=R 0 M B2 1@ Hl 17 & % H ® Al

S100 1 S224 ZZE L FH9M New geometry for Aluminium
TiREEJLAER in Systems S100 and S224
Y048 A £ o for grooving and parting off

HORN-=# F & AR )
HORN - EXCELLENCE IN TECHNOLOGY @h HORN I]h

GROOVING PARTING OFF GROOVE MILLING BROACHING PROFILE MILLING REAMING






q% .-H;i);"'

S100 f S224 RE L
HNiITiRE£/LAUER

S100 # S224 FRERGHAKN/LAER | T1HATXEHT
ZHE, YN, PIEITEERN 2 mm M 3 mmmmi#ig, A&
FHBMI Mgt , WEERA/LAERNERN T,

AN BNLAERETERERVERE~4% , ANETH
REENYBEHMNBENIHRERE.

BRTERE K10 BS54 | ERMHTREN DD26 I 5 , AT
IEZERSNEEAS.
HEXARMKAHATAIBSHNEEN DT, E

S BEMN T &,

New geometry for
Aluminium in Systems
S100 and S224

A newly developed geometry for grooving and parting off
aluminium using the S100 and S224 grooving systems is
available with cutting widths of 2 mm and 3 mm. Specially
designed for aluminium machining, the inserts boast positive
geometry and a sharp cutting edge. The polished chip shape
geometry serves to prevent the formation of built-up edges
whilst also ensuring excellent chip control and premium surface
quality on the workpiece.

In addition to the uncoated K10 model, coated DD26 inserts
are also available for aluminium alloys with a higher silicon
content.

Toolholders with internal cooling - particularly via the clamping
finger - are recommended for optimal machining conditions.
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INSERT Type
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Part number

S$100.0200.-WA2

$100.0300.WA2

A FETF [ onstock A 48 | 4 weeks

o =E N / main recommendation

o TIIEHEE / alternative recommendation
TR S | uncoated grades
BRE IS | coated grades
IR/ B M E / brazed/Cermet

R~ #4 : mm

Dimensions in mm
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with chip forming

2.0-3.0 mm
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Indexable inserts can be used in right and left hand toolholders.
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INDEXABLE INSERT Type U B

with chip forming

&R Width of groove 2.0-3.0 mm
FER AR Depth of groove up to 18.0 mm
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precision ground and polished
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S$224.0200.WA2 2 0.2
S$224.0300.WA2 3 0.2

A FETF [ onstock A 48 | 4 weeks
o =E N / main recommendation
o TIIEHEE / alternative recommendation
TR S | uncoated grades
BRE IS | coated grades
IR/ B M E / brazed/Cermet
R~ #4 : mm
Dimensions in mm

BUREDAARATEFNEFER N

Indexable inserts can be used in right and left hand toolholders.
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Geometries and feed rates

=g N A B4R Ff (mm/3E)
Geometry Applications Feed rate f (mm/rev)
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0,07 -0,25
Grooving and parting off, finishing of grooves,
easy cut
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Cutting data
et BE COHIEEE v_ (m/min)
Material Hardness Cutting speed v, (m/min)
Brinell (HB)
K10 DD26
E A0S
N mae not heat treatable 30-80 1000-600 1000-600
Al-alloys N
g S . 80-120 400-220 400-220
FRRALIE 80 1000-600 1000-600
HaEas not heat treatable
Al-cast-alloy N
S 100 600-300 600-300
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TECHNICAL INFORMATION

A REBERIBER

Possible coolant supply.
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Coolant outlet through spray nozzle at the side of the insert.
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Coolant outlet through spray nozzle at the side of the insert.
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Coolant outlet through clamping finger.

$100
S224
S229
AERE @ T 8 LR R RS ERS .
Coolant outlet through clamping finger and insert support.
S$100
S224
S$229
REREOBE DA,
Coolant outlet through insert.
S$100
S224
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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 GROOVE MILLING BROACHING PROFILE MILLING REAMING

HORN-= i F AR
HORN - EXCELLENCE IN TECHNOLOGY

1@ H 5 2 % H ®Hl

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 Kift.

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
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Alliance Member
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Sustainability Initiative

(ph HORN pih)

INFO10.15CE, 05/2016, Printed in China



