PACLULUPEHUE ACCOPTUMEHTA
UHCTPYMEHTOB CO BCTABKAMMU

U3 CBN

ObpaboTka NOPOLLKOBbLIX CTafNel, 3akaNeHHbIX MaTepunanos u
>KaponpoYyHbIX CMAaBOB

EXTENSION OF CBN TOOLS

Machining of sintered materials, hardened steels and superalloys







OTJINMMUE: BOJIbLLE
BO3MO)XHOCTEM
THE DIFFERENCE:
MORE POSSIBILITIES

* Bbicokasi Npou3BOANTENbHOCTD
06pa6oTKM XKaponpo4HbIX CNJIaBoOB
M NOPOLUKOBbIX CTaNen
High cutting performance in super-
alloys and powder metallurgical steels

e LLinpoKnk BbI60pP MHCTPYMEHTOB ANf
06paboTKM 3aKaneHHbIX MaTepuanos
Wide range of tools for hard machining

e ONTUMU3UPOBaAHHbIE FeOMETpPUM ANS
Pa3JInYHbIX obnacte# NMpUMEeHeHunsd

Perfectly adapted geometries for a wide

range of applications



(ph HORN pi»)

Monukpucrannuueckmm Kybmueckum Hutpupg 6opa (CBN)

CBN - ato o6obLiatowmii TepMUH AN LUMPOKOIO CNeKTpa pasfnyHbIX OCHOB C LUMPOKO BapbUpYHOLLMMUCS
cBovicTBamn. He Tonmbko gonst HUTpuga Oopa, HO, NMpexae BCero, KayecTBO, pa3mMep W pacnpeneneHve
3epeH CBN oTBe4valoT 3a BbICOKYH M CTabunbHyt Npou3BoaMTENbHOCTL MHCTpyMeHToB HORN. He meHee
BaXXHbIM SBMSIETCHA aKTUBHO pexylllee, B OCHOBHOM Kepamuieckoe, cBasyloLlee BellecTBo. PasHoobpasve n
ahhekT 3TUX ,HanonHUTENen“ 3aBMCAT OT NPOLEHTHOrO AManasoHa, HauymHas ¢ 40 NpoLEHTOB M 3akaH4YMBas
noytn 100 npoueHTamun. N'eomeTpryeckoe onpeaeneHne pexyLlen KpOMKM MHCTPYMEHTA, Kak MUKPO-, Tak n
MaKpOreoMeTpusi, BNUSAET Ha NPOM3BOAUTENBHOCTb 1M 06racTy NpUMEHeHUs1. STO NPUBOAUT K CO34aHUI0
CEMENCTBA PEXYLLMX MaTepmarnoB C LUMPOKUM CNEKTPOM NMPOU3BOAUTENBHOCTM U CITOXHOCTMU.

Polycrystalline Cubic Boron Nitride (PCBN)

CBN is an umbrella term for an extensive range of different substrates with widely varying properties. Not
only the proportion of boron nitride, but above all the quality, size and distribution of the CBN grains, are
responsible for the high and consistent performance of HORN CBN tools. At least as important is the actively
cutting, mostly ceramic binder. The variety and effect of these ,fillers* is dependent upon the percentage range,
starting at 40 percent and ending at almost 100 percent. The geometric definition of the tool cutting edge, both
the micro- and macro-geometry, influences the performance and areas of application. This results in a cutting
material family with a wide spectrum of performance and complexity.

H



EiTHoRN D

O6paboTka MaTepuanoB BbICOKOM TBEPAOCTHU

Kybudeckun Hutpug Gopa, BTOpoW MO TBEPAOCTM PEXYLUMI MaTepuan nocre anMasa, XapakTepusyertcs
codeTaHneM (PU3NYECKNX, MEXAHNYECKMX M XUMUYECKNX CBONCTB. MNpexae BCero, ero BbICOKasi TEPMOCTOMKOCTb
N TBEPLAOCTb 06eCNevMBaOT 3KOHOMUYHYIO 0O6PabOoTKy 3aKaneHHON cTanu ¢ UCNofib30BaHUEM rEOMETPUYECKM
onpeaeneHHon pexyLuen kpomkn. OcHoBbl CBN ncnonbayotces Ans 06paboTku KOMAO3ULMOHHBIX MaTtepuarnos.
M3meHsAss oObeMHylo Jonio, pasMep 3epHa M COCTaB CBA3YHLLEro BeLlecTBa, MOXHO 3adaTb pasnuyHble
CBOWNCTBA, KOTOpble MOryT ObITb C BbIrOAOW NPUMEHEHBI K COOTBETCTBYHOLWEN 3anave. bnarogapsa coyetaHuto
ocHoBbl CBN, reomeTpun pexyLLen KpoMKX, aganTMpoBaHHbIM 3HAa4YEHUSAM NapaMeTPOB PE3AHNS U )KECTKOCTM
WHCTPYMEHTarNbHOW CUCTEMbI AOCTUralTCA BbICOKash CKOPOCTb yAaneHWst MeTanna, TOYHOCTb M OTNMYHOoE
KayecTBO 0OpaboTaHHOWM MOBEPXHOCTU, NPEBOCXOAsILLEE, NONyYeHHoe WwnndoBaHnem. CneumanbHble CTaHKK
HeobX0aMMbI TONBKO B PEeAKUX Criyyasx.

Mpumepbl:
20MnCr5/1.7147 (59-61HRC) X210CrW12/1.2436 (60-62HRC) HS6-5-2C / 1.3343 (60-64HRC)
v, = a0 180 m/muH v, = Ao 140 m/muH v, = A0 125 m/muH

O6paboTka nuTbA

Bbicokas TBEpOOCTb M TEPMOCTOMKOCTL Kybuyeckoro HuTpuaa 6opa genatroTt ero ngeansHbeiM BolGOPOM Ans
3KOHOMUYHOW 0OpabOoTKM 3aroTOBOK M3 NUTbS, AManas3oH KOTOPbIX Tak e LUMPOK, Kak U UX COOTBETCTBYHOLLNE
CBOWNCTBA — BCE OHW MOryT ycnewHo obpabaTtbiBatbesa ¢ nomollblo CBN. MNpounssognTtensHocTb 06paboTku
Mo CpaBHEHMIO C TBEPAOCMMABHBIMU UMN KEPAMUYECKMMN MHCTPYMEHTaMM MOXeT ObiTb B 10 pa3 Bbille npwu
MOBbILLEHNN CKOPOCTU pe3aHuns B HECKOIbKO pas.

Mpumepbl:

GG25 GGG40 GGG-NiCr

(EN-GJL-250/ 0.6025) (EN-GJS-400-15/0.7040) 20-3 (EN-GJSA-XNiCr20-2 / 0.7660)
v, = Ao 1.800 m/muH v, = Ao 1.200 m/muH v, = 8o 600 m/mMuH

Hard machining

Cubic boron nitride, the second hardest cutting material after diamond, is characterised by a combination of
physical, mechanical and chemical properties. Above all, its high thermal resistance and hardness enable eco-
nomical machining of hardened steel using geometrically defined cutting edge. CBN substrates are used for
cutting composite materials. By varying the volume fraction, grain size and binder system, different properties
can be set, that can be advantageously applied to the respective application. Through the interaction of the
CBN substrate, the geometric design of the cutting edge, adapted cutting values and a stable tool system,
metal removal rates, accuracies and high surface quality can be achieved that are superior to grinding. Special
machines are only needed in rare cases.

Examples:
20MnCr5/1.7147 (59-61HRC) X210CrwW12/1.2436 (60-62HRC) HS6-5-2C / 1.3343 (60-64HRC)
v, = up to 180 m/min v, = up to 140 m/min v, = up to 125 m/min

Machining castings

The high hardness of cubic boron nitride and its heat resistance make this cutting material group ideal for the
economical machining of cast materials whose range is as wide as their respective properties — all of them can
be machined with CBN. The performance compared to carbide or ceramic tools can be up to 10 time higher
using several times the cutting speed.

Examples:

GG25 GGG40 GGG-NiCr

(EN-GJL-250/0.6025) (EN-GJS-400-15/ 0.7040) 20-3 (EN-GJSA-XNIiCr20-2 / 0.7660)
v, = up to 1.800 m/min v, = up to 1.200 m/min v, = up to 600 m/min



EiTHoRN D

O6paboTka cneYyeHHOM cTanm

CnoxHble dopMbl, 6oMnblUMe KONMYECTBa 1 BbICTPbIN N3HOC MHCTPYMEHTA — 3TO NMLLIb HEKOTOPbIE KIoYeBble
CnoBa, KOTOPble OMUCHIBAOT OOLLMA TEPMUH A1 3arOTOBOK, NOyYEHHbIX METOAOM CNeKaHMs U3 NOPOLLKOBbIX
mMeTannoB. BbICTpbIn M3HOC B OCHOBHOM 06ycnoBneH TBepabiMu (>70 HRC) n Menkumm kepammyeckummn
yacTMuamu, KOTOpble BHeOpPeHbl B OTHOCUTENbHO MSArKyto MeTannuyeckyto Mmatpuuy. CBN  xopouo
conpoTmenseTca abpasnBHOMY M3HOCY Bnarogaps CBOEW BbICOKOW TBepAoCTU. He TonbKo CTOWKOCTb, MO
CpaBHEHWUO C TBEPAbIM CNaBOM, BbIlLE B HECKOMNbKO pas, HO Takke M CKOPOCTb pe3aHnsi MOXET U A0SKHa
ObITb yBeNunyeHa B ABa-Tpu pa3a. [eomeTpusa pexyLuen KpoMk/ paspaboTaHa cneunanbHO Ans AaHHOro Buaa
06paboTkn. B oTnm4yme oT knaccuyeckon o6paboTku MaTepranoB BbICOKON TBEPAOCTH, AeTanu U3 CneYEHHON
cTanv He UMEIOT 3ayceHLEeB nocrie 06paboTkn, YTO SABNSAETCH pacnpoCTpaHEHHbIM TpeboBaHMEM.

Mpumepsbi:
SINT D11 (120HB) SINT D39 (150HB) SINT C42 (170HB)
v, =10 390 m/mMuH v, =00 260 M/MuH v, =00 220 M/MuH

O6paboTka HMKeneBbIX U TPYAHOOOpabaTbiBaeMbIX CNJy1aBoOB

[onsa o6paboTkm HMKeneBbIX 1 Apyrux TpyaHoobpabaTbiBaeMbIx CnnaBoB ObICTPO pacTeT B NocrneaHee Bpems
B obpabaTtbiBatolelrt npombilnieHHocTU. Ocobble MexaHUYeckne, XMMUYeckne U TepMnyeckue CBOWNCTBA
3TUX MaTepuarnoB HanpsMyto CBA3aHbl C UX NOXON 06pabaTbiBaeMOCTbIO, ObICTPbIM U3HOCOM UHCTPYMEHTa
N HU3KMMUW CKOPOCTAMU pe3aHus. SKOHOMUYHas obpaboTka aTUX mMatepuarnoB SBMASETCS CMOXHOM 3ajaden,
n CBN moxeT ctaTb €€ pewweHnem. B yactHocTn, npu 4nctoBor obpaboTke OH MO3BONSAET COKPaTUTbL BPEMS
pe3aHus, NOBbICUTb TOYHOCTb U Ka4yecTBO 06pabaTbiBaeMor NOBEPXHOCTH.

Mpnmep uncToBOM 06GPAGOTKM:
Inconel 718 (NiCr19NbMo / 2.4668) X6NiCrTiMoV26-15 (1.4944)
v, = 80 300 m/MuH v, =00 400 m/MuH

Sintered steel machining

Complex shapes, large quantities and high tool wear: These are just some of the keywords that describe the
umbrella term for sintered or powder metallurgically produced components. The wear is primarily due to hard
(>70 HRC) and fine ceramic particles that are embedded in the relatively soft metal matrix. CBN opposes
abrasion wear due to its high hardness. Compared to carbide, not only is the achievable tool life several times
higher, but also the cutting speed can and should be increased by a factor of two to three. The cutting edge
geometry is designed for the application. This differs from classic hard machining, not least to ensure that
components are free of burrs, which a frequent requirement.

Examples:
SINT D11 (120HB) SINT D39 (150HB) SINT C42 (170HB)
v, = up to 390 m/min v, = up to 260 m/min v, =up to 220 m/min

Machining of Nickel-based and Superalloys

The machining of nickel-based and other superalloys is growing rapidly in the manufacturing industry. The
special mechanical, chemical and thermal properties of these materials are often associated with poor
machinability, high tool wear and low cutting speeds. The economical machining of these materials sometimes
presents users with great challenges. The CBN cutting material can be used as a problem solver. Particularly
when finishing, it enables shorter machining times, greater precision and higher surface qualitiy.

Example of finishing:
Inconel 718 (NiCr19NbMo / 2.4668) X6NiCrTiMoV26-15 (1.4944)
v, = up to 300 m/min v, = up to 400 m/min



PacTtaunBaHue 1 npocunbHOe ToUYeHue Cﬁh HORN |]|])

Boring and Profiling

Supermini®

PacTtaunBaHue u
npocgpurnbHOe ToyeHue
MWHCTPYMEHTOM CO
BcTaBkamu n3s CBN

- ToueHne matepmnanoB BbICOKOW
TBEpPOOCTHU

- ObpaboTka NnTbIX AeTanemn
- ObpaboTka cTanemn, NONy4YeHHbIX

crnekaHneM, 1 Xaponpo4HbIX
CnnaBoB

Boring and Profiling
with PCBN
- Hard Turning

- Machining castings

- Sintered steel and Superalloys



PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling

(ph HORN pi»)

MnacTtuHa
Insert

@ oTBEpPCTMSA OT

C pexyLLen KpomMKor 13 kybryeckoro HUTpuaa 6opa

PCBN tipped

Bore @ from

105

R = nokasaHo npaBoe ucnonHexHve

R = right hand version shown

O6Go3Ha4yeHune
Part number

R/L105.1813.00.1.2.B
R/L105.1813.01.1.2.B
R105.0513.0.3.B

R/L105.1813.01.0.3.B
R/L105.1813.02.0.3.B
R/L105.1813.01.1.3.B
R/L105.1813.02.1.3.B
R105.0519.1.4.B

R/L105.1815.01.1.4.B
R/L105.1815.02.1.4.B
R/L105.1815.01.2.4.B

A Cocknapa/ Cocknapa A4 Hepenun / 4 wegern X Mo 3anpocy / Mo sanpocy
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

0,05
0,10
0,15
0,10
0,20
0,10
0,20
0,20
0,10
0,20
0,10

Beibepute R nnu L ncnonHexue.

State R or L version

[pyrve pasmepbi - Mo 3anpocy.

Further sizes upon request

L = neBoe ucnonHexHne

L = left hand version

1,3
1,3
1,3
1,3
1,3
1,3
1.8
1,5
1,5
1,5
1,5

1,7
1,7
2,7
2,7
2,7
2,7
2,7
3,7
St
3,7
3,7

1,4
1,4
2,5
24
24
2,4
24
3.4
3.4
3.4
3.4

NN N NN NN NN N

~

2 mm

25
25
25
25
25
30
30
25
25
25
30

1 )

ONns aepXxaBku
for Toolholder

Tun H105

Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
N

Koa matepuana ISO
ISO material code

+ I

Pexumbl pe3aHus ykasaHbl
Ha cTpaHuue 24
Cutting data page 24

b D.in a o | ©v
~ [32]
8 8
0,2 2 18° A/A | A/A
0,2 2 18° A/A | A/A
0,1 8 5° A
0,2 3 18° A/A | A/A
0,2 3 18° A/A | A/A
0,2 3 18° A/A | A/A
0,2 3 18° AN | A/A
0,1 4 5° A
0,2 4 18° A/A | A/A
0,2 4 18° A/A | A/A
0,2 4 18° AL | AA



PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling (ﬁh HORN I]h)

MNnacTtunHa 105 e ~N
Insert
(@)
@ oTBEpPCTMSA OT Bore @ from 5 mm
\§ J

C pexyLLen KpomMKor 13 kybryeckoro HUTpuaa 6opa

PCBN tipped
ONns aepXxaBku
for Toolholder
Tun H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
©| - 5 N
< ) ?
é Kog maTtepuana ISO
' ISO material code
lz K
Pexumbl pe3aHus ykasaHbl
R = nokasaHo npaBoe UCnoJiHeHne L = neBoe ncnonHeHne Ha CTpaHuue 24
R = right hand version shown L = left hand version Cutting data page 24
O6o3HayeHune r f a d b I8 I b D.in a o | v
Part number o | 8
O | O
R105.0523.2.5.B 0,20 23 4,7 4.4 7 15 30 0,10 5,0 5° A
R/L105.1823.01.1.5.B 0,10 2,3 4.4 4.4 7 10 25 0,20 5,0 18° A/A | A/A
R/L105.1823.01.2.5.B 0,10 2,3 4.4 4.4 7 15 30 0,20 5,0 18° A/A | A/A
R/L105.1823.02.1.5.B 0,20 23 4.4 4.4 7 10 25 0,20 5,0 18° A/A | A/A
R/L105.1823.02.2.5.B 0,20 2,3 4.4 4,4 7 15 30 0,20 5,0 18° A/A | A/A
R/L105.1823.15.3.5.B 0,15 23 4,4 4.4 7 20 35 0,30 50 18° A/A | A/A
R105.0533.2.6.B 0,20 8.8 5,7 5.8 7 15 30 0,15 6,0 5° A
R/L105.1833.15.1.6.B 0,15 383 5,7 5,3 7 10 25 0,30 6,0 18° A/D | A/A
R/L105.1833.01.2.6.B 0,10 &3 5,7 53 7 15 30 0,20 6,0 18° A/A | A/A
R/L105.1833.02.2.6.B 0,20 &L 57 5,3 7 15 30 0,30 6,0 18° A/D | A/A
R/L105.0533.3.6.B 0,20 &3 5,7 53 7 20 35 0,15 6,0 5° A/A
R/L105.1833.15.3.6.B 0,15 S 57 53 7 20 35 0,30 6,0 18° A/A | A/A
R/L105.1833.15.4.6.B 0,15 &3 5,7 53 7 25 40 0,30 6,0 18° A/D | A/A
R105.0540.2.7.B 0,20 4,0 6,4 6,0 7 15 30 0,15 6,8 5° A
R/L105.1840.02.2.7.B 0,20 4,0 6,4 6,0 7 15 30 0,30 6,8 18° A/A | A/A
R/L105.1840.02.3.7.B 0,20 4,0 6,4 6,0 7 20 35 0,30 6,8 18° A/A | A/A
R/L105.1840.15.4.7.B 0,15 4,0 6,4 6,0 7 25 40 0,30 6,8 18° A/D | A/A

A Cocknapa/ Cocknapa A4 Hepenu /4 wegerm X Mo 3anpocy / Mo sanpocy

Pa3smepbl ykasaHbl B MM.
Dimensions in mm

Bbibepute R unu L ncnonHexve.
State R or L version

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



PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling (ﬁh HORN I]h)

MNnacTtunHa 105 e ~N
Insert
(@)
@ oTBEpPCTMSA OT Bore @ from 2 mm
\§ J

C pexyLLen KpomMKor 13 kybryeckoro HUTpuaa 6opa

PCBN tipped
ONns aepXxaBku
for Toolholder
Tun H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
©| B 5 N
< )
é ? Koa matepuana ISO
— ISO material code
' 3 F
2
Pexumbl pe3aHus ykasaHbl
R = nokasaHo npaBoe UCnoJiHeHne L = neBoe ncnonHeHne Ha CTpaHuue 24
R = right hand version shown L = left hand version Cutting data page 24
O6o3Ha4YeHne r f a d b L, I b D.n a 0)
Part number T
O
R/L105.1813.00.1.2.BA 0,05 1,3 1,7 1,4 7 5 25 0,2 2 18° A/A
R/L105.1813.01.1.2.BA 0,10 1,3 1,7 1,4 7 5 25 0,2 2 18° A/A
R/L105.1813.01.0.3.BA 0,10 1,3 2,7 2,4 7 7 25 0,2 3 18° A/A
R/L105.1813.01.1.3.BA 0,10 1,3 2,7 2,4 7 12 30 0,2 3 18° A/A
R/L105.1813.02.0.3.BA 0,20 1,3 2,7 2,4 7 7 25 0,2 8 18° A/A
R/L105.1813.02.1.3.BA 0,20 1,3 2,7 2,4 7 12 30 0,2 3 18° A/A
R/L105.1815.01.1.4.BA 0,10 1,5 3,7 3,4 7 10 25 0,2 4 18° A/A
R/L105.1815.02.1.4.BA 0,20 1,5 3,7 34 7 10 25 0,2 4 18° A/A
R/L105.1815.01.2.4.BA 0,10 1,5 3,7 3,4 7 15 30 0,2 4 18° A/A
R/L105.1815.02.2.4.BA 0,20 1,5 3,7 34 7 15 30 0,2 4 18° A/A

A Cocknapa/ Cocknapa A4 Hepenu / 4 wegerm X Mo 3anpocy / Mo sanpocy
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R nnu L ncnonHexue.

State R or L version

Opyrve pasmepbl - N0 3anpocy.

Further sizes upon request

10



PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling (ﬁh HORN I]h)

MNnacTtunHa 105 e ~N
Insert
(@)
@ oTBEpPCTMSA OT Bore @ from 5 mm
\§ J

C pexyLLen KpomMKor 13 kybryeckoro HUTpuaa 6opa

PCBN tipped
ONns aepXxaBku
for Toolholder
Tun H105
Type HC105
B105
VDI
B105C
B105TS
IR105
AlH
©| B — = N
< ) ?
é Kog maTtepuana ISO
o ISO material code
' 3 F
2
Pexumbl pe3aHus ykasaHbl
R = nokasaHo npaBoe UCnoJiHeHne L = neBoe ncnonHeHne Ha CTpaHuue 24
R = right hand version shown L = left hand version Cutting data page 24
O6o3Ha4YeHne r f a d b L, I b D.n a 0)
Part number T
(@)
R/L105.1823.01.1.5.BA 0,10 2,3 4.4 4,4 7 10 25 0,2 5,0 18° A/A
R/L105.1823.02.1.5.BA 0,20 2,3 4.4 4.4 7 10 25 0,2 50 18° A/A
R/L105.1823.01.2.5.BA 0,10 2,3 4.4 4.4 7 15 30 0,2 5,0 18° A/A
R/L105.1823.02.2.5.BA 0,20 2,3 4.4 4.4 7 15 30 0,2 50 18° A/A
R/L105.1823.15.3.5.BA 0,15 2,3 4.4 4.4 7 20 85 0,3 5,0 18° A/N
R/L105.1833.15.1.6.BA 0,15 3,3 5,7 53 7 10 25 0,3 6,0 18° A/A
R/L105.1833.01.2.6.BA 0,10 388 5,7 5,8 7 15 30 0,3 6,0 18° A/A
R/L105.1833.02.2.6.BA 0,20 3,3 5,7 5,3 7 15 30 0,3 6,0 18° A/A
R/L105.1833.15.3.6.BA 0,15 3,3 5,7 5.2 7 20 &5 0,3 6,0 18° A/A
R/L105.1833.15.4.6.BA 0,15 3,3 5,7 5,3 7 25 40 0,3 6,0 18° A/A
R/L105.1840.02.2.7.BA 0,20 4,0 6,4 6,0 7 15 30 0,2 6,8 18° A/A
R/L105.1840.02.3.7.BA 0,20 4.0 6,4 6,0 7 20 35 0,3 6,8 18° A/A
R/L105.1840.15.4.7.BA 0,15 4,0 6,4 6,0 7 25 40 0,3 6,8 18° A/A

A Cocknaga/ Cocknapa A4 Hepenu / 4 wegern X Mo 3anpocy / Mo sanpocy
Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Bbibepute R unu L ncnonHeHue.

State R or L version

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

1



PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling

(ph HORN pi»)

[MnactuHa
Insert
107/108/111/11P/114

.
CtpaHuua/Page
14-15
Pexxumbl pesaHus CrpaHuua/Page
Cutting Data 24

12



PacTtaunBaHue un npocunbHoe ToueHue (ﬁh HORN [il1)

Boring and Profiling

Min

PacTtaunBaHue n
npocgpurnbHOe ToyeHue
MWHCTPYMEHTOM CO
BcTaBkamu n3s CBN

- ToueHne matepmnanoB BbICOKOW
TBEpPOOCTHU

- ObpaboTka NnTbIX AeTanemn
- ObpaboTka cTanemn, NONy4YeHHbIX

crnekaHneM, 1 Xaponpo4HbIX
CnnaBoB

Boring and Profiling

with PCBN
- Hard Turning

- Machining castings

- Sintered steel and Superalloys
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PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling (ﬁh HORN I]h)

rinactua 107/108/111/11P/114 ™)
@ oTBEpPCTMSA OT Bore @ from 6,8 mm g )

C pexyLLen KpomKor 13 kybrnyeckoro HuTpuaa 6opa

PCBN tipped
ONns aepXxaBku

for Toolholder

Tun B107

Type B108
B111
B11P
B114
HC114

Koa matepuana ISO
ISO material code

+ I

Pexunmbl pe3aHnda yKa3aHbl

R = nokasaHo npaBoe UCMosHeHve L = neBoe ncnonHeHune Ha cTpaHuue 24

R = right hand version shown L = left hand version Cutting data page 24
O6osHauyeHune S f a r d D.in a o | v
Part number o | 8

O | O

R107.0537.02.B 3,30 3,70 6,30 0,20 5,2 6,8 O A
R/L107.1837.01.B 3,30 3,70 6,30 0,10 52 6,8 18° A/A | A/A
R/L107.1837.02.B 3,30 3,70 6,30 0,20 52 6,8 18° A/A | A/A
R108.0547.03.B 3,50 4,65 7,65 0,30 6,0 7,8 ON A
R/L108.1847.03.B 3,50 4,65 7,65 0,30 6,0 7,8 18° A/A | A/A
R/L108.1847.15.B 3,50 4,65 7,65 0,15 6,0 7,8 18° A/A | A/A
R111.0557.03.B 3,95 5,70 9,70 0,30 8,0 10,0 5° A
R111.0567.03.B 3,95 6,70 10,70 0,30 8,0 11,0 OF A
R/L/11P.1859.03.B 4,20 5,90 9,40 0,30 7,0 9,8 18° A/A | A/A
R/L11P.1859.15.B 4,20 5,90 9,40 0,15 7,0 9,8 18° A/A | AIA
R114.0572.04.B 5,30 7,25 11,75 0,40 9,0 12,5 O A
R/L114.1872.02.B 5,30 7,25 11,75 0,20 9,0 12,5 18° A/A | A/A
R/L114.1872.04.B 5,30 7,25 11,75 0,40 9,0 12,5 18° A/A | A/A

A Cocknaga/ Cocknapa A4 Hepenu / 4 wegern X Mo 3anpocy / Mo sanpocy
Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Bbibepute R unu L ncnonHeHue.

State R or L version

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request
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PactaunBaHue n npodunbHoe ToYeHUue
Boring and Profiling (ﬁh HORN I]h)

rinactua 107/108/11P/114 4 ™)
@ oTBEpPCTMSA OT Bore @ from 6,8 mm g )

C pexyLLen KpomKor 13 kybrnyeckoro HuTpuaa 6opa

PCBN tipped
ONns aepXxaBku

for Toolholder

Tun B107

Type B108
B11P
B114
HC114

Koa matepuana ISO
ISO material code

3 K

Pexunmbl pe3aHnda yKa3aHbl

R = nokasaHo npaBoe UCnoJiHeHne L = neBoe ncnonHeHne Ha CTpaHuue 24
R = right hand version shown L = left hand version Cutting data page 24
O6o3Ha4YeHne S f a r d D.n a 0)
Part number T
(@)
R/L107.1837.01.BA 8 3,70 6,30 0,10 5,2 6,8 18° A/A
R/L107.1837.02.BA 353 3,70 6,30 0,20 5,2 6,8 18° A/A
R/L108.1847.15.BA 3,5 4,65 7,65 0,15 6,0 7,8 18° A/A
R/L108.1847.03.BA 315 4,65 7,65 0,30 6,0 7,8 18° A/A
R/L11P.1859.15.BA 4,2 5,90 9,40 0,15 7,0 9,8 18° A/A
R/L11P.1859.03.BA 4,2 5,90 9,40 0,30 7,0 9,8 18° A/A
R/L114.1872.02.BA 5,3 7,25 11,75 0,20 9,0 12,5 18° A/A
R/L114.1872.04.BA 583 7,25 11,75 0,40 9,0 12,5 18° A/A

A Cocknapa/ Cocknapa A4 Hepenun / 4 wegerm X Mo 3anpocy / Mo sanpocy
Pa3amepbl ykasaHbl B MM.

Dimensions in mm

Beibepute R vnu L ncnonHeHue.

State R or L version

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request

15



OGpaboTka KaHaBOK

(ph HORN pi»)

Grooving

lMnacTtuHa

Insert

229
CtpaHuua/Page
18-19

Pexxumbl pesaHus CrpaHuua/Page

Cutting Data 25

16



O6paboTka KaHaBOK Cﬁh HORN i)

Grooving

229

PacTtauuBaHue u Turning with PCBN
npocunbHOe ToYeHne M
WHCTPYMEHTOM CO

BcTaBkamu n3 CBN - Machining castings

- Sintered steel and Superalloys

- ToueHne matepmnanoB BbICOKOW
TBEpPOOCTHU

- ObpaboTka NnTbIX AeTanemn
- ObpaboTka cTanemn, NONy4YeHHbIX

crnekaHneM, 1 Xaponpo4HbIX
CnnaBoB

17



O6paboTka KaHaBOK (ﬁh HORN i)

Grooving

NMnacTtunHa 229 ' N

Insert
N
[my6uHa kaHaBku go Depth of groove up to 18 mm ‘ l
LLnpuHa kaHaBku Width of groove 3-6 mm
’ i N = Y,

C pexyLLen KpoMKor 13 kybnyeckoro HuTpuaa 6opa

PCBN tipped
ONns aepXxaBku
30 4 30 6 for Toolholder
Tun 210
Type 218
226
° ° 219
=2 e 213
214
849
R/LA210
A »~ R/LA226
| 225
3 | 8 257
g P———]
= I % Koa matepuana ISO
< l < ISO material code
H .
WupuHa 3 - 5 MM WupuHa 6 Mm Pexumbl pesaHus ykasaHbl
Width 3 - 5 mm Width 6 mm Ha cTpaHmue 25
Cutting data page 25
O6o3Ha4yeHue w r Pasvep o | v
Part number Size o | 2
(@) (@)
229.0300.22.B 3 0,2 03 A A
229.0300.24.B 3 0,4 03 A A
229.0400.22.B 4 0,2 04 A A
229.0400.24.B 4 0,4 04 A A
229.0500.22.B 5 0,2 04 A A
229.0500.24.B 5 0,4 04 A A
229.0600.24.B 6 0,4 05 A A
229.0600.26.B 6 0,6 05 A A

A Cocknapa/ Cocknaga A4 Hepenu /4 wegerm X Mo 3anpocy / Mo sanpocy

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

CMeHHble NNacTyHbI MOTYT UCMOMb30BaTbCSA B AepXKaBKax NpaBoro v NeBOro UCNoHEHNS
Indexable inserts can be used in right and left hand toolholders.

[pyrve pasmepsbl - No 3anpocy.

Further sizes upon request
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O6paboTka KaHaBOK (ﬁh HORN i)

Grooving

NMnacTtunHa 229 ' N

Insert
N
[my6uHa kaHaBku go Depth of groove up to 18 mm ‘ l
LLnpuHa kaHaBku Width of groove 3-6 mm
’ i N = Y,

C pexyLLen KpoMKor 13 kybnyeckoro HuTpuaa 6opa

PCBN tipped
ONns aepXxaBku
30’4 30,6 for Toolholder
Tun 210
Type 218
226
° ° 219
= = 213
214
849
R/LA210
A »~ R/LA226
) 225
8 | g 257
% p— % Koa matepuana ISO
< l < ISO material code
> [ s
Pexumbl pesaHus ykasaHbl
LnpwrHa 3 - 5 Mm LLnprHa 6 Mm Ha cTpaHuue 25
Width 3 -5 mm Width 6 mm Cutting data page 25
O6o03Ha4YeHne w r Pasmep 0)
Part number Size T
O
229.0300.22.BA 8 0,2 03 A
229.0300.24.BA 3 0,4 03 A
229.0400.22.BA 4 0,2 03 A
229.0400.24.BA 4 0,4 03 A
229.0500.22.BA 5 0,2 04 A
229.0500.24.BA 5 04 04 A
229.0600.24.BA 6 0,4 05 A
229.0600.26.BA 6 0,6 05 A

A Cocknapa/ Cocknapa A4 Hepenu / 4 wegerm X Mo 3anpocy / Mo sanpocy

Pa3amepbl ykasaHbl B MM.

Dimensions in mm

CMeHHble NnacTuHbI MOTYT UCNONb30BaTbCA B AepXXaBKaxX npaBoro 1 nesoro NCNnosiHeHnA
Indexable inserts can be used in right and left hand toolholders.

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

(ph HORN pi»)

Grooving
lMnacTtuHa
Insert
CtpaHuua/Page
22-23
Pexxumbl pesaHus CrpaHuua/Page
Cutting Data 25

20



O6paboTka KaHaBOK (ﬁh HORN i)

Grooving

315

PacTtauuBaHue u Turning with PCBN
npocunbHOe ToYeHne ST
WHCTPYMEHTOM CO

BcTaBkamu n3 CBN - Machining castings

- Sintered steel and Superalloys

- ToueHne matepmnanoB BbICOKOW
TBEpPOOCTHU

- ObpaboTka NnTbIX AeTanemn
- ObpaboTka cTanemn, NONy4YeHHbIX

crnekaHneM, 1 Xaponpo4HbIX
CnnaBoB

21



OGpaboTka KaHaBOK

Grooving

(ph HORN pi»)

MnacTtuHa
Insert

[ny6uHa kaHaBku [o
LLinpnHa kaHaBku

Depth of groove up to
Width of groove

315

5 mm
0,5-4 mm

C pexyLLen KpoMKon 13 kybnyeckoro HuTpuaa 6opa

PCBN tipped
g, N (Sl
S ; 2
= |
r/ C\!}i
/ O
R = nokasaHo npaBoe ncnomnHeHne L = neBoe vcnonHeHve
R = right hand version shown L = left hand version
O6o3HayeHune w r t o
Part number
R/L315.0532.01.B 0,5 0,10 1,1
R/L315.1032.01.B 1,0 0,10 2,0
R/L315.1532.15.B 1,5 0,15 3,0
R/L315.2032.02.B 2,0 0,20 4,0
R/L315.2532.02.B 2,5 0,20 5,0
R/L315.3032.02.B 3,0 0,20 50
R/L315.4054.02.B 4,0 0,20 5,0

A Cocknaga/ Cocknaga A4 Hepenu / 4 wegerm X Mo 3anpocy / Mo sanpocy

Pa3mepbl ykasaHbl B MM.
Dimensions in mm

22

3.2
3.2
3.2
3.2
3.2
3.2
3,2

N . J

ONns aepXxaBku
for Toolholder

Tun 356
Type 333

Koa matepuana ISO
ISO material code

+ I

Pexumbl pesaHns ykasaHbl
Ha cTpaHuue 25
Cutting data page 25

Pasmep o | v

Size o | 8

o | O
03 A/A | A/A
03 A/A | A/A
03 A/A | A/A
03 A/A | A/A
03 A/A | A/A
03 A/A | A/A
03 A/A | A/A

Opyrue pasmepsbl - N0 3anpocy.
Further sizes upon request



OGpaboTka KaHaBOK

Grooving

(ph HORN pi»)

MnacTtuHa
Insert

[ny6uHa kaHaBku [o
LLinpnHa kaHaBku

315

Depth of groove up to
Width of groove

C pexyLLen KpoMKon 13 kybnyeckoro HuTpuaa 6opa

PCBN tipped

W £0,02

r

R = nokasaHo npaBoe ucnonHexHve

R = right hand version shown

O6Go3Ha4yeHune
Part number

R/L315.0532.01.BA
R/L315.1032.01.BA
R/L315.1532.15.BA
R/L315.2032.02.BA
R/L315.2532.02.BA
R/L315.3032.02.BA
R/L315.4054.02.BA

@
S
o
L = neBoe ncnonHeHune
L = left hand version
w r
0,5 0.10
1,0 0.10
1,5 0.15
2,0 0.20
2,5 0.20
3,0 0.20
4,0 0.20

5 mm
0,5-4 mm

1,1
2,0
3,0
4,0
5,0
5,0
5,0

A Cocknaga/ Cocknaga A4 Hepenu / 4 wegerm X Mo 3anpocy / Mo sanpocy

Pa3mepbl ykasaHbl B MM.

Dimensions in mm

3.2
3,2
3.2
3.2
3.2
3.2
3,2

k -

ONns aepXxaBku
for Toolholder

Tun 356
Type 333

Koa matepuana ISO
ISO material code

3 K

Pexumbl pesaHns ykasaHbl
Ha cTpaHuue 25
Cutting data page 25

Pasmep
Size

03
03
03
03
03
03
03

Opyrue pasmepsbl - N0 3anpocy.
Further sizes upon request
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Pexunmbi pe3aHunA And CUCctem

Supermini n Mini

Cutting Data Supermini and Mini

(ph HORN pi»)

v f a
Matepuan Cnnas [MpumeHeHne M/MUH MMm/0b MIF\)/I OxnaxpeHve
Material Substrate Application m/min mm/giro mm Coolant
3akanéHHas cTarnb - HenpepbIBHOE pe3aHue ©20-040 80140 | 0,01-0,03 | 0,01-0,05 | amynueus/
Hardened Steel - without interrupted cut CB10 BO3OYX
45-65 HRC >@4,0 90-150 | 0,02-0,05 | 0,02-0,15 | Emulsion/Air
3akanéHHas cTarnb - HenpepbIBHOE pesaHme @20-24,0/| 90-150 | 0,01-0,03 | 0,01-0,05
Hardened Steel - with interrupted cut CB35 Boiﬁyx
45-65 HRC >@4,0 | 100-160 | 0,02-0,05 | 0,02-0,15
CnieyeHHast NopOLLKOBast CTarb CH1G @2,0-24,0 | 80-280 | 0,02-0,10 | 0,02-0,12
Sintered steel, soft CB35 agzﬂ;mﬂ
<220 HB >@4,0 100-390 | 0,02-0,18 | 0,02-0,40
Cepbiit yyryH "GG" (GJL) @2,0-@4,0 | 300-1000 | 0,02-0,10 | 0,02-0,15 | amynbcus/
Grey cast iron CB35 BO3OYX
< 240 HB >@4,0 400-1200 | 0,03-0,18 | 0,02-0,40 | Emulsion/Air
Cepblit uyryH ,GGV* (GJV) @20-34,0 | 150-650 | 0,02-0,07 | 0,02-0,12 | amynbcus/
Grey cast iron CB35 BO3OyX
220-300 HB >@4,0 200-700 | 0,02-0,13 | 0,02-0,35 | Emulsion/Air
Cepblit uyryH ,GGG* (GJS) CH1G | ©20-@4,0 | 140-400 | 0,01-0,05 | 0,01-0,25 | amynbcys/
Grey cast iron BO3ayX
920-300 HB CB3S | >g40 | 180-550 | 0,02-0,11 | 0,02-032 | Emuison/Ar
@2,0-24,0 | 50-110 | 0,01-0,025 | 0,01-0,05
ADI (3akaneHHas / hardened) CH1G S'E"%”:’f:ﬂ
>@4,0 80-130 | 0,01-0,06 |0,015-0,25 S0
YKaponpoyHble CrnaBbl HA OCHOBE HUKENs 1 @2,0-@4,0 | 140-250 | 0,01-0,03 | 0,01-0,06 | amynbcus
TpyaHoobpabaTbiBaemble Crasbl CH1G (Hochdruck)
Nickel based and Superalloys Emulsion
YwncToras obpaboTka / Finishing >@4,0 180-350 | 0,01-0,045 | 0,01-0,18 | (High pressure)
@2,0-@4,0 | 60-200 |0,01-0,025 | 0,01-0,04 | 3SMynbChA
TuTaH ¥ TUTAHOBbIE CMTaBkI (Hochdruck)
Titanium (pure), Titanium alloys CH1G Emulsion
' >@4,0 100-300 | 0,01-0,05 | 0,01-0,08

(High pressure)



PeXxumbl pesaHusa ana cuctem 229 n 315
Cutting Data Systems 229 and 315

(ph HORN pi»)

v f a
Matepuan Cnnas [MpumeHeHne M/MUH MMm/06 M:A OxnaxpaeHue
Material Substrate Application m/min mm/giro mm Coolant
3akanéHHas crans - TO4EHMe Ha BCIO LIMPUHY
HernpepbIBHOe pe3aHue Grooving in solid D | OO i amynbcmst/
Hardened Stee! - without interrup- | CB10 BO3OyX
ted cut %%%2"85'&% 8.3;2:32' 90-150 | 0,03-0,08 | 0,10-0,25 | Emuision/Ar
45-65 HRC Partial cut, Side turning , , , ,
3akanéHHas ctarb - To4eHue Ha BCIHO LLMPUHY 90-150 | 0.02-0.06 }
HernpepbIBHOE pe3aHie Grooving in solid e T
Hardened Steel - with interrupted CB35 Ay
eut l-I%Cng i %gaame’ 100-160 | 0,03-0,08 | 0,10-0,25 .
0bpaboTka thnaHLa - ,03-0, ,10-0,
45-65 HRC Partial cut, Side tuming
CneyeHHasi NopoLLKoBast Touerve Ha BCiO WMPHHY | 400.080 | 0,03-0,15 -
cTanb CH1G Grooving in solid SMyboHS
Sintered steel, soft CB35 YactnyHoe pesaHue, Emulsion
<220 HB obpabotka dnaHa 100-390 | 0,03-0,20 | 0,10-0,65
Partial cut, Side turning
ToueHue Ha BCHO LUMPUHY
Cepblt YyryH "GG" (GJL) Grooving in solid 400-1000 | 0,05-0,30 ) amynbeus/
Grey cast iron CB35 YacTuuHoe pesative, BO3AyX
<240HB 0bpaboTka thnaHua 400-1200 | 0,05-0,45 | 0,10-1,0 | Emulsion/Air
Partial cut, Side turning
ToueHue Ha BCHO LLMPUHY
Cepblit uyryH ,GGV* (GJV) Grooving in solid 200-650 | 0,03-0,15 ) amynbeus/
Grey cast iron CB35 YacTuuHoe BO3AYX
pesaHve, nU
220-300 HB obpaboTka naHua 200-700 | 0,03-0,20 | 0,05-0,75 | Emulsion/Air
Partial cut, Side turning
ToueHue Ha BCHO LNMPUHY i i )
CepblIin vyryH ,GGG* (GJS) CH1G Grooving in solid 180-450 | 0,03-0,15 amynbeus/
Cozy iz UYacTuyHoe pesaHue BO3YX
220-300 HB CB35 obpaGoTka (hriaHua 180-600 | 0,03-0,20 | 0,05-0,70 | Emulsion/Air
Partial cut, Side turning
ToyeHue Ha BCHO LMPUWH
Grooving in solid / 70-110 | 0,02-0,04 :
ADI (3akaneHHbli / hardened) | CH1G YacTiyHoe pesanie ag%ﬂl';ﬁﬂﬂ
obpaboTka thnaHua 80-130 | 0,03-0,10 | 0,05-0,65
Partial cut, Side turning
»KaponpoyHble cnnaebl ToueHMe Ha BCIo LUUpUHY
Ha OCHOBE HUKend u Grooving in solid -
TpyAHoOGpaGaTbIBaEMblE rnomnsel SMyTbCUA
N o CHIG YactnyHoe pesaHue (Hgmilrgr? Y
Nickel based and Superalloys 06paboTka raHua 180-350 | 0,02-0,07 | 0,02-0,20 | (High pressure)
Yucrosast obpabotka / Partial cut, Side turning
Finishing
ToyeHue Ha BCHO LLIMPUH
Coomgnsoid | 80-250 | 0,02:0,04 - el
TuTaH ¥ TUTaHOBbIE CMNaBbI CH1G (Hochdruck)
Titanium (pure), Titanium alloys YacTtnyHoe pesatme, Emulsion
obpabotka dnaHua 100-300 | 0,02-0,08 | 0,03-0,30 | (high pressure)
Partial cut, Side turning

25
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NOABEPUTE BALU UAEAJIbHBIN
MHCTPYMEHT Y)KE CEMYAC.
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TOOLING SOLUTION NOW.
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D-72072 Tibingen

Tel +49 7071/ 70040
Fax +49 7071/ 72893
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Find your country:
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