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Gear machining
up to module 30

With the expansion of the gear milling systems up to mod-

ule 30, we offer integrated tool systems from module 0.5 to
module 30. The gear range includes milling spur gears, milling
shaft/hub connections, broaching internal toothing, milling
worm shafts and milling customer-specific gear profiles.
Depending on the module size (DIN 3972, basic rack profile
1), there are various milling systems for the area of applica-
tion:

e Up to module 3: Inserts of type 606 to 636
(also as triple cutters)

e Up to module 4: M274 or M279 milling systems -
single-row and two-row for wide profiles

® The new M121 milling system up to module 6

e From module 7: Different systems for high feed milling

The high feed milling process will be used for roughing opera-
tions from module 7. For finishing with solid carbide emills the
copy milling process will be used.

Broaching toothing, both for internal and external toothing in
various toothing sizes, is covered by the type 105 and type
110 Supermini®, plus type S117 and type 315 tool systems.
Carrying out preliminary and final broaching work using just
one insert significantly shortens cycle times.
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GEAR MACHINING
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GEAR MILLING
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AT ERRMERMA%ETD A

Milling inserts for spur gears and gear shafts

~

B A h5e/18 5% W/ PANaEichs) Ds
Cylindrical gears / Tooth bars FEY Insert type [mm]
BEEXARA , BFE DIN 5480 / ANSI B92.1
DIN3972 Gear shafts / Shaft-hub /
Basic profile 1 according to Serration
DIN 3972 DIN 5480 / ANSI B92.1
m <08 m <1/d, =40 606 11.7
m <1 m <1,5/d, 240 608 15.7
m_ <1,25 m <2/d, =40 611 17.7
m <1,5 m, <3/d, 222 613 21.7
m, <2 m_<2,5/d, =40 628 27.7
m <25/Nr.5-8
m <2,25/Nr.2-8 m <2,5/d, =30 632 31.7
m <2Nr.1-8
m <3 m <3/d, =50 635 34.7
m <15 m <2/d, 260 636 35.7
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e HtAl Gear milling
- &8 0,5-3 - Module 0,5 - 3
RS - Inserts type

613 /628 /632 /635 613 /628 /632 /635
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VAN ogichs 613

INSERT type

ATHHITLEENETELNERET , /& DIN 867 EAINFE 1,
A& DIN 3972, BFRmnT

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing

T i

e N

\.

W= 4 f\p 5% IHERAEA
| - =) for use with Milling shank
(fﬂﬂf ¢ i 4 s
WS | ° R e M313
. k.“_—:;\)/ ke type
‘:‘ o’ | '.,a T -_.u
NExE
Measuring surface
ur | m—— ] EA%5 20°
i __:J_JI — ‘-"-‘1‘ Pressure angle 20°
Flﬁﬂ% *ﬁﬁ& z* E1 S Ds N W | |w|W
Part number Module o293 B
S| F|lFlF|<
613.3972.050.1 0.5 12-13 o
613.3972.050.2 0.5 14 - 16 A
613.3972.050.3 0.5 17 - 20 A
613.3972.050.4 0.5 21-25 o
613.3972.050.5 0.5 26 - 34 o
613.3972.050.6 0.5 35-54 o
613.3972.050.7 0.5 55-134 A
613.3972.050.8 0.5 =135 o
613.3972.100.1 1 12-13 29 Sl 2 .
613.3972.100.2 1 14 - 16 s
613.3972.100.3 1 17 - 20 A
613.3972.100.4 1 21-25 o
613.3972.100.5 1 26 - 34 A
613.3972.100.6 1 35-54 o
613.3972.100.7 1 55-134 A
613.3972.100.8 1 > 135 A
A FE1Z M /onstock A 4J8 / 4 weeks
o EERF / main recommendation .
o AT B ##EE / alternative recommendation
ToRERES | uncoatet grades N )
RERS [ coatet grades S o
#F 42 MCD / brazed MCD H
RI#4: mm BEREEES
Dimensions in mm Carbide grade
#EIIN° *z (NERE R )
Milling cutter N° *z (N° of teeth cylindrical gear)
1 12-13 ITRE: 613.3972.100.8
2 14 - 16 Ordering example:
3 17 - 20 \— / Milling cutter N° 8
4 21-25 HEH 1 / Module 1
5 26 - 34 DIN 3972
6 35- 54 7] BB / Milling cutter type 613
7 55-134
8 > 135... %%&/Tooth bar
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IR &8s
INSERT type

613 /628

BT & HT&uEnNBEZNRHNERHT , 54 DIN 867 EARNFE 1,
%4 DIN 3972 , BTt

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867

Basic profile 1 according to DIN 3972 for finishing

| % o
ey
L k4 t
ABERE
Measunn a gurladn
o
|- i 1]
= )
Fmils B
Part number Module
613.3972.125.1 1.25
613.3972.125.2 1.25
613.3972.125.3 1.25
613.3972.125.4 1.25
613.3972.125.5 1.25
613.3972.125.6 1.25
613.3972.125.7 1.25
613.3972.125.8 1.25
613.3972.150.1 1.5
613.3972.150.2 1.5
613.3972.150.3 15
613.3972.150.4 15
613.3972.150.5 1.5
613.3972.150.6 1.5
613.3972.150.7 15
613.3972.150.8 15
628.3972.175.1 1.75
628.3972.175.2 1.75
628.3972.175.3 1.75
628.3972.175.4 1.75
628.3972.175.5 1.75
628.3972.175.6 1.75
628.3972.175.7 1.75
628.3972.175.8 1.75

A FETZM [ onstock A 48 | 4 weeks

o EE R / main recommendation

o T B #EE / alternative recommendation
ToRERS | uncoatet grades
RERS [ coatet grades
£ 48 MCD / brazed MCD

R84 : mm

Dimensions in mm

12-13
14 - 16
17 - 20
21-25
26 - 34
35-54
55-134
2135
12-13
14 - 16
17 - 20
21-25
26 - 34
35-54
55-134
2135

12-13
14 - 16
17 -20
21-25
26-34
35-54
55 - 134
2135

2.5

3.4

5.7

7.45

f"

\.

54 IRESER

for use with Milling shank

ME M313
type M328

EAh# 20°

Pressure angle 20°

Ds N | p|w|W
o|2|8|23

S| F|IF|F|<

A

n

N

n

A

n

N

A

21.7 A
n

A

n

A

A

A

A

A

A

27.7 8
A

A

A

A

EREEES
Carbide grade
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A5 8BS 628 / 632/ 635

INSERT type

BT & HT&uEnNBEZNRHNERHT , 54 DIN 867 EARNFE 1,
%4 DIN 3972 , BTt

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing

e}
el O

28 } 2

L [ -, ¥ 1 et

MR&Em

Maasuring surface

1 [L/ M T i
L - = =
= = gl

Fmis B z* E, <
Part number Module
628.3972.200.1 2 12-13
628.3972.200.2 2 14 - 16
628.3972.200.3 2 17 - 20
628.3972.200.4 2 21-25
628.3972.200.5 2 26-34 S S
628.3972.200.6 2 35-54
628.3972.200.7 2 55-134
628.3972.200.8 2 2135
635.3972.225.1 2.25 12-13 55 11.9
632.3972.225.2 2.25 14 - 16
632.3972.225.3 2.25 17 - 20
632.3972.225.4 2.25 21-25
632.3972.225.5 2.25 26 - 34 3.45 7.5
632.3972.225.6 2.25 35-54
632.3972.225.7 2.25 55-134
632.3972.225.8 2.25 =135

A FE1Z M /onstock A 48 / 4 weeks
o = E N / main recommendation
(0] W%}ﬁ?&ﬁ / alternative recommendation
ToRERES | uncoatet grades
BRE RS [ coatet grades
4F48 MCD / brazed MCD
RI#4: mm

Dimensions in mm

(f"

\.

54 IRESER

for use with Milling shank

ME M328
type M332
M335

EAh#A 20°

Pressure angle 20°

Ds

MG12
TN35
TI25
TA45
AS45

277

34.7

31.7

> > > > D>B> > B> > D>D>P>D>D> D> D

()]
.

BRaEES
Carbide grade
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IR &S 635

INSERT type

BT & HT&uEnNBEZNRHNERHT , 54 DIN 867 EARNFE 1,
%4 DIN 3972 , BTt

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing

1 hh) E =
T KT
W2 HIT
L :\""—-—-—""?.r/f ;-—-
& F > 1 (-
MEEm
Maasuring surface
.. ¥ . VL
w | ST D o
. _L._':'L_'__f,ﬁ:__ r 1
FmEs B z* E, s
Part number Module
635.3972.250.1 25 12-13
635.3972.250.2 2.5 14 - 16
635.3972.250.3 25 17 - 20
635.3972.250.4 2.5 21-25
635.3972.250.5 2.5 26 - 34
635.3972.250.6 2.5 35-54
635.3972.250.7 2.5 55-134
635.3972.250.8 2.5 2135
635.3972.275.1 2.75 12-13
635.3972.275.2 2.75 14 - 16
635.3972.275.3 2.75 17 - 20
635.3972.275.4 2.75 21-25 55 11.9
635.3972.275.5 2.75 26 - 34 ’ '
635.3972.275.6 2.75 35-54
635.3972.275.7 2.75 55-134
635.3972.275.8 2.75 2135
635.3972.300.1 3 12-13
635.3972.300.2 3 14 - 16
635.3972.300.3 3 17 - 20
635.3972.300.4 3 21-25
635.3972.300.5 3 26 - 34
635.3972.300.6 3 35-54
635.3972.300.7 3 55-134
635.3972.300.8 3 2135

A FETE [ onstock A 48 | 4 weeks
o XE N / main recommendation
o T B #EE / alternative recommendation
T RIS | uncoatet grades
REMS | coatet grades
42 MCD / brazed MCD
RSF#4 - mm

Dimensions in mm

f"

\.

54 IRESER

for use with Milling shank

S M335
type

EAh#A 20°

Pressure angle 20°

Ds N | p|w|W
02813 3
S k| F|F|<
34.7

> > > > > = = = > > > > > > > > = = > >

BREaEEs
Carbide grade
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B pHRE

Execution: one cutting serie

W HRH

%5l s274

- ¥ 3,25-4

- B17] B8 R/ILM274
- 715 B& RS274

HE

%5 s279

- EH325-4

- 817 B& R/ILM279

« J1 7 B& RS279
RS2797] i FREFREM274 & £

10

X WMk

Execution: two cutting series

Gear milling

System S274

* Module 3,25 - 4

* Milling cutter type R/LM274
* Inserts type RS274

or

System S279

* Module 3,25 - 4

* Milling cutter type R/LM279

* Inserts type RS279

Inserts RS279 are not compatible with M274
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Bt &8 B S

M274

Milling cutter / Disc milling cutter type

tIHIA @

TAMRZREE , &5 DIN 138

Cutting edge @

Cutterhole and cross keyway as per DIN 138

el

Gala b
with through coolant supply

B =87 M274..A...
Picture = Milling cutter M274...A...

Fnils
Part number

M274.0063.A22.7.10.1K
M274.0080.A27.7-13.1K

Fnils
Part number

R/ILM274.0080.527.7.13
R/ILM274.0119.S40.7.19

ERARSLE

State R or L version

24

Spare parts
8] 4257
Milling cutter Screw

M274.0063.A22.7.10.1K
M274.0080.A27.7.13.1K

T BIRIRET TORX PLUS®EF
Disc milling cutter Screw TORX PLUS® Wrench
R/LM274.0080.527.7.13 030.3513.T15P T15PQ
R/LM274.0119.S40.7.19 030.3513.T15P T15PQ

DIN912-M10x25
DIN912-M12x30

|
'
eDs
Z Ds h
10 63 40
13 80 45
Z Ds
13 80
19 119
iR IRET
Screw
030.3513.T15P
030.3513.T15P

Ds 63/80/119 mm

(f"

\.
EEEURNIDAEBEEER

for use with indexable insert

B& 5274
type
ed
i e .'-2‘.\%,_
0\ Vo
P& ey
o P G °,
& ‘:J | '
| ﬂ.f: .f---. = 'I{-h-q- o .
"0 a0
' Ry S E
eDs
TR AR
no through coolant
BhA=AFEF%T RM274..S...
Picture = right hand disc milling cutter RM274...S...
d, d, d, d,
51 22 48 18,5
68 27 60 22,0
h d, d,
16 68 27
20 107 40
R84 mm
Dimensions in mm
TORX PLUS®RF E-955)
TORX PLUS® Wrench Washer

DIN433-10.5-St
DIN433-13-St

11
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A5 8BS RS279

INSERT type

BT & HT&uEnNBEZNRHNERHT , 54 DIN 867 EARNFE 1,
%4 DIN 3972 , BTt

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing

- 1 E -
':.%',, s l T, ! 1
\.I‘:: \ 1:. ! Ir.-r"’.;-"\':l \ '\I . .\. g : . : _J-.\
LUTRERER, | AR, - E =
AT T, | : ")
M= —Ffafl. il B = T
one cutling = twid ELTIiNG
. T = | ]
L ﬂ| { |
A L | a.r/’
il '_| ! i |
| /) S =
Fmis B z* PRy
Part number Module Form
RS279.3972.325.1 3.25 12-13
RS279.3972.325.2 3.25 14 - 16
RS279.3972.325.3 3.25 17 - 20
RS279.3972.325.4 3.25 21-25
RS279.3972.325.5 3.25 26 - 34
RS279.3972.325.6 3.25 35-54
RS279.3972.325.7 3.25 55-134
RS279.3972.325.8 3.25 > 135
RS279.3972.350.1L 3.5 12-13 B
RS279.3972.350.1R ' i
RS279.3972.350.2L 3.5 14-16 B
RS279.3972.350.2R ' i
RS279.3972.350.3 3.5 17 - 20
RS279.3972.350.4 3.5 21-25
RS279.3972.350.5 3.5 26 - 34
RS279.3972.350.6 3.5 35-54
RS279.3972.350.7 3.5 55-134
RS279.3972.350.8 3.5 > 135

A FE1Z M /onstock A 4J8 / 4 weeks
o = E N / main recommendation
o AT B #a#EE | alternative recommendation
ToRERES | uncoatet grades
RERS [ coatet grades
48 MCD / brazed MCD
R84 : mm

Dimensions in mm

12

(f"

\.

EEEERHRIBEER

for use with Disc milling cutter

BE M279
type

EAh#A 20°

Pressure angle 20°

MG12
TN35
TI25
TA45
AS45

> > >P>D>> B> > B> B> B> D> D>

BERaEES
Carbide grade
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A5 8BS RS279

INSERT type

BT & oA uEn RSN T , 54 DIN 867 EARAFE 1,
%4 DIN3972 , BT mT

Gear milling cutter for cylindrical gears with involuted flanks according to DIN 867
Basic profile 1 according to DIN 3972 for finishing

- ‘E -
=) ' w
W E T 2 A
WL L — B, = = N,
LR RN N %
il T L LN ) i _1
A= — LEI..-i‘;'II B = TRy
one cufling = 2 CUIing
I | ]
: o N
........ b— o Lo "‘f/
o™ "l | |
| /I =
Fmils B z* A
Part number Module Form
RS279.3972.375.1L
RS279-3972.375.1R Shi 21
RS279.3972.375.2L
RS279.3972.375.2R Sh/) 16
RS279.3972.375.3L
RS279.3972.375.3R &9 T =y
RS279.3972.375.4L
RS279.3972.375.4R 3.75 21-25
RS279.3972.375.5 26-34
RS279.3972.375.6 B 35-54 A
RS279.3972.375.7 : 55-134
RS279.3972.375.8 > 135
RS279.3972.400.1L
RS279.3972.400.1R 4 12-13
RS279.3972.400.2L ;
RS279.3972.400.2R 14 - 16
RS279.3972.400.-3L A
RS279.3972.400-3R 17 - 20
RS279.3972.400.4L ;
RS279.3972.400.4R 21-25
RS279.3972.400.5L A
RS279.3972.400.5R 26-34
RS279.3972.400.6L ;
RS279.3972.400.6R 36 - 54
RS279.3972.400.7 p 55-134
RS279.3972.400.8 > 135

A FE1Z M /onstock A 48 / 4 weeks
o XE N / main recommendation
o AT B #EE / alternative recommendation
ToRERES | uncoatet grades
RERS [ coatet grades
#7482 MCD / brazed MCD
R84 : mm

Dimensions in mm

f"

\.

EEEERHRIBEER

for use with Disc milling cutter

BE M279
type

EAH#A 20°

Pressure angle 20°

MG12
TN35
TI25
TA45
AS45

> > >P> B>D> D>DD>D>B> B> D> D>D>D>D> D> D> DD

BRaEES
Carbide grade

13
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BtJ]

Milling cutter

BEEERB 6 WEREKE

M121

HANF 1, B4 DIN3972 , BFHEmMT

For gearings up to module 6

Basic profile 1 according to DIN 3972 for finishing

5 %
Number of teeth

63 4

80 6

r/'

EAIEEE

Profiling range

N Ds B AR/ % 4%4F % DIN 3975

DIN 5480 / [mm] HEAENE 1, Worm shafts
ANS| B92.1 &4 DIN 3972 DIN 3975
Gear shafts Cylindrical gears / Tooth bars

DIN 5480 / Basic profile 1 according to

ANSI B92.1 DIN 3972

m < 2,5/ dB =30 =50 m < 2.3 m < 2.3
mnS4/d8250 =100 mnS4 m <4

REEFEREHINE

Profiles upon customers request

14
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Kit L8t H High Feed Milling
M4t J] DSDS Endmill DSDS
Y1HEI X @ Ds @6- @16 Cutting edge @ Ds @6- @16

15



MERT) R
ENDMILL Double radius Cﬁh HORN [il)

WEMTINSHE - 2k DSDS

Recommended material group 1l - soft milling

43
4-fluted
# [ 0,005] A r ™ - - A
h=]
(-} & r )
;| :
b Jae |
[ 001 A} . 15
¢ =
&
|
Fﬂﬂ% d1 d2 d3 |1 |3 rtheo ap max z %
Part number (%]
'—
DSDS.4.06.63.06.08 63 s
DSDS.4.06.77.06.08 6 6 i 77 g 0.8 U “ .
DSDS.4.08.63.08.10 63 s
DSDS.4.08.77.08.10 8 8 L2 77 Y U 0o 4 .
DSDS.4.10.77-10-15 77 s
DSDS.4.10.99.10.15 10 10 9.0 99 25 2.0 0.7 4 .
DSDS.4.12.77-12.15 77 s
DSDS.4.12.99.12.15 iz iz e 99 = 21 e & a
DSDS.4.16.77-16.20 77 s
DSDS.4-16.99.16.20 e e s 99 ) 248 10 “ a
A EETZ [ onstock A 48 | 4 weeks
o EER/F / main recommendation
o TIIEHEFEE / alternative recommendation
ToRERS | uncoated grades N
RERS | coated grades S
£F12/£BPI%E / brazed/Cermet HI o
R84 : mm EREEMS
Dimensions in mm Carbide grades
RERMESZRY
IEOE AR r = BE RS Further sizes upon request

BELRHEHEREAE
fhecratical comer radius r_= pregramming radius
actual oulline upon requesi!

16



tEIS ¥ DSDS
CUTTING DATA DSDS

(ph HORN pl»)

MR T &

Endmill Double radius

Y

Material

P x4 / Carbon steel
A &4 / Alloyed steel

T E4 / Tool steel

TEW / Stainless steel

Bl 745 % / Malleable cast iron
N 48 / Aluminium

48 / Aluminium < 5%Si
48 / Aluminium > 5%Si
4 / Copper
4/ / Brass
A= / Graphite
A M F | Synthetics

S EiBA % /High temp. alloys
&£ / Titanium alloys

ZERE4N / Hardened steel

ZASTAMIEE  AER BABAMNT ,
REIN#REREH

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.

FilR= z @ d (mm)
type
DSDS 4 6.0
DSDS 4 8.0
DSDS 4 10.0
DSDS 4 12.0
DSDS 4 16.0

BE YRR AITINRE
o Hardness Cutting speed AITiN coated
g HB (v. m/min)
>< 1705000 : igg E-LX }%fﬂ
=\ 237358
> 850 > 250 170-250 1. = NERR
L 2 To=
> 1000 > 300 150-200 .ET
<600 <200
< 850 < 250 recommended cooling:
<260 180-250 ; I\A/Ilinimum lubrication
<350 <100 AT
<500 <150
<400 <120 HSM
< 350 <100
<700 <200
<900 < 300
<900 < 300
45-52 HRc
50-60 HRc
58-70 HRc
MR
Double radius
|
-,
P
=D — 7
B #tHl Bp s Hl
Shoulder milling Pocket milling
a max a max f, (mm) a max a_ max f, (mm)
(mm) (mm) (mm) (mm)
<04 <3.0 06-1.0 <04 < 6.0 05-1.0
<0.5 <4.0 06-1.0 <0.5 <8.0 05-1.0
<0.7 <5.0 06-1.0 <0.7 <10.0 0.5-1.0
<0.8 <6.0 06-1.0 <0.8 <12.0 05-1.0
<1.0 <8.0 06-1.0 <1.0 <16.0 0.5-1.0

A LRGN ANSE | REDFNRENREERDRAH — SR,

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.
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(ph HORN i)

18

BRI R R T)

= 406

ERATF IFEE MD

Screw-in cutter
type 406

usable in adaptor type MD



(ph HORN i)

®EIR S DG Milling system DG

- I T MIE L E - Centre cutting and groove milling
Bl AMECMT - Chamfering

{5 FE Bt Hl - Copy milling

- KL HHI - High feed milling
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fEEtH|
GROOVE MILLING

(ph HORN pl»)

WMt S
MILLING SHANK Type

90°JI4F , AR EF

Shank 90° - shrink fit

IRME - BRES
Material of shank: Carbide

MDG

Ealobiy

with through coolant supply

g z - ©
o o
1 S
N t‘ . J
|
g ! -
ERES %3 I
Part number System
MDG.10.0010.90.00.-A DG10 72.8
MDG.10.0010.90.01.A 101.8
MDG.12.0012.90.00-A DG12 83.3
MDG.12.0012.90.01.A 114.3
MDG.16.0016.90.00.-A DG16 98.8
MDG.16.0016.90.01.A 129.8
MDG.-20.0020.90.00.A DG20 112.3
MDG.20.0020.90.01.A 150.3

BEERHRESRY

Further sizes upon request

R FIIMDG10... HEEIBAKR D K.

For toolholders MDG10... Please note the threads are NOT segmented.

[

REMMINZFETNEEERB DT, FERTUM!

ESATRNBERRERLERSE T35,

Spare parts

30.0
56.8

36.0
59.3

48.0
64.8

60.0
70.3

Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details and torque specifications please see the technical data on page 35.

HORNH] BURIS R ERHI 8L AT E B RE

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

20

4 N
N _
B& tEIT) A
for use with Cutting insert
8  DGF
Type DGFF
DGH
DGK
DGM
DGR
DGRR
d, d
9.8 10
11.7 12
15.6 16
19.5 20

R~#4 : mm

Dimensions in mm



iokides (ph HORN i)

GROOVE MILLING

B ES MDG 4 N\
MILLING SHANK Type RS '

no coolant supply

90° TI#T , FHFRGER#F

Shank 90° - not recommended for shrinking I.\ J
TR 4
Material of shank: Steel wy,
B& YIHI 0 A~
| for use with Cutting insert
— z -— 1 -
8y By A8  DGF
SO T Type DGFF
B J DGH
i DGK
- ! -— DGM
DGR
2 DGRR
'
_D:
i{ E
i
FmEs Bl I 1, d d, i
Part number System Form
MDG.10.ST10.90-01-A 36.8 10 1
MDG.10.ST16.90.01.A DG10 91.8 19.8 16 9.8 2
MDG.12.ST12.90.01.A DG12 109.3 44.3 12 17 1
MDG.12.ST16.90.01.A 99.3 22.3 16 : 2
MDG.16.ST16.90.01.A DG16 134.8 49.8 16 15.6 1
MDG.16.ST20.90-01-A 104.8 27.8 20 5. 2
MDG.20.ST20-90.01.A 150.3 60.3 20 1
MDG.20.ST25.90.01.A DG20 110.3 333 25 19.5 2
BRERHESRY R~#4 : mm
Further sizes upon request Dimensions in mm

N FIIMDG10... EEBIRL AR D R,
For toolholders MDG10... Please note the threads are NOT segmented.

Bt

WFMMMNRETIEEHREI DTS , EHTITE !
BEZWTHBEARELERSE T35,

Spare parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!
For more details and torque specifications please see the technical data on page 35.
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fEEtH|

GROOVE MILLING

(ph HORN i)

BmIT ES
MILLING SHANK Type

87° 74T , RUAK K+

Shank 87° - shrink fit

IRMER - BRES
Material of shank: Carbide

MDG

Ealabiy

with through coolant supply

FRES
Part number
MDG.10.0012.87.01.A
MDG.12.0016-87.01-A
MDG.16.0020-87.01-A

RERMES RS

Further sizes upon request

X FTIMDG10... EEBIRGR D KR,

EX |

System
DG10
DG12
DG16

o
i
I1 |2
85 19.7
100 23.1
100 29.6

For toolholders MDG10... Please note the threads are NOT segmented.

[0S

RFEMMINREFDSERBI IS, BEHT

B2 M BB N RS E T35,

Spare parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!

1T !

For more details and torque specifications please see the technical data on page 35.

HORN AT BURE 15 SR Y 8% 0 4T B BE g
Milling cutter shanks with damaged seating can be repaired by HORN.

22

B& tEIT) A
for use with Cutting insert
Fich DGF
Type DGFF
DGH
DGK
DGM
DGR
DGRR
1, d d,
22 12 9.8
42 16 11.7
43 20 15.6

R~#4 : mm

Dimensions in mm



fEEtH|
GROOVE MILLING

(ph HORN i)

BmIT ES
MILLING SHANK Type

89° TI 1, FALE K EF

Shank 89° - shrink fit

IRMER - BRES
Material of shank: Carbide

MDG

Ealabiy

with through coolant supply

= 2 —
- 89°
L
\'\-._\\ | —3
SNE
i
l:s
1
—
ERES %3 ,
Part number System
MDG.10.0012.89.01.A DG10 115
MDG-12.0016-89.01-A DG12 140
MDG.16.0020-89.01-A DG16 160

BERRHESRY

Further sizes upon request

X FTIMDG10... EEBIRGR D KR,

For toolholders MDG10... Please note the threads are NOT segmented.

[0S

RFEMMINRE T DS ERB IS, FRTITH !

ESATNBEABERLERSE T35,

Spare parts

Wrenches and additional equipment are not combined with the milling shank. Separate order required!

L¥

ad .

235
28.8
37.2

For more details and torque specifications please see the technical data on page 35.

HORN AT BURE 15 SR Y 8% 0 4T B BE g
Milling cutter shanks with damaged seating can be repaired by HORN.

BE A
for use with Cutting insert
Fich DGF
Type DGFF
DGH
DGK
DGM
DGR
DGRR
1, d d,
50 12 9.8
75 16 11.7
75 20 15.6

R~#4 : mm

Dimensions in mm
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=5 13t 40 4 5 (pli HorRN D)

HIGH FEED MILLING

R8s DGH s ~

CUTTING INSERT Type
wORERH TS EE
Cutting insert with corner radius 'n\_ W,
L& ST
for use with Milling shank
: SN MBS MDG
4 i Type
Iy I J"ﬁ i
s = [ 7]
& " Ir T4
L |

e ——

- ’ - HeHEl )+

Milling shank

U E D TEDEI DA Ao
BR-EER face cutting edge

not cutting across centre
Picture = right hand cutting version 9

FmEs | SwW | Z Ds d r r, Meo I I, a
Part number System <Z(
DGH.4.10.1000.00 DG10 8 4 10 9.8 0.5 10 1.07 0.7 16.8 s
DGH.4.12.1200-00 DG12 10 4 12 11.7 0.5 13 1.18 0.8 19.3 o
DGH.4.16.1600.00 DG16 13 4 16 15.6 0.8 20 1.38 1.0 24.8 o
DGH.4.20-2000.00 DG20 17 4 20 19.5 0.8 24 1.96 1.2 30.3 o
A E1F /onstock A 48 | 4 weeks

o XE N / main recommendation >

o TIIEHEFEE / alternative recommendation

ToRERES | uncoated grades N| o

HREES [ coated grades S| o

IR/ EME / brazed/Cermet H| o
RI#4M: mm BEREEMS
Dimensions in mm Carbide grades

MitEAEE r, = HEXE
HERRBHEEREAE

theoretical comer radius 1= programming radius
actual cutling upon request!
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797
GEAR MILLING

(ph HORN pl»)

IR BES
CUTTING INSERT Type

DGVZ

SOHI 7D /N B BR K

Cutting insert conicle ballnose

a BLH D

Milling shank

a o
] -g =
T 5 '
T=HEFH
Picture = right hand cutting version
Fmils R sw | Z Ds
Part number System
DGVZ.4.10-35.15.00 DG10 8 4 10
DGVZ.4.12.35.20.00 DG12 10 4 12
DGVZ.6.16-35-30-00 DG16 13 6 16
DGVZ.6.20-35-50-00 DG20 17 6 20

A E1F /onstock A 48 | 4 weeks
o XE N / main recommendation
o TIIEHEFEE / alternative recommendation
ToRERES | uncoated grades
HREES [ coated grades
IR/ EME / brazed/Cermet
R84 : mm

Dimensions in mm

9.8
11.7
15.6
19.5

2.86
3.82
5.72
9.54

4 ™\

.

‘& BT

for use with Milling shank

MDG

B
Type

Ui D 0 T 4D HI 05 Al
face cutting edge
cutting across centre

r l, a, Q
Z
<

15 21 12.30 A
2.0 24 14.30 A
3.0 32 18.40 A
5.0 37 20.09 A
N | o
S| o
H| o

ERELES

Carbide grades

25



(s 8tEHI
COPY MILLING

(ph HORN i)

IR BES
CUTTING INSERT Type

DGK

180°BRK 8 7) 3k

Ballnose milling head 180°

SW

= T B B

X M

I

A1 by
e =
157

@ Ds

e e

L}

il |_.! b %E EiIJ Jl H
= - Milling shank
BR=HF 8
Picture = right hand cutting version
Fmils 25 SW Z
Part number System
DGK.2.10.1000.00 2
DGK.4.10.1000.00 DG10 8 4
DGK.2.12.1200.00 2
DGK.4.12.1200.00 bG12 10 4
DGK.2.16.1600.00 2
DGK.4.16.1600.00 DG16 13 4
DGK.2.20.2000.00 2
DGK.4.20.2000.00 DG20 17 4

A EE1Z /onstock A 48 | 4 weeks
o =E N / main recommendation
o Al HEFE / alternative recommendation
T RIS | uncoated grades
BREMS | coated grades
IR/ BMZE / brazed/Cermet
R84 : mm

Dimensions in mm

26

Ds

10

12

16

20

4 N

\. J

& gt

for use with Milling shank

MDG

BE
Type

s TE A0 T £0 B 05 AR s
face cutting edge
cutting across centre

d r I, 0
N
Z
<
9.8 5 55 16.8 .
11.7 6 6.5 19.3 .
15.6 8 8.5 24.8 .
19.5 10 12.0 30.3 .
N| o
S| o
H| o

BERAsHS

Carbide grades



A BERIFNFE L
CORNER and GROOVE MILLING

(ph HORN i)

IR BES
CUTTING INSERT Type

%3

multiple fluted

BR=HF&

Picture = right hand cutting version

FRLS

Part number

DGM.7.10.1000.02.0
DGM.7.10.1000.10.0

DGM.7.12.1200.02.0
DGM.7.12.1200.10-0
DGM.9.16.1600.02.0
DGM.9.16.1600.10-0
DGM.9.20.2000.02.0
DGM.9.20.2000.10-0

e ]

System

DG10
DG12
DG16

DG20

A EE1Z /onstock A 48 | 4 weeks

o =E N / main recommendation

o Al HEFE / alternative recommendation
T RIS | uncoated grades

BREMS | coated grades

T12/&BME / brazed/Cermet

R~#4 : mm

Dimensions in mm

DGM

SW
g i
'. I H g

o
1
BHl D+
Milling shank
SW Z
8 7
10 7
13 9
17 9

Ds

10

12

16

20

)
G

\. J

& Bt

for use with Milling shank

Fich MDG

Type

s TED A0 T B0 B 0 A5 HR s
face cutting edge
not cutting across centre

d r I l, o
N
Z
<
0.2 s
9.8 10 5.5 16.8 .
0.2 s
11.7 10 6.5 19.3 .
0.2 a
15.6 10 9.0 24.8 X
0.2 2
19.5 10 11.0 30.3 .
N| o
S| o
H| o

BRaEES

Carbide grades

27



A BRI FNFE L
CORNER and GROOVE MILLING

(ph HORN pl»)

IR BES
CUTTING INSERT Type

DGF

wIREBNT A

Cutting insert with corner chamfer

Sw
bx45°
i * T i
Y A
A |
5 Y L | g=)
e AN S L @
N 1
— | -
- ; - BHIDE
Milling shank
BR=AFH
Picture = right hand cutting version
Fmils R SwW Z
Part number System
DGF.3.10.1000.02.00 DG10 8 3
DGF.3.12.1200.02.00 DG12 10 3
DGF.4.16.1600.02.00 DG16 13 4
DGF.4.20-2000.03.00 DG20 17 4

A E1F /onstock A 48 | 4 weeks
o XE N / main recommendation
o TIIEHEFEE / alternative recommendation
ToRERES | uncoated grades
HREES [ coated grades
IR/ EME / brazed/Cermet
R84 : mm

Dimensions in mm

28

Ds

10
12
16
20

4 A

I 1

(%]
—.

\. J

B& gt

for use with Milling shank

MDG

B
Type

Ui D 0 T 4D EI 0 Al
face cutting edge
cutting across centre

d | I, b o
N
Z
<
9.8 5.5 16.8 0.20 e
11.7 6.5 19.3 0.20 2
15.6 8.5 24.8 0.20 2
19.5 12.0 30.3 0.25 “
N| o
S| o
H| o

ERELES

Carbide grades



A B HIFFESRE

CORNER and GROOVE MILLING

(ph HORN pl»)

IR BES
CUTTING INSERT Type

WOREENT A

Cutting insert with corner radius

BR=HF&

Picture = right hand cutting version

FmEs EY ]

Part number System

DGR.3.10.1000.05.00
DGR-3.10.1000.10.00
DGR.4.10.1000.05.00
DGR.4.10.1000.10.00

DGR-3.12.1200.05.00
DGR.4.12.1200.05.00
DGR.4.12.1200.10.00

DGR.5.16.1600.05.00
DGR.5.16.1600.10.00
DGR.5.16.1600.15.00
DGR.5.16.1600.20.00

DGR.5-20-2000.05.00
DGR.5.20.2000.10.00
DGR.5.20.2000.15.00
DGR.5.20.2000.20.00
A EE1Z [ onstock A 48 | 4 weeks
o =E N / main recommendation
o TIIEHEFEE / alternative recommendation
ToRE T | uncoated grades
BRE IS | coated grades
IE/EBME / brazed/Cermet
R84 : mm

Dimensions in mm

DG10

DG12

DG16

DG20

DGR

EE 4

Milling shank

sw | z
3
3
8 4
4
3
10 4
4
13 5
17 5

Ds

10

12

16

20

)
] 9 [

\. J

& Bt

for use with Milling shank

itk MDG

Type

s TE A0 T £0 B 05 AR s
face cutting edge
cutting across centre

d r | , o
2
<C

05 A

9.8 1.0 16.8 :

. 05 55 . .

1.0 A

05 .

1.7 05 65 19.3 .
1.0 .

05 .

1.0 .

15.6 e 85 248 .
2.0 .

05 .

19 1.0 12.0 303 :
<2 15 : : .
2.0 A

N| o

S| o

HIl o

EREEHS

Carbide grades
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A BERIFNFE L
CORNER and GROOVE MILLING

(ph HORN i)

N5 B DGR

CUTTING INSERT Type i

with through coolant supply

WIOREENT] A

Cutting insert with corner radius

™
DR TN, -1 Y. L5

Milling shank

BR=HF&

Picture = right hand cutting version

FmEs %5l SW z

Part number System

DGR:3.10.1000.05.1K
DGR.3.10.1000-10.1K
DGR:.4.10.1000.05.1K
DGR.4.10.1000-10.1K

DGR:3.12.1200.05.1K
DGR.4.12.1200.05.1K DG12 10
DGR.4.12.1200-10.1K

DGR.5.16.1600.05.1K

DGR.5.16.1600-10-1K

DGR.5.16.1600.15.1K

DGR.5.16.1600.20.1K

A E1Z [ onstock A 48 | 4 weeks

o = E N / main recommendation

(0] Efﬁjﬁﬁ / alternative recommendation
ToRERES | uncoated grades
BREMS | coated grades
18/EBME / brazed/Cermet

R84 0 mm

Dimensions in mm

DG10 8

AW AP oOW

DG16 13 5

30

Ds

10

12

16

9.8

15.6

4 ‘ N
° [

N 4

& Bt

for use with Milling shank

Fich MDG

Type

0.5
1.0
0.5
1.0

0.5
0.5
1.0

0.5
1.0
1.5
2.0

U E D TEDEI A A
face cutting edge
not cutting across centre

5.5

6.5

8.5

I, a
Z
<

16.8 X

19.3 “

24.8

N | o

S| o

H| o
BRaEES
Carbide grades



HHN T3 8E 0
ROUGHING ENDMILL

(ph HORN i)

IR BES
CUTTING INSERT Type

WIOREENT] A

Cutting insert with corner radius

SW
bx45°
Ra =
T % | |
o r]ig]
= b [] | |
51mu
T R -~
I
— |
BR=HF8
Picture = right hand cutting version
FmEs 5
Part number System
DGRR.3.10.1000.00
DGRR.4.10.1000.00 D
DGRR.3.12.1200.00
DGRR.4.12.1200.00 B
DGRR.5.16-1600-00 DG16
DGRR.5.20.2000.00 DG20

A EE1F /onstock A 4/F | 4 weeks
o XE N / main recommendation
o A[IEHEFEE / alternative recommendation
ToRERS | uncoated grades
RERS | coated grades
IR/ € B MZE / brazed/Cermet
RY#47 : mm

Dimensions in mm

DGRR

HeHl )+

Milling shank

SW

10

13
17

Z Ds
3

4 10
3

4 12
5 16
5 20

4 A

Z
\. J

& gt

for use with Milling shank

MDG

BE
Type

s TET A0 T £0 B 05 AR
face cutting edge
cutting across centre

d ! , b 0
N
2
<
9.8 55 16.8 03 .
11.7 6.5 19.3 05 .
15.6 8.5 24.8 05 .
195 12.0 30.3 05 .
N| o
S| o
HI| o

ERELEE

Carbide grades
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Bl (ph HORN pilh)

CHAMFERING

AR 25 DGFF 4 D

CUTTING INSERT Type

BARE Angle of chamfer 45 °
\ J
& Bt
for use with Milling shank
sW Fick o) MDG

Type

.

>

(73] Dc:. i
oo, _ I =
= “ L)
] - )
S
- s 2i1: P ks
Milling shank
FEEHEH
~=HFH not face cutting
Picture = right hand cutting version
FmEs BNl sw z Ds d d, | 1, a
Part number System <Z(
DGFF.3.10.45.00 DG10 8 3 10 9.8 2 4.0 16.8 o
DGFF.4.10.45.00 DG10 8 4 10 9.8 1 4.5 16.8 o
DGFF.3.12.45.00 DG12 10 3 12 1.7 2 5.0 19.3 A
DGFF.4.12.45.00 DG12 10 4 12 1.7 1 55 19.3 o
DGFF.3.16.45.00 DG16 13 3 16 15.6 2 7.0 24.8 o
DGFF.6.16.45.00 DG16 13 6 16 15.6 1 7.5 24.8 o
A FETF [ onstock A 48 | 4 weeks
® XE N / main recommendation .
o TIIEHEFEE / alternative recommendation
T RERS | uncoated grades N| o
RE RS | coated grades S| o
IR/ & B MZE / brazed/Cermet H| o
R84 mm EREEMS
Dimensions in mm Carbide grades
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= A

CORNER ROUNDING

(ph HORN pl»)

R8s

CUTTING INSERT Type

FEME

Radius concave

@Ds

DGV

R0.2-3.0 mm

ad

BR=HF&

Picture = right hand cutting version

FRLS

Part number

DGV.4.10.R020.00
DGV.4.10.R050.00
DGV.4.10.R100.00
DGV.4.10.R125.00
DGV.4.10.R150.00
DGV.4.10.R200.00
DGV.4.10.R250.00
DGV.4.10.R300.00

SW Y4

A FETF [ onstock A 48 | 4 weeks

o EE N / main recommendation

o TIIEHEFEE / alternative recommendation
ToRE RS | uncoated grades

RE IS | coated grades

12/ B %E / brazed/Cermet

BRHIDH

Milling shank

Ds d

10 9.8

8.6
8.0
7.0
6.5
6.0
5.0
4.0
3.0

0.20
0.50
1.00
1.25
1.50
2.00
2.50
3.00

-
—
=
-
& Bt
for use with Milling shank
itk MDG
Type

TEEHEHS

not face cutting

| l, Q
<Z(
16.10 s
15.80 g
15.30 g
15.05 s
14.80 168 .
14.30 e
13.80 s
13.30 2
N | o
S| o
H| o

BRESINS

Carbide grades
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YHIS#
CUTTING DATA

(ph HORN pl»)

hardened

HEHIERE
recommended cutting speeds
p EE BHE BEE FEHLHEI 31757
Material Hardness Shoulder milling ~ Shoulder milling  Groove milling Copy milling
Brinell a,<0.5xDs a,<0.5xDs a,<0.5xDs a,<0.02xDs
(HB) a,<0.3xDs ae<1.0xDs*
aP aP * ’
if E § i
v, (m/min) v, (m/min) v, (m/min) vV, (m/min)
P 0.2% C 140 250 180 160 350
o]
Carbon steel 04%C 180 220 160 140 320
0.6% C 200 200 140 130 300
BN
o ;ﬁr{;aled 180
Alloyed steel = 200 150 130 280
YN
280
quenched
- B
BELN annealed 200
high alloyed steel 140 100 90 180
(>5%) Bt }
hardened
VN
¥ae 180
B4 unalloyed
170 130 120 280
Cast steel 5%
220
alloyed
DR, 5REE
M T4 martensitic, ferritic At 150 90 80 180
Stainless steel B4 o
" 180
austenitic
{EC 0 3R -
JRESER low tensile strength
Grey cast iron R 250 230 190 170 280
high tensile strength
. BREMS
BREHHK ferritic 160
Spheroidal graphite W 220 160 140 300
cast iron Iﬁk#ﬁs 250
perlitic
BREM 125
]k ferritic
Malleable cast iron PRk ey ety L 2
o 225
perlitic
b 30.80
BaE otcatiucatabls A3k max. A3k max. A3A max. A3k max.
Al-alloys Ervs::| up to max. up to max. up to max. up to max.
h 80-120
eat treatable
s 80
HEsd not heat treatable
A] o2 600 200 180 600
-cast-alloy PAhIE
heat treatable e
e %0
e not heat treatable
C = 600 200 180 600
opper-alloys PhIE 100
heat treatable
BA
g annealed 200
H e 80 60 50 80
eat resistant alloy (Fe) &y
h 275
ardened
B
WHRES annealed 250 45 35
Heat resistant alloy 30 60
(Ni. Co) 2214 350 25 25



HARER (ph HORN pl»)

TECHNICAL INFORMATION

HEEIRE
Torque for setting
R HBEERE (Nm) WF A wF BERF
System Torque for setting (Nm) Wrench size Combination Torque wrench
sSW wrench
MA BREE AT NERT
Application Effective range for small series
DG10 10 8 D.DG1001
S.DG1012 5'302255X§
DG12 14 10 D.DG1201 D1050VK
10 - N
DG16 25 13 D.DG1601 D20100VK =D R
S.DG1620 20 - 100 Nm
DG20 35 17 D.DG2001 -
R
1TESBR DTN R M E R 2 S E ENRERAE,
2ERARERZB IR

SARVERBMEN FIRY , eEMEZEE L,
AFINRBEIITE  REGIEFIER D . FE: 0L
SEABERFHIFITERINIFL  ERMERE

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 inserts guarantees the correct insert fit.
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System DAH25



= itaTRH
HIGH FEED MILLING

(ph HORN pl»)

B RS DAHM

MILLING SHANK Type

k= BSL%] Cutting edge @ 12/16/20/25 mm
TFF#E W
Material of shank: Steel
DIN1865B
i
o ’
=
3 !
2}

— I} ] 3 - — 9 D$1—-
Fmils z Ds a, I
Part number
DAHM.25.012.D122.02B 2 12 1 61.5
DAHM.25.016.D163.03B 3 16 1 69.5
DAHM.25.020.D204.03B 3 20 1 76.5
DAHM.25.025.D255.04B 4 25 1 85.5
R#47 0 mm
Dimensions in mm
R BEANRE  FRBREHA,

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

Bk

Spare parts
BT 4247 TORX PLUS® #RF
Milling shank Clamping screw | TORX PLUS® Wrench
DAHM.25.012.D122.02B | 030.2547.T8P T8PL
DAHM.25.0...03B/04B 030.2553.T8P T8PL

15
20
25
28

f"

\

N\

& AR A

for use with Indexable insert

B
Type

45
48
50
56

DAH25

12
16
20
25

11.0
14.5
18.0
23.0
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7121
MILLING

(ph HORN pl»)

WMt S
MILLING SHANK Type

DAHM

k= BSL%] Cutting edge @ 12/16/20/25 mm
TIFFMR W ( THEERARBELARE)

Material of shank: Steel (not recommended for shrink fitting)

DIMN1835B
(¥ET3 i i i VY
- r £
L= | ] - I
EL ‘ =1 ]; u Sy UE
a
-—— iﬁ. |? @ Ds
1
Fmils z Ds a, I
Part number
DAHM.25.012.D124.02B 2 12 1 82.5
DAHM.25.016.D165.02B 2 16 1 97.5
DAHM.25.016.D165.03B 3 16 1 97.5
DAHM.25.020.D206.03B 3 20 1 111.5
DAHM.25.025.D257.04B 4 25 1 132.5
RERMBESRY
Further sizes upon request
R BB, FRBEARHA,
For torque specifications of the screw, please see Technical Instructions.
Bk
Spare parts
BT $R4T TORX PLUS® R F
Milling shank Clamping screw | TORX PLUS® Wrench
DAHM.25.012.D124.02B 030-2547.T8P T8PL
DAHM.25.0...02B/03B/04B | 030.2553.T8P T8PL

38

36
48
48
60
75

4 N
&

\. J

& AR A

for use with Indexable insert

Eith ) DAH25
Type
|3 d1 d
45 11.5 12
48 15.4 16
48 15.4 16
50 19.0 20
56 24.0 25
R~#47 . mm

Dimensions in mm



Al (ph HORN pl»)

MILLING

IR piEg) S DAHM -~ N

SCREW-IN CUTTER Type

k= BSL%] Cutting edge @ 12/16/20/25 mm

TR 4
Material of shank: Steel

& AR A

for use with Indexable insert

I & DAH25
1 c\i = — Type
L= = =
|=2y1e =
L
o Ds
il —
I|
| -
EATMDRFITIR
suitable for Shank Type MD

Fmis z Ds a, I 1, d, d, d,

Part number

DAHM.25.012.M062.02 2 12 1 26 13.5 11 M6 11.5

DAHM.25.016-M083-02 2 16 1 39 20.5 13 M8 15.4

DAHM.25.016.M083.03 3 16 1 39 20.5 13 M8 15.4

DAHM.25.020.M104.03 3 20 1 45 25.5 18 M10 19.0

DAHM.25.025.M125.04 4 25 1 50 28.0 21 M12 24.0
RERMEZRY R#47 : mm
Further sizes upon request Dimensions in mm
R RIEAAE |, R ERESA,
For torque specifications of the screw, please see Technical Instructions.
Bt 4
Spare parts

IRBIR B T) 14T TORX PLUS® #RF

Screw-in cutter Clamping screw | TORX PLUS® Wrench

DAHM.25.012.M062.02 | 030-2547.T8P T8PL

DAHM.25.0...02/03/04 | 030.2553.T8P T8PL
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= L

HIGH FEED MILLING

(ph HORN ph)

AR A BS
INDEXABLE INSERT Type

DAH25

YR AIIA Depth of cut up to 1.0 mm

FmEs a, a h
Part number
DAH.25.011.D-.04 1 4.4 2.6

A EE1Z [ onstock A 48 | 4 weeks
o =E N / main recommendation
o TIIEHEFE / alternative recommendation
FoRE T | uncoated grades
BRE IS | coated grades
I $F1R/£EM%E / brazed/Cermet
R84 : mm

Dimensions in mm
HPEAYLE 1 = REYE
REFERBHREFEARE

theorelical comer radius 1= programming radius
actual oulling upon regees!!

40

4 I

N Y,

‘& BT

for use with Milling shank

rx rtheo e
<
(%]
0.4 1.4 A
N 0
S
H
BREaEEs
Carbide grades



it&E 2 R&5 DAH25
;ORMJTJEAS System DAH25 (ﬁh HORN I]h)

Z= 5%

Number of teeth

d, = ERHAS

effective cutting edge @

\ v,+1000
n= ¥iE | n= .U [1/min]

Revolutions

deff * U *n .

v = YIERE Ve= " 1000 [m/min]

Cutting speed

Vi

f = B4/ f,= 7.5 [mm]

Feed/tooth
v, = HER v,=f «Zen [mm/min]

Feed rate

ae . ap *V; ]

Q= MR ERRE Q=500 [cm*/min]

Material removal rate
TEBRHI E?%deﬁLl’%EUIEﬁﬂE’\JRPMﬁﬁJ Hil EEHE
it . N Correction value
FEAATHENARNTEERER
a =t{Ix a_[mm] K_ [mm]
Ds = IEEE S e
K, = S EE% 02 55
d_, =K, + (Ds - 20) ! ’
d., =K, +(Ds-12) 0.3 74

0,4 8,1

The effective cutting diameter d_. must be calculated to 05 8.8
obtain the correct RPM and the cutting feed. ’ ’
The effective cutting diameter is calculated using the 0,6 9,4
following values and formula. 0,7 10,0
a_= depth of cut
Dps = cutter diameter 0.8 10,5
K, = from Correction value chart 0,9 11,0
deff= KD+(DS' 12) 1,0 12,0
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tIEIS ¥ &% DAH25

CUTTING DATA System DAH25

(ph HORN pl»)

IS0 #t#t

P

Material

FEEW

unalloyed steel

FEEW

unalloyed steel

KEEW

low alloyed steel

RKEEW

low alloyed steel

BEEM

high alloyed steel

M F&®

O KAk

Stainless steel martenistic

THHN
BREHE

Stainless steel austenitic

RS SREE

Malleable cast iron ferritic

AR TR

Malleable cast iron perlitic

REBHH®

BREM/BRIEAE
Spheroidal graphite
cast iron ferritic/perlitic

IRE|HEHR BRLAK
Spheroidal graphite
cast iron perlitic

ek

Grey cast iron

BEE

Al-alloys

AR

Divin

42

g angle
@ (mm)

12
16
20
25

TAA (°)
Diving angle (°)

6,5
2,5
1,9
1,0

EE HB
Hardness HB

125
190
200
300

200

240

180

130

230

180

260

160

90

tIHIEE
Cutting speed
v, (m/min)

200 - 300
200 - 300
180 - 300
160 - 280

150 - 250

140 - 220

120 - 200

160 - 280

150 - 250

150 - 250

140 - 240

180 - 320

1000 - 1500

Programming radius and difference

LA/ f, (mm)

Feed/tooth f, (mm)
0,6~1,8
0,6~1,8
0,6~1,6
0,6~1,6
05~1,5
0,6~1,5
0,5~1,2
0,6~1,8
0,6~1,5
0,6~1,5
0,6~1,5
0,6~22
0,8~25

mEXENRE
r,,(mm)
1,4

BARE (mm)

max. difference (mm)

0,61

EiOE A% 4%,
Y T

theoretical corner radius r,,
= programming radius

\ ARz

max. difference



(ph HORN ph)

Kt HE| High Feed Milling
%% DAH37 System DAH37
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= itaTRH
HIGH FEED MILLING

(ph HORN pl»)

Mk BS
MILLING HEAD Type

k= BSL%] Cutting edge @

TIFTHH - W

Material of shank: Steel

DIN1835B
e ¥ = i
..I A2 :
= B H + o
= | } a2
N | ! 1
a
e & l
JI
Fmis z Ds
Part number
DAHM.37.020.D204.02B 2 20
DAHM.37.025.D255.03B 3 25
DAHM.37.032.D326.04B 4 32
DAHM.37.040.D326.05B 5 40

#2£7030.3070.T10PHY A M 4=3.4Nm,
Torque specification of the screw 030.3070.T10P = 3,4 Nm.

4

Spare parts

SSVIES 1247 TORX PLUS® #xF

Milling head Clamping screw | TORX PLUS® Wrench

DAHM.37.0... | 030-3070-T10P T10PL

44

DAHM

20/25/32/40 mm

1.2
1.2
1.2
1.2

87
101
111
111

34
41
47
47

f"

\

N\

& AR A

for use with Indexable insert

B
Type

50
56
60
60

DAH37

20
25
32
32

19
24
31
39

R~#47 : mm

Dimensions in mm




=L Cﬁh HORN I]I'l)

HIGH FEED MILLING

BRG] BE DAHM

SCREW-IN CUTTER Type

k= BSL%] Cutting edge @ 20/25/32/40 mm

TIFTHH - W

Material of shank: Steel

& AR A

for use with Indexable insert

e DAH37

' | Type
i ‘Dwi oo
1a @
I 1
P p
1,
- 2 - s @ Ds =
|
e L —
&EHTMDZR5I T
suitable for Shank Type MD

FmEs z Ds a, 1, l, d, d, d, sSw

Part number

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

R~#4 . mm
Dimensions in mm

12£7030.3070. T10PRY R AEM #&=3.4Nm,
Torque specification of the screw 030.3070.T10P = 3,4 Nm.
B4
Spare parts

RBABIRB T | $R4T TORX PLUS® iR F

Screw-in cutter Clamping screw | TORX PLUS® Wrench

DAHM.37.0... 030.3070.T10P T10PL
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= AR HE
HIGH FEED MILLING

(ph HORN pl»)

w®) BS
MILLING CUTTER Type

k= BSL%] Cutting edge @

BETIWNET , BEDIN8030-H5
Arbor mounted cutter as per DIN 8030-A

BR=HF&

Picture = right hand cutting version

Fmis z Ds
Part number

DAHM.37.040.A1635.05 5 40
DAHM.37.050.A2235.06 6 50

DAHM.37.063.A2240.07
DAHM.37.063.A2740.07

DAHM.37.080.A3245.08 8 80

#2£7030.3070. T10PRY HAEM #£=3.4Nm,

Torque specification of the screw 030.3070.T10P = 3,4 Nm.

4

Spare parts

B $RET

DAHM

1.2
1.2

1.2
1.2

DAHM.37.0... | 030-3070-T10P T10PL

46

40/50/63/80 mm

35
40

40
45

55

TORX PLUS® #R F
Milling cutter Clamping screw | TORX PLUS® Wrench

34.4
39.4

39.4
44.4

54.4

33
41

49
59

16
22

22
27

32

|
L]
L J
(A==l
for use with Indexable insert
Eick = DAH37
Type

16.0
19.5

19.5
21.5

29.5

BESIIW

Type arbor mounted

8.4
10.4

10.4
124

14.4

® 1,
5.6 22
6.3 24
6.3 24
7.0 27
8.0 33

R84 : mm

Dimensions in mm



=

HIGH FEED MILLING

(ph HORN ph)

AR BS
INDEXABLE INSERT Type

Depth of cut up to

FmEs a,
Part number
DAH.37.022.N.08 1.2

A EE1Z /onstock A 48 | 4 weeks
o =E N / main recommendation
o TIIEHEFEE / alternative recommendation
ToRE T | uncoated grades
BRE IS | coated grades
I 18/ EM%E / brazed/Cermet
R84 : mm

Dimensions in mm

SREANE 1, = BEKE

AEERPHEREARE

thecestical comer radius 18 programming radis
actual auting upon requess

DAH37 4 A

7.9

1.2 mm
N J
LSSt HI T #T
for use with Milling tool
itk DAHM37
Type
Bl Z)ENFE
neutral geometry
h I.x rtheo
3.18 0.8 0.83

BREaEEs
Carbide grades
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= L

HIGH FEED MILLING

(ph HORN ph)

AR A BS
INDEXABLE INSERT Type

Depth of cut up to

FmEs a,
Part number
DAH.37.022.S.08 1.2

A EE1Z [ onstock A 48 | 4 weeks
o =E N / main recommendation
o TIIEHEFE / alternative recommendation
FoRE T | uncoated grades
BRE IS | coated grades
I $F1R/£EM%E / brazed/Cermet
R84 : mm

Dimensions in mm

SREANE 1, = BEKE

AEERRBHEREARE
thecestical comer radius 18 programming radis
actual auting upon requess

DAH37

7.9

48

1.2 mm

3.18

4 I

N Y,

Bl &L HI TI4T

for use with Milling tool

Eick= DAHM37
Type

IERT AR

positiv geometry

rx rtheo e
<
(%]
0.8 0.83 o
N 0
S
H
BREaEEs
Carbide grades



it & 2230-DAH37 R 5
;ORMJTJEAS System DAH37 (ﬁh HORN I]h)

= WH

Number of teeth

=HMEIHIHD

effective cutting edge @

v, 1000
n= Egﬁ n= d— [1/m|n]
Revolutions eff
T d +U-n .
v_= tIHIEE V.= 4000 [m/min]
Cutting speed
Vi
fZ = BN fz = Zen [mm]
Feed/tooth
v, = HER v,=f «Z+n [mm/min]
Feed rate
a,*a v .
Q= MR ERRE Q= W [cm3/min]
Material removal rate
'L'|'§ﬁ§‘5lﬂ]‘ﬁ“lﬁ?§ SABE B E#AIRPMAN I HI EESE
HLo Correction value
FERAUTHENARNITEERE
a, = = iR a_[mm] K, [mm]
DS—I) [EE2S p01 D971
K, = SIEER ' '
dD K. 0.2 11.47
.= K, + (Ds - 20)
0.3 12.81
0.4 13.93
The effective cutting diameter d_, must be calculated to 0.5 14.92
obtain the correct RPM and the cutting feed. ) :
The effective cutting diameter is calculated using the 0.6 15.82
following values and formula. 07 16.63
a, = depth of cut ' '
Ds = cutter diameter 0.8 17.39
K, = from Correction value chart 0.9 18.10
der = Ky + (Ds - 20) 1.0 18.77
1.1 19.40
1.2 20.00
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YIS Z5
ggJ'ﬁrJrlNgﬁDfTZJ S?/lerr? Z)AHS? (ﬁh HORN I]h)

ISO el ®E HB BLG/ T, (mm) CIHIEREE v_ (m/min)
Material Hardness HB  Feed/tooth f, (mm) Cutting speed v, (m/min)
N
P FERN 125 0.8-22 200 - 300
unalloyed steel
PN
FERM 190 0.8-22 200 - 300
unalloyed steel
A
o 200 0.8-2.0 180 - 300
ow alloyed steel
PN
{5 300 0.8-2.0 160 - 280
ow alloyed steel
= A
r'1E'J el 200 06-1.6 150 - 250
igh alloyed steel
M T
Ok 240 0.8-2.0 140 - 220
Stainless steel martenistic
W
B ok 180 06-1.6 120 - 200
Stainless steel austenitic
B R 130 0.8-22 160 - 280
alleable cast iron ferritic
DR BHKE 230 0.7-18 150 - 250
alleable cast iron perlitic
KREHEK
BRI /TR AR 180 07-18 150 - 250

Spheroidal graphite
cast iron ferritic/perlitic

REHH LK
Spheroidal graphite 260 0.7-1.8 140 - 240
cast iron perlitic
g{%% 3 160 0.8-25 180 - 320
rey cast iron
O .A
N A'Eaﬁ'o;s 90 1.0-3.0 1000 - 1500
TAS mEXENRE
Diving angle Programming radius and difference
@ (mm) TAA () A a4
Diving angle (°) EICE A ¥ Er,
=REEE
20 5.0 - theoretical corner radius r,,
25 4.0 = programming radius
32 10 \ ==
40 0.5 b RARE
50 05 " max. difference
63 0.4 r,(mm) BARZE (mm)
80 0.4 max. difference (mm)

2 0.83
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il (gl HORN ph)

MILLING

#ELBS MD - N

ADAPTOR Type

Bl &DAM... M) K FMIMD.. MZE & 4T
for milling head DAM/DAHM...M and reducer MD...M I.\_ _,)

TIFEHE W ( FHEEAREST RS )

Material of shank: Steel (not recommended for shrink fitting)
I,
| I

-
|

1

3

N DIN 18358
o
= ]
_c‘-' g _=K— L+]
A N . SO — e —— 'G-.
S| Lol 8
Fmis d I 1, l, d, d,
Part number
MD13.02.00.D16B 16 73 14 53 M8 13
MD18.04.00.D20B 20 80 20 55 M10 18
MD21.06.00.D25B 25 91 23 61 M12 21
MD29.08.00.D32B 32 100 29 65 M16 29
@25mmBL L2 RIFE R84 mm
from @ 25 mm 2 clamping flats Dimensions in mm
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7121
MILLING

(ph HORN pl»)

BEL RS
ADAPTOR Type

MD

Bl &DAM... M) K FMIMD.. MZE & 4T
for milling head DAM/DAHM...M and reducer MD...M

TIFEHE W ( FHEEAREST RS )

Material of shank: Steel (not recommended for shrink fitting)

od
T
gz
1

FRLS

Part number

MD13.02.85.D20B
MD18.04.85.D25B
MD21.06.85.D32B
MD29.08.85.D40B
@25mmEL ER24AREE

from @ 25 mm 2 clamping flats

52

1

DIN 18358

_D'i
d ) , ,
20 105 7 55
25 115 10 61
32 140 8 65
40 150 8 75

M8

M10
M12
M16

13
18
21
29

85°

R~#4 : mm

Dimensions in mm



7121
MILLING Cﬁh HORN i)

RREES M D - N

REDUCER Type
e
> VA T
L& DAM...MEE I L B EFT
Reducer for milling head DAM/DAHM...M I.\_ _,)
TIFF#E W
Material of shank: Steel
o
|
1 NAy -t
- — |0 — — — .
o L_LE = B
| |
B i
l:
- — il 2 —
1
Fmis I 1, l, D, d, d, d, SwW a
Part number
MD18.02.77.M10 49 6 20 M8 M10 13 18 15 77.5°
MD21.04.77.M12 56 10 22 M10 M12 18 21 17 77.5°
MD29.06.77-M16 52 6 23 M12 M16 21 29 24 77.5°

R~#4 : mm

Dimensions in mm

53



Al (ph HORN pl»)

MILLING

B ES MD - N
EXTENSION Type
i }‘4’ I
N /N
it & DAM/DAHM...M#J A4+
Lenghtening bar for milling head DAM/DAHM...M I.\_ _,)
THFMH W

Material of shank: Steel

ed,

e | -
FmEs L, l, 1, D, d, d, SwW
Part number
MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06-00-M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24

R~#4 : mm

Dimensions in mm
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wiNT (uli HORN g

GEAR MACHINING

pi/| o)

Examples for machining

> ANFiER
Herringbone gearing
» ILEER
Spur gearing
-~ 93
Worm gears

> BR-ETRETERE

Cycloid palloid tooth system

> PN

Gear broaching

95



AF TR (gl HoRN ph)

Herringbone gearing

HK{RE 10

similar Module 10

BT SHRLBE/ BT HFESH

Roughing high feed milling / Fishing copy milling

|

DAHM.25
LRSS IR Ds v, v, T A
Material Tools [mm] | [m/min] | [mm/min] | Machining centre
18CrNiMo7? DAHM.25 12 | 250 | 6600 k)
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IEiS%

Spur gearing

(ph HORN pl»)

30 [E#8, AL @ 4000 mm

Module 30 straight fluted, up to @ 4000 mm

BT ERHAEVRB/BINTSHESRHA

Roughing high feed milling / Finishing high copy milling

DGH

DAHM.37
LRSS I8 Ds v, Q T A
Material Tools [mm] [m/min] | [cm3/min] | Machining centre
DAHM.37 40 280 720
5 H
St52 :
DGH 20 | 280 | 410 S-axis

S7



ki (plir HORN pilh)

Worm gears

Sh4REL 7,9 / @ 420 mm
Axial module 7,9 / @ 420 mm

EAA /AT ARESRE

Roughing conventionally / Finishing copy milling

DPTP DSK DPTR

gt I8 Ds v, Q TR
Material Tools [mm] [m/min] | [cm3min] | Machining centre
DPTP 8 200 145
Cusn12Ni DSK 8 | 225 | 80 St
-axis
DPTR 6 225
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B&-ERTEETRE (ﬁh HORN fil1)

Cycloid palloid tooth system

1524 13,56

Module 13,56

BN TSR LSE/B TS

Roughing high feed milling / Finishing copy milling

DGH DSDS DSK DSM

k] I8 Ds v, BT A
Material Tools [mm] [m/min] | Machining centre
DGH 12 /16 | 300
DSDS 8 | 200 5
5-axis
C45
DSK 10 190
DSM 12 260
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Ll (ph'HORN pilh)

GEAR BROACHING

4 N

5 S117
I F =14 mm

type S117
Cutting edge @ =2 14 mm

#15 Supermini®
TIHX @ =6 mm

type Supermini®
Cutting edge @ = 6 mm

REFEFEREHAENABEREE.

Profiles upon customers request




KNS

TOOTHING PARAMETERS

(ph HORN pl»)

FENGE (HLE)

Information required (with tolerances)

g

Number of teeth z
TER/RE TR

T | Franck pitchs Modute p/m,

o |THE®R q
Pitch diameter

3 |ESA .

ressure angle
YR hE A b
Helix angle
ﬂg’ﬁﬁ Fﬂ. RH /LH
elix direction

, |ETE g
Tip circle a
R E

3 Root circle df
WIR¥ERE

6 Root radius of
EHlIRE (HmT)
Grinding stock (roughing) q

, | BR2BRIR2HRY M/ M
Diametral 2-roll dimension / 2-ball dimension dR dK

s |2 itRiE/0 NER 5
& Metering roller / @ Measuring ball M
s

9 Tooth width Wk

10 | MEH )

Measuring teeth
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(ph HORN pl»)

INFORMATION REQUIRED

o REERAERES
% WEMSEE

% BER2HERIKIRG
o WEEKERNEEEH

IR B At TR N E A R 12
(B) =
DIN3975
R i e
ZA | ZN | zZK ZI
WE AR X X X X SEEERR x | PR TERIEIR
RS A K X (DIN5480, DIN5482, NF E 22-141, ANSI X X
. B92.1 ...

MM“ %MMWMM%B X X X X EREDA X
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Hartmetall Werkzeugfabrik

Paul HORN GmbH

Unter dem Holz 33-35, D-72072 Tubingen

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

HORN CUTTING TOOLS Ltd.

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

Fax +44 (0)1425/481 888

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

HORN S.A.S

665, av. Blaise Pascal, Zone Industrielle,

77127 Lieusaint

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

GROOVING PARTING OFF

HORN-= i F AR
HORN - EXCELLENCE IN TECHNOLOGY

GROOVE MILLING

HORN USA, Inc.

320 Premier Court, Suite 205, Franklin,

TN 37067

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

HORN Magyarorszag Kft.

H-9027 Gyor, Gesztenyefa u. 4

Tel +36 96 55 05 31, Fax +36 96 55 05 32
E-Mail technik@phorn.hu, www.phorn.hu

HORN (Shanghai) Trading Co. Ltd.

Room 905, No. 518 Anyuan Road, P.R. of China
Putuo District, Shanghai 200060
EBHRIZK5185905F HR4m : 200060

Tel : +86 21 52833505 ; 52833205

Fax : +86 21 52832562

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

BLU@COMPETENCE

Alliance Member

Partner of the Engineering Industry
Sustainability Initiative
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