CUCTEMA MINI 108,111,114 U 116

PaclunpeHne nporpaMMbl MACTUH CO CTPYXKKOSIOMOM AN Hape3aHus
BHYTPeHHeln pe3bbbl Ha TOKapHbIX CTaHKax

SYSTEM MINI 108, 111, 114 AND 116

Tools for threadcutting by turning, with sintered chip breaking geometry







OT/IUYME:

BOJIbLLUE BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

* Hape)XHOCTb TeXHONOru4YecKoro
npouecca 6narogaps CTpy)XKKonoMaHuIo
npuv o6paboTKe MaTepuanos, TPyAHO
NOAARAIOLLMNXCSA PE3aHUIO
Process stability through chip breaking in
difficult-to-cut materials

e ONTUManbHbIA KOHTPOJIb OTBOAA
CTPY)XKM Npu ware pesbbbl o1 0,5 Ao
2,5 MM ¥ fMaMeTpe oT 8 MM
Optimum chip control with pitches from
0,5to 2,5 mm and diameter from 8 mm

e B cTaHAApPTHOM acCOPTUMEHTE AOCTYNHbI
cuctembl Mini 108,111,114 n 116
Available in the standard programme
System Mini 108, 111, 114 and 116




Hape3aHue pe3bObl (BHYyTpEeHHee)

HernoJsiHbIN Npodunb

Threading (internal) Partial profile

(ph HORN pil)

MnacTtuHa
Insert

@ oTBEpPCTUS OT

Lar

. —

R = nokasaHo npasoe ncnosyiHeHne
R = right hand version shown

0O603Ha4yeHue
Part number

R/LS108.0205.GM1
R/LS108.0510.GM1
R/LS108.0815.GM1

S108

8 mm
0,5-1,5 mm

P .. E f a

0,75 2,6 4.8 7,8
1,25 2,6 4.8 7,8
1,50 2,6 4,8 7,8

A co Cknaga/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request

e OCHOBHOE npuMeHeHue / recommended

o NMprMeHnMo ¢ orpaHnmyeHnsiMu / alternative recommendation

- HENPUIroAHbIN / not suitable

TBEPAbIV cnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMaB C NOKPbITUEM / coated grades

I ¢ Hanankon/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.

Dimensions in mm

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

ﬂ//

“) N

N

ONA gepxaBku
for Toolholder

Tun B108
Type

MeTpuyeckas pesbba
Metric ISO-thread

d S

6 3,4
6 3,4
6 3,4

Mapku TBEpgoOro cnnasa

Carbide grades



Hape3aHue pe3bObl (BHYyTpEeHHee)
NMOSIHbIN Npodunb (ﬂh HORN |]|D
Threading (internal) Full profile

MnactuHa S108 T ” DY

Insert
|

T
@ oTBEpCTUA OT Bore @ from 8 mm \fww

LWar Pitch 0,5-1,5 mm
_ J

ONA gepXxaBku
for Toolholder

Tun B108
Type

%__/ﬁiiJr

MeTpuyeckas pesbba

Metric ISO-thread
R = nokasaHo npaBoe UcronHeHme

R = right hand version shown

O603HaueHue P E f a d s D.in o}
Part number 8
|
R/LS108.0305.GM2 0,50 2,6 4,8 7,8 6 3.4 8 AlA
R/LS108.0510.GM2 1,00 2,6 4,8 7,8 6 3,4 8 A/A
R/LS108.0512.GM2 1,25 2,6 4,8 7,8 6 3,4 8
R/LS108.0815.GM2 1,50 2,6 4,8 7,8 6 3.4 8

A co Cknapa / onstock A4 Hepenu /4 weeks x [No 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHnm4eHnsiMu / alternative recommendation
- HEMPUroAHbIN / not suitable

TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades

TBEPAbIV CMIaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM. Mapku TBEpgoOro cnnasa
Dimensions in mm Carbide grades
[Opyrve pa3mepsl - No 3anpocy.
Further sizes upon request




Hape3aHue pe3bObl (BHYyTpEeHHee)
HenoJsiHbIN Npodunb (ﬂh HORN |]|D
Threading (internal) Partial profile

Insert

MNnactuHa S111 ﬂ/ / ‘j Y

@ oTBEpPCTUS OT Bore @ from 11 mm
Lar Pitch 0,5-2,0 mm \\
ANs AepXKaBKu
,.._t__.. for Toolholder

Tun B111
Type

MeTpuyeckas pesbba

Metric ISO-thread
R = nokasaHo npasoe UcronHeHme

R = right hand version shown

O603HaueHue P P o E f a d s D.in 0
Part number 8
|
R/LS111.0205.GM1 0,5 0,75 3,1 6,7 10,7 8 4.1 1 A/A
R/LS111.0510.GM1 1,0 1,25 3,1 6,7 10,7 8 41 11 A/A
R/LS111.0815.GM1 1,5 1,75 3,1 6,7 10,7 8 4.1 11
R/LS111.1020.GM1 2,0 2,00 3,1 6,7 10,7 8 41 11

A co Cknapa/ onstock A4 Hepenu /4 weeks x [No 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHn4eHnsiMm / alternative recommendation
- HEMPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMIaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pasmepbl ykasaHbl B MM. Mapku TBEpgOro cnnasa
Dimensions in mm Carbide grades

[Opyrve pa3mepsbl - No 3anpocy.
Further sizes upon request




Hape3aHue pe3bObl (BHYyTpEeHHee)

NMOSIHbIN Npodunb
Threading (internal) Full profile

(ph HORN pil)

MnacTtuHa
Insert

S111

@ oTBEpPCTUS OT Bore @ from 11 mm
LWar Pitch 1-2 mm
— f -
a \
R = nokasaHo npaBoe ucnornHeHve
R = right hand version shown
O6o3HavyeHue P E f a
Part number
R/LS111.0510.GM2 1,0 3,1 6,7 10,7
R/LS111.0815.GM2 1,5 3.1 6,7 10,7
R/LS111.1020.GM2 2,0 3,1 6,7 10,7

A co Cknaga/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OCHOBHOE npuMeHeHue / recommended
o MprMeHnMo ¢ orpaHnMyeHnsiMu / alternative recommendation
- HENPUroaHbIN / not suitable
TBEPAbIV cnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMIaB C NOKPbITUEM / coated grades
B ¢ Hanaliko/Cermet / brazed/Cermet
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

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

(o]

f” I
’\/W'\W/

I\ J

ONA gepxaBku
for Toolholder

Tun B111
Type

MeTpuyeckas pesbba
Metric ISO-thread

S Dmin
41 11
4.1 1
4.1 1

Mapku TBEpgoOro cnnasa
Carbide grades



Hape3aHue pe3bObl (BHYyTpEeHHee)
HenoJsiHbIN Npodunb (ﬂh HORN |]|D
Threading (internal) Partial profile

Insert

MNnactuHa S114 T / / ‘j DY

@ oTBEpPCTUS OT Bore @ from 14 mm
LWar Pitch 0,5-2,5 mm \\
ONS AepXKaBKu
f for Toolholder
Tun B114
Type

MeTpuyeckasi pesbba

Metric ISO-thread
R = nokasaHo npaBoe UcronHeHne

R = right hand version shown

O603HaueHue P P . E f a d s D, o}
Part number 8
|
R/LS114.0205.GM1 0,5 0,75 4.1 © 13,5 9 5,2 14 A/A
R/LS114.0510.GM1 1,0 1,25 4.1 9 13,5 9 5,2 14 A/A
R/LS114.0815.GM1 1,5 1,75 4.1 9 13,5 9 5,2 14
R/LS114.1020.GM1 2,0 2,00 4.1 9 13,5 9 5,2 14
R/LS114.1325.GM1 2,5 2,50 4,1 © 13,5 9 5,2 14

A co Cknaga/onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OCHOBHO€ npuMeHeHue / recommended
o NMprMeHnMo ¢ orpaHnmyeHnsiMu / alternative recommendation
- HENPUIroAHbIN / not suitable

TBEPAbIV cnnae 6e3 NoKpbITUS / uncoated grades

TBEPAbIV CMaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pasmepbl ykaszaHbl B MM. Mapku TBE€pAOro cnnasa
Dimensions in mm Carbide grades
Opyrve pasmepsbl - No 3anpocy.
Further sizes upon request




Hape3aHue pe3bObl (BHYyTpEeHHee)

NMOSIHbIN Npodunb
Threading (internal) Full profile

(ph HORN pil)

NMnactuHa S1 14

Insert
@ oTBEpPCTUS OT Bore @ from 14 mm
LWar Pitch 1-2,5 mm

R = nokasaHo npasoe ncnosyiHeHne
R = right hand version shown

O603HaueHue P E f a
Part number

R/LS114.0510.GM2 1,0 4.1 9 13,5
R/LS114.0815.GM2 1,5 4.1 9 13,5
R/LS114.1020.GM2 2,0 4.1 9 13,5
R/LS114.1325.GM2 2,5 4.1 9 13,5

A co Cknapa/ onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MpuMeHnMo ¢ orpaHn4eHnsiMm / alternative recommendation
- HEMPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUSA / uncoated grades
TBEPAbIV CMIaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pa3mepbl yka3aHbl B MM.
Dimensions in mm
[Opyrve pa3mepsl - No 3anpocy.
Further sizes upon request

© © © ©

f” I
’\/W'\W/

I\ J

ONA gepXaBku
for Toolholder

Tun B114
Type

MeTpuyeckas pesbba
Metric ISO-thread

S D ITo)

min Lo

(O]

|

52 14 A/A

5,2 14 A/A
52 14
52 14

Mapku TBEpgOro cnnasa
Carbide grades



Hape3aHue pe3bObl (BHYyTpEeHHee)

HenoJsiHbIN Npodunb
Threading (internal) Partial profile

(ph HORN pil)

NMnactuHa S1 16

Insert
@ oTBEpPCTUS OT Bore @ from 16 mm
LWar Pitch 1-2,5 mm

R = nokasaHo npasoe ncnosyiHeHne
R = right hand version shown

O6o3HaveHue P P oo E f
Part number

R/LS116.0510.GM1 1,0 1,25 4.1 10,2
R/LS116.0815.GM1 1,5 1,75 4.1 10,2
R/LS116.1020.GM1 2,0 2,00 4.1 10,2
R/LS116.1325.GM1 2,5 2,50 4.1 10,2

A co Cknapa/ onstock A4 Hepenu/ 4 weeks x [No 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHn4eHnsiMu / alternative recommendation
- HEMPUroAHbIN / not suitable
TBEPAbIV crnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMIaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pa3wmepsbl ykasaHbl B MM.
Dimensions in mm
[Opyrve pa3mepsl - No 3anpocy.
Further sizes upon request

10

15,7
15,7
15,7
15,7

ONS AepXKaBKu

ﬂ//

N

‘j\

for Toolholder

Tun
Type

1
1
1
1

B116

MeTpuyeckas pesbba
Metric ISO-thread

52
52
52
52

16
16
16
16

Mapku TBEpgOro cnnasa

Carbide grades



Hape3aHue pe3bObl (BHYyTpEeHHee)

NMOSIHbIN Npodunb
Threading (internal) Full profile

(ph HORN pil)

NMnactuHa S1 16

Insert
@ oTBEpPCTUS OT Bore @ from 16 mm
LLar Pitch 1-2,5 mm

R = nokasaHo npasoe UcnosyiHeHne
R = right hand version shown

0O603Ha4YeHue P E f a
Part number

R/LS116.0510.GM2 1,0 4.1 10,2 15,7
R/LS116.0815.GM2 1,5 4.1 10,2 15,7
R/LS116.1020.GM2 2,0 4.1 10,2 15,7
R/LS116.1325.GM2 2,5 4.1 10,2 15,7

A co Cknapa / onstock A4 Hepenu /4 weeks x [No 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHnm4eHnsiMu / alternative recommendation
- HEMPUroAHbIN / not suitable
TBEPAbIV cnnaB 6e3 NoKpbITUS / uncoated grades
TBEPAbIV CMIaB C NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pa3mepbl yka3aHbl B MM.
Dimensions in mm
[Opyrve pa3mepsl - No 3anpocy.
Further sizes upon request

11
1
11
11

f” I
’\/W'\W/

I\ J

ONA gepxxaBku
for Toolholder

Tun B116
Type

MeTpuyeckas pesbba
Metric ISO-thread

S D T}

min Lo

(O]

L

5,2 16 A/A

5,2 16 A/A
5,2 16
5,2 16

Mapku TBEpgoOro cnnasa
Carbide grades

11



TexHUYeCKMe peKOMeHAaLum - HapesaHue pe3bobl @h HORN i)

Technical Information Thread

PeKomeH.qyemoe Konn4yecTtBO NpoxoaoB
Recommended number of passes

Teepablii crinas Cranb (H/MM2 - npeien Teky4ecTv Ha pacTskeHue) Hepxagelouas 5
Carbide grade Steel (N/mm? Tensile strength) CTans ‘-IyryH AHFOMV!HMM
: Grey castiron|  Aluminium
TN35 400-500 500-700 700-850 | 850-1150 > 1150 Stainless steel
V. mimin 160 140 120 90 70 90 100 300
YMCO HUTOK Ha [loNM
Pitch P Konu4ectso oTBepCTIit / Number of passes
MM / mm tpi
0,8 32 5 5 5 5 5 5
1,0 24 6 6 6 6 6 6
1,25 20-19 7 7 7 7 7 7
1,5 16 8 8 8 8 10 10 8 8
1,75 14 10 10 10 10 12 12 10 10
2,0 12-11 12 12 12 12 14 14 12 12
25 10 13 13 13 13 15 15 13 13
30-35 8 15 15 16 16 18 18 16 15

Yucno BuTKOB Ans Hape3aHnA pe3b6bl B Tabnuue BblilLe npmeegeHo np|/|6nM3|/|Teanoe.

Heo6xoaumo cobnioaaTh criegyoLlee:

- [Mpuv nepBom BUTKe Nogaya He JoMmKHA ObITe CINLLKOM GOMbLLON, YTODbI U3GEKaTb CKOIOB Ha pexyLLen
KPOMKeE.

- XonocTble pesbl (6e3 nogaym) B Tabnvie He yuMTbIBAKOTCS.

The recommended number of passes in the above table are approxiamte figures.
Please note:

- to avoid breakages at the cuttinge edge, the depth of cut at the first pass should not be to deep
- finishing passes (with zero depth of cut) are not considered in the table

12



TexHUYeCKMe peKOMeHAaLum - HapesaHue pe3bobl (ﬂh HORN i)

Technical Information Thread

HanpaBneHue nogaymn (BHyTPEHHAA pe3bba)
Feed direction internal threading

MpaBas pe3bba JNeBas pe3bba
Right hand thread Left hand thread

'|'|\|""T“=

i
I l|1'||ll

il

MpaBas gepxaBka

MpaBas »KaBK Bas »KaBK
paBas AepxaBka JeBas nepxaska Ilesas nepxaska Insert right hand

Insert right hand Insert left hand Insert left hand

MNMpsimoe Bpe3aHue
In-Feed

PaguanbHoe Bpe3aHue

Matepuan yganseTtca paBHOMEPHO C 00enx CTOPOH.OTo
Hambonee yacTo.

BCTPEYaoLLMINCA MeTo Hape3aHusi pe3bbbl.

Radial In-Feed

Metal removed on both sides of the insert simultaneously. The most commonly
used method for thread production.

MopguduumposaHHoe BpesaHue GOKOBOM NOBEPXHOCTLIO

MeHbLnn nsHoc pe>KyL|.|,e|?1 KPOMKU 1 Nny4Llasa WepoxoBaToCTb
NOBEPXHOCTWN.

Modified Flank In-Feed
Less wear of the trailing edge and better surface finish on corresponding flank.

PaguanbHoe BpesaHue «B pa3roH» /,_____H\

O6e YacTu pexyLLel KPOMKI U3HaLLMBAOTCS PaBHOMEPHO, \
— \'\
/’ / \\
f//m\ AAAY

NoBbILlas CTOMKOCTb NNaCTUHBbI.

Alternating Flank In-Feed

Both edges are being fully utilised which means longer insert life.

Mpsamoe Bpe3aHne 60KOBOW NOBEPXHOCTLIO

HaunbGonee ycTtonumeoe CTpy>xkoobpasoBaHue 1 0TBOA Tenna.

Flank In-Feed
More easily formed chip and better heat dissipation.

. o
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(ph HORN i)

Bonee nogpobHyo MHpOpMaLMIO MOXHO HAaUTK B HaLleM KaTanore
»Supermini and Mini Menkopa3smepHasa obpaboTka“

Further information can be found in our catalogue
youpermini and Mini - Internal Machining®.

14

NPOTOYKA KAHABOK » OTPE3KA » ®PEIEPOBAHWE KAHABOK + NONBNEHWE NAJOE « ®PEIEPOBAHWE
CBEPNEHME « PAIBEPTBIBAHWE OTBEPCTHA

\

Supermini® & Mini

Menkopa3mepHas obpaboTtka
Internal Machining

2020 HORN pih

GROOVING « PARTING OFF » GROODVE MILLING « BROACHING » PROFILE MILLING » DRILLING « REAMING




(ph HORN pil)




(phHORN fill)

NOABEPUTE BALU UAEAJIbHbIA
MHCTPYMEHT Y)KE CEWYAC.
FIND YOUR RIGHT

TOOLING SOLUTION NOW.

www.phorn.de

FEPMAHMS, FOJIOBHOW O®UC
GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik

Paul Horn GmbH

Horn-Strafle 1

D-72072 Tibingen

Tel +49 7071/ 70040
Fax +49 7071/ 72893

info@phorn.de

www.phorn.de

Find your country:
www.phorn.com/countries
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