Type

GROOVE MILLING by circular interpolation

6creZ-in &utter Ior EaVic holGer type :)%.20

U111
U308
111
308
608

3icture   riJht hanG cuttinJ YerVion

$2�

A



Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic Vhank :)%.20 Ior VcreZ-in cutter
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M30�.E5... 3.5.12T10EP T10PL

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

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

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 111.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d Clamping nut

M308.ER11.02 16
8

11 E511.6�99
M308.ER16.02 22 16 E516.6�99�E5M...
M308.ER20.02 22 20 E520.6�99�E5M...

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M308.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U111
U308
111
308
608

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 13.� � 
15.7 PP

$30
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Note:
,nVertV Zith ZiGth oI JrooYe Z .029

 - .039

 are 12T Iace cuttinJ�

Part number Nw w s f a d tmax Ds

M
G

12

T1
35

T,
25

TH
35

R/L111.0070.00 .02� .029 .163

.26� .�21 .315

.0�7

.52�

Ÿ�Ÿ Ÿ�Ÿ

R/L111.0080.00 .031 .033 .163 .051 Ÿ�Ÿ Ÿ�

R/L111.0090.00 .035 .037 .163 .059 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0110.00 .0�3 .0�7 .156 .091 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0130.00 .051 .055 .156 .091 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0160.00 .063 .067 .156 .091 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 111

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.091Ǝ
.02� - .063Ǝ

'V .52�Ǝ
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w s f a d tmax Ds

M
G

12

T1
35

T,
25

T)
�5

R/L111.0150.00 .059

.156 .26� .�21 .315 .091 .52�

Ÿ�Ÿ Ÿ�Ÿ

R/L111.0200.00 .079 Ÿ�Ÿ Ÿ�Ÿ

R/L111.0250.00 .09� Ÿ�Ÿ Ÿ�Ÿ

R/L111.0300.00 .11� Ÿ�Ÿ Ÿ�Ÿ

R/LU111.0046.00 .0�6

.156 .26� .�21 .315 .091 .52�

Ÿ� Ÿ�Ÿ ǻ�

R/LU111.0056.00 .056 Ÿ� Ÿ�Ÿ

R/LU111.0062.00 .062 Ÿ� Ÿ�Ÿ ǻ� Ÿ�

R/LU111.0078.00 .07� Ÿ�Ÿ

R/LU111.0094.00 .09� ǻ� Ÿ�Ÿ

R/LU111.0125.00 .125 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 111/U111

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.091Ǝ

.125Ǝ
'V .52�Ǝ

$32
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w r s f a d tmax Ds
M

G
12

T1
35

T,
25

T)
�5

TH
35

R/L111.0004.08 .031 .016

.156 .26� .�21 .315 .091 .52�

Ÿ�Ÿ Ÿ�Ÿ

R/L111.0006.12 .0�7 .02� Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0009.18 .071 .035 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0010.20 .079 .039 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L111.0015.30 .11� .059 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/LU111.0015.31 .031 .015

.156 .26� .�21 .315 .091 .52�

Ÿ�Ÿ

R/LU111.0023.46 .0�6 .023 Ÿ� Ÿ�Ÿ

R/LU111.0031.62 .062 .031 Ÿ� Ÿ�Ÿ ǻ�

R/LU111.0039.78 .07� .039 Ÿ�Ÿ

R/LU111.0047.94 .09� .0�7 Ÿ� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 111/U111

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.091Ǝ
r .015 - .059Ǝ

'V .52�Ǝ

Full radius
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

308.0110.00 .0�3 .0��
.177 .13� .61�

Ÿ ǻ

308.0130.00 .051 .056 Ÿ Ÿ ǻ

308.0160.00 .063 .067 Ÿ Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 308

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.13�Ǝ
.0�3 - .063Ǝ

'V .61�Ǝ

$3�
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

$
6

�5

T)
�5

308.0150.00 .059 -
.177 .13� .61�

Ÿ Ÿ Ÿ Ÿ

308.0200.00 .079 .00� Ÿ Ÿ

308.0250.00 .09� .00� Ÿ Ÿ Ÿ Ÿ

U308.0046.00 .0�6 - .177 .13� .61�
Ÿ

U308.0062.00 .062 Ÿ

U308.0046.08 .0�6

.00� .177 .13� .61�

Ÿ Ÿ

U308.0062.08 .062 Ÿ ǻ

U308.0094.08 .09� Ÿ ǻ

U308.0125.08 .125 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 308/U308

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ

.125Ǝ
'V .61�Ǝ
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T,
25

308.0110.40 .0�3 .0��
.177 .13� .61�

ǻ

308.0130.40 .051 .056 ǻ

308.0160.40 .063 .067 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 308
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.13�Ǝ
.0�3 - .063Ǝ

'V .61�Ǝ

$36
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

308.0150.40 .059 -
.177 .13� .61�

Ÿ

308.0200.40 .079 .00� Ÿ

308.0250.40 .09� .00� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 308
machining of aluminium

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ

.09�Ǝ
'V .61�Ǝ
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

308.0011.22 .0�7 .0�3 .177 .13� .61� Ÿ Ÿ Ÿ

U308.0031.62 .062 .031
.177 .13� .61�

Ÿ

U308.0047.94 .09� .0�7 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 308/U308

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.13�Ǝ
r .031 - .0�7Ǝ

'V .61�Ǝ

Full radius

$3�
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

T$
�5

$
6

�5

608.0150.00 .059 -
.193 .13� .61�

Ÿ Ÿ

608.0200.00 .079 .00� Ÿ Ÿ

608.0250.00 .09� .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 608

for use with Milling shank

Type MU308
M308
M30�.6T
M30�.E5
M30�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ

.09�Ǝ
'V .61�Ǝ
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Spline Milling

Example:

- 6inJle tooth Vpline pro¿le

- &arEiGe Vhank type M335

)or Iurther inIorPation� pleaVe contact H251 86$.

GROOVE MILLING

$�0
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø .709" (18.0 mm)
MU / M311MILLING SHANK type

 $�1
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M8311.0... 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU311.0500.01B 3.937 1.260
.35� .500MU311.0500.02B 3.937 1.772

MU311.0500.03B �.72� 2.520
MU311.0625.01B 3.937 1.260

.35� .625MU311.0625.02B �.331 1.772
MU311.0625.03B 5.11� 2.520

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU311
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U311
311
611

Cutting edge Ø 'V .697Ǝ

$�2
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.001... 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M311.0012.01B 100 32

9

12

B

M311.0012.02B 100 �5 12
M311.0012.03B 120 64 12
M311.0016.01B 100 32 16
M311.0016.02B 110 �5 16
M311.0016.03B 130 64 16
M311.0012.01E 100 32

9

12

E

M311.0012.02E 100 �5 12
M311.0012.03E 120 64 12
M311.0016.01E 100 32 16
M311.0016.02E 110 �5 16
M311.0016.03E 130 64 16

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M311
Zith throuJh coolant Vupply

for use with Insert

Type U311
311
611

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 17.7 PP

 $�3
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.001... 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

M311.0012.01A 100 32
9 12M311.0012.02A 100 �5

M311.0012.03A 120 64
M311.0016.01A 100 32

9 16M311.0016.02A 110 �5
M311.0016.03A 130 64

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M311
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U311
311
611

Cutting edge Ø 'V 17.7 PP

$��

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.6T1... 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M311.ST10.01A 60 18

9

10

$
M311.ST12.01A 70 18 12
M311.ST13.01A 70 26 13
M311.ST16.01A 80 26 16
M311.ST10.01B 60

18 9
10

BM311.ST12.01B 70 12

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M311.ST
no coolant Vupply

for use with Insert

Type U311
311
611

3icture   riJht hanG cuttinJ YerVion

Zith cylinGrical Vhank Ior &1&-latheV

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 17.7 PP

 $�5
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Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M311.M0�1.01 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M311.M081.01 37 14 25 9

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SCREW-IN CUTTER Type M311.M
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U311
311
611

6creZ-in &utter Ior EaVic holGer type :)%.20

$�6

A



Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic Vhank :)%.20 Ior VcreZ-in cutter

 $�7
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.E5... 4.14T15P T15PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

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

Part number l1 d1 d Clamping nut

M311.ER11.02

22 9

11 E511.6�99
M311.ER16.02 16 E516.6�99�E5M...
M311.ER20.02 20 E520.6�99�E5M...
M311.ER25.02 25 E525.6�99

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M311.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U311
311
611

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 17.7 PP

$��

A



Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T1
35

$
6

�5

311.0110.00 .0�3 .0��
.226 .13� .697

Ÿ

311.0130.00 .051 .056 Ÿ Ÿ

311.0160.00 .063 .067 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 311

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.13�Ǝ
.0�3 - .063Ǝ

'V .697Ǝ

 $�9

A



Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

$
6

�5

T)
�5

311.0150.00 .059 -

.226 .13� .697

Ÿ Ÿ

311.0200.00 .079 .00� Ÿ Ÿ Ÿ

311.0250.00 .09� .00� Ÿ Ÿ

311.0300.00 .11� .00� Ÿ Ÿ Ÿ

U311.0046.00 .0�6
.226 .13� .697

Ÿ

U311.0056.00 .056 - Ÿ

U311.0062.00 .062 Ÿ

U311.0046.08 .0�6

.00�

Ÿ

U311.0062.08 .062 Ÿ

U311.0078.08 .07� .226 .13� .697 Ÿ Ÿ

U311.0094.08 .09� ǻ Ÿ

U311.0125.08 .125 Ÿ Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 311/U311

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ

.125Ǝ
'V .697Ǝ

$50
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T,
25

311.0110.40 .0�3 .0��
.226 .13� .697

Ÿ

311.0130.40 .051 .056 ǻ

311.0160.40 .063 .067 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 311
machining of aluminium

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.13�Ǝ
.0�3 - .063Ǝ

'V .697Ǝ
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

311.0150.40 .059 -

.226 .13� .697

Ÿ

311.0200.40 .079 .00� Ÿ

311.0250.40 .09� .00� Ÿ

311.0300.40 .11� .00� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 311
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ
.11�Ǝ

'V .697Ǝ

$52
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

311.0011.22 .0�7 .0�3 .226 .13� .697 Ÿ Ÿ

U311.0031.62 .062 .031
.226 .13� .697

Ÿ

U311.0047.94 .09� .0�7 Ÿ

U311.0062.125 .125 .062 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 311/U311

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.13�Ǝ
r .031 - .062Ǝ

'V .697Ǝ

Full radius
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Dimensions in inch Carbide grades

Part number Nw w s tmax Ds

M
G

12

T,
25

$
6

�5

611.0110.00 .0�3 .0��
.2�0 .13� .697

Ÿ

611.0130.00 .051 .056 Ÿ Ÿ

611.0160.00 .063 .067 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 611

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.13�Ǝ
.0�3 - .063Ǝ

'V .697Ǝ

$5�
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

$
6

�5

611.0150.00 .059 -

.2�0 .13� .697

Ÿ Ÿ

611.0200.00 .079 .00� Ÿ Ÿ

611.0250.00 .09� .00� Ÿ Ÿ

611.0300.00 .11� .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 611

for use with Milling shank

Type MU311
M311
M311.6T
M311.E5
M311.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.13�Ǝ
.11�Ǝ

'V .697Ǝ
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G R O O V I N G   P A R T I N G  O F F   G R O O V E  M I L L I N G   B R O A C H I N G   P R O F I L E  M I L L I N G   D R I L L I N G   R E A M I N G

HORN - LEADERS IN GROOVING TECHNOLOGY

VDI Tool Adaptor and 
Square shank holder 
with through coolant

Direct cutting edge coolant

)or Iurther inIorPation� pleaVe contact H251 86$.

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Feed th
e to

ol th
rough th

e bore with
 orie

nted

spindlestop offs
et c

entre
lin

e

Back fa
ce m

illi
ng

GROOVE MILLING by circular interpolation 

non rotating
rotating

Ø .630" (16.0 mm)
Ø .803" (20.4 mm)

from bore
MILLING SHANK type MU / M116

G R O O V I N G   P A R T I N G  O F F   G R O O V E  M I L L I N G   B R O A C H I N G   P R O F I L E  M I L L I N G   D R I L L I N G   R E A M I N G
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M8116.0625.0... 5.13T20EP T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note from Ø 16 mm:
2nly Eack Iace PillinJ Zith orienteG VpinGleVtop oIIVet oI centerline.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 116. 

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

MU116.0625.01B 5.11� 1.575
.�33 .625MU116.0625.02B 5.11� 2.205

MU116.0625.03B 5.906 3.150

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU116
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U116
116

Cutting edge Ø 'V .�03Ǝ

$5�
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M116.001... 5.13T20EP T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note from Ø 16 mm:
2nly Eack Iace PillinJ Zith orienteG VpinGleVtop oIIVet oI centerline.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right and left hanG inVertV type 116. 

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M116.0012.01B
130

40
11 12 BM116.0012.02B 56

M116.0016.01B 130 40
11 16 BM116.0016.02B 130 56

M116.0016.03B 150 80
M116.0016.01E 130 40

11 16 EM116.0016.02E 130 56
M116.0016.03E 150 80

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M116
Zith throuJh coolant Vupply

for use with Insert

Type U116
116

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 20.� PP
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w s f a d tmax Ds
M

G
12

T1
35

T,
25

T)
�5

TH
35

R/L116.0200.00 .079

.209 .�02 .61� .�33 .169 .�03

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0250.00 .09� Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0300.00 .11� Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0350.00 .13� Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0400.00 .157 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/LU116.0046.00 .0�6

.209 .�02 .61� .�33 .169 .�03

Ÿ�Ÿ

R/LU116.0056.00 .056 Ÿ�

R/LU116.0062.00 .062 Ÿ� Ÿ�Ÿ ǻ�

R/LU116.0078.00 .07� Ÿ�Ÿ

R/LU116.0094.00 .09� Ÿ� Ÿ�Ÿ ǻ�

R/LU116.0125.00 .125 Ÿ� Ÿ�Ÿ Ÿ�

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 116/U116

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU116
M116

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.169Ǝ
.0�6 - .157Ǝ

'V .�03Ǝ

$60
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number Nw w s f a d tmax Ds

M
G

12

T1
35

T,
25

TH
35

R/L116.0110.00 .0�3 .0�7
.209 .�02 .61� .�33 .169 .�03

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0130.00 .051 .055 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0160.00 .063 .067 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 116

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU116
M116

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.169Ǝ
.0�3 - .063Ǝ

'V .�03Ǝ
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w r s f a d tmax Ds

M
G

12

T1
35

T,
25

TH
35

R/L116.0009.18 .071 .035

.209 .�02 .61� .�33 .169 .�03

Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0011.22 .0�7 .0�3 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0015.30 .11� .059 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L116.0020.40 .157 .079 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/LU116.0031.62 .062 .031

.209 .�02 .61� .�33 .169 .�03

Ÿ�Ÿ

R/LU116.0039.78 .07� .039 Ÿ�Ÿ

R/LU116.0047.94 .09� .0�7 Ÿ�Ÿ

R/LU116.0062.12 .125 .062 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 116/U116

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU116
M116

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.169Ǝ
r .031 - .079Ǝ

'V .�03Ǝ

Full radius

$62
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø .866" (22.0 mm)
MU / M313MILLING SHANK type

 $63
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M8313.0... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

MU313.0500.01A 3.937 - - .500 $
MU313.0500.01B 3.937

- - .500 BMU313.0500.02B 5.11�
MU313.0625.01B 3.937 1.65�

.�72 .625 BMU313.0625.02B 5.11� 2.362
MU313.0625.03B 6.299 3.3�6

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU313
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U313
313
313.'
613
713

Cutting edge Ø 'V .�5�Ǝ

$6�

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.001... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M313.0012.01B 100
- - 12 BM313.0012.02B 130

M313.0016.01B 100 42
12 16 BM313.0016.02B 130 60

M313.0016.03B 160 �5
M313.0012.01E 100

- - 12 EM313.0012.02E 130
M313.0016.01E 100 42

12 16 EM313.0016.02E 130 60
M313.0016.03E 160 �5

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M313
Zith throuJh coolant Vupply

for use with Insert

Type U313
313
313.'
613
713

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 21.7 PP
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.001... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

M313.0012.01A 100
- - 12M313.0012.02A 130

M313.0016.01A 100 42
12 16M313.0016.02A 130 60

M313.0016.03A 160 �5

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M313
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U313
313
313.'
613
713

Cutting edge Ø 'V 21.7 PP

$66
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.6T1... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M313.ST10.01A 60 - 11.3 10 $1
M313.ST12.01A 70 18

11.3
12

$2M313.ST13.01A 70 26 13
M313.ST16.01A 80 26 16
M313.ST12.01B 70 18 11.3 12 B

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M313.ST
no coolant Vupply

for use with Insert

Type U313
313
313.'
613
713

3icture   riJht hanG cuttinJ YerVion

Zith cylinGrical Vhank Ior &1&-latheV

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 21.7 PP

 $67
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Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M313.M081.01 37 15 25 11.3

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M313.M0�1.01 5.14T20P T20PQ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SCREW-IN CUTTER Type M313.M
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

6creZ-in &utter Ior EaVic holGer type :)%.20

U313
313
313.'
613
713

$6�

A



Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic holGer :)%.20 Ior VcreZ-in cutter
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.E5... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

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

Part number l1 d1 d Clamping nut

M313.ER16.01
20 11.3

16 E516.6�99�E5M...
M313.ER20.01 20 E520.6�99�E5M...
M313.ER16.02

30 11.3

16 E516.6�99�E5M...
M313.ER20.02 20 E520.6�99�E5M...
M313.ER25.02 25 E525.6�99
M313.ER32.02 32 E532.6�99

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M313.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

U313
313
313.'
613
713

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 21.7 PP

$70
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Dimensions in inch Carbide grades

Part number Nw w s1 s tmax Ds

M
G

12

T1
35

$
6

�5

*U313.0031.00
-

.031
.220 .230

.059
.�5�

Ÿ

*U313.0039.00 .039 .075 Ÿ

*U313.0046.00 .0�6 .09� ǻ Ÿ

313.0070.00 .02� .030

.220 .232

.059

.�5�

Ÿ

313.0080.00 .031 .03� .067 Ÿ

313.0090.00 .035 .03� .075 ǻ Ÿ

313.0100.00 .039 .0�2 .0�7 Ÿ

313.0110.00 .0�3 .0�� .09� Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 313/U313

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.09�Ǝ
.02� - .0�3Ǝ

'V .�5�Ǝ

 $71
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Dimensions in inch Carbide grades

Part number w s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

313.0100.1.00 .039 .22� .177 .�5� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 313

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.039Ǝ
'V .�5�Ǝ

$72
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Dimensions in inch Carbide grades

Inserts 313.0415.00 and 313.0515.00 only Zith toolholGer GiPenVion l2   Pa[. 1.65�



Part number Nw w r s tmax Ds

M
G

12

T1
35

$
6

�5

313.0130.00 .051 .056
- .22� .177 .�5�

Ÿ Ÿ Ÿ

313.0160.00 .063 .067 Ÿ Ÿ Ÿ

313.0185.00 .073 .077

.00� .22� .177 .�5�

Ÿ Ÿ Ÿ

313.0215.00 .0�5 .0�9 Ÿ Ÿ Ÿ

313.0265.00 .10� .109 Ÿ Ÿ Ÿ

313.0315.00 .12� .12� Ÿ Ÿ Ÿ

313.0415.00 .163 .16� Ÿ Ÿ Ÿ

313.0515.00 .203 .207 Ÿ Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 313

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.177Ǝ
.051 - .203Ǝ

'V .�5�Ǝ
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Dimensions in inch Carbide grades

Inserts 313.0500.00 and 313.0600.00 only Zith toolholGer GiPenVion l2   Pa[ 1.65��

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

313.0150.00 .059 - .22�

.177 .�5�

Ÿ Ÿ Ÿ

313.0150.01 .059 .00� .22� Ÿ

313.0200.00 .079 .00� .22� Ÿ Ÿ Ÿ

313.0250.00 .09� .00� .22� Ÿ Ÿ Ÿ Ÿ

313.0300.00 .11� .00� .22� Ÿ Ÿ Ÿ

313.0350.00 .13� .00� .22� ǻ Ÿ Ÿ

313.0400.00 .157 .00� .22� Ÿ Ÿ Ÿ

313.0500.00 .197 .00� .22� Ÿ Ÿ

313.0600.00 .236 .00� .272 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 313

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.236Ǝ
'V .�5�Ǝ

$7�

A



Dimensions in inch Carbide grades

Inserts U313.0187.08 and U313.0250.08 only Zith toolholGer GiPenVion l2   Pa[. 1.65�� 

Part number w r s tmax Ds

M
G

12

T1
35

$
6

�5

T)
�5

U313.0056.00 .056
- .22� .177 .�5�

Ÿ

U313.0062.00 .062 ǻ Ÿ

U313.0062.08 .062

.00�

.22�

.177 .�5�

Ÿ

U313.0078.08 .07� .22� Ÿ

U313.0094.08 .09� .22� Ÿ Ÿ

U313.0125.08 .125 .22� Ÿ Ÿ

U313.0157.08 .157 .22� ǻ Ÿ

U313.0172.08 .172 .22� ǻ

U313.0187.08 .1�7 .22� ǻ Ÿ

U313.0250.08 .250 .272 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type U313

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.250Ǝ
'V .�5�Ǝ

 $75
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T,
25

313.0150.40 .059 -

.22� .177 .�5�

Ÿ

313.0200.40 .079 .00� Ÿ

313.0250.40 .09� .00� Ÿ

313.0300.40 .11� .00� Ÿ

313.0400.40 .157 .00� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 313
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.157Ǝ
'V .�5�Ǝ

$76

A



Dimensions in inch Carbide grades

Inserts 313.0415.40 and 313.0515.40 only Zith toolholGer GiPenVion l2   Pa[. 1.65�



Part number Nw w r s tmax Ds

M
G

12

T,
25

313.0130.40 .051 .056
- .22� .177 .�5�

Ÿ

313.0160.40 .063 .067 Ÿ

313.0185.40 .073 .077

.00� .22� .177 .�5�

Ÿ

313.0215.40 .0�5 .0�9 Ÿ

313.0265.40 .10� .109 Ÿ

313.0315.40 .12� .12� Ÿ

313.0415.40 .163 .16� Ÿ Ÿ

313.0515.40 .203 .207 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 313
machining of aluminium

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling shank

Type

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.177Ǝ
.051 - .203Ǝ

'V .�5�Ǝ

MU313
M313
M313.E5
M313.M
Z313

 $77
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Dimensions in inch Carbide grades

Inserts 313.4120.55 and 313.4125.55 only Zith toolholGer GiPenVion l2   Pa[. 1.65�



Part number Nw w r t1 s1 s tmax Ds

M
G

12

T1
35

T$
�5

$
6

�5

313.1105.30 .0�3 .0��

-

.019 .200

.232

.020

.�5�

Ÿ

313.1307.30 .051 .056 .026 .20� .02� Ÿ

313.1308.30 .051 .056 .032 .20� .033 Ÿ

313.1609.35 .063 .067 .032 .200 .033 Ÿ

313.1610.35 .063 .067 .037 .200 .039 Ÿ

313.1812.35 .073 .077

.00�

.0�� .20�

.232

.0�9

.�5�

Ÿ

313.2115.35 .0�5 .0�9 .057 .210 .059 Ÿ Ÿ

313.2616.45 .10� .109 .057 .200 .059 Ÿ ǻ

313.2617.45 .10� .109 .067 .200 .069 Ÿ ǻ

313.3118.45 .12� .12� .067 .210 .069 Ÿ ǻ

313.4120.55 .163 .16� .077 .210 .079 Ÿ ǻ

313.4125.55 .163 .16� .096 .210 .09� Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 313

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.09�Ǝ
.0�3 - .163Ǝ

'V .�5�Ǝ

with chamfering

$7�

A



Dimensions in inch Carbide grades

Inserts 313.0025.50, U313.0094.188 and U313.0125.250 only Zith toolholGer GiPenVion l2   Pa[ 1.65��

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

313.0005.10 .039 .020

.22� .177 .�5�

Ÿ

313.0010.20 .079 .039 Ÿ Ÿ

313.0014.28 .110 .055 Ÿ Ÿ

313.0015.30 .11� .059 Ÿ Ÿ

313.0020.40 .157 .079 Ÿ Ÿ

313.0025.50 .197 .09� Ÿ Ÿ

U313.0031.62 .062 .031

.22� .177 .�5�

Ÿ Ÿ

U313.0047.94 .09� .0�7 Ÿ ǻ

U313.0062.125 .125 .062 Ÿ ǻ

U313.0078.156 .156 .07� Ÿ

U313.0094.188 .1�� .09� Ÿ ǻ

U313.0125.250 .250 .125 .272 .177 .�5� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 313/U313

for use with Milling shank

Type MU313
M313
M313.E5
M313.M
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.177Ǝ
r .020 - .125Ǝ

'V .�5�Ǝ

Full radius
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Dimensions in inch Carbide grades

Note:
Inserts L313.0415.00 and L313.0515.00 only Zith toolholGer GiPenVion l2   Pa[ 1.65��

Part number Nw w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

L313.0130.00 .051 .056 -

.22� .177 .�5�

ǻ

L313.0160.00 .063 .067 - ǻ

L313.0185.00 .073 .077 .00� ǻ

L313.0215.00 .0�5 .0�9 .00� ǻ ǻ ǻ

L313.0265.00 .10� .109 .00� ǻ

L313.0315.00 .12� .12� .00� ǻ

L313.0415.00 .163 .16� .00� ǻ

L313.0515.00 .203 .207 .00� ǻ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type L313

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M

/   leIt hanG YerVion VhoZn

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.177Ǝ
.051 - .203Ǝ

'V .�5�Ǝ

$�0

A



Dimensions in inch Carbide grades

Note:
Inserts L313.0500.00 and L313.0600.00 only Zith toolholGer GiPenVion l2   Pa[ 1.65��

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

L313.0150.00 .059 -

.22� .177 .�5�

ǻ

L313.0150.01 .059 .00� ǻ

L313.0200.00 .079 .00� ǻ

L313.0250.00 .09� .00� ǻ

L313.0300.00 .11� .00� ǻ

L313.0350.00 .13� .00� ǻ ǻ ǻ

L313.0400.00 .157 .00� ǻ

L313.0500.00 .197 .00� ǻ

L313.0600.00 .236 .00� .272 .177 .�5� ǻ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type L313

for use with Milling shank

Type MU313
M313
M313.E5
M313.M

/   leIt hanG YerVion VhoZn

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.236Ǝ
'V .�5�Ǝ

 $�1

A



Dimensions in inch Carbide grades

Part number w s tmax Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

613.0100.1.00 .039 .209 .177 .�5� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 613

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.177Ǝ

.039Ǝ
'V .�5�Ǝ

$�2

A



Dimensions in inch Carbide grades

Insert 613.0400.00 only Zith toolholGer GiPenVion l2   Pa[ 1.65��
Note:

Part number w r s tmax Ds

M
G

12

T,
25

$
6

�5

613.0150.00 .059 -

.22� .177 .�5�

Ÿ Ÿ

613.0200.00 .079 .00� Ÿ Ÿ

613.0250.00 .09� .00� Ÿ Ÿ

613.0300.00 .11� .00� Ÿ Ÿ

613.0400.00 .157 .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 613

for use with Milling shank

Type

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.177Ǝ

.157Ǝ
'V .�5�Ǝ

MU313
M313
M313.E5
M313.M

 $�3

A



Dimensions in inch Carbide grades

Part number w r s tmax Ds Z
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

713.0100.00 .039 -

.232 .177 .�5� 12

Ÿ

713.0150.00 .059 - Ÿ

713.0200.00 .079 .00� Ÿ

713.0250.00 .09� .00� Ÿ

713.0300.00 .11� .00� Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 713

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
M313.E5
M313.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.177Ǝ
.039 - .11�Ǝ

'V .�5�Ǝ

$��

A



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

'ouEle GrooYe MillinJ
with inserts type 313 and 313.D
IroP Eore � .�66� �22.0 PP�

Z313MILLING SHANK type

 $�5

A



Spare parts

$Gaptor Screw TORX PLUS® Wrench

=.313.0011.057 5.26T20P T20PQ
=.313.0011.0�2 5.28T20P T20PQ
=.313.0011.107 5.30T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l l2 X d1

Z.313.0011.057 9.9 3�7 - 5�7 0 - 2�0
11.3Z.313.0011.082 11.9 5�7 - ��2 0 - 2�5

Z.313.0011.107 1�.� ��2 - 10�7 0 - 2�5

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

ADAPTOR Type Z313

for use with Insert

Type U313
313
313.'...

Material of shank: Steel

$Gaptor Ior inVertV type 313.'...

$�6

A



Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

313.D.0005.10 .039 .020

.22� .177 .�5�

Ÿ Ÿ

313.D.0010.20 .079 .039 Ÿ Ÿ

313.D.0014.28 .110 .055 Ÿ Ÿ

313.D.0015.30 .11� .059 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 313.D

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Full radius
Cutting edge Ø

.177Ǝ
r .020 - .059Ǝ

'V .�5�Ǝ

Full radius

 $�7
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

313.D.0150.00 .059 -

.22� .177 .�5�

Ÿ Ÿ

313.D.0150.01 .059 .00� Ÿ Ÿ

313.D.0200.00 .079 .00� Ÿ Ÿ

313.D.0250.00 .09� .00� Ÿ Ÿ

313.D.0300.00 .11� .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 313.D

for use with Milling shank

Type MU313
M313
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.177Ǝ
.059 - .11�Ǝ

'V .�5�Ǝ

$��

A



Dimensions in inch Carbide grades

Part number Nw w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

313.D.0130.00 .051 .056 -

.22� .177 .�5�

Ÿ Ÿ

313.D.0160.00 .063 .067 - Ÿ Ÿ

313.D.0185.00 .073 .077 .00� Ÿ Ÿ

313.D.0215.00 .0�5 .0�9 .00� Ÿ Ÿ

313.D.0265.00 .10� .109 .00� Ÿ Ÿ

313.D.0315.00 .12� .12� .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 313.D

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU313
M313
Z313

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.177Ǝ
.051 - .12�Ǝ

'V .�5�Ǝ

 $�9

A



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

TECHNICAL INFORMATION

,I reTuireG� the connectinJ pieceV =.313.0011... can Ee 
reGuceG Ey the GiPenVion �;� throuJh harG turninJ or 
JrinGinJ. The VcreZ Zill not chanJe. 

$90

A



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø 1.102" (28.0 mm)
MU / M328MILLING SHANK type

 $91

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M832�.0... 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU328.0500.01B 3.937
.�15 .563 .500MU328.0500.02B 5.11�

MU328.0625.01B 3.937 1.65�
.563 .625MU328.0625.02B 5.11� 2.362

MU328.0625.03B 6.299 3.3�6
MU328.0750.03B 6.299 3.3�6 .563 .750

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type MU328
Zith throuJh coolant Vupply

for use with Insert

Type 8325
U328
325
328
628

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V .976 � 1.091 �

$92
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M32�.00... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M328.0016.01B 100 42

1�.3

16

B

M328.0016.02B 130 60 16
M328.0016.03B 160 �5 16
M328.0020.01B 100 42 20
M328.0020.02B 130 60 20
M328.0020.03B 160 �5 20
M328.0016.01E 100 42

1�.3

16

E

M328.0016.02E 130 60 16
M328.0016.03E 160 �5 16
M328.0020.01E 100 42 20
M328.0020.02E 130 60 20
M328.0020.03E 160 �5 20

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M328
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

8325
U328
325
328
628

Cutting edge Ø 'V 2�.��27.7 PP

 $93
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M32�.00... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

M328.0016.01A 100 42
1�.3 16M328.0016.02A 130 60

M328.0016.03A 160 �5
M328.0020.01A 100 42

1�.3 20M328.0020.02A 130 60
M328.0020.03A 160 �5

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M328
Zith throuJh coolant Vupply

for use with Insert

Type 8325
U328
325
328
628

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 2�.��27.7 PP

$9�

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M32�.09... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

   no throuJh coolant Vupply�

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M328.0909.01A* 120 - - 9
$M328.0912.01A 100 32 9 12

M328.0912.01B 100 32 - 12 B

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M328
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

8325
U328
325
328
628

Cutting edge Ø 'V 2�.0 PP

for inserts with increased 
milling depth
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M32�.6T... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M328.ST12.01A
70 - 14

12
$1M328.ST13.01A 13

M328.ST12.2.01A 70 20 9 12
$2M328.ST16.01A 90 36 14 16

M328.ST20.01A 100 36 14 20
M328.ST12.01B

70
- 14

12
B1

M328.ST12.2.01B 20 9 B2

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M328.ST
no coolant Vupply

for use with Insert

Type 8325
U328
325
328
628

3icture   riJht hanG cuttinJ YerVion

Zith cylinGrical Vhank Ior &1&-latheV

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 2�.��27.7 PP

$96
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Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M328.M081.01 37 15 25 1�.3

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M32�.M0�1.01 5.14T20P T20PQ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SCREW-IN CUTTER Type M328.M
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

6creZ-in &utter Ior EaVic holGer type :)%.20

8325
U328
325
328
628

 $97
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Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic Vhank :)%.20 Ior VcreZ-in cutter

$9�

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M32�.E5... 5.14T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

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

Part number l1 d1 d Clamping nut

M328.ER20.02 35 14 20 E520.6�99�E5M...
M328.ER25.02 35 14 25 E525.6�99
M328.ER32.02 35 14 32 E532.6�99

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M328.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

8325
U328
325
328
628

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 
2�.��27.7 PP

 $99
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

U325.0125.52 .125 .00� .197 .197 .976 Ÿ

325.0350.52 .13� .00� .22� .197 .976 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

HELICAL MILLING OF BORES

INSERT Type 325/U325

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

Depth of cut up to
Cutting edge Ø

.197Ǝ
'V .976Ǝ

$100
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Dimensions in inch Carbide grades

Part number w s tmax Ds

M
G

12

T1
35

T,
25

328.0082.1.00 .032 .22� .197 1.091 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 328

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ

.032Ǝ
'V 1.091Ǝ

 $101
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Dimensions in inch Carbide grades

Inserts 328.0400.00, 328.0500.00, 328.0600.00, 328.1000.00, U328.0157.08, U328.0157.16, 
U328.0187.08� anG U328.0187.16 only Zith toolholGer GiPenVion l2   Pa[. 1.65��

Insert 328.1000.00 with staggered tooth (Z=1) and insert 328.0600.00 Zith chip GiYiGer�

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

$
6

�5

T)
�5

328.0200.00 .079

.00�

.22�

.256 1.091

Ÿ Ÿ

328.0250.00 .09� .22� Ÿ Ÿ

328.0300.00 .11� .22� Ÿ Ÿ

328.0350.00 .13� .22� Ÿ Ÿ

328.0400.00 .157 .22� Ÿ Ÿ

328.0500.00 .197 .22� Ÿ Ÿ

328.0600.00 .236 .276 Ÿ Ÿ

328.1000.00 .39� .39� Ÿ Ÿ

U328.0094.08 .09�

.00� .22� .256 1.091

Ÿ

U328.0125.08 .125 Ÿ ǻ

U328.0157.08 .157 Ÿ ǻ

U328.0187.08 .1�7 Ÿ

U328.0157.16 .157
.016 .22� .256 1.091

Ÿ

U328.0187.16 .1�7 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 328/U328

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.256Ǝ

.39�Ǝ
'V 1.091Ǝ

$102
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Dimensions in inch Carbide grades

Further sizes upon request

Part number w r s tmax Ds

M
G

12

T,
25

328.0250.40 .09�

.00� .22� .256 1.091

Ÿ

328.0300.40 .11� Ÿ

328.0350.40 .13� Ÿ

328.0400.40 .157 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 328
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.256Ǝ

.157Ǝ
'V 1.091Ǝ

 $103
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

328.0110.2.00 .0�3 .00�

.22� .366 1.102

Ÿ Ÿ

328.0120.2.00 .0�7 .00� Ÿ Ÿ

328.0132.2.00 .052 .006 Ÿ Ÿ

328.0150.2.00 .059 .00� Ÿ Ÿ Ÿ

328.0160.2.00 .063 .00� Ÿ Ÿ Ÿ

328.0200.2.00 .079 .00� Ÿ Ÿ Ÿ

328.0250.2.00 .09� .00� Ÿ Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 328

for use with Milling shank

Type M32�.0909.01$
M32�.0912.01$
M32�.0912.01%

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.366Ǝ

.09�Ǝ
'V 1.102Ǝ

increased milling depth

$10�
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Dimensions in inch Carbide grades

Part number Nw w r s tmax Ds

M
G

12

T,
25

$
6

�5

628.0130.00 .051 .056 -

.2�0 .256 1.091

Ÿ

628.0160.00 .063 .067 - Ÿ Ÿ

628.0185.00 .073 .077 .00� Ÿ Ÿ

628.0215.00 .0�5 .0�9 .00� Ÿ Ÿ

628.0265.00 .10� .109 .00� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INSERT Type 628

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
Width of circlip Nw
Cutting edge Ø

.256Ǝ
.051 - .10�Ǝ

'V 1.091Ǝ
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Dimensions in inch Carbide grades

Insert 628.0400.00 only Zith toolholGer GiPenVion l2   1.65�� 

Part number w r s tmax Ds

M
G

12

T,
25

$
6

�5

628.0250.00 .09�

.00� .2�0 .256 1.091

Ÿ Ÿ

628.0300.00 .11� Ÿ Ÿ

628.0350.00 .13� Ÿ Ÿ

628.0400.00 .157 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 628

for use with Milling shank

Type MU328
M328
M32�.E5
M32�.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.256Ǝ

.157Ǝ
'V 1.091Ǝ

$106
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

628.0120.2.00 .0�7

.00� .2�0 .366 1.102

Ÿ

628.0150.2.00 .059 Ÿ Ÿ

628.0160.2.00 .063 Ÿ Ÿ

628.0200.2.00 .079 Ÿ Ÿ

628.0240.2.00 .09� Ÿ Ÿ

628.0250.2.00 .09� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 628

SLOT MILLING

for use with Milling shank

Type M32�.0909.01$
M32�.0912.01$
M32�.0912.01%

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.366Ǝ

.09�Ǝ
'V 1.102Ǝ

increased milling depth
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SOLUTIONS PLUS
Program

Need faster delivery?
Inquire about our Solutions Plus Program.

$10�

A



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø 1.260" (32.0 mm)

M332MILLING SHANK type

 $109
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M8332.0... 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU332.0625.01B 3.937 1.65�
.563 .625MU332.0625.02B 5.11� 2.362

MU332.0625.03B 6.299 3.3�6
MU332.0750.01B 3.937 1.65�

.563 .750MU332.0750.02B 5.11� 2.362
MU332.0750.03B 6.299 3.3�6

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type MU332
Zith throuJh coolant Vupply

for use with Insert

Type 332
632
636

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 1.2��Ǝ

$110
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M332.00... 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M332.0016.01A 100 42
1�.3 16 $M332.0016.02A 130 60

M332.0016.03A 160 �5
M332.0020.01A 100 42

1�.3 20 $M332.0020.02A 130 60
M332.0020.03A 160 �5
M332.0016.01B 100 42

1�.3 16 BM332.0016.02B 130 60
M332.0016.03B 160 �5
M332.0020.01B 100 42

1�.3 20 BM332.0020.02B 130 60
M332.0020.03B 160 �5

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M332
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

332
632
636

Cutting edge Ø 'V 1.2��Ǝ �31.7 PP�
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M332.001... 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

M332.0012.2.01A
100 32 11

12
M332.0016.2.01A 16

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M332
Zith throuJh coolant Vupply

for use with Insert

Type 332
632
636

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 1.2��Ǝ �31.7 PP�

for inserts with increased 
milling depth

$112
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M332.6T... 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

Note:
Milling shanks M332.ST12.2.01A, M332.ST12.2.01B and M332.ST13.2.01A are usable for inserts with increased milling depth!

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M332.ST16.01A 90
36 1�.3

16
$M332.ST20.01A 100 20

M332.ST12.2.01A
70 25 11.0

12
$M332.ST13.2.01A 13

M332.ST12.2.01B 70 25 11.0 12 B

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Zith cylinGrical Vhank Ior &1&-latheV

MILLING SHANK Type M332.ST
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

332
632
636

&ylinGrical Vteel PillinJ Vhank Ior colletV 'V 31.7 PP
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Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 l3 d1

M332.M081.01 37 15 25 1�.3

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M332.M0�1.01 5.17T20P T20PQ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

SCREW-IN CUTTER Type M332.M
no coolant Vupply

for use with Insert

Type

3icture   riJht hanG cuttinJ YerVion

6creZ-in &utter Ior EaVic holGer type :)%.20

332
632
636

$11�
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Further sizes upon request Dimensions in mm

Part number l1 l2 d1 d

WFB.2012.M081.01 35 7 16 30

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

BASIC HOLDER Type WFB

for use with Screw-in cutter

Type M306.M0�1...
M30�.M0�1...
M311.M0�1...
M313.M0�1...
M32�.M0�1...
M332.M0�1...

%aVic holGer :)%.20 Ior VcreZ-in cutter

 $115

A



Spare parts

Milling shank Screw TORX PLUS® Wrench

M332.E520.02 5.17T20P T20PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

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

Part number l1 d1 d Clamping nut

M332.ER20.02 35 1�.3 20 E520.6�99�E5M20.6�99

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

with ER taper for CNC-lathes

MILLING SHANK Type M332.ER
no coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

332
632
636

MillinJ VhankV Ior collet chuckV ',16�99-$ ���� 'V 31.7�35�7 PP

$116
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

332.0200.00 .079

.00� .22� .327 1.2��

Ÿ ǻ

332.0250.00 .09� Ÿ ǻ

332.0300.00 .11� Ÿ ǻ

332.0350.00 .13� ǻ

332.0400.00 .157 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 332

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU332
M332
M332.E5
M332.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.327Ǝ

.157Ǝ
'V 1.2��Ǝ
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Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

332.0150.2.00 .059

.00� .22� .39� 1.2��

Ÿ ǻ

332.0160.2.00 .063 Ÿ ǻ

332.0200.2.00 .079 Ÿ ǻ

332.0250.2.00 .09� Ÿ ǻ

332.0300.2.00 .11� Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 332

for use with Milling shank

Type M332.0012.2.01$
M332.0016.2.01$
M332.6T12.2.01$ 
M332.6T12.2.01% 
M332.6T13.2.01$ 

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.39�Ǝ
.11�Ǝ

'V 1.2��Ǝ

increased milling depth

$11�
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

632.0200.00 .079

.00� .2�0 .327 1.2��

Ÿ ǻ

632.0250.00 .09� Ÿ ǻ

632.0300.00 .11� Ÿ ǻ

632.0400.00 .157 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 632

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU332
M332
M332.E5
M332.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.327Ǝ

.157Ǝ
'V 1.2��Ǝ
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

632.0150.2.00 .059

.00� .2�0 .39� 1.2��

Ÿ ǻ

632.0160.2.00 .063 Ÿ ǻ

632.0200.2.00 .079 Ÿ ǻ

632.0250.2.00 .09� Ÿ ǻ

632.0300.2.00 .11� Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 632

for use with Milling shank

Type M332.0012.2.01$
M332.0016.2.01$
M332.6T12.2.01$ 
M332.6T12.2.01% 
M332.6T13.2.01$ 

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.39�Ǝ
.11�Ǝ

'V 1.2��Ǝ

increased milling depth

$120
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

636.0150.00 .059 .00�

.2�0 .�02 1.�06

Ÿ ǻ

636.0200.00 .079 .00� Ÿ ǻ

636.0250.00 .09� .00� Ÿ ǻ

636.0300.00 .11� .00� Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 636

GROOVE MILLING by circular interpolation

for use with Milling shank

Type MU332
M332
M332.E5
M332.M

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.�02Ǝ
.11�Ǝ

'V 1.�06Ǝ
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Dimensions in inch Carbide grades

Part number w r s tmax Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

636.0150.2.00 .059 .00�
.2�0 .�72 1.�06

Ÿ ǻ

636.0200.2.00 .079 .00� Ÿ ǻ

636.0250.2.00 .09� .00� Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INSERT Type 636

for use with Milling shank

Type M332.0012.2.01$
M332.0016.2.01$
M332.6T12.2.01$ 
M332.6T12.2.01% 
M332.6T13.2.01$ 

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.�72Ǝ

.09�Ǝ
'V 1.�06Ǝ

increased milling depth
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)or Iurther inIorPation� pleaVe contact H251 86$.

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

SPECIAL MACHINING

Reducing of tool change
from Ø .709Ý �18 mm�

Pregrooving and Chamfering

Finishing

 $123

A



,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

PCD-tipped insert

&arEiGe PillinJ cutter VhankV oIIer e[cellent antiYiEration 
propertieV� reVultinJ in Jreater riJiGity� iGeally VuiteG Ior holGinJ 
3&' tippeG inVertV.

3&' tippeG inVertV oI the 306� 30�� 311� 313 anG 32� ranJe 
are PanuIactureG accorGinJ to cuVtoPerV reTuirePentV. 
Intermediate widths as well as complicated forms are all part of 
our proGuct ranJe.

&uttinJ Gata calculateG IroP our H&T proJraP JuaranteeV 
Eoth optiPuP anG econoPical perIorPance oI the H251 
JrooYe PilinJ toolV.

$12�
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,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø 1.378" (35.0 mm)
M335MILLING SHANK type

 $125
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M8335.0750.0... 6.17T25P T25PQ

Further sizes upon request Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU335.0750.01B 3.937 1.575
.6�9 .750MU335.0750.02B 5.11� 2.362

MU335.0750.03B 6.299 3.3�6

Z� 'V� tmax see inserts

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type MU335
Zith throuJh coolant Vupply

for use with Insert

Type 335

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 1.366Ǝ

$126
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M335.0020.0... 6.17T25P T25PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d

M335.0020.01A 100 40
17.5 20M335.0020.02A 130 60

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M335
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

GROOVE MILLING by circular interpolation

335

Cutting edge Ø 'V 1.366Ǝ �3�.7 PP�
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Spare parts

Milling shank Screw TORX PLUS® Wrench

M335.0020.0... 6.17T25P T25PQ

Further sizes upon request Z� 'V� tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 d1 d Form

M335.0020.01B 100 40
17.5 20 BM335.0020.02B 130 60

M335.0020.02E 130 60 17.5 20 E

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type M335
Zith throuJh coolant Vupply

for use with Insert

Type 335

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 1.366Ǝ �3�.7 PP�

$12�

A



Dimensions in inch Carbide grades

Part number w r s tmax Ds

M
G

12

T1
35

T,
25

$
6

�5

335.0200.00 .079

.00� .3�3 .315 1.366

ǻ ǻ

335.0300.00 .11� Ÿ ǻ

335.0400.00 .157 Ÿ ǻ

335.0500.00 .197 Ÿ ǻ

335.0600.00 .236 Ÿ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

INSERT Type 335

GROOVE MILLING by circular interpolation

for use with Milling shank

Type M335
M8335

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.315Ǝ

.236Ǝ
'V 1.366Ǝ
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DOC (Depth of cut) tmax

Bore Ø .098
(2.5)

.157
(4.0)

.177
(4.5)

.197
(5.0)

1.260
(32.0)

M275.031.D25.3.04A
M275.031.M16.1.04

1.457
(37.0) M275.036.M16.1.04

1.535
(39.0) M275.0038.A16.05

1.772
(45.0)

U380.1732.03 / 380.044.03
HSK-32-380.0044.03
ABS-32-3280.0044.03

1.929
(49.0) M275.0048.A22.08

2.008
(51.0)

HSK-40-380.0050.04
ABS-40-3280.0050.04

2.323
(59.0)

M275.0058.A27.10
M275.0058.S22.10

2.520
(64.0)

U380.2480.05 / 380.0063.05
U381.2480.05 / 381.0063.05

HSK-40-380.0063.05 / HSK-50-380.0063.05
ABS-40-380.0063.05 / ABS-50-380.0063.05

3.110
(79.0)

M275.0078.A32.14
M275.0078.S27.14

3.189
(81.0)

U380.3150.08 / 380.0080.08
U381.3150.08 / 381.0080.08

HSK-50-380.0080.08 / HSK-63-380.0080.08
ABS-50-380.0080.08 / ABS-63-380.0080.08

3.898
(99.0) M275.0098.S32.16

3.976
(101.0) U381.3937.10 / 381.0100.10

Step #1: Establish bore diamter
Step #2: Find Depth of Cut (DOC) requirements
6tep �3: )olloZ coluPn anG roZ to ¿nG correct tool type
6tep ��: /ook up tool type to ¿nG aYailaEle ZiGthV

CHAPTER B

B

Inserts for M275 holders can be found on pages B6-B7.  Standard widths from .047 - .128" (1.2 - 3.25 mm)
Inserts for 380/381 cutters can be found on pages B22-B25.  Standard widths from .046 - .207" (1.17 - 5.26 mm)
Tool recommendations based on largest tool for application

Dimensions in inch (mm)



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

from bore Ø

Example:
Milling cutter M275.0078.A32.14
Cutting edge Ø 3.071" (78 mm)

Groove milling with System  275

1.260" (32 mm)
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Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds l1 d

M275.031.D25.3.04A 4 31 125 25

Spare parts

Milling shank Screw TORX PLUS® Wrench

M275.031.D25.3.04A 3.5.10.T10P T10PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

MILLING SHANK Type M275
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

Cutting edge Ø 'V 1.220Ǝ �31 PP�

S275

B2
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Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M275.03... 3.5.10.T10P T10PL

Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds l1 l2 d1 d4 SW

M275.031.M16.1.04 4 31 45 22 25 29 24
M275.036.M16.1.04 4 36 45 22 30 29 27

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

SCREW-IN CUTTER Type M275
Zith throuJh coolant Vupply

for use with Indexable 
insert

Type S275

3icture   riJht hanG cuttinJ YerVion VhoZn

Material of shank: Steel

Cutting edge Ø Ds 31 / 36 mm
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Spare parts

Milling cutter Screw Screw TORX PLUS® Wrench Washer

M275.0038.A16.05 DIN912-M8x25 3.5.10.T10P T10PL 020.0813.3438
M275.0048.A22.08 DIN912-M10x25 3.5.10.T10P T10PL DIN433-10.5-St
M275.0058.A27.10 DIN912-M12x30 3.5.10.T10P T10PL DIN433-13-St
M275.0078.A32.14 DIN7984-M16x35 3.5.10.T10P T10PL DIN433-17-St

Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 d2 d3 d4 d5 l1 l2 s p

M275.0038.A16.05 5 38 33.0 32.7 32.0 16 32.0 13.5 18 22.7 8.4 5.6
M275.0048.A22.08 8 48 37.0 36.7 40.5 22 40.5 18.5 20 24.7 10.4 6.3
M275.0058.A27.10 10 58 42.5 42.2 50.0 27 48.0 22.0 22 27.2 12.4 7.0
M275.0078.A32.14 14 78 50.0 49.7 3.5 32 58.0 33.0 25 36.7 14.4 8.0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

&utterhole anG croVV keyZay aV per ',1 13�

MILLING CUTTER Type M275
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

S275

Cutting edge Ø Ds 38/48/58/78 mm

B4
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Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 d3 d2 d k

R/LM275.0058.S22.10 10 58 14 14.2 34 22 50.5
R/LM275.0078.S27.14 14 78 16 16.2 43 27 70.5
R/LM275.0098.S32.16 16 98 20 20.2 48 32 90.5

Spare parts

Disc milling cutter Screw TORX PLUS® Wrench

R/LM275.00... 3.5.10.T10P T10PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

DISC MILLING CUTTER Type M275

for use with Indexable 
insert

Type

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

Cutting edge Ø Ds 58/78/98 mm

S275
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Dimensions in inch Carbide grades

Part number Nw w r s tmax
M

G
12

TN
35

TI
25

TA
45

A
S

45

R/LS275.0110.00 .043 .047 .004

.169 .098

Ÿ�Ÿ

R/LS275.0130.00 .051 .055 .004 Ÿ�Ÿ

R/LS275.0160.00 .063 .067 .004 Ÿ�Ÿ

R/LS275.0185.00 .073 .077 .006 Ÿ�Ÿ

R/LS275.0215.00 .085 .089 .006 Ÿ�Ÿ

R/LS275.0265.00 .104 .108 .006 Ÿ�Ÿ

R/LS275.0315.00 .124 .128 .006 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INDEXABLE INSERT Type S275

GROOVE MILLING by circular interpolation

for use with Milling shank

Type M275

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw

.09�Ǝ
.0�3 - .12�Ǝ

B6
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Dimensions in inch Carbide grades

Part number Nw w r t1 s1 s tmax
M

G
12

TN
35

TI
25

TA
45

A
S

45

R/LS275.1105.41 .043 .047 .004 .019 .125

.161

.020 Ÿ�Ÿ

R/LS275.1308.41 .051 .055 .004 .032 .129 .033 Ÿ�Ÿ

R/LS275.1610.41 .063 .067 .004 .037 .125 .039 Ÿ�Ÿ

R/LS275.1812.41 .073 .077 .006 .048 .130 .049 Ÿ�Ÿ

R/LS275.2115.41 .085 .089 .006 .057 .135 .059 Ÿ�Ÿ

R/LS275.2617.41 .104 .108 .006 .067 .133 .069 Ÿ�Ÿ

R/LS275.3118.41 .124 .128 .006 .067 .146 .069 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INDEXABLE INSERT Type S275

:iGthV Ior circlip JrooYeV ',1 �71��72 Zith chaPIer

for use with Milling shank

Type M275

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw

.069Ǝ
.0�3 - .12�Ǝ
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)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Gear milling

GROOVE MILLING (linear) 

Example:
- 6inJle tooth Vpline pro¿le
- EackenG H251 3olyJon Vhank

B8

B



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

MU / M380
MU / M381from bore Ø 1.772" (45 mm)

MILLING SHANK type

 B9
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Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax l1 d1 d Ȝ

U380.1732.03B 3 1.732 .157 5.000 1.339 1.000 14°

Spare parts

Milling shank Screw TORX PLUS® Wrench

U380.1732.03B 5.12T20P T20PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING SHANK Type U380

3icture   riJht hanG cuttinJ YerVion

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.157Ǝ

.236Ǝ
'V 1.732Ǝ

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

RU314
R314

B10
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Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax l1 d1 d Ȝ

380.0044.03A
3 44 4 125 34 25 14°380.0044.03B

380.0044.03E

Spare parts

Milling shank Screw TORX PLUS® Wrench

380.0044.03... 5.12T20P T20PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING SHANK Type 380

for use with Indexable 
insert

Type

3icture   riJht hanG cuttinJ YerVion

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.157Ǝ ��.0 PP�

.236Ǝ �6.0 PP�
'V 1.732Ǝ ���.0 PP�

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

RU314
R314
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Spare parts

Milling cutter Screw Screw TORX PLUS® Wrench Washer

U380.2480.05 10.25.912 5.12T20P T20PQ 10.5.433

Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

U380.2480.05 5 2.480 .197 1.575 1.559 2.008 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING CUTTER Type U380

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

RU314
R314

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.197Ǝ

.236Ǝ
'V 2.��0Ǝ

&utterhole anG croVV keyZay aV per ',1 13�

B12
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Spare parts

Milling cutter Screw Screw TORX PLUS® Wrench Washer

380.0063.05 10.25.912 5.12T20P T20PQ 10.5.433

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

380.0063.05 5 63 5 40 39.6 51 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING CUTTER Type 380

for use with Indexable 
insert

Type RU314
R314

3icture   riJht hanG cuttinJ YerVion VhoZn

&utterhole anG croVV keyZay aV per ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 2.��0Ǝ �63.0 PP�
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Spare parts

Milling cutter Screw Screw TORX PLUS® Wrench Washer

380.0063.05IK 10.25.912 5.12T20P T20PQ 10.5.433

Further sizes upon request Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

380.0063.05IK 5 63 5 40 39.6 51 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

&utterhole anG croVV keyZay aV per ',1 13�

MILLING CUTTER Type 380...IK
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

U314
314

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 2.��0Ǝ �63.0 PP�

,. throuJh coolant Vupply

B14
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Spare parts

Milling cutter Screw TORX PLUS® Wrench

380.0080.08IK 5.12T20P T20PQ

Further sizes upon request Dimensions in mm

Ordering note:
Bolt screw 030.0012.0726 is combined with the milling cutter.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

380.0080.08IK 8 80 5 40 39.8 68 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING CUTTER Type 380...IK
Zith throuJh coolant Vupply

for use with Indexable 
insert

Type U314
314

3icture   riJht hanG cuttinJ YerVion VhoZn

&utterhole anG croVV keyZay aV per ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 3.150Ǝ ��0.0 PP�

,. throuJh coolant Vupply
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Spare parts

Milling cutter Screw TORX PLUS® Wrench

U380.3150.08 5.12T20P T20PQ

Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

U380.3150.08 8 3.150 .197 1.260 1.244 2.677 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

&utterhole anG croVV keyZay aV per ',1 13�

MILLING CUTTER Type U380

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

RU314
R314

'epth oI JrooYe up to
:iGth oI JrooYe
Cutting edge Ø

.197Ǝ

.236Ǝ
'V 3.150Ǝ

B16

B



Spare parts

Milling cutter Screw TORX PLUS® Wrench

380.0080.08 5.12T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h h2 d2 Ȝ

380.0080.08 8 80 5 32 31.6 68 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING CUTTER Type 380

for use with Indexable 
insert

Type RU314
R314

3icture   riJht hanG cuttinJ YerVion VhoZn

&utterhole anG croVV keyZay aV per ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 3.150Ǝ ��0.0 PP�
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Spare parts

Milling cutter Screw TORX PLUS® Wrench

HSK-... 5.12T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h d2 Ȝ

HSK-32-380.0044.03 3 44 4.0 55 34 14°
HSK-40-380.0050.04 4 50 4.5 55 40 14°
HSK-40-380.0063.05 5 63 5.0 55 51 10°
HSK-50-380.0063.05 5 63 5.0 65 51 10°
HSK-50-380.0080.08 8 80 5.0 65 68 10°
HSK-63-380.0080.08 8 80 5.0 70 68 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING CUTTER Type HSK..380
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

RU314
R314

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø from

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 1.732Ǝ ���.0 PP�

H6.-couplinJ VyVteP
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Spare parts

Milling cutter Screw TORX PLUS® Wrench ABS set

ABS-32-380.0044.03 5.12T20P T20PQ ABS-32-ES-M3
ABS-40-380.00...04/05 5.12T20P T20PQ ABS-40-ES-M3
ABS-50-380.00...05/08 5.12T20P T20PQ ABS-50-ES-M3
ABS-63-380.0080.08 5.12T20P T20PQ ABS-63-ES-M3

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h d2 Ȝ

ABS-32-380.0044.03 3 44 4.0 35 34 14°
ABS-40-380.0050.04 4 50 4.5 40 40 14°
ABS-40-380.0063.05 5 63 5.0 40 51 10°
ABS-50-380.0063.05 5 63 5.0 50 51 10°
ABS-50-380.0080.08 8 80 5.0 50 68 10°
ABS-63-380.0080.08 8 80 5.0 63 68 10°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

MILLING CUTTER Type ABS..380
Zith throuJh coolant Vupply

for use with Indexable 
insert

Type RU314
R314

3icture   riJht hanG cuttinJ YerVion VhoZn

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø from

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 1.732Ǝ ���.0 PP�

$%6-couplinJ VyVteP
license KOMET
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Spare parts

Disc milling cutter Screw TORX PLUS® Wrench

R/LU381.... 5.12T20P T20PQ

Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 d3 d2 d k Ȝ tmax

R/LU381.2480.05 5 2.480 .551 .559 1.220 .750 2.008 14° .197
R/LU381.3150.08 8 3.150 .630 .638 1.693 1.000 2.677 10° .197
R/LU381.3937.10 10 3.937 .787 .795 1.890 1.250 3.465 10° .197

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

DISC MILLING CUTTER Type U381

R = right hand cutting - left side mounted L = left hand cutting - right side mounted

for use with Indexable 
insert

Type

GROOVE MILLING by circular interpolation

RU314
R314

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø

.197Ǝ

.236Ǝ
'V 2.��0 - 3.937Ǝ

B20
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Spare parts

Disc milling cutter Screw TORX PLUS® Wrench

R/L381.0... 5.12T20P T20PQ

6tate 5 or / YerVion Dimensions in mm

Further sizes upon request

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 d3 d2 d k Ȝ tmax

R/L381.0063.05 5 63 14 14.2 34 22 51 14° 5
R/L381.0080.08 8 80 16 16.2 43 27 68 10° 5
R/L381.0100.10 10 100 20 20.2 48 32 88 10° 5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

DISC MILLING CUTTER Type 381

for use with Indexable 
insert

Type RU314
R314

R = right hand cutting - left side mounted L = left hand cutting - right side mounted

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
Cutting edge Ø from

.197Ǝ �5.0 PP�

.236Ǝ �6.0 PP�
'V 2.��0Ǝ �63.0 PP�
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number w r s

M
G

12

TN
35

TI
25

TF
45

R/LU314.0046.00 .046 -

.213

Ÿ�Ÿ

R/LU314.0062.00 .062 .004 Ÿ�Ÿ

R/LU314.0078.00 .078 .006 Ÿ�Ÿ

R/LU314.0094.00 .094 .006 Ÿ�Ÿ

R/LU314.0125.00 .125 .006 Ÿ�Ÿ ǻ�

R/LU314.0157.00 .157 .006 Ÿ�

R/LU314.0187.00 .187 .006 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type U314

GROOVE MILLING by circular interpolation

for use with Milling shank

Type U380 / 380
U381 / 381
ABS..380
HSK..380

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
:iGth oI JrooYe

.197Ǝ
.0�6 - .1�7Ǝ

B22
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number Nw w r s

M
G

12

TN
35

TI
25

A
S

45

R/L314.0130.00 .051 .056 .004

.213

Ÿ�Ÿ Ÿ�Ÿ

R/L314.0160.00 .063 .067 .004 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0185.00 .073 .077 .006 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0215.00 .085 .089 .006 Ÿ� Ÿ�Ÿ Ÿ�Ÿ

R/L314.0265.00 .104 .109 .006 Ÿ� Ÿ�Ÿ Ÿ� Ÿ�Ÿ

R/L314.0315.00 .124 .128 .006 Ÿ� Ÿ�Ÿ Ÿ� Ÿ�Ÿ

R/L314.0415.00 .163 .168 .006 Ÿ� Ÿ�Ÿ Ÿ� Ÿ�Ÿ

R/L314.0515.00 .203 .207 .006 Ÿ� Ÿ�Ÿ Ÿ� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INDEXABLE INSERT Type 314

:iGthV Ior circlip JrooYeV ',1 �71��72

for use with Milling cutter

Type U380 / 380
U381 / 381
ABS..380
HSK..380

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw

.197Ǝ
.051 - .203Ǝ

 B23

B



Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number Nw w r s

M
G

12

TN
35

TI
25

R/L314.0130.40 .051 .056 .004

.213

Ÿ�

R/L314.0160.40 .063 .067 .004 Ÿ� Ÿ�

R/L314.0185.40 .073 .077 .006 ǻ� Ÿ�

R/L314.0215.40 .085 .089 .006 ǻ�ǻ Ÿ�

R/L314.0265.40 .104 .109 .006 Ÿ� Ÿ�

R/L314.0315.40 .124 .128 .006 Ÿ�ǻ Ÿ�

R/L314.0415.40 .163 .168 .006 Ÿ� Ÿ�

R/L314.0515.40 .203 .207 .006 Ÿ�ǻ Ÿ�

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

:iGthV Ior circlip JrooYeV ',1 �71��72

INDEXABLE INSERT Type 314
machining of aluminium

GROOVE MILLING by circular interpolation

for use with Milling cutter

Type U380 / 380
U381 / 381
ABS..380
HSK..380

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw

.197Ǝ
.051 - .203Ǝ

B24
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Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number Nw w r t1 s tmax

M
G

12

TN
35

TI
25

A
S

45

R/L314.1105.54 .043 .048

.004

.019

.215

.020 ǻ�

R/L314.1307.54 .051 .056 .026 .028 ǻ�ǻ

R/L314.1308.54 .051 .056 .033 .033 ǻ� ǻ�ǻ

R/L314.1609.54 .063 .067 .033 .033 Ÿ�ǻ Ÿ�ǻ

R/L314.1610.54 .063 .067 .038 .039 ǻ�Ÿ ǻ�Ÿ

R/L314.1812.54 .073 .077

.006

.048

.215

.049 Ÿ�Ÿ Ÿ�Ÿ

R/L314.2115.54 .085 .089 .058 .059 Ÿ�Ÿ Ÿ�Ÿ

R/L314.2616.54 .104 .109 .058 .059 Ÿ�Ÿ Ÿ�Ÿ

R/L314.2617.54 .104 .109 .068 .069 Ÿ�Ÿ Ÿ�Ÿ

R/L314.3118.54 .124 .128 .068 .069 Ÿ�Ÿ Ÿ�Ÿ

R/L314.4120.54 .163 .168 .078 .079 Ÿ� Ÿ�ǻ

R/L314.4125.54 .163 .168 .097 .098 Ÿ� Ÿ�ǻ

R/L314.5130.61 .203 .207 .006 .117 .240 .118 Ÿ� Ÿ�ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation

INDEXABLE INSERT Type 314

:iGthV Ior circlip JrooYeV ',1 �71��72 Zith chaPIer

for use with Milling cutter

Type U380 / 380
U381 / 381
ABS..380
HSK..380

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

'epth oI JrooYe up to
Width of circlip Nw

.11�Ǝ
.0�3 - .203Ǝ

 B25

B



Width of cut

DOC
tmax

.063
(1.6)

.079
(2.0)

.118
(.0)

.118
(3.0) .157

(4.0)
.197
(5.0)

.236
(6.0)

.315
(8.0)

.394
(10.0)

.472
(12.0)

.551
(14.0).125

(3.18)

(26.5) M310 M310 M310
.709

(18.0)
M101 M101 M101

.787
(20.0)
.796

(20.2) 382 382 382
.827

(21.0) 383 383 383
.984

(25.0)
1.004
(25.5)
1.023

(25.98)
1.043
(26.5)
1.086

(27.58)
1.102
(28.0)
1.181
(30.0)
1.260
(32.0)
1.280
(32.5) 382
1.299
(33.0) M101 M101 M101
1.406
(35.7)
1.711

(43.46)
1.732
(44.0)
1.921

(48.79)
1.969
(50.0) M310
2.126
(54.0) 383 383 383 383
2.500
(63.5) 382 382 382 382 382
2.520
(64.0)
2.756
(70.0) M310 M310

Tool type

M101 M310 382 383

Page
number C12 C20 C2 C5

Step #1: Establish bore diamter
Step #2: Find Depth of Cut (DOC) requirements
6tep �3: )olloZ coluPn anG roZ to ¿nG correct tool type
6tep ��: /ook up tool type to ¿nG aYailaEle ZiGthV

CHAPTER C

C

Dimensions in inch (mm)

In the UNITED STATES call us toll free
1 - 888 - 818 HORN



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Ɣ uniYerVal JeoPetry Ior Vteel 
   anG liJht alloyV

Ɣ 10� poVitiYe top rake

Ɣ EeVt VZarI eYacuation

Ɣ outVtanGinJ cuttinJ perIorPance
   anG VurIace ¿niVh

HIGH PERFORMANCE DISC MILLING CUTTER 

U382 / 382
U383 / 383

DISC MILLING CUTTER type

 C1

C



Spare parts

'iVc PillinJ cutter Screw TORX PLUS® Wrench

83�2....06 5F.06T15P T15PQ
83�2....0� 5F.08T20P T20PQ
83�2....10�12�1� 5.10T20P T20PQ

Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w d2 d3 b2 riJht hanG inVert left hand insert

U382.3250.06
8 3.250 .827

.236
1.000 1.500

.375 �[ 531�.6032.00 �[ /31�.6032.00
U382.3250.08 .315 .500 �[ 531�.�0�3.00 �[ /31�.�0�3.00
U382.3250.10 .394 .500 �[ 531�.005�.00 �[ /31�.005�.00
U382.4000.06

10 �.000 1.00�
.236

1.250 1.875
.375 5[ 531�.6032.00 5[ /31�.6032.00

U382.4000.08 .315 .500 5[ 531�.�0�3.00 5[ /31�.�0�3.00
U382.4000.10 .394 .500 5[ 531�.005�.00 5[ /31�.005�.00
U382.5000.06

12 5.000 1.2�0

.236

1.500 2.250

.375 6[ 531�.6032.00 6[ /31�.6032.00
U382.5000.08 .315 .500 6[ 531�.�0�3.00 6[ /31�.�0�3.00
U382.5000.10 .394 .550 6[ 531�.005�.00 6[ /31�.005�.00
U382.5000.12 .472 .550 2[� 531�.005�.00 �[ /31�.005�.00
U382.6250.06 16

6.250 1.969

.236

1.500 2.250

.375 �[ 531�.6032.00 �[ /31�.6032.00
U382.6250.08 16 .315 .500 �[ 531�.�0�3.00 �[ /31�.�0�3.00
U382.6250.10 16 .394 .550 �[ 531�.005�.00 �[ /31�.005�.00
U382.6250.12 15 .472 .550 10[ 531�.005�.00 5[ /31�.005�.00
U382.7875.14 18 7.875 2.500 .551 2.000 2.875 .625 12[ 531�.005�.00 6[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

DISC MILLING CUTTER Type U382

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING

314

'epth oI JrooYe up to
:iGth oI JrooYe up to
&uttinJ eGJe � IroP

2.500Ǝ
.551Ǝ

'V 3.250Ǝ

C2

C



Spare parts

'iVc PillinJ cutter Screw TORX PLUS® Wrench

3�2.0...06 5F.06T15P T15PQ
3�2.0...0� 5F.08T20P T20PQ
3�2.0...10�12 5.10T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w d2 d3 b2 riJht hanG inVert left hand insert

382.0080.27.06
8 �0 21.0

6
27 36

10 �[ 531�.6032.00 �[ /31�.6032.00
382.0080.27.08 8 12 �[ 531�.�0�3.00 �[ /31�.�0�3.00
382.0080.27.10 10 12 �[ 531�.005�.00 �[ /31�.005�.00
382.0100.32.06

10 100 25.5
6

32 47
10 5[ 531�.6032.00 5[ /31�.6032.00

382.0100.32.08 8 12 5[ 531�.�0�3.00 5[ /31�.�0�3.00
382.0100.32.10 10 12 5[ 531�.005�.00 5[ /31�.005�.00
382.0125.40.06

12 125 32.5

6

�0 58

10 6[ 531�.6032.00 6[ /31�.6032.00
382.0125.40.08 8 12 6[ 531�.�0�3.00 6[ /31�.�0�3.00
382.0125.40.10 10 14 6[ 531�.005�.00 6[ /31�.005�.00
382.0125.40.12 12 14 2[� 531�.005�.00 �[ /31�.005�.00
382.0160.40.06 16

160 50.0

6

�0 58

10 �[ 531�.6032.00 �[ /31�.6032.00
382.0160.40.08 16 8 12 �[ 531�.�0�3.00 �[ /31�.�0�3.00
382.0160.40.10 16 10 14 �[ 531�.005�.00 �[ /31�.005�.00
382.0160.40.12 15 12 14 2[5 531�.005�.00 5[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

DISC MILLING CUTTER Type 382

for use with Indexable 
insert

Type 314

3icture   riJht hanG cuttinJ YerVion VhoZn

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
&uttinJ eGJe � IroP

1.969Ǝ �50.0 PP�
.�72Ǝ �12.0 PP�

'V 3.150Ǝ ��0.0 PP�

 C3

C



Spare parts

'iVc PillinJ cutter Screw TORX PLUS® Wrench

3�2.0200.50.06 5F.06T15P T15PQ
3�2.0200.50.0� 5F.08T20P T20PQ
3�2.0200.50.10�12�1� 5.10T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w d2 d3 b2 riJht hanG inVert left hand insert

382.0200.50.06

18 200 63.5

6

50 71

10 9[ 531�.6032.00 9[ /31�.6032.00
382.0200.50.08 8 12 9[ 531�.�0�3.00 9[ /31�.�0�3.00
382.0200.50.10 10 14 9[ 531�.005�.00 9[ /31�.005�.00
382.0200.50.12 12 14 2[6 531�.005�.00 6[ /31�.005�.00
382.0200.50.14 14 16 2[6 531�.005�.00 6[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

DISC MILLING CUTTER Type 382

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING

314

'epth oI JrooYe
:iGth oI JrooYe up to
&uttinJ eGJe �

2.500Ǝ �63.5 PP�
.551Ǝ �1�.0 PP�

'V 7.�7�Ǝ �200.0 PP�

C4

C



Spare parts

'iVc PillinJ cutter Screw Screw TORX PLUS® Wrench

83�3.�000.06 12.30.912 5F.06T15P T15PQ
83�3.�000.0� 12.30.912 5F.08T20P T20PQ
83�3.�000.10 12.30.912 5.10T20P T20PQ

Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert

U383.4000.06
10 �.000 1.023

.236
2.000 1.875 1.000

5[ 531�.6032.00 5[ 31�.6032.00
U383.4000.08 .315 5[ 531�.�0�3.00 5[ /31�.�0�3.00
U383.4000.10 .394 5[ 531�.005�.00 5[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

DISC MILLING CUTTER Type U383

for use with Indexable 
insert

Type 314

3icture   riJht hanG cuttinJ YerVion VhoZn

Bore (d2� Zith lonJituGinal keyZay to ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
&uttinJ eGJe �

1.023Ǝ
.39�Ǝ

'V �.000Ǝ

 C5
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Spare parts

'iVc PillinJ cutter Screw Screw TORX PLUS® Wrench

3�3.0100.27.06 12.30.912 5F.06T15P T15PQ
3�3.0100.27.0� 12.30.912 5F.08T20P T20PQ
3�3.0100.27.10 12.30.912 5.10T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert

383.0100.27.06
10 100 25

6
50 48 27

5[ 531�.6032.00 5[ /31�.6032.00
383.0100.27.08 8 5[ 531�.�0�3.00 5[ /31�.�0�3.00
383.0100.27.10 10 5[ 531�.005�.00 5[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d3� Zith lonJituGinal keyZay to ',1 13�

DISC MILLING CUTTER Type 383

3icture   riJht hanG cuttinJ YerVion VhoZn

for use with Indexable 
insert

Type

GROOVE MILLING

314

'epth oI JrooYe up to
:iGth oI JrooYe up to
&uttinJ eGJe �

.9��Ǝ �25.0 PP�

.39�Ǝ �10.0 PP�
'V 3.937Ǝ �100.0 PP�

&6

C



Spare parts

'iVc PillinJ cutter Screw TORX PLUS® Wrench

3�3.0200.�0.06 5F.06T15P T15PQ
3�3.0200.�0.0� 5F.08T20P T20PQ
3�3.0200.�0.10�12 5.10T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert

383.0200.40.06

18 200 54

6

50 90 �0

9[ 531�.6032.00 9[ /31�.6032.00
383.0200.40.08 8 9[ 531�.�0�3.00 9[ /31�.�0�3.00
383.0200.40.10 10 9[ 531�.005�.00 9[ /31�.005�.00
383.0200.40.12 12 2[6 531�.005�.00 6[ /31�.005�.00

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

DISC MILLING CUTTER Type 383

for use with Indexable 
insert

Type 314

3icture   riJht hanG cuttinJ YerVion VhoZn

Bore (d3� Zith croVV keyZay to ',1 13�

'epth oI JrooYe up to
:iGth oI JrooYe up to
&uttinJ eGJe �

2.126Ǝ �5�.0 PP�
.�72Ǝ �12.0 PP�

'V 7.�7�Ǝ �200.0 PP�

 C7
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Dimensions in inch &arEiGe JraGeV

6tate 5� / or 1 YerVion

Note:
Standard insert N314.0056.00 for use with special cutters.

Part number w r s b s

TN
35

TI
25

A
S

45

R/L314.6032.00 .236 .00� .106 .126 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L314.8043.00 .315 .00� .161 .169 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L314.0054.00 .39��.�72�.551 .00� .205 .213 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

N314.0056.00 - .00� .205 .220 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV N Ɣ Ɣ Ƞ

ŰŰŰ uncoateG JraGeV S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type 314/N314

GROOVE MILLING

Ior uVe Zith 'iVc PillinJ 
cutter

Type 83�2 � 3�2
83�3 � 3�3

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

:iGth oI JrooYe .236 - .551Ǝ

C8

C



Dimensions in inch &arEiGe JraGeV

6tate 5 or / YerVion

Part number w r b s

TN
35

TI
25

A
S

45

R/L314.0320.20 .236 .079 .126 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0430.20 .315 .079 .169 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0430.25 .315 .09� .169 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0540.20 .394 .079 .214 Ÿ�ǻ Ÿ�Ÿ

R/L314.0540.25 .394 .09� .214 Ÿ�Ÿ Ÿ�Ÿ

R/L314.0540.40 .394 .157 .215 Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ coateG JraGeV N Ɣ Ƞ

ŰŰŰ uncoateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

INDEXABLE INSERT Type 314

Ior uVe Zith 'iVc PillinJ 
cutter

Type 83�2 � 3�2
83�3 � 3�3

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

:iGth oI JrooYe .236 - .39�Ǝ

 C9
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)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HORN - THE LEADERS IN GROOVING TECHNOLOGY

PARTING OFF

HORN - INTELLIGENT
TOOL DESIGN AT WORK.

GETTING A GRIP ON PRODUCTIVITY

3ity the poor part-oII tool. 8nGer preVVure all the tiPe. %einJ Zorn GoZn on all ViGeV. EnJaJeG in a conVtant 
tuJ oI Zar Zith the Paterial.

At HORN� Ze thouJht aEout thiV - a lot.

The HORN part-oII VyVteP
GraZV on our e[tenViYe
e[perience oI JrooYinJ.
,t haV poVitiYe JeoPetry
to optiPiVe PachininJ
performance and tool life.
&uttinJ eGJe corner anG
inVert Àank relieIV helpV to
PiniPiVe Àank Zear. $nG
the e[tra lonJ Vuper Vecure
six sided insert sits in a
preciVion PachineG VeatinJ
to Pa[iPiVe Vecurity anG
PiniPiVe PoYePent.
We couldn‘t do much about
the hot craPpeG conGitionV�
Eut Ze haYe eTuippeG our
part-oII toolinJ to VurYiYe
them.

&10
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING 

Disc Milling Cutter Type M101

3.151" (80 mm)
Cutting edge Ø from

 C11

C



Spare parts

'iVc PillinJ cutter 'riYinJ collar Vet Wrench

M101.0...16�20�30 020.22.06.36 P101.01
M101.0125.32.16�20�30 020.32.10.55 P101.01

Further sizes upon request w see inserts Dimensions in mm

Note:
Wrench P101.01 and the driving collar set iV not coPEineG Zith VlottinJ cutter - Veparate orGer reTuireG�

Part number Z Ds tmax b d2 d5 d6 b2 Size &laPpinJ ranJe

M101.0080.22.16 7 �0 20
1.3

22 29 4.25 13.3
16 1.6 - 1.�M101.0100.22.16 9 100 30 22 29 4.25 13.3

M101.0125.32.16 11 125 33 32 45 6.25 21.3
M101.0080.22.20 7 �0 20

1.6
22 29 4.25 13.6

20 2.0 - 2.3M101.0100.22.20 9 100 30 22 29 4.25 13.6
M101.0125.32.20 11 125 33 32 45 6.25 21.6
M101.0080.22.30 7 �0 20

2.6
22 29 4.25 1�.6

30 3.0 - 3.3M101.0100.22.30 9 100 30 22 29 4.25 1�.6
M101.0125.32.30 11 125 33 32 45 6.25 22.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

&utterhole anG croVV keyZay aV per ',1 13�

DISC MILLING CUTTER Type M101

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

SLOT MILLING

6101

'epth oI PillinJ up to
&laPpinJ ranJe
&uttinJ eGJe � IroP

1.299Ǝ �33.0 PP�
.063 - .130Ǝ �1.6 - 3.3 PP�

3.150Ǝ ��0.0 PP�

Type GiVc PillinJ cutter

C12
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Spare parts

'iVc PillinJ cutter Blade Screw Screw Washer )lanJe Wrench

M101.00�0.$16.16 M101.0080.28.16 DIN912-M8x25 030.3543.T8P 020.0813.3438 020.0016.32.13 P101.01
M101.00�0.$16.20 M101.0080.28.20 DIN912-M8x25 030.3543.T8P 020.0813.3438 020.0016.32.16 P101.01
M101.0100.$22.16 M101.0100.28.16 DIN912-M10x25 030.3543.T8P DIN433-10.5-St 020.0022.40.13 P101.01
M101.0100.$22.20 M101.0100.28.20 DIN912-M10x25 030.3543.T8P DIN433-10.5-St 020.0022.40.16 P101.01

Further sizes upon request w see inserts Dimensions in mm

Note:
Wrench P101.01 iV not coPEineG Zith VlottinJ cutter - Veparate orGer reTuireG�

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax h b d2 d3 d4 d5 l1 l2 Size &laPpinJ ranJe

M101.0080.A16.16 7 �0 20 33
1.3

37.0 16 32.0 13.5 18 22.7
16 1.6 - 1.�M101.0100.A22.16 9 100 28 37 �0.5 22 �0.5 18.5 20 24.7

M101.0080.A16.20 7 �0 20 33
1.6

37.0 16 32.0 13.5 18 22.7
20 2.0 - 2.3M101.0100.A22.20 9 100 28 37 �0.5 22 �0.5 18.5 20 24.7

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING

DISC MILLING CUTTER Type M101

for use with Insert

Type 6101

3icture   riJht hanG cuttinJ YerVion

$rEor PounteG VlittinJ cutter aV per ',1 �030-$

'epth oI PillinJ up to
&laPpinJ ranJe
&uttinJ eGJe � IroP

1.102Ǝ �2�.0 PP�
.063 - .091Ǝ �1.6 - 2.3 PP�

3.150Ǝ ��0.0 PP�

Type arEor PounteG
VlittinJ cutter

 C13
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Dimensions in inch &arEiGe JraGeV

Part number w r Size

TI
25

TA
45

A
S

45

S101.0160.315 .063 .006 16 Ÿ

S101.0200.320 .079 .00� 20 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ƞ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type S101
Zith chip IorPinJ

GROOVE MILLING

Ior uVe Zith 'iVc PillinJ 
cutter

Type M101

:iGth oI PillinJ .063 - .079Ǝ

C14

C



Dimensions in mm &arEiGe JraGeV

Part number w r Size

TI
25

TA
45

A
S

45

S101.0300.E32 .118 .00� 30 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ƞ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

INSERT Type S101
Zith chip IorPinJ

Ior uVe Zith 'iVc PillinJ 
cutter

Type M101

:iGth oI PillinJ .11�Ǝ
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Dimensions in inch &arEiGe JraGeV

Part number w r Size

TI
25

TA
45

A
S

45

S101.0160.E3.R08 .063 .031 16 Ÿ

S101.0200.E3.R10 .079 .039 20 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ƞ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type S101
Zith chip IorPinJ

GROOVE MILLING

Ior uVe Zith 'iVc PillinJ 
cutter

Type M101

:iGth oI PillinJ .063 - .079Ǝ

Full radius

&16

C



Material

Hardness 
Brinell
(HB)

vc (m/min) hm (mm) vc (ft/min) hm (inch)

AS45

P Carbon steel
0,2% C 140 200

0.02 - 0.05
655

.0008-.0020,4% C 180 170 560
0,6% C 200 130 425

Alloyed steel
annealed 180 130

0.02 - 0.03
425

.0008-.002
quenched

280 100 330
350 80 260

high alloyed steel(>5%) annealed 200 80 0.02 - 0.03 260 .0008-.002

Cast steel
unalloyed 180 160

0.02 - 0.03
525

.0008-.002
alloyed 220 100 330

M
Stainless steel

martensitic, ferritic 200 120
0.02 - 0.03

395
.0008-.002

austenitic 180 100 330

K Grey cast iron
low tensile strength 180 90

0.01 - 0.03

295

.0004 - .0012

high tensile strength 250 80 260
Spheroidal graphite 
cast iron

ferritic 160 90 295
perlitic 250 50 165

Malleable cast iron
ferritic 125 90 295
perlitic 225 100 330

N Al-alloys
not heat treatable 30-80 200

0.01 - 0.08

655

.0004 - .003

heat treatable 80-120 200 655

Al-cast-alloy
not heat treatable 80 200 655
heat treatable 100 170 560

Copper-alloys
not heat treatable 90 100 330

heat treatable 100 90 295

S
Heat resistant alloy (Fe)

annealed 200 70

0.01 - 0.02

230

.0004 - .0008
hardened 275 - -

Heat resistant alloy (Ni, Co)
annealed 250 30 100

hardened 350 - -

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSTRUCTIONS FOR USE

Ɣ 8Ve only conYentional PillinJ to aYoiG chip MaPPinJ
Ɣ $Iter chanJinJ inVertV reGuce the IeeG rate Ey 50� Ior initial contact

6tanGarG YalueV Ior cuttinJ VpeeGV Yc and medium thickness hm Ior calculatinJ IeeG rateV Ey
calculatinJ cuttinJ proJraP ªH&T©.

 C17
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

6ettinJ poVition claPpinJ Zrench 3101.01

3leaVe note the Pa[. reYolutionV�

open

3101.01

3101.01

closed

Ø Disc milling cutter max. Revolutions nmax

� 3.151� ��0 PP� �00 1�Pin

� 3.937� �100 PP� 6�0 1�Pin

� �.921 �125 PP� 510 1�Pin

C18

C



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING 

SLOTTING CUTTER type

Width of cut .157" - .197" (4.0 - 5.0 mm) 

Ø 3.250" - 7.875" (80 - 200 mm)

MU310 / M310

 C19
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Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w d2 d3 b2 riJht hanG inVert left hand insert Size

MU310.3250.04 8 3.250 .796

.157

1.000 1.500 .325 �[ 56310.�023.00 �[ /6310.�023.00

0�
MU310.4000.04 10 �.000 .984 1.250 1.875 .325 5[ 56310.�023.00 5[ /6310.�023.00
MU310.5000.04 12 5.000 1.260 1.500 2.250 .375 6[ 56310.�023.00 6[ /6310.�023.00
MU310.6250.04 16 6.250 1.921 1.500 2.250 .375 �[ 56310.�023.00 �[ /6310.�023.00
MU310.3250.05 8 3.250 .796

.197

1.000 1.500 .325 �[ 56310.502�.00 �[ /6310.502�.00

05
MU310.4000.05 10 �.000 .984 1.250 1.875 .325 5[ 56310.502�.00 5 [/6310.502�.00
MU310.5000.05 12 5.000 1.260 1.500 2.250 .375 6[ 56310.502�.00 6[ /6310.502�.00
MU310.6250.05 16 6.250 1.921 1.500 2.250 .375 �[ 56310.502�.00 �[ /6310.502�.00

Spare parts

6lottinJ cutter Screw TORX PLUS® Wrench

M8310....0� 030.3535.T8P T8PQ
M8310....05 030.3543.T8P T8PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d2� Zith croVV keyZay to ',1 13�

SLOTTING CUTTER Type MU310

3icture   riJht hanG cuttinJ YerVion

for use with Indexable 
insert

Type

SLOT MILLING

'epth oI PillinJ up to
Width of slot
&uttinJ eGJe � IroP

1.921Ǝ
.157 - .197Ǝ

'V 3.250Ǝ

6310

&20
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Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w d2 d3 b2 riJht hanG inVert left hand insert Size

M310.0080.27.03 8 �0 18

3

27 �0 8 �[ 56310.3017.00 �[ /6310.3017.00

03
M310.0100.32.03 10 100 25 32 �6 8 5[ 56310.3017.00 5[ /6310.3017.00
M310.0125.40.03 12 125 32 �0 54 10 6[ 56310.3017.00 6[ /6310.3017.00
M310.0160.40.03 16 160 50 �0 54 10 �[ 56310.3017.00 �[ /6310.3017.00
M310.0080.27.04 8 �0 18

4

27 �0 8 �[ 56310.�023.00 �[ /6310.�023.00

0�
M310.0100.32.04 10 100 25 32 �6 8 5[ 56310.�023.00 5[ /6310.�023.00
M310.0125.40.04 12 125 32 �0 54 10 6[ 56310.�023.00 6[ /6310.�023.00
M310.0160.40.04 16 160 50 �0 54 10 �[ 56310.�023.00 �[ /6310.�023.00
M310.0200.40.04 20 200 70 �0 54 10 10[ 56310.�023.00 10[ /6310.�023.00
M310.0080.27.05 8 �0 18

5

27 �0 8 �[ 56310.502�.00 �[ /6310.502�.00

05
M310.0100.32.05 10 100 25 32 �6 8 5[ 56310.502�.00 5[ /6310.502�.00
M310.0125.40.05 12 125 32 �0 54 10 6[ 56310.502�.00 6[ /6310.502�.00
M310.0160.40.05 16 160 50 �0 54 10 �[ 56310.502�.00 �[ /6310.502�.00
M310.0200.40.05 20 200 70 �0 54 10 10[ 56310.502�.00 10[ /6310.502�.00

Spare parts

6lottinJ cutter Screw TORX PLUS® Wrench

M310.0...03 030.0324.T7P T7PL
M310.0...0� 030.3535.T8P T8PQ
M310.0...05 030.3543.T8P T8PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING

SLOTTING CUTTER Type M310

for use with Indexable 
insert

Type

3icture   riJht hanG cuttinJ YerVion

Bore (d2� Zith croVV keyZay to ',1 13�

'epth oI PillinJ up to
Width of slot
&uttinJ eGJe � IroP

2.756Ǝ �70.0 PP�
.11� - .197Ǝ �3.0 - 5.0 PP�

'V 3.150Ǝ ��0.0 PP�

6310
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Further sizes upon request Dimensions in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert Size

MU310.1140.04 10 �.000 1.023
.157 2.000

1.875 1.000 5[ 56310.�023.00 5[ /6310.�023.00
0�MU310.1150.04 12 5.000 1.0�6 2.750 1.500 6[ 56310.�023.00 6[ /6310.�023.00

MU310.1162.04 16 6.250 1.711 2.750 1.500 �[ 56310.�023.00 �[ /6310.�023.00
MU310.1140.05 10 �.000 1.023

.197 2.000
1.875 1.000 5[ 56310.502�.00 5[ /6310.502�.00

05MU310.1150.05 12 5.000 1.0�6 2.750 1.500 6[ 56310.502�.00 6[ /6310.502�.00
MU310.1162.05 16 6.250 1.711 2.750 1.500 �[ 56310.502�.00 �[ /6310.502�.00

Spare parts

6lottinJ cutter Screw Screw TORX PLUS® Wrench Washer

M8310.11�0.0� DIN912-M12x35 030.3535.T8P T8PQ DIN433-13-St
M8310.11�0.05 DIN912-M12x35 030.3543.T8P T8PQ DIN433-13-St
M8310.11...0� DIN7984-M20x40 030.3535.T8P T8PQ DIN433-21-St
M8310.11...05 DIN7984-M20x40 030.3543.T8P T8PQ DIN433-21-St

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d2� Zith croVV keyZay to ',1 13�

SLOTTING CUTTER Type MU310

3icture   riJht hanG cuttinJ YerVion

for use with Indexable 
insert

Type

SLOT MILLING

'epth oI PillinJ up to
Width of slot
&uttinJ eGJe � IroP

1.711Ǝ
.157 - .197Ǝ

'V �.000Ǝ

6310
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Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert Size

M310.1100.27.03 10 100 25.0

3 50

48 27 5[ 56310.3017.00 5[ /6310.3017.00

03
M310.1125.27.03 12 125 35.7 48 27 6[ 56310.3017.00 6[ /6310.3017.00
M310.1125.32.03 12 125 32.5 58 32 6[ 56310.3017.00 6[ /6310.3017.00
M310.1125.40.03 12 125 26.5 70 �0 6[ 56310.3017.00 6[ /6310.3017.00
M310.1160.40.03 16 160 ��.0 70 �0 �[ 56310.3017.00 �[ /6310.3017.00
M310.1100.27.04 10 100 25.0

4 50

48 27 5[ 56310.�023.00 5[ /6310.�023.00

0�
M310.1125.32.04 12 125 32.5 58 32 6[ 56310.�023.00 6[ /6310.�023.00
M310.1125.40.04 12 125 26.5 70 �0 6[ 56310.�023.00 6[ /6310.�023.00
M310.1160.40.04 16 160 ��.0 70 �0 �[ 56310.�023.00 �[ /6310.�023.00
M310.1200.40.04 20 200 6�.0 70 �0 10[ 56310.�023.00 10[ /6310.�023.00

Spare parts

6lottinJ cutter Screw Screw TORX PLUS® Wrench Washer

M310.11...03 DIN912-M12x35 030.0324.T7P T7PL DIN433-13-St
M310.1100.27.0� DIN912-M12x35 030.3535.T8P T8PQ DIN433-13-St
M310.1125.32.03 DIN7984-M16x35 030.0324.T7P T7PL DIN433-17-St
M310.1125.32.0� DIN7984-M16x35 030.3535.T8P T8PQ DIN433-17-St
M310.11...03 DIN7984-M20x40 030.0324.T7P T7PL DIN433-21-St
M310.1...0� DIN7984-M20x40 030.3535.T8P T8PQ DIN433-21-St

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING

SLOTTING CUTTER Type M310

for use with Indexable 
insert

Type

3icture   riJht hanG cuttinJ YerVion

Bore (d3� Zith croVV keyZay to ',1 13�

'epth oI PillinJ up to
Width of slot
&uttinJ eGJe � IroP

2.520Ǝ �6�.0 PP�
.11� - .157Ǝ �3.0 - �.0 PP�

'V 3.937Ǝ �100.0 PP�

6310
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Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tmax w h d2 d3 riJht hanG inVert left hand insert Size

M310.1100.27.05 10 100 25.0

5 50

48 27 5[ 56310.502�.00 5[ /6310.502�.00

05
M310.1125.32.05 12 125 32.5 58 32 6[ 56310.502�.00 6[ /6310.502�.00
M310.1125.40.05 12 125 26.5 70 �0 6[ 56310.502�.00 6[ /6310.502�.00
M310.1160.40.05 16 160 ��.0 70 �0 �[ 56310.502�.00 �[ /6310.502�.00
M310.1200.40.05 20 200 6�.0 70 �0 10[ 56310.502�.00 10[ /6310.502�.00

Spare parts

6lottinJ cutter Screw Screw TORX PLUS® Wrench Washer

M310.1100.27.05 DIN912-M12x35 030.3543.T8P T8PQ DIN433-13-St
M310.1125.32.05 DIN7984-M16x35 030.3543.T8P T8PQ DIN433-17-St
M310.1...05 DIN7984-M20x40 030.3543.T8P T8PQ DIN433-21-St

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Bore (d3� Zith croVV keyZay to ',1 13�

SLOTTING CUTTER Type M310

3icture   riJht hanG cuttinJ YerVion

for use with Indexable 
insert

Type

SLOT MILLING

'epth oI PillinJ up to
Width of slot
&uttinJ eGJe � IroP

2.520Ǝ �6�.0 PP�
.197Ǝ �5.0 PP�

'V 3.937Ǝ �100.0 PP�

6310
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Dimensions in inch &arEiGe JraGeV

6tate 5 or / YerVion

Part number w r s b s Size

TN
35

A
S

45

TF
45

R/LS310.3017.00 .118 .00�
.063

.067
03

Ÿ�Ÿ

R/LS310.3118.00 .125 .006 .071 Ÿ�Ÿ

R/LS310.4023.00 .157 .00� .0�7 .091 0� Ÿ�Ÿ Ÿ�Ÿ Ÿ�

R/LS310.5028.00 .197 .00� .106 .110 05 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ƞ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SLOT MILLING

INDEXABLE INSERT Type S310

Ior uVe Zith 6lottinJ cutter

Type

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

:iGth oI JrooYe .11� - .197Ǝ

M8310
M310
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TPI (Threads per Inch)
Minor Ø 28 - 56 18 - 32 16 - 20 14 - 16 10 - 14 4 - 10

.421 - .555 108 108/306 108/306 108/306 306

.579 - .646 111 111 111 306/111 306/111/308 308

.669 - .740 111/308 111 306/111 306

.768 - .807 608/311/611 608/311/611 608/311/611 608/311 306/608/111 306/111

.827 - .945 608/311 308/608/311/611 308/608/311/611 308/608/311/611 308/608/311 308/608/311

1.024 - 1.102 313/613 313/613 313/613 313/613 611/313/613 611

1.244 - 1.460 328 328/628 328/628/S275 328/628/S275 313/613/328/628/S275 313/613/S275

1.654 - 1.890 314 314 328/328/314 328/628/632/314

2.717 - 4.055 314 314 314 314

Tool Type
108 306/606 111 308 / 608 311 / 611 313 / 613 328 / 628 632 S275 314

Page number D5 D6 D13 D14 D23 D37 D46 D50 D54 D60

Tool Type
306 / 606 111 / 608 311 313 / 613

Page number D7 D16 D26 D40

TPI (Threads per Inch)
Minor Ø 10 8 6 5 4 3

.827 - 1.142 111 111 111

1.260 - 1.299 111

1.374 - 1.614 116

1.614 - 1.732 116

2.0 - 2.5 116 116

Tool Type
111 116

Page number D18 D31

TPI (Threads per Inch)
Minor Ø 19 14 11 8 6

G1/4" 306 / 606

G3/8" 606

G1/2" 111 306 / 606 / 111 / 608

G3/4" 111 / 608 / 311

G1" 306 / 311 / 313 / 613

G1-1/2" 313 313

60� Included� Partial Profile

CHAPTER D

55� Included� Whitworth Pipe Thread� Full Profile

29� Included� ACME/Stub ACME Thread Partial Profile

D In the UNITED STATES call us toll free
1 - 888 - 818 HORN



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING 

Ɣ hiJh cylinGricity
Ɣ conVtant PilleG pro¿le
Ɣ ViPple checkinJ oI threaG
Ɣ in hiJh VtrenJth Paterial

 D1

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

MU306.0625.01B 2.6.5T8EP T8PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 10�.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G

MU306.0625.01B 3.937 .9�� .2�7 .625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU306
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

10�
306
606

&uttinJ eGJe � 'V .37� - .�61Ǝ

D2

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M306.07... 2.6.5T8EP T8PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 10�.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G )orP

M306.0707.03A 100 - 6.0 7.5

A
M306.0712.02A 90 30 7.3 12.0
M306.0716.01A 100 25 7.3 16.0
M306.0716.02A 110 35 7.3 16.0
M306.0712.02B 90 30

7.3
12.0

BM306.0716.01B 100 25 16.0
M306.0716.02B 110 35 16.0
M306.0712.02E 90 30

7.3
12.0

EM306.0716.01E 100 25 16.0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M306
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type 10�
306
606

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � IroP 'V .37�Ǝ �9.6 PP�
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Pitch
tpi

Pitch
mm

108
Ds .378" (9.6)

smallest
minor Ø

306
Ds .394" (10.0)

smallest
minor Ø

306
Ds .461" (11.7)

smallest
minor Ø

48 0.5 R/L108.0205.01 0.421 306.0515.00 0.451
40 R/L108.0205.01 0.421 306.0515.00 0.451
36 R/L108.0205.01 0.421 306.0515.00 0.451

32 0.75 R/L108.0205.01 0.421 306.0515.00 0.451 306.0720.01 0.551
R/L108.0510.01 0.496

28 R/L108.0205.01 0.421 306.0515.00 0.451 306.0720.01 0.551
R/L108.0510.01 0.496

24 1.0 R/L108.0510.01 0.496 306.0515.00 0.512 306.0720.01 0.551

20 1.25 R/L108.0510.01 0.496 306.0515.00 0.512 306.0720.01 0.551
R/L108.0815.01 0.555

18 R/L108.0510.01 0.496 306.0515.00 0.551 306.0720.01 0.551
R/L108.0815.01 0.555 306.0815.01 0.606

16 1.5 R/L108.0815.01 0.555 306.1020.01 0.465 306.0720.01 0.551
306.0515.01 0.551 306.0815.01 0.606

14 1.75 R/L108.0815.01 0.555 306.1020.01 0.465 306.0720.01 0.551
306.0815.01 0.606

13 306.0720.01 0.551
306.0815.01 0.606

12 2.0
306.0720.01 0.551
306.0815.01 0.606
306.2530.01 0.787

11 306.2530.01 0.787
10 2.5 306.2530.01 0.787
9 306.2530.01 0.787
8 3.0 306.2530.01 0.787

Pitch 306
Ds .394" (10.0)

Thread
type

606
Ds .394 (10.0)

Thread
type

306
Ds .461 (11.7)

Thread
type

606
Ds .461 (11.7)

Thread
type

11 306.5511.02 G1"

14 306.5514.02 G1/2" 606.5514.02 G1/2"

19 306.5519.10.22 G1/4" 606.5519.10.22 G1/4" 306.5519.02 G3/8" 606.5519.02 G3/8"

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn reFRmmenGeG�

3DrtiDO 3rR¿Oe t\Se 108 DnG 306

THREAD - OVERVIEW

'imenViRnV in inFK (mm)

'imenViRnV in inFK (mm)

)XOO SrR¿Oe :KitZRrtK t\Se 306 DnG 606

'�

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

6tate 5 or / YerVion

Part number ThreaGV
per ,nch

P VPalleVt Pinor � E s f G Ds

M
G

12

TN
35

TI
25

TH
35

R/L108.0205.01 2� - �� 0.5 - 0.75 .�21 .110
.1�2 .1�9 .236 .37�

Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

R/L108.0510.01 1� - 2� 1.0 - 1.25 .�96 .110 Ÿ�ǻ Ÿ�Ÿ Ÿ�ǻ Ÿ�Ÿ

R/L108.0815.01 1� - 1� 1.5 - 1.75 .555 .102 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ƞ Ɣ Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 108

Ior uVe Zith MillinJ Vhank

Type MU306
M306

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

ThreaGV per inch
&uttinJ eGJe �

1� - ��
'V .37�Ǝ

Metric ,62 anG 81 threaG
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

T$
�5

T)
�5

306.0515.01 1� - �� 0.5 - 1.5 .�51 .091
.13� .39�

Ÿ

306.1020.01 1� - 16 2.0 .�65 .0�7 Ÿ

306.0720.01 12 - 20 1.0 - 2.0 .551 .077
.13� .�61

Ÿ Ÿ Ÿ

306.0815.01 12 - 16 1.5 .606 .0�9 Ÿ Ÿ

306.2530.01   � - 11 2.5 - 3.0 .7�7 .067 Ÿ Ÿ Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 306

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type MU306
M306

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

� - ��
'V .39� - .�61Ǝ

Metric ,62 anG 81 threaG

D6

D



'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

T$
�5

306.5519.10.02 19 .0�7 .13� .3�2 Ÿ

306.5511.02 11 .067
.13� .�61

Ÿ

306.5514.02 1� .079 Ÿ

306.5519.02 19 .0�7 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Full profile

INSERT Type 306

Ior uVe Zith MillinJ Vhank

Type MU306
M306

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

11 - 19
'V .3�2 - .�61Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999
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'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

T$
�5

606.5519.10.02 19 .0�3 .130 .3�2 Ÿ

606.5514.02 1� .079
.130 .�61

Ÿ

606.5519.02 19 .0�3 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 606

THREAD MILLING �internal� Full profile

Ior uVe Zith MillinJ Vhank

Type M30�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

1� - 19
'V .3�2 - .�61Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999

'�

D



)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BROACHING

UPON REQUEST

E[ternal Verration EroachinJ Ior ¿niVh PachininJ on 
&1& turninJ PachineV.
Machine M86T haYe &-$[iV Ior thiV application�
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M830�.0625.01% 3.5.12T10EP T10PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in inch

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 111.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 G1 G

MU308.0625.01B �.331 1.299 .37� .625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU308
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

U111
111
30�
60�

&uttinJ eGJe � 'V .52� - .61�Ǝ

D10
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M30�.... 3.5.12T10EP T10PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 111.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

Part number l1 l2 G1 G )orP

M308.0012.07A 160 - �.0 12

A
M308.1012.02A 110 �2 9.5 12
M308.1016.01A 110 33 9.5 16
M308.1016.02A 110 �5 9.5 16
M308.1016.03A 130 6� 9.5 16
M308.1012.02B 110 �2

9.5

12

B
M308.1016.01B 110 33 16
M308.1016.02B 110 �5 16
M308.1016.03B 130 6� 16
M308.1012.02E 110 �2

9.5

12

E
M308.1016.01E 110 33 16
M308.1016.02E 110 �5 16
M308.1016.03E 130 6� 16

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M308
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type U111
111
30�
60�

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � 'V 13.��15.7 PP
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Pitch
tpi

Pitch
mm

111
Ds .528" (13.4)

smallest
minor Ø

308
Ds .520" (13.2)

smallest
minor Ø

608
Ds .618" (15.7)

smallest
minor Ø

56 R/L111.0205.01 0.579
48 0.5 R/L111.0205.01 0.579
40 R/L111.0205.01 0.579
36 R/L111.0205.01 0.579

32 0.75 R/L111.0205.01 0.579 308.0720.01 0.827
R/L111.0510.01 0.587 608.0720.01 0.787

28 R/L111.0205.01 0.579 308.0720.01 0.827
R/L111.0510.01 0.587 608.0720.01 0.787

24 1.0 R/L111.0510.01 0.587 308.0720.01 0.827
608.0720.01 0.787

20 1.25
R/L111.0510.01 0.587 308.0815.01 0.728
R/L111.0815.01 0.646 308.0720.01 0.827

608.0720.01 0.787

18
R/L111.0510.01 0.587 308.0815.01 0.728
R/L111.0815.01 0.646 308.0720.01 0.827

608.0720.01 0.787

16 1.5
R/L111.0815.01 0.646 308.0815.01 0.728
R/L111.1020.01 0.740 308.0720.01 0.827

608.0720.01 0.787

14 1.75 R/L111.0815.01 0.646 308.0720.01 0.827
R/L111.1020.01 0.740 608.0720.01 0.787

13 R/L111.0815.01 0.646 308.0720.01 0.827
R/L111.1020.01 0.740 608.0720.01 0.787

12 2.0

R/L111.0815.01 0.646 308.0720.01 0.827
R/L111.1020.01 0.740 308.2530.01 0.866
R/L111.1325.01 0.799 608.0720.01 0.787

608.2530.01 0.945

11 R/L111.1020.01 0.740 308.2530.01 0.866
R/L111.1325.01 0.799 608.2530.01 0.945

10 2.5 R/L111.1325.01 0.799 308.1325.01 0.709 308.2530.01 0.866
608.1325.01 0.709 608.2530.01 0.945

9 R/L111.1325.01 0.799 308.2530.01 0.866
608.2530.01 0.945

8 3.0
308.2530.01 0.866
608.2530.01 0.945

Pitch 111
Ds .528" (13.4)

Thread
type

608
Ds .531 (13.5)

Thread
type

14 R/L111.5514.02 G1/2" & 3/4" 608.5514.02 G1/2" & G3/4"

19 R/L111.5519.02 G3/8"

Pitch
in mm

111
Ds .528" (13.4)

smallest
minor Ø

1.5 R/L111.1015.01 .787
2.0 R/L111.1220.01 .945
3.0 R/L111.1730.01 1.102

Thread
type

Pitch 111
Ds .528" (13.4)

smallest
minor Ø

ACME 8 R/LU111.AC08.01 1.102
ACME 6 R/LU111.AC06.01 1.260

6tXE $CM( 10 R/LU111.SA10.01 0.827
6tXE $CM( 8 R/LU111.SA08.01 0.984
6tXE $CM( 6 R/LU111.SA06.01 1.142
6tXE $CM( 5 R/LU111.SA05.01 1.299

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD - OVERVIEW

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn reFRmmenGeG�

3DrtiDO 3rR¿Oe . rDSe]RiGDO 7\Se 111 3DrtiDO 3rR¿Oe $CM(/6tXE $CM( 7\Se 111

'imenViRnV in inFK (mm)

3DrtiDO 3rR¿Oe 7\Se 111� 308 DnG 608

)XOO 3rR¿Oe :KitZRrtK 7\Se 111 DnG 608

'imenViRnV in inFK (mm)

'imenViRnV in inFK (mm)

'imenViRnV in inFK (mm)
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Thread
type

Pitch 111
Ds .528" (13.4)

smallest
minor Ø

ACME 8 R/LU111.AC08.01 1.102
ACME 6 R/LU111.AC06.01 1.260

6tXE $CM( 10 R/LU111.SA10.01 0.827
6tXE $CM( 8 R/LU111.SA08.01 0.984
6tXE $CM( 6 R/LU111.SA06.01 1.142
6tXE $CM( 5 R/LU111.SA05.01 1.299

'iPenVionV in inch � 3 in PP &arEiGe JraGeV

6tate 5 or / YerVion

Part number ThreaGV per ,nch P VPalleVt Pinor � E s f G Ds

M
G

12

TN
35

TH
35

R/L111.0205.01 2� - 56 0.5 - 0.75 .579 .13�

.163 .26� .315 .52�

Ÿ�Ÿ Ÿ�Ÿ

R/L111.0510.01 1� - 2� 1.0 - 1.25 .5�7 .130 Ÿ�Ÿ Ÿ�Ÿ

R/L111.0815.01 12 - 20 1.5 - 1.75 .6�6 .130 Ÿ�Ÿ Ÿ�Ÿ

R/L111.1020.01 11 - 16 2.0 .7�0 .11� Ÿ�Ÿ Ÿ�Ÿ

R/L111.1325.01   9 - 12 2.5 .799 .110 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ƞ Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 111

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

ThreaGV per inch
&uttinJ eGJe �

9 - 56
'V .52�Ǝ

Metric ,62 anG 81 threaG
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

T$
�5

T)
�5

308.1325.01    10 2.5 .602 .130 .1�5 .520 Ÿ

308.0720.01 12 - 32 1.0 - 2.0 .�27 .130
.1�5 .61�

Ÿ

308.0815.01 16 - 20 1.5 .72� .1�6 Ÿ

308.2530.01   � - 12 2.5 - 3.0 .�66 .106 Ÿ Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 308

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

� - 32
'V .520 � .61��

Metric ,62 anG 81 threaG

'1�

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

608.0720.01 12 - 32 1.0 - 2.0 .7�7 .130
.179 .61�

Ÿ

608.2530.01   � - 32 2.5 - 3.0 .9�5 .11� Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 608

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

� - 32
'V .61�Ǝ

Metric ,62 anG 81 threaG

 D15

D



'iPenVionV in inch &arEiGe JraGeV

6tate 5 or / YerVion

Part number ThreaGV per ,nch E s G Ds

M
G

12

TN
35

TI
25

R/L111.5514.02 1� .09�
.163 .315 .52�

Ÿ�Ÿ

R/L111.5519.02 19 .11� Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 111

THREAD MILLING �internal� Full profile

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

ThreaGV per inch
&uttinJ eGJe �

1� - 19
'V .52�Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999
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'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

T$
�5

608.5514.02 1� .126 .1�5 .531 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Full profile

INSERT Type 608

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

1�
'V .531Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999
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'iPenVionV in inch &arEiGe JraGeV

6tate 5 or / YerVion

Part number ThreaGV per ,nch VPalleVt Pinor � tPa[ E s f G Ds

M
G

12

TN
35

R/LU111.AC06.01 6 1.206 .093 .106
.163 .26� .315 .52�

Ÿ�Ÿ

R/LU111.AC08.01 � 1.102 .072 .119 Ÿ�Ÿ Ÿ�Ÿ

R/LU111.SA05.01 5 1.299 .070 .09�

.163 .26� .315 .52�

ǻ�

R/LU111.SA06.01 6 1.1�2 .060 .110 Ÿ�ǻ

R/LU111.SA08.01 � .9�� .0�� .112 Ÿ�Ÿ

R/LU111.SA10.01 10 .�27 .0�0 .126 Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ƞ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type U111

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

ThreaGV per inch
&uttinJ eGJe �

5 - 10
'V .52�Ǝ

$&ME � 6tuE $&ME
threaG

'1�

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

6tate 5 or / YerVion

Part number P VPalleVt Pinor � tPa[ E s f G Ds

M
G

12

TN
35

R/L111.1015.01 1.5 .7�7 .031 .13�
.163 .26� .315 .52�

Ÿ�ǻ

R/L111.1220.01 2.0 .9�5 .0�9 .130 Ÿ�Ÿ

R/L111.1730.01 3.0 1.102 .069 .11� Ÿ�ǻ Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ƞ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 111

Ior uVe Zith MillinJ Vhank

Type M830�
M30�

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

3itch
&uttinJ eGJe �

1.5 - 3.0 PP
'V .52�Ǝ

Metric ,62 trape]oiGal
threaG ',1 103
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M8311.0625.0�%�05% 4.14T15P T15PQ
MU311.1212.07A 2.6.5T8EP T8PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 G1 G )orP

MU311.1212.07A 6.301 - .35� .500 A
MU311.0625.04B �.331 1.260

.512 .625 BMU311.0625.05B 5.11� 1.772

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU311
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

311
611

&uttinJ eGJe � 'V .697Ǝ

D20

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M311.1316.0... 4.14T15P T15PQ

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G )orP

M311.1316.01A 110 32
13 16 AM311.1316.02A 130 �5

M311.1316.03A 1�5 6�
M311.1316.01B 110 32

13 16 BM311.1316.02B 130 �5
M311.1316.03B 1�5 6�
M311.1316.01E 110 32

13 16 EM311.1316.02E 130 �5
M311.1316.03E 1�5 6�

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M311
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type 311
611

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � 'V .697Ǝ �17.7 PP�
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Pitch
mm

611
Ds .694" (17.7)

smallest
minor Ø

1.5 311.0815.02 0.906
1.75 311.0917.02 0.965

2 311.1020.02 1.004
2.5 311.1325.02 1.112
3 311.1630.02 1.260

3.5 311.1835.02 1.378

Pitch 311
Ds .531 (13.5)

Thread
type

11 311.5511.02 G1"

14 311.5514.02 G3/4"

Pitch
tpi

Pitch
mm

311
Ds .694" (17.7)

smallest
minor Ø

611
Ds .694" (17.7)

smallest
minor Ø

48 311.0515.01 0.766 611.0515.01 0.766

32 0.75
311.0515.01 0.766 611.0515.01 0.766
311.0510.01 0.768 611.0720.01 0.866
311.0720.01 0.866

28
311.0515.01 0.766 611.0515.01 0.766
311.0510.01 0.768 611.0720.01 0.866
311.0720.01 0.866

24 1.0
311.0515.01 0.766 611.0515.01 0.766
311.0510.01 0.768 611.0720.01 0.866
311.0720.01 0.866

20 1.25
311.0515.01 0.766 611.0515.01 0.766
311.0720.01 0.866 611.0720.01 0.866
311.0815.01 0.807

18
311.0515.01 0.766 611.0515.01 0.766
311.0720.01 0.866 611.0720.01 0.866
311.0815.01 0.807

16 1.5

311.0515.01 0.866 611.0515.01 0.866
311.0720.01 0.866 611.0720.01 0.866
311.0815.01 0.807
311.1020.01 0.866

14 1.75 311.0720.01 0.866 611.0720.01 0.866
311.1020.01 0.866

13 311.0720.01 0.866 611.0720.01 0.866

12 2.0
311.0720.01 0.866 611.0720.01 0.866
311.1325.01 0.906 611.2535.01 1.102
311.2535.01 0.945

11 311.1325.01 0.906 611.2535.01 1.102
311.2535.01 0.945

10 2.5
311.1325.01 0.906 611.2535.01 1.102
311.1630.01 0.925
311.2535.01 0.945

9 311.1630.01 0.925 611.2535.01 1.102
311.2535.01 0.945

8 3.0
311.1630.01 0.925 611.2535.01 1.102
311.1835.01 0.945
311.2535.01 0.945

7 3.5 311.1835.01 0.945 611.2535.01 1.102
311.2535.01 0.945

6 4 311.2535.01 0.945 611.2535.01 1.102

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

3DrtiDO 3rR¿Oe 7\Se 311 DnG 611

)XOO 3rR¿Oe 7\Se 311
'imenViRnV in inFK (mm)

THREAD - OVERVIEW

'imenViRnV in inFK (mm)

)XOO 3rR¿Oe :KitZRrtK 7\Se 311

'imenViRnV in inFK (mm)

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn reFRmmenGeG�
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

T$
�5

311.0515.01 1� - �� 0.5 -1.5 .766 .1�9

.23� .697

Ÿ

311.0510.01 2� - 32 1.0 .76� .197 Ÿ

311.0720.01 12 - 32 1.0 - 2.0 .�66 .1�1 Ÿ

311.0815.01 16 - 20 1.5 .�07 .1�9 Ÿ

311.1020.01 1� - 16 2.0 .�66 .1�1 Ÿ

311.1325.01 11 - 12 2.5 .906 .173 Ÿ

311.2535.01   6 - � 2.5 - 3.5 .9�5 .1�6 Ÿ

311.1630.01   � - 9 3.0 .925 .169 Ÿ

311.1835.01   7 - � 3.5 .9�5 .161 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 311

Ior uVe Zith MillinJ Vhank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

6 - ��
'V .697Ǝ

Metric ,62 anG 81 threaG
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

T$
�5

611.0515.01 1� - �� 0.5 - 1.5 .766 .1�9
.226 .697

Ÿ

611.0720.01 12 - 32 1.0 - 2.0 .�66 .1�1 Ÿ

611.2535.01   6 - 12 2.5 - 3.5 1.102 .1�6 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 611

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

6 - ��
'V .697Ǝ

Metric ,62 anG 81 threaG

'2�

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number P VPalleVt Pinor � E s Ds

TN
35

TI
25

311.0815.02 1.50 .906 .1�9

.23� .697

Ÿ

311.0917.02 1.75 .965 .1�5 ǻ

311.1020.02 2.00 1.00� .1�1 Ÿ

311.1325.02 2.50 1.112 .173 ǻ

311.1630.02 3.00 1.260 .169 ǻ

311.1835.02 3.50 1.37� .161 ǻ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Full profile

INSERT Type 311

Ior uVe Zith MillinJ Vhank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

3itch
&uttinJ eGJe �

3 1.5 - 3.5 PP
'V .697Ǝ

Metric ,62 anG 81 threaG
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'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

T$
�5

311.5511.02 11 .157
.23� .697

ǻ ǻ ǻ

311.5514.02 1� .171 ǻ ǻ ǻ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

Efficiency at its Peak

Three times the efficiency: our triple-edged indexable inserts for standard and special tools. Perfectly 

tuned for efficient machining: from carbide formula to precision-sintered geometries and individually 

ground features, right through to coatings. These inserts are tough, exceptionally resistant to wear, 

and clear chips away with maximum efficiency. As a result, they help make the process more efficient, 

with high cutting speeds and excellent tool life. Improve your process reliability – we deliver quickly 

and you can trust us to provide quality at the cutting edge. www.hornusa.com

G R O O V I N G   P A R T I N G  O F F   G R O O V E  M I L L I N G   B R O A C H I N G   P R O F I L E  M I L L I N G   D R I L L I N G   R E A M I N G

Horn – LEADErS In GrooVInG TECHnoLoGIES

www.hornusa.com

012_A_312_en_USA.indd   1 08.02.13   10:20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 311

THREAD MILLING �internal� Full profile

Ior uVe Zith MillinJ Vhank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

11 - 1�
'V .697Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999
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Efficiency at its Peak

Three times the efficiency: our triple-edged indexable inserts for standard and special tools. Perfectly 

tuned for efficient machining: from carbide formula to precision-sintered geometries and individually 

ground features, right through to coatings. These inserts are tough, exceptionally resistant to wear, 

and clear chips away with maximum efficiency. As a result, they help make the process more efficient, 

with high cutting speeds and excellent tool life. Improve your process reliability – we deliver quickly 

and you can trust us to provide quality at the cutting edge. www.hornusa.com

G R O O V I N G   P A R T I N G  O F F   G R O O V E  M I L L I N G   B R O A C H I N G   P R O F I L E  M I L L I N G   D R I L L I N G   R E A M I N G

Horn – LEADErS In GrooVInG TECHnoLoGIES

www.hornusa.com

012_A_312_en_USA.indd   1 08.02.13   10:20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

MU116.0625.0... 5.13T20EP T20PQ

)urther Vi]eV upon reTueVt 'iPenVionV in inch

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 116. 

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Ds tPa[ l1 l2 G1 G

MU116.0625.01B
.�03 .169

5.11� 1.575
.�33 .625MU116.0625.02B 5.11� 2.205

MU116.0625.03B 5.906 3.150

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU116
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

U116
116

&uttinJ eGJe � 'V .�03Ǝ

'2�

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M116.001... 5.13T20EP T20PQ

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
$ll PillinJ cutter VhankV can Ee uVeG Ior right anG left hanG inVertV type 116. 

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number Ds tPa[ l1 l2 G1 G )orP

M116.0012.01B
20.� �.3

130 �0
11 12 BM116.0012.02B 130 56

M116.0012.03B 150 �0
M116.0016.01B

20.� �.3
130 �0

11 16 BM116.0016.02B 130 56
M116.0016.03B 150 �0
M116.0016.01E

20.� �.3
130 �0

11 16 EM116.0016.02E 130 56
M116.0016.03E 150 �0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M116
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type U116
116

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � 'V 20.� �16� PP
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Pitch
mm

116
Ds .528" (13.4)

smallest
minor Ø

2.0 R/L116.1220.01 1.259
3.0 R/L116.1730.01 1.574
4.0 R/L116.2240.01 2.047

Type Pitch
tpi

111
Ds .528" (13.4)

smallest
minor Ø

ACME 5 R/LU116.AC05.01 2.206
ACME 4 R/LU116.AC04.01 2.500

6tXE $CM( 6 R/LU111.SA06.01 1.374
6tXE $CM( 5 R/LU111.SA05.01 1.750
6tXE $CM( 4 R/LU111.SA04.01 2.000
6tXE $CM( 3 R/LU111.SA03.01 2.500

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD - OVERVIEW

'imenViRnV in inFK

3DrtiDO SrR¿Oe $CM(/6tXE $CM( 7\Se 116

'imenViRnV in inFK

3DrtiDO 3rR¿Oe 7rDSe]RiGDO 7\Se 116

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn reFRmmenGeG�
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

6tate 5 or / YerVion

Part number P VPalleVt Pinor � tPa[ E s f G Ds

M
G

12

TN
35

TI
25

R/L116.1220.01 2 1.259 .0�9 .177
.217 .3�2 .�33 .76�

Ÿ�ǻ

R/L116.1730.01 3 1.57� .069 .169 Ÿ�Ÿ

R/L116.2240.01 � 2.0�7 .0�9 .157 Ÿ�Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 116

THREAD MILLING (internal)

Ior uVe Zith MillinJ Vhank

Type MU116
M116

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

ThreaGV per inch
&uttinJ eGJe �

Tr 2.0 - �.0 PP
'V .76�Ǝ

Metric ,62 trape]oiGal
threaG ',1 103

D32
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)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HORN - THE LEADERS IN GROOVING TECHNOLOGY

ONE RESOURCE THAT WILL NEVER RUN DRY!

T22/,1G 6<6TEM6 )25 THE 2,/ ,1'86T5<: 6117

- E[trePe preciVion
- 2ptiPal repeataEility �� 0.005 PP�
- E[trePely ViPple hanGlinJ
- 3atenteG reliaEility
- &erti¿cation accorGinJ to $3, 41

HORN - INTELLIGENT TOOL DESIGN AT WORK.
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M8313.0750.0�%�05% 5.14T20P T20PQ
M8313.1515.0�$ 2.6.5T8EP T8PL

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 G1 G )orP

MU313.1515.08A 7.�7� - .��5 .625 A
MU313.0750.04B �.331 1.772

.630 .750 BMU313.0750.05B 5.11� 2.559

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU313
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

313
613

&uttinJ eGJe � 'V .�5�Ǝ

'3�

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M313.... 5.14T20P T20PQ

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G )orP

M313.0016.07A 160 20 12 16 A
M313.1620.01A 110 �5

16 20 AM313.1620.02A 130 65
M313.1620.03A 160 �5
M313.1620.01B 110 �5

16 20 BM313.1620.02B 130 65
M313.1620.03B 160 �5
M313.1620.01E 110 �5

16 20 EM313.1620.02E 130 65
M313.1620.03E 160 �5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M313
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type 313
613

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � 'V .�5�Ǝ �21.7 PP�
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Pitch
tpi

Pitch
mm

313
Ds .854" (21.7)

smallest
minor Ø

613
Ds .854" (21.7)

smallest
minor Ø

32 0.75 313.0720.01 1.102 613.0720.01 1.063
28 313.0720.01 1.102 613.0720.01 1.063
24 1.0 313.0720.01 1.102 613.0720.01 1.063

20 1.25 313.0720.01 1.102 613.0720.01 1.063
313.0815.01 1.102

18 313.0720.01 1.102
313.0815.01 1.102 613.0720.01 1.063

16 1.5
313.0720.01 1.102 613.0720.01 1.063
313.0815.01 1.102
313.1020.01 1.102

14 313.0720.01 1.102 613.0720.01 1.063
313.1020.01 1.102

13 313.0720.01 1.102 613.0720.01 1.063

12 2 313.0720.01 1.102 613.0720.01 1.063
313.2545.01 1.457 613.2545.01 1.300

11 313.2545.01 1.457 613.2545.01 1.300

10 2.5 313.1630.01 1.26 613.2545.01 1.300
313.2545.01 1.457

9 313.1630.01 1.26 613.2545.01 1.300
313.2545.01 1.457

8 3
313.1630.01 1.26 613.2545.01 1.300
313.2140.01 1.244
313.2545.01 1.457

7 3.5
313.2140.01 1.244 613.2545.01 1.300
313.2445.01 1.461
313.2545.01 1.457

6 4
313.2445.01 1.461 613.2545.01 1.300
313.2545.01 1.457

Pitch
mm

611
Ds .694" (17.7)

smallest
minor Ø

1.5 313.0815.02 1.063
2 313.1020.02 1.181
3 313.1630.02 1.457

3.5 313.1835.02 1.575
4 313.2140.02 1.732

4.5 313.2445.02 1.890

Pitch 11 8 6

Nominal diameter
Type 313 / Ds .854 (21.7)
313.5508.02 � 40
313.5506.02 � 48

Thread
Type 313 / Ds .854 (21.7) 
313.5511.02 G1''
Type 613 / Ds .854 (21.7)
613.5511.02 G1''

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee 
VmDOOer tKDn reFRmmenGeG�

)XOO 3rR¿Oe 7\Se 313 - metriF

THREAD - OVERVIEW

3DrtiDO 3rR¿Oe 7\Se 313 DnG 613

)XOO 3rR¿Oe :KitZRrtK 7\Se 313 DnG 613

'imenViRnV in inFK (mm)

'imenViRnV in inFK (mm)
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

313.0720.01 12 - 32 1.0 - 2.0 1.102 .1�1

.232 .�5�

Ÿ

313.0815.01 16 - 20 1.5 1.102 .1�9 Ÿ

313.1020.01 1� - 16 2.0 1.102 .1�1 Ÿ

313.1630.01   � - 10 3.0 1.260 .169 Ÿ

313.2140.01   7 - � �.0 1.2�� .15� Ÿ

313.2445.01   6 - 7 �.5 1.�61 .1�6 Ÿ

313.2545.01   6 - 12 2.5 - �.5 1.�57 .1�6 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Partial profile

INSERT Type 313

Ior uVe Zith MillinJ Vhank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

6 - 32
'V .�5�Ǝ

Metric ,62 anG 81 threaG

 D37

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

613.0720.01 12 - 32 1.0 - 2.0 1.063 .1�1 .220
.�5�

Ÿ

613.2545.01   6 - 12 2.5 - �.5 1.300 .1�6 .226 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 613

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

6 - 32
'V .�5�Ǝ

Metric ,62 anG 81 threaG

'3�

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number P VPalleVt Pinor � E s Ds

TN
35

TI
25

313.0815.02 1.5 1.063 .1�9

.232 .�5�

Ÿ

313.1020.02 2.0 1.1�1 .1�1 Ÿ

313.1630.02 3.0 1.�57 .169 Ÿ

313.1835.02 3.5 1.575 .161 ǻ

313.2140.02 �.0 1.732 .15� Ÿ

313.2445.02 �.5 1.�90 .150 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Full profile

INSERT Type 313

Ior uVe Zith MillinJ Vhank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

3itch
&uttinJ eGJe �

3 1.5 - �.5 PP
'V .�5�Ǝ

Metric ,62 anG 81 threaG

 D39
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'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

313.5506.02 6 .11�
.232 .�5�

ǻ

313.5508.02 � .1�2 Ÿ

313.5511.02 11 .157 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 313

THREAD MILLING �internal� Full profile

Ior uVe Zith MillinJ Vhank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

6 - 11
'V .�5�Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999

'�0

D



'iPenVionV in inch &arEiGe JraGeV

Part number ThreaGV per ,nch E s Ds

TN
35

TI
25

T$
�5

613.5511.02 11 .13� .213 .�5� ǻ ǻ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING �internal� Full profile

INSERT Type 613

Ior uVe Zith MillinJ Vhank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

11
'V .�5�Ǝ

:hitZorth pipe threaG aV 
per 

',1 ,62 22�� �259� anG 
2999

 '�1

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

6M832�.0750.0... 5.17T20P T20PQ

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 G1 G

SMU328.0750.05B 5.11� .9�� .591

.750
SMU328.0750.06B 5.709 - .750
SMU328.0750.07B 6.299 .9�� .591
SMU328.0750.08B 7.�7� - .750

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: tunJVten alloy �JiYinJ JooG YiEration reViVtance�

MILLING SHANK Type SMU328
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

32�
62�

&uttinJ eGJe � 'V 1.091Ǝ

'�2

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

6M32�.0020.0... 5.17T20P T20PQ

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G )orP

SM328.0020.05B 130 25 15

20 B
SM328.0020.06B 1�5 - 20
SM328.0020.07B 160 25 15
SM328.0020.08B 200 - 20
SM328.0020.05E 130 25 15

20 E
SM328.0020.06E 1�5 - 20
SM328.0020.07E 160 25 15
SM328.0020.08E 200 - 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type SM328
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type 32�
62�

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: tunJVten alloy �JiYinJ JooG YiEration reViVtance�

&uttinJ eGJe � 'V 1.091Ǝ �27.7 PP�

 '�3

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M32�.0020.'.0... 5.17T20P T20PQ

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 G )orP

M328.0020.D.05A 1�5
20 AM328.0020.D.06A 160

M328.0020.D.07A 1�0
M328.0020.D.05B 1�5

20 BM328.0020.D.06B 160
M328.0020.D.07B 1�0
M328.0020.D.05E 1�5

20 EM328.0020.D.06E 160
M328.0020.D.07E 1�0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M328
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nVert

Type

THREAD MILLING (internal)

32�
62�

&uttinJ eGJe � 'V 1.091Ǝ �27.7 PP�

'��

D



Pitch
tpi

Pitch
mm

328
Ds 1.091" (27.7)

smallest
minor Ø

628
Ds 1.091" (27.7)

smallest
minor Ø

32 0.75 328.0720.01 1.260

28 328.0720.01 1.260

24 1 328.0720.01 1.260

20 1.25
328.0720.01 1.260 628.1525.01 1.339

328.1525.01 1.260

18
328.0720.01 1.260 628.1525.01 1.339

328.1525.01 1.260

16 1.5
328.0720.01 1.260 628.1525.01 1.339

328.1525.01 1.299

14
328.0720.01 1.260 628.1525.01 1.339

328.1525.01 1.299

13 328.1525.01 1.299 628.1525.01 1.339

12 2 328.1525.01 1.299 628.1525.01 1.339

10 2.5 328.3050.01 1.654 628.3050.01 1.575

9 328.3050.01 1.654 628.3050.01 1.575

8 3 328.3050.01 1.654 628.3050.01 1.575

7 3.5 328.3050.01 1.654 628.3050.01 1.575

6 4
328.3050.01 1.654 628.3050.01 1.575

328.5060.01 1.811 628.5060.01 1.890

5 5 328.5060.01 1.811 628.5060.01 1.890

5.5 328.5060.01 1.811 328.5060.01 1.890

6.0 328.5060.01 1.811 328.5060.01 1.890

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn 
reFRmmenGeG�

3DrtiDO 3rR¿Oe 7\Se 328 DnG 628

THREAD - OVERVIEW

'imenViRnV in inFK (mm)

 '�5

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

328.0720.01 1� - 32 1.0 - 2.0 1.260 .1�1 .23�

1.091

Ÿ

328.1525.01 12 - 20 1.5 - 2.5 1.299 .169 .23� Ÿ

328.3050.01 6 - 10 3.0 - 5.0 1.65� .1�9 .2�3 Ÿ Ÿ

328.5060.01 5 - 6 5.0 - 6.0 1.�11 .173 .2�3 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ Ɣ

Ɣ Pain recoPPenGation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ Ɣ

ŰŰŰ coateG JraGeV S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 328

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type 6M832�
6M32�
M32�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

5 - 32
'V 1.091Ǝ

Metric ,62 anG 81 threaG

'�6

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

628.1525.01 12 - 20 1.5 - 2.5 1.339 .1�9 .236
1.091

Ÿ

628.3050.01   6 - 10 3.0 - 5.0 1.575 .1�6 .226 Ÿ

628.5060.01   5 - 6 5.0 - 6.0 1.�90 .126 .226 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 628

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type 6M832�
6M32�
M32�

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe �

5 - 20
'V 1.091Ǝ

Metric ,62 anG 81 threaG

 '�7

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M332.2325.0... 5.17T20P T20PQ

)urther Vi]eV upon reTueVt 'V Vee inVertV 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 l2 G1 G )orP

M332.2325.06A 160 95

23.5 25 A
M332.2325.07A 1�0 115
M332.2325.08A 200 135
M332.2325.09A 250 1�5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M332
Zith throuJh coolant Vupply

Ior uVe Zith ,nVert

Type 332
632

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

&uttinJ eGJe � 'V 1.2��Ǝ �31.7 PP�

'��

D



Pitch
tpi

Pitch
mm

Insert 632
Ds 1.248" (31.7 mm)

smallest minor  Ø (inch) 

6 4 632.4060.01 1.634

5 5 632.4060.01 1.594

5.5 632.4060.01 1.575

4 6 632.4060.01 1.555

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD-OVERVIEW

3artial pro¿le� Petric type 632

Selection for thread inserts type   632

Attention:
5ecuttinJ oI the PillinJ tool Zill create pro¿le errorV iI the noPinal GiaPeter oI the
coPponent Zill Ee VPaller than recoPPenGeG.

'imenViRnV in inFK

 '�9

D



'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number P VPalleVt Pinor � E s Ds
M

G
12

TN
35

TI
25

T$
�5

$
6

�5

632.4060.01 �.0 - 6.0 1.555 .126 .22� 1.2�� Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 632

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type M332

3icture   riJht hanG cuttinJ YerVion

3itch
&uttinJ eGJe �

3 �.0 - 6.0 PP
'V 1.2��Ǝ

Metric ,62 threaG

D50

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

M275.031.'25.3.0�$ 3.5.10.T10P T10PL

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds l1 G

M275.031.D25.3.04A � 31 125 25

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type M275
Zith throuJh coolant Vupply

Ior uVe Zith ,nGe[aEle 
inVert

Type RS275

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

&uttinJ eGJe � 1.220Ǝ �31.0 PP�

 D51

D



Spare parts

MillinJ cutter Screw Screw TORX PLUS® Wrench Washer

M275.003�.$16.05 DIN912-M8x25 3.5.10.T10P T10PL 020.0813.3438
M275.00��.$22.0� DIN912-M10x25 3.5.10.T10P T10PL DIN433-10.5-St
M275.005�.$27.10 DIN912-M12x30 3.5.10.T10P T10PL DIN433-13-St

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 G2 G3 G� G5 l1 l2 s p

M275.0038.A16.05 5 3� 33.0 32.7 32.0 16 32.0 13.5 1� 22.7 �.� 5.6
M275.0048.A22.08 � �� 37.0 36.7 �0.5 22 �0.5 1�.5 20 2�.7 10.� 6.3
M275.0058.A27.10 10 5� �2.5 �2.2 50.0 27 ��.0 22.0 22 27.2 12.� 7.0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING CUTTER Type M275
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nGe[aEle 
inVert

Type

THREAD MILLING (internal)

S275

&uttinJ eGJe � 3� � �� � 5� PP

D52

D



Pitch
tpi

Pitch
mm

Insert smallest minor Ø (inch) per cutter body Ds

M275
Ds 1.220" (31mm)

M275
Ds 1.496" (38 mm)

M275
Ds 1.890" (48 mm)

M275
Ds 2.284" (58 mm)

16 1.5 RS275.1535.01 1.432 1.708 2.101 2.495
14 RS275.1535.01
13 RS275.1535.01
12 2.0 RS275.1535.01 1.332 1.608 2.041 2.434
10 2.5 RS275.1535.01 1.311 1.586 2.019 2.413
9 RS275.1535.01
8 3.0 RS275.1535.01 1.329 1.604 1.998 2.392
7 3.5 RS275.1535.01 1.308 1.583 1.977 2.371

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD-OVERVIEW

3artial pro¿le� Petric type 6275

Selection for thread inserts type   S275

Attention:
5ecuttinJ oI the PillinJ tool Zill create pro¿le errorV iI the noPinal GiaPeter oI the
coPponent Zill Ee VPaller than recoPPenGeG.

'imenViRnV in inFK

 D53
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds
M

G
12

TN
35

TI
25

T$
�5

$
6

�5

 RS275.1535.01 7 - 16 1.5 - 3.5 1.�57 .091 .161 1.220 Ÿ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type RS275

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type M275

5   riJht hanG YerVion VhoZn

ThreaGV per inch
&uttinJ eGJe �

7 - 16
'V Panuell �

Metric ,62 threaG

'5�

D



Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

83�0.1732.03% 5.12T20P T20PQ

)urther Vi]eV upon reTueVt 'iPenVionV in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tPa[ w l1 G1 G

U380.1732.03B 3 1.732 .157 .236 5.000 1.339 1.000

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING SHANK Type U380

Ior uVe Zith ,nGe[aEle 
inVert

Type 31�

3icture   riJht hanG cuttinJ YerVion

&uttinJ eGJe � 'V 1.732Ǝ

 D55
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Spare parts

MillinJ Vhank Screw TORX PLUS® Wrench

3�0.00��.03... 5.12T20P T20PQ

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tPa[ l1 G1 G Ȝ )orP

380.0044.03A 3 �� � 125 3� 25 1�� A
380.0044.03B 3 �� � 125 3� 25 1�� B
380.0044.03E 3 �� � 125 3� 25 1�� E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING SHANK Type 380

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nGe[aEle 
inVert

Type

THREAD MILLING (internal)

31�

&uttinJ eGJe � 'V 1.732Ǝ ���.0 PP�

D56
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Spare parts

MillinJ cutter Screw Screw TORX PLUS® Wrench Washer

83�0.2��0.05 10.25.912 5.12T20P T20PQ 10.5.433

)urther Vi]eV upon reTueVt 'iPenVionV in inch

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tPa[ h h2 G2 Ȝ

U380.2480.05 5 2.��0 .197 1.575 1.559 2.00� 10�

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD MILLING (internal)

MILLING CUTTER Type U380

Ior uVe Zith ,nGe[aEle 
inVert

Type 31�

3icture   riJht hanG cuttinJ YerVion

&uttinJ eGJe � 'V 2.��0Ǝ

 D57
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Spare parts

MillinJ cutter Screw Screw TORX PLUS® Wrench Washer

3�0.0063.05 10.25.912 5.12T20P T20PQ 10.5.433

)urther Vi]eV upon reTueVt 'iPenVionV in PP

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds tPa[ h h2 G2 Ȝ

380.0063.05 5 63 5 �0 39.6 51 10�

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

&utterhole anG croVV keyZay aV per ',1 13�

MILLING CUTTER Type 380

3icture   riJht hanG cuttinJ YerVion

Ior uVe Zith ,nGe[aEle 
inVert

Type

THREAD MILLING (internal)

31�

&uttinJ eGJe � 'V 2.��0Ǝ �63.0 PP�

'5�

D



Pitch
tpi

Pitch
mm

314
Ds 1.732" (44.0)

smallest minor Ø per cutter body

380
Ds 1.732" (44mm)

380
Ds 2.480" (63mm)

16 1.5 R314.1535.01 1.983 2.771
14 R314.1535.01
13 R314.1535.01
12 2.0 R314.1535.01 1.883 2.671
10 2.5 R314.1535.01 1.862 2.649
9
8 3.0 R314.1535.01 1.841 2.628
7 3.5 R314.1535.01 1.819 2.607

6 4.0
R314.2140.01 2.664 3.570
R314.4060.01 2.389 3.294

5 5.0
R314.4060.01 2.149 2.858

5.5
R314.4060.01 2.049 2.836

4 6
R314.3260.01 3.051 3.918
R314.4060.01 2.028 2.815

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Attention:
5eFXttinJ RI tKe miOOinJ tRRO ZiOO FreDte SrR¿Oe errRrV iI tKe nRminDO GiDmeter RI tKe FRmSRnent ZiOO Ee VmDOOer tKDn 
reFRmmenGeG�

3DrtiDO 3rR¿Oe 7\Se 314

THREAD - OVERVIEW

'imenViRnV in inFK
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'iPenVionV in inch � 3 in PP &arEiGe JraGeV

Ordering note:
531�.3260.01 only Ior PillinJ cutter 3�0.0063.05

Part number ThreaGV per ,nch P VPalleVt Pinor � E s Ds

TN
35

TI
25

R314.1535.01 7 - 16 1.5 - 3.5
2.717

.130
.215 1.732

Ÿ

R314.2140.01   6    �.0 .11� Ÿ

R314.4060.01 � - 6 �.0 - 6.0 .106 Ÿ

R314.3260.01   �    6.0 �.055 .106 .215 2.��0 ǻ

Ÿ on Vtock ǻ � ZeekV P Ɣ

Ɣ Pain recoPPenGation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoateG JraGeV N Ɣ

ŰŰŰ coateG JraGeV S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type 314

THREAD MILLING �internal� Partial profile

Ior uVe Zith MillinJ Vhank

Type 83�0
3�0

3icture   riJht hanG cuttinJ YerVion

ThreaGV per inch
&uttinJ eGJe � IroP

� - 16
'V 1.732Ǝ

Metric ,62 anG 81 threaG
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)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HORN - THE LEADERS IN GROOVING TECHNOLOGY

...anG iI it GoeVn¶t alreaGy e[iVt� Ze Zill ¿nG it.

HORN haV GeYelopeG the ZorlG¶V PoVt eIIectiYe ranJe oI JrooYinJ
technoloJy Ey proYiGinJ VolutionV to proElePV that otherV haYe ZalkeG
aZay IroP.
Many oI our 9000 VtanGarG cataloJ itePV Zere GeYelopeG aV VpecialV -
Eut Pany cuVtoPerV haG the VaPe reTuirePentV leaGinJ to VtanGarGV.
EYen thouJh our VtanGarG cataloJ ranJe iV Yery EroaG� it iV GZarIeG
Ey our GataEaVe oI oYer �5000 Vpecial VolutionV.
6o your proEleP PiJht Ee VoPethinJ that Ze¶Ye alreaGy encountereG.
,I Ze haYen¶t� then Ze like a challenJe.

HORN – INTELLIGENT TOOL DESIGN AT WORK.

THERE IS ALWAYS A (GROOVING) SOLUTION...
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DOC (Depth of cut) tmax

Bore Ø � �031
(0�79)

� �043
(1�1)

� �047
(1�2)

� �055
(1�4)

� �059
(1�5)

� �067
(1�7)

� �087
(2�2)

� �091
(2�3)

� �098
(2�5)

� �110
(2�8)

� �118
(3�0)

� �138
(3�5)

� �377
(9�6)

108
306

108
306

108
306

108
306

��472
(12�0)

306
606 606 606 606 606

��539
(13�7) 111 111 111 111 111

��603
(15�3) 311 311 311 311 311 311 311 311 311

��630
(16�0)

308
608

308
608

308
608 608 608 608 608

��709
(18�0)

311
611

311
611

311
611

311
611 611 611 611 611 611 611

��866
(22�0)

313
613

313
613

313
613

313
613

313
613

313
613

313
613

313
613

313
613 313 313

� 1�103
(28�0)

328
628

328
628

328
628

328
628

328
628

328
628

328
628

328
628

328
628

328
628 328 328

� 1�260
(32�0) 332 332 332 332 332 332 332 332 332 332 332 332

Step #1: Establish bore diamter
Step #2: Find Depth of Cut (DOC) requirements
6tep �3: )olloZ coluPn anG roZ to ¿nG correct tool type
6tep ��: /ook up tool type to ¿nG aYailaEle ZiGthV

CHAPTER E

Dimensions in inch (mm)

E



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

M306MILLING SHANK type

.366" / .461" (9.3 / 11.7 mm)

 E1
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Further sizes upon request tmax and Ds see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Ordering note:
All milling cutter shanks can be used for right and left hanG inVertV type 10�.

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

Part number l1 d1 d

M306.0707.03A 100 6 7.5
M306.1010.03A 120 6 10.0

Spare parts

Milling shank Screw T25; 3/86® Wrench

M306.... 2.6.5T8EP T8PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M306
no coolant Vupply

for use with Insert

Type

CHAMFERING

Cutting edge Ø 'V 9.3�11.7 PP

3icture   riJht hanG cuttinJ YerVion

10�
306
606

E2
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Dimensions in inch Carbide grades

:hen uVinJ toolholGer M306.0707.03$ or M306.1010.03$ tmax iV reGuceG.

6tate 5 or / YerVion

Part number E r s f d tmax Ds

M
G

12

T1
35

T,
25

T$
�5

R/L108.4545.02 .071 .00� .1�2 .1�3 .236 .055 .366 Ÿ�Ÿ Ÿ�ǻ Ÿ�

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

INSERT Type 108

for use with Milling shank

Type M8306
M306

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

Width of chamfer up to
Cutting edge Ø

.055Ǝ
'V .366Ǝ
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Dimensions in inch Carbide grades

:hen uVinJ toolholGer M306.0707.03$ or M306.1010.03$ Zith inVert 306.�593.20 tmax iV reGuceG.

Part number w s tmax E Ds Form

M
G

12

T1
35

T,
25

T)
�5

306.4545.00 .0�7 .13� .031 .0�3 .�61 A Ÿ Ÿ Ÿ Ÿ

306.4593.20 .00� .13� .055 .063 .366 B Ÿ

Ÿ on stock ǻ 4 weeks 3 Ƞ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 306

MILLING OF BORES and CHAMFERING

for use with Milling shank

Type

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.055Ǝ
'V .366 � .�61 �

M8306
M306

E4
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Dimensions in inch Carbide grades

Part number w b s E Ds Į

M
G

12

T1
35

T,
25

T$
�5

606.1515.20

.00�

.059

.1�6 .075 .�61

15� ǻ

606.2020.20 .059 20� ǻ

606.3030.20 .059 30� Ÿ

606.4545.20 .0�3 �5� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

INSERT Type 606

for use with Milling shank

Type M8306
M306

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.059Ǝ
'V .�61Ǝ
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

.

�

�

�

Turning and Grooving Tools
- for Swiss Type Machines -

�

�

�

�

)or Iurther toolV Ior 6ZiVV type PachineV pleaVe Vee our cataloJ
�&$5%,'E G5229,1G T22/6� 

Grooving
w   .020Ý - .079Ý �0.5 - 2.0 mm�
Parting off
w   .031Ý - .079Ý �0.8 - 2.0 mm�
Threading
P   .020Ý - .059Ý �0.5 - 1.5 mm�
Backboring
apmax   .236Ý �6.0 mm�

E6
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

M308MILLING SHANK type

.528" / .618" (13.4 / 15.7 mm)

 E7
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Further sizes upon request tmax and Ds see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

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

MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251. 

Part number l1 d1 d

M308.0012.07A 160 � 12

Spare parts

Milling shank Screw T25; 3/86® Wrench

M30�.0012.07$ 3.5.12T10EP T10PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M308
Zith throuJh coolant Vupply

for use with Insert

Type

CHAMFERING

Cutting edge Ø 'V 13.��15.7 PP

3icture   riJht hanG cuttinJ YerVion

111
30�
60�

E�

E



Dimensions in inch Carbide grades

6tate 5 or / YerVion

Part number E r s f d tmax Ds

M
G

12

T1
35

T,
25

R/L111.4545.02 .09� .00� .163 .26� .315 .059 .52� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

INSERT Type 111

for use with Milling shank

Type M830�
M30�

5   riJht hanG YerVion VhoZn /   leIt hanG YerVion

Width of chamfer up to
Cutting edge Ø

.059Ǝ
'V .52�Ǝ
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Dimensions in inch Carbide grades

Part number w s tmax E Ds

M
G

12

T1
35

T,
25

308.4545.00 .055 .1�5 .0�7 .063 .61� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 308

CHAMFERING

for use with Milling shank

Type M830�
M30�

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.0�7Ǝ
'V .61�Ǝ

E10
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Dimensions in inch Carbide grades

Part number w b s E Ds Į
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

608.1515.20

.00�

.0�7

.201 .102 .61�

15� ǻ

608.2020.20 .0�7 20� ǻ

608.3030.20 .0�7 30� ǻ

608.4545.20 .067 �5� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

INSERT Type 608

for use with Milling shank

Type

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.0�7Ǝ
'V .61�Ǝ

M830�
M30�
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)or Iurther inIorPation� pleaVe Vee our cataloJ �&$5%,'E G5229,1G T22/6�.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HORN - THE LEADERS IN GROOVING TECHNOLOGY

SYSTEM 117

HORN - INTELLIGENT TOOL DESIGN AT WORK.

Broaching on CNC Machines from Ø 14 mm

E12
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

MU311MILLING SHANK type

.591" / .697" (15.0 / 17.7 mm)

 E13
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Further sizes upon request tmax and Ds see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d

MU311.1212.07A 6.301 .35� .500

Spare parts

Milling shank Screw T25; 3/86® Wrench

M8311.1212.07$ 2.6.5T8EP T8PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU311
Zith throuJh coolant Vupply

for use with Insert

Type

CHAMFERING

Cutting edge Ø 'V .697 � .591 �

3icture   riJht hanG cuttinJ YerVion

311
611

E14
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Dimensions in inch Carbide grades

:hen uVinJ toolholGer M8311.1212.07$ Zith inVert 311.�5�5.20 tmax iV reGuceG.

Part number w s tmax E Ds Form

M
G

12

T1
35

T,
25

311.4545.00 .09� .23� .055 .067 .697 A Ÿ

311.4545.20 .00� .23� .09� .116 .591 B Ÿ Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF BORES and CHAMFERING

INSERT Type 311

for use with Milling shank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.09�Ǝ
'V .591 � .697 �
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Dimensions in inch Carbide grades

Part number w b s E Ds Į

M
G

12

T1
35

T,
25

T$
�5

611.1515.20

.00�

.110

.2�� .126 .697

15� ǻ

611.2020.20 .110 20� ǻ

611.3030.20 .110 30� ǻ

611.4545.20 .091 �5� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 611

CHAMFERING

for use with Milling shank

Type MU311
M311

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.110Ǝ
'V .697Ǝ

E16
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

MU313MILLING SHANK type

.854" (21.7 mm)

 E17
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Further sizes upon request tmax and Ds see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d

MU313.1515.08A 7.�7� .��5 .625

Spare parts

Milling shank Screw T25; 3/86® Wrench

M8313.1515.0�$ 2.6.5T8EP T8PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type MU313
Zith throuJh coolant Vupply

3icture   riJht hanG cuttinJ YerVion

for use with Insert

Type

CHAMFERING

Cutting edge Ø 'V .�5�Ǝ

313
613

E1�

E



Dimensions in inch Carbide grades

Part number w s tmax E Ds

M
G

12

T1
35

T,
25

T$
�5

313.4545.00 .11� .2�0 .067 .0�5
.�5�

Ÿ

313.4545.30.00 .102 .370 .11� .1�2 Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF BORES and CHAMFERING

INSERT Type 313

for use with Milling shank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.11�Ǝ
'V .�5�Ǝ

 E19
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Dimensions in inch Carbide grades

Part number w b s E Ds Į

M
G

12

T1
35

T,
25

T$
�5

613.1515.20

.00�

.106

.2�� .130 .�5�

15� Ÿ

613.2020.20 .106 20� Ÿ

613.3030.20 .106 30� Ÿ

613.4545.20 .09� �5� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 613

CHAMFERING

for use with Milling shank

Type MU313
M313

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.106Ǝ
'V .�5�Ǝ

E20
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING by circular interpolation 

Double grooving
with insert type 313

 E21
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Spare parts

Adaptor Screw T25; 3/86® Wrench

=.313.0011.057 5.26T20P T20PQ
=.313.0011.0�2 5.28T20P T20PQ
=.313.0011.107 5.30T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l l2 ; d1

Z.313.0011.057 9.9 3.7 - 5.7 0 - 2.0
11.3Z.313.0011.082 11.9 5.7 - �.2 0 - 2.5

Z.313.0011.107 1�.� �.2 - 10.7 0 - 2.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

ADAPTOR Type Z313

for use with Insert

Type

GROOVE MILLING by circular interpolation

$Gaptor Ior inVertV type 313.'...

U313
313
313.'

E22
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Dimensions in inch Carbide grades

Part number w b s tmax E Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

313.D.4545.00 .009 .051 .22� .055 .165 .�5� Ÿ Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF BORES and CHAMFERING

INSERT Type 313.D

for use with Milling shank

Type

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.055Ǝ
'V .�5�Ǝ

M313

 E23
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

High Polish Turning
with diamond tools
Type 105 and 117

HIGH POLISH TURNING

For further tools for high polish turning please see our catalog
�&$5%,'E G5229,1G T22/6�

E24
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

M328MILLING SHANK type

1.091" (27.7 mm)

 E25
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Further sizes upon request Dimensions in mm

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

tmax and Ds see inserts 

Part number l1 d1 d

M328.0020.10A 250 1�.3 20

Spare parts

Milling shank Screw T25; 3/86® Wrench

M32�.0020.10$ 5.14T20P T20PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

MILLING SHANK Type M328
Zith throuJh coolant Vupply

for use with Insert

Type

CHAMFERING

Cutting edge Ø 'V .976Ǝ �2�.� PP�

3icture   riJht hanG cuttinJ YerVion

32�
62�

E26

E



Dimensions in inch Carbide grades

Part number w s tmax E Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

328.4545.35.00 .102 .�02 .13� .150 1.091 Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF BORES and CHAMFERING

INSERT Type 328

for use with Milling shank

Type M32�

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.13�Ǝ
'V 1.091Ǝ

 E27

E



Dimensions in inch Carbide grades

Part number w b s E Ds Į

M
G

12

T1
35

T,
25

T$
�5

628.3030.20
.00� .110 .2�� .126 1.091

30� ǻ

628.4545.20 �5� ǻ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 628

CHAMFERING

for use with Milling shank

Type M32�

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.110Ǝ
'V 1.091Ǝ

E2�

E



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING - Chamfering

Cutting edge Ø

MU332MILLING SHANK type

1.248" (31.7 mm)

 E29

E



Spare parts

Milling shank Screw T25; 3/86® Wrench

M8332.0750.03% 5.17T20P T20PQ

Further sizes upon request tmax and Ds see inserts Dimensions in inch

Ordering note:
MillinJ cutter VhankV Zith GaPaJeG VeatinJ can Ee repaireG Ey H251.

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU332.0750.03B 6.299 3.3�6 .563 .750

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

MILLING SHANK Type MU332
Zith throuJh coolant Vupply

for use with Insert

Type 332

3icture   riJht hanG cuttinJ YerVion

Material oI Vhank: &arEiGe - GiYinJ a JooG YiEration reViVtance

Cutting edge Ø 'V 1.2��Ǝ

E30

E



Dimensions in inch Carbide grades

Part number w s tmax E Ds
M

G
12

T1
35

T,
25

T$
�5

$
6

�5

332.4545.35.00 .102 .�17 .13� .167 1.2�� Ÿ

Ÿ on stock ǻ 4 weeks 3 Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternatiYe recoPPenGation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF BORES and CHAMFERING

INSERT Type 332

for use with Milling shank

Type M332

3icture   riJht hanG cuttinJ YerVion

Width of chamfer up to
Cutting edge Ø

.13�Ǝ
'V 1.2��Ǝ

 E31

E



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

OVER GROOVING HEAD
with attachment HSK

E[aPple: :heel cylinGer
Material: GG25 (cast iron)
Tool data:
&uttinJ eGJe � 'V   1.535


1uPEer oI teeth =   6

Cutting data:
Yc   590 VIP 
Yf 3   15� ipP
tg   1.92 Vec

3ro¿le oI JrooYe

GROOVE MILLING by circular interpolation 

389type

E32

E



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING 

Cutting edge Ø

M306MILLING SHANK type

.461" (11.7 mm)

 F1

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.... 2.6.5T8EP T8PL

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d

M306.0707.03A 100 6 7.5
M306.1010.03A 120 6 10.0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with cylindrical shank for CNC-lathes

MILLING SHANK Type M306
with through coolant supply

Picture = right hand cutting version

for use with Insert

Type

GROOVE MILLING / FACE MILLING

606

Cylindrical steel milling shank for collets

F2

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M306.ST1... 2.6.5T8EP T8PL

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d

M306.ST10.01A 60 6 10
M306.ST12.01A 70 6 12

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING / FACE MILLING

MILLING SHANK Type M306.ST
no coolant supply

for use with Insert

Type 606

Picture = right hand cutting version

with cylindrical shank for CNC-lathes

Cylindrical steel milling shank for collets

 F3

F



Dimensions in inch Carbide grades

Part number s tmax r Ds
M

G
12

TN
35

TI
25

TA
45

A
S

45

606.PLT6.08 .142 .126 .031 .461 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 606

FACE MILLING

for use with Milling shank

Type M306

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.126Ǝ
'V .�61Ǝ

F4

F



Dimensions in inch Carbide grades

Part number s tmax r Ds
M

G
12

TN
35

TI
25

TA
45

A
S

45

606.0045.22 .138 .059 .008 .461 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

INSERT Type 606

for use with Milling shank

Type M306

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.059Ǝ
'V .�61Ǝ

 F5

F



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

F6



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING 

Cutting edge Ø

M311MILLING SHANK type

.697" (17.7 mm)

 F7

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.001... 4.14T15P T15PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

M311.0012.D.00A 80 7 9 12
M311.0016.D.00A 80 7 9 16

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with cylindrical shank for CNC-lathes

MILLING SHANK Type M311
with through coolant supply

Picture = right hand cutting version

for use with Insert

Type

GROOVE MILLING / FACE MILLING

611

Cylindrical steel milling shank for collets

F8

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.ER2... 4.14T15P T15PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d Clamping nut

M311.ER20.14.01 19.7 12.5 20 ER20.6499/ERM...
M311.ER25.14.01 19.7 14.5 25 ER25.6499

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

MILLING SHANK Type M311.ER
no coolant supply

for use with Insert

Type 611

Picture = right hand cutting version

with ER taper for CNC-lathes

Milling shanks for collet chucks DIN6499-A (8°) Ds 17.7 mm

 F9

F



Dimensions in inch Carbide grades

Part number s tmax r Ds

M
G

12

TN
35

TI
25

TF
45

611.PL61.62 .240 .224 .008 .697 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 611

FACE MILLING

for use with Milling shank

Type M311

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.22�Ǝ
'V .697Ǝ

F10

F



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING 

Cutting edge Ø

M313MILLING SHANK type

.854" (21.7 mm)

 F11

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.00... 5.14T20P T20PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

M313.0016.D.00A 80 7 11.3 16
M313.0020.D.00A 80 7 11.3 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with cylindrical shank for CNC-lathes

MILLING SHANK Type M313
with through coolant supply

Picture = right hand cutting version

for use with Insert

Type

GROOVE MILLING / FACE MILLING

613
713

Cylindrical steel milling shank for collets

F12

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.ER... 5.14T20P T20PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d Clamping nut

M313.ER25.14.01 19.7 14 25 ER25.6499
M313.ER32.14.01 19.7 14 32 ER32.6499

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

MILLING SHANK Type M313.ER
no coolant supply

for use with Insert

Type 613
713

Picture = right hand cutting version

with ER taper for CNC-lathes

Milling shanks for collet chucks DIN6499-A (8°) Ds 21.7 mm

 F13

F



Dimensions in inch Carbide grades

Part number s tmax r Ds

M
G

12

TN
35

TI
25

TF
45

613.PL61.62 .240 .224 .008 .854 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 613

FACE MILLING

for use with Milling shank

Type M313

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.22�Ǝ
'V .�5�Ǝ

F14

F



Dimensions in inch Carbide grades

Part number s tmax r Ds
M

G
12

TN
35

TI
25

TA
45

A
S

45

613.PLT6.15 .240 .224 .059 .854 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ƞ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

INSERT Type 613

for use with Milling shank

Type M313

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.22�Ǝ
'V .�5�Ǝ

 F15

F
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Dimensions in inch Carbide grades

Part number s tmax r Z Ds
M

G
12

TN
35

TI
25

TA
45

A
S

45

713.PL35.15.02 .232 .138 .008 12 .854 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

INSERT Type 713

for use with Milling shank

Type M313

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.13�Ǝ
'V .�5�Ǝ

 F17

F



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Groove milling on brake caliper
Simultaneous milling of two grooves with special insert type 314.
Special design of the milling cutter body due to the form of the brake caliper. 
Because of the position of the inserts in the special milling heads type 380 it is not 
necessary to perform the cutting edges of the inserts with a chip divider.
The shank shows a good antivibration resistance.
Possible roundness of the machined grooves appr. .0008''
Material: GGG40 (60-40-18)
Cutting data:
vc = 460 sfm 
vf3 = 5.1 ipm (cutter center) 
MillinJ cutter � 2.205

� =   3
tg = 10.38 sec.

GROOVE MILLING by circular interpolation 

3ro¿le oI JrooYe

F18

F



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING 

Cutting edge Ø

M328MILLING SHANK type

1.091" (27.7 mm)

 F19

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M328.00... 5.14T20P T20PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

M328.0016.D.00A 80 7 14.3 16
M328.0020.D.00A 80 7 14.3 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with cylindrical shank for CNC-lathes

MILLING SHANK Type M328
with through coolant supply

Picture = right hand cutting version

for use with Insert

Type

GROOVE MILLING / FACE MILLING

628

Cylindrical steel milling shank for collets

F20

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M328.ER... 5.14T20P T20PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 d1 d Clamping nut

M328.ER25.16.01 21.7 15 25 ER25.6499
M328.ER32.16.01 21.7 20 32 ER32.6499

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

MILLING SHANK Type M328.ER
no coolant supply

for use with Insert

Type 628

Picture = right hand cutting version

with ER taper for CNC-lathes

Milling shanks for collet chucks DIN6499-A (8°) Ds 27.7 mm

 F21

F



Dimensions in inch Carbide grades

Part number s tmax r Ds

M
G

12

TN
35

TI
25

TF
45

628.PL61.62 .240 .224 .008 1.091 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 628

FACE MILLING

for use with Milling shank

Type M328

Picture = right hand cutting version

Depth of cut up to
Cutting edge Ø

.22�Ǝ
'V 1.091Ǝ

F22

F



Spare parts

Milling shank Screw TORX PLUS® Wrench

M275.031.D25.3.04A 3.5.10.T10P T10PL

Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds l1 d

M275.031.D25.3.04A 4 31 125 25

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING / FACE MILLING

MILLING SHANK Type M275
with through coolant supply

for use with Indexable 
insert

Type S275

Picture = right hand cutting version

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

Cutting edge Ø 'V 1.220Ǝ �31 PP�

 F23

F



Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

M275.03... 3.5.10.T10P T10PL

Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds l1 l2 d1 d4 SW

M275.031.M16.1.04 4 31 45 22 25 29 24
M275.036.M16.1.04 4 36 45 22 30 29 27

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

SCREW-IN CUTTER Type M275
with through coolant supply

Picture = right hand cutting version

for use with Indexable 
insert

Type

GROOVE MILLING / FACE MILLING

S275

Cutting edge Ø Ds 31 / 36 mm

F24

F



Spare parts

Milling cutter Screw Screw TORX PLUS® Wrench Washer

M275.0038.A16.05 DIN912-M8x25 3.5.10.T10P T10PL 020.0813.3438
M275.0048.A22.08 DIN912-M10x25 3.5.10.T10P T10PL DIN433-10.5-St
M275.0058.A27.10 DIN912-M12x30 3.5.10.T10P T10PL DIN433-13-St
M275.0078.A32.14 DIN7984-M16x35 3.5.10.T10P T10PL DIN433-17-St

Further sizes upon request w and tmax see inserts Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds h h2 d2 d3 d4 d5 l1 l2 s p

M275.0038.A16.05 5 38 33.0 32.7 32.0 16 32.0 13.5 18 22.7 8.4 5.6
M275.0048.A22.08 8 48 37.0 36.7 40.5 22 40.5 18.5 20 24.7 10.4 6.3
M275.0058.A27.10 10 58 42.5 42.2 50.0 27 48.0 22.0 22 27.2 12.4 7.0
M275.0078.A32.14 14 78 50.0 49.7 3.5 32 58.0 33.0 25 36.7 14.4 8.0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING / FACE MILLING

MILLING CUTTER Type M275
with through coolant supply

for use with Indexable 
insert

Type S275

Picture = right hand cutting version

Cutterhole and cross keyway as per DIN 138

Cutting edge Ø Ds 38/48/58/78 mm

 F25

F



Dimensions in mm Carbide grades

Part number s tmax r
M

G
12

TN
35

TI
25

TA
45

A
S

45

RS275.PL43.52 .169 .157 .008 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type RS275

FACE MILLING

for use with Milling shank

Type M275

R = right hand version shown

Depth of cut up to .157Ǝ

F26

F



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Excellent removal of chips� Àushed by
through coolant supply.

MILLING OF T-SLOTS 

 G1

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

MU311.0625.00B 4.16T15KP T15PQ

Further sizes upon request Ds see inserts Dimensions in inch

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU311.0625.00B 3.543 .984 .354 .625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type MU311

Picture = right hand cutting version

for use with Insert

Type

MILLING OF T-SLOTS

311

Cutting edge Ø .669Ǝ

G2

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

M311.0016.00... 4.16T15KP T15PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M311.0016.00B 90 25 9 16 B
M311.0016.00E 90 25 9 16 E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF T-SLOTS

MILLING SHANK Type M311

for use with Insert

Type 311

Picture = right hand cutting version

Material of shank: Carbide - Giving a good vibration resistance

Cutting edge Ø 'V .669Ǝ �17.0 PP�

 G3

G



Dimensions in inch Carbide grades

Further sizes upon request

Part number Ds w s r1 a

M
G

12

TI
25

311.1016.00 .669 .283 .303 .020 .394 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 311

MILLING OF T-SLOTS

for use with Milling shank

Type M311

Picture = right hand cutting version

T-Slots DIN 650
Cutting edge Ø

a .39�Ǝ
'V .669Ǝ

G4

G



Dimensions in inch Carbide grades

Further sizes upon request

Part number Ds s E

M
G

12

TN
35

TI
25

311.4216.00 .622 .234 .118 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING OF T-SLOTS 

INSERT Type 311

for use with Milling shank

Type M311

Picture = right hand cutting version

T-Slots DIN 650
Cutting edge Ø

a  .39��.�72�.551�
'V .622Ǝ

 G5

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

MU313.0625.00B 5.13T20KP T20PQ

Further sizes upon request Ds see inserts Dimensions in inch

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU313.0625.00B 3.661 1.181 .453 .625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type MU313

Picture = right hand cutting version

for use with Insert

Type

MILLING OF T-SLOTS

313

Cutting edge Ø .7�7Ǝ

G6

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

M313.0016.00A 5.14T20P T20PQ
M313.0016.00B/00E 5.13T20KP T20PQ

Further sizes upon request Ds see inserts Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M313.0016.00A 93 30 11.5 16 A
M313.0016.00B 93 30 11.5 16 B
M313.0016.00E 93 30 11.5 16 E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF T-SLOTS

MILLING SHANK Type M313

for use with Insert

Type 313

Picture = right hand cutting version

Material of shank: Carbide - Giving a good vibration resistance

Cutting edge Ø 'V .7�7Ǝ �20.0 PP�
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Dimensions in inch Carbide grades

Further sizes upon request

Part number Ds w s r1 a

M
G

12

TI
25

313.1219.00 .7�7 .323 .343 .020 .�72 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 313

MILLING OF T-SLOTS

for use with Milling shank

Type M313

Picture = right hand cutting version

T-Slots DIN 650
Cutting edge Ø

a .�72Ǝ
'V .7�7Ǝ

G8

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

M832�.0750.00% 5.13T20KP T20PQ

Further sizes upon request Ds see inserts Dimensions in inch

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d

MU328.0750.00B 4.094 1.37� .531 .750

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF T-SLOTS

MILLING SHANK Type MU328

for use with Insert

Type 328

Picture = right hand cutting version

Material of shank: Carbide - Giving a good vibration resistance

Cutting edge Ø .9�5Ǝ

 G9

G



Spare parts

Milling shank Screw TORX PLUS® Wrench

M328.0020.00... 5.13T20KP T20PQ

Further sizes upon request Dimensions in mm

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

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number l1 l2 d1 d Form

M328.0020.00B 104 35 13.5 20 B
M328.0020.00E 104 35 13.5 20 E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type M328

Picture = right hand cutting version

for use with Insert

Type

MILLING OF T-SLOTS

328

Cutting edge Ø 'V .9�5Ǝ �2�.0 PP�

G10
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Dimensions in inch Carbide grades

Further sizes upon request

Part number Ds w s r1 a

M
G

12

TI
25

328.1423.00 .945 .362 .386 .020 .551 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF T-SLOTS

INSERT Type 328

for use with Milling shank

Type M328

Picture = right hand cutting version

T-Slots DIN 650
Cutting edge Ø

a .551Ǝ
'V .9�5Ǝ
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Workpiece material Cutting material vc [sfm] fz = IPT
'V .669�

fz = IPT 
'V .7�7�-.9�5�

Carbon steel TI25 650 - 980 .0012 - .0025 .0020 - .0031

Alloyed steel TI25 �60 - 720 .0008 - .0016 .0012 - .0020

Grey cast iron TI25 330 - 520 .0012 - .0025 .0020 - .0039

Workpiece material Cutting material vc [sfm] fz = IPT

Carbon steel TI25 980 - 1300 .0051 - .0083

Alloyed steel TI25 590 - 980 .0039 - .0051

Grey cast iron TI25 �60 - 790 .0063 - .0106

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

a2 § 0.2 [ V

recommended

CUTTING DATA

not recommended

The cuttinJ Gata iV only YaliG Ior VtanGarG carEiGe toolholGerV �VhankV� liVteG in thiV chapter.

Application Technology

MILLING OF T-SLOTS 

MILLING OF T-SLOTS

CUTTING DATA CHAMFERING OF T-SLOTS
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TECHNICAL INFORMATION

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

Select the shortest possible clamping device and milling 
shank, and control the runout tolerance of the tools.
Large cutting widths in combination with long overhangs 
reTuire Vpeci¿c PanuIacturinJ PethoGV Vuch aV GiYiGinJ 
the cutting width to achieve the best possible cutting 
result due to reduced cutting forces.

When using a large diameter cutter, whose relationship 
is close to the bore diameter, manufacturing cycletime 
can be reduced, due to the smaller center of rotation and 
higher feed rates. Many times the rotation of the milling 
cutter centre Zill Ee Ge¿neG Ey the paraPeterV oI the 
workpiece and the whole application setup.

We recommend to use a torque screw driver to achieve 
the indicated torque values per insert and tool type. 
Additional additives such as copper paste are not 
permitted. This will have a negative effect and change 
the clamping forces.
All clamping screws are already coated with 
additives.

HCT 
(HORN Circular Technology)
- safe and fast -
Your cutting data for groove milling by 
circular interpolation of internal and 
external grooves as well as groove 
milling of linear grooves.
System requirements from Windows 95. 
Available on CD-ROM.

Feed rates and time calculation

Overhang of the milling cutter

Diameter of the milling cutter

Clamping torque of the screws
Md

BASIC RECOMMENDATIONS

 H1

H



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Ramp angle > 45°

TECHNICAL INFORMATION

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

Milling direction

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

Milling entry into the workpiece

HORN milling inserts are manufactured with a round chip 
breaker. This means that beyond a depth of cut of 2 mm 
in axial direction the insert gets a negative cutting angle. 
Milling inserts are limited to a depth of cut of 2 mm when 
used for helical interpolation. Larger depths of cut can 
only be produced when choosing special chip breakers. 
Please contact us in case of any further questions.

Bore milling and offset milling by helical 
interpolation

H2

H



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TECHNICAL INFORMATION

When entering through a bore off center and without 
rotating it is possible to generate back chamfers and 
ÀatV Zith inVertV haYinJ a larJer cuttinJ GiaPeter than 
the bore diameter. Single edged cutters have no run out 
tolerance.

Sinlge edged inserts

:ith H251 threaG PillinJ inVertV the threaG pro¿le iV 
JenerateG in one Iull cut to the pro¿le Gepth oI the threaG. 
This produces threads with minimal taper especially in 
high alloyed steels.
In blind holes it is recommended to mill from the bottom 
to the top. Otherwise there is the risk of damaging the 
tool because of milling into chips at the bottom of the 
blind hole.

A general recommendation for thread milling:
The milling cutter diameter should not exceed 70% of the 
minor diameter of the thread. Otherwise recutting of the 
pro¿le occurV Zhich coulG ErinJ the Zhole threaG out oI 
tolerance.

Thread milling
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING OF A LINEAR GROOVE - EXTERNAL

HCT (HORN Circular Technology)

AT    � >52 -(5-Dr)2] mm2

L = 
� � 2r � ĳ� 

mm360�
t =

A T

      n � ] � $]

min

A Z    / � Kɦ mm2

s'2= s'1
5 - Dr mm/min

             5 � r - Dr

s'1=
� � 2 (5�r-Dr)mm/min

                t
$reD RI FKiS

/enJtK RI FXt

$reD RI JrRRYe VeFtiRn

7ime IRr FXt (IRr 
AT)

sz   Km¥ 
2r

ar

V   n � ] � Vzmm/min

CRV ĳ�   
r2 � >5 � r - Dr]2 - 52

   ĳ�
2r >5 � r - Dr]

GROOVE MILLING by circular interpolation 

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

)eeG rDte RI tRRO Fentre

)eeG rDte RI tRRO tiS
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CRV >180� - ĳ�@   
r2 � >5 � Dr - r]2 - 52

180� -  ĳ�            ĳ�
2r >5 � Dr - r]

)eeG rDte

6SeFi¿FDtiRn

MILLING OF AN INTERNAL GROOVE

GROOVE MILLING by circular interpolation 

5eYROXtiRnV

)eeG/tRRtK

1XmEer RI teetK

meGiXm tKiFNneVV RI 
FKiS

rDGiDO GeStK RI FXt

,62 6SeFi¿FD-
tiRn

6SeFi¿FDtiRn ,626SeFi¿FDtiRn

)eeG rDte RI tRRO Fentre

)eeG rDte RI tRRO tiS

5DGiXV RI FXtter

5DGiXV RI ZRrNSieFe

AT    � >52 -(5-Dr)2] mm2

L = 
� � 2r � ĳ� 

mm360�
t =

A T

      n � ] � $]

min

A Z    / � Km mm2

s'2= s'1
5 - Dr mm/min

             5 � r - Dr

s'1=
� � 2 (5�r-Dr)mm/min

                t
$reD RI FKiS

/enJtK RI FXt

$reD RI JrRRYe VeFtiRn

7ime IRr FXt (IRr $T)

)eeG rDte RI tRRO Fentre

)eeG rDte RI tRRO tiS

V
 YI

n n

sz Iz

z z

Km Km

Dr De

r r

5 5

s‘1 YI 3

s‘2 YI2
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Type Screw Md Nm Torque
lbf-in.

Wrench Blade

380 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

381.0... 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

382...06 5F.06T15P 5.0 - 5.5 44 - 49 T15PQ DT15PK

382...08 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

382...10/12/14 5.10T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

383...06 5F.06T15P 5.0 - 5.5 44 - 49 T15PQ DT15PK

383...08 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

383...10/12 5.10T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

ABS 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

ADR.01... C009000 0.75 7 T6W DT6K

ADR.02/03... C009001 1.5 13 T8L DT8K

ADR.04/05/06... C009002 1.5 13 T8L DT8K

B105/BKT105 6.075T15P 5.0 44 T15PQ DT15PK

B110/BKT110 6.075T15P 5.0 44 T15PQ DT15PK

BKT356 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

DAHM 030.3070.T10P 3.0 27 T10PL DT10PK

DAM31...02B 030.2541.T8P 1.3 12 T8PL DT8PK

DAM31...03A/B 030.2547.T8P 1.3 12 T8PL DT8PK

DAM31...04A/B 030.2553.T8P 1.3 12 T8PL DT8PK

DAM31...05A/B 030.2557.T8P 1.3 12 T8PL DT8PK

DAM32...02A/B 030.3562.T10P 3.5 31 T10PL DT10PK

DAM32.025.D...03A/B 030.3569.T10P 3.5 31 T10PL DT10PK

DAM32.032.D...03A/B 030.3576.T10P 3.5 31 T10PL DT10PK

DAM32.417.M...03B 030.3569.T10P 3.5 31 T10PL DT10PK

DRHD 6.075T15P 5.0 44 T15PQ DT15PK

HSK 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.A... 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

L381.D080... 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

L381.D086... 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.G070... 5.10T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.G080... 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

L381.G086/090/098 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.G090... 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.N090... 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

L381.S... 5.15T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

L381.T... 5F.08T20P 5.0 - 5.5 44 - 49 T20PQ DT20PK

L381.X090... 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

LM275.D... 030.357P.315 2.5 - 3.0 22 - 27 T10PL DT10PK

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TORQUE OF SCREWS

Following torques are allowed for screws of inserts.
For torque screw drivers please see chapter additional equipment.
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Type Screw Md Nm Torque
lbf-in.

Wrench Blade

M116 5.13T20EP 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

M117K...05 030.265P.0821 1.2 11 T8PL DT8PK

M117K...07 030.265P.0819 1.2 11 T8PL DT8PK

M117K...09 030.400P.0227 4.3 38 T15PQ DT15PK

M117.MD10... 030.400P.0227 4.3 38 T15PQ DT15PK

M117U...05 030.265P.0818 1.2 11 T8PL DT8PK

M117U...07 2.6.5T8EP 1.2 11 T8PL DT8PK

M117P...05 030.265P.0818 1.2 11 T8PL DT8PK

M117P...07 2.6.5T8EP 1.2 11 T8PL DT8PK

M275 3.5.10T10P 2.5 - 3.0 22 - 27 T10PL DT10PK

M306 2.6.5T8EP 1.2 11 T8PL DT8PK

M308 3.5.12T10EP 3.0 27 T10PL DT10PK

M310...03 030.0324.T7P 1.2 11 T7PL DT7PK

M310...04 030.3535.T8P 2.0 18 T8PL DT8PK

M310...05 030.3543.T8P 2.0 18 T8PL DT15PK

M311 4.14T15P 5.0 44 T15PQ DT15PK

M311...00.B/E 4.16T15KP 5.0 44 T15PQ DT15PK

M313 5.14T20P 6.5 58 T20PQ DT20PK / DT20PQ

M313...00.B/E 5.15T20KP 6.5 58 T20PQ DT20PK / DT20PQ

M328 5.14T20P 6.5 58 T20PQ DT20PK / DT20PQ

M328...00.B/E 5.13T20KP 6.5 58 T20PQ DT20PK / DT20PQ

M328.0020.D... 5.17T20P 6.5 58 T20PQ DT20PK / DT20PQ

M332 5.17T20P 6.5 58 T20PQ DT20PK / DT20PQ

M335 6.17T25P 12.0 106 T25PQ DT20PQ

MDR.01... C009000 0.75 7 T6W DT6K

MDR.02/03... C009001 1.5 13 T8L DT8K

MDR.04/05/06... C009002 1.5 13 T8L DT8K

MDR.08/09/10... C009004 3.5 31 T15Q DT15K

R381.X090... 5.12T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

R381.X073... 5F.08T20P 6.0 - 6.5 53 - 58 T20PQ DT20PK / DT20PQ

RM275.D... 030.357P.315 2.5 - 3.0 22 - 27 T10PL DT10PK

RM275.T... 3.510.T10P 2.5 - 3.0 22 - 27 T10PL DT10PK

SM328 5.17T20P 6.5 58 T20PQ DT20PK / DT20PQ

Z313...057 5.26T20P 6.5 58 T20PQ DT20PK / DT20PQ

Z313...082 5.28T20P 6.5 58 T20PQ DT20PK / DT20PQ

Z313...107 5.30T20P 6.5 58 T20PQ DT20PK / DT20PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Following torques are allowed for screws of inserts.
For torque screw drivers please see chapter additional equipment.

TORQUE OF SCREWS
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Dimensions in mm Part number Inserts (inch and metric) Use Page

O1 dg6 O2 d1 7\Se tmD[ Ds
130 12 40 11 M116.0012.01B

116 4.3 20.4 A59
130 12 56 11 M116.0012.02B
130 16 40 11 M116.0016.01B/E

116 4.3 20.4 A59130 16 56 11 M116.0016.02B/E
150 16 80 11 M116.0016.03B/E

80 12 21 6 M306.0012.01B/E/A
108/306 1.0/2.5 9.6/11.7 A3 - A490 12 30 6 M306.0012.02B/E/A

100 12 42 6 M306.0012.03B/E/A
100 7.5 - 6 M306.0707.03A

108/306 0�85/2�0 9.3/11.7
D3; E2

120 10 - 6 M306.1010.03A E2
90 12 30 7.3 M306.0712.02B/E/A

108/306 0.7/2.0 9.6/11.7 D3
100 16 25 7.3 M306.0716.01/B/E/A

60 10 15.2 6 M306.ST10.01A 108/306 1.0/2.5 9.4/11.7 A5
95 12 29 8 M308�0012�01%/(/$

111/308/608 2.3/3.5 13.4/15.7 A25-A26110 12 42 8 M308�0012�02%/(/$
120 12 56 8 M308�0012�03%/(/$
160 12 - - M308�0012�07$ 111/308/608 2.3/3.5 13.4/15.7 '11� (8
110 12 42 9.5 M308�1012�02%/(/$

111/308 1.5/2.7 13.4/15.7 D11
110 16 33 9.5 M308�1016�01%/(/$
60 10 17.7 8 M308�6710�01$

111/308 2.3/3.5 13.4/15.7 A27
70 13 25.7 8 M308�6713�01$

100 12 32 9 M311.0012.01B/E/A
311/611 3.5/2.5 17.7 A43-A44100 12 45 9 M311.0012.02B/E/A

120 12 64 9 M311.0012.03B/E/A
90 16 25 9 M311.0016.00B/E 311 3.6 17.0 G3

100 16 32 9 M311.0016.01B/E/A
311/611 3.5/2.5 17.7 A43-A44110 16 45 9 M311.0016.02B/E/A

130 16 64 9 M311.0016.03B/E/A
110 16 32 13 M311.1316.01B/E/A

311/611 1.5 17.7 D21130 16 45 13 M311.1316.02B/E/A
145 16 64 13 M311.1316.03B/E/A

60 10 17.7 9 M311.ST10.01A
311/611 A4570 13 25.7 9 M311.ST13.01A 3.5 17.7

80 16 25.7 9 M311.ST16.01A
100 12 - - M313.0012.01B/E/A

313/613 4.5/3.2 21.7 A65-A66
130 12 - - M313.0012.02B/E/A

93 16 30 11.5 M313.0016.00B/E 313 4.75 21.7 G7

100 16 42 12 M313.0016.01B/E/A
313/613 4.5/3.2 21.7 A65-A66130 16 60 12 M313.0016.02B/E/A

160 16 85 12 M313.0016.03B/E/A
160 16 20 12 M313.0016.07A

313/613 2.5 21.7 D35
110 20 45 16 M313.1620.01A/B/E
130 20 60 16 M313.1620.02A/B/E
160 20 85 16 M313.1620.03A/B/E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Dimensions in mm

Available METRIC size carbide and
tungsten alloy shanks - Summary
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Dimensions in mm Part number Inserts (inch and metric) Use Page

O1 dg6 O2 d1 7\Se tmD[ Ds
60 10 10.7 11.3 M313.ST10.01A

313/613 4�85 21.7 A6770 13 25.7 11.3 M313.ST13.01A
80 16 25.7 11.3 M313.ST16.01A

120 9 - - M328�0909�01$
328/628 9.3 28 A95

100 12 36 9 M328�0912�01$
100 16 42 14.3 M328�0016�01%/(/$

325/328/628 5.0/6.4/4.3 24�8/27�7 A93 -  A94

130 16 60 14.3 M328�0016�02%/(/$
160 16 85 14.3 M328�0016�03%/(/$
100 20 42 14.3 M328�0020�01%/(/$
130 20 60 14.3 M328�0020�02%/(/$
160 20 85 14.3 M328�0020�03%/(/$

104 20 35 13.5 M328�0020�00%/( 328 6.5 27.7 G10

130 20 20 15 6M328�0020�05%/(

328

6.0

27.7 D43
145 20 - - 6M328�0020�06%/( 3.5
160 20 20 15 6M328�0020�07%/( 6.0
200 20 - - 6M328�0020�08%/( 3.5

70 13 10.7 14 M328�6713�01$
328/628 6.0 27.7 A96

100 20 35.7 14 M328�6720�01$
100 16 42 16 M332.0016.01A

332 8�5 31.7 A11

130 16 60 16 M332.0016.02A
160 16 85 16 M332.0016.03A
100 20 42 20 M332.0020.01A
130 20 60 20 M332.0020.02A
160 20 85 20 M332.0020.03A
100 12 32 11 M332.0012.2.01A

332 10 31.7
A112

100 16 32 11 M332.0016.2.01A
70 13 25 11 M332.ST13.2.01A A113

100 20 40 17.5 M335.0020.01B/A
335 7�9/8�0 34.7 $127 - $128

130 20 60 17.5 M335.0020.02B/A/E

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Dimensions in mm

Available METRIC size carbide and
tungsten alloy shanks - Summary
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

3�150 �500 �827 �236 M8306�0500�01% 108/306  �039/�098  �378/�461  
3�543 �500  1�181 �236 M8306�0500�02% 108/306  �039/�098  �378/�461  $2� '2 
3�937 �500  1�654 �236 M8306�0500�03% 108/306  �039/�098  �378/�461  
3�937 �625� �984 �287 M8306�0625�01% 108/306  �028/�078  �378/�461  

3�740 �500 1�142 �315 M8308�0500�01% 111/308 �091/�138  �528/�618  
4�331 �500  1�654 �315 M8308�0500�02% 111/308  �091/�138  �528/�618  $24� '10 
4�724 �500  2�205 �315 M8308�0500�03% 111/308  �091/�138  �528/�618  
4�331 �625  1�299 �315 M8308�0625�01% 111/308  �091/�138  �528/�618  

3�937 �500  1�260 �354 M8311�0500�01% 311/611  �138  �697  
3�937 �500  1�772 �354 M8311�0500�02% 311/611  �138  �697  $42 
4�724 �500  2�520 �354 M8311�0500�03% 311/611  �138  �697  

3�543 �625 �984 �354 M8311�0625�00% 311  �143  �669  *2 

3�937 �625  1�260 �354 M8311�0625�01% 311/611  �138  �697  
4�331 �625  1�772 �354 M8311�0625�02% 311/611  �138  �697  $42 
5�118 �625  2�520 �354 M8311�0625�03% 311/611  �138  �697  

4�331 �625  1�260 �512 M8311�0625�04% 311  �059  �697 '20
5�118 �625  1�772 �512 M8311�0625�05% 311  �059  �697  
6�301 �500   -   �354  M8311�1212�07$ 313/613   �177  �854 

3�937 �500   -    - M8313�0500�01% 313/613   �177  �854  $64 
5�118 �500   -    - M8313�0500�02% 313/613   �177  �854  

3�661 �625  1�181 �453 M8313�0625�00% 313  �187  �787  *6 

3�937 �625 1 �654 �472 M8313�0625�01% 313/613   �177  �854  
5�118 �625 2 �362 �472 M8313�0625�02% 313/613   �177  �854  $64 
6�299 �625 3 �346 �472 M8313�0625�03% 313/613   �177  �854  

4�331 �750  1 �772 �630 M8313�0750�04% 313/613   �098  �854  '34 
5�118 �750  2 �559 �630 M8313�0625�05% 313/613   �098  �854  
7�874 �625   - �445 M8313�1515�08$ 313/613   �098  �854

3�937 �500     -    �563 M8328�0500�01% 328/628   �256  1�091  
5�118 �500     -    �563 M8328�0500�02% 328/628  �256  1�091  
3�937 �625  1 �654 �563 M8328�0625�01% 328/628  �256  1�091  $92 
5�118 �625  2 �362 �563 M8328�0625�02% 328/628  �256  1�091  
6�299 �625  3 �346 �563 M8328�0625�03% 328/628  �256  1�091  
6�299 �750  3 �346 �563 M8328�0750�03% 328/628  �256  1�091  

4�094 �750  1�378  �531 M8328�0750�00% 328  �256  �945                            *9

5�118 �750   �787 �591  6M8328�0750�05% 328  �236  1�091  
5�709 �750     -       -     6M8328�0750�06% 328  �138  1�091 
6�299 �750   �787 �591  6M8328�0750�07% 328  �236  1�091  '42 
7�874 �750     -       -     6M8328�0750�08% 328  �138  1�091  

Dimensions in inch

Available INCH size carbide and tungsten 
alloy shanks - Summary

Diemsnions in inch Part number Inserts (inch and metric)          Use     Page

O1 dg6 O2 d1 7\Se tmD[ Ds
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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MDteriDO

HD
rG

ne
VV

 %
rin

eOO CXttinJ VSeeGV YF (VIm) reIerinJ tR 
FDrEiGe JrDGe DnG FRDtinJ meGiXm tKiFNneVV RI FKiS Km

MG12
TN35
TI25
TF45

*H35
,nGe[DEOe ,nVert 7\Se 314 ,nVert 7\Se    

311�313�328�108�111�116

P
CDrERn VteeO

0.2% C 140 - 790 650-1150

.00
39

.00
20

.00
12

.00
20

.00
12

.00
04

0.4% C 180 - 690 650-980

0.6% C 200 - 520 500-820

$OOR\eG VteeO

DnneDOeG 180 - 490 590

TXenFKeG 280 - 390 520

TXenFKeG 350 - 230 -

KiJK DOOR\eG VteeO
(>5%)

DnneDOeG 200 - 230 -

KDrGeneG - - - - - - - - - -

CDVt VteeO
XnDOOR\eG 180 80 430 -

.00
39

.00
20

.00
12

.00
20

.00
12

.00
04

DOOR\eG 220 70 390 -

M
6tDinOeVV VteeO

mDrtenVitiF� IerritiF 200 80 590 -

DXVtenitiF 180 70 390 -

K
*re\ FDVt irRn

ORZ tenViOe VtrenJtK 180 70 330 -

KiJK tenViOe VtrenJtK 250 60 390 -

6SKerRiGDO JrDSKite 
FDVt irRn

IerritiF 160 70 330 -

SerOitiF 250 - 300 -

MDOOeDEOe FDVt irRn
IerritiF 125 60 330 -

SerOitiF 225 70 200 -

S
HeDt reViVtDnt DOOR\
(Fe)

DnneDOeG 200 40 260 -

KDrGeneG 275 30 - -

HeDt reViVtDnt DOOR\
(1i� CR)

DnneDOeG 250 20 130 -

KDrGeneG 350 15 - -

N
$O-DOOR\V

nRt KeDt treDtDEOe 30-80 550 2600 -

KeDt treDtDEOe 80-120 220 980 -

$O-FDVt-DOOR\
nRt KeDt treDtDEOe 80 220 980 -

KeDt treDtDEOe 100 100 660 -

CRSSer-DOOR\V
nRt KeDt treDtDEOe 90 120 - -

KeDt treDtDEOe 100 100 - -

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

6tDnGDrG YDOXeV IRr FXttinJ VSeeGV YF DnG meGiXm tKiFNneVV Km IRr FDOFXODtinJ IeeG rDteV E\ FDOFXODtinJ FXttinJ SrRJrDmm ªHC7©�

Cermet RnO\ inGe[DEOe inVert t\Se 314 DYDiODEOe

CUTTING DATA

Yer\ riJiG rigid nRt riJiG Yer\ riJiG rigid nRt riJiG
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLLING 

Polygon Milling Cutter

)or uVe on latheV Zith aEility to Pachine polyJon pro¿leV.
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J



Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

L381.A060.13.04 131�... 60 50 13 �.2 �.5 Star SR-20J

Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.$060.13.0� 5F.08T20P T20PQ N314.AT30.HM

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Star SR-20J

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

for insert N314.MK40.20

Cutting edge Ø 'V 2.362Ǝ �60 PP�

J2

J



Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.G070.15.0� 5.10T20P T20PQ N314.AT40.HM
/3�1.G0...0� 5.12T20P T20PQ N314.AT40.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 d4 h Į tmax Type of machine

L381.G070.15.04 /31�... 70 58 11.5 15.0 15 8°16' 5 G/'25�G'32
L381.G086.25.04 /31�... 86 7� 1�.0 2�.7 23 8°16' 5 GM20-6.-35-��GM&35
L381.G098.26.04 /31�... 98 86 20.0 25.� 23 8°32' 5 GM35-6.-35-�.-�2-6�GM&35

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = left hand cutting version

for machine: Gildemeister

Cutting edge Ø 'V 70��6�9� PP

for insert L314.MK50.20
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.G0�0.16.0� 5F.08T20P T20PQ L314.AT30.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 d4 h tmax Type of machine

L381.G080.16.04 131�... 80 68 16 16 9 5 635,1T 20�32

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Gildemeister

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 3.150Ǝ ��0 PP�

for insert N314.MK40.20

J4
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.G090.22.0� 5.12T20P T20PQ N314.AT40.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 d4 h tmax Type of machine

L381.G090.22.04 /31�... 90 7� 30 22 20 5 635,1T32/�-�2/

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = left hand cutting version

for machine: Gildemeister

Cutting edge Ø 'V 3.5�3Ǝ �90 PP�

for inserts L314.MK50...
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J



Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

5�/3�1.;090.27.0� 5.12T20P T20PQ 020.0314.1531

State R or L version Dimensions in mm

Further sizes upon request

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

L381.X090.27.04 /31�...
90 7� 27 16.2 5 Index ABCR381.X090.27.04 531�...

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: INDEX

CUTTER Type 381

Picture = right hand cutting version R = right hand version

POLYGON MILLING

Cutting edge Ø 'V 3.5�3Ǝ �90 PP�

for inserts R/L314.MK50...

J6

J



Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

53�1.;073.16.0� 5F.08T20P T20PQ R314.AT30.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

R381.X073.16.04 131�... 73.5 63.5 16 8 5 ,1'E; M625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = right hand cutting version

for machine: INDEX

Cutting edge Ø 'V 2.�9�Ǝ �73.5 PP�

for insert N314.MK40.20
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Spare parts

Cutter Screw TORX PLUS® Wrench

53�1.;073.16.03 5F.08T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

R381.X073.16.03 531�... 73.5 63.5 16 8 5 ,1'E; M625

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = right hand cutting version

for machine: INDEX

Cutting edge Ø 'V 2.�9�Ǝ �73.5 PP�

for insert N314.MK40.20
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.1090.16.0� 5F.08T20P T20PQ L314.AT30.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

L381.N090.16.04 131�... 90 80 16 7.� 5 WT250

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Nakamura

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 3.5�3Ǝ �90.0 PP�

for insert N314.MK40.20
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Spare parts

Cutter Screw TORX PLUS® Wrench

/3�1.6... 5.15T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note:
reinIorceG pocket� IeeG in a[ial Girection

* tmax 6iGe PillinJ   .197� �5.0 PP� � GrooYe PillinJ   .0�7� �1.2 PP�

Part number Insert Ds d2 d3 d4 h Į tmax Type of machine

L381.S078.30.02 /31�... 7� 66.0 26.3 30.1 19 5°42'38'' * 6G1�.6G20.$G1�
L381.S098.30.02 /31�... 98 9�.6 26.3 30.1 19 5°42'38'' * 6G20�6)26.-6.-/�6E1��$)26.32
L381.S118.30.02 /31�... 118 115.0 26.3 30.1 19 5°42'38'' * 6)32.�2.51.67�$)�2

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = left hand cutting version

for machine: A.H. Schütte

Cutting edge Ø 'V 7��9��11� PP

for insert L314.MK70.M0

J10
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Spare parts

Cutter Screw TORX PLUS® Wrench

/3�1.6... 5.15T20P T20PQ

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note:
reinIorceG pocket� IeeG in a[ial Girection

* tmax 6iGe PillinJ   .197� �5.0PP� � GrooYe PillinJ   .0�7� �1.2PP�

Part number Insert Ds d2 d3 d4 h Į tmax Type of machine

L381.S078.30.03 /31�... 7� 77.0 26.3 30.1 19 5°42'38'' * 6G1�.6G20.$G1�
L381.S098.30.03 /31�... 98 9�.6 26.3 30.1 19 5°42'38'' * 6G20�6)26.-6.-/�6E1��$)26.32
L381.S118.30.03 /31�... 118 115.0 26.3 30.1 19 5°42'38'' * 6)32.�2.51.67�$)�2

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: A.H. Schütte

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 79�9��11� PP

for insert L314.MK70.M0
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.'0�0.16.0� 5F.08T20P T20PQ L314.AT30.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

L381.D080.16.04 131�... 80 57.5 16 13.6 5 'E&2 2000� 'E&2 13�20�26

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = left hand cutting version

for machine: Tornos

Cutting edge Ø 'V 3.150Ǝ ��0 PP�

for insert N314.MK40.20

J12
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.'0�6.25.0� 5.12T20P T20PQ N314.AT40.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 d4 h tmax Type of machine

L381.D086.25.04 /31�... 86 7� 18 2�.7 23 5 TornoV Multi-'eco

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Tornos

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 3.3�6Ǝ ��6 PP�

for inserts L314.MK50...
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Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

R381.T080.16.04 131�... 80 69 16 12 5 TRAUB TNL18

Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

53�1.T0�0.16.0� 5F.08T20P T20PQ R314.AT40.HM

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type 381

Picture = right hand cutting version

for machine: Traub

for insert N314.MK40.20

Cutting edge Ø 'V 3.150Ǝ ��0.0 PP�

J14

J



Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/3�1.T069.12.0� 5F.08T20P T20PQ L314.AT30.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d2 d3 h tmax Type of machine

L381.T069.12.04 131�... 69 57.5 12 8 5 T1/12-7�T1/26�T1.36

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Traub

CUTTER Type 381

Picture = left hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 2.717Ǝ �69 PP�

for insert N314.MK40.20
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Spare parts

Cutter Screw TORX PLUS® Wrench Balance element

/M275.'0�0.10.0� 030.357P.315 T10PL LS275.AT41.HM
5M275.'0�0.10.0� 030.357P.315 T10PL RS275.AT41.HM

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d1 d2 d3 h h1 tmax Type of machine

LM275.D040.10.04 /6275...
40 33 15.5 10 7.9 8 3 'E&2 7�10RM275.D040.10.04 56275...

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

CUTTER Type M275

Picture = left hand cutting version L = left hand version

for machine: Tornos

Cutting edge Ø 'V 1.575Ǝ ��0 PP�

for insert
R/LS275.MK13.M0

J16
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Spare parts

Cutter Screw TORX PLUS® Wrench

5M275.T06�.33.03 3.5.10.T10P T10PL

Further sizes upon request Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Insert Ds d1 l1 d3 d4 tmax Type of machine

RM275.T064.33.03 56275... 64 56 39 36 33 3 T1/12-7 GeJenVpinGel

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for machine: Traub

CUTTER Type M275

Picture = right hand cutting version

POLYGON MILLING

Cutting edge Ø 'V 2.520Ǝ �6� PP�

for insert
RS275.MK13.M0
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Dimensions in inch Carbide grades

Further sizes upon request

Part number w s r

M
G

12

TN
35

TI
25

TF
45

R/LS275.MK13.M0 .157 .15� .00� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation . Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

INDEXABLE INSERT Type S275

for use with Cutter

Type M275

R = right hand version shown L = left hand version

Width of milling .157Ǝ

J18
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Dimensions in inch Carbide grades

6tate 5� / or 1 YerVion

Further sizes upon request

Part number w s r Operation
M

G
12

TN
35

TI
25

TA
45

A
S

45

N314.MK40.20 .157 .1�2 - 1 + 2 Ÿ Ÿ

R/L314.MK50.20 .197 .205 .006 1 + 2 Ÿ�Ÿ

L314.MK70.M0 .276 .291 .006 1 + 2 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternative recommendation . Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type 314/N314

POLYGON MILLING

for use with Cutter

Type 381

Width of milling .157 - .276Ǝ
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Dimensions in inch Carbide grades

State R or L version

Further sizes upon request

Part number w s r tmax

M
G

12

TN
35

TI
25

TF
45

R/L314.MK50.5.20 .197 .213 .006 .197 ǻ�Ÿ

L314.MK50.20L
.213 .213 .02� .197

Ÿ

R314.MK50.20L Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation . Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

POLYGON MILLING

INDEXABLE INSERT Type 314

for use with Cutter

Type 381

L = left hand version shown R = right hand version

Width of milling .197 - .213Ǝ

J20

J



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TECHNICAL INFORMATION

The concept oI 3olyJon MillinJ

3olyJon PillinJ GeVcriEeV the PanuIacturinJ oI ÀatV Zhile rotatinJ coPponentV Zith polyJon 
PillinJ cutterV on &1& latheV� 6ZiVV $utoPaticV latheV or Multi 6pinGle PachineV.
The coPponent �Pain VpinGle� anG the PillinJ cutter �liYe tool� haYe to run Zith Vynchroni]eG 
rotationV.

The operation only works in conventional milling!

The nuPEer oI ÀatV GepenGV on the rotation ratio EetZeen coPponent anG PillinJ cutter aV 
Zell aV on the nuPEer oI inVertV oI the PillinJ cutter.

$t a reYolution ratio oI 2:1� the Vhape oI the proGuceG ÀatV are little conYe[. The IorP error iV 
VuitaEle Ior PoVt applicationV Vuch aV acroVV-ÀatV.
$t a  reYolution ratio oI 1:1� the Vhape oI the proGuceG ÀatV are heaYily conYe[. ThiV Vhape 
iV not VuitaEle Ior acroVV-ÀatV.
$t a  reYolution ratio oI 3:1� the Vhape oI the proGuceG ÀatV are heaYily concaYe. ThiV Vhape 
iV aV Zell not VuitaEle Ior acroVV-ÀatV.

$ccorGinJ to thiV� the nuPEer oI ÀatV at the coPponent iV tZice the nuPEer oI cuttinJ inVertV 
on the PillinJ cutter.

To calculate the Vhape oI the ÀatV IolloZinJ paraPeter are neceVVary:

1. &uttinJ GiaPeter oI the polyJon PilinJ cutter
2. $croVV-ÀatV GiPenVion
3. 3rePachineG GiaPeter oI the coPponent
�. 1uPEer oI ÀatV
5. 5eYolution ratio oI coPponent anG PillinJ cutter

The ÀatV can Ee proGuceG Ey JrooYinJ or Ey turninJ. &haPIerV can Ee proGuceG Ey pro¿linJ 
�GeEurrinJ�.
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TZo ÀatV PachineG Zith 1 cuttinJ eGJe. 5eYolution ratio 2:1 to the Pain VpinGle.

TECHNICAL INFORMATION

)our ÀatV PachineG Zith 2 cuttinJ eGJeV. 5eYolution ratio 2:1 to the Pain VpinGle.

6i[ ÀatV PachineG Zith 3 cuttinJ eGJeV. 5eYolution ratio 2:1 to the Pain VpinGle.
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Form No. of inserts on the 
cutter

Ratio =
Tool:Spindel

Flats

1 1 : 1 not VuitaEle� heaYily conYe[

2
1

1 : 1
2 : 1

not VuitaEle� conYe[
Yery VuitaEle� little conYe[ 

3
2
1

1 : 1
1.5 : 1

3 : 1

not VuitaEle� conYe[
VuitaEle� conYe[
Yery VuitaEle� little concaYe

2
1

2 : 1
4 : 1

Yery VuitaEle� little conYe[
not VuitaEle� concaYe

3
2
1

1.66 : 1
2�5 : 1

5 : 1

VuitaEle� conYe[
Yery VuitaEle� little concaYe
not VuitaEle� concaYe

3
2

2 : 1
3 : 1

Yery VuitaEle� little conYe[
not VuitaEle� concaYe

4
2

2 : 1
4 : 1

Yery VuitaEle� little conYe[
not VuitaEle� concaYe

Material Grades vc sfm Feed rate
IPT

Al MG12 1600 - 3200 .00� - .00�
MV5� MG12 1600 - 3200 .00� - .00�
96Mn3E2� TI25 600 - 1600 .003 - .006

16Mn&r5�&�5 TI25 500 - 800 .002 - .00�

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Cutting data

Feed rate values only valid for turning process!
At grooving process the feed rate has to be reduced by 30 - 50 %, depending 
on the insert width! 

Example::
Cutter Ø 90 mm
SW 24 mm
Material: 6teel
vc   1�7� 6)M
fZ   .003 ,3T
3 ,nVertV� l   2:1
Flat length: 12 mm
Cycle time: ~ 2 Vec.

TECHNICAL INFORMATION
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Machine manufacturer Machine Polygon milling cutter Indexable inserts Z RPM max.

GilGePeiVter G'32 /3�1.G070.15.0� /31�.M.50.20 T135 2�3 13�000   
GilGePeiVter G'/25 /3�1.G070.15.0� /31�.M.50.20 T135 2�3 13�000   
GilGePeiVter GM20-6 /3�1.G0�6.25.0� /31�.M.50.20 T135 2�3 11�000   
GilGePeiVter GM26-6 /3�1.G0�0.16.0� /31�.M.50.20 T135 2�3 12�000   
GilGePeiVter GM35-6 /3�1.G09�.26.0� /31�.M.50.20 T135 2�3 10�000   
GilGePeiVter GM35-� /3�1.G0�6.25.0� /31�.M.50.20 T135 2�3 11�000   
GilGePeiVter GM35-� /3�1.G09�.26.0� /31�.M.50.20 T135 2�3 10�000   
GilGePeiVter GM�2-6 /3�1.G09�.26.0� /31�.M.50.20 T135 2�3 10�000   
GilGePeiVter GM&35 /3�1.G0�6.25.0� /31�.M.50.20 T135 2�3 11�000   
GilGePeiVter GM&35 /3�1.G09�.26.0� /31�.M.50.20 T135 2�3 10�000   
GilGePeiVter SPRINT32L /3�1.G090.22.0� /31�.M.50.20 T135 2�3 13�000   
GilGePeiVter SPRINT44L /3�1.G090.22.0� /31�.M.50.20 T135 2�3 13�000   
INDEX ABC 53�1.;090.27.0� 531�.M.50.20 T135 2�3 11�000   
INDEX ABC /3�1.;090.27.0� /31�.M.50.20 T135 2�3 11�000   
INDEX M625 53�1.;073.16.0� 131�.M.�0.20 T135 2�3 12�000
INDEX M625 53�1.;073.16.03 131�.M.�0.20 T135 3 12�000
1$.$M85$ WT250 /3�1.1090.16.0� 131�.M.�0.20 T135 2�3 11�000   
$lIreG H. 6ch�tte AF26 /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte AF26 /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte AF32 /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte AF32 /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte AF42 /3�1.611�.30.03 /31�.M.70.M0 T135 3 12�000   
$lIreG H. 6ch�tte AF42 /3�1.611�.30.02 /31�.M.70.M0 T135 2 12�000   
$lIreG H. 6ch�tte $G1� /3�1.607�.30.03 /31�.M.70.M0 T135 3 20�000   
$lIreG H. 6ch�tte $G1� /3�1.607�.30.02 /31�.M.70.M0 T135 2 20�000   
$lIreG H. 6ch�tte SE18 /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte SE18 /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte SF20 /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte SF20 /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte SF26L /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte SF26L /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte SF26S /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte SF26S /3�1.609�.30.03 /31�.M.70.M0 T135 3 15�000   
$lIreG H. 6ch�tte SF26S /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte SF26S /3�1.609�.30.02 /31�.M.70.M0 T135 2 15�000   
$lIreG H. 6ch�tte SF32 /3�1.611�.30.03 /31�.M.70.M0 T135 3 12�000   
$lIreG H. 6ch�tte SF32 /3�1.611�.30.02 /31�.M.70.M0 T135 2 12�000   
$lIreG H. 6ch�tte SF42 /3�1.611�.30.03 /31�.M.70.M0 T135 3 12�000   
$lIreG H. 6ch�tte SF42 /3�1.611�.30.02 /31�.M.70.M0 T135 2 12�000   
$lIreG H. 6ch�tte SF51 /3�1.611�.30.03 /31�.M.70.M0 T135 3 12�000   
$lIreG H. 6ch�tte SF51 /3�1.611�.30.02 /31�.M.70.M0 T135 2 12�000   
$lIreG H. 6ch�tte 6)67 /3�1.611�.30.03 /31�.M.70.M0 T135 3 12�000   
$lIreG H. 6ch�tte 6)67 /3�1.611�.30.02 /31�.M.70.M0 T135 2 12�000   
$lIreG H. 6ch�tte 6G1� /3�1.607�.30.03 /31�.M.70.M0 T135 3 20�000   
$lIreG H. 6ch�tte 6G1� /3�1.607�.30.02 /31�.M.70.M0 T135 2 20�000   
$lIreG H. 6ch�tte 6G20 /3�1.607�.30.03 /31�.M.70.M0 T135 3 20�000   
$lIreG H. 6ch�tte 6G20 /3�1.607�.30.02 /31�.M.70.M0 T135 2 20�000   

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

* reinforced pocket3olyJon cutter Ior Iurther PachineV upon reTueVt. 

MILLING CUTTER - SUMMARY
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Machine manufacturer Machine Polygon milling cutter Indexable inserts Z RPM max.

Star SR-20J /3�1.$060.13.0� 131�.M.�0.20 T135 3 13�000
TORNOS Deco13 /3�1.'0�0.16.0� 131�.M.�0.20 T135 2�3 12�000   
TORNOS Deco20 /3�1.'0�0.16.0� 131�.M.�0.20 T135 2�3 12�000   
TORNOS Deco26 /3�1.'0�0.16.0� 131�.M.�0.20 T135 2�3 12�000   
TORNOS Deco2000 /3�1.'0�0.16.0� 131�.M.�0.20 T135 2�3 12�000   
TORNOS Multi-'eco /3�1.'0�6.25.0� /31�.M.50... 3 11�000
TORNOS 'eco 7�10 /M275.'0�0.10.0� /6275.M.13.M0 T,25 3 15�000
TORNOS 'eco 7�10 5M275.'0�0.10.0� 56275.M.13.M0 T,25 3 15�000
TRAUB T1/12-7 5M275.T06�.33.03 56275.M.13.M0T135 3 13�000   
TRAUB T1/12-7 /3�1.T069.12.0� 131�.M.�0.20 T135 2�3 13�000   
TRAUB TNL26 /3�1.T069.12.0� 131�.M.�0.20 T135 2�3 13�000   
TRAUB T1.36 /3�1.T069.12.0� 131�.M.�0.20 T135 2�3 13�000   

TRAUB T1/12-7�T1/26�
T1.36 /3�1.T069.12.0� 131�.M.�0.20 T135 2�3 13�000

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

MILLING CUTTER - SUMMARY

* reinforced pocket3olyJon cutter Ior Iurther PachineV upon reTueVt. 
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)or Iurther inIorPation� pleaVe contact H251 86$.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HORN - THE LEADERS IN GROOVING TECHNOLOGY

6:,66 T851,1G

HORN - INTELLIGENT TOOL DESIGN AT WORK.

THE TEAM APPROACH

Specialized toolholders from HORN bring innovative high
perIorPance VolutionV to VZiVV Vtyle PachininJ.

HORN Supermini® is a highly developed system for machining 
oI VPall internal IeatureV Vuch aV EoreV� JrooYeV anG threaGV. 
Supermini® also includes fully engineered broaching capabilities 
Ior VlotV� keyZayV anG VplineV.
HORN hiJh perIorPance e[ternal JrooYinJ� turninJ anG part 
oII VyVtePV 26� anG 27� incluGe holGerV Vpeci¿cally tailoreG Ior 
VZiVV Pachine applicationV.
HORN 300 series milling tools and polygon turning tools provide 
eI¿cient anG econoPical VolutionV to JeneratinJ a Yariety oI croVV 
VectionV IroP rounG Ear.
The Pore GiI¿cult the Paterial� the Jreater the aGYantaJe JaineG 
with HORN.
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

THREAD WHIRLING 

Thread whirling for Swiss type machines

,n orGer to PanuIacture accurate cuVtoPer Vpeci¿c pro¿leV� coPplete threaG
form data is required.

Indexable carbide inserts for Whirling Heads

Insert type 314 widths from 5.4 / 6.5 / 7.5 mm

Two starts One start

Insert type S302 widths from 4.4 / 5.4 / 6.1 mm

Two starts
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

WHIRLING HEAD type M302

Monobloc System:
means maximum precision and rigidity

Other combinations are available upon request.
Please contact HORN USA for further details.
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Part number *Center of form Z Ds d h d2 Insert Machine / unit Type

Standard tools (ex stock)

L389.D014.40.06 12.750 6 14.0 57.2 21.0 40.000 314 Tornos DECO 2000/20a A

M302.T025.54.06 11.000 6 25.0 106.0 24.1 53.975 S302 Traub TNL 26 / Front unit A
M302.T010.37.06 6.700 6 10.0 73.55 16.5 36.990 S302 Traub TNL 12 / Front unit A

M302.C012.33.06 8.000 6 12.0 46.9 15.5 33.000 S302 Citizen L20/M20/M32 /
Whirling unit BTW-1000 A

M302.C012.40.06 11.000 6 12.0 46.0 17.0 40.000 S302

Citizen Cincom M16 /
Whirling unit PCM: MSW-101
Whirling unit PCM: LSW-215-1000

Nexturn SA20 / SA32 /
Whirling unit PCM: NESA-32-SWG15

B

M302.A012.40.06 6.575 6 12.0 47.0 17.5 40.000 S302 Star SV/SR20/ECAS20 /
Whirling unit 42173

A

M302.W012.36.06 8.500 6 12.0 43.8 21.5 32.000 S302 Device WTO TN762004 /
Whirling unit WTO TN762004 A

M302.C112.40.06 10.000 6 12 46.0 15.5 40.000 S302 Citizen - Jarvis /
LTR-0128/-0132/-0139/-0168/-0183 B

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Dimensions in mmThe center of form depends on the individual insert.

MONOBLOC SYSTEM

Type A Type B

Further sizes upon request

WHIRLING HEAD

L389 / M302
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

WHIRLING HEAD type M302

Clamping nut

Cutter body

Basic holder

Driving pins

Modular Tooling System:
The solution for tool changes on machines with limitted handling space. The basic holder will 
remain on the machine while the cutter body is removed with the clamping nut.
The indexable inserts can now be changed outside the machine without interference.

Other combinations are available upon request.
Please contact HORN USA for further details.
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Part number *Center of form Z Ds d h d2 Insert Type of machine

Standard tools (ex stock)

M302.AM12.40.06 11.9
6

12 47 (52) 20,7 40 S302 Star SV12/20ECAS20
M302.DM11.0.40.06 7.8 11 60 20,5 40 S302 Tornos Deco 2000/13a/20
M302.AM12.T.40.06 5.0 12 60 17,0 40 S302 Star SR20III

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Basic holder

Dimensions in mmThe center of form depends on the individual insert.

Further sizes upon request

WHIRLING HEAD type M302

MODULAR TOOLING SYSTEM M302
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

REQUEST GUIDELINE

Cutting location Turning direction of whirling unit

Y-axis

Turning direction of bar

1 3

2

4

Machine specifications

Machine manufacturer

Model number of machine

Whirling unit manufacturer

Model number of whriling unit

Y-axis □ \eV □ nR

High pressure coolant □ \eV □ nR

Turning direction of whirling unit □   5       □   6

Turning direction of bar □   7        □   8

Cutting location □   1   □   2   □   3   □   4 

Material

6SeFi¿FDtiRn (',1)

Bar diameter Ø

Thread

3rR¿Oe GrDZinJ

One start

Two starts

5 6 7 8
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING and THREAD MILLING 

System DC

ā Thread milling partial profile
ā Thread milling full profile
· Groove milling
· Chamfer milling
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCG.3.M1.025.2.1.03 M1 0.75

3

0.25 0.70

3

0.33

34

3

22

Ÿ

DCG.3.M11.025.2.1.03 M1.1 0.75 0.25 0.75 0.40 3 Ÿ

DCG.3.M12.025.2.1.03 M1.2 0.90 0.25 0.80 0.43 3 Ÿ

DCG.3.M14.025.2.1.03 M1.4 1.10 0.30 1.00 0.43 4 Ÿ

DCG.3.M16.035.2.1.03 M1.6 1.20 0.35 1.10 0.53 4 Ÿ

DCG.3.M18.035.2.1.03 M1.8 1.50 0.35 1.30 0.73 4 Ÿ

DCG.3.M2.040.2.1.03 M2 1.70 0.40 1.50 0.93 6 Ÿ

DCG.3.M22.045.2.1.03 M2.2 1.90 0.45 1.70 1.13 6 Ÿ

DCG.3.M25.045.2.1.03 M2.5 2.20 0.45 2.00 1.30 8 Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCGMetric ISO-thread DIN13-20 Partial profile

DC THREAD MILLING CUTTER Partial profile

Thread M1 - M2.5
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P Pmax d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCG.3.M3.025.2.1.04
M3 2.4 3

0.25 0.25
2.0 4

1.45
39 8 22

ǻ Ÿ

DCG.3.M3.035.2.1.04 0.35 0.35 1.35 ǻ Ÿ

DCG.3.M3.050.2.1.04 0.50 0.50 1.20 ǻ Ÿ

DCG.3.M35.050.2.1.04 M3.5 2.7 3 0.50 0.60 2.3 4 1.35 39 8 22 ǻ Ÿ

DCG.3.M4.070.3.1.06 M4 3.3 3 0.70 0.75 2.8 6 1.70 50 10 36 ǻ Ÿ

DCG.3.M5.050.3.1.06
M5 4.2 3

0.50 0.75
3.6 6

2.50
50 10 36

ǻ Ÿ

DCG.3.M5.080.3.1.06 0.80 1.00 2.20 ǻ Ÿ

DCG.4.M6.100.3.1.06
M6 5.0 4 1.00 1.25 4.3 6 2.40 63

10
40

ǻ Ÿ

DCG.4.M6.100.5.1.06 16 ǻ Ÿ

DCG.4.M8.075.5.1.08

M8-M10 6.5 4

0.75 1.00

5.5 8

3.85 63 16 40 ǻ Ÿ

DCG.4.M8.075.6.1.08 0.75 1.00 3.85 63 20 36 ǻ Ÿ

DCG.4.M8.075.7.1.08 0.75 1.00 3.85 77 25 40 ǻ Ÿ

DCG.4.M8.125.6.1.08 1.25 1.50 3.40 63 20 36 ǻ Ÿ

DCG.4.M8.125.8.1.08 1.25 1.50 3.40 77 30 40 ǻ Ÿ

DCG.4.M10.150.6.1.08
M10-M12 8.0 4 1.50 1.75 6.8 8 4.10

63 20 36 ǻ Ÿ

DCG.4.M10.150.8.1.08 77 30 40 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCG

DC THREAD MILLING CUTTER Partial profile

Metric ISO-thread DIN13-20 Partial profile

Thread M3 - M12
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCG.3.M3.035.2.2.04
M3 2.4 3

0.35
2.0 4

1.40
39 8 22

ǻ Ÿ

DCG.3.M3.050.2.2.04 0.50 1.25 ǻ Ÿ

DCG.3.M35.060.2.2.04 M3.5 2.7 3 0.60 2.3 4 1.80 39 9 22 ǻ Ÿ

DCG.3.M4.050.3.2.06
M4 3.3 3

0.50
2.8 6

2.50
50 10 36

ǻ Ÿ

DCG.3.M4.070.3.2.06 0.70 1.90 ǻ Ÿ

DCG.3.M5.050.3.2.06
M5 4.2 3

0.50
3.6 6

2.85
50 10 36

ǻ Ÿ

DCG.3.M5.080.3.2.06 0.80 2.50 ǻ Ÿ

DCG.4.M6.075.5.2.06
M6 5.0 4

0.75
4.2 6

3.10
63 16 40

ǻ Ÿ

DCG.4.M6.100.5.2.06 1.00 2.80 ǻ Ÿ

DCG.4.M8.100.5.2.08
M8 6.5 4

1.00
5.5 8

4.00
63 16 40

ǻ Ÿ

DCG.4.M8.125.5.2.08 1.25 3.70 ǻ Ÿ

DCG.4.M10.075.6.2.08

M10 8.0 4

0.75

6.8 8

5.60 63 20 36 ǻ Ÿ

DCG.4.M10.100.6.2.08 1.00 5.40 63 20 36 ǻ Ÿ

DCG.4.M10.100.7.2.08 1.00 5.40 77 25 40 ǻ Ÿ

DCG.4.M10.150.3.2.08 1.50 4.70 63 12 40 Ÿ

DCG.4.M10.150.6.2.08 1.50 4.70 63 20 36 ǻ Ÿ

DCG.4.M12.100.6.2.10

M12 10.0 4

1.00

8.0 10

6.30 63 20 36 ǻ Ÿ

DCG.4.M12.125.8.2.10 1.25 6.10 77 30 40 ǻ Ÿ

DCG.4.M12.175.6.2.10 1.75 5.50 63 20 36 ǻ Ÿ

DCG.4.M12.175.8.2.10 1.75 5.50 77 30 40 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCGMetric ISO-thread DIN13-20 Full profile

DC THREAD MILLING CUTTER Full profile

Thread M3 - M12
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P d1 d2 l1 l3 l 4  

M
G

12

S
T3

5

DCG.3.60.540.2.04 #5 -  40 UNC 2.4 3 0.635 2.0 4 39 8 22 ǻ Ÿ

DCG.3.60.544.2.04 #5 -  44 UNF 2.5 3 0.577 2.0 4 39 8 22 ǻ Ÿ

DCG.3.60.632.2.04 #6 -  32UNC # 8 -  32UNC 2.6 3 0.794 2.2 4 39 8 22 ǻ Ÿ

DCG.3.60.640.2.04 #6 -  40 UNF 2.8 3 0.635 2.3 4 39 8 22 ǻ Ÿ

DCG.3.60.836.3.06 #8 -  36 UNF 3.4 3 0.706 2.5 6 50 10 36 ǻ Ÿ

DCG.3.60.1024.3.06 #10 -  24UNC # 12 -  24UNC 3.6 3 1.058 2.9 6 50 10 36 ǻ Ÿ

DCG.4.60.1420.3.06 1/4' ' -  20 UNC 4.9 4 1.270 3.5 6 63 10 40 ǻ Ÿ

DCG.4.60.1428.3.06 1/4' ' -  28 UNF 5.3 4 0.907 3.5 6 63 10 40 Ÿ

DCG.4.60.51618.3.06 5/16' ' -  18 UNC 6.4 4 1.411 4.2 6 63 10 40 ǻ Ÿ

DCG.4.60.3816.7.08 3/8' ' -  16 UNC 7.8 4 1.588 5.5 8 77 25 40 Ÿ

DCG.4.60.71614.7.08 7/16' ' -  14 UNC 9.1 4 1.814 6.8 8 77 25 40 ǻ Ÿ

DCG.4.60.71620.7.08 7/16' ' -  20 UNF 9.1 4 1.270 7.2 8 77 30 40 ǻ Ÿ

DCG.4.60.1213.7.08 1/2' ' -  13 UNC 10.5 4 1.953 7.9 8 77 30 40 ǻ Ÿ

Ÿ on stock   ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCG

DC THREAD MILLING CUTTER Unified

American Unified thread UNF / UNC / UNEF

Thread #5 -  40 
7/16' ' -  20 
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P d1 d2 l1 l3 l 4

M
G

12

S
T3

5

DCG.3.55.1840.2.04 1/8'' - 40 BSW 2.3 3 0.635 2.0 4 39 8 22 ǻ Ÿ

DCG.3.55.53232.2.04 5/32'' - 32 BSW 2.9 3 0.794 2.3 4 39 8 22 ǻ Ÿ

DCG.3.55.31624.3.06 3/16'' - 24 BSW 3.4 3 1.058 2.8 6 50 10 36 ǻ Ÿ

DCG.3.55.31632.3.06 3/16'' - 32 BSF 3.7 3 0.794 2.8 6 50 10 36 ǻ Ÿ

DCG.3.55.73224.3.06 7/32'' - 24 BSW 4.2 3 1.058 3.6 6 50 10 36 ǻ Ÿ

DCG.3.55.73228.3.06 7/32'' - 28 BSF 4.3 3 0.907 3.6 6 50 10 36 ǻ Ÿ

DCG.3.55.1420.5.06 1/4'' - 20 BSW 4.7 3 1.270 4.0 6 63 16 40 ǻ Ÿ

DCG.3.55.1426.5.06 1/4'' - 26 BSF 5.0 3 0.977 4.2 6 63 16 40 ǻ Ÿ

DCG.4.55.93226.5.06 9/32'' - 26 BSF 5.8 4 0.977 5.0 6 63 16 40 ǻ Ÿ

DCG.4.55.51618.5.06 5/16'' - 18 BSW 6.1 4 1.411 5.2 6 63 16 40 ǻ Ÿ

DCG.4.55.51622.5.08 5/16'' - 22 BSF 6.4 4 1.155 5.3 8 63 16 40 ǻ Ÿ

DCG.4.55.3816.5.08 3/8'' - 16 BSW 7.4 4 1.588 6.3 8 63 16 40 ǻ Ÿ

DCG.4.55.3820.5.08 3/8'' - 20 BSF 7.8 4 1.270 6.5 8 63 16 40 ǻ Ÿ

DCG.4.55.71614.5.08
7/16'' - 14 BSW 8.7 4 1.814 7.2 8

63 16
40

ǻ Ÿ

DCG.4.55.71614.7.08 77 25 ǻ Ÿ

DCG.4.55.71618.5.08
7/16'' - 18 BSF 9.3 4 1.411 7.5 8

63 16
40

ǻ Ÿ

DCG.4.55.71618.7.08 77 25 ǻ Ÿ

DCG.4.55.1212.6.10
1/2'' - 12 BSW 9.9 4 2.117 8.5 10

63 20
40

ǻ Ÿ

DCG.4.55.1212.8.10 77 30 ǻ Ÿ

DCG.4.55.1216.6.10
1/2'' - 16 BSF 10.6 4 1.588 9.5 10

63 20
40

ǻ Ÿ

DCG.4.55.1216.8.10 77 30 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCGWhitworth thread �medium class� BSW / BSF

DC THREAD MILLING CUTTER Whitworth

Thread 1/8''-1/2''

L6
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Dimensions in mm Carbide grades

Part number Thread Dmin Z P d1 d2 l1 l3 l 4

M
G

12

S
T3

5

DCG.4.55.G116.5.06 G 1/16'' 6.5

4

0.91 5.5 6 63 16 40 ǻ Ÿ

DCG.4.55.G18.5.08 G 1/8'' 8.5 0.91 6.6 8 63 16 40 ǻ Ÿ

DCG.4.55.G14.6.10 G 1/4'' 11.4 1.34 9.5 10 63 20 36 ǻ Ÿ

DCG.4.55.G38.8.10 G 3/8'' 14.9 1.34 11.8 12 77 30 40 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCG

DC THREAD MILLING CUTTER Whitworth

Whitworth pipe thread

Thread G 1/16''-3/8''
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Dimensions in mm Carbide grades

Part number Z w tmax r d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCR.3.40.10.05.1.06 3 1.0 0.5 0.50 4 6 2.75 50 4 36 ǻ Ÿ

DCR.3.60.10.05.1.06
3

1.0
1.0

0.50
6 6 3.70

50 4 36 ǻ Ÿ

DCR.3.60.10.05.2.06 1.0 0.50 63 6 40 ǻ Ÿ

DCR.3.60.15.75.2.06 1.5 0.75 63 6 40 ǻ Ÿ

DCR.4.80.15.75.3.08

4

1.5

1.5

0.75

8 8 4.60 63

8

40

ǻ Ÿ

DCR.4.80.20.10.3.08 2.0 1.00 8 ǻ Ÿ

DCR.4.80.15.75.5.08 1.5 0.75 16 ǻ Ÿ

DCR.4.80.20.10.5.08 2.0 1.00 16 ǻ Ÿ

DCR.4.100.10.05.6.10

4

1.0

2.0

0.50

10 10 5.50 77 20 55

ǻ Ÿ

DCR.4.100.15.75.6.10 1.5 0.75 ǻ Ÿ

DCR.4.100.20.10.6.10 2.0 1.00 ǻ Ÿ

DCR.4.100.25.12.6.10 2.5 1.25 ǻ Ÿ

DCR.4.100.30.15.6.10 3.0 1.50 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCRGroove milling

DC GROOVE MILLING CUTTER Full radius

Cutting edge Ø
Full radius
Depth of groove

.157 - .39�Ǝ ��.0 - 10.0 PP�
.020 - .059Ǝ �0.5 - 1.5 PP�
.020 - .079Ǝ �0.5 - 2.0 PP�

L8
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Dimensions in mm Carbide grades

Part number Z w tmax r d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCN.3.40.05.00.1.06
3

0.5
0.5 - 4 6 2.8 50 4 36

ǻ Ÿ

DCN.3.40.10.00.1.06 1.0 ǻ Ÿ

DCN.3.60.10.00.1.06
3

1.0
1.0

-
6 6 3.7

50 4 36 ǻ Ÿ

DCN.3.60.10.00.2.06 1.0 - 63 6 40 ǻ Ÿ

DCN.3.60.15.15.2.06 1.5 0.15 63 6 40 ǻ Ÿ

DCN.4.80.15.15.3.08

4

1.5

1.5 0.15 8 8 4.6 63

8

40

ǻ Ÿ

DCN.4.80.20.15.3.08 2.0 8 ǻ Ÿ

DCN.4.80.15.15.5.08 1.5 16 ǻ Ÿ

DCN.4.80.20.15.5.08 2.0 16 ǻ Ÿ

DCN.4.100.10.00.6.10

4

1.0

2.0

-

10 10 5.5 77 20 50

ǻ Ÿ

DCN.4.100.15.00.6.10 1.5 - ǻ Ÿ

DCN.4.100.20.15.6.10 2.0 0.15 ǻ Ÿ

DCN.4.100.25.15.6.10 2.5 0.15 ǻ Ÿ

DCN.4.100.30.15.6.10 3.0 0.15 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCN

DC GROOVE MILLING CUTTER

Groove milling

Cutting edge Ø
Width of groove
Depth of groove

.157 - .39�Ǝ ��.0 - 10.0 PP�
.020 - .11�Ǝ �0.5 - 3.0 PP�
.020 - .079Ǝ �0.5 - 2.0 PP�
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Dimensions in mm Carbide grades

Part number Z w tmax d1 d2 d3 l1 l3  

M
G

12

A
S

45

DCX.6.20.150.2.05.10
6

1.5
7 20 10 5 63 6

Ÿ

DCX.6.20.200.2.05.10 2.0 Ÿ

DCX.6.20.250.2.05.10 2.5 Ÿ

DCX.6.25.150.2.06.10
6

1.5
9 25 10 6 63 6

Ÿ

DCX.6.25.200.2.06.10 2.0 Ÿ

DCX.6.25.250.2.06.10 2.5 Ÿ

DCX.6.30.150.4.07.12

6

1.5

11 30 12 7 80 9

Ÿ

DCX.6.30.200.4.07.12 2.0 Ÿ

DCX.6.30.250.4.07.12 2.5 Ÿ

DCX.6.30.300.4.07.12 3.0 Ÿ

DCX.6.35.150.4.08.12

6

1.5

13 35 12 8 80 11

Ÿ

DCX.6.35.200.4.08.12 2.0 Ÿ

DCX.6.35.250.4.08.12 2.5 Ÿ

DCX.6.35.300.4.08.12 3.0 Ÿ

DCX.8.40.150.4.09.12

8

1.5

15 40 12 9 80 11

Ÿ

DCX.8.40.200.4.09.12 2.0 Ÿ

DCX.8.40.250.4.09.12 2.5 Ÿ

DCX.8.40.300.4.09.12 3.0 Ÿ

Ÿ on stock   ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCXGroove milling

DC GROOVE MILLING CUTTER

Cutting edge Ø
Width of groove
Depth of groove

.7�7 - 1.575Ǝ �20.0 - �0.0 PP�
.059 - .11�Ǝ �1.5 - 3.0 PP�

.276 - .591Ǝ �7.0 - 15.0 PP�
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Dimensions in mm Carbide grades

Part number Z w Chamfer tmax d1 d2 d3 l1 l3 l 4

M
G

12

S
T3

5

DCF.3.20.4545.1.04 3 0.2 45° 0.30 2.0 4 1.25 39 4 22 ǻ Ÿ

DCF.3.30.4545.2.04 3 0.2 45° 0.30 3.0 4 2.10 39 6 22 ǻ Ÿ

DCF.3.40.4545.3.06 3 0.2 45° 0.75 4.0 6 2.20 50 8 36 ǻ Ÿ

DCF.3.50.4545.3.06 3 0.2 45° 1.00 5.0 6 2.70 50 10 36 ǻ Ÿ

DCF.3.60.4545.5.06
3 0.2 45° 1.50 6.0 6 2.80 63

16
40

ǻ Ÿ

DCF.3.60.4545.6.06 20 ǻ Ÿ

DCF.3.75.4545.6.08
3 0.2 45° 1.50 7.5 8 4.10

63 20
40

ǻ Ÿ

DCF.3.75.4545.8.08 77 30 ǻ Ÿ

DCF.4.75.4545.8.08 4 0.2 45° 1.50 7.5 8 4.10 77 30 40 ǻ Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DCF

DC CHAMFER MILLING CUTTER

Chamfer milling

Cutting edge Ø
Width of chamfer
Size of chamfer

.079 - .295Ǝ �2.0 - 7.5 PP�
45°

.012 - .059Ǝ �0.3 - 1.5 PP�
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Material
Hardness
Brinell
�H%�

Cutting speed vc

Feed/tooth fz

MG12 ST35

P
Carbon steel

0.2% C 140 180 - 250

0.01 - 0.03

0,4% C 180 160 - 220

0,6% C 200 140 - 200

Alloyed steel

annealed 180

150 - 200quenched 280

quenched 350

high alloyed steel
�!5��

annealed 200
100 - 140

hardened -

Cast steel
unalloyed 180

130 - 170
alloyed 220

M
Stainless steel

martensitic, ferritic 200
90 -150 0.02

austenitic 180

K
Grey cast iron

low tensile strength 180
190 - 230

0.01 - 0.03

high tensile 
strength 250

Spheroidal graphite 
cast iron

ferritic 160
160 - 220

perlitic 250

Malleable cast iron
ferritic 125

160 - 220
perlitic 225

N
Al-alloys

not heat treatable 30-80
up to max.

0.02 - 0.04

heat treatable 80-120

Al-cast-alloy
not heat treatable 80

200 - 600
heat treatable 100

Copper-alloys
not heat treatable 90

200 - 400
heat treatable 100

S
Heat resistant alloy
�)e�

annealed 200
60 - 120

0.01 - 0.02
hardened 275

Heat resistant alloy
�1i. &o�

annealed 250
30 - 90

hardened 350

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Standard values for cutting speeds vc and Feed/tooth fz

CUTTING DATA

L12
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TECHNICAL INSTRUCTIONS

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

Select the shortest possible clamping device and milling 
shank, to control the runout tolerance of the tools.
Large cutting widths in combination with long overhangs 
reTuire Vpeci¿c PanuIacturinJ PethoGV Vuch aV GiYiGinJ 
the cutting width to achieve the best possible cutting 
result due to reduced cutting forces.

When using a large diameter cutter, whose relationship 
is close to the bore diameter, manufacturing cycletime 
can be reduced, due to the smaller center of rotation and 
higher feed rates. Many times the rotation of the milling 
cutter center Zill Ee Ge¿neG Ey the paraPeterV oI the 
workpiece and the whole application setup.

HCT 
(HORN Circular Technology)
- safe and fast -
Your cutting data for groove milling by circular 
interpolation of internal and external grooves 
as well as groove milling of linear grooves.
System requirements from Windows 95. 
Available on CD-ROM.

Feed rates and time calculation

Overhang of the milling cutter

Diameter of the milling cutter

BASIC RECOMMENDATIONS

:ith H251 threaG PillinJ inVertV the threaG pro¿le iV 
JenerateG in one Iull cut to the pro¿le Gepth oI the threaG. 
This produces threads with minimal taper especially in 
high alloyed steels.
In blind holes it is recommended to mill from the bottom 
to the top. Otherwise there is the risk of damaging the 
tool because of milling into chips at the bottom of the 
blind hole.
A general recommendation for thread milling:
The milling cutter diameter should not exceed 70% of the 
minor diameter of the thread. Otherwise recutting of the 
pro¿le occurV Zhich coulG ErinJ the Zhole threaG out oI 
tolerance.

Thread milling

 L13
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

5aPp anJle ! �5�

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

Milling direction

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

Milling entry into the workpiece

TECHNICAL INSTRUCTIONS

L14
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Specification

AT    � >(5 � Dr)2 - 52] mm2

L = 
� � 2r � ĳ� 

mm360�
t =

A T

      n � ] � $z

min

A Z    / � Km mm2

s'2= s'1
5 � Dr    mm/min

             5 - r � Dr

s'1=
� � 2 (5-r�Dr) mm/min

                t

CRV >180� - ĳ�@   
r2 � >5 � Dr - r]2 - 52

180� -  ĳ�            ĳ�
2r >5 � Dr - r]

Feed rate

6SeFi¿FDtiRn

HCT (HORN Circular Technology)
- safe and fast -
Your cutting data for groove milling by circular interpolation of internal and external grooves as well as groove milling 
of linear grooves. System requirements from Windows 95. Available on CD-ROM.

Area of chip

Length of cut

Area of groove section

7ime IRr FXt (IRr $T)

Feed rate of tool centre

Feed rate of tool tip

MILLING OF AN INTERNAL GROOVE

GROOVE MILLING by circular interpolation 

s' vf

5eYROXtiRnV n n

Feed/tooth sz fz

Number of teeth z z

medium thickness of chip hm hm

radial depth of cut ar ae

ISO
6SeFi¿FDtiRn 6SeFi¿FDtiRn

ISO
6SeFi¿FDtiRn

Feed rate of tool centre

Feed rate of tool tip

5DGiXV RI FXtter r r

5DGiXV RI ZRrNSieFe 5 5

s‘1 vf 3

s‘2 vf2
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FORMULAS

Z = Number of teeth

d = Cutting edge Ø [mm]

n = 
vc � 1000

[1/min] >RPM]          G � �n = Revolutions

vc = 
G� � � n   

[m/min]  / .3048 = sfm          1000 vc = Cutting speed

fz =
vf

       = � n   [mm] / 25.4 = inchfz = Feed/tooth

vf = fz � = � n  >PP�Pin@  � 25.�   inch�Pinvf = Feed rate

f = Feed per revolutions

Notes

f = fz � =  >PP�8@ >mm/rev]
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DG

Milling system DG for

- Centre cutting and groove milling
- Chamfering and centering
- Copy milling
- High feed milling

 M1

M



Further sizes upon request Dimensions in mm

Spare parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details please see the technical data.

Part number Ds l1 l2 d1 d

MDG.10.0010.90.01.A 10 101.8 56.8 9.8 10
MDG.12.0012.90.01.A 12 114.3 59.3 11.7 12
MDG.16.0016.90.01.A 16 129.8 64.8 15.6 16
MDG.20.0020.90.01.A 20 150.3 70.3 19.5 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type MDG
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DGF
DGFF
DGH
DGK
DGM
DGR
DGRR

6hank 90� - Vhrink ¿t

M2

M



Further sizes upon request Dimensions in mm

Spare parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details please see the technical data.

Part number Ds l1 l2 d1 d

MDG.10.ST10.90.01.A
10 91.8

36.8
9.8

10
MDG.10.ST16.90.01.A 19.8 16
MDG.12.ST12.90.01.A

12
109.3 44.3

11.7
12

MDG.12.ST16.90.01.A 99.3 22.3 16
MDG.16.ST16.90.01.A

16
134.8 49.8

15.6
16

MDG.16.ST20.90.01.A 104.8 27.8 20
MDG.20.ST20.90.01.A

20
150.3 60.3

19.5
20

MDG.20.ST25.90.01.A 110.3 33.3 25

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type MDG
no coolant supply

for use with Cutting Insert

Type DGF
DGFF
DGH
DGK
DGM
DGR
DGRR

Material of shank: Steel

Shank 90° - not recommended for shrinking

 M3

M



Further sizes upon request Dimensions in mm

Spare parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details please see the technical data.

Part number Ds l1 l2 l3 d1 d

MDG.10.0012.87.01.A 10 85 19.7 22 9.8 12
MDG.12.0016.87.01.A 12 100 23.1 42 11.7 16
MDG.16.0020.87.01.A 16 100 29.6 43 15.6 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type MDG
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DGF
DGFF
DGH
DGK
DGM
DGR
DGRR

6hank �7� - Vhrink ¿t

M4

M



Further sizes upon request Dimensions in mm

Spare parts
Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details please see the technical data.

Part number Ds l1 l2 l3 d1 d

MDG.10.0012.89.01.A 10 115 23.5 50 9.8 12
MDG.12.0016.89.01.A 12 140 28.8 50 11.7 16
MDG.16.0020.89.01.A 16 160 37.2 75 15.6 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type MDG
no coolant supply

for use with Cutting Insert

Type DGF
DGFF
DGH
DGK
DGM
DGR
DGRR

Material of shank: Carbide

6hank �9� - Vhrink ¿t

 M5
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Dimensions in inch Carbide grades

Part number System Z Ds d r l l3

S
T3

P

A
N

2P

DGK.2.10.1000.00
DG10

2
.394 .386 .197 .217 .661

ǻ

DGK.4.10.1000.00 4 ǻ

DGK.2.12.1200.00
DG12

2
.472 .461 .236 .256 .760

ǻ

DGK.4.12.1200.00 4 ǻ

DGK.2.16.1600.00
DG16

2
.630 .614 .315 .335 .976

ǻ

DGK.4.16.1600.00 4 ǻ

DGK.2.20.2000.00
DG20

2
.787 .768 .394 .472 1.193

ǻ

DGK.4.20.2000.00 4 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DGK

COPY MILLING

for use with Milling shank

Type MDG

Picture = right hand cutting version

Ballnose milling head 180°

face cutting edge
cutting across centre

M6

M



Dimensions in inch Carbide grades

Part number System Z Ds d r l l3

S
T3

P

A
N

2P

DGM.7.10.1000.02.0
DG10 7 .394 .386

.008
.217 .661

ǻ

DGM.7.10.1000.10.0 .039 ǻ

DGM.7.12.1200.02.0
DG12 7 .472 .461

.008
.256 .760

ǻ

DGM.7.12.1200.10.0 .039 ǻ

DGM.9.16.1600.02.0
DG16 9 .630 .614

.008
.354 .976

ǻ

DGM.9.16.1600.10.0 .039 ǻ

DGM.9.20.2000.02.0
DG20 9 .787 .768

.008
.433 1.193

ǻ

DGM.9.20.2000.10.0 .039 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CORNER and GROOVE MILLING

CUTTING INSERT Type DGM

for use with Milling shank

Type MDG

Picture = right hand cutting version

Pultiple ÀuteG

face cutting edge
not cutting across centre
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Dimensions in inch Carbide grades

Part number System Z Ds d l l3 b

S
T3

P

A
N

2P

DGF.3.10.1000.02.00 DG10 3 .394 .386 .217 .661 .008 ǻ

DGF.3.12.1200.02.00 DG12 3 .472 .461 .256 .760 .008 ǻ

DGF.4.16.1600.02.00 DG16 4 .630 .614 .335 .976 .008 ǻ

DGF.4.20.2000.03.00 DG20 4 .787 .768 .472 1.193 .010 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DGF

CORNER and GROOVE MILLING

for use with Milling shank

Type MDG

Picture = right hand cutting version

Cutting insert with corner chamfer

face cutting edge
cutting across centre

M8
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Dimensions in inch Carbide grades

Part number System Z Ds d r l l3

S
T3

P

A
N

2P

DGR.3.10.1000.05.00

DG10

3

.394 .386

.020

.217 .661

ǻ

DGR.3.10.1000.10.00 3 .039 ǻ

DGR.4.10.1000.05.00 4 .020 ǻ

DGR.4.10.1000.10.00 4 .039 ǻ

DGR.3.12.1200.05.00
DG12

3
.472 .461

.020
.256 .760

ǻ

DGR.4.12.1200.05.00 4 .020 ǻ

DGR.4.12.1200.10.00 4 .039 ǻ

DGR.5.16.1600.05.00

DG16 5 .630 .614

.020

.335 .976

ǻ

DGR.5.16.1600.10.00 .039 ǻ

DGR.5.16.1600.15.00 .059 ǻ

DGR.5.16.1600.20.00 .079 ǻ

DGR.5.20.2000.05.00

DG20 5 .787 .768

.020

.472 1.193

ǻ

DGR.5.20.2000.10.00 .039 ǻ

DGR.5.20.2000.15.00 .059 ǻ

DGR.5.20.2000.20.00 .079 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CORNER and GROOVE MILLING

CUTTING INSERT Type DGR

for use with Milling shank

Type MDG

Picture = right hand cutting version

Cutting insert with corner radius

face cutting edge
cutting across centre
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Dimensions in inch Carbide grades

Part number System Z Ds d l l3 b

S
T3

P

A
N

2P

DGRR.3.10.1000.00
DG10

3
.394 .386 .217 .661 .012

ǻ

DGRR.4.10.1000.00 4 ǻ

DGRR.3.12.1200.00
DG12

3
.472 .461 .256 .760 .020

ǻ

DGRR.4.12.1200.00 4 ǻ

DGRR.5.16.1600.00 DG16 5 .630 .614 .335 .976 .020 ǻ

DGRR.5.20.2000.00 DG20 5 .787 .768 .472 1.193 .020 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DGRR

ROUGHING ENDMILL

for use with Milling shank

Type MDG

Picture = right hand cutting version

Cutting insert with corner radius

face cutting edge
cutting across centre
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Dimensions in inch Carbide grades

Part number System Z Ds d l l3

S
T3

P

A
N

2P

DGFF.4.10.45.00 DG10 4 .394 .386 .177 .661 ǻ

DGFF.4.12.45.00 DG12 4 .472 .461 .217 .760 ǻ

DGFF.6.16.45.00 DG16 6 .630 .614 .295 .976 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

CUTTING INSERT Type DGFF

for use with Milling shank

Type MDG

Picture = right hand cutting version

Angle of chamfer 45 °

face cutting edge
not cutting across centre
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Dimensions in inch Carbide grades

Part number System Z Ds d r r2 rtheo l l3

S
T3

P

A
N

2P

DGH.4.10.1000.00 DG10 4 .394 .386 .020 .394 1.07 .028 .661 ǻ

DGH.4.12.1200.00 DG12 4 .472 .461 .020 .512 1.18 .031 .760 ǻ

DGH.4.16.1600.00 DG16 4 .630 .614 .031 .787 1.38 .039 .976 ǻ

DGH.4.20.2000.00 DG20 4 .787 .768 .031 .945 1.96 .047 1.193 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ƞ

ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S Ƞ

ŰŰŰ brazed/Cermet H Ƞ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DGH

HIGH FEED MILLING

for use with Milling shank

Type MDG

Picture = right hand cutting version

Cutting insert with corner radius

face cutting edge
cutting across centre

M12
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Material Hardness 
Brinell
(HB)

Shoulder milling
ap < 0.5 x Ds
ae < 0.3 x Ds

Shoulder milling
ap < 0.5 x Ds
ae < 1.0 x Ds

Groove milling
ap < 0.5 x Ds

Copy milling
ap < 0.02 x Ds

vc (ft/min) vc (ft/min) vc (ft/min) vc (ft/min)

P
Carbon steel

0.2% C 140 820 590 525 1150

0.4% C 180 720 525 460 1050

0.6% C 200 655 460 425 985

Alloyed steel
annealed 180

655 490 425 920
quenched 280

high alloyed steel(>5%)
annealed 200

460 330 295 590
hardened -

Cast steel
unalloyed 180

560 425 395 920
alloyed 220

M
Stainless steel

martensitic, ferritic 200
490 295 260 590

austenitic 180

K
Grey cast iron

low tensile strength 180
755 625 560 920

high tensile strength 250

Spheroidal graphite 
cast iron

ferritic 160
720 525 460 985

perlitic 250

Malleable cast iron
ferritic 125

720 525 460 1050
perlitic 225

N
Al-alloys

not heat treatable 30-80
up to max. up to max. up to max up to max.

heat treatable 80-120

Al-cast-alloy
not heat treatable 80

1970 655 590 1970
heat treatable 100

Copper-alloys
not heat treatable 90

1970 655 590 1970
heat treatable 100

S
Heat resistant alloy
(Fe)

annealed 200
260 200 164,04 260

hardened 275

Heat resistant alloy
(Ni, Co)

annealed 250 150 115
100 200

hardened 350 82 82

ap

ae= Ød

ap

ae

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

recommended cutting speeds

CUTTING DATA
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Shoulder milling
ae < 0.5 x Ds
ae < 0.3 x Ds

Shoulder milling
ap < 0.5 x Ds
ae < 1.0 x Ds

Groove milling
ap < 0.5 x Ds

Copy milling
ap < 0.02 x Ds

Ds (inch) fz (inch) fz (inch) fz (inch) fz (inch)

.394" .0024" .0016" .0012" .0051"

.472" .0035" .002" .0016" .0055"

.630" .0039" .0028" .0024" .0063"

.787" .0047" .0032" .0028" .0075"

System Torque for setting (Nm) Wrench size
SW

Combination wrench Torque wrench

Application Effective range for small series

DG10 12 8
S.DG1012

D.DG1001 D0525VK
5 - 25 Nm

D1050VK
10 - 50 Nm

DG12 18 10 D.DG1201

DG16 25 13
S.DG1620

D.DG1601 D20100VK
20 - 100 NmDG20 50 17 D.DG2001

ap

ae= Ød

ap

ae

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

recommeded feed rate

Torque for setting

Assembly instruction

1. Remove any dirt from the interface and seating surface of the milling cutter shank and cutting insert.
2. Grip milling cutter shank in jig.
3. Apply lubricant sparingly to thread, taper and seat surface of cutting insert.
4. Insert cutting insert into shank and clamp it manually according to mark.

Attention: risk of injury!
5. Tighten cutting insert in milling cutter shank with a torque wrench, using the recommended torque.

Note:
The use of lubricant reduces friction between cutting insert and tool holder. For optimum radial and axial run-out precision 
it is crucial that interfaces and seat surfaces are clean. Applying the recommended tightening torque for gripping cutting 
inVertV JuaranteeV the correct inVert ¿t.

CUTTING DATA
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Material Hardness 
Brinell
(HB)

Shoulder milling
ap < 0.5 x Ds
ae < 0.3 x Ds

Shoulder milling
ap < 0.5 x Ds
ae < 1.0 x Ds

Groove milling
ap < 0.5 x Ds

Copy milling
ap < 0.02 x Ds

vc (m/min) vc (m/min) vc (m/min) vc (m/min)

P
Carbon steel

0.2% C 140 250 180 160 350

0.4% C 180 220 160 140 320

0.6% C 200 200 140 130 300

Alloyed steel
annealed 180

200 150 130 280
quenched 280

high alloyed steel(>5%)
annealed 200

140 100 90 180
hardened -

Cast steel
unalloyed 180

170 130 120 280
alloyed 220

M
Stainless steel

martensitic, ferritic 200
150 90 80 180

austenitic 180

K
Grey cast iron

low tensile strength 180
230 190 170 280

high tensile strength 250

Spheroidal graphite 
cast iron

ferritic 160
220 160 140 300

perlitic 250

Malleable cast iron
ferritic 125

220 160 140 320
perlitic 225

N
Al-alloys

not heat treatable 30-80
up to max. up to max. up to max up to max.

heat treatable 80-120

Al-cast-alloy
not heat treatable 80

600 200 180 600
heat treatable 100

Copper-alloys
not heat treatable 90

600 200 180 600
heat treatable 100

S
Heat resistant alloy
(Fe)

annealed 200
80 60 50 80

hardened 275

Heat resistant alloy
(Ni, Co)

annealed 250 45 35
30 60

hardened 350 25 25

ap

ae= Ød

ap

ae

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

recommended cutting speeds

CUTTING DATA
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Shoulder milling
ae < 0.5 x Ds
ae < 0.3 x Ds

Shoulder milling
ap < 0.5 x Ds
ae < 1.0 x Ds

Groove milling
ap < 0.5 x Ds

Copy milling
ap < 0.02 x Ds

Ds (mm) fz (mm) fz (mm) fz (mm) fz (mm)

10 0,06 0,04 0,03 0,13

12 0,09 0,05 0,04 0,14

16 0,1 0,07 0,06 0,16

20 0,12 0,08 0,07 0,19

System Torque for setting (Nm) Wrench size
SW

Combination wrench Torque wrench

Application Effective range for small series

DG10 12 8
S.DG1012

D.DG1001 D0525VK
5 - 25 Nm

D1050VK
10 - 50 Nm

DG12 18 10 D.DG1201

DG16 25 13
S.DG1620

D.DG1601 D20100VK
20 - 100 NmDG20 50 17 D.DG2001

ap

ae= Ød

ap

ae

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

recommeded feed rate

Torque for setting

Assembly instruction

1. Remove any dirt from the interface and seating surface of the milling cutter shank and cutting insert.
2. Grip milling cutter shank in jig.
3. Apply lubricant sparingly to thread, taper and seat surface of cutting insert.
4. Insert cutting insert into shank and clamp it manually according to mark.

Attention: risk of injury!
5. Tighten cutting insert in milling cutter shank with a torque wrench, using the recommended torque.

Note:
The use of lubricant reduces friction between cutting insert and tool holder. For optimum radial and axial run-out precision 
it is crucial that interfaces and seat surfaces are clean. Applying the recommended tightening torque for gripping cutting 
inVertV JuaranteeV the correct inVert ¿t.

CUTTING DATA
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Multi-Milling DM-System 
Ɣ Corner and Groove Milling
Ɣ Chamfering
Ɣ Centering and Chamfering
Ɣ Copy Milling
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU008.0312.02A .315 3.615 .858 .303 .312 2.197
DMU008.0375.02A .315 3.615 .858 .303 .375 2.039
DMU008.0500.02A .315 4.008 1.055 .303 .500 2.236
DMU008.0625.02A .315 4.008 1.055 .303 .625 2.118

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU008
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM208

6hank 90� - Vhrink ¿t

M18
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM008.0008.02A 8 91.8 21.8 7.7 8 55.8
DM008.0010.02A 8 91.8 21.8 7.7 10 51.8
DM008.0012.02A 8 101.8 26.8 7.7 12 56.8
DM008.0016.02A 8 101.8 26.8 7.7 16 53.8

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM008
no coolant supply

for use with Cutting Insert

Type DM208

Material of shank: Carbide

6hank 90� - Vhrink ¿t

 M19

M



Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU008.ST31.01A .315 2.827 .858 .303 .312 1.409

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

MILLING SHANK Type DMU008
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM208

Shank 90° - not recommended for shrinking

M20
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM008.ST08.01A 8 71.8 21.8 7.7 8 35.8

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM008
no coolant supply

for use with Cutting Insert

Type DM208

Material of shank: Steel

Shank 90° - not recommended for shrinking
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DMU008.0375.87.02A .315 3.811 .616 .303 .375 2.236 87°
DMU008.0500.87.02A

.315
3.811 .616

.303 .500
2.039 87°

DMU008.0500.89.02A 4.992 .843 3.221 89°
DMU008.0625.87.02A

.315
4.992 .616

.303 .625
3.024 87°

DMU008.0625.89.02A 5.976 .843 4.008 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU008
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM208

6hank �7� - Vhrink ¿t

M22
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM08 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DM008.0010.87.02A 8 96.8 15.65 7.7 10 56.8 87°
DM008.0012.87.02A

8
96.8 15.65

7.7 12
51.8 87°

DM008.0012.89.02A 126.8 21.40 81.8 89°
DM008.0016.87.02A

8
126.8 15.65

7.7 16
76.8 87°

DM008.0016.89.02A 151.8 21.40 101.8 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM008
no coolant supply

for use with Cutting Insert

Type DM208

Material of shank: Carbide

6hank �7� - Vhrink ¿t
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.208.0080.00.00

.315 .303

-

.299 .465

Ÿ

DM.208.0080.02.00 .008 Ÿ

DM.208.0080.03.00 .012 Ÿ

DM.208.0080.04.00 .016 Ÿ

DM.208.0080.10.00 .039 Ÿ

DM.208.0080.16.00 .063 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM208

CORNER and GROOVE MILLING

for use with Milling shank

Type DM008

Picture = right hand cutting version

Width of groove from .315Ǝ

M24
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Dimensions in inch Carbide grades

Part number Ds d l l3 l 4 b

M
G

12

TH
35

DM.208.4545.00.00 .315 .303 .299 .465 .329 .039 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

CUTTING INSERT Type DM208

for use with Milling shank

Type DM008

Picture = right hand cutting version

Chamfering up to 3 x 45 °
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Dimensions in inch Carbide grades

Part number Ds d l2 l3 l 4

M
G

12

TH
35

DM.208.3045.00.00 .315 .303 .409 .465 .327 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM208

CENTERING and CHAMFERING

for use with Milling shank

Type DM008

Picture = right hand cutting version

Point angle 120° / 90°

M26
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.208.0080.40.00 .315 .303 .157 .295 .465 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

COPY MILLING

CUTTING INSERT Type DM208

for use with Milling shank

Type DM008

Picture = right hand cutting version

Copy radius r .157Ǝ
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU010.0375.02A .394 3.724 1.165 .378 .375 2.150
DMU010.0500.12A .394 4.118 1.165 .378 .500 2.347

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU010
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM210

6hank 90� - Vhrink ¿t

M28
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM010.0010.02A 10 94.6 29.6 9.6 10.0 54.6
DM010.0012.12A 10 104.6 29.6 9.6 12.0 59.6
DM010.0095.05A 10 124.6 34.6 9.6 9.5 84.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM010
no coolant supply

for use with Cutting Insert

Type DM210

Material of shank: Carbide

6hank 90� - Vhrink ¿t
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU010.ST37.01A .394 3.134 .969 .378 .375 1.559
DMU010.ST05.02A .394 3.331 1.165 .378 .500 1.559

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

MILLING SHANK Type DMU010
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM210

Shank 90° - not recommended for shrinking

M30
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM010.ST10.01A 10 79.6 24.6 9.6 10 39.6
DM010.ST12.02A 10 84.6 29.6 9.6 12 39.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM010
no coolant supply

for use with Cutting Insert

Type DM210

Material of shank: Steel

Shank 90° - not recommended for shrinking
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DMU010.0500.87.02A
.394

3.921 .764
.378 .500

2.150 87°
DMU010.0500.89.05A 5.102 1.063 3.331 89°
DMU010.0625.87.05A

.394
5.102 .764

.378 .625
3.213 87°

DMU010.0625.89.07A 6.087 1.063 4.197 89°
DMU010.0750.87.04A

.394
4.512 .764

.378 .750
2.543 87°

DMU010.0750.89.07A 6.874 1.063 4.906 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU010
no coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM210

6hank �7� - Vhrink ¿t
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM10 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DM010.0012.87.02A
10

99.6 19.4
9.6 12

54.6 87°
DM010.0012.89.05A 129.6 27.0 84.6 89°
DM010.0016.87.05A

10
129.6 19.4

9.6 16
81.6 87°

DM010.0016.89.07A 154.6 27.0 106.6 89°
DM010.0020.87.04A

10
114.6 19.4

9.6 20
64.6 87°

DM010.0020.89.07A 174.6 27.0 124.6 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM010
no coolant supply

for use with Cutting Insert

Type DM210

Material of shank: Carbide

6hank �7� - Vhrink ¿t
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.210.0100.00.00

.394 .382

-

.394 .575

Ÿ

DM.210.0100.03.00 .012 Ÿ

DM.210.0100.04.00 .016 Ÿ

DM.210.0100.10.00 .039 Ÿ

DM.210.0100.20.00 .079 Ÿ

DM.210.0100.30.00 .118 Ÿ

DM.210.0100.40.00 .157 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM210

CORNER and GROOVE MILLING

for use with Milling shank

Type DM010

Picture = right hand cutting version

Width of groove from .39�Ǝ

M34
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Dimensions in inch Carbide grades

Part number Ds d l l3 l 4 b

M
G

12

TH
35

DM.210.4545.00.00 .394 .382 .394 .575 .390 .039 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

CUTTING INSERT Type DM210

for use with Milling shank

Type DM010

Picture = right hand cutting version

Chamfering up to 4,5 x 45 °
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Dimensions in inch Carbide grades

Part number Ds d l2 l3 l 4

M
G

12

TH
35

DM.210.3045.00.00 .394 .382 .520 .575 .421 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM210

CENTERING and CHAMFERING

for use with Milling shank

Type DM010

Picture = right hand cutting version

Point angle 120° / 90°

M36
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.210.0100.50.00 .394 .382 .197 .433 .575 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

COPY MILLING

CUTTING INSERT Type DM210

for use with Milling shank

Type DM010

Picture = right hand cutting version

Copy radius r .197Ǝ
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU012.0500.02A .472 4.118 1.165 .453 .500 2.347

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU012
with through coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM212

6hank 90� - Vhrink ¿t
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM012.0012.02A 12 104.6 29.6 11.5 12 59.6
DM012.0016.04A 12 114.6 59.6 11.5 16 66.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM012
with through coolant supply

for use with Cutting Insert

Type DM212

Material of shank: Carbide

6hank 90� - Vhrink ¿t
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DMU012.ST05.02A .472 3.528 .969 .453 .500 1.756

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

MILLING SHANK Type DMU012
with through coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM212

Shank 90° - not recommended for shrinking

M40
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1

DM012.ST12.02A 12 89.6 24.6 11.5 12 44.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM012
with through coolant supply

for use with Cutting Insert

Type DM212

Material of shank: Steel

Shank 90° - not recommended for shrinking
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Further sizes upon request Dimensions in inch

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DMU012.0625.87.04A
.472

4.512 .799
.453 .625

2.622 87°
DMU012.0625.89.07A 6.087 1.177 4.197 89°
DMU012.0750.87.04A

.472
4.512 .799

.453 .750
2.543 87°

DMU012.0750.89.07A 6.874 1.177 4.906 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide

MILLING SHANK Type DMU012
with through coolant supply

for use with Cutting Insert

Type

GROOVE MILLING

DM212

6hank �7� - Vhrink ¿t
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Further sizes upon request Dimensions in mm

Spare parts
The clamping wrench and spare parts need to be ordered separately.
The cutting insert can only be exchanged by use of the correct clamping wrench S.DM12 (see page M50).

Part number Ds l1 l2 d1 d LH 1 Į

DM012.0016.87.04A
12

114.6 20.3
11.5 16

66.6 87°
DM012.0016.89.07A 154.6 29.9 106.6 89°
DM012.0020.87.04A

12
114.6 20.3

11.5 20
64.6 87°

DM012.0020.89.07A 174.6 29.9 124.6 89°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

GROOVE MILLING

MILLING SHANK Type DM012
with through coolant supply

for use with Cutting Insert

Type DM212

Material of shank: Carbide

6hank �7� - Vhrink ¿t
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.212.0120.00.00

.472 .433

-

.394 .575

Ÿ

DM.212.0120.03.00 .012 Ÿ

DM.212.0120.04.00 .016 Ÿ

DM.212.0120.08.00 .031 Ÿ

DM.212.0120.20.00 .079 Ÿ

DM.212.0120.30.00 .118 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM212

CORNER and GROOVE MILLING

for use with Milling shank

Type DM012

Picture = right hand cutting version

Width of groove from .�72Ǝ
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Dimensions in inch Carbide grades

Part number Ds d l l3 l 4 b

M
G

12

TH
35

DM.212.4545.00.00 .472 .433 .394 .575 .354 .039 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

CUTTING INSERT Type DM212

for use with Milling shank

Type DM012

Picture = right hand cutting version

Chamfering 4,5 °
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Dimensions in inch Carbide grades

Part number Ds d l2 l3 l 4

M
G

12

TH
35

DM.212.3045.00.00 .472 .433 .496 .575 .398 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING INSERT Type DM212

CENTERING and CHAMFERING

for use with Milling shank

Type DM012

Picture = right hand cutting version

Point angle 120° / 90°
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Dimensions in inch Carbide grades

Part number Ds d r l l3

M
G

12

TH
35

DM.212.0120.60.00 .472 .433 .236 .394 .575 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

COPY MILLING

CUTTING INSERT Type DM212

for use with Milling shank

Type DM012

Picture = right hand cutting version

Copy radius r .236Ǝ
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Hardness Brinell

a
e  / D

a
e  / D

ISO
Material

vc

sfm

D

(inch)

a
p

(ipr)

W
Ø

.10%fz
(ipr)

20%fz
(ipr)

40%fz
(ipr)

50%fz
(ipr)

vc

sfm

D

(inch)

a
p

(ipr)

W
Ø

2%fz
(ipr)

5%fz
(ipr)

.10%fz
(ipr)

15%fz
(ipr)

P

unalloyed steel
125

920-1180

.315

.098
.079
.059
.039
.020

0.9xD
0.83xD
0.75xD
0.83xD
0.54xD

.0071
.0071
.0079
.0079
.0091

.0051
.0051
.0063
.0063
.0087

.0039
.0039
.0051
.0051
.0059

.0035
.0035
.0051
.0051
.0059

980-1250

.315

.0394
.0197
.0118
.0079
.0039

0.54xD
0.46xD
0.36xD
0.29xD
0.21xD

.0035
.0035
.0035
.0035
.0035

0,19
0,19
.0098
.0098
.0098

.0051
.0051
.0067
.0067
.0098

.0043
.0043
.0059
.0059
.0079

unalloyed steel
190

820-1050
890-1120

low alloyed steel
200

750-980
820-1050

low alloyed steel
300

620-890
690-950

high alloyed steel
200

400-460
460-620

M
Stainless steel
martenistic

240
490-660

.394

.118
.098
.079
.059
.039

0.9xD
0.85xD
0.8xD
0.7xD
0.6xD

.0079
.0079
.0098
.0098
.0118

.0059
.0059
.0067
.0067
.0079

.0043
.0043
.0051
.0051
.0067

.0039
.0039
.0051
.0051
.0067

460-620

.394

.0394
.0315
.0197
.0118
.0039

0.6xD
0.55xD
0.45xD
0.35xD
0.2xD

.0039
.0039
.0039
.0039
.0039

.0079
.0079
.0098
.0098
.0098

.0055
.0055
.0071
.0071
.0098

.0472
.0472
.0059
.0059
.0098

Stainless steel
austenitic

180
400-560

660-1180

K

Malleable cast iron
ferritic

130
590-980

660-1180

Malleable cast iron
perlitic

230
790-1180

850-1250

Spheroidal graphite 
cast iron
ferritic/perlitic

180
890-1300

980-1480

Spheroidal graphite 
cast iron
perlitic

260
590-820

.157
.118
.079
.059
.039

0.9xD
0.85xD
0.75xD
0.65xD
0.55xD

.0098
.0098
.0118
.0118
.0138

.0063
.0063
.0079
.0079
.0098

.0047
.0047
.0063
.0063
.0079

.0047
.0047
.0063
.0063
.0079

660-980

.472

.0394
.0315
.0197
.0118
.0039

0.55xD
0.5xD
0.4xD
0.3xD
0.2xD

.0047
.0047
.0047
.0047
.0047

.0098
.0098
.0079
.0118
.0118

.0067
.0067
.0071
.0079
.0098

.0055
.0055
.0071
.0071
.0098

Grey cast iron
160

590-980
660-1180

S
Super alloy
Ni/Co based

350
50-200

.472
50-200

Titanium based alloy
350

150-300
150-300

N
Al-alloys

90
3280

3280

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

2ra
e

fZ  = hm¥
V

c  is depending on the tool diameter and therefore of 
the maximum numbers of revolutions of the machine.

Feed rate calculation:
Feed rate

v
f    n � Iz  � ] inFK/ɦɢɧ

Feed/tooth

Copy milling
Copy milling

Cutting data for carbide grade TH35
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Hardness Brinell
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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Cutting data for carbide grade TH35
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Technical Instructions

Carbide Groove Milling Tools are preferably used for 
climb milling.
Cutting conditions for groove and side milling:

D
2

D2 - ae2

    4Rth =       - ¥

The medium chip thickness hm Ge¿neV the IeeG rate per tooth. ,I you 
do not use the full width of the milling cutter it is recommended to 
increase vc and fz.
E[aPpleV Ior Vpeci¿c conGitionV ae/D are shown in the cutting data 
table.

ap = depth of milling
ae = working width
D  = milling cutter Ø

Cutting conditions for copy milling:

The working diameter (WØ) of a full radius milling cutter is equal to 
the cutting depth ap anG inÀuenceV all releYant IeeG rateV.

For pocket or contour milling always choose the cutting diameter of 
the milling cutter smaller than the resulting radius in the corners of 
the pocket or the contour.
R > RWz

In the corners and the bottom of the pocket the normal pressure 
angele respectively the working diameter of the milling cutter 
VhoZV a conViGeraEle increaVe Zhich alVo reÀectV the PeGiuP chip 
thickness hm. In this case please use the proposed feed rates for 
the full cut. This will result in using lower feed rates.

<ou can inÀuence the VurIce Tuality anG rouJhneVV oI the coPponent 
considering the right milling widths, the correct lane distance during 
copy milling and of course the proposed speeds and feeds.
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT 

Torque screw driver with scale
- variable torque setting 
- adMusted torque is shown on display

D 28 VL
2 - 8 Nm

ED 28 VL

D14ZBK

14ZQK

The Torque can be adjusted with a special torque setter (included). 
Ergonomical form gives perfect handling abilities. Acustic signal when 
setted torque is reached.
(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: ± 6 %)

Torque setter

Device for setting the required torque.
Handle: Celluloseacetat with micro structured surface
%laGe: 2ctoJonal �� ÀatV� ElaGe� harGeneG JalYani]eG

Universal Bitholder 
For S.DM08, S.DM10 and S.DM12 also
for all C6,3 and E6,3 (1/4") Bits
Blade: High quality Chrome-Vanadium steel, through hardened,

chrome plated.
Collar: Stainless steel
8tili]ation: )or controlleG VcreZ VettinJ Zith Ge¿nite torTue in

combination with torque screw driver handle.

Universal Bitholder with T-handle
For S.DM08, S.DM10 and S.DM12 
also for all C6,3 and E6,3 (1/4") Bits

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

Collar: Stainless steel
Utilization: For controlled opening
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Part number Includes

WKITDM08

D 28 VL
D14ZBK
14ZQK
SDM08

WKITDM10

D 28 VL
D14ZBK
14ZQK
SDM10

WKITDM12

D 28 VL
D14ZBK
14ZQK
SDM12

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

S.DM10

S.DM12

ADDITIONAL EQUIPMENT 

Torque for setting

Torque for setting

6 Nm

6 Nm

SW9
DM10

SW10
DM12

Clamping wrench
for multi milling shank

S.DM08
Torque for setting 4 Nm SW7

DM8

Clamping wrench
for multi milling shank

Clamping wrench
for multi milling shank

M52

M
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The Generation of Milling Tools
System DA

System DAH
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Spare parts

Milling shank Screw TORX PLUS® Wrench

DAM31.020.D160.03A 030.2547.T8P T8PL
DAM31.025.D...04A 030.2553.T8P T8PL
DAM31.032.D...05A 030.2557.T8P T8PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 l3 d1 d Insert

DAM31.020.D160.03A 3 20 3 52 17 35 16 19 DA31.020...
DAM31.025.D161.04A

4 25 3 55 20 35
16

24 DA31.025...DAM31.025.D201.04A 20
DAM31.032.D162.05A

5 32 3 60 25 35
16

31 DA31.032...DAM31.032.D202.05A 20

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with cylindrical shank for CNC-lathes

MILLING SHANK Type DAM31

for use with Indexable 
insert

Type

PLUNGE MILLING

DA31

Cutting edge Ø 20/25/32 mm

N2
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Spare parts

Milling shank Screw TORX PLUS® Wrench

DAM32.020.D160.02A 030.3562.T10P T10PL
DAM32.025.D161.03A 030.3569.T10P T10PL
DAM32.032.D162.03A 030.3576.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 l3 d1 d Insert

DAM32.020.D160.02A 2 20 4.5 52 17 35 16 19 DA32.020...
DAM32.025.D161.03A 3 25 4.5 55 20 35 16 24 DA32.025...
DAM32.032.D162.03A 3 32 4.5 60 25 35 16 31 DA32.032...

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

MILLING SHANK Type DAM32

for use with Indexable 
insert

Type DA32

with cylindrical shank for CNC-lathes

Cutting edge Ø 20/25/32 mm
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Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 l3 d1 d Insert

DAM31.016.D163.02B 2 16

3.0

79 17 54 15 16 DA31.016...
DAM31.020.D204.03B 3 20 86 21 59 19 20 DA31.020...
DAM31.025.D255.04B 4 25 97 27 64 24 25 DA31.025...
DAM31.032.D326.05B 5 32 106 32 68 31 32 DA31.032...
DAM32.020.D205.02B 2 20

4.8
87 22 19 19 20 DA32.020...

DAM32.025.D256.03B 3 25 102 32 64 24 25 DA32.025...
DAM32.032.D327.03B 3 32 106 32 68 31 32 DA32.032...

Spare parts

Milling shank Screw TORX PLUS® Wrench

DAM31.016.D163.02B 030.2541.T8P T8PL
DAM31.020.D204.03B 030.2547.T8P T8PL
DAM31.025.D255.04B 030.2553.T8P T8PL
DAM31.032.D326.05B 030.2557.T8P T8PL
DAM32.020.D205.02B 030.3562.T10P T10PL
DAM32.025.D256.03B 030.3569.T10P T10PL
DAM32.032.D327.03B 030.3576.T10P T10PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

MILLING SHANK Type DAM31/DAM32

for use with Indexable 
insert

Type

PLUNGE MILLING

Cutting edge Ø 32/25/20/16 mm

DA31
DA32

N4
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Spare parts

Milling shank Screw TORX PLUS® Wrench

DAM31.411.D163.02B 030.2541.T8P T8PL
DAM31.414.D204.03B 030.2547.T8P T8PL
DAM32.417.D256.03B 030.3569.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 l3 d1 d d5 d6 Insert

DAM31.411.D163.02B 2 10.4 2.0 80 20.0 59 15.8 16 15 16.9 DA31.016...
DAM31.414.D204.03B 3 14.4 2.0 87 23.0 62 18.8 20 19 20.9 DA31.020...
DAM32.417.D256.03B 3 17.6 3.2 103 34.5 67 24.8 25 24 28.3 DA32.025...

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHAMFERING

MILLING SHANK Type DAM31/DAM32
for 45° Milling and Chamfering

for use with Indexable 
insert

Type DA31
DA32

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

Cutting edge Ø 10.4/14.4/17 mm
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Spare parts

Milling cutter Screw TORX PLUS® Wrench

DAM.32.0... 030.3576.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap h h2 d k d2 d5 b c l2

DAM.32.040.A1635.04 4 40 3 35 34.4 33 16 16.0 8.4 5.6 22
DAM.32.050.A2240.05 5 50 3 40 39.4 41 22 19.5 10.4 6.3 24
DAM.32.063.A2745.06 6 63 3 45 44.4 49 27 21.5 12.4 7.0 27

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

MILLING CUTTER Type DAM32

for use with Indexable 
insert

Type DA32

Picture = right hand cutting version

Arbor mounted cutter as per DIN 8030-A

Cutting edge Ø 40/50/63 mm

Type arbor mounted
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System DA

Milling head DAM31/32 with shank or
with reducer and shank

Triple Power

N8

N



Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

DAM31.016.M083.02B 030.2541.T8P T8PL
DAM31.020.M104.03B 030.2547.T8P T8PL
DAM31.025.M125.04B 030.2553.T8P T8PL
DAM31.032.M166.05B 030.2557.T8P T8PL
DAM32.020.M104.02B 030.3562.T10P T10PL
DAM32.025.M125.03B 030.3569.T10P T10PL
DAM32.032.M166.03B 030.3576.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 d1 d2 d4 SW Insert

DAM31.016.M083.02B 2 16

3.0

38 20 15 M8 13 10 DA31.016...
DAM31.020.M104.03B 3 20 45 25 19 M10 18 15 DA31.020...
DAM31.025.M125.04B 4 25 52 30 24 M12 21 17 DA31.025...
DAM31.032.M166.05B 5 32 58 35 31 M16 29 24 DA31.032...
DAM32.020.M104.02B 2 20

4.8
45 25 19 M10 18 15 DA32.020...

DAM32.025.M125.03B 3 25 52 30 24 M12 21 17 DA32.025...
DAM32.032.M166.03B 3 32 58 35 31 M16 29 24 DA32.032...

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

SCREW-IN CUTTER Type DAM31/DAM32

for use with Indexable 
insert

Type DA31
DA32

Material of shank: Steel

Cutting edge Ø 32/25/20/16 mm
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Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 d1 d2 d4 d5 d6 Insert

DAM31.411.M083.02B 2 10.5
2.0

38 20 15.8 M8 13 15 16.9 DA31.016...
DAM31.414.M104.03B 3 14.4 45 25 19.8 M10 18 19 20.9 DA31.020...
DAM32.417.M125.03B 3 17.6 3.2 52 30 24.8 M12 21 24 28.3 DA32.025...

Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

DAM31.411.M083.02B 030.2541.T8P T8PL
DAM31.414.M104.03B 030.2547.T8P T8PL
DAM32.417.M125.03B 030.3569.T10P T10PL

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

SCREW-IN CUTTER Type DAM31/DAM32
for 45° Milling and Chamfering

for use with Indexable 
insert

Type

CHAMFERING

Cutting edge Ø 10.5/14.4/17 mm

DA31
DA32

N10
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Dimensions in mm

Part number l1 l2 l3 d d2 d4

MD13.02.00.D16B 73 14 53 16 M8 13
MD18.04.00.D20B 80 20 55 20 M10 18
MD21.06.00.D25B 91 23 61 25 M12 21
MD29.08.00.D32B 100 29 65 32 M16 29

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

ADAPTOR Type MD

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

for milling head DAM/DAHM...M and reducer MD...M
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IroP � 25 PP 2 claPpinJ ÀatV Dimensions in mm

Part number l1 l2 l3 d d2 d4 Į

MD13.02.85.D20B 105 7 55 20 M8 13 85°
MD18.04.85.D25B 115 10 61 25 M10 18 85°
MD21.06.85.D32B 140 8 65 32 M12 21 85°
MD29.08.85.D40B 150 8 75 40 M16 29 85°

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material oI Vhank: 6teel �not recoPPenGeG Ior Vhrink ¿ttinJ�

ADAPTOR Type MD

PLUNGE MILLING

for milling head DAM/DAHM...M and reducer MD...M

N12
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Dimensions in mm

Part number l1 l2 l3 d1 d2 d4 Į SW

MD18.02.77.M10 49 6 20 13 M10 18 77.5° 15
MD21.04.77.M12 56 10 22 18 M12 21 77.5° 17
MD29.06.77.M16 52 6 23 21 M16 29 77.5° 24

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

ADAPTOR Type MD

Material of shank: Steel

Reducer for milling head DAM/DAHM...M
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Dimensions in mm

Part number l1 l2 l3 d2 d4 SW

MD13.02.00.M08 48 30 18 M8 13 10
MD18.04.00.M10 55 35 20 M10 18 15
MD21.06.00.M12 57

35
22 M12 21 17

MD29.08.00.M16 58 23 M16 29 24

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

LENGTHENING Type MD

PLUNGE MILLING

Lenghtening bar for milling head DAM/DAHM...M

N14

N



Dimensions in inch Carbide  grades

&arEiGe JraGe T$�5 preIerreG Ior eaVy to Pachine PaterialV� aluPiniuP anG ¿niVhinJ.
&arEiGe JraGe 6$�% preIerreG Ior PiGGle anG GiI¿cult to Pachine PaterialV.

Part number Ds ap a h rx

TA
45

S
A

4B

DA31.016.A.00
.630 .118 .118 .122

- Ÿ Ÿ

DA31.016.A.02 .008 Ÿ Ÿ

DA31.016.A.04 .016 Ÿ Ÿ

DA31.020.A.00
.787 .118 .118 .122

- Ÿ Ÿ

DA31.020.A.02 .008 Ÿ Ÿ

DA31.020.A.04 .016 Ÿ Ÿ

DA31.025.A.00
.984 .118 .118 .122

- Ÿ Ÿ

DA31.025.A.02 .008 Ÿ Ÿ

DA31.025.A.04 .016 Ÿ Ÿ

DA31.032.A.00
1.260 .118 .118 .122

- Ÿ Ÿ

DA31.032.A.02 .008 Ÿ Ÿ

DA31.032.A.04 .016 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PLUNGE MILLING

INDEXABLE INSERT Type DA31

for use with Milling shank

Type DAM31

Depth of cut up to
Cutting edge Ø

.11�Ǝ
'V .630�.7�7�.9���1.260Ǝ
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Dimensions in inch Carbide grades

&arEiGe JraGe T$�5 preIerreG Ior eaVy to Pachine PaterialV� aluPiniuP anG ¿niVhinJ.
&arEiGe JraGe 6$�% preIerreG Ior PiGGle anG GiI¿cult to Pachine PaterialV.

Part number Ds ap a h rx

TA
45

S
A

4B

DA32.020.A.00

.787 .189 .181 .185

- Ÿ Ÿ

DA32.020.A.02 .008 Ÿ Ÿ

DA32.020.A.04 .016 Ÿ Ÿ

DA32.020.A.08 .031 Ÿ Ÿ

DA32.020.A.10 .039 Ÿ Ÿ

DA32.025.A.00

.984 .189 .181 .185

- Ÿ Ÿ

DA32.025.A.02 .008 Ÿ Ÿ

DA32.025.A.04 .016 Ÿ Ÿ

DA32.025.A.08 .031 Ÿ Ÿ

DA32.025.A.10 .039 Ÿ Ÿ

DA32.032.A.00

1.260 .189 .181 .185

- Ÿ Ÿ

DA32.032.A.02 .008 Ÿ Ÿ

DA32.032.A.04 .016 Ÿ Ÿ

DA32.032.A.08 .031 Ÿ Ÿ

DA32.032.A.10 .039 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type DA32

PLUNGE MILLING

for use with Milling shank

Type DAM32

Depth of cut up to
Cutting edge Ø

.1�9Ǝ
'V .7�7�.9���1.260Ǝ

N16
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FORMULAS

n = 
vc � 1000

�1�Pin� �53M�           G � �

vc = 
G � � � n   

�P�Pin� � .30��   VIP          1000

Q = 
ae � ap � 9f   (cm3�Pin� .06102376   inchñ�Pin           1000

fz =
9f

       = � n   �PP� � 25.�   inch

9f = fz � = � n   �PP�Pin� � 25.�   inch�Pin

Z =

Iz = fz¥ d  �PP�tooth� � 25.�   inch
ae

1uPEer oI ÀuteV

d = Cutting edge Ø

n = Revolutions

vc = Cutting speed

fz = Feed/tooth

vf = Feed rate

Q = Material removal rate

effective for side milling
with small ae �up to 0.25 � G�

fz =

 N17
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ISO Material Hardness 
Brinell

Insert size DA31
Feed/tooth fz

Insert size DA32
Feed/tooth fz

Cutting speed
vc (ft/min)

P

unalloyed steel 125 0.001 - 0.012 0.002 - 0.016 850-1250

unalloyed steel 190 0.001 - 0.012 0.002 - 0.016 790-1150

low alloyed steel
200 0.001 - 0.012 0.002 - 0.016 660-1050

low alloyed steel
300 0.001 - 0.012 0.001 - 0.012 460-820

high alloyed steel
200 0.001 - 0.012 0.001 - 0.012 360-690

M
Stainless steel
martenistic 240 0.001 - 0.012 0.001 - 0.012 430-660

Stainless steel
austenitic 180 0.001 - 0.006 0.001 - 0.008 360-620

K

Malleable cast iron 
ferritic 130 0.001 - 0.012 0.002 - 0.012 490-820

Malleable cast iron
perlitic 230 0.001 - 0.006 0.002 - 0.015 430-750

Spheroidal graphite 
cast iron
ferritic/perlitic 180 0.001 - 0.006 0.002 - 0.015 390-660

Spheroidal graphite 
cast iron 
perlitic

260 0.001 - 0.006 0.002 - 0.008 330-620

Grey cast iron 160 0.001 - 0.012 0.002 - 0.016 490-820

S
Super alloy
Ni/Co based 350 0.001 - 0.004 0.001 - 0.008 100-230

Alloy Titanium based 
alloy 350 0.001 - 0.004 0.001 - 0.008 100-230

N Al-alloys 90 0.001 - 0.016 0.002 - 0.02 1640-3940

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Cutting data System DA

When 45° milling the feed per tooth fz could be increased by factor 1.4!

N18
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Ø (mm)
Insert size

32
DA32

25
DA32

20
DA32

32
DA31

25
DA31

20
DA31

16
DA31

Diving angle (°) 3.5° 3.5° 3.5° 4.0° 3.5° 3.5° 3.0°

vertical full diving max. (inch) .039 .024 .016 .067 .031 .024 .016

vertical side diving ae max. (inch) .181 .181 .181 .122 .122 .122 .122

Predrilling Db min. (inch) .898 .622 .425 1.016 .740 .543 .386

Ø (mm)
Insert size

17
DA32

14.4
DA31

10.5
DA31

Diving angle (°) 11° 7° 10,5°

vertical full diving max. (inch) .126 .079 .079

Corner radius rx (inch) Correction factor fap (inch)

.000 .0000

.008 .0031

.016 .0067

.031 .0130

.039 .0161

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA

Ramp angle and plunging with a 90° milling cutter

Ramp angle and plunging with a 45° milling cutter

Correction factor for reduced cutting depth in consideration to the corner radius 
when 45° milling.

 N19
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Spare parts

Milling head Screw TORX PLUS® Wrench

DAHM.37.0... 030.3070.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 l3 d1 d

DAHM.37.020.D204.02B 2 20 1.2 87 34 50 19 20
DAHM.37.025.D255.03B 3 25 1.2 101 41 56 24 25
DAHM.37.032.D326.04B 4 32 1.2 111 47 60 31 32
DAHM.37.040.D326.05B 5 40 1.2 111 47 60 39 32

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Steel

MILLING HEAD Type DAHM

for use with Indexable 
insert

Type

HIGH FEED MILLING

DAH37

Cutting edge Ø 40/32/25/20 mm

N20
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Spare parts

Screw-in cutter Screw TORX PLUS® Wrench

DAHM.37.0... 030.3070.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap l1 l2 d1 d2 d4 SW

DAHM.37.020.M104.02 2 20 1.2 45 25 19 M10 18 15
DAHM.37.025.M125.03 3 25 1.2 52 30 24 M12 21 17
DAHM.37.032.M166.04 4 32 1.2 58 35 31 M16 29 24
DAHM.37.040.M166.05 5 40 1.2 58 35 39 M16 29 24

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH FEED MILLING

SCREW-IN CUTTER Type DAHM

for use with Indexable 
insert

Type DAH37

Material of shank: Steel

Cutting edge Ø 40/32/25/20 mm

suitable for 
Shank Type MD

 N21
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Spare parts

Milling cutter Screw TORX PLUS® Wrench

DAHM.37.0... 030.3070.T10P T10PL

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap h h2 d k d2 d5 b c l2

DAHM.37.040.A1635.05 5 40 1.2 35 34.4 33 16 16.0 8.4 5.6 22
DAHM.37.050.A2235.06 6 50 1.2 40 39.4 41 22 19.5 10.4 6.3 24
DAHM.37.063.A2740.07 7 63 1.2 45 44.4 49 27 21.5 12.4 7.0 27
DAHM.37.080.A3245.08 8 80 1.2 55 54.4 59 32 29.5 14.4 8.0 33

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Arbor mounted cutter as per DIN 8030-A

MILLING CUTTER Type DAHM

Picture = right hand cutting version

for use with Indexable 
insert

Type

HIGH FEED MILLING

DAHM37

Cutting edge Ø 40/50/63/80 mm

Type arbor mounted

N22
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Dimensions in inch Carbide grades

Part number ap a h rx

S
A

4B

DAH.37.022.N.08 .047 .311 .125 .031 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH FEED MILLING

INDEXABLE INSERT Type DAH37

for use with Milling head

Type DAHM37

Depth of cut up to .0�7Ǝ
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Schnitt_DAH37

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FORMULAS System DAH37

Correction value

ap [mm] KD [mm]
0.1 9.71
0.2 11.47
0.3 12.81
0.4 13.93
0.5 14.92
0.6 15.82
0.7 16.63
0.8 17.39
0.9 18.10
1.0 18.77
1.1 19.40
1.2 20.00

The effective cutting diameter  deff must be 
calculated to obtain the correct RPM and the 
cutting feed.
The effective cutting diameter is calculated using 
the following values and formula.
ap = depth of cut
Ds = cutter diameter
KD = from Correction value chart
deff = KD + �'V - 20�

Z = Number of teeth

deff =effective cutting edge Ø

n = Revolutions

vc = Cutting speed

fz = Feed/tooth

vf = Feed rate

Q = Material removal rate

n = 
vc � 1000

�1�Pin� �53M�           G � �

vc = 
G � � � n   

�P�Pin� � .30��   VIP          1000

Q = 
ae � ap � 9f   (cm3�Pin� .06102376   inchñ�Pin           1000

fz =
9f

       = � n   �PP� � 25.�   inch

9f = fz � = � n   �PP�Pin� � 25.�   inch�Pin

N24
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ISO Material Hardness 
HB

feed / tooth Cutting speed

fz (inch) fz (mm) vc (ft/min) vc (m/min)

P unalloyed steel 125 .032-.087 0.8 - 2.2 655-985 200 - 300

unalloyed steel 190 .032-.087 0.8 - 2.2 655-985 200 - 300

low alloyed steel 200 .032-.079 0.8 - 2.0 590-985 180 - 300

low alloyed steel 300 .032-.079 0.8 - 2.0 525-920 160 - 280

high alloyed steel 200 .024-.063 0.6 - 1.6 490-820 150 - 250

M Stainless steel
martenistic 240 .032-.079 0.8 - 2.0 460-720 140 - 220

Stainless steel
austenitic 180 .024-.063 0.6 - 1.6 395-655 120 - 200

K

Malleable cast iron ferritic 130 .032-.087 0.8 - 2.2 525-920 160 - 280

Malleable cast iron perlitic 230 .028-.071 0.7 - 1.8 490-820 150 - 250

Spheroidal graphite cast iron
ferritic/perlitic 180 .028-.071 0.7 - 1.8 490-820 150 - 250

Spheroidal graphite 
cast iron perlitic 260 .028-.071 0.7 - 1.8 460-785 140 - 240

Grey cast iron 160 .032-.098 0.8 - 2.5 590-1050 180 - 320

N Al-alloys 90 .039-.118 1.0 - 3.0 3280-4921 1000 - 1500

Diving angle Programming radius and difference

theoretical corner radius rth
= programming radius

max. difference

CUTTING DATA System DAH37
Schnitt_DAH37

� �PP� Diving angle
20 5.0°
25 4.0°
32 1.0°
40 0.5°
50 0.5°
63 0.4°
80 0.4°

rth�inch� Pa[. GiIIerence �inch�

.079� �2.0 PP� .033� �0.�3 PP�

In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Z Ds ap h h2 d k d2 d5 b c l2

DAHM.62.063.A2245.04 4 63 2.1 45 44 50 22 20 10.4 6.3 22.0
DAHM.62.080.A2750.05 5 80 2.1 50 49 63 27 22 12.4 7.0 29.9
DAHM.62.100.A3255.06 6 100 2.1 55 54 80 32 29 14.4 8.0 32.9
DAHM.62.125.A4063.07 7 125 2.1 63 62 89 40 36 16.4 9.0 34.7

Spare parts

Milling cutter Screw TORX PLUS® Wrench

DAHM.62.... 5.15T20P T20PQ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Arbor mounted cutter as per DIN 8030-A

MILLING CUTTER Type DAHM

Picture = right hand cutting version

for use with Indexable 
insert

Type

HIGH FEED MILLING

Type arbor mounted

Cutting edge Ø 63/80/100/12 mm

DAH62

N26
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Dimensions in mm Carbide grades

Part number ap a h rx

S
C

6A

DAH.62.055.S.10 .083 .583 .311 .039 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH FEED MACHINING

INDEXABLE INSERT Type DAH62

for use with Milling shank

Type DAH62

Depth of cut up to .0�3Ǝ

 N27
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Schnitt_DAH62_Fraes

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FORMULAS System DAH62

Z = Number of teeth

deff =effective cutting edge Ø

n = Revolutions

vc = Cutting speed

fz = Feed/tooth

vf = Feed rate

Q = Material removal rate

Correction value

ap [mm] KD [mm]
0.1 40.0
0.2 42.8
0.3 45
0.4 46.6
0.5 48.2
0.6 49.6
0.7 50.8
0.8 52.0
0.9 53.2
1.0 54.4
1.1 55.4
1.2 56.4
1.3 57.2
1.4 58.2
1.5 59.0
1.6 59.8
1.7 60.2
1.8 60.8
1.9 61.2
2.0 62.0
2.1 63.0

The effective cutting diameter  deff must be 
calculated to obtain the correct RPM and the 
cutting feed.
The effective cutting diameter is calculated using 
the following values and formula.
ap = depth of cut
Ds = cutter diameter
KD = from Correction value chart
deff = KD + �'V - 63�

n = 
vc � 1000

�1�Pin� �53M�           G � �

vc = 
G � � � n   

�P�Pin� � .30��   VIP          1000

Q = 
ae � ap � 9f   (cm3�Pin� .06102376   inchñ�Pin           1000

fz =
9f

       = � n   �PP� � 25.�   inch

9f = fz � = � n   �PP�Pin� � 25.�   inch�Pin

N28
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ISO Material Hardness 
HB

feed / tooth Cutting speed

fz (inch) fz (mm) vc (ft/min) vc (m/min)

P unalloyed steel 125 .039 - .087 1.0 - 2.2 590 - 920 180 - 280

unalloyed steel 190 .039 - .087 1.0 - 2.2 590 - 920 180 - 280

low alloyed steel 200 .039 - .079 1.0 - 2.0 560 - 855 170 - 260

low alloyed steel 300 .039 - .079 1.0 - 2.0 560 - 790 170 - 240

high alloyed steel 200 .032 - .063 0.8 - 1.6 490 - 720 150 - 220

M Stainless steel
martenistic 240 .032 - .079 0.8 - 2.0 395 - 720 120 - 220

Stainless steel
austenitic 180 .024 - .063 0.6 - 1.6 330 - 525 100 - 160

K Malleable cast iron ferritic 130 .032 - .087 0.8 - 2.2 525 - 790 160 - 240

Malleable cast iron perlitic 230 .028 - .071 0.7 - 1.8 490 - 720 150 - 220

Spheroidal graphite cast iron
ferritic/perlitic 180 .028 - .071 0.7 - 1.8 490 - 720 150 - 220

Spheroidal graphite cast iron
perlitic 260 .028 - .071 0.7 - 1.8 460 - 720 140 - 220

Grey cast iron 160 .032 - .098 0.8 - 2.5 590 - 920 180 - 280

N Al-alloys 90 .059 - .118 1.5 - 3.0 3280 - 4920 1000 - 1500

� �PP� Diving angle
63 0.5°
80 0.3°
100 0.2°
125 0.2°

rth�inch� Pa[. GiIIerence �inch�

.116� �2.9� PP� .051� �1.3 PP�

Diving angle Programming radius and difference

theoretical corner radius rth
= programming radius

max. difference

CUTTING DATA System DAH62
Schnitt_DAH62_Fraes

In the UNITED STATES call us toll free
1 - 888 - 818 HORN
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Groove milling on swivel bearings

Set of milling cutters type M275 with different cutting diameters. Mounted 
on a HSK arbor with through coolant supply. All operations - Grooving 
anG )acinJ - are Gone in one Vtep. )or PultiVpinGle uVe on tranVIer lineV� 
the length adjustment is achieved by spacers.

The example shows a detail of a swivel bearing with tool.

Material: C45
Cutting data:

GROOVE MILLING by circular interpolation 

vc = 460 sfm
vf = .020"

N30
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Solid carbide endmills for

- ordinary steels
- high tensile steels
- Cobalt Chromium Steel
- Copper
- Graphite
- Aluminium

SYSTEMS DP and DS

 O1

O



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

The basis of the systems DP and DS are a very well balanced composition of 
the three main components, always in relation to the application area.
For each application the best combination of the three main components is 
bundled in the milling tool.

SYSTEMS DP and DS

Geometry

Coating

Carbide

O2

O



Page

SYSTEM DP

for

P
ordinary steels O4-O18

SYSTEM DS

for

P
high tensile steels O19-O49

S
Cobalt Chromium O50-O56

N
Copper O58-O65

Graphite O66-O75

Aluminum (Synthetics) O76-O85

Formulas O87-O88

Cutting data O89-O133

Selection chart list O134

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Geometry

SUMMARY
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1 - 888 - 818 HORN

HIGH PRODUCTIVE MACHINING

- for steel materials -

SYSTEMS DP and DS
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type Page

Roughing/Finishing Endmill DPX O6

Deburring Endmill DPFF O7

5ouJhinJ Zith ripper pro¿le DPS O8

Roughing Endmill with chip breaker DPSB O9

Roughing Endmill, plain, unequally twisted DPSV O10

Roughing Endmill, plain DPSG O11 -O12

Torus Endmill DPTR O13-O14

Multiple ÀuteG EnGPill DPM O15

Ballnose Endmill DPK O16-O18

Formulas
O87-O88

Cutting data
O89

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DP

ordinary steelsP
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 r d2 l1 l2 l3 Z Version

TF
2K

DPX.4.03.025.06.11 3 0.25 6 57 11

- 4 Weldon

Ÿ

DPX.4.03.050.06.13 3 0.50 6 57 13 Ÿ

DPX.4.04.050.06.13 4 0.50 6 57 13 Ÿ

DPX.4.05.050.06.13 5 0.50 6 57 13 Ÿ

DPX.4.06.050.06.13 6 0.50 6 57 13 Ÿ

DPX.4.06.100.06.13 6 1.00 6 57 13 Ÿ

DPX.4.06.150.06.13 6 1.50 6 57 13 Ÿ

DPX.4.08.050.08.19 8 0.50 8 63 19 Ÿ

DPX.4.08.100.08.19 8 1.00 8 63 19 Ÿ

DPX.4.08.150.08.19 8 1.50 8 63 19 Ÿ

DPX.4.10.050.10.22 10 0.50 10 72 22 Ÿ

DPX.4.10.100.10.22 10 1.00 10 72 22 Ÿ

DPX.4.10.150.10.22 10 1.50 10 72 22 Ÿ

DPX.4.12.050.12.26 12 0.50 12 83 26 Ÿ

DPX.4.12.150.12.26 12 1.50 12 83 26 Ÿ

DPX.4.16.150.16.32 16 1.50 16 92 32 Ÿ

DPX.4.16.300.16.32 16 3.00 16 92 32 Ÿ

DPX.4.03.025.06.A21 3 0.25 6 57 11 21

4 Weldon

Ÿ

DPX.4.03.050.06.A21 3 0.50 6 57 13 21 Ÿ

DPX.4.04.050.06.A21 4 0.50 6 57 13 21 Ÿ

DPX.4.05.050.06.A21 5 0.50 6 57 13 21 Ÿ

DPX.4.06.050.06.A21 6 0.50 6 57 13 21 Ÿ

DPX.4.06.100.06.A21 6 1.00 6 57 13 21 Ÿ

DPX.4.06.150.06.A21 6 1.50 6 57 13 21 Ÿ

DPX.4.08.050.08.A28 8 0.50 8 63 19 28 Ÿ

DPX.4.08.100.08.A28 8 1.00 8 63 19 28 Ÿ

DPX.4.08.150.08.A28 8 1.50 8 63 19 28 Ÿ

DPX.4.10.050.10.A32 10 0.50 10 72 22 32 Ÿ

DPX.4.10.100.10.A32 10 1.00 10 72 22 32 Ÿ

DPX.4.10.150.10.A32 10 1.50 10 72 22 32 Ÿ

DPX.4.12.050.12.A38 12 0.50 12 83 26 38 Ÿ

DPX.4.12.150.12.A38 12 1.50 12 83 26 38 Ÿ

DPX.4.16.150.16.A44 16 1.50 16 92 32 44 Ÿ

DPX.4.16.300.16.A44 16 3.00 16 92 32 44 Ÿ

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL

recommended cutting data page O89�-ÀuteG� 35�-3��� heli[ anJle� Zith corner raGiuV

DPX
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 Į Z Version

TF
2K

DPFF.4.04.011.120 4 4 51 1.1

120� 4

- Ÿ

DPFF.4.06.017.120 6 6 64 1.7 Weldon Ÿ

DPFF.4.08.023.120 8 8 64 2.3 Weldon Ÿ

DPFF.4.10.028.120 10 10 70 2.8 Weldon Ÿ

DPFF.4.12.034.120 12 12 78 3.4 Weldon Ÿ

DPFF.4.04.035.060 4 4 51 3.5

60� 4

- Ÿ

DPFF.4.06.052.060 6 6 64 5.2 Weldon Ÿ

DPFF.4.08.069.060 8 8 64 6.9 Weldon Ÿ

DPFF.4.10.087.060 10 10 70 8.7 Weldon Ÿ

DPFF.4.12.104.060 12 12 78 10.4 Weldon Ÿ

DPFF.4.04.020.090 4 4 51 2.0

90� 4

- Ÿ

DPFF.4.06.030.090 6 6 64 3.0 Weldon Ÿ

DPFF.4.08.040.090 8 8 64 4.0 Weldon Ÿ

DPFF.4.10.050.090 10 10 70 5.0 Weldon Ÿ

DPFF.4.12.060.090 12 12 78 6.0 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

DEBURRING ENDMILL

recommended cutting data page O89'eEurrinJ 60� - 120�

DPFF
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 b d2 l1 l2 l3 Z Version

TF
2K

DPS.3.04.025.06.11 4 0.25 6 57 11

-

3

Weldon

Ÿ

DPS.4.05.025.06.13 5 0.25 6 57 13 4 Ÿ

DPS.4.06.025.06.13 6 0.25 6 57 13 4 Ÿ

DPS.4.08.025.08.19 8 0.25 8 63 19 4 Ÿ

DPS.4.10.025.10.22 10 0.25 10 72 22 4 Ÿ

DPS.4.12.025.12.26 12 0.25 12 83 26 4 Ÿ

DPS.5.16.025.16.32 16 0.25 16 92 32 5 Ÿ

DPS.6.20.040.20.38 20 0.40 20 104 38 6 Ÿ

DPS.4.06.025.06.A21 6 0.25 6 57 13 21 4

Weldon

Ÿ

DPS.4.08.025.08.A27 8 0.25 8 63 19 27 4 Ÿ

DPS.4.10.025.10.A32 10 0.25 10 72 22 32 4 Ÿ

DPS.4.12.025.12.A38 12 0.25 12 83 26 38 4 Ÿ

DPS.5.16.025.16.A44 16 0.25 16 92 32 44 5 Ÿ

DPS.6.20.040.20.A54 20 0.40 20 104 38 54 6 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL WITH RIPPER PROFILE

recommended cutting data page P893-� �-� 5-� 6-ÀuteG� �5� heli[ anJle� Zith corner chaPIer

DPS
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 b d2 l1 l2 Z Version

TF
2K

DPSB.4.04.025.06.11 4 0.25 6 57 11

4 Weldon

Ÿ

DPSB.4.05.025.06.13 5 0.25 6 57 13 Ÿ

DPSB.4.06.025.06.13 6 0.25 6 57 13 Ÿ

DPSB.4.08.025.08.19 8 0.25 8 63 19 Ÿ

DPSB.4.10.025.10.22 10 0.25 10 72 22 Ÿ

DPSB.4.12.025.12.26 12 0.25 12 83 26 Ÿ

DPSB.4.16.025.16.32 16 0.25 16 92 32 Ÿ

DPSB.4.20.040.20.38 20 0.40 20 104 38 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL with chip breaker

recommended cutting data page O89�-ÀuteG� �5� heli[ anJle� Zith corner chaPIer

DPSB
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 b d2 l1 l2 Z Version

TF
2K

DPSV.4.04.025.06.11 4 0.25 6 57 11

4 Weldon

Ÿ

DPSV.4.05.025.06.13 5 0.25 6 57 13 Ÿ

DPSV.4.06.025.06.13 6 0.25 6 57 13 Ÿ

DPSV.4.08.025.08.19 8 0.25 8 63 19 Ÿ

DPSV.4.10.025.10.22 10 0.25 10 72 22 Ÿ

DPSV.4.12.025.12.26 12 0.25 12 83 26 Ÿ

DPSV.4.16.025.16.32 16 0.25 16 92 32 Ÿ

DPSV.4.20.040.20.38 20 0.40 20 104 38 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL

recommended cutting data page P89

unequal twist

�-ÀuteG� 35�-3�� heli[ anJle� Zith corner chaPIer

DPSV
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 b d2 l1 l2 Z Version

TF
2K

DPSG.3.02.010.03.08 2 0.10 3 40 8

3

- Ÿ

DPSG.3.03.010.03.10 3 0.10 3 40 10 - Ÿ

DPSG.3.04.010.04.12 4 0.10 4 50 12 - Ÿ

DPSG.3.05.015.05.15 5 0.15 5 50 15 - Ÿ

DPSG.3.06.015.06.15 6 0.15 6 65 15 Weldon Ÿ

DPSG.3.08.020.08.20 8 0.20 8 65 20 Weldon Ÿ

DPSG.3.10.020.10.22 10 0.20 10 70 22 Weldon Ÿ

DPSG.3.12.025.12.25 12 0.25 12 80 25 Weldon Ÿ

DPSG.3.16.025.16.35 16 0.25 16 90 35 Weldon Ÿ

DPSG.3.20.025.20.40 20 0.25 20 102 40 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL

recommended cutting data page O893-ÀuteG� 50� heli[ anJle� Zith corner chaPIer

DPSG
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 b d2 l1 l2 Z Version

TF
2K

DPSG.4.03.010.03.10 3 0.10 3 40 10

4

- Ÿ

DPSG.4.04.010.04.12 4 0.10 4 50 12 - Ÿ

DPSG.4.05.015.05.15 5 0.15 5 50 15 - Ÿ

DPSG.4.06.015.06.15 6 0.15 6 65 15 Weldon Ÿ

DPSG.4.08.020.08.20 8 0.20 8 65 20 Weldon Ÿ

DPSG.4.10.020.10.22 10 0.20 10 70 22 Weldon Ÿ

DPSG.4.12.025.12.25 12 0.25 12 80 25 Weldon Ÿ

DPSG.4.16.025.16.35 16 0.25 16 90 35 Weldon Ÿ

DPSG.4.20.025.20.40 20 0.25 20 102 42 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ROUGHING ENDMILL

recommended cutting data page O89�-ÀuteG� 50� heli[ anJle� Zith corner chaPIer

DPSG
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 r Z Version

TF
2K

DPTR.2.03.03.06.12 3 6 50 12 0.3

2 Weldon

Ÿ

DPTR.2.04.03.06.15 4 6 50 15 0.3 Ÿ

DPTR.2.04.05.06.15 4 6 50 15 0.5 Ÿ

DPTR.2.05.03.06.20 5 6 60 20 0.3 Ÿ

DPTR.2.05.05.06.20 5 6 60 20 0.5 Ÿ

DPTR.2.06.03.06.20 6 6 60 20 0.3 Ÿ

DPTR.2.06.05.06.20 6 6 60 20 0.5 Ÿ

DPTR.2.06.10.06.20 6 6 60 20 1.0 Ÿ

DPTR.2.08.03.08.25 8 8 70 25 0.3 Ÿ

DPTR.2.08.05.08.25 8 8 70 25 0.5 Ÿ

DPTR.2.08.10.08.25 8 8 70 25 1.0 Ÿ

DPTR.2.08.15.08.25 8 8 70 25 1.5 Ÿ

DPTR.2.08.20.08.25 8 8 70 25 2.0 Ÿ

DPTR.2.10.03.10.30 10 10 90 30 0.3 Ÿ

DPTR.2.10.05.10.30 10 10 90 30 0.5 Ÿ

DPTR.2.10.10.10.30 10 10 90 30 1.0 Ÿ

DPTR.2.10.15.10.30 10 10 90 30 1.5 Ÿ

DPTR.2.10.20.10.30 10 10 90 30 2.0 Ÿ

DPTR.2.12.05.12.30 12 12 90 30 0.5 Ÿ

DPTR.2.12.10.12.30 12 12 90 30 1.0 Ÿ

DPTR.2.12.15.12.30 12 12 90 30 1.5 Ÿ

DPTR.2.12.20.12.30 12 12 90 30 2.0 Ÿ

DPTR.2.16.05.16.50 16 16 110 50 0.5 Ÿ

DPTR.2.16.10.16.50 16 16 110 50 1.0 Ÿ

DPTR.2.16.15.16.50 16 16 110 50 1.5 Ÿ

DPTR.2.16.20.16.50 16 16 110 50 2.0 Ÿ

DPTR.2.20.05.20.50 20 20 110 50 0.5 Ÿ

DPTR.2.20.10.20.50 20 20 110 50 1.0 Ÿ

DPTR.2.20.15.20.50 20 20 110 50 1.5 Ÿ

DPTR.2.20.20.20.50 20 20 110 50 2.0 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

TORUS ENDMILL

recommended cutting data page O892-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DPTR
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 r Z Version

TF
2K

DPTR.4.03.03.06.12 3 6 50 12 0.3

4 Weldon

Ÿ

DPTR.4.04.03.06.15 4 6 50 15 0.3 Ÿ

DPTR.4.04.05.06.15 4 6 50 15 0.5 Ÿ

DPTR.4.05.03.06.20 5 6 60 20 0.3 Ÿ

DPTR.4.05.05.06.20 5 6 60 20 0.5 Ÿ

DPTR.4.06.03.06.20 6 6 60 20 0.3 Ÿ

DPTR.4.06.05.06.20 6 6 60 20 0.5 Ÿ

DPTR.4.06.10.06.20 6 6 60 20 1.0 Ÿ

DPTR.4.08.03.08.25 8 8 70 25 0.3 Ÿ

DPTR.4.08.05.08.25 8 8 70 25 0.5 Ÿ

DPTR.4.08.10.08.25 8 8 70 25 1.0 Ÿ

DPTR.4.08.15.08.25 8 8 70 25 1.5 Ÿ

DPTR.4.08.20.08.25 8 8 70 25 2.0 Ÿ

DPTR.4.10.03.10.30 10 10 90 30 0.3 Ÿ

DPTR.4.10.05.10.30 10 10 90 30 0.5 Ÿ

DPTR.4.10.10.10.30 10 10 90 30 1.0 Ÿ

DPTR.4.10.15.10.30 10 10 90 30 1.5 Ÿ

DPTR.4.10.20.10.30 10 10 90 30 2.0 Ÿ

DPTR.4.12.05.12.30 12 12 90 30 0.5 Ÿ

DPTR.4.12.10.12.30 12 12 90 30 1.0 Ÿ

DPTR.4.12.15.12.30 12 12 90 30 1.5 Ÿ

DPTR.4.12.20.12.30 12 12 90 30 2.0 Ÿ

DPTR.4.16.05.16.50 16 16 110 50 0.5 Ÿ

DPTR.4.16.10.16.50 16 16 110 50 1.0 Ÿ

DPTR.4.16.15.16.50 16 16 110 50 1.5 Ÿ

DPTR.4.16.20.16.50 16 16 110 50 2.0 Ÿ

DPTR.4.20.05.20.50 20 20 110 50 0.5 Ÿ

DPTR.4.20.10.20.50 20 20 110 50 1.0 Ÿ

DPTR.4.20.15.20.50 20 20 110 50 1.5 Ÿ

DPTR.4.20.20.20.50 20 20 110 50 2.0 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

TORUS ENDMILL

recommended cutting data page O89�-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DPTR
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 Z Version

TF
2K

DPM.6.06.00.06.13 6 6 58 13 6

Weldon

Ÿ

DPM.6.08.00.08.19 8 8 65 19 6 Ÿ

DPM.6.10.00.10.22 10 10 72 22 6 Ÿ

DPM.6.12.00.12.26 12 12 83 26 6 Ÿ

DPM.6.16.00.16.32 16 16 92 32 6 Ÿ

DPM.8.18.00.20.32 18 20 92 32 8 Ÿ

DPM.8.20.00.20.38 20 20 103 38 8 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

ENDMILL Multiple Àuted

recommended cutting data page O896-� �-ÀuteG� �5� heli[ anJle

DPM
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 r Z Version

TF
2K

DPK.2.010.03.03 1.0 3 40 3 0.50

2

- Ÿ

DPK.2.015.03.05 1.5 3 40 5 0.75 - Ÿ

DPK.2.020.03.07 2.0 3 40 7 1.00 - Ÿ

DPK.2.025.03.07 2.5 3 40 7 1.25 - Ÿ

DPK.2.030.03.10 3.0 3 40 10 1.50 - Ÿ

DPK.2.035.04.12 3.5 4 50 12 1.75 - Ÿ

DPK.2.040.04.15 4.0 4 50 15 2.00 - Ÿ

DPK.2.045.05.15 4.5 5 50 15 2.25 - Ÿ

DPK.2.050.05.15 5.0 5 50 15 2.50 - Ÿ

DPK.2.060.06.20 6.0 6 65 20 3.00 Weldon Ÿ

DPK.2.070.08.20 7.0 8 65 20 3.50 Weldon Ÿ

DPK.2.080.08.20 8.0 8 65 20 4.00 Weldon Ÿ

DPK.2.090.10.22 9.0 10 70 22 4.50 Weldon Ÿ

DPK.2.100.10.22 10.0 10 70 22 5.00 Weldon Ÿ

DPK.2.110.11.25 11.0 11 70 25 5.50 Weldon Ÿ

DPK.2.120.12.25 12.0 12 80 25 6.00 Weldon Ÿ

DPK.2.140.14.30 14.0 14 90 30 7.00 Weldon Ÿ

DPK.2.160.16.32 16.0 16 90 32 8.00 Weldon Ÿ

DPK.2.180.18.35 18.0 18 100 35 9.00 Weldon Ÿ

DPK.2.200.20.38 20.0 20 100 38 10.00 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

BALLNOSE ENDMILL

recommended cutting data page O892-ÀuteG� 30� heli[ anJle

DPK
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 r Z Version

TF
2K

DPK.3.015.03.05 1.5 3 40 5 0.75

3

- Ÿ

DPK.3.020.03.07 2.0 3 40 7 1.00 - Ÿ

DPK.3.025.03.07 2.5 3 40 7 1.25 - Ÿ

DPK.3.030.03.10 3.0 3 40 10 1.50 - Ÿ

DPK.3.035.04.12 3.5 4 50 12 1.75 - Ÿ

DPK.3.040.04.15 4.0 4 50 15 2.00 - Ÿ

DPK.3.045.05.15 4.5 5 50 15 2.25 - Ÿ

DPK.3.050.05.15 5.0 5 50 15 2.50 - Ÿ

DPK.3.060.06.20 6.0 6 65 20 3.00 Weldon Ÿ

DPK.3.070.08.20 7.0 8 65 20 3.50 Weldon Ÿ

DPK.3.080.08.20 8.0 8 65 20 4.00 Weldon Ÿ

DPK.3.090.10.22 9.0 10 70 22 4.50 Weldon Ÿ

DPK.3.100.10.22 10.0 10 70 22 5.00 Weldon Ÿ

DPK.3.110.11.25 11.0 11 70 25 5.50 Weldon Ÿ

DPK.3.120.12.25 12.0 12 80 25 6.00 Weldon Ÿ

DPK.3.140.14.30 14.0 14 90 30 7.00 Weldon Ÿ

DPK.3.160.16.32 16.0 16 90 32 8.00 Weldon Ÿ

DPK.3.180.18.35 18.0 18 100 35 9.00 Weldon Ÿ

DPK.3.200.20.38 20.0 20 100 38 10.00 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

BALLNOSE ENDMILL

recommended cutting data page O893-ÀuteG� 30� heli[ anJle

DPK
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Dimensions in mm Carbide grades

Carbide grade T2FK preferred for "ordinary steels"

Part number d1 d2 l1 l2 r Z Version

TF
2K

DPK.4.010.03.03 1.0 3 40 3 0.50

4

- Ÿ

DPK.4.015.03.05 1.5 3 40 5 0.75 - Ÿ

DPK.4.020.03.07 2.0 3 40 7 1.00 - Ÿ

DPK.4.025.03.07 2.5 3 40 7 1.25 - Ÿ

DPK.4.030.03.10 3.0 3 40 10 1.50 - Ÿ

DPK.4.035.04.12 3.5 4 50 12 1.75 - Ÿ

DPK.4.040.04.15 4.0 4 50 15 2.00 - Ÿ

DPK.4.045.05.15 4.5 5 50 15 2.25 - Ÿ

DPK.4.050.05.15 5.0 5 50 15 2.50 - Ÿ

DPK.4.060.06.20 6.0 6 65 20 3.00 Weldon Ÿ

DPK.4.070.08.20 7.0 8 65 20 3.50 Weldon Ÿ

DPK.4.080.08.20 8.0 8 65 20 4.00 Weldon Ÿ

DPK.4.090.10.22 9.0 10 70 22 4.50 Weldon Ÿ

DPK.4.100.10.22 10.0 10 70 22 5.00 Weldon Ÿ

DPK.4.110.11.25 11.0 11 70 25 5.50 Weldon Ÿ

DPK.4.120.12.25 12.0 12 80 25 6.00 Weldon Ÿ

DPK.4.140.14.30 14.0 14 90 30 7.00 Weldon Ÿ

DPK.4.160.16.32 16.0 16 90 32 8.00 Weldon Ÿ

DPK.4.180.18.35 18.0 18 100 35 9.00 Weldon Ÿ

DPK.4.200.20.38 20.0 20 100 38 10.00 Weldon Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Soft milling

BALLNOSE ENDMILL

recommended cutting data page O89�-ÀuteG� 30� heli[ anJle

DPK
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type Page

EnGPill %allnoVe� 2-��-ÀuteG

DSK / DSKH
DSKL / DSKLH
DSK 220° /
DSKH 220°

O20-O26

Micro EnGPill %allnoVe� 2-ÀuteG DSKM O27-O29

EnGPill 'ouEle raGiuV� �-ÀuteG DSDS / DSDH O30-O31

ToruV EnGPill� 2-��-ÀuteG 
Zith &orner raGiuV DST / DSTH O32-O36

EnGPill� 6-��-�10-�12-�16-ÀuteG
Zith anG Zithout &orner raGiuV

DSM / DSMH
DSMR / DSMRH
DSML

O37-O42

5ouJhinJ EnGPill� 3-��-ÀuteG
Zith &orner raGiuV or &orner chaPIer

DSR / DSF 
DSRF / DSRR
DSRV / DSFF

O43-O47

EnGPill� �-�5-ÀuteG 
Zith &orner raGiuV DSRV O48

EnGPill &haPIerinJ� �-ÀuteG DSFF O49

)orPulaV O78-O88

&uttinJ Gata O90-O111

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

6oIt anG harG PillinJ oI Vteel PaterialV up to 70 H5&

SYSTEM DS

high tensile steelsP
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 d3 l1 l2 l3 r Z

TS
3K

TS
3H

DSK.2.010.063.06 1.0 6 0.9 63 2 4.5 0.50 2 Ÿ Ÿ

DSK.2.015.063.06 1.5 6 1.4 63 2 4.5 0.75 2 Ÿ Ÿ

DSK.2.020.063.06
2.0 6 1.9

63
3

5.5
1.00 2

Ÿ Ÿ

DSK.2.020.077.06 77 15.5 Ÿ Ÿ

DSK.2.030.063.06
3.0 6 2.9

63
4

7.5
1.50 2

Ÿ Ÿ

DSK.2.030.077.06 77 15.5 Ÿ Ÿ

DSK.2.040.063.06
4.0 6 3.8

63
5

8.5
2.00 2

Ÿ Ÿ

DSK.2.040.077.06 77 15.5 Ÿ Ÿ

DSK.2.050.063.06
5.0 6 4.7

63
5

10.5
2.50 2

Ÿ Ÿ

DSK.2.050.077.06 77 20.5 Ÿ Ÿ

DSK.2.060.063.06
6.0

6
5.6

63
6

25.5
3.00 2

Ÿ Ÿ

DSK.2.060.077.06 6 77 35.5 Ÿ Ÿ

DSK.2.060.099.08 8 99 25.5 Ÿ Ÿ

DSK.2.080.063.08

8.0

8

7.4

63

8

25.5

4.00 2

Ÿ Ÿ

DSK.2.080.077.08 8 77 35.5 Ÿ Ÿ

DSK.2.080.099.08 8 99 50.5 Ÿ Ÿ

DSK.2.080.119.10 10 119 30.5 Ÿ Ÿ

DSK.2.100.077.10
10.0

10
9.4

77
10

35.5
5.00 2

Ÿ Ÿ

DSK.2.100.099.10 10 99 55.5 Ÿ Ÿ

DSK.2.100.119.12 12 119 30.5 Ÿ Ÿ

DSK.2.120.077.12
12.0 12 11.4

77
12

35.5
6.00 2

Ÿ Ÿ

DSK.2.120.099.12 99 55.5 Ÿ Ÿ

DSK.2.160.099.16 16.0 16 15.4 100 20 50.0 8.00 2 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 2902-ÀuteG� 30� heli[ anJle

DSK
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&

Part number d1 d2 d3 l1 l2 l3 r Z

TS
3E

DSKH.2.010.063.06 1.0 6 0.9 63 2 3.0 0.50 2 Ÿ

DSKH.2.015.063.06 1.5 6 1.4 63 2 4.5 0.75 2 Ÿ

DSKH.2.020.063.06
2.0 6 1.9

63
3

5.0
1.00 2

Ÿ

DSKH.2.020.077.06 77 8.0 Ÿ

DSKH.2.030.063.06
3.0 6 2.9

63
4

7.5
1.50 2

Ÿ

DSKH.2.030.077.06 77 12.0 Ÿ

DSKH.2.040.063.06
4.0 6 3.8

63
5

10.0
2.00 2

Ÿ

DSKH.2.040.077.06 77 16.0 Ÿ

DSKH.2.050.063.06
5.0 6 4.7

63
5

12.5
2.50 2

Ÿ

DSKH.2.050.077.06 77 20.0 Ÿ

DSKH.2.060.063.06
6.0

6
5.6

63
6

15.0
3.00 2

Ÿ

DSKH.2.060.077.06 6 77 24.0 Ÿ

DSKH.2.060.099.08 8 99 36.0 Ÿ

DSKH.2.080.063.08

8.0

8

7.4

63

8

20.0

4.00 2

Ÿ

DSKH.2.080.077.08 8 77 32.0 Ÿ

DSKH.2.080.099.08 8 99 48.0 Ÿ

DSKH.2.080.119.10 10 119 40.0 Ÿ

DSKH.2.100.077.10
10.0 10 9.4

77
10

25.0
5.00 2

Ÿ

DSKH.2.100.099.10 99 40.0 Ÿ

DSKH.2.120.077.12
12.0 12 11.4

77
12

30.0
6.00 2

Ÿ

DSKH.2.120.099.12 99 48.0 Ÿ

DSKH.2.160.099.16 16.0 16 15.4 100 20 50.0 8.00 2 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 2912-ÀuteG� 30� heli[ anJle

DSKH
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ

TS
3K

TS
3H

DSKL.2.060.149.08 6 8 5.6 149 6 15 3 2 1.5° Ÿ Ÿ

DSKL.2.080.149.10 8 10 7.4 149 8 20 4 2 1.5° Ÿ Ÿ

DSKL.2.100.149.12 10 12 9.4 149 10 25 5 2 1.5° Ÿ Ÿ

DSKL.2.160.149.16 16 16 15.4 149 20 100 8 2 2° Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 292

long style

2-ÀuteG� �0� heli[ anJle

DSKL

O22
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ

TS
3E

DSKLH.2.060.149.08 6 8 5.6 149 6 15 3 2 1.5° Ÿ

DSKLH.2.080.149.10 8 10 7.4 149 8 20 4 2 1.5° Ÿ

DSKLH.2.100.149.12 10 12 9.4 149 10 25 5 2 1.5° Ÿ

DSKLH.2.120.149.16 12 16 11.4 149 12 30 6 2 2° Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 293

long style

2-ÀuteG� 30� heli[ anJle

DSKLH
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 d3 l1 l2 l3 r Z

TS
3K

TS
3H

DSK.2.030.063.06.2 3 6 2.70 63 2.1 25.5 1.5 2 Ÿ Ÿ

DSK.2.040.063.06.2 4 6 3.60 63 2.8 25.5 2.0 2 Ÿ Ÿ

DSK.2.050.077.06.2 5 6 4.40 77 3.5 30.5 2.5 2 Ÿ Ÿ

DSK.2.060.077.06.2 6 6 5.28 77 4.1 37.5 3.0 2 Ÿ Ÿ

DSK.2.080.088.08.2 8 8 7.04 88 5.5 46.5 4.0 2 Ÿ Ÿ

DSK.2.100.101.10.2 10 10 8.80 101 6.9 55.5 5.0 2 Ÿ Ÿ

DSK.2.120.119.12.2 12 12 10.56 119 8.2 72.5 6.0 2 Ÿ Ÿ

DSK.2.160.119.16.2 16 16 14.08 120 11.0 72.0 8.0 2 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

BALLNOSE ENDMILL 220°

recoPPenGeG cuttinJ Gata paJe 29�2-ÀuteG� 30� heli[ anJle

DSK
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&

Part number d1 d2 d3 l1 l2 l3 r Z

TS
3E

DSKH.2.030.063.06.2 3 6 2.70 63 2.1 15 1.5 2 Ÿ

DSKH.2.040.063.06.2 4 6 3.60 63 2.8 20 2.0 2 Ÿ

DSKH.2.050.063.06.2 5 6 4.40 63 3.5 25 2.5 2 Ÿ

DSKH.2.060.063.06.2 6 6 5.28 63 4.1 30 3.0 2 Ÿ

DSKH.2.080.088.08.2 8 8 7.04 88 5.5 40 4.0 2 Ÿ

DSKH.2.100.101.10.2 10 10 8.80 101 6.9 50 5.0 2 Ÿ

DSKH.2.120.119.12.2 12 12 10.56 119 8.2 60 6.0 2 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

BALLNOSE ENDMILL 220°

recoPPenGeG cuttinJ Gata paJe 2952-ÀuteG� 30� heli[ anJle

DSKH
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

TS
3K

TS
3H

DSK.4.060.063.06
6 6 5.6

63
6

25.5
3 4 - A

Ÿ Ÿ

DSK.4.060.077.06 77 35.5 Ÿ Ÿ

DSK.4.080.063.08
8 8 7.4

63
8

25.5
4 4 - A

Ÿ Ÿ

DSK.4.080.077.08 77 35.5 Ÿ Ÿ

DSK.4.080.099.08 99 50.5 Ÿ Ÿ

DSK.4.100.077.10
10 10 9.4

77
10

30.5
5 4 - A

Ÿ Ÿ

DSK.4.100.099.10 99 55.5 Ÿ Ÿ

DSK.4.120.099.12 12 12 11.4 99 12 55.5 6 4 - A Ÿ Ÿ

DSK.4.160.099.16
16 16 15.4

99
20

50.0
8 4 - A

Ÿ

DSK.4.160.149.16 149 100.0 Ÿ

DSK.4.060.099.08 6 8 5.6 99 6 25.5 3 4 1.9° B Ÿ Ÿ

DSK.4.080.119.10 8 10 7.4 119 8 30.5 4 4 1.6° B Ÿ Ÿ

DSK.4.100.119.12 10 12 9.4 119 10 30.5 5 4 1.8° B Ÿ Ÿ

DSK.4.120.077.12 12 12 11.4 77 12 35.5 6 4 1.8° B Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 296�-ÀuteG� 30� heli[ anJle

DSK
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1

TS
3K

TS
3H

DSKM.2.02.63.04.L00 0.2 4 63 0.3 0.3 51.9 0.20 0.10 2 10° Ÿ Ÿ

DSKM.2.05.63.04.L31
0.5 4 63 0.8

3.1 51.6
0.47 0.25 2 12°

Ÿ Ÿ

DSKM.2.05.63.04.L61 6.1 48.6 Ÿ Ÿ

DSKM.2.05.63.04.L81 8.1 46.6 Ÿ Ÿ

DSKM.2.10.63.04.L00

1.0 4 63 1.5

1.0 53.5 1.00

0.50 2

10° Ÿ Ÿ

DSKM.2.10.63.04.L11 10.1 47.2 0.95 15° Ÿ Ÿ

DSKM.2.10.63.04.L15 15.1 42.2 0.95 15° Ÿ Ÿ

DSKM.2.10.63.04.L41 4.1 52.3 0.95 13° Ÿ Ÿ

DSKM.2.10.63.04.L61 6.1 50.8 0.95 14° Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

MICRO ENDMILL Ballnose

recoPPenGeG cuttinJ Gata paJe 2972-ÀuteG� 30� heli[ anJle

DSKM
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1

TS
3K

TS
3H

DSKM.2.02.63.06.L03 0.2 6 63 0.3 0.3 46 - 0.10 2 10° Ÿ Ÿ

DSKM.2.03.63.06.L06 0.3 6 63 0.6 0.6 47 - 0.15 2 11° Ÿ Ÿ

DSKM.2.04.63.06.L08 0.4 6 63 0.8 0.8 47 - 0.20 2 11° Ÿ Ÿ

DSKM.2.05.63.06.L11 0.5
6 63

1.0 1.1 47 - 0.25
2

11° Ÿ Ÿ

DSKM.2.05.63.06.L31 0.5 1.0 3.1 46 0.45 0.25 12° Ÿ Ÿ

DSKM.2.06.63.06.L13 0.6 1.2 1.3 46 - 0.30 10° Ÿ Ÿ

DSKM.2.06.63.06.L41 0.6
6 63

1.2 4.1 47 0.55 0.30
2

13° Ÿ Ÿ

DSKM.2.08.63.06.L17 0.8 1.6 1.7 46 - 0.40 10° Ÿ Ÿ

DSKM.2.08.63.06.L51 0.8 1.6 5.1 46 0.75 0.40 13° Ÿ Ÿ

DSKM.2.10.63.06.L21
1.0 6 63 2.0

2.1
46

-
0.50 2

10° Ÿ Ÿ

DSKM.2.10.63.06.L61 6.1 0.90 14° Ÿ Ÿ

DSKM.2.12.63.06.L25
1.2 6 63 2.4

2.5 46 -
0.60 2

10° Ÿ Ÿ

DSKM.2.12.63.06.L81 8.1 45 1.10 15° Ÿ Ÿ

DSKM.2.15.63.06.L11
1.5 6 63 3.0

10.1 44 1.40
0.75 2

15° Ÿ Ÿ

DSKM.2.15.63.06.L31 3.1 47 - 10° Ÿ Ÿ

DSKM.2.20.63.06.L11
2.0 6 63 3.0

10.1 45 1.90
1.00 2

15° Ÿ Ÿ

DSKM.2.20.63.06.L31 3.1 49 - 11° Ÿ Ÿ

DSKM.2.25.63.06.L11
2.5 6 63 3.0

10.1 46 2.40
1.25 2

15° Ÿ Ÿ

DSKM.2.25.63.06.L31 3.1 47 - 8° Ÿ Ÿ

DSKM.2.30.63.06.L11
3.0 6 63 3.0

10.1 46 2.90
1.50 2

14° Ÿ Ÿ

DSKM.2.30.63.06.L31 3.1 47 - 7° Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

MICRO ENDMILL Ballnose

recoPPenGeG cuttinJ Gata paJe 2972-ÀuteG� 30� heli[ anJle

DSKM

O28
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1

TS
3K

TS
3H

DSKM.2.02.39.06.L03 0.2 6 39 0.3 0.3 22 - 0.10 2 10° ǻ ǻ

DSKM.2.03.39.06.L06 0.3 6 39 0.6 0.6 23 - 0.15 2 11° ǻ ǻ

DSKM.2.04.39.06.L08 0.4 6 39 0.8 0.8 23 - 0.20 2 11° Ÿ Ÿ

DSKM.2.05.39.06.L11
0.5 6 39 1.0

1.1 23 -
0.25 2

11° ǻ ǻ

DSKM.2.05.39.06.L31 3.1 22 0.45 12° ǻ ǻ

DSKM.2.06.39.06.L13
0.6 6 39 1.2

1.3 22 -
0.30 2

10° ǻ ǻ

DSKM.2.06.39.06.L41 4.1 23 0.55 13° ǻ ǻ

DSKM.2.08.39.06.L17
0.8 6 39 1.6

1.7
22

-
0.40 2

10° Ÿ ǻ

DSKM.2.08.39.06.L51 5.1 0.75 13° Ÿ ǻ

DSKM.2.10.39.06.L21
1.0 6 39 2.0

2.1
22

-
0.50 2

10° ǻ ǻ

DSKM.2.10.39.06.L61 6.1 0.90 14° ǻ ǻ

DSKM.2.12.39.06.L25
1.2 6 39 2.4

2.5 22 -
0.60 2

10° ǻ ǻ

DSKM.2.12.39.06.L81 8.1 21 1.10 15° ǻ ǻ

DSKM.2.15.39.06.L11
1.5 6 39 3.0

10.1 20 1.40
0.75 2

15° ǻ ǻ

DSKM.2.15.39.06.L31 3.1 23 - 10° ǻ ǻ

DSKM.2.20.39.06.L11
2.0 6 39 3.0

10.1 21 1.90
1.00 2

15° ǻ ǻ

DSKM.2.20.39.06.L31 3.1 25 - 11° ǻ ǻ

DSKM.2.25.39.06.L11
2.5 6 39 3.0

10.1 22 2.40
1.25 2

15° ǻ ǻ

DSKM.2.25.39.06.L31 3.1 23 - 8° Ÿ ǻ

DSKM.2.30.39.06.L11
3.0 6 39 3.0

10.1 22 2.90
1.50 2

14° ǻ ǻ

DSKM.2.30.39.06.L31 3.1 23 - 7° ǻ ǻ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

MICRO ENDMILL Ballnose

recoPPenGeG cuttinJ Gata paJe 2972-ÀuteG� 30� heli[ anJle

DSKM
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to �5 H5&

Part number d1 d2 l1 l3 d3 rtheo ap Pa[ Z

TS
3K

DSDS.4.06.63.06.08
6 6

63
15 5.4 0.8 0.4 4

Ÿ

DSDS.4.06.77.06.08 77 Ÿ

DSDS.4.08.63.08.10
8 8

63
20 7.2 1.4 0.5 4

Ÿ

DSDS.4.08.77.08.10 77 Ÿ

DSDS.4.10.77.10.15
10 10

77
25 9.0 2.0 0.7 4

Ÿ

DSDS.4.10.99.10.15 99 Ÿ

DSDS.4.12.77.12.15
12 12

77
30 10.8 2.1 0.8 4

Ÿ

DSDS.4.12.99.12.15 99 Ÿ

DSDS.4.16.77.16.20
16 16

77
40 14.4 2.8 1.0 4

Ÿ

DSDS.4.16.99.16.20 99 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

ENDMILL Double radius

recoPPenGeG cuttinJ Gata paJe 29��-ÀuteG� 30� heli[ anJle

DSDS
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� IroP �5 up to 5� H5&

Part number d1 d2 l1 l3 d3 rtheo ap Pa[ Z

TS
3K

DSDH.4.06.63.06.05
6 6

63
15 5.4 0.7 0.20 4

ǻ

DSDH.4.06.77.06.05 77 Ÿ

DSDH.4.08.63.08.05
8 8

63
20 7.2 1.2 0.25 4

ǻ

DSDH.4.08.77.08.05 77 Ÿ

DSDH.4.10.77.10.06
10 10

77
25 9.0 1.8 0.30 4

ǻ

DSDH.4.10.99.10.06 99 Ÿ

DSDH.4.12.77.12.08
12 12

77
30 10.8 1.9 0.40 4

ǻ

DSDH.4.12.99.12.08 99 Ÿ

DSDH.4.16.77.16.10
16 16

77
40 14.4 2.1 0.50 4

ǻ

DSDH.4.16.99.16.10 99 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

ENDMILL Double radius

�-ÀuteG� 30� heli[ anJle

DSDH

recoPPenGeG cuttinJ Gata paJe 299
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

TS
3K

TS
3H

DST.2.06.05.063.06

6.0 6 5.6

63

6

25.5 0.5

2 - A

Ÿ Ÿ

DST.2.06.05.077.06 77 35.5 0.5 Ÿ Ÿ

DST.2.06.15.063.06 63 25.5 1.5 Ÿ Ÿ

DST.2.06.15.077.06 77 35.5 1.5 Ÿ Ÿ

DST.2.15.03.063.06 1.5 6 0.9 63 3 10.0 0.3 2 9° B Ÿ Ÿ

DST.2.02.05.063.06
2.0 6 1.9

63
3 5.5 0.5 2

6°
B

Ÿ Ÿ

DST.2.02.05.077.06 77 5° Ÿ Ÿ

DST.2.03.05.063.06
3.0 6 2.9

63
4

7.5
0.5 2 4° B

Ÿ Ÿ

DST.2.03.05.077.06 77 15.5 Ÿ Ÿ

DST.2.04.05.063.06

4.0 6 3.8

63 4 8.5 0.5

2

4°

B

Ÿ Ÿ

DST.2.04.05.077.06 77 5 15.5 0.5 3° Ÿ Ÿ

DST.2.04.10.063.06 63 5 8.5 1.0 4° Ÿ Ÿ

DST.2.04.10.077.06 77 5 15.5 1.0 3° Ÿ Ÿ

DST.2.05.05.063.06

5.0 6 4.7

63

5

10.5 0.5

2

3°

B

Ÿ Ÿ

DST.2.05.05.077.06 77 20.5 0.5 2° Ÿ Ÿ

DST.2.05.10.063.06 63 10.5 1.0 3° Ÿ Ÿ

DST.2.05.10.077.06 77 20.5 1.0 2° Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

TORUS ENDMILL

recoPPenGeG cuttinJ Gata paJe 21002-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DST
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Dimensions in mm &arEiGe JraGeV

Part number d1 d2 d3 l1 l2 l3 r Z Version

TS
3K

TS
3H

DST.2.08.05.063.08

8 8

7.6 63

8

25.5 0.5

2 A

Ÿ Ÿ

DST.2.08.05.077.08 7.4 77 35.5 0.5 Ÿ Ÿ

DST.2.08.10.063.08 7.4 63 25.5 1.0 Ÿ Ÿ

DST.2.08.10.077.08 7.4 77 35.5 1.0 Ÿ Ÿ

DST.2.08.10.099.08 7.4 99 50.5 1.0 Ÿ Ÿ

DST.2.08.20.063.08 7.4 63 25.5 2.0 Ÿ Ÿ

DST.2.08.20.077.08 7.4 77 35.5 2.0 Ÿ Ÿ

DST.2.08.20.099.08 7.4 99 50.5 2.0 Ÿ Ÿ

DST.2.10.05.077.10

10 10 9.4

77

10

35.5 0.5

2 A

Ÿ Ÿ

DST.2.10.10.099.10 99 55.5 1.0 Ÿ Ÿ

DST.2.10.20.077.10 77 35.5 2.0 Ÿ Ÿ

DST.2.10.20.099.10 99 55.5 2.0 Ÿ Ÿ

DST.2.12.05.077.12

12 12 11.4

77

12

35.5 0.5

2 A

Ÿ Ÿ

DST.2.12.10.099.12 99 55.5 1.0 Ÿ Ÿ

DST.2.12.20.077.12 77 35.5 2.0 Ÿ Ÿ

DST.2.12.20.099.12 99 55.5 2.0 Ÿ Ÿ

DST.2.160.20.099.16

16 16 15.4

100

20

50.0 2.0

2 A

Ÿ Ÿ

DST.2.160.20.149.16 150 100.0 2.0 Ÿ Ÿ

DST.2.160.35.099.16 100 50.0 3.5 Ÿ Ÿ

DST.2.160.35.149.16 150 100.0 3.5 Ÿ Ÿ

DST.2.06.05.099.08
6 8 5.6 99 6 25.5

0.5
2 B

Ÿ Ÿ

DST.2.06.15.099.08 1.5 Ÿ Ÿ

DST.2.08.10.119.10
8 10 7.4 119 8 30.5

1.0
2 B

Ÿ Ÿ

DST.2.08.20.119.10 2.0 Ÿ Ÿ

DST.2.10.20.119.12 10 12 9.4 119 10 30.5 2.0 2 B Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

TORUS ENDMILL

recoPPenGeG cuttinJ Gata paJe 21002-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DST
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&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&



Dimensions in mm &arEiGe JraGeV

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

TS
3E

DSTH.2.06.02.055.06
6.0 6 5.6 55 6.0 15.5

0.2
2 - A

Ÿ

DSTH.2.06.05.055.06 0.5 Ÿ

DSTH.2.06.10.055.06 1.0 Ÿ

DSTH.2.08.02.063.08

8.0 8 7.4 63 10.0 20.5

0.2

2 - A

Ÿ

DSTH.2.08.05.063.08 0.5 Ÿ

DSTH.2.08.10.063.08 1.0 Ÿ

DSTH.2.08.15.063.08 1.5 Ÿ

DSTH.2.10.02.077.10

10.0 10 9.4 77 15.0 25.5

0.2

2 - A

Ÿ

DSTH.2.10.05.077.10 0.5 Ÿ

DSTH.2.10.10.077.10 1.0 Ÿ

DSTH.2.10.15.077.10 1.5 Ÿ

DSTH.2.12.03.077.12

12.0 12 11.4 77 18.0 30.5

0.3

2 - A

Ÿ

DSTH.2.12.05.077.12 0.5 Ÿ

DSTH.2.12.10.077.12 1.0 Ÿ

DSTH.2.12.15.077.12 1.5 Ÿ

DSTH.2.15.01.055.06 1.5 6 1.4 55 2.5 5.5 0.1 2 15° B Ÿ

DSTH.2.02.02.055.06
2.0 6 1.9 55 3.0 5.5

0.2
2 15° B

Ÿ

DSTH.2.02.05.055.06 0.5 Ÿ

DSTH.2.03.02.055.06
3.0 6 2.9 55 4.0 7.5

0.2
2 15° B

Ÿ

DSTH.2.03.05.055.06 0.5 Ÿ

DSTH.2.04.02.055.06
4.0 6 3.8 55 5.0 8.5

0.2
2 15° B

Ÿ

DSTH.2.04.05.055.06 0.5 Ÿ

DSTH.2.05.02.055.06
5.0 6 4.7 55 6.0 12.5

0.2
2 15° B

Ÿ

DSTH.2.05.05.055.06 0.5 Ÿ

DSTH.2.05.10.055.06 1.0 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

TORUS ENDMILL

recoPPenGeG cuttinJ Gata paJe 21012-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DSTH
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&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&



Dimensions in mm &arEiGe JraGeV

Part number d1 d2 d3 l1 l2 l3 r Z

TS
3K

DST.4.06.063.06.3.05

6 6 5.6

63

6

25.5 0.5

4

Ÿ

DST.4.06.063.06.3.10 63 25.5 1.0 Ÿ

DST.4.06.077.06.3.05 77 35.5 0.5 Ÿ

DST.4.06.077.06.3.15 77 35.5 1.5 Ÿ

DST.4.08.063.08.3.05

8 8 7.4

63

8

25.5 0.5

4

Ÿ

DST.4.08.063.08.3.10 63 25.5 1.0 Ÿ

DST.4.08.063.08.3.20 63 25.5 2.0 Ÿ

DST.4.08.077.08.3.05 77 25.5 0.5 Ÿ

DST.4.08.077.08.3.10 77 35.5 1.0 Ÿ

DST.4.08.077.08.3.20 77 35.5 2.0 Ÿ

DST.4.08.099.08.3.10 99 50.5 1.0 Ÿ

DST.4.08.099.08.3.20 99 50.5 2.0 Ÿ

DST.4.10.077.10.3.05

10 10 9.4

77

10

35.5 0.5

4

Ÿ

DST.4.10.077.10.3.20 77 35.5 2.0 Ÿ

DST.4.10.099.10.3.10 99 55.5 1.0 Ÿ

DST.4.10.099.10.3.20 99 55.5 2.0 Ÿ

DST.4.12.077.12.3.05

12 12 11.4

77

12

35.5 0.5

4

Ÿ

DST.4.12.077.12.3.20 77 35.5 2.0 Ÿ

DST.4.12.099.12.3.10 99 55.5 1.0 Ÿ

DST.4.12.099.12.3.20 99 55.5 2.0 Ÿ

DST.4.160.20.099.16

16 16 15.4

99

20

50.0 2.0

4

Ÿ

DST.4.160.20.149.16 149 100.0 2.0 Ÿ

DST.4.160.35.099.16 99 50.0 3.5 Ÿ

DST.4.160.35.149.16 149 100.0 3.5 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

TORUS ENDMILL

recoPPenGeG cuttinJ Gata paJe 2102�-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DST

 O35

hi
gh

 te
ns

ile
 s

te
el

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ

TS
3K

DST.4.06.099.08.3.05
6 8 5.6 99 6 25.5

0.5
4 4°

Ÿ

DST.4.06.099.08.3.15 1.5 Ÿ

DST.4.08.119.10.3.10
8 10 7.4 119 8 30.5

1.0
4 4°

Ÿ

DST.4.08.119.10.3.20 2.0 Ÿ

DST.4.10.119.12.3.20 10 12 9.4 119 10 30.5 2.0 4 4° Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

TORUS ENDMILL

recoPPenGeG cuttinJ Gata paJe 2102�-ÀuteG� 30� heli[ anJle� Zith corner raGiuV

DST
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&

Part number d1 d2 l1 l2 l3 d3 Z Version

TS
3K

DSM.6.03.63.06 3 6 63 10 - - 6 A Ÿ

DSM.6.04.63.06 4 6 63 10 - - 6 A Ÿ

DSM.6.05.63.06 5 6 63 15 - - 6 A Ÿ

DSM.6.06.63.06 6 6 63 20 - - 6 A Ÿ

DSM.6.08.63.08
8 8

63 20
- -

6
A

Ÿ

DSM.8.08.77.08 77 25 8 Ÿ

DSM.10.10.77.10
10 10

77 30
- -

10
A

Ÿ

DSM.6.10.69.10 69 25 6 Ÿ

DSM.12.12.88.12
12 12

88 35
- -

12
A

Ÿ

DSM.6.12.77.12 77 25 6 Ÿ

DSM.16.16.88.16
16 16 88

34
- -

16
A

Ÿ

DSM.6.16.88.16 30 6 Ÿ

DSM.6.03.63.06S 3 6 63 3 10.5 2.9 6 B Ÿ

DSM.6.04.63.06S 4 6 63 4 10.5 3.8 6 B Ÿ

DSM.6.05.63.06S 5 6 63 5 15.5 4.7 6 B Ÿ

DSM.6.06.63.06S 6 6 63 6 20.5 5.6 6 B Ÿ

DSM.6.08.63.08S 8 8 63 8 20.5 7.4 6 B Ÿ

DSM.6.10.69.10S 10 10 69 10 25.5 9.4 6 B Ÿ

DSM.6.12.77.12S 12 12 77 12 25.5 11.4 6 B Ÿ

DSM.6.16.88.16S 16 16 88 16 35.0 15.4 6 B Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 2103

Standard

6-��-�10-�12-�16-ÀuteG� �5� heli[ anJle

DSM
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&

Note:
1ot cuttinJ acroVV centre�

Part number d1 d2 l1 l2 Ȗ Z

TS
3E

DSMH.6.03.55.06 3 6 55 9.5 30° 6 Ÿ

DSMH.6.04.55.06 4 6 55 12.5 30° 6 Ÿ

DSMH.6.05.55.06 5 6 55 15.5 30° 6 Ÿ

DSMH.6.06.63.06 6 6 63 18.5 - 6 Ÿ

DSMH.6.08.63.08 8 8 63 24.5 - 6 Ÿ

DSMH.6.10.77.10 10 10 77 30.5 - 6 Ÿ

DSMH.6.12.88.12 12 12 88 36.5 - 6 Ÿ

DSMH.6.16.99.16 16 16 99 48.5 - 6 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 210�

Standard

6-ÀuteG� �5� heli[ anJle

DSMH
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Note:
1ot cuttinJ acroVV centre�

Part number d1 r d2 l1 l2 Z

TS
3K

TS
3H

DSMR.6.03.63.06.03 3 0.3 6 63 10 6 Ÿ Ÿ

DSMR.6.04.63.06.03 4 0.3 6 63 10 6 Ÿ Ÿ

DSMR.6.05.63.06.03
5

0.3
6 63 15 6

Ÿ Ÿ

DSMR.6.05.63.06.05 0.5 Ÿ Ÿ

DSMR.6.06.63.06.05
6

0.5
6 63 20 6

Ÿ Ÿ

DSMR.6.06.63.06.10 1.0 Ÿ Ÿ

DSMR.6.08.63.08.05
8

0.5
8 63 20 6

Ÿ Ÿ

DSMR.6.08.63.08.10 1.0 Ÿ Ÿ

DSMR.6.10.69.10.05
10

0.5
10 69 25 6

Ÿ Ÿ

DSMR.6.10.69.10.10 1.0 Ÿ Ÿ

DSMR.6.10.69.10.15 1.5 Ÿ Ÿ

DSMR.6.12.77.12.05
12

0.5
12 77 25 6

Ÿ Ÿ

DSMR.6.12.77.12.10 1.0 Ÿ Ÿ

DSMR.6.12.77.12.20 2.0 Ÿ Ÿ

DSMR.6.16.88.16.05
16

0.5
16 88

35
6

Ÿ

DSMR.6.16.88.16.10 1.0 30 Ÿ Ÿ

DSMR.6.16.88.16.20 2.0 30 Ÿ Ÿ

DSMR.8.08.77.08.05 8 0.5 8 77 25 8 Ÿ Ÿ

DSMR.10.10.77.10.05 10 0.5 10 77 30 10 Ÿ Ÿ

DSMR.12.12.88.12.05 12 0.5 12 88 35 12 Ÿ Ÿ

DSMR.16.16.88.16.05 16 0.5 16 88 34 16 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft and hard milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 2103

Standard

6-��-�10-�12-�16-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSMR
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&
&arEiGe JraGe T63H preIerreG Ior �HarGPillinJ� IroP 56 H5&

Note:
1ot cuttinJ acroVV centre�

Part number d1 r d2 l1 l2 l3 d3 Z

TS
3K

TS
3H

DSMR.6.03.63.06.03S 3 0.3 6 63 3 10.5 2.9 6 Ÿ Ÿ

DSMR.6.04.63.06.03S 4 0.3 6 63 4 10.5 3.8 6 Ÿ Ÿ

DSMR.6.05.63.06.03S
5

0.3
6 63 5 15.5 4.7 6

Ÿ Ÿ

DSMR.6.05.63.06.05S 0.5 Ÿ Ÿ

DSMR.6.06.63.06.05S
6

0.5
6 63 6 20.5 5.6 6

Ÿ Ÿ

DSMR.6.06.63.06.10S 1.0 Ÿ Ÿ

DSMR.6.08.63.08.05S
8

0.5
8 63 8 20.5 7.4 6

Ÿ Ÿ

DSMR.6.08.63.08.10S 1.0 Ÿ Ÿ

DSMR.6.10.69.10.05S
10

0.5
10 69 10 25.5 9.4 6

Ÿ Ÿ

DSMR.6.10.69.10.10S 1.0 Ÿ Ÿ

DSMR.6.10.69.10.15S 1.5 Ÿ Ÿ

DSMR.6.12.77.12.05S
12

0.5
12 77 12 25.5 11.4 6

Ÿ Ÿ

DSMR.6.12.77.12.10S 1.0 Ÿ Ÿ

DSMR.6.12.77.12.20S 2.0 Ÿ Ÿ

DSMR.6.16.88.16.10S
16

1.0
16 88 16 35.0 15.4 6

Ÿ Ÿ

DSMR.6.16.88.16.20S 2.0 Ÿ Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ Ƞ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft and hard milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 2103

short style

6-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSMR
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63E Ior �HarGPillinJ� IroP 50 up to 70 H5&

Note:
1ot cuttinJ acroVV centre�

Part number d1 r d2 l1 l2 l3 d3 Ȗ Z Version

TS
3E

DSMRH.6.03.55.06.01 3 0.1 6 55 9.5 - - 30° 6 A Ÿ

DSMRH.6.04.55.06.02 4 0.2 6 55 12.5 - - 30° 6 A Ÿ

DSMRH.6.05.55.06.02 5 0.2 6 55 15.5 - - 30° 6 A Ÿ

DSMRH.6.06.63.06.03 6 0.3 6 63 18.5 - - - 6 A Ÿ

DSMRH.6.08.63.08.05 8 0.5 8 63 24.5 - - - 6 A Ÿ

DSMRH.6.10.77.10.05 10 0.5 10 77 30.5 - - - 6 A Ÿ

DSMRH.6.12.88.12.05 12 0.5 12 88 36.5 - - - 6 A Ÿ

DSMRH.6.16.99.16.05 16 0.5 16 99 48.5 - - - 6 A Ÿ

DSMRH.6.03.55.06.1S 3 0.1 6 55 3.0 9.5 2.9 30° 6 B Ÿ

DSMRH.6.04.55.06.3S 4 0.3 6 55 4.0 12.5 3.9 30° 6 B Ÿ

DSMRH.6.05.55.06.2S 5 0.2 6 55 5.0 15.5 4.8 30° 6 B Ÿ

DSMRH.6.06.63.06.3S 6 0.3 6 63 6.0 18.5 5.8 - 6 B Ÿ

DSMRH.6.08.63.08.5S 8 0.5 8 63 8.0 24.5 7.8 - 6 B Ÿ

DSMRH.6.10.77.10.5S 10 0.5 10 77 10.0 30.5 9.8 - 6 B Ÿ

DSMRH.6.12.88.12.5S 12 0.5 12 88 12.0 36.5 11.8 - 6 B Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Hard milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 210�

Standard

6-ÀuteG� �5� heli[ anJle

DSMRH
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&

Note:
1ot cuttinJ acroVV centre�

Part number d1 r d2 l1 l2 Z

TS
3K

DSML.6.08.077.08 8 0.5 8 77 30 6 Ÿ

DSML.6.10.088.10 10 0.5 10 88 35 6 Ÿ

DSML.6.12.099.12 12 0.5 12 99 40 6 Ÿ

DSML.6.16.101.16 16 0.5 16 101 45 6 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft and hard milling

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 2103

long style

6-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSML
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oItPillinJ� up to 5� H5&

Part number d1 r rE d2 l1 l2 l3 d3 Z

TS
3K

DSR.3.020.38.03 2 0.2 2 3 38 3 10.5 1.9 3 Ÿ

DSR.3.030.38.03 3 0.2 2 3 38 4 10.5 2.9 3 Ÿ

DSR.3.040.50.06
4 0.2 2 6

50
5 12.5 3.8 3

Ÿ

DSR.3.040.63.06 63 Ÿ

DSR.3.050.50.06
5 0.2 2 6

50
6 14.5 4.7 3

Ÿ

DSR.3.050.63.06 63 Ÿ

DSR.3.060.63.06 6 0.3 2 6 63 7 16.5 5.6 3 Ÿ

DSR.3.080.63.08 8 0.5 2 8 63 9 20.5 7.4 3 Ÿ

DSR.3.100.69.10 10 0.5 2 10 69 12 25.5 9.4 3 Ÿ

DSR.3.120.77.12 12 0.5 2 12 77 15 30.5 11.4 3 Ÿ

DSR.3.160.88.16 16 0.5 2 16 88 18 38.0 15.4 3 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft milling

ROUGHING ENDMILL

recoPPenGeG cuttinJ Gata paJe 21053-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSR
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oItPillinJ� up to 5� H5&

Part number d1 E d2 l1 l2 Z

TS
3K

DSF.3.020.38.03 2 0.10 3 38 8 3 Ÿ

DSF.3.030.38.03 3 0.10 3 38 10 3 Ÿ

DSF.3.040.50.04 4 0.10 4 50 12 3 Ÿ

DSF.3.050.50.05 5 0.15 5 50 14 3 Ÿ

DSF.3.060.63.06 6 0.15 6 63 16 3 Ÿ

DSF.3.080.63.08 8 0.20 8 63 20 3 Ÿ

DSF.3.100.69.10 10 0.20 10 69 22 3 Ÿ

DSF.3.120.77.12 12 0.25 12 77 25 3 Ÿ

DSF.3.160.88.16 16 - 16 88 35 3 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft milling

ROUGHING ENDMILL

recoPPenGeG cuttinJ Gata paJe 21063-ÀuteG� �5� heli[ anJle� Zith corner chaPIer

DSF
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 5� H5&

Part number d1 E d2 l1 l2 Z

TS
3K

DSF.4.040.50.04 4 0.10 4 50 12 4 Ÿ

DSF.4.060.63.06 6 0.15 6 63 16 4 Ÿ

DSF.4.080.63.08 8 0.20 8 63 20 4 Ÿ

DSF.4.100.69.10 10 0.20 10 69 22 4 Ÿ

DSF.4.120.77.12 12 0.25 12 77 25 4 Ÿ

DSF.4.160.88.16 16 - 16 88 35 4 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group II - soft and hard milling

ROUGHING ENDMILL

recoPPenGeG cuttinJ Gata paJe 2107�-ÀuteG� 50� heli[ anJle� Zith corner chaPIer

DSF
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oItPillinJ�

Part number d1 E d2 l1 l2 Z

TS
3K

DSRF.3.06.63.06.25 6 0.25 6 63 16 3 Ÿ

DSRF.3.08.63.08.50 8 0.50 8 63 20 3 Ÿ

DSRF.3.10.69.10.50 10 0.50 10 69 22 3 Ÿ

DSRF.3.12.77.12.50 12 0.50 12 77 25 3 Ÿ

DSRF.3.16.88.16.10 16 - 16 88 32 3 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / IV - soft milling

ROUGHING RIPPED ENDMILL 

recoPPenGeG cuttinJ Gata paJe 210�3-ÀuteG� �5� heli[ anJle� Zith corner chaPIer

DSRF
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oItPillinJ�

Part number d1 r d2 l1 l2 Z

TS
3K

DSRR.3.06.63.06.03 6 0.3 6 63 16 3 Ÿ

DSRR.3.08.63.08.05 8 0.5 8 63 20 3 Ÿ

DSRR.3.10.69.10.05 10 0.5 10 69 22 3 Ÿ

DSRR.3.12.77.12.05 12 0.5 12 77 25 3 Ÿ

DSRR.3.16.88.16.05 16 0.5 16 88 35 3 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group III - soft milling

ROUGHING RIPPED ENDMILL 

recoPPenGeG cuttinJ Gata paJe 21093-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSRR
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Dimensions in inch &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oItPillinJ�

Part number d1 r d2 l1 l2 Z

TS
3K

DSRV.4.03.38.03 3 0.2 3 38 7 4 Ÿ

DSRV.4.04.50.04 4 0.2 4 50 9 4 Ÿ

DSRV.4.05.50.05 5 0.2 5 50 11 4 Ÿ

DSRV.4.06.63.06 6 0.3 6 63 13 4 Ÿ

DSRV.4.08.63.08 8 0.5 8 63 18 4 Ÿ

DSRV.4.10.69.10 10 0.5 10 69 22 4 Ÿ

DSRV.4.12.77.12 12 1.0 12 77 25 4 Ÿ

DSRV.5.16.88.16 16 1.0 16 88 35 5 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group III and Titanium

ENDMILL Multiple Àuted

recoPPenGeG cuttinJ Gata paJe 2110

Standard

�-� 5-ÀuteG� �5� heli[ anJle� Zith corner raGiuV

DSRV
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Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe T63. preIerreG Ior �6oIt- anG HarGPillinJ� up to 60 H5&

Part number d2 l1 l2 Z

TS
3K

DSFF.4.04.50.04.45 4 50 2 4 Ÿ

DSFF.4.06.63.06.45 6 63 3 4 Ÿ

DSFF.4.08.63.08.45 8 63 4 4 Ÿ

DSFF.4.10.69.10.45 10 69 5 4 Ÿ

DSFF.4.12.77.12.45 12 77 6 4 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoateG JraGeV N
ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H Ɣ

,n the 81,TE' 6T$TE6 call uV toll Iree
1 - 888 - 818 HORN

Recommended material group I / II / III / IV - soft and hard milling

ENDMILL Chamfering

recoPPenGeG cuttinJ Gata paJe 2111�-ÀuteG

DSFF
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH PRODUCTIVE MACHINING

SYSTEM DS

- for Cobalt chromium alloys -
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type Page

Ballnose Endmill DSKC O52

Ballnose Endmill DSKLC O53

Endmill 220° Full radius DSKC O54

Torus Endmill DSTC O55

EnGPill Pultiple ÀuteG DSMRC O56

Formulas
O87-O88

Cutting data
O112-O115

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DS

Cobalt Chromium alloysS
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Dimensions in mm Carbide grades

Carbide grade TSCC preferred for CoCr alloys, e.g Medical technology

Part number d1 d2 d3 l1 l2 l3 r Z

TS
C

C

DSKC.2.010.063.06 1.0 6 0.9 63 2 3.0 0.50 2 Ÿ

DSKC.2.015.063.06 1.5 6 1.4 63 2 4.5 0.75 2 Ÿ

DSKC.2.020.063.06
2.0 6 1.9

63
3

5.0
1.00 2

Ÿ

DSKC.2.020.077.06 77 8.0 Ÿ

DSKC.2.030.063.06
3.0 6 2.9

63
4

7.5
1.50 2

Ÿ

DSKC.2.030.077.06 77 12.0 Ÿ

DSKC.3.040.063.06
4.0 6 3.8

63
5

10.0
2.00 3

Ÿ

DSKC.3.040.077.06 77 16.0 Ÿ

DSKC.4.050.063.06
5.0 6 4.7

63
5

12.5
2.50 4

Ÿ

DSKC.4.050.077.06 77 20.0 Ÿ

DSKC.4.060.063.06
6.0

6
5.6

63
6

15.0
3.00 4

Ÿ

DSKC.4.060.077.06 6 77 24.0 Ÿ

DSKC.4.060.099.08 8 99 36.0 Ÿ

DSKC.5.080.063.08

8.0

8

7.4

63

8

20.0

4.00 5

Ÿ

DSKC.5.080.077.08 8 77 32.0 Ÿ

DSKC.5.080.099.08 8 99 48.0 Ÿ

DSKC.5.080.119.10 10 119 40.0 Ÿ

DSKC.5.100.077.10
10.0

10
9.4

77
10

25.0
5.00 5

Ÿ

DSKC.5.100.099.10 10 99 40.0 Ÿ

DSKC.5.100.119.12 12 119 60.0 Ÿ

DSKC.7.120.077.12
12.0 12 11.4

77
12

30.0
6.00 7

Ÿ

DSKC.7.120.099.12 99 48.0 Ÿ

DSKC.7.160.099.16 16.0 16 15.4 99 20 50.0 8.00 7 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group III - CoCr alloys

BALLNOSE ENDMILL

recommended cutting data page O1122-�3-��-�5-�7-ÀuteG� 30� heli[ anJle

DSKC
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Dimensions in mm Carbide grades

Carbide grade TSCC preferred for CoCr alloys, e.g Medical technology

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ

TS
C

C

DSKLC.4.060.149.08 6 8 5.6 149 6 15 3 4 1.5° Ÿ

DSKLC.5.080.149.10 8 10 7.4 149 8 20 4 5 1.5° Ÿ

DSKLC.5.100.149.12 10 12 9.4 149 10 25 5 5 1.5° Ÿ

DSKLC.7.120.149.16 12 16 11.4 149 12 30 6 7 2.0° Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group III - CoCr alloys

BALLNOSE ENDMILL

recommended cutting data page O112�-�5-�7-ÀuteG� 30� heli[ anJle

DSKLC

 O53

C
ob

al
t C

hr
om

iu
m



Dimensions in mm Carbide grades

Carbide grade TSCC preferred for CoCr alloys, e.g Medical technology

Part number d1 d2 d3 l1 l2 l3 r Z

TS
C

C

DSKC.2.030.063.06.2 3 6 2.80 63 2.0 15 1.5 2 Ÿ

DSKC.3.040.063.06.2 4 6 3.75 63 2.6 20 2.0 3 Ÿ

DSKC.4.050.063.06.2 5 6 4.70 63 3.3 25 2.5 4 Ÿ

DSKC.4.060.063.06.2 6 6 5.65 63 4.0 30 3.0 4 Ÿ

DSKC.5.080.088.08.2 8 8 7.50 88 5.3 40 4.0 5 Ÿ

DSKC.5.100.101.10.2 10 10 9.40 101 6.7 50 5.0 5 Ÿ

DSKC.7.120.119.12.2 12 12 11.30 119 8.0 60 6.0 7 Ÿ

DSKC.7.160.119.16.2 16 16 15.10 119 10.7 72 8.0 7 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group III - CoCr alloys

BALLNOSE ENDMILL 220°

recommended cutting data page O1132-�3-��-�5-�7-ÀuteG� 30� heli[ anJle

DSKC

O54

C
ob

al
t C

hr
om

iu
m



Dimensions in mm Carbide grades

Part number d1 d2 d3 l1 l2 l3 r Z

TS
C

C

DSTC.2.15.01.055.06 1.5 6 1.4 55 2.5 5.5 0.1 2 Ÿ

DSTC.2.02.02.055.06
2.0 6 1.9 55 3.0 5.5

0.2
2

Ÿ

DSTC.2.02.05.055.06 0.5 Ÿ

DSTC.2.03.02.055.06
3.0 6 2.9 55 4.0 7.5

0.2
2

Ÿ

DSTC.2.03.05.055.06 0.5 Ÿ

DSTC.3.04.02.055.06
4.0 6 3.8 55 5.0 8.5

0.2
3

Ÿ

DSTC.3.04.05.055.06 0.5 Ÿ

DSTC.4.05.02.055.06
5.0 6 4.7 55 6.0 12.5

0.2
4

Ÿ

DSTC.4.05.05.055.06 0.5 Ÿ

DSTC.4.05.10.055.06 1.0 Ÿ

DSTC.4.06.02.055.06
6.0 6 5.6 55 6.0 15.5

0.2
4

Ÿ

DSTC.4.06.05.055.06 0.5 Ÿ

DSTC.4.06.10.055.06 1.0 Ÿ

DSTC.5.08.02.063.08
8.0 8 7.4 63 10.0 20.5

0.2
5

Ÿ

DSTC.5.08.05.063.08 0.5 Ÿ

DSTC.5.08.10.063.08 1.0 Ÿ

DSTC.5.08.15.063.08 8.0 8 7.4 63 10.0 20.5 1.5
5

Ÿ

DSTC.5.10.02.077.10 10.0 10 9.4 77 15.0 25.5 0.2 Ÿ

DSTC.5.10.05.077.10 10.0 10 9.4 77 15.0 25.5 0.5 Ÿ

DSTC.5.10.10.077.10 10.0 10 9.4

77

15.0 25.5 1.0

5

Ÿ

DSTC.5.10.15.077.10 10.0 10 9.4 15.0 25.5 1.5 Ÿ

DSTC.5.12.02.077.12 12.0 12 11.4 18.0 30.5 0.2 Ÿ

DSTC.5.12.05.077.12 12.0 12 11.4 18.0 30.5 0.5 Ÿ

DSTC.5.12.10.077.12 12.0 12 11.4 18.0 30.5 1.0 Ÿ

DSTC.5.12.15.077.12 12.0 12 11.4 18.0 30.5 1.5 Ÿ

DSTC.5.12.20.077.12 12.0 12 11.4 18.0 30.5 2.0 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group III - CoCr alloys

TORUS ENDMILL

recommended cutting data page O1142-�3-��-�5-ÀuteG� 30� heli[ anJle

DSTC

 O55

C
ob

al
t C

hr
om

iu
m

Carbide grade TSCC preferred for CoCr alloys, e.g Medical technology



Dimensions in mm Carbide grades

Carbide grade TSCC preferred for CoCr alloys, e.g Medical technology

Part number d1 r d2 l1 l2 l3 d3 Z Version

TS
C

C

DSMRC.4.03.55.06.02
3

0.2
6 55

9.5 - -
4

A Ÿ

DSMRC.4.03.55.06.3S 0.3 3.0 9.5 2.9 B Ÿ

DSMRC.4.04.55.06.02
4

0.2
6 55

12.5 - -
4

A Ÿ

DSMRC.4.04.55.06.3S 0.3 4.0 12.5 3.9 B Ÿ

DSMRC.4.05.55.06.02
5

0.2
6 55

15.5 - -
4

A Ÿ

DSMRC.4.05.55.06.5S 0.5 5.0 15.5 4.8 B Ÿ

DSMRC.5.06.63.06.02
6

0.2
6 63

18.5 - -
5

A Ÿ

DSMRC.5.06.63.06.5S 0.5 6.0 18.5 5.8 B Ÿ

DSMRC.5.08.63.08.10
8

1.0
8 63

24.5 - -
5

A Ÿ

DSMRC.5.08.63.08.5S 0.5 8.0 24.5 7.8 B Ÿ

DSMRC.5.10.77.10.10
10

1.0
10 77

30.5 - -
5

A Ÿ

DSMRC.5.10.77.10.5S 0.5 10.0 30.5 9.8 B Ÿ

DSMRC.7.12.88.12.10
12

1.0
12 88

36.5 - -
7

A Ÿ

DSMRC.7.12.88.12.2S 0.2 12.0 36.5 11.8 B Ÿ

DSMRC.7.16.99.16.05
16

0.5
16 99 48.5 - - 7 A

Ÿ

DSMRC.7.16.99.16.20 2.0 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N
ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group III - CoCr alloys

ENDMILL Multiple Àuted

recommended cutting data page O115�-�5-�7-ÀuteG� 30� heli[ anJle

DSMRC

O56

C
ob

al
t C

hr
om

iu
m



G R O O V I N G   P A R T I N G  O F F   G R O O V E  M I L L I N G   B R O A C H I N G   P R O F I L E  M I L L I N G   D R I L L I N G   R E A M I N G

HORN - LEADERS IN GROOVING TECHNOLOGY

S100 Insert
with through coolant
Cutting edge cooled effectively.

For further information, please contact HORN USA.

 O57



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH PRODUCTIVE MACHINING

SYSTEM DS

- for copper materials -

O58

C
op

pe
r



type Page

Endmill Full radius
�-ÀuteG DSKK O60

Torus Endmill
�-ÀuteG Zith &orner raGiuV DSTK O61

Endmill
3-ÀuteG� Zith anG Zithout &orner raGiuV

DSMK
DSMRK O62-O63

Micro Endmill Ballnose
2-ÀuteG Zith &orner raGiuV

DSKMK
DSMMK O64-O65

Formulas
O87-O88

&uttinJ Gata
O116-O121

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DS

CopperN

 O59

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

&
1

2.

DSKK.4.060.063.06 6 6 5.8 63 9 25 3.0 4 0° A Ÿ

DSKK.4.080.077.08 8 8 7.8 77 10 25 4.0 4 0° A Ÿ

DSKK.4.100.077.10 10 10 9.8 77 12 35 5.0 4 0° A Ÿ

DSKK.4.120.088.12 12 12 11.7 88 16 40 6.0 4 0° A Ÿ

DSKK.4.030.050.04
3

4
2.9

50
7 15 1.5 4 15° B

Ÿ

DSKK.4.030.063.06 6 63 Ÿ

DSKK.4.040.063.06 4 6 3.9 63 7 15 2.0 4 15° B Ÿ

DSKK.4.050.063.06 5 6 4.8 63 7 20 2.5 4 15° B Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

BALLNOSE ENDMILL

recommended cutting data page O116�-ÀuteG� 30� heli[ anJle

DSKK

O60

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

&
1

2.

DSTK.4.06.05.63.06 6 6 5.8 63 9 25 0.5

4 0° A

Ÿ

DSTK.4.06.10.63.06 6 6 5.8 63 9 25 1.0 Ÿ

DSTK.4.08.05.77.08 8 8 7.8 77 10 25 0.5 Ÿ

DSTK.4.08.10.77.08 8 8 7.8 77 10 25 1.0 Ÿ

DSTK.4.10.05.77.10 10 10 9.8 77 12 35 0.5 Ÿ

DSTK.4.10.10.77.10 10 10 9.8 77 12 35 1.0 Ÿ

DSTK.4.12.10.88.12 12 12 11.7 88 16 40 1.0 Ÿ

DSTK.4.16.10.99.16 16 16 15.7 100 28 40 1.0 Ÿ

DSTK.4.03.05.50.04 3 4 2.9 50

7

15

0.5 4 15° B

Ÿ

DSTK.4.03.05.63.06 3 6 2.9 63 15 Ÿ

DSTK.4.04.05.63.06 4 6 3.9 63 15 Ÿ

DSTK.4.05.05.63.06 5 6 4.8 63 20 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

TORUS ENDMILL

recommended cutting data page O117�-ÀuteG� 20� heli[ anJle� Zith corner raGiuV

DSTK

 O61

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 d3 l1 l2 l3 Z Ȗ Version

&
1

2.

DSMK.3.06.63.06 6 6 5.8 63 14 25

3 0° A

Ÿ

DSMK.3.08.77.08 8 8 7.8 77 18 25 Ÿ

DSMK.3.10.77.10 10 10 9.8 77 22 35 Ÿ

DSMK.3.12.88.12 12 12 11.7 88 26 40 Ÿ

DSMK.3.16.99.16 16 16 15.7 100 32 45 Ÿ

DSMK.3.03.50.04 3 4 2.9 50 7 15

3 15° B

Ÿ

DSMK.3.03.63.06 3 6 2.9 63 7 15 Ÿ

DSMK.3.04.63.06 4 6 3.9 63 9 15 Ÿ

DSMK.3.05.63.06 5 6 4.8 63 12 20 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

ENDMILL Multiple Àuted

recommended cutting data page O1183-ÀuteG� 20� heli[ anJle

DSMK

O62

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

&
1

2.

DSMRK.3.06.63.06.02 6 6 5.8 63 14 25

0.2 3 0° A

Ÿ

DSMRK.3.08.77.08.02 8 8 7.8 77 18 25 Ÿ

DSMRK.3.10.77.10.02 10 10 9.8 77 22 35 Ÿ

DSMRK.3.12.88.12.02 12 12 11.7 88 26 40 Ÿ

DSMRK.3.16.99.16.02 16 16 15.7 100 32 45 Ÿ

DSMRK.3.03.50.04.01 3 4 2.9 50 7 15

0.1 3 15° B

Ÿ

DSMRK.3.03.63.06.01 3 6 2.9 63 7 15 Ÿ

DSMRK.3.04.63.06.01 4 6 3.9 63 9 15 Ÿ

DSMRK.3.05.63.06.01 5 6 4.8 63 12 20 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

ENDMILL Multiple Àuted

recommended cutting data page O119

Zith raGiuV

3-ÀuteG� 20� heli[ anJle� Zith corner raGiuV

DSMRK

 O63

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1 Ȗ2 Version

&
1

2.

DSKMK.2.03.50.4.L30 0.3

4 50

1.0 3 36 0.25 0.15

2

9.7°

0° B

Ÿ

DSKMK.2.04.50.4.L30 0.4 1.0 3 36 0.35 0.20 9.4° Ÿ

DSKMK.2.05.50.4.L30 0.5 1.5 3 36 0.45 0.25 9.2° Ÿ

DSKMK.2.05.50.4.L50 0.5 1.5 5 36 0.45 0.25 11.2° Ÿ

DSKMK.2.06.50.4.L50 0.6 1.5 5 36 0.55 0.30 10.9° Ÿ

DSKMK.2.08.50.4.L60 0.8 2.0 6 36 0.75 0.40 11.5° Ÿ

DSKMK.2.10.50.4.L40 1.0 2.5 4 36 0.90 0.50 8.8° Ÿ

DSKMK.2.10.50.4.L80 1.0 2.5 8 36 0.90 0.50 14.5° Ÿ

DSKMK.2.15.50.4.L10 1.5 3.5 10 34 1.40 0.75 12.2° Ÿ

DSKMK.2.20.50.4.L12 2.0 3.5 12 34 1.90 1.00 14.7° Ÿ

DSKMK.2.05.63.6.L30 0.5

6 63

1.5 3

40

0.45 0.25

2

8.9°

5° &

Ÿ

DSKMK.2.05.63.6.L50 0.5 1.5 5 0.45 0.25 10.2° Ÿ

DSKMK.2.10.63.6.L40 1.0 2.5 4 0.90 0.50 8.6° Ÿ

DSKMK.2.10.63.6.L80 1.0 2.5 8 0.90 0.50 11.9° Ÿ

DSKMK.2.15.63.6.L10 1.5 3.5 10 1.40 0.75 13.1° Ÿ

DSKMK.2.20.63.6.L12 2.0 3.5 12 1.90 1.00 15° Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

MICRO ENDMILL Ballnose

recommended cutting data page O1202-ÀuteG� 20� heli[ anJle

DSKMK

O64

C
op

pe
r



Dimensions in mm &arEiGe JraGeV

&r&n coateG

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1 Ȗ2 Version

&
1

2.

DSMMK.2.03.50.4.L30 0.3

4 50

1.0 3 36 0.25

0.05 2

9.7°

0° B

Ÿ

DSMMK.2.04.50.4.L30 0.4 1.0 3 36 0.35 9.4° Ÿ

DSMMK.2.05.50.4.L30 0.5 1.5 3 36 0.45 9.2° Ÿ

DSMMK.2.05.50.4.L50 0.5 1.5 5 36 0.45 11.2° Ÿ

DSMMK.2.06.50.4.L50 0.6 1.5 5 36 0.55 10.9° Ÿ

DSMMK.2.08.50.4.L60 0.8 2.0 6 36 0.75 11.5° Ÿ

DSMMK.2.10.50.4.L40 1.0 2.5 4 36 0.90 8.8° Ÿ

DSMMK.2.10.50.4.L80 1.0 2.5 8 36 0.90 14.5° Ÿ

DSMMK.2.15.50.4.L10 1.5 3.5 10 34 1.40 12.2° Ÿ

DSMMK.2.20.50.4.L12 2.0 3.5 12 34 1.90 14.7° Ÿ

DSMMK.2.05.63.6.L30 0.5

6 63

1.5 3

40

0.45

0.05 2

8.9°

5° &

Ÿ

DSMMK.2.05.63.6.L50 0.5 1.5 5 0.45 10.2° Ÿ

DSMMK.2.10.63.6.L40 1.0 2.5 4 0.90 8.6° Ÿ

DSMMK.2.10.63.6.L80 1.0 2.5 8 0.90 11.9° Ÿ

DSMMK.2.15.63.6.L10 1.5 3.5 10 1.40 13.1° Ÿ

DSMMK.2.20.63.6.L12 2.0 3.5 12 1.90 15° Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for copper

MICRO ENDMILL Multiple Àuted

recommended cutting data page O1212-ÀuteG� 20� heli[ anJle� Zith corner raGiuV

DSMMK

 O65

C
op

pe
r



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH PRODUCTIVE MACHINING

SYSTEM DS

- for graphite materials -

O66

G
ra

ph
ite



type Page

Endmill Ballnose 
2-ÀuteG � 3-ÀuteG

DSKG
DSKGL O68-O69

Torus Endmill 
2-�3-ÀuteG Zith &orner raGiuV

DSTG
DSTLG O70-O72

Roughing Endmill DSVG 273

Micro Endmill Ballnose
2-ÀuteG

DSKMG O74

Micro EnGPill Multiple ÀuteG EnGPill
2-ÀuteG Zith &orner raGiuV

DSMMG O75

Formulas
O87-O88

&uttinJ Gata
O122-O127

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DS

GraphiteN

 O67

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

&
'

5.

DSKG.3.06.77.06 6 6

- 77 32 -

3.0

3 - A

Ÿ

DSKG.3.08.77.08 8 8 �.0 Ÿ

DSKG.3.10.77.10 10 10 5.0 Ÿ

DSKG.3.12.77.12 12 12 6.0 Ÿ

DSKG.3.02.50.04.L20 2 4 1.9 50 12 20 1.0

3 15° B

Ÿ

DSKG.3.02.63.06.L25 2 6 1.9 63 12 25 1.0 Ÿ

DSKG.3.03.50.04.L20 3 4 2.9 50 12 20 1.5 Ÿ

DSKG.3.03.63.06.L25 3 6 2.9 63 12 25 1.5 Ÿ

DSKG.3.04.63.06.L30 4 6 3.� 63 16 30 2.0 Ÿ

DSKG.3.05.63.06.L30 5 6 �.� 63 22 30 2.5 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

BALLNOSE ENDMILL

recommended cutting data page O122

Standard

3-ÀuteG� �0� heli[ anJle

DSKG

O68

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 d3 l1 l2 l3 r Z Version

&
'

5.

DSKGL.2.06.099.06 6 6 5.6 99 20 45 3.0

2 A

Ÿ

DSKGL.2.08.149.08 8 8 7.6 149 20 60 �.0 Ÿ

DSKGL.2.10.149.10 10 10 9.6 149 20 75 5.0 Ÿ

DSKGL.2.12.149.12 12 12 11.6 149 25 75 6.0 Ÿ

DSKGL.2.02.099.04 2 4 1.9
99

5 10 1.0
2 B

Ÿ

DSKGL.2.03.099.04 3 4 2.9 8 15 1.5 Ÿ

DSKGL.2.04.099.06 4 6 3.� 15 30 2.0 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

BALLNOSE ENDMILL

recoPPenGeG cuttinJ Gata paJe 2123

long style

2-ÀuteG� �0� heli[ anJle

DSKGL

 O69

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 l1 l2 r Z Ȗ

&
'

5.

DSTG.3.02.1.50.04
2 4 50 12

0.1
3 15°

Ÿ

DSTG.3.02.3.50.04 0.3 Ÿ

DSTG.3.02.1.63.06
2 6 63 12

0.1
3 15°

Ÿ

DSTG.3.02.3.63.06 0.3 Ÿ

DSTG.3.03.1.50.04
3 4 50 12

0.1
3 15°

Ÿ

DSTG.3.03.3.50.04 0.3 Ÿ

DSTG.3.03.1.63.06
3 6 63 12

0.1
3 15°

Ÿ

DSTG.3.03.3.63.06 0.3 Ÿ

DSTG.3.04.2.63.06
4 6 63 16

0.2
3 15°

Ÿ

DSTG.3.04.5.63.06 0.5 Ÿ

DSTG.3.05.2.63.06
5 6 63 22

0.2
3 15°

Ÿ

DSTG.3.05.5.63.06 0.5 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

TORUS ENDMILL

recommended cutting data page O1243-ÀuteG� �0� heli[ anJle� Zith corner raGiuV

DSTG

O70

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 l1 l2 r Z

&
'

5.

DSTG.3.06.3.77.06
6 6 77 32

0.3
3

Ÿ

DSTG.3.06.5.77.06 0.5 Ÿ

DSTG.3.06.10.77.06 1.0 Ÿ

DSTG.3.08.3.77.08
8 8 77 32

0.3
3

Ÿ

DSTG.3.08.5.77.08 0.5 Ÿ

DSTG.3.08.10.77.08 1.0 Ÿ

DSTG.3.10.3.77.10
10 10 77 32

0.3
3

Ÿ

DSTG.3.10.5.77.10 0.5 Ÿ

DSTG.3.10.10.77.10 1.0 Ÿ

DSTG.3.12.3.77.12
12 12 77 32

0.3
3

Ÿ

DSTG.3.12.5.77.12 0.5 Ÿ

DSTG.3.12.10.77.12 1.0 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

TORUS ENDMILL

recommended cutting data page O1243-ÀuteG� �0� heli[ anJle� Zith corner raGiuV

DSTG

 O71

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 d3 l1 l2 l3 r Z Ȗ Version

&
'

5.

DSTLG.2.06.5.099.06 6 6 5.6 99 20 45

0.5 2 - A

Ÿ

DSTLG.2.08.5.149.08 8 8 7.6 149 20 60 Ÿ

DSTLG.2.10.5.149.10 10 10 9.6 149 20 75 Ÿ

DSTLG.2.12.5.149.12 12 12 11.6 149 25 75 Ÿ

DSTLG.2.02.3.099.04 2 4 1.9
99

5 10
0.3 2 15° B

Ÿ

DSTLG.2.03.3.099.04 3 4 2.9 8 15 Ÿ

DSTLG.2.04.3.099.06 4 6 3.� 15 30 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

TORUS ENDMILL

recommended cutting data page O124

long style

2-ÀuteG� �0� heli[ anJle� Zith corner raGiuV

DSTLG

O72

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 l1 l2

&
'

5.

DSVG.X.04.0.59.04 4 4 59 12 Ÿ

DSVG.X.06.0.77.06 6 6 77 18 Ÿ

DSVG.X.08.0.77.08 8 8 77 24 Ÿ

DSVG.X.10.0.77.10 10 10 77 30 Ÿ

DSVG.X.12.0.88.12 12 12 88 36 Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

ROUGHING ENDMILL

recommended cutting data page O125Pultiple ÀuteG

DSVG

 273

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1 Ȗ2 Version

&
'

5.

DSKMG.2.03.50.4.L40 0.3

4 50

2.0 4

36

0.25 0.15

2

10.6�

B

Ÿ

DSKMG.2.04.50.4.L50 0.� 2.0 5 0.35 0.20 11.5� Ÿ

DSKMG.2.05.50.4.L60 0.5 2.0 6 0.�5 0.25 12.5� Ÿ

DSKMG.2.06.50.4.L70 0.6 2.5 7 0.55 0.30 13.�� Ÿ

DSKMG.2.08.50.4.L80 0.� 2.5 8 0.75 0.�0 15.2� Ÿ

DSKMG.2.10.50.4.L10 1.0 3.5 10 0.90 0.50 21.2� Ÿ

DSKMG.2.10.50.4.L60 1.0 3.5 6 0.90 0.50 11° Ÿ

DSKMG.2.15.50.4.L10 1.5 3.5 10 1.�0 0.75 18° Ÿ

DSKMG.2.05.63.6.L40 0.5

6 63

2.0 4

40

0.�5 0.25

2

9.5�

5 &

Ÿ

DSKMG.2.05.63.6.L60 0.5 2.0 6 0.�5 0.25 11° Ÿ

DSKMG.2.10.63.6.L10 1.0 2.5 10 0.90 0.50 1�.�� Ÿ

DSKMG.2.10.63.6.L60 1.0 3.5 6 0.90 0.50 10° Ÿ

DSKMG.2.15.63.6.L10 1.5 3.5 10 1.�0 0.75 13.1� Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

MICRO ENDMILL Ballnose

recommended cutting data page O1262-ÀuteG� �0� heli[ anJle

DSKMG

O74

G
ra

ph
ite



Dimensions in mm &arEiGe JraGeV

Diamond coated

Part number d1 d2 l1 l2 l3 l 4 d3 r Z Ȗ1 Ȗ2 Version

&
'

5.

DSMMG.2.03.50.4.L40 0.3

4 50

2.0 4

36

0.25

0.05 2

10.6�

0° B

Ÿ

DSMMG.2.04.50.4.L50 0.� 2.0 5 0.35 11.5� Ÿ

DSMMG.2.05.50.4.L40 0.5 2.0 4 0.�5 10.1� Ÿ

DSMMG.2.05.50.4.L60 0.5 2.0 6 0.�5 12.5� Ÿ

DSMMG.2.06.50.4.L70 0.6 2.5 7 0.55 13.�� Ÿ

DSMMG.2.08.50.4.L80 0.� 2.5 8 0.75 15.2� Ÿ

DSMMG.2.10.50.4.L10 1.0 3.5 10 0.90 21.2� Ÿ

DSMMG.2.10.50.4.L60 1.0 3.5 6 0.90 11° Ÿ

DSMMG.2.15.50.4.L10 1.5 3.5 10 1.�0 18° Ÿ

DSMMG.2.05.63.6.L40 0.5

6 63

2.0 4

40

0.�5

0.05 2

9.5�

5° &

Ÿ

DSMMG.2.05.63.6.L60 0.5 2.0 6 0.�5 11° Ÿ

DSMMG.2.10.63.6.L10 1.0 3.5 10 0.90 1�.�� Ÿ

DSMMG.2.10.63.6.L60 1.0 3.5 6 0.90 10° Ÿ

DSMMG.2.15.63.6.L10 1.5 3.5 10 1.�0 13.1� Ÿ

Ÿ on stock ǻ � ZeekV P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ƞ

ŰŰŰ coated grades S
ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for graphite

MICRO ENDMILL Multiple Àuted

recommended cutting data page O1272-ÀuteG� �0� heli[ anJle� Zith corner raGiuV

DSMMG

 O75

G
ra

ph
ite



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH PRODUCTIVE MACHINING

SYSTEM DS

- for Aluminum materials and Synthetics -

O76

A
lu

m
in

um



type Page

Endmill
1-�2-ÀuteG DSA O78-O80

Endmill Ballnose 
2-ÀuteG

DSAKH
DSAK O81-O83

Roughing ripped Endmill 
3-ÀuteG DSAR O84

Torus Endmill
2-ÀuteG Zith &orner raGiuV DSAT O85

Formulas
O88-87

&uttinJ Gata
O128-O133

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM DS

     Aluminum and SyntheticsN

 O77

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe &'3. preIerreG Ior $luPinuP � 5� 6i

Part number d1 E d2 l1 l2 Z

M
G

3.

&
'

3.

DSA.1.006.37.03 0.6 - 3 37 3

1

Ÿ Ÿ

DSA.1.008.37.03 0.8 - 3 37 4 Ÿ Ÿ

DSA.1.010.37.03 1.0 - 3 37 5 Ÿ Ÿ

DSA.1.012.37.03 1.2 - 3 37 5 Ÿ Ÿ

DSA.1.015.37.03 1.5 - 3 37 5 Ÿ Ÿ

DSA.1.016.37.03 1.6 - 3 37 6 Ÿ

DSA.1.018.37.03 1.8 - 3 37 7 Ÿ Ÿ

DSA.1.020.37.03 2.0 - 3 37 8 Ÿ Ÿ

DSA.1.025.37.03 2.5 - 3 37 9 Ÿ Ÿ

DSA.1.030.37.03 3.0 0.10 3 37 12 Ÿ Ÿ

DSA.1.040.49.04 4.0 0.10 4 49 12 Ÿ Ÿ

DSA.1.050.49.05 5.0 0.15 5 49 15 Ÿ Ÿ

DSA.1.060.49.06 6.0 0.20 6 49 16 Ÿ Ÿ

DSA.1.070.59.07 7.0 0.20 7 59 20 Ÿ Ÿ

DSA.1.080.59.08 8.0 0.25 8 59 20 Ÿ Ÿ

DSA.1.100.69.10 10.0 0.30 10 69 22 Ÿ Ÿ

DSA.1.120.74.12 12.0 0.35 12 74 25 Ÿ Ÿ

DSA.1.160.101.16 16.0 0.35 16 101 30 Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

ENDMILL

recommended cutting data page O128VinJle ÀuteG

DSA

O78

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 l1 l2 Z

M
G

3.

D
D

2K

DSA.2.03.50.03 3 3 50 10

2

Ÿ Ÿ

DSA.2.04.50.04 4 4 50 15 Ÿ Ÿ

DSA.2.05.50.05 5 5 50 20 Ÿ Ÿ

DSA.2.06.77.06 6 6 77 30 Ÿ Ÿ

DSA.2.08.77.08 8 8 77 30 Ÿ Ÿ

DSA.2.10.88.10 10 10 88 35 Ÿ Ÿ

DSA.2.12.88.12 12 12 88 35 Ÿ Ÿ

DSA.2.14.101.14 14 14 101 40 Ÿ Ÿ

DSA.2.16.101.16 16 16 101 40 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

ENDMILL

recommended cutting data page O1292-ÀuteG� 55� heli[ anJle

DSA

 O79

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 l1 l2 Z

M
G

3.

D
D

2K

DSA.2.03.50.03S 3 3 50 5

2

Ÿ Ÿ

DSA.2.04.50.04S 4 4 50 7 Ÿ Ÿ

DSA.2.05.50.05S 5 5 50 10 Ÿ Ÿ

DSA.2.06.77.06S 6 6 77 15 Ÿ Ÿ

DSA.2.08.77.08S 8 8 77 15 Ÿ Ÿ

DSA.2.10.88.10S 10 10 88 17 Ÿ Ÿ

DSA.2.12.88.12S 12 12 88 18 Ÿ Ÿ

DSA.2.14.101.14S 14 14 101 20 Ÿ Ÿ

DSA.2.16.101.16S 16 16 101 20 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

ENDMILL

recommended cutting data page O129

short style

2-ÀuteG� 55� heli[ anJle

DSA

O80

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 d3 l1 l2 r Z

M
G

3.

D
D

2K

DSAKH.2.06.77.08 6 8 5.9 77 8 3

2

Ÿ Ÿ

DSAKH.2.08.77.10 8 10 7.9 77 10 4 Ÿ Ÿ

DSAKH.2.10.77.12 10 12 9.9 77 10 5 Ÿ Ÿ

DSAKH.2.12.77.12 12 12 11.9 77 12 6 Ÿ Ÿ

DSAKH.2.14.88.14 14 14 13.9 88 14 7 Ÿ Ÿ

DSAKH.2.16.88.16 16 16 15.9 88 16 8 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

BALLNOSE ENDMILL

recommended cutting data page O1302-ÀuteG� 25� heli[ anJle

DSAKH

 O81

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 l1 l2 r Z

M
G

3.

D
D

2K

DSAK.2.03.50.03 3 3 50 10 1.5

2

Ÿ Ÿ

DSAK.2.04.50.04 4 4 50 15 2.0 Ÿ Ÿ

DSAK.2.05.50.05 5 5 50 20 2.5 Ÿ Ÿ

DSAK.2.06.77.06 6 6 77 30 3.0 Ÿ Ÿ

DSAK.2.08.77.08 8 8 77 30 4.0 Ÿ Ÿ

DSAK.2.10.88.10 10 10 88 35 5.0 Ÿ Ÿ

DSAK.2.12.88.12 12 12 88 35 6.0 Ÿ Ÿ

DSAK.2.14.101.14 14 14 101 40 7.0 Ÿ Ÿ

DSAK.2.16.101.16 16 16 101 40 8.0 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

BALLNOSE ENDMILL

recommended cutting data page O1312-ÀuteG� 55� heli[ anJle

DSAK

O82

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 d3 l1 l2 l3 r Z

M
G

3.

D
D

2K

DSAK.2.03.50.03S 3 3 2.9 50 5 20 1.5

2

Ÿ Ÿ

DSAK.2.04.50.04S 4 4 3.9 50 7 20 2.0 Ÿ Ÿ

DSAK.2.05.50.05S 5 5 4.9 50 10 20 2.5 Ÿ Ÿ

DSAK.2.06.77.06S 6 6 5.8 77 15 40 3.0 Ÿ Ÿ

DSAK.2.08.77.08S 8 8 7.8 77 15 40 4.0 Ÿ Ÿ

DSAK.2.10.88.10S 10 10 9.7 88 17 55 5.0 Ÿ Ÿ

DSAK.2.12.88.12S 12 12 11.7 88 18 55 6.0 Ÿ Ÿ

DSAK.2.14.101.14S 14 14 13.6 101 20 64 7.0 Ÿ Ÿ

DSAK.2.16.101.16S 16 16 15.6 101 20 64 8.0 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

BALLNOSE ENDMILL

recommended cutting data page O131

short style

2-ÀuteG� 55� heli[ anJle

DSAK

 O83

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i

Part number d1 E d2 l1 l2 Z

M
G

3.

DSAR.3.06.63.06.25 6 0.25 6 63 16

3

Ÿ

DSAR.3.08.63.08.50 8 0.50 8 63 20 Ÿ

DSAR.3.10.69.10.50 10 0.50 10 69 22 Ÿ

DSAR.3.12.77.12.50 12 0.50 12 77 25 Ÿ

DSAR.3.16.88.16.10 16 1.00 16 88 35 Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

ROUGHING RIPPED ENDMILL 

recommended cutting data page O1323-ÀuteG� 25� heli[ anJle� Zith corner chaPIer

DSAR

O84

A
lu

m
in

um



Dimensions in mm &arEiGe JraGeV

&arEiGe JraGe MG3. preIerreG Ior 6yntheticV� pure $luPinuP anG $luPinuP � 5� 6i
&arEiGe JraGe ''2. preIerreG Ior $l6i-alloyV up to 6� 6i� &opper anG TitaniuP

Part number d1 d2 d3 l1 l2 r Z

M
G

3.

D
D

2K

DSAT.2.06.10.77.08 6 8 5.9 77 8 1.0

2

Ÿ Ÿ

DSAT.2.08.10.77.10 8 10 7.9 77 10 1.0 Ÿ Ÿ

DSAT.2.10.15.77.12 10 12 9.9 77 10 1.5 Ÿ Ÿ

DSAT.2.12.15.77.12 12 12 11.9 77 12 1.5 Ÿ Ÿ

DSAT.2.14.20.88.14 14 14 13.9 88 14 2.0 Ÿ Ÿ

DSAT.2.16.20.88.16 16 16 15.9 88 16 2.0 Ÿ Ÿ

Ÿ on stock ǻ � ZeekV P Ɣ

Ɣ main recommendation M Ƞ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ Era]eG�&erPet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Recommended material group V

TORUS ENDMILL

recommended cutting data page O1332-ÀuteG� 25� heli[ anJle� Zith corner raGiuV

DSAT

 O85

A
lu

m
in

um



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Accuracy and Precision
E[aPple:
H251 MicroenGPill '6 Zith H6.-6hrink chuck

O86

O



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

To eaVily GeterPine the correct cuttinJ Gata� pleaVe uVe the H251 VpeeG 
and feed calculation.

FORMULAS

n = 
vc � 1000

(1/min) �53M�           G � �

vc = 
G � � � n   

(m/min) / .3048 = sfm          1000

Q = 
ae � ap � 9f   (cm3/min) *.06102376 = inch³/min           1000

f] =
9f

       = � n   (mm/tooth) / 25.4 = inch/tooth

9f = f] � = � n   �PP�Pin� � 25.�   inch�Pin

Z =

*f] = f]¥ d  (mm/tooth) / 25.4 = inch
ae

1uPEer oI ÀuteV

d = &uttinJ eGJe �

n = Revolutions

vc = &uttinJ VpeeG

f] = Feed/tooth

vf = Feed rate

Q = Material rePoYal rate

effective for side milling
Zith VPall ae �up to 0.25 � G�

f] =

 O87

O



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

deff   12 � Vin >20� + arccoV �12 - 2 � 1.2 )]
       12

deff   G � Vin >ß + arccoV �d - 2ap )]
d

&uttinJ VpeeG anG nuPEer oI reYolutionV Ior copy PillinJ

n =
vc � 1000 

  
deff � �

(1/min� �53M�

vc = 
deff � � � n 

  1000
(m/min) / .3048 = sfm

Effective cutting diameter deff oI �   0�

¥deff   2     G � ap - ap
2 (mm)

E[aPple:
G   �12 PP� ap = 1.2 mm� �   0� deff = 7.2 mm

Effective cutting diameter deff oI �   +20�

E[aPple:
G   �12 mm� ap = 1.2 mm� �   +20� deff = 10.05 mm

deff   12 � Vin >arccoV �12 - 2 � 1.2 � -20�@
 12

deff   G � Vin >arccoV �d - 2ap ) - ß]
d

Effective cutting diameter deff oI �   -20�

E[aPple:
G   �12 mm� ap = 1.2 mm� �   -20� deff = 3.48 mm

FORMULAS

n = Revolutions

vc = &uttinJ VpeeG

O88

O



Ø d (mm)

1
2
3
4
5
6
8
10
12
16
20

roughing Vemi ¿niVKinJ ¿niVKinJ

fz (mm) fz (mm) fz (mm)

0.005 0.007 0.009
0.008 0.009 0.011
0.015 0.025 0.035
0.020 0.030 0.045
0.025 0.035 0.055
0.030 0.040 0.065
0.035 0.045 0.075
0.040 0.055 0.085
0.050 0.065 0.095
0.070 0.090 0.115
0.090 0.110 0.130

Vemi ¿niVKinJ ¿niVKinJ

fz (mm) fz (mm)

0.020 0.040
0.030 0.050
0.040 0.060
0.050 0.080
0.060 0.100
0.070 0.120
0.080 0.140
0.100 0.180
0.120 0.200
0.140 0.220
0.160 0.250

Material Rm
(N/mm2)

Cutting speed 
(Vc m/min)

P Carbon steel < 600 120-240
Alloyed steel < 1200 80-180
High alloyed steel < 1400 50-120

M
Stainless steel austenitic/ferritic martenistic < 680

< 820
60-140
40-120

K Grey cast iron
Cast steel 

80-180
60-140

N Aluminium alloys 160-500
Copper 160-600
Brass
Graphite
Synthetics

S High temp. alloys < 3300 30-80
Titanium alloys < 2100 40-90

H Hardened steel 

Ø Range Cutting edge Ø Shank Ø

� 3 0 0
-0.025 -0.004

! 3 � 6 0 0
-0.030 -0.005

! 6 � 10 0 0
-0.036 -0.006

! 10 � 18 0 0
-0.043 -0.008

! 18 � 30 0 0
-0.052 -0.009

0.5 x d 1.0 x d

fz (mm) fz (mm)

0.008 0.005
0.010 0.008
0.020 0.010
0.025 0.013
0.030 0.015
0.035 0.020
0.045 0.030
0.055 0.040
0.065 0.050
0.075 0.060
0.085 0.075

ap  = 1.25 x d ap  = 1.50 x d ap  = 2.00 x d
ae  = 0.40 x d ae  = 0.20 x d ae  = 0.05 x d

ap  = 0.50 x d ap  = 1.00 x d
ae  = 1.00 x d ae  = 1.00 x d

ap  = 0.10 x d ap  = 0.20 x d
ae  = 0.40 x d ae  = 0.05 x d

ap ae= Ød

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DP

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Milling cutter System DP

Shoulder milling Copy milling

Tolerances

Slot milling
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type Z Ø d (mm)

DSK 2 1.0
DSK 2 1.5
DSK 2 2.0
DSK 2 3.0
DSK 2 4.0
DSK 2 5.0
DSK 2 6.0
DSK 2 8.0
DSK 2 10.0
DSK 2 12.0
DSK 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.5 < 0.02 0.020 - 0.030
< 0.8 < 0.03 0.020 - 0.030
< 1.0 < 0.04 0.030 - 0.050
< 1.5 < 0.06 0.040 - 0.060
< 2.0 < 0.10 0.050 - 0.080
< 2.5 < 0.13 0.060 - 0.120
< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.100 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.04 < 0.01 0.030 - 0.040
< 0.06 < 0.02 0.030 - 0.040
< 0.08 < 0.02 0.050 - 0.075
< 0.11 < 0.03 0.055 - 0.090
< 0.14 < 0.05 0.065 - 0.100
< 0.18 < 0.07 0.075 - 0.120
< 0.20 < 0.09 0.080 - 0.125
< 0.25 < 0.12 0.090 - 0.130
< 0.30 < 0.15 0.100 - 0.135
< 0.36 < 0.20 0.110 - 0.140
< 0.40 < 0.28 0.120 - 0.150

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSK

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

Ballnose

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.
?  

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

HSM

Endmill Ballnose

Shoulder milling Copy milling

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

AlTiN coated

recommended cooling:
1. Minimum lubrication
2. Air

O90
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type Z Ø d (mm)

DSKH 2 1.0
DSKH 2 1.5
DSKH 2 2.0
DSKH 2 3.0
DSKH 2 4.0
DSKH 2 5.0
DSKH 2 6.0
DSKH 2 8.0
DSKH 2 10.0
DSKH 2 12.0
DSKH 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.5 < 0.02 0.020 - 0.030
< 0.8 < 0.03 0.020 - 0.030
< 1.0 < 0.04 0.030 - 0.050
< 1.5 < 0.06 0.040 - 0.060
< 2.0 < 0.10 0.050 - 0.080
< 2.5 < 0.13 0.060 - 0.120
< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.100 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.04 < 0.01 0.030 - 0.060
< 0.06 < 0.02 0.030 - 0.060
< 0.08 < 0.02 0.050 - 0.070
< 0.11 < 0.03 0.055 - 0.080
< 0.14 < 0.05 0.065 - 0.100
< 0.18 < 0.07 0.075 - 0.150
< 0.20 < 0.09 0.080 - 0.200
< 0.25 < 0.12 0.090 - 0.250
< 0.30 < 0.15 0.100 - 0.250
< 0.36 < 0.20 0.110 - 0.250
< 0.40 < 0.28 0.120 - 0.250

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H Hardened steel 50-60 HRc
58-70 HRc

140-280
120-220

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

CUTTING DATA DSKH

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

Ballnose

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

HSM

Endmill Ballnose

Shoulder milling Copy milling

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

AlTiN coated

recommended cooling:
1. Minimum lubrication
2. Air
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type
?

Z Ø d (mm)

DSKL 2 6.0
DSKL 2 8.0
DSKL 2 10.0
DSKL 2 12.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 0.09 0.080 - 0.125
< 0.25 < 0.12 0.090 - 0.130
< 0.30 < 0.15 0.100 - 0.135
< 0.36 < 0.20 0.110 - 0.140

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKL

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Shoulder milling Copy milling

hardened material
ap up to 0.50 x d
ae up to 0.36 mm

hardened material
ap up to 0.03 x d
ae up to 0.20 mm

HSM

Ballnose

recommended cooling:
1. Minimum lubrication
2. Air

AlTiN coated
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type
?

Z Ø d (mm)

DSKLH 2 6.0
DSKLH 2 8.0
DSKLH 2 10.0
DSKLH 2 12.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 0.09 0.080 - 0.200
< 0.25 < 0.12 0.090 - 0.250
< 0.30 < 0.15 0.100 - 0.250
< 0.36 < 0.20 0.110 - 0.250

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H Hardened steel 50-60 HRc
58-70 HRc

140-280
120-220

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

hardened material
ap up to 0.03 x d
ae up to 0.20 mm

CUTTING DATA DSKLH

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Shoulder milling Copy milling

hardened material
ap up to 0.50 x d
ae up to 0.36 mm

hardened material
ap up to 0.03 x d
ae up to 0.20 mm

HSM

Ballnose

recommended cooling:
1. Minimum lubrication
2. Air

AlTiN coated
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type Z Ø d (mm)

DSK 220° 2 3.0
DSK 220° 2 4.0
DSK 220° 2 5.0
DSK 220° 2 6.0
DSK 220° 2 8.0
DSK 220° 2 12.0
DSK 220° 2 12.0
DSK 220° 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.11 < 0.03 0.020 - 0.035
< 0.14 < 0.05 0.025 - 0.040
< 0.18 < 0.07 0.030 - 0.045
< 0.20 < 0.09 0.030 - 0.050
< 0.25 < 0.12 0.040 - 0.050
< 0.30 < 0.15 0.040 - 0.060
< 0.36 < 0.20 0.050 - 0.060
< 0.40 < 0.28 0.080 - 0.080

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

d d

ap deFF
deFF

ap

�

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSK 220°

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

HSM

220° Endmill Ballnose

Copy milling

hardened material
ap up to 0.025 x d
ae up to 0.28 mm

220° Ballnose

recommended cooling:
1. Minimum lubrication
2. Air

AlTiN coated
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type Z Ø d (mm)

DSKH 220° 2 3.0
DSKH 220° 2 4.0
DSKH 220° 2 5.0
DSKH 220° 2 6.0
DSKH 220° 2 8.0
DSKH 220° 2 10.0
DSKH 220° 2 12.0
DSKH 220° 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.11 < 0.03 0.020 - 0.080
< 0.14 < 0.05 0.025 - 0.100
< 0.18 < 0.07 0.030 - 0.150
< 0.20 < 0.09 0.030 - 0.200
< 0.25 < 0.12 0.040 - 0.250
< 0.30 < 0.15 0.040 - 0.250
< 0.36 < 0.20 0.050 - 0.250
< 0.40 < 0.28 0.050 - 0.250

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H Hardened steel 50-60 HRc
58-70 HRc

140-280
120-220

d d

ap deFF
deFF

ap

�

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKH 220°

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

HSM

220° Endmill Ballnose

Copy milling

hardened material
ap up to 0.025 x d
ae up to 0.28 mm

220° Ballnose

recommended cooling:
1. Minimum lubrication
2. Air

AlTiN coated
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type Z Ø d (mm)

DSK 4 6.0
DSK 4 8.0
DSK 4 10.0
DSK 4 12.0
DSK 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.110 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 0.09 0.080 - 0.125
< 0.25 < 0.12 0.090 - 0.130
< 0.30 < 0.15 0.100 - 0.135
< 0.36 < 0.20 0.110 - 0.140
< 0.40 < 0.28 0.120 - 0.150

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSK

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Shoulder milling Copy milling

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

HSM

Ballnose

recommended cooling:
1. Minimum lubrication
2. Air

AlTiN coated

Attention: In the centre z = 2!
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type Z Ø d 
(mm)

DSKM 2 0.2
DSKM 2 0.3
DSKM 2 0.4
DSKM 2 0.5
DSKM 2 0.6
DSKM 2 0.8
DSKM 2 1.0
DSKM 2 1.2
DSKM 2 1.5
DSKM 2 2.0
DSKM 2 2.5
DSKM 2 3.0

apmax
(mm)

< 45 HRc

aemax
(mm)

< 45 HRc

apmax
(mm)

> 45 HRc

aemax
(mm)

> 45 HRc

fz
(mm)

< 0.08 < 0.007 < 0.05 < 0.004 0.002 - 0.004
< 0.11 < 0.011 < 0.10 < 0.006 0.003 - 0.006
< 0.15 < 0.015 < 0.14 < 0.008 0.004 - 0.008
< 0.20 < 0.019 < 0.18 < 0.010 0.005 - 0.009
< 0.30 < 0.022 < 0.25 < 0.012 0.006 - 0.010
< 0.40 < 0.030 < 0.35 < 0.016 0.006 - 0.012
< 0.75 < 0.045 < 0.50 < 0.020 0.008 - 0.015
< 0.90 < 0.054 < 0.60 < 0.024 0.010 - 0.016
< 1.13 < 0.067 < 0.75 < 0.030 0.012 - 0.018
< 1.50 < 0.090 < 1.00 < 0.040 0.016 - 0.022
< 1.90 < 0.110 < 1.25 < 0.050 0.016 - 0.025
< 2.25 < 0.130 < 1.50 < 0.060 0.019 - 0.028

L2 Reduction
1 -   5 x d     0%
5 - 10 x d  30 %
10 ~  50 %

apmax
(mm)

< 45 HRc

aemax
(mm)

< 45 HRc

apmax
(mm)

> 45 HRc

aemax
(mm)

> 45 HRc

fz
(mm)

< 0.02 < 0.004 < 0.008 < 0.002 0.002 - 0.004
< 0.03 < 0.006 < 0.012 < 0.003 0.003 - 0.006
< 0.04 < 0.008 < 0.016 < 0.004 0.004 - 0.008
< 0.05 < 0.010 < 0.020 < 0.005 0.005 - 0.009
< 0.06 < 0.012 < 0.024 < 0.006 0.006 - 0.010
< 0.08 < 0.016 < 0.032 < 0.008 0.006 - 0.012
< 0.10 < 0.025 < 0.040 < 0.010 0.008 - 0.015
< 0.12 < 0.030 < 0.048 < 0.012 0.010 - 0.016
< 0.15 < 0.040 < 0.060 < 0.015 0.012 - 0.018
< 0.20 < 0.050 < 0.080 < 0.020 0.016 - 0.022
< 0.25 < 0.060 < 0.100 < 0.025 0.016 - 0.025
< 0.30 < 0.075 < 0.120 < 0.030 0.019 - 0.028

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300 < 110

M Stainless steel < 600
< 850

< 200
< 250 < 90

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300 30-50
Titanium alloys < 900 < 300 35-60

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

< 250
< 200

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

< 45 HRc
ap up to 0.75 x d
ae up to 0.05 mm

hardened material
ap up to 0.50 x d
ae up to 0.02 mm

< 45 HRc 
ap up to 1.00 x d
ae up to 0.50 mm

hardened material
ap up to 0.50 x d
ae up to 0.30 mm

Ballnose

CUTTING DATA DSKM

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

HSM

Micro Endmill Ballnose

Copy milling

Recommendation:
Air pressure to remove chips

Cutting Speed vc is based on max. 40.000 rpm.

Shoulder milling

AlTiN coated
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type Z Ø d (mm)

DSDS 4 6.0
DSDS 4 8.0
DSDS 4 10.0
DSDS 4 12.0
DSDS 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.4 < 3.0 0.6 - 1.0
< 0.5 < 4.0 0.6 - 1.0
< 0.7 < 5.0 0.6 - 1.0
< 0.8 < 6.0 0.6 - 1.0
< 1.0 < 8.0 0.6 - 1.0

apmax (mm) aemax (mm) fz (mm)

< 0.4 <  6.0 0.5 - 1.0
< 0.5 < 8.0 0.5 - 1.0
< 0.7 < 10.0 0.5 - 1.0
< 0.8 < 12.0 0.5 - 1.0
< 1.0 < 16.0 0.5 - 1.0

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

170-250
150-200

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260 180-250
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSDS

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Double radius

Shoulder milling Pocket milling

HSM

Double radius

recommended cooling:
1. Minimum lubrication
2. Air

This endmill can be used for pocket milling; for strategy 
see drawings. Always mill from inside to outside. 
If possible use helicoidal down-milling, otherwise 
rampingdown.

AlTiN coated

O98
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type Z Ø d (mm)

DSDH 4 6.0
DSDH 4 8.0
DSDH 4 10.0
DSDH 4 12.0
DSDH 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 3.0 0.15 - 0.30
< 0.25 < 4.0 0.15 - 0.30
< 0.30 < 5.0 0.15 - 0.30
< 0.40 < 6.0 0.15 - 0.30
< 0.50 < 8.0 0.15 - 0.35

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 6.0 0.15 - 0.30
< 0.25 < 8.0 0.15 - 0.30
< 0.30 < 10.0 0.15 - 0.30
< 0.40 < 12.0 0.15 - 0.30
< 0.50 < 16.0 0.15 - 0.35

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

170-250
150-200

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260 180-250
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSDH

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Double radius

Shoulder milling Pocket milling

HSM

Double radius

recommended cooling:
1. Minimum lubrication
2. Air

This endmill can be used for pocket milling; for strategy 
see drawings. Always mill from inside to outside. 
If possible use helicoidal down-milling, otherwise 
rampingdown.

AlTiN coated

 O99
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type Z Ø d (mm)

DST 2 1.5
DST 2 2.0
DST 2 3.0
DST 2 4.0
DST 2 5.0
DST 2 6.0
DST 2 8.0
DST 2 10.0
DST 2 12.0
DST 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.7 < 0.03 0.025 - 0.040
< 1.0 < 0.04 0.030 - 0.050
< 1.5 < 0.06 0.040 - 0.060
< 2.0 < 0.10 0.050 - 0.080
< 2.5 < 0.13 0.060 - 0.120
< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.110 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.06 < 0.01 0.045 - 0.060
< 0.08 < 0.02 0.050 - 0.075
< 0.11 < 0.03 0.055 - 0.090
< 0.14 < 0.05 0.065 - 0.100
< 0.18 < 0.07 0.075 - 0.120
< 0.20 < 0.09 0.080 - 0.125
< 0.25 < 0.12 0.090 - 0.130
< 0.30 < 0.15 0.100 - 0.135
< 0.36 < 0.20 0.110 - 0.140
< 0.40 < 0.28 0.120 - 0.150

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

FZ


Ød

ae

FZ
 = FZ
d
ae

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DST

Torus 

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill

Shoulder milling Copy milling

HSM

recommended cooling:
1. Minimum lubrication
2. Air

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

AlTiN coated

O100
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type Z Ø d (mm)

DSTH 2 1.5
DSTH 2 2.0
DSTH 2 3.0
DSTH 2 4.0
DSTH 2 5.0
DSTH 2 6.0
DSTH 2 8.0
DSTH 2 10.0
DSTH 2 12.0
DSTH 2 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.7 < 0.03 0.025 - 0.040
< 1.0 < 0.04 0.030 - 0.050
< 1.5 < 0.06 0.040 - 0.060
< 2.0 < 0.10 0.050 - 0.080
< 2.5 < 0.13 0.060 - 0.120
< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.110 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.06 < 0.02 0.030 - 0.060
< 0.08 < 0.02 0.050 - 0.070
< 0.11 < 0.03 0.055 - 0.080
< 0.14 < 0.05 0.065 - 0.100
< 0.18 < 0.07 0.075 - 0.150
< 0.20 < 0.09 0.080 - 0.200
< 0.25 < 0.12 0.090 - 0.250
< 0.30 < 0.15 0.100 - 0.250
< 0.36 < 0.20 0.110 - 0.250
< 0.40 < 0.28 0.120 - 0.250

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H Hardened steel 50-60 HRc
58-70 HRc

140-280
120-220

FZ


Ød

ae

FZ
 = FZ
d
ae

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

CUTTING DATA DSTH

Torus 

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill

Shoulder milling Copy milling

HSM

recommended cooling:
1. Minimum lubrication
2. Air

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

AlTiN coated

 O101
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type Z Ø d (mm)

DST 4 6.0
DST 4 8.0
DST 4 10.0
DST 4 12.0
DST 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.18 0.065 - 0.125
< 4.0 < 0.24 0.080 - 0.130
< 5.0 < 0.30 0.085 - 0.135
< 6.0 < 0.36 0.100 - 0.140
< 8.0 < 0.50 0.110 - 0.150

apmax (mm) aemax (mm) fz (mm)

< 0.20 < 0.09 0.080 - 0.125
< 0.25 < 0.12 0.090 - 0.130
< 0.30 < 0.15 0.100 - 0.135
< 0.36 < 0.20 0.110 - 0.140
< 0.40 < 0.28 0.120 - 0.150

ae fz*
0,10 x d fz x 3
0,25 x d fz x 2
0,50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

300-500
200-400

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DST

Torus 

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill 

Shoulder milling Copy milling

HSM

recommended cooling:
1. Minimum lubrication
2. Air

hardened material
ap up to 0.5 x d
ae up to 0.5 mm

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

AlTiN coated

O102
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type Z Ø d (mm)

DSM / DSMR 6   3.0
DSM / DSMR 6   4.0
DSM / DSMR 6   5.0
DSM / DSMR 6   6.0
DSM / DSMR 6   8.0
DSM / DSMR 6 10.0
DSM / DSMR 6 12.0
DSM / DSMR 6 16.0
DSM / DSMR 8 20.0

DSM / DSMR  8 8.0
DSM / DSMR 10 10.0
DSM / DSMR 12 12.0
DSM / DSMR 16 16.0

DSML 6 8.0
DSML 6 10.0
DSML 6 12.0
DSML 8 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.03 0.020 - 0.035
< 6.0 < 0.05 0.030 - 0.045
< 7.5 < 0.07 0.035 - 0.055

< 12.0 < 0.10 0.045 - 0.065
< 16.0 < 0.13 0.060 - 0.080
< 20.0 < 0.17 0.070 - 0.095
< 24.0 < 0.21 0.085 - 0.110
< 32.0 < 0.28 0.095 - 0.125
< 40.0 < 0.35 0.105 - 0.140

< 16.0 < 0.13 0.060 - 0.080
< 20.0 < 0.17 0.070 - 0.095
< 24.0 < 0.21 0.085 - 0.110
< 32.0 < 0.28 0.095 - 0.125

< 16.0 < 0.13 0.060 - 0.080
< 20.0 < 0.17 0.070 - 0.095
< 24.0 < 0.21 0.085 - 0.110
< 32.0 < 0.28 0.095 - 0.125

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

120-170

FZ


Ød

ae

FZ
 = FZ
d
ae ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

hardened material
ap up to 0.025 x d
ae up to 0.280 mm

CUTTING DATA DSM/DSMR/DSML

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill 

Shoulder milling

HPM
HSM

recommended cooling:
1. Minimum lubrication
2. Air

hardened material
ap up to 2.00 x d
ae up to 0.35 mm

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

Corner radius 

AlTiN coated

 O103
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type Z Ø d (mm)

DSMH / DSMRH 6   3,0
DSMH / DSMRH 6   4,0
DSMH / DSMRH 6   5,0
DSMH / DSMRH 6   6,0
DSMH / DSMRH 6   8,0
DSMH / DSMRH 6 10,0
DSMH / DSMRH 6 12,0
DSMH / DSMRH 6 16,0
DSMH / DSMRH 8 20,0

DSMH / DSMRH  8 8,0
DSMH / DSMRH 10 10,0
DSMH / DSMRH 12 12,0
DSMH / DSMRH 16 16,0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.03 0.020 - 0.035
< 6.0 < 0.05 0.030 - 0.045
< 7.5 < 0.07 0.035 - 0.055

< 12.0 < 0.10 0.045 - 0.065
< 16.0 < 0.13 0.060 - 0.080
< 20.0 < 0.17 0.070 - 0.095
< 24.0 < 0.21 0.085 - 0.110
< 32.0 < 0.28 0.095 - 0.125
< 40.0 < 0.35 0.105 - 0.140

< 16.0 < 0.13 0.060 - 0.080
< 20.0 < 0.17 0.070 - 0.095
< 24.0 < 0.21 0.085 - 0.110
< 32.0 < 0.28 0.095 - 0.125

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H Hardened steel 50-60 HRc
58-70 HRc

140-280
120-220

FZ


Ød

ae
ap

ae

FZ
 = FZ
d
ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMH/DSMRH

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill

HPM
HSM

recommended cooling:
1. Minimum lubrication
2. Air

hardened material
ap up to 2.00 x d
ae up to 0.35 mm

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.
?

Corner radius 

Shoulder milling

AlTiN coated

O104

hi
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ae fz*
0,10 x d fz x 3
0,25 x d fz x 2
0,50 x d fz x 1

type Z Ø d (mm)

DSR 3 2.0
DSR 3 3.0
DSR 3 4.0
DSR 3 5.0
DSR 3 6.0
DSR 3 8.0
DSR 3 10.0
DSR 3 12.0
DSR 3 16.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 0.25 0.010 - 0.020
< 3.0 < 0.40 0.015 - 0.025
< 4.0 < 0.80 0.020 - 0.030
< 5.0 < 1.00 0.020 - 0.030
< 6.0 < 2.25 0.025 - 0.040
< 8.0 < 3.00 0.030 - 0.050

< 10.0 < 3.75 0.035 - 0.065
< 12.0 < 6.00 0.045 - 0.070
< 16.0 < 8.00 0.060 - 0.100

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 2.0 0.010 - 0.020
< 3.0 < 3.0 0.015 - 0.025
< 4.0 < 4.0 0.020 - 0.030
< 5.0 < 5.0 0.020 - 0.030
< 6.0 < 6.0 0.025 - 0.040
< 8.0 < 8.0 0.030 - 0.050

< 10.0 < 10.0 0.035 - 0.065
< 12.0 < 12.0 0.045 - 0.070
< 16.0 < 16.0 0.060 - 0.100

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

90-140
70-110

M Stainless steel < 600
< 850

< 200
< 250

100-130
50-70

K Malleable cast iron < 260 100-190
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300 30-50
Titanium alloys < 900 < 300 50-80

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

100-180

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSR

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

HVM
HPM

recommended cooling:
1. Emulsion
2. Air
3. Minimum lubrication

Corner radius

Shoulder milling Slot milling

ap up to 1.0 x d 
ae up to 0.5 x d

ap up to 1.0 x dAt shoulder milling, feed per tooth fz* for lower ae values should 
be converted according formula.
For finishing application vc can be increased up to 30%.

AlTiN coated

 O105

hi
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

type Z Ø d (mm)

DSF 3 2.0
DSF 3 3.0
DSF 3 4.0
DSF 3 5.0
DSF 3 6.0
DSF 3 8.0
DSF 3 10.0
DSF 3 12.0
DSF 3 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.25 0.010 - 0.020
< 4.0 < 0.40 0.015 - 0.025
< 5.0 < 0.80 0.020 - 0.030
< 7.5 < 1.00 0.020 - 0.030
< 9.0 < 2.25 0.025 - 0.040

< 16.0 < 3.00 0.030 - 0.050
< 20.0 < 3.75 0.035 - 0.065
< 24.0 < 6.00 0.045 - 0.070
< 32.0 < 8.00 0.060 - 0.100

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 2.0 0.010 - 0.020
< 3.0 < 3.0 0.015 - 0.025
< 4.0 < 4.0 0.020 - 0.030
< 5.0 < 5.0 0.020 - 0.030
< 6.0 < 6.0 0.025 - 0.040

< 10.0 < 8.0 0.030 - 0.050
< 12.0 < 10.0 0.035 - 0.065
< 18.0 < 12.0 0.045 - 0.070
< 24.0 < 16.0 0.060 - 0.100

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

90-140
70-110

M Stainless steel < 600
< 850

< 200
< 250

100-130
50-70

K Malleable cast iron < 260 100-190
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300 30-50
Titanium alloys < 900 < 300 50-80

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

100-180

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSF

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

Chamfer 

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 1.5 x d

HVM
HPM

recommended cooling:
1. Emulsion
2. Air
3. Minimum lubrication

AlTiN coated

O106
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

type Z Ø d (mm)

DSF 4 4.0
DSF 4 6.0
DSF 4 8.0
DSF 4 10.0
DSF 4 12.0
DSF 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 5.0 < 0.80 0.015 - 0.025
< 9.0 < 2.25 0.020 - 0.030

< 16.0 < 3.00 0.025 - 0.035
< 20.0 < 3.75 0.030 - 0.045
< 24.0 < 6.00 0.035 - 0.050
< 32.0 < 8.00 0.045 - 0.060

apmax (mm) aemax (mm) fz (mm)

< 4.0 < 4.0 0.015 - 0.025
< 6.0 < 6.0 0.020 - 0.030

< 10.0 < 8.0 0.025 - 0.035
< 12.0 < 10.0 0.030 - 0.045
< 18.0 < 12.0 0.035 - 0.050
< 24.0 < 16.0 0.045 - 0.060

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

100-150
90-130

M Stainless steel < 600
< 850

< 200
< 250

80-110
50-70

K Malleable cast iron < 260 150-200
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300 30-50
Titanium alloys < 900 < 300 50-80

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

100-180

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSF

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

Chamfer 

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 1.5 x d

HVM
HPM

recommended cooling:
1. Emulsion
2. Air
3. Minimum lubrication

AlTiN coated

 O107
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

type Z Ø d (mm)

DSRF 3 6.0
DSRF 3 8.0
DSRF 3 10.0
DSRF 3 12.0
DSRF 3 14.0
DSRF 3 16.0
DSRF 3 20.0

apmax (mm) aemax (mm) fz (mm)

< 9.0 < 3.0 0.03 - 0.04
< 16.0 < 4.0 0.04 - 0.06
< 20.0 < 5.0 0.06 - 0.08
< 24.0 < 6.0 0.08 - 0.10
< 28.0 < 7.0 0.10 - 0.12
< 32.0 < 8.0 0.12 - 0.15
< 40.0 < 10.0 0.12 - 0.20

apmax (mm) aemax (mm) fz (mm)

< 6.0 < 6.0 0.03 - 0.04
< 10.0 < 8.0 0.04 - 0.06
< 15.0 < 10.0 0.06 - 0.08
< 24.0 < 12.0 0.08 - 0.10
< 28.0 < 14.0 0.10 - 0.12
< 32.0 < 16.0 0.12 - 0.15
< 40.0 < 20.0 0.12 - 0.20

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

150-180
110-150

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260 130-200
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSRF

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

Chamfer 

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 2.0 x d

HVM
HPM

recommended cooling:
1. Emulsion
2. Air
3. Minimum lubrication

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

For finishing application vc can be increased up to 
30%.

AlTiN coated

O108
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

type Z Ø d (mm)

DSRR 3 6.0
DSRR 3 8.0
DSRR 3 10.0
DSRR 3 12.0
DSRR 3 14.0
DSRR 3 16.0
DSRR 4 20.0

apmax (mm) aemax (mm) fz (mm)

< 9.0 < 3.0 0.03 - 0.04
< 16.0 < 4.0 0.04 - 0.06
< 20.0 < 5.0 0.06 - 0.08
< 24.0 < 6.0 0.08 - 0.10
< 28.0 < 7.0 0.10 - 0.12
< 32.0 < 8.0 0.12 - 0.15
< 40.0 < 10.0 0.12 - 0.20

apmax (mm) aemax (mm) fz (mm)

< 6.0 < 6.0 0.03 - 0.04
< 10.0 < 8.0 0.04 - 0.06
< 15.0 < 10.0 0.06 - 0.08
< 24.0 < 12.0 0.08 - 0.10
< 28.0 < 14.0 0.10 - 0.12
< 32.0 < 16.0 0.12 - 0.15
< 40.0 < 20.0 0.12 - 0.20

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

150-180
110-150

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260 130-200
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSRR

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill 

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 2.0 x d

HVM
HPM

recommended cooling:
1. Emulsion
2. Air
3. Minimum lubrication

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

For finishing application vc can be increased up to 
30%.

Corner radius 

AlTiN coated

 O109
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

M Stainless steel < 600
< 850

< 200
< 250

S High temp. alloys < 900 < 300 30 - 50
Titanium alloys < 900 < 300 70 - 100

type Z Ø d (mm)

DSRV 4 3.0
DSRV 4 4.0
DSRV 4 5.0
DSRV 4 6.0
DSRV 4 8.0
DSRV 4 10.0
DSRV 4 12.0
DSRV 5 16.0

apmax (mm) aemax (mm) fz (mm)

< 4.0 < 0.5 0.01 - 0.02
< 7.0 < 0.8 0.02 - 0.03
< 9.0 < 1.2 0.02 - 0.03

< 12.0 < 2.0 0.02 - 0.04
< 16.0 < 3.0 0.03 - 0.05
< 20.0 < 4.0 0.04 - 0.07
< 24.0 <  6.0 0.05 - 0.08
< 32.0 <  8.0 0.06 - 0.10

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 3.0 0.01 - 0.02
< 3.0 < 4.0 0.02 - 0.03
< 4.0 < 5.0 0.02 - 0.03
< 5.0 < 6.0 0.02 - 0.04
< 6.0 < 8.0 0.03 - 0.05
< 8.0 < 10.0 0.04 - 0.07

< 10.0 < 12.0 0.05 - 0.08
< 12.0 < 16.0 0.06 - 0.10

Material Example:
M

Stainless steel

1.4404
1.4435
1.4541
1.4571
1.4301

S Titanium alloys 3.7024
3.7165

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSRV

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

TS3K coated

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 1.0 x d

recommended cooling:
Emulsion

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

Corner radius

O110
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type Z Ø d (mm)

DSFF 4 4.0
DSFF 4 6.0
DSFF 4 8.0
DSFF 4 10.0
DSFF 4 12.0

fz (mm)

0.040 - 0.060
0.050 - 0.070
0.060 - 0.080
0.070 - 0.095
0.085 - 0.115

Material Rm
(N/mm2) Hardness HB Cutting speed

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

150-180
110-150

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260 130-200
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200 130-260
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TS3K coated

HVM
HPM

CUTTING DATA DSFF

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Chamfering Endmill

Chamfering

recommended cooling:
1. Emulsion
2. Air

ae up to 0.40 x d 
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type Z Ø d (mm)

DSKC 2 1.0
DSKC 2 1.5
DSKC 2 2.0
DSKC 2 3.0
DSKC 3 4.0
DSKC 4 5.0

DSKC/DSKLC 4 6.0
DSKC/DSKLC 5 8.0
DSKC/DSKLC 5 10.0
DSKC/DSKLC 7 12.0

DSKC 7 16.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 0.5 0.02 - 0.0.04
< 2.0 0.7 0.02 - 0.0.04
< 3.0 1.0 0.02 - 0.0.04
< 4.0 1.5 0.02 - 0.0.04
< 5.0 2.0 0.02 - 0.0.04
< 5.0 2.5 0.02 - 0.0.04
< 6.0 3.0 0.02 - 0.0.04
< 8.0 4.0 0.02 - 0.0.04

< 10.0 5.0 0.02 - 0.0.04
< 12.0 6.0 0.02 - 0.0.04
< 20.0 6.0 0.02 - 0.0.04

apmax (mm) aemax (mm) fz (mm)

< 2.0 0.5 0.02 - 0.04
< 2.0 0.7 0.02 - 0.04
< 3.0 1.0 0.02 - 0.04
< 4.0 1.5 0.02 - 0.04
< 5.0 2.0 0.02 - 0.04
< 5.0 2.5 0.02 - 0.04
< 6.0 3.0 0.02 - 0.04
< 8.0 4.0 0.02 - 0.04

< 10.0 5.0 0.02 - 0.04
< 12.0 6.0 0.02 - 0.04
< 20.0 8.0 0.02 - 0.04

Material Rm
(N/mm2) Hardness HB Cutting speed

 (vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300
Cobalt Chromium alloys 35-70

d d

ap deFF
deFF

ap

�

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKC/DSKLC

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Shoulder milling Copy milling

AlTiN coated

recommended cooling:
Emulsion

Ballnose

O112
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type Z Ø d (mm)

DSKC 220° 2 3.0
DSKC 220° 3 4.0
DSKC 220° 4 5.0
DSKC 220° 4 6.0
DSKC 220° 5 8.0
DSKC 220° 5 10.0
DSKC 220° 7 12.0
DSKC 220° 7 16.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 1.5 0.02 - 0.04
< 2.6 < 2.0 0.02 - 0.04
< 3.3 < 2.5 0.02 - 0.04
< 4.0 < 3.0 0.02 - 0.04
< 5.3 < 4.0 0.02 - 0.04
< 6.7 < 5.0 0.02 - 0.04
< 8.0 < 6.0 0.02 - 0.04

< 10.7 < 8.0 0.02 - 0.04

Material Rm
(N/mm2) Hardness HB Cutting speed

 (vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300
Cobalt Chromium alloys 35-70

d d

ap deFF
deFF

ap

�

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKC 220°

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

For the cutting speed vc calculation the effective 
cutting diameter deff has to be taken into account. 
See formula.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Copy milling

AlTiN coated

recommended cooling:
Emulsion

220° Ballnose
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type Z Ø d (mm)

DSTC 2 1.5
DSTC 2 2.0
DSTC 2 3.0
DSTC 3 4.0
DSTC 4 5.0
DSTC 4 6.0
DSTC 5 8.0
DSTC 5 10.0
DSTC 5 12.0

apmax (mm) aemax (mm) fz (mm)

< 2.5 0.7 0.02 - 0.04
< 3.0 1.0 0.02 - 0.04
< 4.0 1.5 0.02 - 0.04
< 5.0 2.0 0.02 - 0.04
< 6.0 2.5 0.02 - 0.04
< 6.0 3.0 0.02 - 0.04

< 10.0 4.0 0.02 - 0.04
< 15.0 5.0 0.02 - 0.04
< 18.0 6.0 0.02 - 0.04

apmax (mm) aemax (mm) fz (mm)

< 2.5 0.7 0.02 - 0.04
< 3.0 1.0 0.02 - 0.04
< 4.0 1.5 0.02 - 0.04
< 5.0 2.0 0.02 - 0.04
< 6.0 2.5 0.02 - 0.04
< 6.0 3.0 0.02 - 0.04

< 10.0 4.0 0.02 - 0.04
< 15.0 5.0 0.02 - 0.04
< 18.0 6.0 0.02 - 0.04

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

 (vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300
Cobalt Chromium alloys 35-70

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae
ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSTC

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

AlTiN coated

recommended cooling:
Emulsion

Torus 

Shoulder milling Copy milling

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.
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type Z Ø d (mm)

DSMRC 4 3.0
DSMRC 4 4.0
DSMRC 4 5.0
DSMRC 5 6.0
DSMRC 5 8.0
DSMRC 5 10.0
DSMRC 7 12.0
DSMRC 7 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 1.0 0.02 - 0.04
< 4.0 2.0 0.02 - 0.04
< 5.0 2.5 0.02 - 0.04
< 6.0 3.0 0.02 - 0.04
< 8.0 4.0 0.02 - 0.04

< 10.0 5.0 0.02 - 0.04
< 12.0 6.0 0.02 - 0.04
    48.0 8.0 0.02 - 0.04

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed

 (vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300
Cobalt Chromium alloys 35-70

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMRC

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

AlTiN coated

recommended cooling:
Emulsion

Shoulder milling

At shoulder milling, feed per tooth fz*
for lower ae values should be converted 
according formula.

Corner radius 

up to
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Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

type Z Ø d (mm)

DSKK 4 3.0
DSKK 4 4.0
DSKK 4 5.0
DSKK 4 6.0
DSKK 4 8.0
DSKK 4 10.0
DSKK 4 12.0
DSKK 4 14.0
DSKK 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 0.3 < 0.15 0.015 - 0.020
< 0.4 < 0.30 0.020 - 0.030
< 0.5 < 0.35 0.025 - 0.035
< 0.6 < 0.50 0.030 - 0.040
< 0.8 < 0.70 0.040 - 0.060
< 1.0 < 0.90 0.055 - 0.075
< 1.2 < 1.20 0.100 - 0.130
< 1.4 < 1.40 0.120 - 0.180
< 1.6 < 1.60 0.150 - 0.250

d d

ap deFF
deFF

ap

�

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKK

Ballnose

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Copy milling

HPM

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

deff = 2 •    d • ap- ap
2ß = 0: 

ß = 0: deff = d • sin  ß ± arc cos   d - 2ap 
d

ap up to 0.10 x d
ae up to 0.10 x d

For profile milling cutting speed vc may be 
increased up to 30%.

recommended cooling:
1. Emulsion
2. Minimum lubrication

CrCn coated

O116
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Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

type Z Ø d (mm)

DSTK 4 3.0
DSTK 4 4.0
DSTK 4 5.0
DSTK 4 6.0
DSTK 4 8.0
DSTK 4 10.0
DSTK 4 12.0
DSTK 4 14.0
DSTK 4 16.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.3 0.015 - 0.020
< 6.0 < 0.4 0.020 - 0.030
< 7.5 < 0.5 0.025 - 0.035
< 9.0 < 0.8 0.030 - 0.040

< 12.0 < 1.0 0.040 - 0.060
< 15.0 < 1.3 0.055 - 0.075
< 18.0 < 2.4 0.100 - 0.130
< 21.0 < 2.8 0.120 - 0.180
< 24.0 < 3.2 0.150 - 0.250

apmax (mm) aemax (mm) fz (mm)

< 0.3 < 0.15 0.015 - 0.020
< 0.4 < 0.30 0.020 - 0.030
< 0.5 < 0.35 0.025 - 0.035
< 0.6 < 0.50 0.030 - 0.040
< 0.8 < 0.70 0.040 - 0.060
< 1.0 < 0.90 0.055 - 0.075
< 1.2 < 1.20 0.100 - 0.130
< 1.4 < 1.40 0.120 - 0.180
< 1.6 < 1.60 0.150 - 0.250

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

FZ


Ød

ae

FZ
 = FZ
d
ae

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSTK

Torus 

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill

Shoulder milling Copy milling

HSM
HPM

ap up to 1.50 x d 
ae up to 0.20 x d

ap up to 0.10 x d
ae up to 0.10 x d 

At shoulder milling, feed per tooth fz* for lower ae values 
should be converted according formula.

recommended cooling:
1. Emulsion
2. Minimum lubrication

CrCn coated
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type Z Ø d (mm)

DSMK 3 2.0
DSMK 3 3.0
DSMK 3 4.0
DSMK 3 5.0
DSMK 3 6.0
DSMK 3 8.0
DSMK 3 10.0
DSMK 3 12.0
DSMK 3 14.0
DSMK 3 16.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 0.2 0.010 - 0.015
< 3.0 < 0.3 0.015 - 0.020
< 6.0 < 0.5 0.020 - 0.030
< 7.5 < 0.7 0.025 - 0.035

< 12.0 < 1.2 0.030 - 0.040
< 16.0 < 1.6 0.040 - 0.060
< 20.0 < 2.0 0.055 - 0.075
< 24.0 < 3.0 0.100 - 0.130
< 28.0 < 3.5 0.120 - 0.180
< 32.0 < 4.0 0.150 - 0.250

apmax (mm) aemax (mm) fz (mm)

< 0.2 < 2.0 0.010 - 0.015
< 0.3 < 3.0 0.015 - 0.020
< 0.4 < 4.0 0.020 - 0.025
< 0.5 < 5.0 0.020 - 0.030
< 0.6 < 6.0 0.025 - 0.035
< 0.8 < 8.0 0.035 - 0.050
< 1.0 < 10.0 0.055 - 0.065
< 1.2 < 12.0 0.060 - 0.100
< 1.4 < 14.0 0.080 - 0.150
< 1.6 < 16.0 0.090 - 0.180

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød

ap

ae

FZ


Ød

ae

FZ
 = FZ
d
ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMK

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill

Shoulder milling Slot milling

HPM

ap up to 0.10 x dFor shoulder milling cutting speed vc can be 
increased up to 30%.

Sharp

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

ap up to 2.00 x d
ae up to 0.25 x d

recommended cooling:
1. Emulsion
2. Minimum lubrication

CrCn coated

O118

C
op

pe
r



type z Ø d (mm)

DSMRK 3 2.0
DSMRK 3 3.0
DSMRK 3 4.0
DSMRK 3 5.0
DSMRK 3 6.0
DSMRK 3 8.0
DSMRK 3 10.0
DSMRK 3 12.0
DSMRK 3 14.0
DSMRK 3 16.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 0.2 0.010 - 0.015
< 3.0 < 0.3 0.015 - 0.020
< 6.0 < 0.5 0.020 - 0.030
< 7.5 < 0.7 0.025 - 0.035

< 12.0 < 1.2 0.030 - 0.040
< 16.0 < 1.6 0.040 - 0.060
< 20.0 < 2.0 0.055 - 0.075
< 24.0 < 3.0 0.100 - 0.130
< 28.0 < 3.5 0.120 - 0.180
< 32.0 < 4.0 0.150 - 0.250

apmax (mm) aemax (mm) fz (mm)

< 0.2 < 2.0 0.010 - 0.015
< 0.3 < 3.0 0.015 - 0.020
< 0.4 < 4.0 0.020 - 0.025
< 0.5 < 5.0 0.020 - 0.030
< 0.6 < 6.0 0.025 - 0.035
< 0.8 < 8.0 0.035 - 0.050
< 1.0 < 10.0 0.055 - 0.065
< 1.2 < 12.0 0.060 - 0.100
< 1.4 < 14.0 0.080 - 0.150
< 1.6 < 16.0 0.090 - 0.180

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød

ap

ae

FZ


Ød

ae

FZ
 = FZ
d
ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMRK

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill

Shoulder milling Slot milling

HPM

ap up to 0.10 x dFor shoulder milling cutting speed vc can be 
increased up to 30%.

Corner radius

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

ap up to 2.00 x d
ae up to 0.25 x d

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

recommended cooling:
1. Emulsion
2. Minimum lubrication

CrCn coated
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type Z Ø d (mm)

DSKMK 2 0.3
DSKMK 2 0.4
DSKMK 2 0.5
DSKMK 2 0.6
DSKMK 2 0.8
DSKMK 2 1.0
DSKMK 2 1.2
DSKMK 2 1.5
DSKMK 2 2.0
DSKMK 2 2.5
DSKMK 2 3.0

apmax (mm) aemax (mm) fz (mm)

< 0.02 < 0.01 0.005 - 0.010
< 0.02 < 0.02 0.007 - 0.015
< 0.03 < 0.02 0.010 - 0.017
< 0.06 < 0.02 0.015 - 0.020
< 0.08 < 0.03 0.017 - 0.025
< 0.10 < 0.05 0.020 - 0.030
< 0.12 < 0.06 0.025 - 0.035
< 0.15 < 0.07 0.030 - 0.045
< 0.20 < 0.10 0.035 - 0.060
< 0.25 < 0.12 0.045 - 0.070
< 0.30 < 0.15 0.055 - 0.080

L2 Reduction
1 -   5 x d     0%
5 - 10 x d  30 %
10 ~  50 %

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKMK

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Micro Endmill

HSM

Ballnose

ap up to 0.10 x d
ae up to 0.05 x d

Cutting Speed vc is based on max. 40.000 rpm.

Copy milling

CrCn coated

recommended cooling:
1. Emulsion
2. Minimum lubrication

O120
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L2 Reduction
1 -   5 x d     0%
5 - 10 x d  30 %
10 ~  50 %

type Z Ø d (mm)

DSMMK 2 0.3
DSMMK 2 0.4
DSMMK 2 0.5
DSMMK 2 0.6
DSMMK 2 0.8
DSMMK 2 1.0
DSMMK 2 1.2
DSMMK 2 1.5
DSMMK 2 2.0
DSMMK 2 2.5
DSMMK 2 3.0

apmax (mm) aemax (mm) fz (mm)

< 0.15 < 0.03 0.005 - 0.009
< 0.20 < 0.03 0.007 - 0.010
< 0.25 < 0.04 0.009 - 0.015
< 0.45 < 0.05 0.010 - 0.017
< 0.60 < 0.07 0.013 - 0.020
< 1.00 < 0.10 0.016 - 0.025
< 1.20 < 0.12 0.020 - 0.030
< 1.50 < 0.15 0.030 - 0.035
< 2.00 < 0.20 0.035 - 0.050
< 2.50 < 0.25 0.040 - 0.060
< 3.00 < 0.30 0.050 - 0.075

apmax (mm) aemax (mm) fz (mm)

< 0.03 < 0.3 0.005 - 0.009
< 0.04 < 0.4 0.007 - 0.010
< 0.05 < 0.5 0.009 - 0.012
< 0.06 < 0.6 0.010 - 0.015
< 0.08 < 0.8 0.012 - 0.017
< 0.10 < 1.0 0.013 - 0.020
< 0.12 < 1.2 0.015 - 0.025
< 0.15 < 1.5 0.017 - 0.030
< 0.20 < 2.0 0.020 - 0.040
< 0.25 < 2.5 0.022 - 0.045
< 0.30 < 3.0 0.025 - 0.055

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 < 350

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 350

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMMK

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Micro Endmill

Shoulder milling

HSM

Cutting Speed vc is based on max. 40.000 rpm.

Corner radius 

ap up to 0.10 x dap up to 1.00 x d
ae up to 0.10 x d

Slot milling

CrCn coated

recommended cooling:
1. Emulsion
2. Minimum lubrication
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type Z Ø d (mm)

DSKG 3 2.0
DSKG 3 3.0
DSKG 3 4.0
DSKG 3 5.0
DSKG 3 6.0
DSKG 3 8.0
DSKG 3 10.0
DSKG 3 12.0

apmax (mm) aemax (mm) fz (mm)

< 0.4 < 0.1 0.010 - 0.030
< 0.6 < 0.2 0.015 - 0.040
< 0.8 < 0.3 0.025 - 0.050
< 1.0 < 0.4 0.035 - 0.060
< 1.2 < 0.5 0.045 - 0.080
< 1.6 < 0.7 0.055 - 0.100
< 2.0 < 0.9 0.075 - 0.120
< 2.4 < 1.2 0.075 - 0.140

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120 < 400
Copper < 350 < 100
Brass < 700 < 200
Graphite < 500
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKG

Ballnose

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Copy milling

HSM

ap up to 0.20 x d
ae up to 0.10 x d

Cutting Speed vc is based on max. 40.000 rpm.

Diamond coated

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

O122

G
ra

ph
ite



type Z Ø d (mm)

DSKGL 2 2.0
DSKGL 2 3.0
DSKGL 2 4.0
DSKGL 2 5.0
DSKGL 2 6.0
DSKGL 2 8.0
DSKGL 2 10.0
DSKGL 2 12.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 0.2 0.010 - 0.030
< 3.0 < 0.3 0.015 - 0.040
< 6.0 < 0.4 0.025 - 0.050
< 7.5 < 0.5 0.035 - 0.060
< 9.0 < 0.8 0.045 - 0.080

< 12.0 < 1.0 0.055 - 0.100
< 15.0 < 1.3 0.075 - 0.120
< 24.0 < 2.4 0.075 - 0.140

apmax (mm) aemax (mm) fz (mm)

< 0.4 < 0.1 0.010 - 0.030
< 0.6 < 0.2 0.015 - 0.040
< 0.8 < 0.3 0.025 - 0.050
< 1.0 < 0.4 0.035 - 0.060
< 1.2 < 0.5 0.045 - 0.080
< 1.6 < 0.7 0.055 - 0.100
< 2.0 < 0.9 0.075 - 0.120
< 2.4 < 1.2 0.075 - 0.140

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120 < 400
Copper < 350 < 100
Brass < 700 < 200
Graphite < 500
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKGL

Ballnose

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill Ballnose

Shoulder milling Copy milling

HSM

ap up to 0.20 x d
ae up to 0.10 x d

ap up to 2.00 x d
ae up to 0.20 x d 

Cutting Speed vc is based on max. 40.000 rpm.

Diamond coated

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

 O123
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type Z Ø d (mm)

DSTG/DSTLG 2 - 3 - 4 2.0
DSTG/DSTLG 2 - 3 - 4 3.0
DSTG/DSTLG 2 - 3 - 4 4.0
DSTG/DSTLG 2 - 3 - 4 5.0
DSTG/DSTLG 2 - 3 - 4 6.0
DSTG/DSTLG 2 - 3 - 4 8.0
DSTG/DSTLG 2 - 3 - 4 10.0
DSTG/DSTLG 2 - 3 - 4 12.0

apmax (mm) aemax (mm) fz (mm)

< 2.0 < 0.2 0.010 - 0.030
< 3.0 < 0.3 0.015 - 0.040
< 6.0 < 0.4 0.025 - 0.050
< 7.5 < 0.5 0.035 - 0.060
< 9.0 < 0.8 0.045 - 0.080

< 12.0 < 1.0 0.055 - 0.100
< 15.0 < 1.3 0.075 - 0.120
< 24.0 < 2.4 0.075 - 0.140

apmax (mm) aemax (mm) fz (mm)

< 0.5 < 2.0 0.010 - 0.030
< 0.8 < 3.0 0.015 - 0.040
< 2.0 < 4.0 0.025 - 0.050
< 2.5 < 5.0 0.035 - 0.060
< 4.5 < 6.0 0.045 - 0.080
< 6.0 < 8.0 0.055 - 0.100
< 7.5 < 10.0 0.075 - 0.120

< 12.0 < 12.0 0.075 - 0.140

ae fz*
0,10 x d fz x 3
0,25 x d fz x 2
0,50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120 < 400
Copper < 350 < 100
Brass < 700 < 200
Graphite < 500
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød
FZ


Ød

ae
ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSTG / DSTLG

Corner radius

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill

Shoulder milling Slot milling

HSM

ap up to 2.00 x d 
ae up to 0.20 x d

ap up to 1.00 x d

FZ
 = FZ
d
ae

Cutting Speed vc is based on max. 40.000 rpm.

Given conditions are based on DSTG standard endmills 
with Z=3.
At shoulder milling, feed per tooth fz* for lower ae values 
should be converted according formula.

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

Diamond coated

O124

G
ra

ph
ite



type Z Ø d (mm)

DSVG x 4.0
DSVG x 6.0
DSVG x 8.0
DSVG x 10.0
DSVG x 12.0

apmax (mm) aemax (mm) Vf (mm/min)

< 10.0 < 2.0 < 3600
< 15.0 < 3.0 < 4100
< 20.0 < 4.0 < 4500
< 25.0 < 5.0 < 5100
< 30.0 < 6.0 < 6000

apmax (mm) aemax (mm) Vf (mm/min)

< 4.0 < 4.0 < 3600
< 6.0 < 6.0 < 4100
< 8.0 < 8.0 < 4500

< 10.0 < 10.0 < 5100
< 12.0 < 12.0 < 6000

ae fz*
0,10 x d fz x 3
0,25 x d fz x 2
0,50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120
Copper < 350 < 100
Brass < 700 < 200
Graphite 350-500
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød
FZ


Ød

ae
ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ap up to 1.00 x d

CUTTING DATA DSVG

Sharp

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

Shoulder milling Slot milling

HSM

ap up to 2.50 x d 
ae up to 0.50 x d

ap up to 1.00 x d

FZ
 = FZ
d
ae

At shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

Diamond coated

 O125
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type Z Ø d (mm)

DSKMG 2 0.3
DSKMG 2 0.4
DSKMG 2 0.5
DSKMG 2 0.6
DSKMG 2 0.8
DSKMG 2 1.0
DSKMG 2 1.2
DSKMG 2 1.5

apmax (mm) aemax (mm) fz (mm)

< 0.03 < 0.02 0.006 - 0.012
< 0.04 < 0.03 0.008 - 0.015
< 0.05 < 0.03 0.010 - 0.020
< 0.12 < 0.04 0.012 - 0.022
< 0.16 < 0.05 0.015 - 0.025
< 0.20 < 0.09 0.018 - 0.030
< 0.24 < 0.10 0.020 - 0.035
< 0.30 < 0.13 0.025 - 0.040

L2 Reduction
1 -   5 x d     0%
5 - 10 x d  30 %
10 ~  50 %

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120 < 200
Copper < 350 < 100
Brass < 700 < 200
Graphite < 200
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSKMG

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Micro Endmill Ballnose

Copy milling

HSM

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

Ballnose

ap up to 0.20 x d
ae up to 0.10 x d

Cutting Speed vc is based on max. 40.000 rpm.

Diamond coated

O126

G
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ph
ite



type Z Ø d (mm)

DSMMG 2 0.3
DSMMG 2 0.4
DSMMG 2 0.5
DSMMG 2 0.6
DSMMG 2 0.8
DSMMG 2 1.0
DSMMG 2 1.2
DSMMG 2 1.5

apmax (mm) aemax (mm) fz (mm)

< 0.15 < 0.03 0.006 - 0.012
< 0.20 < 0.04 0.008 - 0.015
< 0.25 < 0.04 0.010 - 0.020
< 0.45 < 0.05 0.012 - 0.022
< 0.60 < 0.07 0.015 - 0.025
< 1.00 < 0.10 0.018 - 0.030
< 1.20 < 0.12 0.020 - 0.035
< 1.50 < 0.15 0.025 - 0.040

apmax (mm) aemax (mm) fz (mm)

< 0.08 < 0.3 0.006 - 0.012
< 0.10 < 0.4 0.008 - 0.015
< 0.13 < 0.5 0.010 - 0.020
< 0.15 < 0.6 0.012 - 0.022
< 0.20 < 0.8 0.015 - 0.025
< 0.25 < 1.0 0.018 - 0.030
< 0.30 < 1.2 0.020 - 0.035
< 0.38 < 1.5 0.025 - 0.040

L2 Reduction
1 -   5 x d     0%
5 - 10 x d  30 %
10 ~  50 %

Material Rm
(N/mm2) Hardness HB Cutting speed 

(vc m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100

Aluminium < 5%Si < 500 < 150
Aluminium > 5%Si < 400 < 120 < 200
Copper < 350 < 100
Brass < 700 < 200
Graphite < 200
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSMMG

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder.

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

Shoulder milling Slot milling

HSM

Dry milling, with air pressure to 
remove the Graphit / Graphite 
powder

Cutting Speed vc is based on max. 40.000 rpm.

Corner radius

ap up to 1.50 x d
ae up to 0.10 x d

ap up to 0.50 x d

Diamond coated
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type Z Ø d (mm)

DSA 1 0.6
DSA 1 0.8
DSA 1 1.0
DSA 1 1.2
DSA 1 1.5
DSA 1 1.6
DSA 1 1.8
DSA 1 2.0
DSA 1 2.5
DSA 1 3.0
DSA 1 4.0
DSA 1 5.0
DSA 1 6.0
DSA 1 7.0
DSA 1 8.0
DSA 1 10.0
DSA 1 12.0

apmax (mm) aemax (mm) fz (mm)

< 0.3 < 0.08 0.010 - 0.015
< 0.4 < 0.10 0.014 - 0.018
< 0.8 < 0.25 0.015 - 0.020
< 0.9 < 0.30 0.018 - 0.023
< 1.1 < 0.38 0.023 - 0.027
< 1.2 < 0.40 0.025 - 0.032
< 1.4 < 0.45 0.027 - 0.036
< 1.5 < 0.50 0.030 - 0.043
< 1.9 < 0.63 0.034 - 0.060
< 2.3 < 0.75 0.045 - 0.070
< 4.0 < 2.00 0.050 - 0.080
< 5.0 < 2.50 0.060 - 0.100
< 6.0 < 3.00 0.075 - 0.120
< 7.0 < 3.50 0.080 - 0.135
< 8.0 < 4.00 0.095 - 0.150

< 10.0 < 5.00 0.115 - 0.185
< 12.0 < 6.00 0.140 - 0.230

apmax (mm) aemax (mm) fz (mm)

< 0.3 < 0.6 0.010 - 0.015
< 0.4 < 0.8 0.014 - 0.018
< 0.8 < 1.0 0.015 - 0.020
< 0.9 < 1.2 0.018 - 0.023
< 1.1 < 1.5 0.023 - 0.027
< 1.2 < 1.6 0.025 - 0.032
< 1.4 < 1.8 0.027 - 0.036
< 1.5 < 2.0 0.030 - 0.043
< 1.9 < 2.5 0.034 - 0.060
< 2.3 < 3.0 0.045 - 0.070
< 4.0 < 4.0 0.050 - 0.080
< 5.0 < 5.0 0.060 - 0.100
< 6.0 < 6.0 0.075 - 0.120
< 7.0 < 7.0 0.080 - 0.135
< 8.0 < 8.0 0.095 - 0.150

< 10.0 < 10.0 0.115 - 0.185
< 12.0 < 12.0 0.140 - 0.230

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 250-400

Aluminium < 5%Si < 500 < 150 200-300
Aluminium > 5%Si < 400 < 120 100-250
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics 100-400

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSA

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill

Shoulder milling Slot milling

HVM

uncoated
Diamond coated

recommended cooling:
Emulsion

Ø 0.6 - Ø 2.5 mm
Sharp

Ø 3.0 - Ø 12.0 mm
Chamfer

ap up to 1.0 x d
ae up to 0.5 x d

ap up to 1.0 x dCutting Speed vc is based on max. 20.000 rpm.
Conditions based on pure aluminium. For aluminium < 5% Si 
reduce feed per tooth fz up to 10% and for > 5% Si reduce 
fz up to 20%.
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type Z Ø d (mm)

DSA 2 3.0
DSA 2 4.0
DSA 2 5.0
DSA 2 6.0
DSA 2 8.0
DSA 2 10.0
DSA 2 12.0
DSA 2 14.0
DSA 2 16.0
DSA 2 18.0
DSA 2 20.0

apmax (mm) aemax (mm) fz (mm)

< 3.0 < 0.6 0.030 - 0.075
< 6.0 < 1.0 0.035 - 0.085
< 7.5 < 1.3 0.040 - 0.100

< 12.0 < 2.3 0.045 - 0.115
< 16.0 < 3.0 0.050 - 0.120
< 20.0 < 3.8 0.055 - 0.130
< 24.0 < 6.0 0.065 - 0.150
< 28.0 < 7.0 0.085 - 0.170
< 32.0 < 8.0 0.100 - 0.180
< 36.0 < 9.0 0.110 - 0.200
< 40.0 < 10.0 0.125 - 0.210

apmax (mm) aemax (mm) fz (mm)

< 2.3 < 3.0 0.020 - 0.070
< 4.0 < 4.0 0.025 - 0.080
< 5.0 < 5.0 0.030 - 0.100
< 6.0 < 6.0 0.035 - 0.120
< 8.0 < 8.0 0.040 - 0.150

< 10.0 < 10.0 0.045 - 0.160
< 12.0 < 12.0 0.055 - 0.170
< 14.0 < 14.0 0.065 - 0.180
< 16.0 < 16.0 0.075 - 0.190
< 18.0 < 18.0 0.085 - 0.200
< 20.0 < 20.0 0.100 - 0.210

ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 400-1000

Aluminium < 5%Si < 500 < 150 250-800
Aluminium > 5%Si < 400 < 120 100-400
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap

ae= Ød
FZ


Ød

ae

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSA

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Endmill

Shoulder milling Slot milling

HSM

uncoated
TiB2 coated

recommended cooling:
Emulsion

Sharp

ap up to 2.0 x d
ae up to 0.5 x d

Cutting Speed vc is based on max. 20.000 rpm.
Conditions based on pure aluminium. For aluminium < 5% Si 
reduce feed per tooth fz up to 10% and for > 5% Si reduce 
fz up to 20%.

ap up to 1.0 x d
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type Z Ø d (mm)

DSAKH 2 6.0
DSAKH 2 8.0
DSAKH 2 10.0
DSAKH 2 12.0
DSAKH 2 14.0
DSAKH 2 16.0
DSAKH 2 18.0
DSAKH 2 20.0
DSAKH 2 25.0

apmax (mm) aemax (mm) fz (mm)

< 0.6 < 0.50 0.035 - 0.050
< 0.8 < 0.70 0.050 - 0.070
< 1.0 < 0.90 0.055 - 0.090
< 1.2 < 1.20 0.065 - 0.100
< 1.4 < 1.40 0.075 - 0.120
< 1.6 < 1.60 0.085 - 0.140
< 1.8 < 1.80 0.100 - 0.145
< 2.0 < 2.00 0.105 - 0.150
< 2.5 < 2.50 0.110 - 0.200

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 500-2000

Aluminium < 5%Si < 500 < 150 250-1500
Aluminium > 5%Si < 400 < 120 100-1000
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSAKH

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Copy milling

Conditions based on pure aluminium. For aluminium < 5% Si 
reduce feed per tooth fz up to 10% and for > 5% Si reduce 
fz up to 20%.

Endmill Ballnose

Ballnose

uncoated
TiB2 coated

HSM

recommended cooling:
1. Emulsion
2. Minimum lubrication
3. Air

ap up to 0.05 x d
ae up to 0.10 x d
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type Z Ø d (mm)

DSAK 2 3.0
DSAK 2 4.0
DSAK 2 5.0
DSAK 2 6.0
DSAK 2 8.0
DSAK 2 10.0
DSAK 2 12.0
DSAK 2 14.0
DSAK 2 16.0
DSAK 2 18.0
DSAK 2 20.0

apmax (mm) aemax (mm) fz (mm)

< 0.6 < 0.2 0.030 - 0.075
< 0.8 < 0.3 0.035 - 0.085
< 1.0 < 0.4 0.040 - 0.100
< 1.2 < 0.5 0.045 - 0.115
< 1.6 < 0.7 0.050 - 0.120
< 2.0 < 0.9 0.055 - 0.130
< 2.4 < 1.2 0.065 - 0.150
< 2.8 < 1.4 0.085 - 0.170
< 3.2 < 1.6 0.100 - 0.180
< 3.6 < 1.8 0.110 - 0.200
< 4.0 < 2.0 0.125 - 0.210

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 400-1000

Aluminium < 5%Si < 500 < 150 250-800
Aluminium > 5%Si < 400 < 120 100-400
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSAK

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Copy milling

Endmill Ballnose

Ballnose

uncoated
TiB2 coated

HSM

recommended cooling:
1. Emulsion
2. Minimum lubrication
3. Air

ap up to 0.20 x d
ae up to 0.10 x d

Cutting Speed vc is based on max. 20.000 rpm.

Conditions based on pure aluminium. For aluminium < 5% Si reduce 
feed per tooth fz up to 10% and for > 5% Si reduce fz up to 20%.

For DSAK short at shoulder milling ap max = 1,5 x d.
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ae fz*
0.10 x d fz x 3
0.25 x d fz x 2
0.50 x d fz x 1

type Z Ø d (mm)

DSAR 3 6.0
DSAR 3 8.0
DSAR 3 10.0
DSAR 3 12.0
DSAR 3 16.0

apmax (mm) aemax (mm) fz (mm)

< 12.0 < 3.0 0.03 - 0.05
< 16.0 < 4.0 0.04 - 0.07
< 20.0 < 5.0 0.05 - 0.10
< 24.0 <  6.0 0.06 - 0.12
< 32.0 <  8.0 0.09 - 0.17

apmax (mm) aemax (mm) fz (mm)

< 9.0 < 6.0 0.04 - 0.04
< 12.0 < 8.0 0.04 - 0.06
< 15.0 < 10.0 0.05 - 0.08
< 18.0 < 12.0 0.06 - 0.09
< 24.0 < 16.0 0.09 - 0.13

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 400-1000

Aluminium < 5%Si < 500 < 150 250-800
Aluminium > 5%Si < 400 < 120 100-400
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 500

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

FZ


Ød

ae

FZ
 = FZ
d
ae

ap

ae= Ød

ap

ae

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSAR

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Roughing Endmill

Chamfer

uncoated
TiB2 coated

HVM

recommended cooling:
1. Emulsion
2.  Air

Shoulder milling Slot milling

ap up to 2.0 x d 
ae up to 0.5 x d

ap up to 1.5 x dAt shoulder milling, feed per tooth fz* for lower ae
values should be converted according formula.
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type Z Ø d (mm)

DSAT 2 6.0
DSAT 2 8.0
DSAT 2 10.0
DSAT 2 12.0
DSAT 2 14.0
DSAT 2 16.0
DSAT 2 18.0
DSAT 2 20.0
DSAT 2 25.0

apmax (mm) aemax (mm) fz (mm)

< 0.6 < 0.50 0.035 - 0.050
< 0.8 < 0.70 0.050 - 0.070
< 1.0 < 0.90 0.055 - 0.090
< 1.2 < 1.20 0.065 - 0.100
< 1.4 < 1.40 0.075 - 0.120
< 1.6 < 1.60 0.085 - 0.140
< 1.8 < 1.80 0.100 - 0.145
< 2.0 < 2.00 0.105 - 0.150
< 2.5 < 2.50 0.110 - 0.200

Material Rm
(N/mm2) Hardness HB Cutting speed (vc

m/min)

P Carbon steel < 750 < 250
Alloyed steel > 1000 < 300

Tool steel > 850
> 1000

> 250
> 300

M Stainless steel < 600
< 850

< 200
< 250

K Malleable cast iron < 260
N Aluminium < 350 < 100 500-2000

Aluminium < 5%Si < 500 < 150 250-1500
Aluminium > 5%Si < 400 < 120 100-1000
Copper < 350 < 100
Brass < 700 < 200
Graphite
Synthetics < 500

S High temp. alloys < 900 < 300
Titanium alloys < 900 < 300

H
Hardened steel

45-52 HRc
50-60 HRc
58-70 HRc

ap ae= Ød

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA DSAT

All above mentioned cutting conditions should be regarded as guidelines. The conditions can be further optimised, depending on the stability and power of the machine and 
toolholder. 

)Rr IXrtKer mDteriDO VSeFi¿FDtiRnV Vee mDteriDO FrRVV reIerenFe OiVt�

Torus Endmill

Torus

uncoated
TiB2 coated

HSM

recommended cooling:
1. Emulsion
2. Minimum lubrication
3. Air

Conditions based on pure aluminium. For aluminium < 5% Si 
reduce feed per tooth fz up to 10% and for > 5% Si reduce 
fz up to 20%.

ap up to 0.05 x d
ae up to 0.10 x d

Copy milling
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type
Number of 

teeth
Z

Carbide Grades

Groove milling

Shoulder
milling

Copy milling

Material groups

Items Page

Cutting data
Page

TS3K
TS3E
TS3H
TSCC
MG3K
CN2K
CD3K
CD5K
DD2K

Steel I

Steel II

Hard
milling

CoCr

Copper

Graphite

AlSi < 5%

AlSi > 5%

Synthetics

DSK
2

Ɣ
Ɣ

¥¥
¥¥

¥¥
¥¥

O
20

O
90

DSK
4

Ɣ
¥¥

¥¥
¥¥

¥¥
O

26
O

96
DSKH

2
Ɣ

¥¥
¥¥

O
21

O
91

DSK220°
2

Ɣ
Ɣ

¥¥
¥¥

O
24

O
94

DSKH220°
2

Ɣ
¥¥

¥¥
O

25
O

95
DSKL

2
Ɣ

Ɣ
¥¥

¥¥
¥¥

¥¥
O

22
O

92
DSKLH

2
Ɣ

¥¥
¥¥

¥¥
¥¥

O
23

O
93

DSKM
2

Ɣ
Ɣ

¥¥
¥¥

¥¥
¥¥

O
27-O

29
O

97
DST

2
Ɣ

Ɣ
¥¥

¥¥
¥¥

¥¥
O

32-O
33

O
100

DST
4

Ɣ
¥¥

¥¥
¥¥

¥¥
O

35-O
36

O
102

DSTH
2

Ɣ
¥¥

¥¥
¥¥

¥¥
O

34
O

101
DSDS

4
Ɣ

¥
¥¥

¥¥
O

30
O

98
DSDH

4
Ɣ

¥
¥¥

¥¥
O

31
O

99
DSM

6/8/10/12/16
Ɣ

¥¥
¥¥

¥¥
O

37
O

103
DSMH

6
Ɣ

¥¥
¥¥

O
38

O
104

DSMR
6/8/10/12/16

Ɣ
Ɣ

¥¥
¥¥

¥¥
O

39-O
40

O
103

DSMRH
6

Ɣ
¥¥

¥¥
O

41
O

104
DSML

6/8
Ɣ

¥¥
¥¥

¥¥
O

42
O

103
DSR

3
Ɣ

¥¥
¥¥

¥¥
¥¥

O
43

O
105

DSF
3/4

Ɣ
¥¥

¥¥
¥¥

¥¥
O

44-O
45

O
106-O

107
DSFF

4
Ɣ

¥¥
¥¥

¥¥
O

49
O

111
DSRF

3
Ɣ

¥¥
¥¥

¥¥
O

46
O

108
DSRR

3
Ɣ

¥¥
¥¥

¥¥
O

47
O

109
DSRV

4/5
Ɣ

¥¥
¥¥

¥¥
¥¥

O
48

O
110

DSKC
2/3/4/5/7

Ɣ
¥¥

O
52

O
112

DSKLC
4/5/7

Ɣ
¥¥

O
53

O
112

DSKC220°
2/3/4/5/7

Ɣ
¥¥

O
54

O
113

DSTC
2/3/4/5

Ɣ
¥¥

O
55

O
114

DSMRC
4/5/7

Ɣ
¥¥

O
56

O
115

DSKK
4

Ɣ
¥¥

¥¥
¥¥

¥¥
¥¥

¥¥
O

60
O

116
DSTK

4
Ɣ

¥¥
¥¥

¥¥
¥¥

¥¥
¥¥

O
61

O
117

DSMK
3

Ɣ
¥¥

¥¥
¥¥

¥¥
O

62
O

118
DSMRK

3
Ɣ

¥¥
¥¥

¥¥
¥¥

O
63

O
119

DSKMK
2

Ɣ
¥¥

¥¥
¥¥

¥¥
¥¥

¥¥
O

64
O

120
DSMMK

2
Ɣ

¥¥
¥¥

¥¥
¥¥

¥¥
O

65
O

121
DSKG

3
Ɣ

¥¥
¥¥

¥¥
¥¥

¥
O

68
O

122
DSKGL

2
Ɣ

¥¥
¥¥

¥¥
¥¥

¥
O

69
O

123
DSTG

3
Ɣ

¥¥
¥¥

¥¥
¥¥

¥
O

70-O
71

O
124

DSTLG
2

Ɣ
¥¥

¥¥
¥¥

¥¥
¥

O
72

O
124

DSKMG
2

Ɣ
¥¥

¥¥
¥¥

¥¥
¥

O
74

O
126

DSMMG
2

Ɣ
¥¥

¥¥
¥¥

¥
O

75
O

127
DSVG

x
Ɣ

¥¥
¥¥

¥¥
¥

O
73

O
125

DSA
1

Ɣ
Ɣ

¥¥
¥¥

¥
¥¥

¥¥
¥¥

O
78

O
128

DSA
2

Ɣ
Ɣ

¥¥
¥¥

¥
¥¥

¥¥
¥¥

O
79-O

80
O

129
DSAKH

2
Ɣ

Ɣ
¥¥

¥
¥¥

¥¥
¥¥

O
81

O
130

DSAK
2

Ɣ
Ɣ

¥¥
¥

¥¥
¥¥

¥¥
O

82-O
83

O
131

DSAR
3

Ɣ
¥¥

¥¥
¥

¥¥
¥¥

¥¥
O

84
O

132
DSAT

2
Ɣ

Ɣ
¥

¥¥
¥¥

¥
¥¥

¥¥
¥¥

O
85

O
133

O

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Selection chart list - SYSTEM DS

TS3K Ɣ Al7i1 FRDteG IRr mDteriDOV � 40 H5C
TS3E Ɣ AlTiN coated for hard milling � 50-70 H5C
TS3H Ɣ AlTiN coated for materials � 38-53 H5C
TSCC Ɣ AlTiN coated for CoCr alloys

¥¥ best suitable
¥ suitable

MG3K Ɣ uncoated
CN2K ƔCrCn coated
CD5K ƔDiamond coated
CD3K  
DD2K Ɣ TiB2 coated
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CVD Diamond milling tools for

- Die and molding industry
- Aerospace and Automotive industry

 P1

P



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CVD-D tipped endmills 

type DSK

type DST

type DST

Die and mould industry

Milling of Graphite and Aluminium

%allnoVe enGPill� 2-ÀuteG
Ø 2,0 - 12,0 mm 

Torus Endmill with corner radius
Ø 2,0 - 12,0 mm
Corner radius 0,2 - 1,0 mm
Length of cut 2,5 - 9,0 mm 

Torus Endmill with corner chamfer
Ø 4,0 - 16,0 mm
Chamfer 0,1 x 45°
Length of cut 8,0 - 20,0 mm 

P2

P



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CVD-D tipped endmills 

type DSUD

type DSFN

type DSFU

type DSFD

type DSHF

Aerospace and Automotive industry

&arEon ¿Ere anG GlaVV reinIorceG plaVticV

8p anG GoZn enGPill� puVhinJ anG pullinJ� �-ÀuteG
Ø 8,0 - 16,0 mm 

Multiple ÀuteG )iniVhinJ EnGPill� neutral� 5-9-ÀuteG
Ø 8,0 - 16,0 mm

Multiple ÀuteG )iniVhinJ EnGPill� pullinJ� 5-9-ÀuteG
Ø 8,0 - 16,0 mm

Multiple ÀuteG )iniVhinJ EnGPill� puVhinJ� 5-9-ÀuteG
Ø 8,0 - 16,0 mm

Heli[ EnGPill� 3-�-ÀuteG
Ø 8,0 - 20,0 mm
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 d3 l1 l2 l3 r Z

H
D

03

H
D

05

H
D

08

DSK.2.020.08.04.00 2 4 1.95 45 2.5 8 1.0

2

Ÿ

DSK.2.03.09.06.00 3 6 2.85 55 3.0 9 1.5 Ÿ

DSK.2.03.12.06.00 3 6 2.85 55 3.0 12 1.5 Ÿ

DSK.2.03.15.06.00 3 6 2.85 55 3.0 15 1.5 Ÿ

DSK.2.04.10.06.00 4 6 3.90 60 4.0 10 2.0 Ÿ

DSK.2.04.15.06.00 4 6 3.90 60 4.0 15 2.0 Ÿ

DSK.2.04.20.06.00 4 6 3.90 60 4.0 20 2.0 Ÿ

DSK.2.06.20.06.00 6 6 5.60 70 6.0 20 3.0 Ÿ

DSK.2.06.25.06.00 6 6 5.60 70 6.0 25 3.0 Ÿ

DSK.2.06.30.06.00 6 6 5.60 70 6.0 30 3.0 Ÿ

DSK.2.08.25.08.00 8 8 7.50 65 7.0 25 4.0 Ÿ

DSK.2.08.40.08.00 8 8 7.50 80 7.0 40 4.0 Ÿ

DSK.2.10.30.10.00 10 10 9.30 70 8.0 30 5.0 Ÿ

DSK.2.10.50.10.00 10 10 9.30 90 8.0 50 5.0 Ÿ

DSK.2.12.30.12.00 12 12 11.30 75 9.0 30 6.0 Ÿ

DSK.2.12.60.12.00 12 12 11.30 105 9.0 60 6.0 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DSKDie and mould industry

ENDMILL

%allnoVe EnGPill� 2-ÀuteG� � 2.0 - 10.0 PP

P4
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 d3 l1 l2 l3 r Z

H
D

03

H
D

05

H
D

08

DST.2.02.0425.02.04 2 4 1.95 45 2.5 4 0.2

2

Ÿ

DST.2.02.0625.02.04 2 4 1.95 45 2.5 6 0.2 Ÿ

DST.2.02.0825.02.04 2 4 1.95 45 2.5 8 0.2 Ÿ

DST.2.03.0925.03.06 3 6 2.85 55 2.5 9 0.3 Ÿ

DST.2.03.0925.05.06 3 6 2.85 55 2.5 9 0.5 Ÿ

DST.2.03.1225.03.06 3 6 2.85 55 2.5 12 0.3 Ÿ

DST.2.03.1225.05.06 3 6 2.85 55 2.5 12 0.5 Ÿ

DST.2.03.1525.03.06 3 6 2.85 55 2.5 15 0.3 Ÿ

DST.2.03.1525.05.06 3 6 2.85 55 2.5 15 0.5 Ÿ

DST.2.04.1025.03.06 4 6 3.90 60 2.5 10 0.3 Ÿ

DST.2.04.1025.05.06 4 6 3.90 60 2.5 10 0.5 Ÿ

DST.2.04.1525.03.06 4 6 3.90 60 2.5 15 0.3 Ÿ

DST.2.04.1525.05.06 4 6 3.90 60 2.5 15 0.5 Ÿ

DST.2.04.2025.03.06 4 6 3.90 60 2.5 20 0.3 Ÿ

DST.2.04.2025.05.06 4 6 3.90 60 2.5 20 0.5 Ÿ

DST.2.06.2060.03.06 6 6 5.60 70 6.0 20 0.3 Ÿ

DST.2.06.2060.05.06 6 6 5.60 70 6.0 20 0.5 Ÿ

DST.2.06.2060.10.06 6 6 5.60 70 6.0 20 1.0 Ÿ

DST.2.06.2560.03.06 6 6 5.60 70 6.0 25 0.3 Ÿ

DST.2.06.2560.05.06 6 6 5.60 70 6.0 25 0.5 Ÿ

DST.2.06.2560.10.06 6 6 5.60 70 6.0 25 1.0 Ÿ

DST.2.06.3060.03.06 6 6 5.60 70 6.0 30 0.3 Ÿ

DST.2.06.3060.05.06 6 6 5.60 70 6.0 30 0.5 Ÿ

DST.2.06.3060.10.06 6 6 5.60 70 6.0 30 1.0 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DST

TORUS ENDMILL

Die and mould industry

ToruV EnGPill� 2-ÀuteG Zith corner raGiuV� � 2.0 - 6.0 PP
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 d3 l1 l2 l3 r Z

H
D

08

DST.2.08.2570.03.08 8 8 7.5 65 7 25 0.3

2

Ÿ

DST.2.08.2570.05.08 8 8 7.5 65 7 25 0.5 Ÿ

DST.2.08.2570.10.08 8 8 7.5 65 7 25 1.0 Ÿ

DST.2.08.4070.03.08 8 8 7.5 80 7 40 0.3 Ÿ

DST.2.08.4070.05.08 8 8 7.5 80 7 40 0.5 Ÿ

DST.2.08.4070.10.08 8 8 7.5 80 7 40 1.0 Ÿ

DST.2.10.3080.05.10 10 10 9.3 70 8 30 0.5 Ÿ

DST.2.10.3080.10.10 10 10 9.3 70 8 30 1.0 Ÿ

DST.2.10.5080.05.10 10 10 9.3 90 8 50 0.5 Ÿ

DST.2.10.5080.10.10 10 10 9.3 90 8 50 1.0 Ÿ

DST.2.12.3090.05.12 12 12 11.3 75 9 30 0.5 Ÿ

DST.2.12.3090.10.12 12 12 11.3 75 9 30 1.0 Ÿ

DST.2.12.6090.05.12 12 12 11.3 105 9 60 0.5 Ÿ

DST.2.12.6090.10.12 12 12 11.3 105 9 60 1.0 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DSTDie and mould industry

TORUS ENDMILL

ToruV EnGPill� 2-ÀuteG Zith corner raGiuV� � �.0 - 12.0 PP
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 d3 l1 l2 l3 Z

H
D

05

H
D

08

DST.2.04.1008.03.06 4 6 3.9 60 8 10

2

Ÿ

DST.2.04.2015.03.06 4 6 3.9 60 15 20 Ÿ

DST.2.06.1510.04.06 6 6 5.8 60 10 15 Ÿ

DST.2.06.2015.04.06 6 6 5.8 60 15 20 Ÿ

DST.2.06.2520.04.06 6 6 5.8 65 20 25 Ÿ

DST.2.08.1510.06.08 8 8 7.8 60 10 15 Ÿ

DST.2.08.2015.06.08 8 8 7.8 60 15 20 Ÿ

DST.2.08.3020.06.08 8 8 7.8 70 20 30 Ÿ

DST.2.10.2010.08.10 10 10 9.8 70 10 20 Ÿ

DST.2.10.2515.08.10 10 10 9.8 70 15 25 Ÿ

DST.2.10.3020.08.10 10 10 9.8 80 20 30 Ÿ

DST.2.12.2010.10.12 12 12 11.7 70 10 20 Ÿ

DST.2.12.2515.10.12 12 12 11.7 70 15 25 Ÿ

DST.2.12.3020.10.12 12 12 11.7 80 20 30 Ÿ

DST.2.16.2510.20.16 16 16 15.6 80 10 25 Ÿ

DST.2.16.3015.20.16 16 16 15.6 80 15 30 Ÿ

DST.2.16.3520.20.16 16 16 15.6 90 20 35 Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DST

TORUS ENDMILL

Die and mould industry

ToruV EnGPill� 2-ÀuteG Zith corner chaPIer� � �.0 - 16.0 PP
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 l1 l2 l3 d3 Ȗ Z

H
D

05

DSUD.4.08.15.44.08 8 8 70 15 30 7.5 +4° -4°  +4° -4°

4

Ÿ

DSUD.4.08.20.33.08 8 8 75 20 35 7.5 +3° -3°  +3° -3° ǻ

DSUD.4.08.24.22.08 8 8 80 24 40 7.5 +2° -2°  +2° -2° Ÿ

DSUD.4.10.15.44.10 10 10 75 15 30 9.3 +4° -4°  +4° -4° Ÿ

DSUD.4.10.20.33.10 10 10 80 20 35 9.3 +3° -3°  +3° -3° ǻ

DSUD.4.10.24.22.10 10 10 85 24 40 9.3 +2° -2°  +2° -2° Ÿ

DSUD.4.12.15.44.12 12 12 80 15 30 11.3 +4° -4°  +4° -4° Ÿ

DSUD.4.12.20.44.12 12 12 85 20 35 11.3 +4° -4°  +4° -4° ǻ

DSUD.4.12.24.33.12 12 12 90 24 40 11.3 +3° -3°  +3° -3° Ÿ

DSUD.4.16.15.44.16 16 16 85 15 30 15.3 +4° -4°  +4° -4° Ÿ

DSUD.4.16.20.44.16 16 16 90 20 35 15.3 +4° -4°  +4° -4° ǻ

DSUD.4.16.24.44.16 16 16 95 24 40 15.3 +4° -4°  +4° -4° Ÿ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

pulling and pushing

DSUDAerospace and Automotive industry

ENDMILL Up and Down

8p anG GoZn EnGPill� �-ÀuteG

P8
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 l1 l2 l3 d3 Z

H
D

05

DSFN.5.08.10.54.0.08 8 8 60 10 20 7.5 5 Ÿ

DSFN.5.08.20.64.0.08 8 8 70 20 30 7.5 5 Ÿ

DSFN.5.10.12.60.0.10 10 10 65 12 20 9.3 5 Ÿ

DSFN.5.10.22.70.0.10 10 10 75 22 30 9.3 5 Ÿ

DSFN.7.12.15.68.0.12 12 12 75 15 25 11.3 7 Ÿ

DSFN.7.12.24.77.0.12 12 12 85 24 35 11.3 7 Ÿ

DSFN.7.16.24.80.0.16 16 16 85 24 35 15.3 7 ǻ

DSFN.9.16.24.80.0.16 16 16 85 24 35 15.3 9 ǻ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

neutral

DSFN

ENDMILL Finishing

Aerospace and Automotive industry

Multiple ÀuteG )iniVhinJ EnGPill� 5-9-ÀuteG
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 l1 l2 l3 d3 Ȗ Z

H
D

05

DSFU.5.08.10.54.4.08 8 8 60 10 20 7.5 +4° 5 Ÿ

DSFU.5.08.20.64.3.08 8 8 70 20 30 7.5 +3° 5 Ÿ

DSFU.5.10.12.60.4.10 10 10 65 12 20 9.3 +4° 5 Ÿ

DSFU.5.10.22.70.3.10 10 10 75 22 30 9.3 +3° 5 Ÿ

DSFU.7.12.15.68.4.12 12 12 75 15 25 11.3 +4° 7 Ÿ

DSFU.7.12.24.77.3.12 12 12 85 24 35 11.3 +3° 7 Ÿ

DSFU.7.16.24.80.4.16 16 16 85 24 35 15.3 +4° 7 ǻ

DSFU.9.16.24.80.4.16 16 16 85 24 35 15.3 +4° 9 ǻ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

pulling

DSFUAerospace and Automotive industry

ENDMILL Finishing

Multiple ÀuteG )iniVhinJ EnGPill� 5-9-ÀuteG

P10
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 l1 l2 l3 d3 Ȗ Z

H
D

05

DSFD.5.08.10.54.4.08 8 8 60 10 20 7.5 -4° 5 Ÿ

DSFD.5.08.20.64.3.08 8 8 70 20 30 7.5 -3° 5 Ÿ

DSFD.5.10.12.60.4.10 10 10 65 12 20 9.3 -4° 5 Ÿ

DSFD.5.10.22.70.3.10 10 10 75 22 30 9.3 -3° 5 Ÿ

DSFD.7.12.15.68.4.12 12 12 75 15 25 11.3 -4° 7 Ÿ

DSFD.7.12.24.77.3.12 12 12 85 24 35 11.3 -3° 7 Ÿ

DSFD.7.16.24.80.4.16 16 16 85 24 35 15.3 -4° 7 ǻ

DSFD.9.16.24.80.4.16 16 16 85 24 35 15.3 -4° 9 ǻ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

pushing

DSFD

ENDMILL Finishing

Aerospace and Automotive industry

Multiple ÀuteG )iniVhinJ EnGPill� 5-9-ÀuteG
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Dimensions in mm CVD Diamond tipped

Part number d1 d2 l1 l2 l3 d3 Z

H
D

05

DSHF.3.08.15.70.08 8 8 70 15 30 7.8 3 Ÿ

DSHF.3.08.25.80.08 8 8 80 25 40 7.8 3 Ÿ

DSHF.3.10.20.80.10 10 10 80 20 35 9.8 3 Ÿ

DSHF.3.10.30.90.10 10 10 90 30 45 9.8 3 Ÿ

DSHF.4.12.20.85.12 12 12 85 20 35 11.8 4 Ÿ

DSHF.4.12.30.95.12 12 12 95 30 45 11.8 4 Ÿ

DSHF.4.16.30.100.16 16 16 100 30 45 15.7 4 ǻ

DSHF.4.16.50.120.16 16 16 120 50 65 15.7 4 ǻ

Ÿ on stock ǻ 4 weeks P
Ɣ main recommendation M
Ƞ alternative recommendation K
ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S
ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DSHFAerospace and Automotive industry

ENDMILL

Heli[ EnGPill� 3-�-ÀuteG

P12
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Material

v c (m
/m

in)

a p x 
Ø

 (m
m)

a e x 
Ø

 (m
m)

Feed rate
fz  (mm)

Feed rate direction recommended cooling 

Ø 2 Ø 3 Ø 4 Ø 6 Ø 8 Ø 10 Ø 12 Ø 16 Ø 20

N AlSi (< 6 %) 3000 0.65 0.40 0.02 0.02 0.03 0.05 0.10 0.10 0.12 0.15 0.20 Climbing

Emulsion / MMSAlSi (>6 - 12 %) 1800 0.60 0.30 0.01 0.02 0.02 0.04 0.10 0.08 0.10 0.13 0.18 Climbing

AlSi (>12 %) 1100 0.50 0.25 0.01 0.01 0.02 0.03 0 0.06 0.08 0.10 0.15 Climbing

PMMA (Acryl) 1200 0.50 0.50 0.01 0.015 0.02 0.03 0.05 0.07 0.09 0.12 0.15 Climbing

Emulsion

PA66 - CF/GF 30 1000 0.50 0.30 0.008 0.01 0.015 0.025 0.04 0.06 0.08 0.10 0.12 Conventional

PEEK - CF/GF30 1000 0.50 0.25 0.007 0.008 0.01 0.02 0.03 0.05 0.07 0.08 0.10 Conventional

POM - CF/GF30 1100 0.50 0.50 0.008 0.01 0.015 0.025 0.04 0.06 0.08 0.10 0.12 Conventional

PTFE - CF/GF30 900 0.50 0.30 0.01 0.015 0.02 0.03 0.05 0.07 0.09 0.12 0.15 Conventional

GFK 650 0.50 0.30 0.01 0.015 0.02 0.03 0.05 0.07 0.09 0.12 0.15 Conventional

dry / Air pressure to 
remove chips

CFK 500 0.40 0.25 0.008 0.01 0.015 0.025 0.04 0.06 0.08 0.10 0.12 Conventional

SFK/AFK (Armid) 600 0.45 0.30 0.01 0.015 0.02 0.03 0.05 0.07 0.09 0.12 0.14 Conventional

Zirconium 350 0.50 0.40 0.01 0.02 0.02 0.04 0.10 0.08 0.10 0.13 0.18 Climbing

Material

v c (m
/m

in)

a p x 
Ø

 (m
m)

a e x 
Ø

 (m
m)

Feed rate
fz  (mm)

Feed rate direction recommended cooling

Ø 2 Ø 3 Ø 4 Ø 6 Ø 8 Ø 10 Ø 12 Ø 16 Ø 20

N AlSi (< 6 %) 3000 0,25 0,15 0,02 0,02 0,03 0,05 0,10 0,10 0,12 0,10 0,20 Climbing

Emulsion / MMSAlSi (>6 - 12 %) 1800 0,20 0,10 0,001 0,002 0,002 0,004 0,10 0,08 0,10 0,13 0,18 Climbing

AlSi (>12 %) 1100 0,15 0,10 0,01 0,01 0,02 0,03 0 0,06 0,08 0,10 0,15 Climbing

PMMA (Acryl) 1200 0,15 0,15 0,01 0,015 0,02 0,03 0,05 0,07 0,09 0,12 0,15 Climbing

Emulsion

PA66 - CF/GF 30 1000 0,15 0,10 0,008 0,01 0,015 0,025 0,04 0,06 0,08 0,10 0,12 Conventional

PEEK - CF/GF30 1000 0,15 0,10 0,007 0,008 0,01 0,02 0,03 0,05 0,07 0,08 0,10 Conventional

POM - CF/GF30 1100 0,15 0,015 0,008 0,01 0,015 0,025 0,04 0,06 0,08 0,10 0,12 Conventional

PTFE - CF/GF30 900 0,15 0,10 0,001 0,015 0,02 0,03 0,05 0,07 0,09 0,12 0,15 Conventional

GFK 650 0,15 0,10 0,01 0,015 0,02 0,03 0,05 0,07 0,09 0,12 0,15 Conventional

dry / Air pressure to 
remove chips

CFK 500 0,15 0,10 0,008 0,01 0,015 0,025 0,04 0,06 0,08 0,10 0,12 Conventional

SFK/AFK (Armid) 600 0,15 0,10 0,01 0,015 0,02 0,03 0,05 0,07 0,09 0,12 0,14 Conventional

Zirconium 350 0,15 0,15 0,01 0,02 0,02 0,04 0,10 0,08 0,10 0,13 0,18 Climbing

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Shoulder milling

Copy milling

CUTTING DATA CVD
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GROOV ING    PA RT I N G  O F F    G R O O V E  M I L L I N G    B R O A C H I N G    P R O F I L E  M I L L I N G    D R I L L I N G    R E A M I N G

External grooving
System 229

Internal Grooving
ISO Tools

Internal Grooving
System 229

Polish turning
ISO Tools 

Polish turning
System 229

Wheel turning
HORN - LEADERS IN GROOVING TECHNOLOGIES

)or Iurther inIorPation� pleaVe contact H251 86$.

P14
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GROOV ING    PA RT I N G  O F F    G R O O V E  M I L L I N G    B R O A C H I N G    P R O F I L E  M I L L I N G    D R I L L I N G    R E A M I N G

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Internal Grooving
ISO Tools

Internal Grooving
System 229

High polish milling with MCD for 

- non ferrous metals: aluminum, platin, gold, silver
copper, brass

- synthetics: acryl (PMMA)
polycarbonat (PC)

Diamond cutting materials

- Monocrystalline and natural diamonds are the hardest materials
- Colour: yellowish to grey, sometimes greenish
- Oriented crystalline structure
- MonocryVtalline GiaPonG iV the perIect cuttinJ Paterial Ior Erilliant ¿niVh anG 

high-precision machining with geometrically determined cutter

- min. 99% carbon
- < 1% hydrogen, nitrogen and oxygen
- Hardness of 10,000 kg/mm2
- Mohs hardness at 20° C: 10
- Density 3.52 g/cm3
- Boiling point: 4827°C
- TherPal coeI¿cient: 0.0000011�.
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Spare parts

Milling shank Screw T25; 3/86® 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

Dimensions in mm

Part number Ds l1 l3 d d3 Size

M117K.MD06.06.5.05 6 63 25 6 5.6 05
M117K.MD08.08.5.07 8 77 35 8 7.6 07
M117K.MD10.10.5.09 10 100 50 10 9.6 09

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type M117K

Picture = right hand cutting version

for use with Insert

Type

BALLNOSE MILLING

S117.
M'.....;0

&ylinGrical carEiGe Vhank - Vhrink ¿t

P16
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Dimensions in mm
Cutting edges must be measured optically!

Part number Ds r l1 Size

S117.MD06.05K.X0 .236 .118 .181 05
S117.MD08.07K.X0 .315 .157 .236 07
S117.MD10.09K.X0 .394 .197 .295 09

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BALLNOSE MILLING

INSERT Type S117

for use with Milling shank

Type M117K

High polish milling

 P17
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Grade

MD10

Geometries for

Aluminum Brass/Gold Synthetics (PMMA)

ǻ ; ; ;

ǻ ; ; ;

ǻ ; ; ;

P
M
K
N Ɣ

S
H



Spare parts

Milling shank Screw T25; 3/86® Wrench

M117.MD10.12.5.09 030.400P.0227 T15PQ

Dimensions in mm

Part number Ds l1 d Size

M117.MD10.12.5.09 12 100 10 09

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type M117
with through coolant supply

Picture = right hand cutting version

for use with Insert

Type

PERIPHERAL and FACE MILLING

S117...09P...
S117...09U...

&ylinGrical carEiGe Vhank - Vhrink ¿t

P18

P



Spare parts

Milling shank Screw T25; 3/86® Wrench

M117U.MD06.08.5.05 030.265P.0818 T8PL
M117U.MD08.10.5.07 2.6.5T8EP T8PL

Dimensions in mm

Part number Ds l1 d Size

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

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

PERIPHERAL MILLING

MILLING SHANK Type M117U

for use with Insert

Type S117...U...

Picture = right hand cutting version

Material of shank: Carbide - Giving a good vibration resistance

&ylinGrical carEiGe Vhank - Vhrink ¿t
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Spare parts

Milling shank Screw T25; 3/86® Wrench

M117P.MD06.08.5.05 030.265P.0818 T8PL
M117P.MD08.10.5.07 2.6.5T8EP T8PL

Dimensions in mm

Part number Ds l1 d Size

M117P.MD06.08.5.05 8 63 6 05
M117P.MD08.10.5.07 10 77 8 07

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: Carbide - Giving a good vibration resistance

MILLING SHANK Type M117P

Picture = right hand cutting version

for use with Insert

Type

FACE MILLING

S117...P...

&ylinGrical carEiGe Vhank - Vhrink ¿t

P20

P



Dimensions in inch
Cutting edges must be measured optically!

Part number 5 ap l1 Ds Size

S117.MD08.05P.M0
1.969 .118 .126 .315 05S117.MD08.05P.X0

S117.MD10.07P.M0
3.937 .138 .146 .394 07S117.MD10.07P.X0

S117.MD12.09P.M0
3.937 .157 .165 .472 09S117.MD12.09P.X0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE MILLING

INSERT Type S117

for use with Milling shank

Type M117

High polish milling

 P21
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Grade

MD10
Geometries for

Aluminum Brass/Gold Synthetics (PMMA)

ǻ
ǻ ;

;
;

ǻ
ǻ ;

;
;

ǻ
ǻ ;

;
;

P
M
K
N Ɣ Ɣ Ɣ

S
H



Dimensions in inch
Cutting edges must be measured optically!

Part number Ds 5 l1 Size

S117.MD08.4.05U.M0
.315 3.937 .165 05S117.MD08.4.05U.X0

S117.MD10.5.07U.M0
.394 11.811 .205 07S117.MD10.5.07U.X0

S117.MD12.5.09U.M0
.472 11.811 .205 09S117.MD12.5.09U.X0

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type S117

PERIPHERAL MILLING

for use with Milling shank

Type M117U

High polish milling

P22

P

Grade

MD10
Geometries for

Aluminum Brass/Gold Synthetics (PMMA)

ǻ
ǻ ;

;
;

ǻ
ǻ ;

;
;

ǻ
ǻ ;

;
;

P
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K
N Ɣ Ɣ Ɣ

S
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Non ferrous metals Synthetics

Aluminium Polycarbonat (PC)

Copper Acrylic (PMMA)

Brass

Gold

Silver

Platin

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

High polish milling

Machining of high polished surfaces in nano quality

Machinable materials:

)urther Vi]eV anG YerVionV upon reTueVt.

 P23
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Material vc (m/min) f (mm/U) ap (mm) cooling

N
on

 fe
rr

ou
s 

m
et

al
s

Ag 200 - 250 0.05 - 0.06 0.02 - 0.05 Ɣ

Al 200 - 400 0.02 - 0.10 0.02 - 0.05 Ɣ

Au 200 - 250 0.05 - 0.06 0.02 - 0.05 Ɣ

CuSn 150 - 250 0.05 - 0.10 0.02 - 0.05 Ɣ

Cu 150 - 300 0.02 - 0.10 0.02 - 0.05 Ɣ � -

CuZn 150 - 250 0.05 - 0.10 0.02 - 0.05 Ɣ � -

Pt 150 - 125 0.02 - 0.04 0.01 - 0.03 Ɣ

Sy
nt

he
tic

s

PMMA 100 - 150 0.05 - 0.10 0.02 - 0.05 Ɣ � -

PC   80 - 150 0.05 - 0.10 0.02 - 0.05 Ɣ � -

PVC 150 - 250 0.05 - 0.10 0.02 - 0.05 Ɣ � -

PE 150 - 300 0.05 - 0.10 0.02 - 0.05 Ɣ � -

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA

)or Iurther technical inIorPation pleaVe aVk Ior our current cataloJueV. 

CARBIDE GROOVING TOOLS
Carbide Tools

Supermini® & Mini

P24

P



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Face grooving with 
URMA IntraMax

and
boring with

URMA fine boring head

Benefits of Synergy

 Q1 Q



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Face grooving with URMA-IntraMax

CBN (from Ø .118'') or PKD (from Ø 
.157'') tipped inserts are also availa-
ble for boring operations in cast iron 
or hardened materials.

from Ø .008''
with Insert type 105
or
from Ø .236''
with Insert type 110

from Ø .197''
with Insert type 105

tmax up to 1.181''
with Insert type A110

Boring with Fine boring head URMA 05

Q2Q



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

from Ø .197''
with Insert type 105

tmax up to 1.181''
with Insert type A110

SUMMARY

Adaptor with Beta module 25/32/40/50/80/100

Fine boring head 05 IntraMax 49-88

IntraMax 87-207
or

Fine boring head B02Double cutter head

 Q3 Q



Spare parts

System Holder URMA Threaded pin

BD10...A25... Z002524
BD10...A32... Z003224
BD10...A40... Z004024
BD10...A50... Z005024
BD10...A63... Z006324
BD1050A100115 Z0010024
BD1050A80070 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BD1040A25050 25 50 31 25 0.8 kg

SK40

BD1040A32050 32 50 31 35 0.9 kg
BD1040A40035 40 35 16 42 0.9 kg
BD1040A40050 40 50 31 42 1.1 kg
BD1040A50050 50 50 31 50 1.2 kg
BD1040A63065 63 65 46 63 1.5 kg
BD1040A63090 63 90 70 63 2.0 kg
BD1050A25060 25 60 41 25 2.8 kg

SK50

BD1050A32060 32 60 41 32 2.9 kg
BD1050A40060 40 60 41 42 3.0 kg
BD1050A50060 50 60 41 50 3.2 kg
BD1050A63060 63 60 41 63 3.3 kg
BD1050A80070 80 70 51 50 4.0 kg
BD1050A100115 100 115 96 50 6.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BD

SYSTEM URMA

Beta Module 25/32/40/50/63/80/100

Q4Q



Spare parts

System Holder URMA Threaded pin

BD10...B25... Z002524
BD10...B32... Z003224
BD10...B40... Z004024
BD10...B50... Z005024
BD10...B63... Z006324
BD1050B100115 Z0010024
BD1050B80070 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BD1040B25050 25 50 31 25 0.8 kg

SK40

BD1040B32050 32 50 31 35 0.9 kg
BD1040B40035 40 35 16 42 0.9 kg
BD1040B40050 40 50 31 42 1.1 kg
BD1040B50050 50 50 31 50 1.2 kg
BD1040B63065 63 65 46 63 1.5 kg
BD1040B63090 63 90 70 63 2.0 kg
BD1050B25060 25 60 41 25 2.8 kg

SK50

BD1050B32060 32 60 41 32 2.9 kg
BD1050B40060 40 60 41 42 3.0 kg
BD1050B50060 50 60 41 50 3.2 kg
BD1050B63060 63 60 41 63 3.3 kg
BD1050B80070 80 70 51 80 4.0 kg
BD1050B100115 100 115 96 100 6.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BD

Beta Module 25/32/40/50/63/80/100

SYSTEM URMA

 Q5 Q



Spare parts

System Holder URMA Threaded pin

BI10...40... Z004024
BI10...63... Z006324
BI1050100100 Z0010024

Dimensions in mm

Part number beta-modul L g l d Weight System

BI104040035 40 35 23 42 0.7 kg
SK40BI104040050 40 50 38 42 1.1 kg

BI104063070 63 70 58 63 1.8 kg
BI105040060 40 60 45 42 3.0 kg

SK50BI105063060 63 60 45 63 3.5 kg
BI1050100100 100 100 85 100 6.8 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BI

Beta Module 40/63/100

SYSTEM URMA

Q6Q



Spare parts

System Holder URMA Threaded pin

BT1040A25060 Z002524
BT10...A32... Z003224
BT10...A40... Z004024
BT10...A50... Z005024
BT10...A63... Z006324
BT1050A100100 Z0010024
BT1050A80100 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BT1040A25060 25 60 33 25 0.8 kg

SK40

BT1040A32060 32 60 33 32 0.9 kg
BT1040A40028 40 28 1 42 0.9 kg
BT1040A40060 40 60 33 42 1.2 kg
BT1040A50060 50 60 33 50 1.3 kg
BT1040A63055 63 55 28 63 1.4 kg
BT1040A63070 63 70 43 63 1.7 kg
BT1050A32070 32 70 32 32 3.7 kg

SK50

BT1050A40070 40 70 32 42 3.9 kg
BT1050A50070 50 70 32 50 4.1 kg
BT1050A63080 63 80 42 63 4.3 kg
BT1050A80100 80 100 62 80 5.5 kg
BT1050A100100 100 110 72 100 7.0 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BT

Beta Module 25/32/40/50/63/80/100

SYSTEM URMA

 Q7 Q



Dimensions in mm

Part number beta-modul L g l d Weight System

BH1050A25055 25 55 29 25 0.5 kg
HSK50BH1050A32060 32 60 34 32 0.6 kg

BH1050A40065 40 65 39 42 0.7 kg
BH1063A25055 25 55 29 25 0.9 kg

HSK63
BH1063A32060 32 60 34 32 1.0 kg
BH1063A40065 40 65 23 42 1.1 kg
BH1063A50070 50 70 44 50 1.5 kg
BH1063A63080 63 80 38 63 1.5 kg
BH10100A40080 40 80 35 42 2.3 kg

HSK100
BH10100A50080 50 80 35 50 2.5 kg
BH10100A63080 63 80 35 63 2.8 kg
BH10100A80090 80 90 45 80 3.8 kg
BH10100A100100 100 100 55 100 4.0 kg

Spare parts

System Holder URMA Threaded pin Coolant tube

BH10100A100100 Z0010024 H0010001
BH10100A40080 Z004024 H0010001
BH10100A50080 Z005024 H0010001
BH10100A63080 Z006324 H0010001
BH10100A80090 Z008024 H0010001
BH1050A25055 Z002524 H005001
BH1050A32060 Z003224 H005001
BH1050A40065 Z004024 H005001
BH1063A25055 Z002524 H006301
BH1063A32060 Z003224 H006301
BH1063A40065 Z004024 H006301
BH1063A50070 Z005024 H006301
BH1063A63080 Z006324 H006301

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BH

Beta Module 25/32/40/50/63/80/100

SYSTEM URMA

Q8Q

Ordering note:
Coolant tube ist not included -
 separate order requiered!



Spare parts

Extension Locating pin Screw Bolt Threaded pin Key

VBM.2525.045 Z002523 Z002521 Z002524
VBM.3232.035/070 Z003223 Z003221 Z003224
VBM.4040.045/070 Z004023 C002258 Z004021 Z004024 Z004025
VBM.5050.065/100 Z005023 C002260 Z005021 Z005024 Z005025
VBM.6363.060/125 Z006323 C002205 Z006321 Z006324 Z006325

Further sizes upon request Dimensions in mm

Part number alpha-modul beta-modul L g d d1 Weight SW

VAM.1818.025
18.5

25
18.5 18.5 0.1kg 17VAM.1818.035 35

VBM.2525.045 25 45 25.0 25.0 0.2 kg

-

VBM.3232.035 32 35 32.0 32.0 0.2 kg
VBM.3232.070 32 70 32.0 32.0 0.4 kg
VBM.4040.045 40 45 42.0 42.0 0.4 kg
VBM.4040.070 40 70 42.0 42.0 0.7 kg
VBM.5050.065 50 65 50.0 50.0 1.0 kg
VBM.5050.100 50 100 50.0 50.0 1.5 kg
VBM.6363.060 63 60 63.0 63.0 1.3 kg
VBM.6363.125 63 125 63.0 63.0 2.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT

EXTENSION Type VAM/VBM

fo alpha- and beta-modules
Cutting edge Ø 35.601 - 140 mm

 Q9 Q



Spare parts

Reducer Locating pin Screw Bolt Threaded pin Key

RAM.2518.040 Z002523 Z002521 Z002524
RBM.3225.040 Z003223 Z003221 Z003224
RBM.4025.040 Z004023 C002258 Z004021 Z004024 Z004025
RBM.4032.040 Z004023 C002258 Z004021 Z004024 Z004025
RBM.5040.050 Z005023 C002260 Z005021 Z005024 Z005025
RBM.6325.045 Z006323 C002205 Z006321 Z006324 Z006325
RBM.6332.050 Z006323 C002205 Z006321 Z006324 Z006325
RBM.6340.055 Z006323 C002205 Z006321 Z006324 Z006325

Further sizes upon request Dimensions in mm

Part number alpha-modul beta-modul L g l d d1 Weight SW

RAM.2518.040 18.5 25 40 25 18.5 25 0.1kg 17
RBM.3225.040 32 / 25 40 25 25.0 32 0.2 kg

-

RBM.4025.040 40 / 25 40 25 25.0 42 0.3 kg
RBM.4032.040 40 / 32 45 30 32.0 42 0.3 kg
RBM.5040.050 50 / 40 50 35 42.0 50 0.5 kg
RBM.6325.045 63 / 25 45 25 25.0 63 0.7 kg
RBM.6332.050 63 / 32 50 30 32.0 63 0.9 kg
RBM.6340.055 63 / 40 55 35 42.0 63 1.1 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT

REDUCER Type RAM/RBM

for alpha- and beta-modules

Adaptor with alpha-modul and beta-modul® 40

Q10Q



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Toolholder Special solutions

SUMMARY

Adaptor with alpha-modul and beta-modul® 40

Fine boring head 05

 B110  B105 B105  B05

 Q11 Q



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Boring

Twin Boring

Q12Q



* Weight includes 9V battery Dimensions in mm

Part number l b h Weight*

DAZ 120 80 25 0.125 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT

DAZ

Displays the adjusting range

Digital display unit

 Q13 Q



Spare parts

Fine boring head Threaded pin Locating pin Bolt Threaded pin

B05... / DB05... Z000501 Z004023 Z004021 Z002301

Dimensions in mm

Additional equipment only for DB...:
Digital display unit DAZ to show the adjusting range

Part number beta-modul L g d Weight

B05 40 20 067
40 67 40 1.3 kgDB05.BM40.01

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

with through coolant supply

FINE BORING HEAD Type 05
Beta Module 40

BORING SYSTEM 05

Bore Ø from
Number of revolutions
Adjustable range

0,2 mm
20.000 1/min

3,0 mm

Q14Q



Spare parts

Toolholder Screw TORX PLUS® Wrench

B105.0016.U1.01 6.075T15P T15PQ

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note:
The double sided clamping surface allows to rotate the toolholder in the boring head of 180° . With this 
option it is possible to set the insert behind centre which is necessary for diameters lass than Ø 0,7 mm.

Toolholders can be used with right and left hand inserts.

Part number d l1 l2 h

B105.0016.U1.01 16 39 12 14

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING SYSTEM 05

TOOLHOLDER Type B105
with through coolant supply

for use with Insert

Type 105

Clamping length 12 mm

Bore Ø from .00�Ǝ �0.2 PP�

for use with boring head 
type 05

 Q15 Q



Spare parts

Toolholder Screw TORX PLUS® Wrench

B105.0016.U1.02 6.075T15P T15PQ

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note:
Toolholders can be used with right and left hand inserts.

Part number d l1 l2 h

B105.0016.U1.02 16 49 22 15

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Clamping length 22 mm

TOOLHOLDER Type B105
with through coolant supply

for use with Insert

Type

BORING SYSTEM 05

105

Bore Ø from .197Ǝ �5.0 PP�

for use with boring head 
type 05

Q16Q



Spare parts

Toolholder Screw TORX PLUS® Wrench

B110.0016.U1.02 6.075T15P T15PQ

Dimensions in mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Note:
Toolholders can be used with right and left hand inserts.

Part number d l1 l2 h d1

B110.0016.U1.02 16 56 29 15 21.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING SYSTEM 05

TOOLHOLDER Type B110
with through coolant supply

for use with Insert

Type 110

Bore Ø from .236Ǝ �6.0 PP�

for use with boring head 
type 05

 Q17 Q



Dimensions in inch Carbide grades

State R or L version

Part number f a l2 l5 tmax Dmin r Form

M
G

12

TN
35

TI
25

TH
35

R/L105.1802.0.02 .039 .007 .039 .906 .001 .008 .001 B Ÿ�Ÿ

R/L105.1802.0.03 .039 .010 .039 .906 .001 .012 .001 B Ÿ�Ÿ

R/L105.1802.0.05 .039 .016 .079 .906 .002 .020 .002 B Ÿ�Ÿ

R/L105.1803.0.07 .012 .024 .079 .906 .002 .028 .002 A Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 105

BORING ≥ Ø .008''

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .00�Ǝ

Clamping length 12 mm

Q18Q



Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1805.005.0.1
.020 .035 .026

.157
.984 .004 .039 .002

Ÿ�Ÿ

R/L105.1805.005.1.1 .236 Ÿ�Ÿ

R/L105.1805.005.2.1 .315 Ÿ�Ÿ

R/L105.1805.0.1
.020 .035 .026

.157
.984 .004 .039 .004

Ÿ�ǻ Ÿ�Ÿ Ÿ�ǻ

R/L105.1805.1.1 .236 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1805.2.1 .315 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.005.0.15
.051 .055 .043

.236 .984
.006 .059 .002

Ÿ�Ÿ

R/L105.1813.005.1.15 .354 .984 Ÿ�Ÿ

R/L105.1813.005.2.15 .472 1.181 Ÿ�Ÿ

R/L105.1813.01.0.15
.051 .055 .043

.236 .984
.006 .059 .004

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.01.1.15 .354 .984 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.01.2.15 .472 1.181 Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .039''

INSERT Type 105

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .039Ǝ

Clamping length 12 mm

 Q19 Q



Dimensions in mm Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1809.005.0.2
.039 .075 .063

.236 .984
.006 .079 .002

Ÿ�Ÿ

R/L105.1809.005.1.2 .354 .984 Ÿ�Ÿ

R/L105.1809.005.2.2 .472 1.181 Ÿ�Ÿ

R/L105.1809.01.0.2
.039 .075 .063

.236 .984
.006 .079 .004

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1809.01.1.2 .354 .984 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1809.01.2.2 .472 1.181 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1809.0.2
.039 .075 .063

.236 .984
.006 .079 .006

Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1809.1.2 .354 .984 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1809.2.2 .472 1.181 Ÿ�ǻ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.005.0.25

.051 .091 .077

.236 .984

.006 .098 .002

Ÿ�Ÿ

R/L105.1813.005.1.25 .354 .984 Ÿ�Ÿ

R/L105.1813.005.2.25 .472 1.181 Ÿ�Ÿ Ÿ�

R/L105.1813.005.3.25 .630 1.378 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 105

BORING ≥ Ø .079''

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .079Ǝ

Clamping length 12 mm

Q20Q



Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1813.005.1.3
.051 .102 .091

.394 .984
.006 .118 .002

Ÿ�Ÿ

R/L105.1813.005.2.3 .591 1.181 Ÿ�Ÿ

R/L105.1813.005.3.3 .787 1.378 Ÿ�Ÿ

R/L105.1813.01.1.3
.051 .102 .091

.394 .984
.006 .118 .004

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.01.2.3 .591 1.181 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.01.3.3 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.1.3
.051 .102 .091

.394 .984
.006 .118 .008

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.2.3 .591 1.181 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1813.3.3 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1819.005.1.4
.075 .146 .114

.394 .984
.012 .157 .002

Ÿ�Ÿ

R/L105.1819.005.2.4 .591 1.181 Ÿ�Ÿ

R/L105.1819.005.3.4 .787 1.378 Ÿ�Ÿ

R/L105.1819.1.4
.075 .146 .114

.394 .984
.012 .157 .008

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1819.2.4 .591 1.181 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1819.3.4 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING and PROFILING ≥ Ø .118

INSERT Type 105

Clamping length 12 mm

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .11�Ǝ

 Q21 Q



Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1823.005.1.5

.091 .185 .157

.394 .984

.020 .197 .002

Ÿ�Ÿ

R/L105.1823.005.2.5 .591 1.181 Ÿ�Ÿ

R/L105.1823.005.3.5 .787 1.378 Ÿ�Ÿ

R/L105.1823.005.4.5 .984 1.575 Ÿ�Ÿ

R/L105.1823.005.5.5 1.181 1.772 Ÿ�Ÿ

R/L105.1823.1.5

.091 .185 .157

.394 .984

.020 .197 .008

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1823.2.5 .591 1.181 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1823.3.5 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1823.4.5 .984 1.575 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1823.5.5 1.181 1.772 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .197''

INSERT Type 105

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .197Ǝ

Clamping length 12 mm

Q22Q



Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1833.005.2.6

.130 .224 .185

.591 1.181

.020 .236 .002

Ÿ�Ÿ

R/L105.1833.005.3.6 .787 1.378 Ÿ�Ÿ

R/L105.1833.005.4.6 .984 1.575 Ÿ�Ÿ

R/L105.1833.005.5.6 1.181 1.772 Ÿ�Ÿ

R/L105.1833.2.6

.130 .224 .185

.591 1.181

.020 .236 .008

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1833.3.6 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1833.4.6 .984 1.575 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1833.5.6 1.181 1.772 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.005.3.7
.157 .252 .205

.787 1.378
.020 .268 .002

Ÿ�Ÿ

R/L105.1840.005.4.7 .984 1.575 Ÿ�Ÿ

R/L105.1840.005.5.7 1.181 1.772 Ÿ�Ÿ

R/L105.1840.3.7
.157 .252 .205

.787 1.378
.020 .268 .008

Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.4.7 .984 1.575 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.5.7 1.181 1.772 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .236″

INSERT Type 105

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .236Ǝ

Clamping length 12 mm
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Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r

M
G

12

TN
35

TI
25

TH
35

R/L105.1819.1.H4
.075 .146 .114

.394 .984
.012 .157 .008

Ÿ�ǻ

R/L105.1819.2.H4 .591 1.181 Ÿ�ǻ

R/L105.1819.3.H4 .787 1.378 Ÿ�ǻ

R/L105.1823.1.H5

.091 .185 .157

.394 .984

.020 .197 .008

Ÿ�ǻ

R/L105.1823.2.H5 .591 1.181 Ÿ�ǻ

R/L105.1823.3.H5 .787 1.378 Ÿ�ǻ

R/L105.1823.4.H5 .984 1.575 Ÿ�ǻ

R/L105.1823.5.H5 1.181 1.772 Ÿ�ǻ

R/L105.1833.2.H6

.130 .224 .185

.591 1.181

.020 .236 .008

Ÿ�ǻ

R/L105.1833.3.H6 .787 1.378 Ÿ�ǻ

R/L105.1833.4.H6 .984 1.575 Ÿ�ǻ

R/L105.1833.5.H6 1.181 1.772 Ÿ�ǻ

R/L105.1840.3.H7
.157 .252 .205

.787 1.378
.020 .268 .008

Ÿ�ǻ

R/L105.1840.4.H7 .984 1.575 Ÿ�ǻ

R/L105.1840.5.H7 1.181 1.772 Ÿ�ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .157''

INSERT Type 105

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .157Ǝ

with chip breaker 
(geometry H)

Clamping length 12 mm

Q24Q



Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r

M
G

12

TN
35

TI
25

TH
35

R/L105.4719.1.4
.075 .146 .114

.394 .984
.024 .157 .006

Ÿ�Ÿ

R/L105.4719.3.4 .787 1.378 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.4723.2.5
.091 .185 .146

.591 1.181
.031 .197 .006

Ÿ�Ÿ

R/L105.4723.4.5 .984 1.575 Ÿ�Ÿ Ÿ�Ÿ Ÿ�Ÿ

R/L105.4733.3.6
.130 .224 .146

.787 1.378
.071 .236 .006

Ÿ�Ÿ

R/L105.4733.5.6 1.181 1.772 Ÿ�Ÿ ǻ� Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 105

BORING ≥ Ø .157''

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .157Ǝ

Clamping length 12 mm
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Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r

M
G

12

TN
35

TI
25

TH
35

R/L105.9013.01.1.3

.051 .102 .091

.394 .984

.006 .118

.004 Ÿ�ǻ

R/L105.9013.01.2.3 .591 1.181 .004 Ÿ�ǻ

R/L105.9013.1.3 .394 .984 .008 Ÿ�Ÿ

R/L105.9013.2.3 .591 1.181 .008 Ÿ�Ÿ

R/L105.9019.01.1.4

.075 .146 .114

.394 .984

.012 .157

.004 Ÿ�ǻ

R/L105.9019.01.2.4 .591 1.181 .004 Ÿ�ǻ

R/L105.9019.01.3.4 .787 1.378 .004 ǻ�ǻ

R/L105.9019.1.4 .394 .984 .008 Ÿ�Ÿ

R/L105.9019.2.4 .591 1.181 .008 Ÿ�Ÿ

R/L105.9023.01.1.5

.091 .185 .157

.394 .984

.020 .197

.004 Ÿ�ǻ

R/L105.9023.01.2.5 .591 1.181 .004 Ÿ�ǻ

R/L105.9023.01.3.5 .787 1.378 .004 Ÿ�ǻ

R/L105.9023.01.4.5 .984 1.575 .004 Ÿ�

R/L105.9023.1.5 .394 .984 .008 Ÿ�Ÿ Ÿ�

R/L105.9023.2.5 .591 1.181 .008 Ÿ�Ÿ

R/L105.9023.3.5 .787 1.378 .008 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .118''

INSERT Type 105

for use with Toolholder

Type B105
H105
HC105
VDI

R = right hand version shown L = left hand version

Bore Ø from .11�Ǝ

Clamping length 12 mm
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Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r Į
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.1823.4.5.2
.091 .185 .165

.984 1.969
.012 .197 .004 20°

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1823.5.5.2 1.181 2.165 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1833.4.6.2
.130 .224 .193

.984 1.969
.012 .236 .004 20°

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1833.5.6.2 1.181 2.165 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.4.7.2
.157 .252 .213

.984 1.969
.012 .268 .004 20°

Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.5.7.2 1.181 2.165 Ÿ�Ÿ Ÿ�Ÿ

R/L105.1840.7.7.2 1.575 2.559 Ÿ�

R/L105.4733.5.6.2 .130 .224 .146 1.181 2.165 .071 .236 .004 47° Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT Type 105
with extended clamping shank

BORING ≥ Ø .197''

for use with Toolholder

Type B105.0012.02
B105.0016.02
B105.0020.02

R = right hand version shown L = left hand version

Bore Ø from .197Ǝ

Clamping length 22 mm
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Dimensions in inch Carbide grades

State R or L version

Part number f a d l2 l5 tmax Dmin r Į

M
G

12

TN
35

TI
25

TH
35

R/L110.1829.7.6
.114 .224 .189 1.575 2.756 .020 .236 .008 20°

Ÿ�Ÿ Ÿ�Ÿ

R/L110.1829.7.6 Ÿ�Ÿ Ÿ�Ÿ

R/L110.1829.9.6 .114 .224 .189

1.969 3.150 .020

.236

.008 20°

Ÿ�Ÿ Ÿ�Ÿ

R/L110.1829.9.6 .114 .224 .189 .236 Ÿ�Ÿ Ÿ�Ÿ

R/L110.1829.9.8 .157 .291 .236 .315 Ÿ�Ÿ Ÿ�Ÿ

R/L110.1829.9.8 .157 .291 .236 .315 Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING ≥ Ø .236''

INSERT Type 110

for use with Toolholder

Type B110
VDI

R = right hand version shown L = left hand version

Bore Ø from .236Ǝ

Clamping length 26 mm

Q28Q



Spare parts

Reducer Screw Wrench

B05.0616 C000701 G000203
B05.0816/1016 C002503 G000204
B05.1216 C000702 G000204

Dimensions in mm

Part number Da min Da max L g d d1

B05.0516 5.8 10 17 5 16
B05.0616 7.3 11 17 6 16
B05.0816 8.8 13 22 8 19
B05.1016 11.8 16 25 10 22
B05.1216 13.8 18 31 12 22

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING SYSTEM 05

REDUCER Type B05
Beta Module 40

Bore Ø from
Number of revolutions
Adjustable range

0,2 mm
20.000 1/min

3,0 mm

 Q29 Q



Spare parts

Boring bar Screw Torx Wrench

B05.HM0...1 C002010 G002001
B05.HM...1 C002004 G002005
B05.HM1...1 C002001 G002005

Dimensions in mm

Part number Da min Da max L g l d1

B05.HM05.0610.1 5.8 10.0 65 20 5
B05.HM06.0711.1 7.3 11.0 65 24 6
B05.HM08.0913.1 8.8 13.0 90 40 8
B05.HM10.1216.1 11.8 16.0 105 50 10
B05.HM12.1418.1 13.8 18.0 120 60 12
B05.HM16.1620.1 15.8 20.0 130 100 16
B05.HM16.1823.1 18.3 22.5 145 115 16

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING BAR Type B05.HM
Beta Module 40

BORING SYSTEM 05

Bore Ø from
Number of revolutions
Adjustable range

0,2 mm
20.000 1/min

3,0 mm
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Spare parts

Boring bar Lens head screw Torx Wrench

B05.ST16.... C002511 G002007

Dimensions in mm

Part number Da min Da max L g l d

B05.ST16.2025.01 20 25 60 47 17
B05.ST16.2530.01 25 30 75 62 22
B05.ST16.3035.01 30 35 75 62 27
B05.ST16.3540.01 35 40 75 62 32

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BORING SYSTEM 05

BORING BAR Type B05.ST
Beta Module 40

Bore Ø from
Number of revolutions
Adjustable range

0,2 mm
20.000 1/min

3,0 mm
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Spare parts

Insert holder Screw Torx Wrench

B05.050.200206 C002004 G002005

Dimensions in mm

Part number Da min Da max l Insert

B05.050.200206 20 39 13 CC06

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT HOLDER Type B05

BORING SYSTEM 05

Bore Ø .7�7 - 1.535Ǝ �20 - 39 PP�

Q32Q



Spare parts

Fine boring head Threaded
pin

Lens head 
screw

Locating
pin

Screw Torx Wrench Bolt Wrench

B02.2025.18.AM Z001018 C002511 C002501 G002001 G000201/...04
B02.22530.18.AM Z001018 C002511 C002501 G002001 G000201/...04
DB02.2939.25.BM C002511 Z002523 C002502 G002007 Z002521
DB02.3851.32.BM C002512 Z003223 C002503 G002003 Z003221 G000204
DB02.5067.40.BM C002512 Z004023 C002504 G002003 Z004021 G000204
DB10.6688.63.BM C002513 Z006323 C002505 Z006321 G000206/...05

Dimensions in mm

Additional equipment only for DB...:
Digital display unit DAZ to show the adjusting range

Note:
alpha-modul = balancable 2µm
beta-modul = with digital adjustment

Part number alpha-modul beta-modul Da min Da max d d1 Weight

B02.2025.18.AM
18.5

20.0 25 19.7
18.5 0.1 kgB02.22530.18.AM 22.5 30 20.0

DB02.2939.25.BM 25 29.0 39 26.0 25.0 0.2 kg
DB02.3851.32.BM 32 38.0 51 32.0 32.0 0.4 kg
DB02.5067.40.BM 40 50.0 67 42.0 40.0 1.0 kg
DB10.6688.63.BM 63 66.0 88 63.0 63.0 2.5 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FINE BORING HEAD Type B02/DB

BORING SYSTEM 02

Bore Ø .7�7 - 3.�65Ǝ �20 - �� PP�
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Spare parts

Insert holder Screw Torx Wrench

B05.050.200206 C002004 G002005
B05.050.200406 C002001 G002005
B05.050.200609 C002002 G002003

Dimensions in mm

Part number Da min Da max l Insert

B05.050.200206 20 39 13
CC06B05.050.200406 38 67 17

B05.050.200609 66 88 22 CC09

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT HOLDER Type B05

BORING SYSTEM 02

Bore Ø .7�7 - 3.�65Ǝ �20 - �� PP�

Q34Q



Spare parts

Double cutter 
head

Lens head 
screw

Locating
pin

Screw Torx 
Wrench

Washer Cylindrical
Pin

Bolt Key Wrench

D02.3851.32.BM B002203 Z003223 K000203 C001208 Z003221 G000205
D02.19530.18.AM B002201 G002023 K000201 C001201
D02.2939.25.BM B002202 Z002523 G002024 K000202 C001201 Z002521
D02.5067.40.BM B002204 Z004023 C002258 K000204 C001204 Z004021 Z004025 G000206
D02.6688.63.BM B002205 Z006323 C002205 K000205 C001205 Z006321 Z006325 G000207

Dimensions in mm

Note:
alpha-modul = balancable 2µm
beta-modul = with digital adjustment

Part number alpha-modul beta-modul Da min Da max L g d1 Weight

D02.19530.18.AM 18.5 19.5 30 40 18.5 0.1 kg
D02.2939.25.BM 25 29.0 39 50 25.0 0.2 kg
D02.3851.32.BM 32 38.0 51 65 32.0 0.3 kg
D02.5067.40.BM 40 50.0 51 90 67.0 0.6 kg
D02.6688.63.BM 63 66.0 88 100 67.0 1.5 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DOUBLE CUTTER HEAD Type D02

Type

TWIN BORING SYSTEM D02

alpha-modul
beta-modul

Bore Ø .76� - 3.�65Ǝ �20 - �� PP�
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Spare parts

Insert holder Screw Torx Wrench Threaded pin Wrench

D050.19525/22530.90 C002001 G002005 C000210 G000201
D050.2939.90 C002001 G002005 C000211 G000201
D050.3851.90 C002002 G002003 C000212 G000202
D050.5067.90 C002002 G002003 C000213 G000203

Dimensions in mm

Part number Da min Da max Weight Insert

D050.19525.90 19.5 25
0.1 kg CC06D050.22530.90 22.5 30

D050.2939.90 29.0 39
D050.3851.90 38.0 51

0.1 kg CC09D050.5067.90 50.0 67

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

TWIN BORING SYSTEM D02

INSERT HOLDER Type D050

Bore Ø .76� - 2.63�Ǝ �19.5 - 67.0 PP�
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Part number Bore
Ø

     Bore Ø
5 6 7 8 9 10

R105.1823.4.5.2 5 - 10 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BALANCING CHART

For URMA fine boring head when using HORN B105..../
B110... with B05 40 20 067 or DB05 40 20 067

Balancing the fine boring head:

1. Loosening the locking screw A
2. Align the two scales to set the bore diameter
3. Re-tighten the locking screw

Example:
Insert R105.1823.4.5.2
Toolholder B105.0016.U1.01
Bore Ø 9 mm

Dimensions in mm

Bore Ø 0.2 - 1.0 mm

Insert type left hand

For this bore range, it's necessary to turn the toolholder 
B105... by 180°. With this option, it is possible to set the 
insert behind the center line which is necessary for Ø less 
than 1.0 mm.

Bore Ø > 1.0 mm

Insert type right hand

A

Chip area

Chip area
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Part number Bore
Ø

Bore Ø
0.2/0.5/0.7 1 1.3/2/2.5 3 4

L105.1802.0.02*
0.2-1.0 (15-20) 17.0 (15-20) 16.3 - - -

L105.1802.0.03*
L105.1802.0.05* 0.5-1.3 (10-15) 12.0 (10-15) 11.5 (20-25) 21.0 - -
L105.1803.0.07* 0.7-1.0 (10-15) 10.3 (10-15) 10.0 -
R105.1805.005.0.1
R105.1805.005.1.1 1.0-3.0 - (10-15) 10.0 (10-15) 11 (10-15) 12 -
R105.1805.005.2.1
R105.1805.0.1
R105.1805.0.1 1.0-3.0 - (10-15) 10.0 (10-15) 11 (10-15) 12 -
R105.1805.0.1
R105.1813.005.0.15 (10-15) 10.5 (10-15) 10.5
R105.1813.005.1.15 2.5-4.0 - - (10-15) 9.9 (10-15) 10.5 -
R105.1813.005.2.15 (10-15) 10.3 -
R105.1813.01.0.15 (10-15) 10.5 (10-15) 10.5
R105.1813.01.1.15 2.5-4.0 - - (10-15) 9.9 (10-15) 10.5 -
R105.1813.01.2.15 (10-15) 10.3 -

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BALANCING CHART   Boring  ≥ 0.2 mm

B105.0016.U1.01for TOOLHOLDER Type

*It's necessary to turn the toolholder B105.0016.U1.01 by 180°. With this option, 
it is possible to set the insert behind the center line which is necessary for Ø less 
than 1.0 mm.

Dimensions in mm
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Part number Bore
Ø

      Bore Ø
2 3 4 5 6 7

R105.1809.005.0.2
R105.1809.005.1.2 2-7 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5
R105.1809.005.2.2
R105.1809.1.0.2
R105.1809.1.1.2 2-7 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5
R105.1809.1.2.2
R105.1809.005.0.2
R105.1809.005.1.2 2-7 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5
R105.1809.005.2.2
R105.1809.0.2
R105.1809.1.2 2-7 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5 (10-15) 10.5
R105.1809.2.2
R105.1813.005.0.25

3-8 - (10-15) 10.5

(10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (10-15) 14.5
R105.1813.005.1.25 (10-15) 11.5 (10-15) 13.5 (10-15) 13.5 (10-15) 14.5
R105.1813.005.2.25 (10-15) 11.4 (10-15) 13.4 (10-15) 13.4 (10-15) 14.4
R105.1813.005.3.25 (10-15) 11.4 (10-15) 13.4 (10-15) 13.4 (10-15) 14.4

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

BALANCING CHART   Boring  ≥ 2.0 mm

B105.0016.U1.01for TOOLHOLDER Type

Dimensions in mm

 Q39 Q



Part number Bore
Ø

Bore Ø
3 4 5 6 7 8 9

R105.1813.005.1.3 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9
R105.1813.005.2.3 3-8 (10-15) 10.5 (10-15) 11.5 (10-15) 13.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9 -
R105.1813.005.3.3 (10-15) 11.4 (10-15) 13.4 (10-15) 13.4 (10-15) 14.4 (15-20) 19.8
R105.1813.1.1.3 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9
R105.1813.1.2.3 3-8 (10-15) 10.5 (10-15) 11.5 (10-15) 13.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9 -
R105.1813.1.3.3 (10-15) 11.4 (10-15) 13.4 (10-15) 13.4 (10-15) 14.4 (15-20) 19.8
R105.1813.1.3 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9
R105.1813.2.3 3-8 (10-15) 10.5 (10-15) 11.5 (10-15) 13.5 (10-15) 13.5 (10-15) 14.5 (15-20) 19.9 -
R105.1813.3.3 (10-15) 11.4 (10-15) 13.4 (10-15) 13.4 (10-15) 14.4 (15-20) 19.8
R105.1809.005.1.4 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (10-15) 14.3 (15-20) 19.7
R105.1809.005.2.4 4-9 - (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.2 (15-20) 19.7
R105.1809.005.3.4 (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.2 (15-20) 19.7
R105.1819.1.4 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (10-15) 14.3 (15-20) 19.7
R105.1809.1.2 4-9 - (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.2 (15-20) 19.7
R105.1809.2.2 (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.2 (15-20) 19.7

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.01for TOOLHOLDER Type

Dimensions in mm

BALANCING CHART   Boring  ≥ 3.0 mm

Q40Q



Part number Bore
Ø

Bore Ø
5 6 7 8 9 10 11 12 13

R105.1823.005.1.5

5-10

(10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.005.2.5 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1823.005.3.5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.005.4.5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.005.5.5 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (15-20) 19.0 (25-30) 28.0
R105.1823.1.5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.2.5 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1823.3.5 5-10 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.4.5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.5.5 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (15-20) 19.0 (25-30) 28.0
R105.1833.005.2.6

7-12

(10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.1 (25-30) 28.1
R105.1833.005.3.6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1833.005.4.6 (10-15) 10.4 (10-15) 11.3 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1833.005.5.6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1833.2.6

7-12

(10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.1 (25-30) 28.1
R105.1833.3.6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1833.4.6 (10-15) 10.4 (10-15) 11.3 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1833.5.6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1840.005.3.7

8-13
(10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5

R105.1840.005.4.7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5
R105.1840.005.5.7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5
R105.1840.3.7

8-13
(10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5

R105.1840.3.7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5
R105.1840.3.7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.01for TOOLHOLDER Type

Dimensions in mm

BALANCING CHART   Boring  ≥ 5.0 mm
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Part number Bore
Ø

Bore Ø
4 5 6 7 8 9 10 11 12 13

R105.1819.1.H4
4-9

(10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1819.1.H4 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1819.1.H4 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (15-20) 19.0 (25-30) 28.0
R105.1823.1.H5 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1

R105.1823.2.H5 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1823.3.H5 5-10 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1823.4.H5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.0 (25-30) 28.0
R105.1823.5.H5 (10-15) 10.4 (10-15) 11.4 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1833.2.H6

7-12

(10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1833.3.H6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1833.4.H6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.5 (10-15) 13.5 (15-20) 19.1 (25-30) 28.1
R105.1833.5.H6 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (15-20) 19.1 (25-30) 28.1
R105.1840.3.H7

8-13
(10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.1 (10-15) 14.1 (15-20) 19.5

R105.1840.4.H7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5
R105.1840.5.H7 (10-15) 10.0 (10-15) 11.0 (10-15) 12.0 (10-15) 13.0 (10-15) 14.0 (15-20) 19.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.01for TOOLHOLDER Type

Dimensions in mm

BALANCING CHART   Boring  ≥ 4.0 mm

Q42Q



Part number Bore
Ø

Bore Ø
4 5 6 7 8 9 10 11 12

R105.4719.1.4
4-9 (10-15) 10.3 (10-15) 11.3 (10-15) 12.3 (10-15) 13.3 (15-20) 19.0 (25-30) 28.0

R105.4719.3.4
R105.4723.2.5

5-10 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.5 (10-15) 14.5 (20-25) 24.0
R105.4723.4.5
R105.4733.3.6

7-12 (10-15) 10.2 (10-15) 11.2 (10-15) 12.5 (10-15) 18.0 (15-20) 19.0 (15-20) 19.8
R105.4733.5.6

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.01for TOOLHOLDER Type

Dimensions in mm

BALANCING CHART   Boring  ≥ 4.0 mm
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Part number Bore
Ø

Bore Ø
3 4 5 6 7 8 9 10

R105.9013.01.1.3

3-8 (10-15) 10.6 (10-15) 11.6 (10-15) 12.6 (10-15) 13.7 (10-15) 14.6 (20-25) 24.0
R105.9013.01.2.3
R105.9013.1.3
R105.9013.2.3
R105.9019.01.1.4

4-9

(10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (10-15) 14.4 (20-25) 28.0
R105.9019.01.2.4 (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.1 (20-25) 27.8
R105.9019.01.3.4 (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.1 (20-25) 27.8
R105.9019.1.4 (10-15) 10.4 (10-15) 11.4 (10-15) 12.4 (10-15) 13.4 (10-15) 14.4 (20-25) 28.0
R105.9019.2.4 (10-15) 10.2 (10-15) 11.2 (10-15) 12.2 (10-15) 13.2 (10-15) 14.1 (20-25) 27.8
R105.9023.01.1.5

5-10 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (10-15) 13.6 (10-15) 14.5 (20-25) 24.0
R105.9023.01.2.5
R105.9023.1.5
R105.9023.2.5
R105.9023.3.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.01for TOOLHOLDER Type

BALANCING CHART   Boring  ≥ 3.0 mm

Dimensions in mm
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Part number Bore
Ø

Bore Ø
5 6 7 8 9 10 11 12 13

R105.1823.4.5.2
5-10 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (25-30) 27.0 (30-35) 32.5 (20-25) 24.2

R105.1823.5.5.2
R105.1833.4.6.2

7-12 (10-15) 10.5 (10-15) 11.5 (10-15) 12.5 (25-30) 27.0 (30-35) 32.5 (20-25) 24.2
R105.1833.5.6.2
R105.1840.4.7.2

8-13 (10-15) 10.0 (10-15) 11.0 (15-20) 17.0 (15-20) 18.0 (15-20) 19.0 (15-20) 19.8R105.1840.5.7.2
R105.1840.7.7.2
R105.4733.5.6.2 7-12 (10-15) 10.3 (10-15) 11.5 (10-15) 12.6 (10-15) 13.7 (10-15) 14.8 (20-25) 24.2

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B105.0016.U1.02for TOOLHOLDER Type

BALANCING CHART   Boring  ≥ 5.0 mm

Dimensions in mm
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Part number Bore
Ø

Bore Ø
3 4 5 6 7 8 9 10

R105.9013.1.3
6-11

(30-35) 30.0 (25-30) 26.0 (15-20) 18.0 (25-30) 27.5 (20-25) 24.2 (25-30) 29.0
R105.9013.2.3 (30-35) 30.0 (25-30) 26.0 (15-20) 18.0 (25-30) 27.5 (20-25) 24.2 (25-30) 29.0
R105.9019.1.4 8-13 (10-15) 10.0 (10-15) 11.5 (10-15) 13.0 (15-20) 19.0 (15-20) 20.0 (25-30) 28.9

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

B110.0016.U1.02for TOOLHOLDER Type

BALANCING CHART   Boring  ≥ 6.0 mm

Dimensions in mm

Q46Q



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Intermediate adaptors

IntraMax 49-88

IntraMax 87-207
or 

Basic holder

Diameter extender

Balance weight

BKT105

SUMMARY

Adaptor with Beta module 40/63

IntraMax 49-88

IntraMax 87-207
or 

 BKT105 BKT110  BKT356

Axial cartridges Boring cartridges

 Q47 Q



Spare parts

Basic Holder Urma Screw Washer Cylindrical Pin

C/D/H/HSKA/T11... C002212 K000201 C001208

Dimensions in mm

Part number L g d Weight Diameter Range for type
              105 / 315

System

C114103052 52

46

1.2 kg 5 - 18 CAT40
D114103052 52 1.2 kg 5 - 18 / 47 - 61 SK40/A
H114303052 52 1.2 kg 5 - 18 / 47 - 61 SK40/B
HSKA116303 60 1.3 kg 5 - 18 / 47 - 61 HSKA-63
T114103052 52 1.3 kg 5 - 18 / 47 - 61 MAS-BT40

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

BASIC HOLDER URMA Type IntraMax 49-88

Q48Q

- direct mounting for cartridge type BKT105.U90K.01 
and BKT356.U90K.05

- for balance weight type 020.U00K.040
- for diameter bracked type 22 03...



Part number BETA MODULE d Lg Weight Diameter range for type
105 / 315

B21 40 46 036 40 46 36 0.5 kg 5 - 18 / 47 - 61

Part number d Lg Weight Diameter range for type
105 / 315

22 03 06 012 59 12 0.2 kg 18 - 31 / 60 - 74 
22 03 07 012 72 12 0.3 kg 31 - 45 / 73 - 87

Screw Washer Screw Key Screw Cylindrical pin Bolt

C002212 K000201 Z004023 Z004025 C002258 C001208 Z004021

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE GROOVING 

Intermediate adaptors URMA 

Diameter extender URMA 

IntraMax 49-88

IntraMax 49-88

- direct mounting for cartridge type BKT105.U90K.01 
and BKT356.U90K.05

- for balance weight type 020.U00K.040
- for diameter extender type 22 03...
- coupling Beta module

Dimensions in mm

- Direct mounting for cartridge type BKT105.U90K.01 or
  BKT356.U90K.05

Dimensions in mm

Spare parts

 Q49 Q



Spare parts

Adjustable holder Screw TORX PLUS® Wrench

BKT105.U90K.01 6.075T15P T15PQ

Dimensions in mm

2 Cartridges are suitable from Damin = 2x (6 mm + fInsert)

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number h1 l1 l2 b

BKT105.U90K.01 35 24.5 7 28.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

ADJUSTABLE HOLDER Type BKT
for URMA IntraMax System 49-88

for use with Insert

Type 105

Clamping length 12 mm

from outer groove Ø
Depth of groove up to

5,0 mm
6,0 mm

Q50Q



Spare parts

Cartridge Screw TORX PLUS® Wrench

BKT356.U90K.05 5.12T20P T20PQ

Dimensions in mm

2 Cartridges are suitable from Ø 47 - 87 mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number h1 l1 l2 b

BKT356.U90K.05 35 30.5 7 22.8

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Clamping length 12 mm

CARTRIDGE Type BKT
for URMA IntraMax System 49-88

for use with Indexable 
insert

Type

SYSTEM URMA

315

from outer groove Ø
Depth of groove up to

1.�50Ǝ ��7.0 PP�
.197Ǝ �5.0 PP�
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Spare parts

Insert holder Screw Torx Wrench Threaded pin Wrench

050.K4988.C09 C002002 G002003 C000286 G000201

Dimensions in mm

Part number Da min Da max L g Weight Insert

050.K4988.C09 49 88 28 0.1 kg CC09

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT HOLDER Type 050.K

SYSTEM IntraMax

Bore Ø 1.929 - 3.�65Ǝ ��9 - �� PP�

external and internal

Q52Q



Spare parts

Fine boring head Threaded pin Screw Screw Torx Wrench Washer Threaded pin Wrench

F050.K988.01 Z002302 C002501 C002256 G002007 K000244 C000286 G000201/...3

Dimensions in mm

Part number Da min Da max L g l Weight

F050.K988.01 49 88 28 10 0.15 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FINE BORING HEAD Type F050.K

SYSTEM IntraMax

Bore Ø 1.929 - 3.�65Ǝ ��9 - �� PP�
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Spare parts

Insert holder Torx Wrench

050.CC06.01 G002007

Dimensions in mm

Part number Da min Da max l Insert

050.CC06.01 49 88 18 CC06

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INSERT HOLDER Type 050.C

SYSTEM IntraMax

Bore Ø 1.929 - 3.�65Ǝ ��9 - �� PP�

Q54Q



Spare parts

Balancing Weight Threaded pin Wrench

230210024 C000286 G000201

Dimensions in mm

Part number Da min Da max L g Weight

230210024 49 88 28 0.1 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM IntraMax

BALANCING WEIGHT Type 23

Bore Ø 1.929 - 3.465 (49 - 88 mm)
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Spare parts

Balancing Weight Screw

020.U00K.2040 6.075T15

Dimensions in mm

Part number l1 l2 h1 h2 h3 b

020.U00K.2040 24.5 7 35 13 31 22

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

BALANCING WEIGHT Type 020

for URMA IntraMax System 49-88

Q56Q



Part number Da min Da max Weight System

2204000012 9 35 0.25 kg K

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

System IntraMax

PLATE BETWEEN URMA 

Dimensions in mm

IntraMax 49-88

External machining
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Spare parts

Basic Holder Urma Screw Screw Washer

C/D/H/HSKA/T11... Z002120 C002202 K000220

Dimensions in mm

Part number L g d Weight Diameter Range for type
     105+110 / 315

System

C114101054 54

80

1.5 kg 31-61 CAT40
D114101054 54 1.4 kg 31 - 61 / 81 - 110 SK40/A
H114301054 54 1.4 kg 31 - 61 / 81 - 110 SK40/B
HSKA116301 60 1.4 kg 31 - 61 / 81 - 110 HSKA-63
T114101054 54 1.5 kg 31 - 61 / 81 - 110 MAS-BT40

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

BASIC HOLDER URMA Type IntraMax 87-207

- direct mounting for cartridge type BKT105.U90G.01,
BKT110.U17G.02 or BKT356.U90G.05 

- for balance weight type 230110036
- for diameter bracked type 22 01...

Q58Q



Part number BETA MODULE d Lg Weight Diameter range for type
           105+110 / 315

B21 63 80 042 63 80 42 0.8 kg 31 - 61 / 81 - 110

type Screw Washer Screw Key Screw Screw Cylindrical pin Bolt

B21...
C002202 K000220 Z006023 Z006025 C002205 Z002120

- Z006321
22 01... CC001208 -

Part number d Lg Weight Diameter range for type
           105+110 / 315

22 01 11 018 110 18 0.8 kg 61 - 91 / 111 - 140,5
22 01 14 018 140 18 1.0 kg 91 - 122 / 140,5 - 170,5
22 01 17 018 170 18 1.2 kg 122 - 152 / 170,5 - 200
22 01 20 023 200 23 1,6 kg 152 - 182 / 200 - 230

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

IntraMax 87-207

IntraMax 87-207

FACE GROOVING

Intermediate adaptors URMA 

Diameter extender URMA 

Dimensions in mm

Dimensions in mm

Spare parts

- Direct mounting for cartridge type BKT105.U90G.01,
  BKT110.U17G.02 and BKT356.U90G.05
- for balance weight type 230110036
- for diameter extender type 22 01...
- coupling Beta module

- Direct mounting for cartridge type BKT105.U90G.01
  BKT110.U17G.02 and BKT356.U90G.05
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Spare parts

Adjustable holder Screw TORX PLUS® Wrench

BKT105.U90G.01 6.075T15P T15PQ

Dimensions in mm

2 Cartridges are suitable from Damin = 2x (6 mm + fInsert)

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number h1 l1 l2 b

BKT105.U90G.01 49 36.4 24.4 39.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

ADJUSTABLE HOLDER Type BKT
for URMA IntraMax System 87-207

for use with Insert

Type 105

Clamping length 12 mm

from outer groove Ø
Depth of groove up to

31,0 mm
6,0 mm
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Spare parts

Cartridge Screw Adjust screw axial TORX PLUS® Wrench

BKT110.U17G.02 6.075T15P 030.0006.0488 T15PQ

Dimensions in mm

2 Cartridges are suitable from Damin = 2x (13,5 mm + fInsert)

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number h1 l1 l2 b

BKT110.U17G.02 49 41 26 39.5

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CARTRIDGE Type BKT
for URMA IntraMax System 87-207

for use with Insert

Type

SYSTEM URMA

A110

from outer groove Ø
Depth of groove up to

31.0 mm
30.0 mm
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Spare parts

Cartridge Screw TORX PLUS® Wrench

BKT356.U90G.05 5.12T20P T20PQ

Dimensions in mm

2 Cartridges are suitable from Ø 81 - 200 mm

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number h1 l1 l2 b

BKT356.U90G.05 49 35.4 12 39.8

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

CARTRIDGE Type BKT
for URMA IntraMax System 87-207

for use with Indexable 
insert

Type 315

Clamping length 12 mm

from outer groove Ø
Depth of groove up to

3.1�9Ǝ ��1.0 PP�
.197Ǝ �5.0 PP�
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Spare parts

Insert holder Clamp bolt &laPpinJ ¿nJer Screw Torx Wrench Threaded pin Wrench

050.G87297.C12 Z001202 A001211 A003207 G002003 C000279 G000202

Dimensions in mm

Part number Da min Da max L g Weight Insert

050.G87297.C12 87 297 40 0.3 kg CN12

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM IntraMax

INSERT HOLDER Type 050.G

Bore Ø 3.�25 - 11.693Ǝ ��7 - 297 PP�

external and internal
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Spare parts

Fine boring head Threaded pin Screw Screw Washer Threaded pin Wrench

DF050... / F050... Z002302 C000701 C002211 K000201 C000279

G000201
G000202
G000203
G000204

Dimensions in mm

Additional equipment only for DF050...:
Digital display unit DAZ to show the adjusting range

Part number Da min Da max L g l Weight

DF050.G87297.02
87 297 40 18 0.4 kgF050.G87297.02

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM IntraMax

FINE BORING HEAD Type F050.G

Bore Ø 3.�25 - 11.693Ǝ ��7 - 297 PP�
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Spare parts

Insert holder Screw Torx Wrench

050.CC06.02 C002001 G002005

Dimensions in mm

Part number Da min Da max l Insert

050.CC06.02 87 297 18 CC06

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM IntraMax

INSERT HOLDER Type 050.C

Bore Ø 3.�25 - 11.693Ǝ ��7 - 297 PP�
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Spare parts

Balancing Weight Screw Washer

230110036 C002202 K000220

Part number l1 l2 h1 h2 h3 b Weight

230110036 36.4 12.5 49 34.8 49 39.5 0.3 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM URMA

BALANCING WEIGHT Type 23

for URMA IntraMax System 87-207

Dimensions in mm
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Part number Da min Da max Weight System

2202000018 9 189 0.25 kg G

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

IntraMax 87-207

System IntraMax

PLATE BETWEEN URMA 

Dimensions in mm

External machining
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Dimensions in inch Carbide grades

State R or L version

Part number w r f l2 l5 tmax a Da min

M
G

12

TN
35

TI
25

TH
35

R/L105.0510.1.8 .039
.002 .079 .394 .984

.079
.197

Ÿ�ǻ Ÿ�Ÿ

R/L105.0515.1.8 .059 .118 Ÿ�ǻ Ÿ�Ÿ

R/L105.0520.1.8 .079 .197 Ÿ�ǻ Ÿ�Ÿ

R/L105.0510.2.8 .039
.002 .079 .591 1.378

.079
.197

ǻ�ǻ Ÿ�Ÿ

R/L105.0515.2.8 .059 .118 ǻ�ǻ Ÿ�Ÿ

R/L105.0520.2.8 .079 .197 Ÿ�Ÿ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE GROOVING

INSERT Type 105

Clamping length 12 mm

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

from outer groove Ø
Depth of groove
Width of groove up to

.197Ǝ

.197Ǝ

.079Ǝ
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Carbide grades

State R or L version

Part number w r f l2 l5 tmax a Da min

M
G

12

TN
35

TI
25

TH
35

R/L105.0610.1.8 .039
.002 .079 .394 .984

.079
.236

Ÿ�Ÿ Ÿ�Ÿ

R/L105.0615.1.8 .059 .118 ǻ�ǻ Ÿ�Ÿ

R/L105.0620.1.8 .079 .197 Ÿ�ǻ Ÿ�Ÿ

R/L105.0610.2.8 .039
.002 .079 .591 1.378

.079
.236

ǻ�ǻ ǻ�Ÿ

R/L105.0615.2.8 .059 .118 ǻ� Ÿ�ǻ

R/L105.0620.2.8 .079 .197 ǻ�ǻ Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ƞ Ɣ

Ɣ main recommendation M Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ

ŰŰŰ brazed/Cermet H

Dimensions in inch

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Clamping length 12 mm

INSERT Type 105

FACE GROOVING

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

from outer groove Ø
Depth of groove
Width of groove up to

.236Ǝ

.197Ǝ

.079Ǝ
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Dimensions in inch Carbide grades

State R or L version

Part number w r f l2 l5 tmax a Da min

M
G

12

TN
35

TI
25

TH
35

R/L105.0810.1.8 .039

.006 .079 .394 .984

.079

.315

Ÿ�Ÿ

R/L105.0815.1.8 .059 .118 Ÿ�Ÿ

R/L105.0820.1.8 .079 .157 Ÿ�Ÿ

R/L105.0825.1.8 .098 .197 Ÿ�Ÿ

R/L105.0830.1.8 .118 .236 Ÿ�Ÿ

R/L105.0810.2.8 .039

.006 .079 .591 1.378

.079

.315

Ÿ�Ÿ

R/L105.0815.2.8 .059 .118 Ÿ�Ÿ

R/L105.0820.2.8 .079 .157 Ÿ�Ÿ

R/L105.0825.2.8 .098 .197 Ÿ�Ÿ

R/L105.0830.2.8 .118 .236 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE GROOVING

INSERT Type 105

Clamping length 12 mm

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

from outer groove Ø
Depth of groove
Width of groove up to

.315Ǝ

.236Ǝ
.11�Ǝ
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Dimensions in inch Carbide grades

State R or L version

Part number w r f l2 l5 tmax a Da min

M
G

12

TN
35

TI
25

TH
35

R/L105.0810.1.9 .039

.006 .016 .394 .984

.079

.315

Ÿ�Ÿ

R/L105.0815.1.9 .059 .118 Ÿ�Ÿ

R/L105.0820.1.9 .079 .157 Ÿ�Ÿ

R/L105.0825.1.9 .098 .197 Ÿ�Ÿ

R/L105.0830.1.9 .118 .236 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Clamping length 12 mm

INSERT Type 105

FACE GROOVING

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

from outer groove Ø
Depth of groove
Width of groove up to

.315Ǝ

.236Ǝ
.11�Ǝ
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Dimensions in inch Carbide grades

State R or L version

Part number w r f l2 l5 tmax a Da min

M
G

12

TN
35

TI
25

TH
35

R/L105.8V10.1.8 .039 .020

.079 .394 .984

.079

.315

Ÿ�Ÿ

R/L105.8V16.1.8 .063 .031 .118 Ÿ�Ÿ

R/L105.8V20.1.8 .079 .039 .157 Ÿ�Ÿ

R/L105.8V25.1.8 .098 .049 .197 Ÿ�Ÿ

R/L105.8V30.1.8 .118 .059 .236 Ÿ�Ÿ

R/L105.8V10.2.8 .039 .020

.079 .591 1.378

.079

.315

Ÿ�Ÿ

R/L105.8V16.2.8 .063 .031 .118 Ÿ�Ÿ

R/L105.8V20.2.8 .079 .039 .157 Ÿ�Ÿ

R/L105.8V25.2.8 .098 .049 .197 Ÿ�ǻ

R/L105.8V30.2.8 .118 .059 .236 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE GROOVING

INSERT Type 105

Clamping length 12 mm

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

from outer groove Ø
Depth of groove
Width of groove up to

.315Ǝ

.236Ǝ
.11�Ǝ

Full radius

Q72Q



Dimensions in inch Carbide grades

State R or L version

Part number r Į f l2 l5 tmax a Dmin
M

G
12

TN
35

TI
25

TF
45

TH
35

R/L105.0045.1.1 .008 45° .020 .472 .984 .138 .039 Ÿ�Ÿ

R/L105.0060.1.1 .008 60° .020 .472 .984 .157 .039 Ÿ�Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Clamping length 12 mm

INSERT Type 105

CHAMFERING

for use with Toolholder

Type B105
BKT

R = right hand version shown L = left hand version

Angle of chamfer
Width of chamfer up to

45°/60°
.157Ǝ
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Dimensions in inch Carbide grades

Face grooving with full width of the full depth only possible between Damin 20 - 50 mm.

Part number w r f l5 tmax a Da min
M

G
12

TN
35

TI
25

TF
45

TH
35

RA110.2030.3.0
.118 .008 .059

1.969 .787 .787
Ÿ Ÿ Ÿ

RA110.2030.5.0 2.362 1.181 Ÿ Ÿ Ÿ

RA110.5030.3.0
.118 .008 .059

1.969 .787 1.969
Ÿ

RA110.5030.5.0 2.362 1.181 Ÿ

Ÿ on stock ǻ 4 weeks P Ɣ Ɣ Ɣ

Ɣ main recommendation M Ɣ Ɣ Ɣ

Ƞ alternative recommendation K Ɣ Ɣ Ɣ

ŰŰŰ uncoated grades N Ɣ Ɣ Ɣ

ŰŰŰ coated grades S Ɣ Ɣ Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FACE GROOVING

INSERT Type A110

for use with Toolholder

Type B110

R = right hand version shown

from outer groove Ø
Depth of groove
Width of groove

.7�7Ǝ
1.1�1Ǝ

.11�Ǝ

Q74Q



Dimensions in inch Carbide grades

Part number w s r tmax Da min Size

TI
25

TA
45

TH
35

RA315.2015.02R .059
.213 .008

.079 .787
05

ǻ

RA315.3020.02R .079 .118 1.181 ǻ

RA315.3030.02R .118 .118 1.181 ǻ

Ÿ on stock ǻ 4 weeks P Ɣ

Ɣ main recommendation M Ɣ

Ƞ alternative recommendation K Ɣ

ŰŰŰ uncoated grades N Ɣ

ŰŰŰ coated grades S Ɣ

ŰŰŰ brazed/Cermet H

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

INDEXABLE INSERT Type A315

FACE GROOVING

for use with Toolholder

Type BKT356

R = right hand version shown

from outer groove Ø
Depth of groove up to
Width of groove

.7�7Ǝ
.11�Ǝ

.059 - .11�Ǝ

Indexability length 
± 0,02 mm
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CARBIDE GRADES

UNCOATED GRADES
MG12 - a universal grade with good wear resistance. Used at low or medium cutting speeds 

for machining steel, cast iron and non ferrous materials

COATED GRADES
a very popular grade TiN coated used to low or medium cutting speeds. Also re-
commended for machining stainless steel or exotic alloyed materials

TN35 -

TI25 - a TiCN coated grade with high abrasion resistance. Recommended for machining 
steel and non ferrous materials at medium cutting speeds

TF45 -
TA45

a TiAlN coated grade. This coating has a very high temperature stability and high 
hardness and is only used for special applications.

TH35 - new standard grade - extreme Oxidation resistance with high hardness and very 
JooG coeI¿cient oI Iriction.

AS45 - neZ VtanGarG JraGe anG ¿rVt choice Ior PoVt PachininJ operationV. ThiV JraGe 
offers extreme Oxidation resistance and high hardness providing good wear resi-
stance.

Q76Q



ISO Material
HB

Cutting speed  *vc m/min

MG12 TN35 TI25 TF45 TH35 CB10/50

P

Carbon steel

C < 0,4% 125

14-110 14-180 14-180 14-180 14-180C > 0,4% < 0,6 % 150

C > 0,4% < 0,6 % 200

low alloyed steel

annealed 180

16-90 16-150 16-150 16-180quenched 275

quenched 300

high alloyed steel
annealed 200

19-90 19-90 19-120
quenched 325

Cast steel

unalloyed 180

19-110 19-180 19-180 19-180low alloye-
dgiertLng2> 220

high alloyed 225

M Stainless steel
martensitic, ferritic 200 19-90 19-90 19-90

austenitic 180 16-80 16-80

K

Grey cast iron 180-260 16-90 16-150 16-150 16-150 16-150

Spheroidal graphite 
cast iron 180-260 16-90 16-130 16-130 16-150 16-150

Malleable cast iron 130-230 16-130 16-130 16-150 16-150

N
Al-alloys 14-220 16-600 16-600 16-600

Copper and brass alloys 14-220 14-700 14-700 14-700

S Heat resistant alloy
NiFe 18-75 18-75 18-75

NiCo 18-40 18-40 18-40

H hardened material > 54 HRC 20-140

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA

Nominal cutting speeds with HORN grades

Vc is depending on the tool diameter and therefore of the maximum numbers of revolutions of the machine.

Feed rate f mm/U 

Supermini®   Mini

0,01 - 0,02  0,01 - 0,03

0,02 - 0,05  0,03 - 0,10

0,02 - 0,05  0,01 - 0,08

Hardness
 Brinell 
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Material
Hardness 
Brinell
(HB)

Indexable Insert Type 315

Cutting speed vc (m/min)
Feed rate f mm/U

K10 MG12 P20 TI22
TN32

TI25
TN35

TF45
TH35 TF46 AS62

P
Carbon steel

0,2% C 140 180-120 200-160 180-130 100-80 280-180 250-180

0,03 - 0,15

0,4% C 180 160-110 180-150 170-120 90-60 250-140 230-170

0,6% C 200 140-90 180-140 150-100 230-120 220-160

Alloyed steel

annealed 180 140-100 180-140 160-110 90-60 230-100 200-150

quenched 280 110-90 160-110 130-90 190-90 160-110

quenched 350 80 140-90 100-70 170-80 130-100

high alloyed 
steel(>5%)

annealed 200 120-80 120-90 200-140 180-120

hardened -

Cast steel
unalloyed 180 130-100 200-150

alloyed 220 110-80 160-100

M
Stainless steel

martensitic, ferritic 200 90-70 130-100 120-60 180-120 170-120

0,03 - 0,10
austenitic 180 90-60 100-70 140-110

K
Grey cast iron

low tensile strength 180 90-60 80-60 130-90 180-120 180-120

0,03 - 0,20
high tensile strength 250 90-60 80-60 90-70 140-100 140-100

Spheroidal 
graphite 
cast iron

ferritic 160 90-70 90-70 120-80 170-90 170-90

0,03 - 0,15
perlitic 250 70-60 70-60 110-80 180-80 150-80

Malleable cast 
iron

ferritic 125 100-80 140-120 100-70 120-100 190-140

perlitic 225 70-50 100-80 80-60 90-80 140-100

N
Al-alloys

not heat treatable 30-80 1000-
600 800-400 1000-

600

0,03 - 0,15

heat treatable 80-120 400-220 300-200 400-220

Al-cast-alloy
not heat treatable 80 1000-

600 800-400 1000-
600

heat treatable 100 600-300 400-250 600-300

Copper-alloys
not heat treatable 90 200-120 200-150 210-130 200-150

heat treatable 100 150-90 150-60 160-90 150-110

S
Heat resistant 
alloy (Fe)

annealed 200 50-30 50-30

0,03 - 0,08
hardened 275 40-20 40-20

Heat resistant 
alloy (Ni, Co)

annealed 250 30-20 30-20

hardened 350 20-10 20-10

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CUTTING DATA Grooving
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01 10 20 30 40 10 20 30 40 01 10 20 30

Non ferrous metals High temp. alloys Hardened materials

01 10 20 30 40 10 20 30 40 01 10 20 30

Steel Stainless steel Grey cast iron

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

CHOICE OF CARBIDE GRADES
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PD
20

PD
10

MG
12

TI
25

TF
45

MG
12

TN
35

TF
45

CB
10

CB
50

TF
45

TI
25

TN
35

TF
45

TI
25

TN
35

MG
12

TF
45

TI
25

MG
12

TN
35

Toughness
Feed rate

Wear resistance
Cutting speed

Toughness
Feed rate

Wear resistance
Cutting speed

MG
12

TH
35

TH
35

TH
35

TH
35
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For further information, please contact HORN USA.

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

The economic way to produce axial
o-ring grooves

INDEXABLE INSERTS TYPE 312

HORN - THE LEADERS IN GROOVING TECHNOLOGY

FACE GROOVING

HORN - INTELLIGENT TOOL DESIGN AT WORK.
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In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING 

HORN-System DR

Modular Tooling System
Ø 11.9 - 140.6 mm

License

 R1

R



Part number
Example:

Ds Size Z recommended carbide grades recommended cermet 
grades

M
G

10

H
L3

H

A
C

4H

A
C

5H

A
N

2H

A
N

4H

A
D

3H

D
T2

H

H
20

H
L3

8

A
D

48

A
C

48

A
C

58

H
L3

8

D
T2

8

DR.016...Straight 11.900 - 15.600 016 6 � � � � � � � � � � � � � � �
DR.019...Straight 15.601 - 18.600 019 6 � � � � � � � � � � � � � � �
DR.024...Straight 18.601 - 23.600 024 6 � � � � � � � � � � � � � � �
DR.029...Straight 23.601 - 28.600 029 8 � � � � � � � � � � � � � � �
DR.036...Straight 28.601 - 35.600 036 8 � � � � � � � � � � � � � � �
DR.044...Straight 35.601 - 43.600 044 8 � � � � � � � � � � � � � � �
DR.052...Straight 43.601 - 51.600 052 10 � � � � � � � � � � � � � � �
DR.061...Straight 51.601 - 60.600 061 10 � � � � � � � � � � � � � � �
DR.081...Straight 60.601 - 80.600 081 12 � � � � � � � � � � � � � � �
DR.101...Straight 80.601 - 100.600 101 12 � � � � � � � � � � � � � � �
DR.121...Straight 100.601 - 120.600 121 12 � � � � � � � �
DR.141...Straight 120.601 - 140.600 141 12 � � � � � � � �

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING 

Dimensions in mm - according customers‘ requirements -
Contact HORN USA for further information.

MDR
ADR

type

for use with Reaming insert holder

DRINSERT type

Right hand version shown

Cutting edge Ø Ds 11.900 - 140.600 mm

VtraiJht ÀuteG

for through hole and blind hole 

R2
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Part number
Example:

Ds Size Z recommended carbide grades recommended cermet 
grades

M
G

10

H
L3

H

A
C

4H

A
C

5H

A
N

2H

A
N

4H

A
D

3H

D
T2

H

H
20

H
L3

8

A
D

48

A
C

48

A
C

58

H
L3

8

D
T2

8

DR.016...Helical 11.900 - 15.600 016 6 � � � � � � � � � � � � � � �
DR.019...Helical 15.601 - 18.600 019 6 � � � � � � � � � � � � � � �
DR.024...Helical 18.601 - 23.600 024 6 � � � � � � � � � � � � � � �
DR.029...Helical 23.601 - 28.600 029 8 � � � � � � � � � � � � � � �
DR.036...Helical 28.601 - 35.600 036 8 � � � � � � � � � � � � � � �
DR.044...Helical 35.601 - 43.600 044 8 � � � � � � � � � � � � � � �
DR.052...Helical 43.601 - 51.600 052 10 � � � � � � � � � � � � � � �
DR.061...Helical 51.601 - 60.600 061 10 � � � � � � � � � � � � � � �
DR.081...Helical 60.601 - 80.600 081 12 � � � � � � � � � � � � � � �
DR.101...Helical 80.601 - 100.600 101 12 � � � � � � � � � � � � � � �
DR.121...Helical 100.601 - 120.600 121 12 � � � � � � � �
DR.141...Helical 120.601 - 140.600 141 12 � � � � � � � �

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

for use with Reaming insert holder

HIGH-PERFORMANCE REAMING 

MDR
ADR

type

DRINSERT type

Right hand version shown

leIt helical ÀuteG

for use with Reaming insert holder

Cutting edge Ø Ds 11.900 - 140.600 mm

Through hole

Dimensions in mm - according customers‘ requirements -
Contact HORN USA for further information.
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Spare parts

Reaming insert holder Screw

MDR.016-019... C009000
MDR.024-036... C009001

State D or S version Further sizes upon request Dimensions in mm

1 Set of screws, 1 Torx wrench - no separate order required!

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Ds Dsmax l1 d b Form Size

MDR.016.ST10.100.A.D/S
11.900 15.600

100
10

60
A 016MDR.016.HM10.160.A.D/S 160 120

MDR.016.ST10.160.A.D/S 160 120
MDR.019.ST12.115.A.D/S

15.601 18.600
115

12
70

A 019MDR.019.HM12.185.A.D/S 185 140
MDR.019.ST12.185.A.D/S 185 140
MDR.024.ST16.128.A.D/S

18.601 23.600
128

16
80

AMDR.024.HM16.208.A.D/S 208 160 024
MDR.024.ST16.208.A.D/S 208 160
MDR.029.ST20.145.A.D/S

23.601 28.600
145

20
95

A 029MDR.029.HM20.240.A.D/S 240 190
MDR.029.ST20.240.A.D/S 240 190
MDR.036.ST25.170.A.D/S

28.601 35.600
170

25
110

A 036MDR.036.HM25.274.A.D/S 274 214
MDR.036.ST25.274.A.D/S 274 214

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Material of shank: HM = Carbide   ST = Steel

REAMING INSERT HOLDER Type MDR

for use with Insert

Type

HIGH-PERFORMANCE REAMING

DR

Cutting edge Ø 11.900 - 35.600 mm

with through coolant supply

R4

R

Form A =
Cylindrical shank DIN 1835-A



Further sizes upon request

Spare parts

Reaming insert holder Screw

MDR.044-061... C009002
MDR.081-141... C009004

Dimensions in mm

1 Set of screws, 1 Torx wrench - no separate order required!

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

State D or S version

Part number Ds Dsmax l1 d2 Form Size

MDR.044.32.30.V.D/S 35.601 43.600 30 32 V 044
MDR.052.39.35.V.D/S 43.601 51.600 35 39 V 052
MDR.061.46.40.V.D/S 51.601 60.600 40 46 V 061
MDR.081.56.50.V.D/S 60.601 80.600 50 56 V 081
MDR.101.76.60.V.D/S 80.601 100.600 60 76 V 101
MDR.121.76.60.V.D/S 100.601 120.600 60 76 V 121
MDR.141.76.60.V.D/S 120.601 140.600 60 76 V 141

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

Cutting edge Ø 35.601 - 140.600 mm

HIGH-PERFORMANCE REAMING

REAMING INSERT HOLDER Type MDR
with through coolant supply

for use with Insert

Type DR

 R5

R

Form V =
for use with shank type VDR, allowing 
for “0” runout adjustment.



Further sizes upon request

Spare parts see page R7

Dimensions in mm

Part number Ds Dsmax l1 d2 d Form Size

VDR.044.32.55.20.A

35.601 43.600 55 32

20 A

044
VDR.044.32.55.20.B 20 B
VDR.044.32.55.20.E 20 E
VDR.044.32.55.32.BM 32 BM
VDR.044.32.80.20.A

35.601 43.600 80 32

20 A

044
VDR.044.32.80.20.B 20 B
VDR.044.32.80.20.E 20 E
VDR.044.32.80.32.BM 32 BM
VDR.052.39.60.25.A

43.601 51.600 60 39

25 A

052
VDR.052.39.60.25.B 25 B
VDR.052.39.60.25.E 25 E
VDR.052.39.60.40.BM 40 BM
VDR.052.39.100.25.A

43.601 51.600 100 39

25 A

052
VDR.052.39.100.25.B 25 B
VDR.052.39.100.25.E 25 E
VDR.052.39.100.40.BM 40 BM
VDR.061.46.70.32.A

51.601 60.600 70 46

32 A

061
VDR.061.46.70.32.B 32 B
VDR.061.46.70.32.E 32 E
VDR.061.46.70.50.BM 50 BM
VDR.061.46.120.32.A

51.601 60.600 120 46

32 A

061
VDR.061.46.120.32.B 32 B
VDR.061.46.120.32.E 32 E
VDR.061.46.120.50.BM 50 BM

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SHANK Type VDR
with integrated compensation
mechanism

for use with Insert

Type

HIGH-PERFORMANCE REAMING

DR

Cutting edge Ø 35.601 - 60.600 mm

R6

R

Form
A    = Cylindrical shank DIN 1835-A
B    = Weldon shank DIN 1835-B
E    = Whistle-Notch DIN 1835-E
BM = URMA Beta Modul (ABS)



Further sizes upon request Dimensions in mm

Part number Ds Dsmax l1 d2 d Form Size

VDR.081.56.80.40.A

60.601 80.600 80 56

40 A

081
VDR.081.56.80.40.B 40 B
VDR.081.56.80.40.E 40 E
VDR.081.56.80.50.BM 50 BM
VDR.081.56.140.40.A

60.601 80.600 140 56

40 A

081
VDR.081.56.140.40.B 40 B
VDR.081.56.140.40.E 40 E
VDR.081.56.140.50.BM 50 BM
VDR.101.76.100.40.A

80.601 140.600 100 76

40 A

101 / 141
VDR.101.76.100.40.B 40 B
VDR.101.76.100.40.E 40 E
VDR.101.76.100.63.BM 63 BM
VDR.101.76.160.40.A

80.601 140.600 160 76

40 A

101 / 141
VDR.101.76.160.40.B 40 B
VDR.101.76.160.40.E 40 E
VDR.101.76.160.63.BM 63 BM

Spare parts

Extension Adjustment
Screw

Bolt Locating pin

VDR.044... C009008 Z003221 Z003223
VDR.052 C009010 Z004021 Z004023
VDR.061 C009010 Z005021 Z005023
VDR.081 C009012 Z005021 Z005023
VDR.101 C009016 Z006321 Z006323

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING

SHANK Type VDR
with integrated compensation
mechanism

for use with Insert

Type DR

Cutting edge Ø 60.601 - 140.600 mm

 R7

R

Form
A    = Cylindrical shank DIN 1835-A
B    = Weldon shank DIN 1835-B
E    = Whistle-Notch DIN 1835-E
BM = URMA Beta Modul (ABS)



Spare parts

Extension Locating pin Screw Bolt Threaded pin Key

VBM.2525.045 Z002523 Z002521 Z002524
VBM.3232.035/070 Z003223 Z003221 Z003224
VBM.4040.045/070 Z004023 C002258 Z004021 Z004024 Z004025
VBM.5050.065/100 Z005023 C002260 Z005021 Z005024 Z005025
VBM.6363.060/125 Z006323 C002205 Z006321 Z006324 Z006325

Further sizes upon request Dimensions in mm

Part number alpha-modul beta-modul L g d d1 Weight SW

VAM.1818.025
18.5

25
18.5 18.5 0.1kg 17VAM.1818.035 35

VBM.2525.045 25 45 25.0 25.0 0.2 kg

-

VBM.3232.035 32 35 32.0 32.0 0.2 kg
VBM.3232.070 32 70 32.0 32.0 0.4 kg
VBM.4040.045 40 45 42.0 42.0 0.4 kg
VBM.4040.070 40 70 42.0 42.0 0.7 kg
VBM.5050.065 50 65 50.0 50.0 1.0 kg
VBM.5050.100 50 100 50.0 50.0 1.5 kg
VBM.6363.060 63 60 63.0 63.0 1.3 kg
VBM.6363.125 63 125 63.0 63.0 2.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

EXTENSION Type VAM/VBM

ADDITIONAL EQUIPMENT

for alpha- and beta-modules
Cutting edge Ø Ds 35.601 - 140.600 mm

R8

R



Spare parts

Reducer Locating pin Screw Bolt Threaded pin Key

RAM.2518.040 Z002523 Z002521 Z002524
RBM.3225.040 Z003223 Z003221 Z003224
RBM.4025.040 Z002523 C002258 Z002521 Z004024 Z004025
RBM.4032.040 Z003223 C002258 Z004021 Z004024 Z004025
RBM.5040.050 Z004023 C002258 Z004021 Z004024 Z004025
RBM.6325.045 Z006323 C002205 Z006321 Z006324 Z006325
RBM.6332.050 Z006323 C002205 Z006321 Z003224 Z006325
RBM.6340.055 Z004023 C002205 Z004021 Z004024 Z004025

Further sizes upon request Dimensions in mm

Part number alpha-modul beta-modul L g l d d1 Weight SW

RAM.2518.040 18.5 25 40 25 18.5 25 0.1kg 17
RBM.3225.040 32 / 25 40 25 25.0 32 0.2 kg

-

RBM.4025.040 40 / 25 40 25 25.0 42 0.3 kg
RBM.4032.040 40 / 32 45 30 32.0 42 0.3 kg
RBM.5040.050 50 / 40 50 35 42.0 50 0.5 kg
RBM.6325.045 63 / 25 45 25 25.0 63 0.7 kg
RBM.6332.050 63 / 32 50 30 32.0 63 0.9 kg
RBM.6340.055 63 / 40 55 35 42.0 63 1.1 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT

REDUCER Type RAM/RBM

for alpha- and beta-modules
Cutting edge Ø Ds 35.601 - 140.600 mm

 R9
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Spare parts

System Holder URMA Threaded pin

BD10...A25... Z002524
BD10...A32... Z003224
BD10...A40... Z004024
BD10...A50... Z005024
BD10...A63... Z006324
BD1050A100115 Z0010024
BD1050A80070 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BD1040A25050 25 50 31 25 0.8 kg

SK40

BD1040A32050 32 50 31 35 0.9 kg
BD1040A40035 40 35 16 42 0.9 kg
BD1040A40050 40 50 31 42 1.1 kg
BD1040A50050 50 50 31 50 1.2 kg
BD1040A63065 63 65 46 63 1.5 kg
BD1040A63090 63 90 70 63 2.0 kg
BD1050A25060 25 60 41 25 2.8 kg

SK50

BD1050A32060 32 60 41 32 2.9 kg
BD1050A40060 40 60 41 42 3.0 kg
BD1050A50060 50 60 41 50 3.2 kg
BD1050A63060 63 60 41 63 3.3 kg
BD1050A80070 80 70 51 50 4.0 kg
BD1050A100115 100 115 96 50 6.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING

SYSTEM HOLDER URMA Type BD

Beta Module 25/32/40/50/63/80/100
Cutting edge Ø Ds 35.601 - 140.600 mm

R10

R

CAT compatible / Metric retention threads



Spare parts

System Holder URMA Threaded pin

BD10...B25... Z002524
BD10...B32... Z003224
BD10...B40... Z004024
BD10...B50... Z005024
BD10...B63... Z006324
BD1050B100115 Z0010024
BD1050B80070 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BD1040B25050 25 50 31 25 0.8 kg

SK40

BD1040B32050 32 50 31 35 0.9 kg
BD1040B40035 40 35 16 42 0.9 kg
BD1040B40050 40 50 31 42 1.1 kg
BD1040B50050 50 50 31 50 1.2 kg
BD1040B63065 63 65 46 63 1.5 kg
BD1040B63090 63 90 70 63 2.0 kg
BD1050B25060 25 60 41 25 2.8 kg

SK50

BD1050B32060 32 60 41 32 2.9 kg
BD1050B40060 40 60 41 42 3.0 kg
BD1050B50060 50 60 41 50 3.2 kg
BD1050B63060 63 60 41 63 3.3 kg
BD1050B80070 80 70 51 80 4.0 kg
BD1050B100115 100 115 96 100 6.9 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BD

HIGH-PERFORMANCE REAMING

Beta Module 25/32/40/50/63/80/100
Cutting edge Ø Ds 35.601 - 140.600 mm

 R11

R

CAT compatible / Metric retention threads



Spare parts

System Holder URMA Threaded pin

BI10...40... Z004024
BI10...63... Z006324
BI1050100100 Z0010024

Dimensions in mm

Part number beta-modul L g l d Weight System

BI104040035 40 35 23 42 0.7 kg
SK40BI104040050 40 50 38 42 1.1 kg

BI104063070 63 70 58 63 1.8 kg
BI105040060 40 60 45 42 3.0 kg

SK50BI105063060 63 60 45 63 3.5 kg
BI1050100100 100 100 85 100 6.8 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING

SYSTEM HOLDER URMA Type BI

Beta Module 40/63/100
Cutting edge Ø Ds 35.601 - 140.600 mm

R12

R



Spare parts

System Holder URMA Threaded pin

BT1040A25060 Z002524
BT10...A32... Z003224
BT10...A40... Z004024
BT10...A50... Z005024
BT10...A63... Z006324
BT1050A100100 Z0010024
BT1050A80100 Z008024

Dimensions in mm

Part number beta-modul L g l d Weight System

BT1040A25060 25 60 33 25 0.8 kg

SK40

BT1040A32060 32 60 33 32 0.9 kg
BT1040A40028 40 28 1 42 0.9 kg
BT1040A40060 40 60 33 42 1.2 kg
BT1040A50060 50 60 33 50 1.3 kg
BT1040A63055 63 55 28 63 1.4 kg
BT1040A63070 63 70 43 63 1.7 kg
BT1050A32070 32 70 32 32 3.7 kg

SK50

BT1050A40070 40 70 32 42 3.9 kg
BT1050A50070 50 70 32 50 4.1 kg
BT1050A63080 63 80 42 63 4.3 kg
BT1050A80100 80 100 62 80 5.5 kg
BT1050A100100 100 110 72 100 7.0 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER URMA Type BT

HIGH-PERFORMANCE REAMING

Beta Module 25/32/40/50/63/80/100
Cutting edge Ø Ds 35.601 - 140.600 mm

 R13
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Spare parts

System Holder URMA Threaded pin Coolant tube

BH10100A100100 Z0010024 H0010001
BH10100A40080 Z004024 H0010001
BH10100A50080 Z005024 H0010001
BH10100A63080 Z006324 H0010001
BH10100A80090 Z008024 H0010001
BH1050A25055 Z002524 H005001
BH1050A32060 Z003224 H005001
BH1050A40065 Z004024 H005001
BH1063A25055 Z002524 H006301
BH1063A32060 Z003224 H006301
BH1063A40065 Z004024 H006301
BH1063A50070 Z005024 H006301
BH1063A63080 Z006324 H006301

Dimensions in mm

Ordering note:
Coolant tube is not included - separate order required!

Part number beta-modul L g l d Weight System

BH1050A25055 25 55 29 25 0.5 kg
HSK50BH1050A32060 32 60 34 32 0.6 kg

BH1050A40065 40 65 39 42 0.7 kg
BH1063A25055 25 55 29 25 0.9 kg

HSK63
BH1063A32060 32 60 34 32 1.0 kg
BH1063A40065 40 65 23 42 1.1 kg
BH1063A50070 50 70 44 50 1.5 kg
BH1063A63080 63 80 38 63 1.5 kg
BH10100A40080 40 80 35 42 2.3 kg

HSK100
BH10100A50080 50 80 35 50 2.5 kg
BH10100A63080 63 80 35 63 2.8 kg
BH10100A80090 80 90 45 80 3.8 kg
BH10100A100100 100 100 55 100 4.0 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING

SYSTEM HOLDER URMA Type BH

Beta Module 25/32/40/50/63/80/100
Cutting edge Ø Ds 35.601 - 140.600 mm

R14
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Further sizes upon request Dimensions in mm

Part number l L g d Weight System Size

VDR.044.065.40BD 46 65 32 1.1 kg

SK40

044
VDR.052.065.40BD 46 65 39 1.2 kg 052
VDR.061.075.40BD 56 75 46 1.4 kg 061
VDR.081.080.40BD 61 80 56 1.6 kg 081
VDR.101.095.40BD 76 95 76 2.2 kg 101
VDR.044.065.50BD 46 65 32 2.9 kg

SK50

044
VDR.052.065.50BD 46 65 39 3.0 kg 052
VDR.061.075.50BD 56 75 46 3.2 kg 061
VDR.081.085.50BD 66 85 56 3.6 kg 081
VDR.101.095.50BD 76 95 76 4.6 kg 101

Extension Adjustment
Screw

VDR.044... C009008
VDR.052 C009010
VDR.061 C009010
VDR.081 C009012
VDR.101 C009016

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DIRECT MOUNTING URMA Type VDR

HIGH-PERFORMANCE REAMING

with integrated compensation 
mechanism

Cutting edge Ø 35.601-100.600 mm

R16

R

CAT compatible / Metric retention threads



Further sizes upon request Dimensions in mm

Part number l L g d Weight System Size

VDR.044.060.40BT 33 60 32 1.1 kg

SK40

044
VDR.052.065.40BT 38 65 39 1.3 kg 052
VDR.061.070.40BT 43 70 46 1.4 kg 061
VDR.081.080.40BT 53 80 56 1.7 kg 081
VDR.101.095.40BT - 95 76 2.5 kg 101
VDR.044.065.50BT 27 65 32 3.7 kg

SK50

044
VDR.052.065.50BT 27 65 39 3.8 kg 052
VDR.061.075.50BT 37 75 46 4.0 kg 061
VDR.081.085.50BT 47 85 56 4.3 kg 081
VDR.101.095.50BT 57 95 76 5.1 kg 101

Extension Adjustment
Screw

VDR.044... C009008
VDR.052 C009010
VDR.061 C009010
VDR.081 C009012
VDR.101 C009016

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

HIGH-PERFORMANCE REAMING

DIRECT MOUNTING URMA Type VDR
with integrated compensation 
mechanism

Cutting edge Ø 35.601-100.600 mm

 R17
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Further sizes upon request Dimensions in mm

Part number l L g d Weight System Size

VDR.044.085.A063 59 85 32 1.0 kg

HSK63

044
VDR.052.090.A063 64 90 39 1.2 kg 052
VDR.061.100.A063 74 100 46 1.5 kg 061
VDR.081.105.A063 79 105 56 1.8 kg 081
VDR.101.120.A063 94 120 76 2.4 kg 101

VDR.044.090.A100 61 90 32 2.3 kg

HSK100

044
VDR.052.095.A100 66 95 39 2.6 kg 052
VDR.061.100.A100 71 100 46 2.8 kg 061
VDR.081.120.A100 91 120 56 3.5 kg 081
VDR.101.130.A100 101 130 76 5.0 kg 101

Extension Adjustment
Screw

Coolant tube Coolant tube

VDR.044... C009008 H006301 H0010001
VDR.052 C009010 H006301 H0010001
VDR.061 C009010 H006301 H0010001
VDR.081 C009012 H006301 H0010001
VDR.101 C009016 H006301 H0010001

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

DIRECT MOUNTING URMA Type VDR

HIGH-PERFORMANCE REAMING

with integrated compensation 
mechanism

Cutting edge Ø 35.601-100.600 mm

R18
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Spare parts

System Holder Screw TORX PLUS® Wrench Coolant tube

DRHD....A063 6.075T15P T15PQ H006301
DRHD....A100 6.075T15P T15PQ H0010001

Dimensions in mm

Ordering note:
Coolant tube is not included - separate order required!

Part number l1 l2 l 4 l5 X d1 d2 d3 d4 Weight System

DRHD.12.A063 85 46 40 59 39 12 32 50 28 1.1 kg
HSK-A 63DRHD.20.A063 90 51 48 64 39 20 42 50 38 1.3 kg

DRHD.32.A063 125 61 63 99 64 32 64 75 60 2.7 kg
DRHD.12.A100 95 46 47 66 49 12 32 50 28 2.6 kg

HSK-A 100DRHD.20.A100 105 51 59 76 54 20 42 50 38 2.8 kg
DRHD.32.A100 110 61 62 81 49 32 64 75 60 3.8 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER Type DRHD

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

Adjustable run-out, with axial length adjustment,
for automatic tool change

HSK A    DIN69882-7

 R19
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Spare parts

System Holder Screw TORX PLUS® Wrench

DRHD.... 6.075T15P T15PQ

Dimensions in mm

Part number l1 l2 l 4 l5 X d1 d2 d3 d4 Weight System

DRHD.12.040B
80.5

46 31.5
61.5

34.5 12 32 49.5 28 1.4 kg
SK 40DRHD.20.040B 51 34.0 29.5 20 42 49.5 38 1.4 kg

DRHD.32.040B 61 25.5 19.5 32 63 80.0 60 2.0 kg
DRHD.12.050B Upon request 12 Upon request

SK 50DRHD.20.050B 80.5 51 34.0 61.5 29.5 20 42 49.5 38 3.3 kg
DRHD.32.050B Upon request 32 Upon request

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

SYSTEM HOLDER Type DRHD

Adjustable run-out, with axial length adjustment, for
automatic tool change

SK    DIN69871 AD/B

R20
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Spare parts

System Holder Screw TORX PLUS® Wrench

DRHD.... 6.075T15P T15PQ

Dimensions in mm

Part number l1 l2 l 4 l5 X d1 d2 d3 d4 Weight System

DRHD.12.BT40
90

46 44.5
63

44 12 32
44.5

28 1.4 kg
JIS-BT 40DRHD.20.BT40 51 47.5 39 20 42 38 1.5 kg

DRHD.12.BT50 90 46 34.0 52 44 12 32 44.5 28 4.0 kg
JIS-BT 50DRHD.20.BT50 90 51 34.0 52 39 20 42 44.5 38 4.0 kg

DRHD.32.BT50 Upon request 32 Upon request

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER Type DRHD

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

Adjustable run-out, with axial length adjustment, for
automatic tool change

JIS-BT    JIS B 6339

 R21
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Spare parts

System Holder Screw TORX PLUS® Wrench

DRHD.... 6.075T15P T15PQ

Dimensions in mm

Part number l1 l2 l 4 X d1 d2 d3 d4 Weight System

DRHD.12.C040 81 46 47 35 12 32.0 32.0 28 0.70 kg
C4DRHD.20.C040 Upon request 20 Upon request

DRHD.12.C050 85 46 44 39 12 32.0 32.0 28 0.90 kg
C5DRHD.20.C050 90 51 52 39 20 42.0 42.0 38 1.05 kg

DRHD.32.C050 Upon request 32 Upon request
DRHD.12.C060 87 46 39 41 12 32.0 50.0 28 1.30 kg

C6DRHD.20.C060 97 51 55 46 20 42.0 42.0 38 1.60 kg
DRHD.32.C060 110 61 62 49 32 62.5 62.5 59 2.80 kg

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

SYSTEM HOLDER Type DRHD

Adjustable run-out, with axial length adjustment, for
automatic tool change

HORN Polygon shank 
according to ISO 26623

R22
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Spare parts

System Holder Screw TORX PLUS® Wrench

DRHD.... 6.075T15P T15PQ

Dimensions in mm

Part number l1 l2 l 4 X d1 d2 d4 Weight System

DRHD.12.BM50 65 46 45.5 19 12 32 28 0.7 kg
ABS-H 50DRHD.20.BM50 75 51 58.0 24 20 42 38 0.9 kg

DRHD.32.BM50 Upon request 32 Upon request

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

SYSTEM HOLDER Type DRHD

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

Adjustable run-out, with axial length adjustment, for
automatic tool change

ABS H    Beta Modul
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Dimensions in mm

Part number l1 l2 d1 d2 d3

DRZB1206
45.0 2 12

6
16.5DRZB1208 8

DRZB2006

50.5 2 20

6

24.0
DRZB2008 8
DRZB2010 10
DRZB2012 12
DRZB2016 16
DRZB3220

60.5 3 32
20

35.5DRZB3225 25

In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADJUSTABLE HYDRAULIC EXPANSION 
TOOLHOLDER

INTERMEDIATE SLEEVE Type DRZB

For internal coolant supply
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Spare parts

Adaptor Screw

ADR.01...01/02 C009000
ADR.0...03/04/05 C009001
ADR.0...06/07 C009002

Dimensions in mm

1 Set of screws, 1 Torx wrench - no separate order required!

)or torTue Vpeci¿cationV oI the VcreZ� pleaVe Vee Technical ,nVtructionV.

Part number Ds Dsmax X l1 Size

ADR.016.135.01 12.600 15.600 1.5 13.5 016
ADR.019.140.02 15.601 18.600 1.5 14.0 019
ADR.024.162.03 18.601 23.600 1.5 16.2 024
ADR.029.187.04 23.601 28.600 1.5 18.7 029
ADR.036.190.05 28.601 35.600 1.5 19.0 036
ADR.044.190.06 35.601 43.600 2.0 19.0 044
ADR.052.185.06 43.601 51.600 2.0 18.5 052
ADR.061.185.07 51.601 60.600 2.0 18.5 061
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ADAPTOR Type ADR

for use with Insert

Type

HIGH-PERFORMANCE REAMING

DR

Cutting edge Ø .�96 - 2.3�6Ǝ �12.600 - 60.600 PP�
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User guide 

The information below explains the proper handling and set up for reaming tools. 

Tool adjustments should be performed directly in the
machine/spindle to achieve highest precision.

Insert the reamer shaft into the Hydraulic Expansion
Toolholder or reducer sleeve until it bottoms out.

Tighten the clamping screw of the Hydraulic Expansion 
Toolholder with a hex wrench.

R26

R



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

User guide

Turn the four adjusting screws with the TORX-PLUS®

wrench T15PQ until contact, and check the concentricity 
with a µm indicator inside the arbor by hand rotating the 
tool.

Adjust the concentricity by turning the adjustment screws 
on their axis.

Lay insert on shaft with positioning hole over the pin and 
tighten the screws lightly.

Tighten the screws with a torque setter screw driver in a 
crisscross pattern.
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User guide 

Adjusting
To achieve the best reaming results a tool with zero run-out is desirable. In order to compensate for any 
errors due to run-out from the tool holders or the machine spindle, the following holders are recommendend: 
coPpenVation holGerV� hyGraulic chuckV� or Vhrink ¿t holGerV. '5 reaPerV can Ee PeaVureG Zith GiIIerent 
methods:

Through circular land
Measuring directly behind chamfer angle on external insert diameter. 
All interface errors are eliminated. This is the preferred method for small 
diameter inserts.

Through insert holder short taper
With the reamer disassembled measure directly on the insert holders 
short taper. High accuracy, simple handling. This is the most accurate and 
preferred method.

On the external diameter of the insert holder
DR tool holders are manufactured very accurately on all diameters. A method 
easy to handle that offers reasonable measuring results.

Shanks with integrated compensation device 
These shanks with integrated comp. must be used for reaming 
diameters bigger than 35 mm
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Parameter Md 1
Nm

2
Nm

DR 044 35 -
DR 052 35 -
DR 061 55 -
DR 081 60 85
DR 101 60 120
DR 121 60 120
DR 141 60 120
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User guide

Changing inserts
1. Don't take the shank out of the taper holder. Remove clamping
    screws and used insert.

2. Clean short taper of the shank carefully and check for possible
    damages.

3. Set new insert on position (pay attention to the positioning pin) 
    and slightly tighten the clamping screws.

4. If available, use the torxtorque screw driver to tighten the screws
    crosswise (see torque chart)

Measuring of insert diameter
DR inserts have an unequally spaced pitch. To measure the diameter line 
up the two marked cutting edges. Measure directly on the chamfered angle 
because the inserts are ground with taper.

Parameter Md Nm
DR 016 0.75
DR 019 0.75
DR 024 1.5
DR 029 1.5
DR 036 1.5
DR 044 1.5
DR 052 1.5
DR 061 1.5
DR 081 3.5
DR 101 3.5

2

2

Handling
Secure central locking screw (see value no 1). Measure run-out and 
set the cutting edge of the insert to the highest point. Compensate 
half of the total run-out by using the adjustment screws. Check run-
out and repeat the adjustment if necessary. Secure central locking 
srew according to value 2 in chart below.
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ISO Code Material Rm 
N/mm2

HB
HRC

P 1 Unalloyed carbon steel
General structural steel < 500 < 160

2
Low-alloy carbon steel,
Structural-, Cast-hardened-,
Tool-, Low-alloy steel

500 - 900 140 - 325

3 Alloyed tool steel
Nitride steel 800 - 1200 250 - 350

3.1 High alloyed steel < 1000

3.2 High alloyed steel < 1600

3.3 High speed steel

M 5 Stainless steel, martenistic 500 - 1000

5.1 Stainless steel, austenitic

5.2 Stainless heat resisting steel

K 6 Grey cast iron
Alloyed grey cast iron < 250

6.1 Spheroidal graphite 
cast iron (GGG40)

6.2
Spheroidal graphite 
cast iron, ferritic/perlitic
Malleable cast iron

> 550

N 7 Aluminium < 10 % Si,
Al-wrough alloys

7.1 Al-alloys

7.2 Non ferrous metals, Copper alloys, Brass,
Bronze

7.3 Titanium

7.4 Nickelbased allyos

S 8 Thermo-plastics, Duroplast

8.1 Fibre reinforced plastics
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MATERIAL COMPARISON TABLE 
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HORN-
Grades

ISO513 Properties Recommended applications

Carbide

HL3H HC ALCrN-
Coating

First choice for Steel and cast iron. Extremely high hot 
hardness and high resistance against oxidation. High 
lubricity with resistance to build up edge. For high cutting 
speed and with coolant or mist coolant. Copper colour.

AC4H
AC5H HC ALCrN-

Coating
Similar coating structure and application range to HL3H. 
Grey colour.

AD3H
AD4H HC TiALN-

Coating

Good hot hardness and resistance against oxidation with 
excellent lubricity properties. For medium to high cutting 
speed and mist coolant. Resistant to build up edge.

MG10 HW uncoated 
(micro grain)

Universal grade for most materials at low cutting speed. For 
Variopoint only.

DT2H HC PVD-DLC-
Coating

"Diamond-Like-Carbon". Very good lubricity properties 
resistant to build up edge. Excellent chemical stability as well 
as very high hardness. Particularly suitable for Aluminum 
with less than 12 % Si at medium cutting speed.

Cermet 

H20 HT uncoated
Reaming of carbon and low alloyed steel of up to 1200 N/
mm2 tensile strength and nodular cast iron at high cutting 
speed. Suitable for interrupted cuts due to high toughness.

AD38
AD48
AC48
AC58
HL38
DT28

- coated
Coatings similar to those for carbide with resistance to build 
up eGJe. $pplication Vpeci¿c coPEination oI VuEVtrate� 
geometry and coatings for improved tool life.
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CUTTING MATERIAL
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IS
O

Co
de

Bore D* Bore *S Recommended radial cutting depth
ap

Left Helical 
Flutes

25°

Straight
Flutes

45°

Ø <20 mm Ø <20-35 mm Ø >35 mm

P 1
Ɣ

0.05 - 0.12 0.08 - 0.15 0.10 - 0.25
Ɣ

2
Ɣ

0.05 - 0.12 0.08 - 0.15 0.10 - 0.25
Ɣ

3
Ɣ

0.05 - 0.10 0.08 - 0.15 0.10 - 0.25
Ɣ

3.1
Ɣ

0.05 - 0.10 0.08 - 0.15 0.08 - 0.20
Ɣ

3.2
Ɣ

0.05 - 0.10 0.08 - 0.15 0.08 - 0.20
Ɣ

3.3
Ɣ

0.05 - 0.10 0.06 - 0.12 0.06 - 0.15
Ɣ

M 5
Ɣ

0.05 - 0.10 0.08 - 0.15 0.08 - 0.20
Ɣ

5.1
Ɣ

0.05 - 0.10 0.08 - 0.15 0.08 - 0.20
Ɣ

5.2
Ɣ

0.05 - 0.10 0.08 - 0.15 0.08 - 0.20
Ɣ

K 6
Ɣ

0.08 - 0.15 0.08 - 0.18 0.10 - 0.25
Ɣ

6.1
Ɣ

0.08 - 0.15 0.08 - 0.18 0.10 - 0.25
Ɣ

6.2
Ɣ

0.08 - 0.15 0.08 - 0.18 0.10 - 0.25
Ɣ

N 7
Ɣ

0.05 - 0.12 0.08 - 0.15 0.10 - 0.30
Ɣ

7.1
Ɣ

0.05 - 0.12 0.08 - 0.15 0.10 - 0.30
Ɣ

7.2
Ɣ

0.05 - 0.12 0.08 - 0.15 0.12 - 0.35
Ɣ

7.3
Ɣ

0.05 - 0.10 0.05 - 0.12 0.04 - 0.15
Ɣ

7.4
Ɣ

0.05 - 0.10 0.05 - 0.12 0.04 - 0.15
Ɣ

S 8
Ɣ

0.05 - 0.12 0.08 - 0.15 0.1 - 0.25
Ɣ

8.1

Uncoated
HM ■ / Cermet □

Coated
HM ■ / Cermet □

vc (m/min) fz (mm) vc (m/min) fz (mm)

□ 120 - 250 0.12 - 0.35 ■ 100 - 220 0.12 - 0.35
□ 120 - 250 0.12 - 0.35 ■ 80 - 220 0.12 - 0.35
□ 120 - 250 0.12 - 0.35 ■ 100 - 220 0.12 - 0.35
□ 120 - 250 0.12 - 0.35 ■ 80 - 220 0.12 - 0.35
□ 70 - 200 0.10 - 0.25 ■ 60 - 180 0.10 - 0.25
□ 70 - 200 0.10 - 0.25 ■ 60 - 180 0.10 - 0.25

■ 60 - 150 0.10 - 0.25
■ 60 - 150 0.10 - 0.25
■ 15 - 60 0.06 - 0.18
■ 15 - 60 0.06 - 0.18
■ 10 - 30 0.04 - 0.15
■ 10 - 30 0.04 - 0.15

□ 30 - 100 0.08 - 0.22 ■ 20 - 80 0.08 - 0.22
□ 30 - 100 0.08 - 0.22 ■ 20 - 80 0.08 - 0.22

■ 15 - 60 0.06 - 0.15
■ 15 - 60 0.06 - 0.15
■ 15 - 60 0.06 - 0.15
■ 15 - 60 0.06 - 0.15
■ 70 - 200 0.15 - 0.35
■ 70 - 200 0.15 - 0.35
■ 70 - 200 0.15 - 0.35
■ 70 - 200 0.15 - 0.35
■ 60 - 200 0.12 - 0.30
■ 60 - 200 0.12 - 0.30

■ 10 - 50 0.12 - 0.35 ■ 100 - 350 0.12 - 0.35
■ 10 - 50 0.12 - 0.35 ■ 100 - 350 0.12 - 0.35
■ 10 - 40 0.12 - 0.35 ■ 100 - 250 0.12 - 0.35
■ 10 - 40 0.12 - 0.35 ■ 100 - 250 0.12 - 0.35
□ 100 - 250 0.12 - 0.35 ■ 100 - 250 0.12 - 0.35
□ 100 - 250 0.12 - 0.35 ■ 100 - 250 0.10 - 0.30

■ 10 - 25 0.06 - 0.18
■ 10 - 25 0.06 - 0.18
■ 10 - 25 0.06 - 0.18
■ 10 - 25 0.06 - 0.18

□ 6 - 30 0.06 - 0.20 ■ 6 - 30 0.06 - 0.20
□ 6 - 30 0.06 - 0.20 ■ 6 - 30 0.06 - 0.20
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CUTTING DATA

Ɣ   5ecoPPenGation Bore D* = Through hole
Bore S* = Blind Hole

Note:
Reduce fz up to 25% during interrupted cuts

Description of cutting materials see page R30

PCD Tipped - Available Upon request
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Fault Remedy

Hole too large 1. Reduce run-out error and use compensation holder
2. Reduce cutting speed
3. Increase feed rate, increase coolant mix
4. Reduce depth of cut
5. Check tool wear (especiall build-up edges)
6. Control reamer-ø

Tapered hole 1. Reduce run-out error and use compensation holder
2. Reduce cutting speed and feed, check coolant mix
3. Improve pre-machining
4. Improve workpiece clamping
5. Measure bore in clamped and unclamped condition
6. &heck chip ÀoZ

Hole shows chatter marks 1. Reduce run-out error and use compensation holder
2. Change chamfer angle
3. Improve workpiece clamping
4. Reduce cutting speed
5. Increase feed rate
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TROUBLESHOOTING SOLUTIONS 
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Fault Remedy

Surface quality unsatisfactory 1. Check insert wear
2. Reduce run-out error and use compensation holder, 
    check cutting data (pages R32-R33)
3. Use tool with internal coolant supply
4. Increase coolant mix

Retention marks in hole 1. Reduce run-out error and use compensation holder
2. Check insert wear (build-up edges)
3. Reduce depth of cut
4. Use a sharper geometry
5. Reduce pull back feed

Reamer jams 1. Reduce coolant mix
2. Increase depth of cut
3. Check insert wear
4. Change chamfer angle

Hole too small 1. Change insert
2. Reduce coolant mix
3. Increase depth of cut
4. Increase cutting speed
5. Reduce feed rate
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TROUBLESHOOTING SOLUTIONS 

 R35

R



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

FORMULAS

Z = Number of teeth

d = Cutting edge Ø [mm]

n = Revolutions

vc = Cutting speed

fz = Feed/tooth

vf = Feed rate

Tc = 
L + SL   

[min]           vf
Tc = Process time

L = Length of bore [mm]

SL =Clearance distance [mm]

f = Feed per revolutions

n = 
vc � 1000

[1/min] [RPM]          G � �

vc = 
G� � � n   

[m/min]  / .3048 = sfm          1000 

fz =
vf

       = � n   [mm] / 25.4 = inch

f = fz � =  >PP�8@ [mm/rev]

vf = fz � = � n  >PP�Pin@  � 25.�   inch�Pin
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Notes:
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Notes:
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Notes:
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ADDITIONAL EQUIPMENT

D 28 VL

D 15 VL
Model 1-5 Nm

Model 2-8 Nm

D 041 VL
Model 0.4-1 Nm

Torque screw driver with scale
- variable torque setting 
- adjusted torque is shown on display

The Torque can be adjusted with a special torque setter 
(included).
Ergonomical form gives perfect handling abilities. Audible 
signal when set torque is reached.
(Standard: EN ISO 6798, BS EN 26789, ASME B 107.14.M.)
(Precision: ± 6 %)

D515QL
Model 5-15 Nm

S1
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ADDITIONAL EQUIPMENT

DT6PK
DT7PK
DT8PK
DT9PK
DT10PK
DT15PK
DT20PK
DT25PK

Blade for TORX-Plus® screws

Blade: High quality Chrome-Vanadium steel, through 
hardened, chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code dark green

8tili]ation: &ontrolleG VcreZ VettinJ Zith Ge¿nite torTue in 
combination with Wiha torque screw driver handle.

Torque setter

Device for setting the required torque.

Handle: Celluloseacetat with micro structured surface

%laGe: 2ctoJonal �� ÀatV� ElaGe� harGeneG JalYani]eG
ED 28 VL

ED515QL

DT15PQ
DT20PQ
DT25PQ
DT27PQ
DT30PQ
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ADDITIONAL EQUIPMENT

Blade for allen screws

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code red

8tili]ation: &ontrolleG VcreZ VettinJ Zith Ge¿nite torTue in 
combination with Wiha torque screw driver handle

DSW15K
DSW20K
DSW25K
DSW30K
DSW40K

DT6K
DT8K
DT15K

Blade for Torx screws

Blade: High quality Chrome-Vanadium steel, through
hardened, chrome plated.
Wiha Chrome Blade guarantees maximum precison.
Colored code dark green

8tili]ation: &ontrolleG VcreZ VettinJ Zith Ge¿nite torTue in 
combination with Wiha torque screw driver handle.

S3

S



In the UNITED STATES call us toll free
1 - 888 - 818 HORN

ADDITIONAL EQUIPMENT

D14ZBQ

D14ZBK

Universal Bitholder 
For S.DM08, S.DM10 and S.DM12 also
for all C6,3 and E6,3 (1/4") Bits

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

Collar: Stainless steel

8tili]ation: )or controlleG VcreZ VettinJ Zith Ge¿nite torTue
in combination with torque screw driver handle.

14ZQK

Universal Bitholder with T-handle
For S.DM08, S.DM10 and S.DM12 
also for all C6,3 and E6,3 (1/4") Bits

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

Collar: Stainless steel

Utilization: For controlled opening
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* Weight includes 9V battery

Part number l b h Weight*

DAZ 120 80 25 0.125 kg
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ADDITIONAL EQUIPMENT

Displays the adjusting range

DAZ

Digital display unit
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Displays the adjusting range

Notes:
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Dear Customer,

Our goal is to offer you the most cost-effective services and solutions possible with the range 
of products shown in this catalog.

The new HORN-Catalog ROTATING TOOLS presents the most comprehensive range of 
groove milling tools available worldwide. Our tooling solutions, expertise and technical advice 
make us your perfect partner when it comes to performing tasks, facing challenges and 
completing projects.

Standard and Special Tools are available on very short lead times.

We look forward to successful mutual cooperation for the future. 

Please don’t hesitate to contact us in case of any further queries.

Yours sincerely

Lothar Horn, CEO

Subject to technical changes developments.

No responsibility for errors or printer´s errors accepted.

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

Edition March 2013

Cutting Material Group per DIN ISO 513

DIN ISO 513 does not replace the manufacturers grade discription or designation.
DIN ISO 513 gives a comparison for grades from various manufacturers.

Main Group Symbol Subgroups

Carbide HW uncoated carbides based upon WC

HT uncoated carbides based upon TIC/TIN (cermets)

HC coated carbides

Ceramic cutting
material CA Oxide ceramics based upon Al2O3

CM Mixed ceramics Al2O3 + metal carbide

CN Nitride ceramics based upon Si3N4-Basis

CC coated ceramics

Boron nitride BN Polycrystaline cubic boron nitride (CBN)

Diamond DP Polycrystaline diamond (PCD)






