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NEW GRADE FOR THE DAHS
HIGH-FEED MILLING SYSTEM
FOR EXTENDED APPLICATIONS
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General Information

-~ EE7Z40ZMI -3 Z>E>ImIT BANT 74 XL
Face milling Ramping P Groove milling
L = . DIN1835-B| o
I ERAE ML ay&U > ImT H 2w ORR
Internal cooling Circular plunge milling - 1" DIN 1835-B ZEH]
7| Shank form DIN 1835-B

BEICBEMAHA 7RV DIEITARTMMEKEL T All dimensions are in mm,
unless otherwise stated.
#RER - WHRI—FT+ > . Delivery times:  Use for material groups:
A TER o FE—EEE A onstock ® recommended
A 4 ﬁﬁzﬁ (o] ’%:Tﬁi A 4 weeks o] alternative recommendation
- 3'5?&47; - not suitable

HORNEID (FIF 1 A =T x— RS - AHBE?

O[T VA =Tz —RAESICED. BICRBRTIEZEECITAENTE. V—ILRINA -1 —
MIERREINTWET, S —EINE. ZO1 VT —rIWRETBY—=ILFRIE—chty hORBD
VA—=T =R LET,

CNUIED 25 —FIUNA =2 AT LAICEBRAIN. BRIDFITFESIEY —IILRILE—chty OO >
R—T1—R%ERLET,

The HORN connection interface code - what is it needed for?

The connection interface code ensures that you will always find the appropriate tools and is shown on toolholders and inserts.
If the codes match, the insert can be used in the corresponding toolholder.

This also applies to our modular holder system, where the connection code indicates the interface between the holder and
the cassette.

HORNERD 171 &2 —7 1 — 55 | ELHEAEDE :

HORN connection interface codes and possible combinations:

HIS =1>H%— MDD+ >A2—7T 1 —2X/Insert seat HIS <—>» | HWS
HWS = R)LAZ—@ID - >R —7 T — 2 [ Interface workpiece side | HMS <«—» |HWs
HMS = #HBID -1 > X — 7 = — X / Interface machine side

12—

Example insert

Lidoe a a h r HIS
Part number

1G6B

> SA4B
> SC6A

>

DAH.82.030.5.08 1 6,8 4,5 0,8 DAH82

Y—=ILRILE -6

Example toolholder

Part number

DAHM.82.040.A1635.05 40 35 16 8,4 16

B Z | bs | a h h d do | b c d, HWS
5,6
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THE DIFFERENCE:
MORE POSSIBILITIES

c#A—T 1 VIHF
An extended range of grades

e ENENDIMIICETSICRBEILT S
BEMECHI—T 1>

Indexable insert with carbide grade

specially matched to the application,

including coating

« REMELEFDO8I—F—N1 -+

Precision sintered insert with 8 usable
cutting edges



7=N—mHEHnvy42— DAHMS2

Arbor Mounted Cutter

(ph HORN i)

BBEFN—-Y 3 > ERR

Picture = right hand cutting version

B

Part number

DAHM.82.040.A1635.05
DAHM.82.042.A1635.05
DAHM.82.050.A2240.06
DAHM.82.052.A2240.06
DAHM.82.063.A2240.07

o~ O~ O O

7

Ds

40
42
50
52
63

Fw 7 >4 25 L DIN 8030-A ZEHL
Coupling system as per DIN 8030-A

25> 71 030.3070.T10P OEIEMAT )L MEIE 3.0 Nm TT,
Torque specification of the screw 030.3070.T10P = 3,0 Nm.

FiiwEbaa

Spare Parts
7—N—B8hy 2—
Arbor Mounted Cutter
DAHM.82.04...
DAHM.82.05.../06...

4

RELYF

Allen Wrench
SW6,0 DIN911
SW8,0 DIN 911

a h

[ 2

g8l
33,5
38,5
38,5
38,5

. ==y ., =

95v7FhL

Clamping Screw

3
35
40
40
40

030.3070.T10P
030.3070.T10P

d5 dK l2
16 33 22
16 33 22
19,5 41 24
19,5 41 24
19,5 49 24
FILORLVF
TORX PLUS® Wrench
T10PL
T10PL

b C
8,4 5,6
8,4 5,6
10,4 6,3
10,4 6,3
10,4 6,3

Jvoy— HARERL

Washer

8.4.433
10.5.433

d, Moo HWS
16 14500 DAH82
16 14000 DAH82
22 13000 DAH82
22 13000 DAH82
22 13000 DAH82
Cylindrical screw
8.25.912
10.25.912



Z9Ya—1>hyv4— DAHMS82 (ph HORN i)

Screw-in cutter

1
i i
| R
HLed sl QT T
[SHS]
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BBFN—2 3> EZHR
Picture = right hand cutting version
B VA Ds L L d, a, d, SW N oo HWS HMS

Part number
DAHM.82.020.M104.02
DAHM.82.025.M125.03
DAHM.82.032.M166.04
DAHM.82.035.M166.04
DAHM.82.040.M166.05
v U UME
Material of shank: Steel

22> 74 030.3070.T1I0P D@ EAT b JLUEIE 3.0 Nm T,
Torque specification of the screw 030.3070.T10P = 3,0 Nm.

20 45 25 18
25 52 30 21
32 58 89 29
35 58 35 29
40 58 35 29

M10 15 21000 DAH82 10001
M12 17 18500 DAH82 12001
M16 24 16500 DAH82 16001
M16 24 15500 DAH82 16001
M16 24 14500 DAH82 16001

g~ B~ WN
— -y

Fiiwdban

Spare Parts
RoVa—A1>hya— 95>7RL FILOZRLOF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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Milling shank

DIN 1835-B
1P == 0§
- 7

DIN1835B

BBEFN—-Y 3 > ERR

Picture = right hand cutting version

L VA Ds d L L, a, N e HWS
Part number

DAHM.82.020.D204.02B 2 20 20 87 50 1 21000 DAH82
DAHM.82.025.D255.03B 3 25 25 101 56 1 18500 DAHB82
DAHM.82.032.D326.04B 4 32 32 111 60 1 16500 DAH82
DAHM.82.035.D326.04B 4 35 32 111 60 1 15500 DAH82
DAHM.82.040.D326.05B 5 40 32 1M1 60 1 14500 DAH82

vV OME
Material of shank: Steel

25> 71 030.3070.T10P DEIEMAT )L MEIE 3.0 Nm TT,
Torque specification of the screw 030.3070.T10P = 3,0 Nm.

Fiiwdban

Spare Parts
Ro9Va—1>hyr— 95>7RL FILOZRLOF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL

6



o1 oH—F DAH82 (ph HORN pi»)

Indexable insert

WP §

tBIEMTE
Carbide grades
A TER A4 B
4 weeks
on stock
B3 a, a h r, HIS
Part number
DAH.82.030.5.08 1 6,8 4,5 0,8 DAH82

ROT o TRA 8 — b

positive geometry

e 88 b SA4LB

EHRINBI—F—R =707 53 V¥
DXF7 71 LA CHEDAIFBBVEDLE 2T L,

theoretical comer radius r, = programming radius
actual outline upon request!
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Arbor Mounted Cutter

DAHM84

(ph HORN i)

BBEFN—-Y 3 > ERR

Picture = right hand cutting version

B

Part number

DAHM.84.050.A2240.04
DAHM.84.052.A2240.04
DAHM.84.063.A2240.05
DAHM.84.066.A2240.05
DAHM.84.080.A2750.06
DAHM.84.085.A2750.06
DAHM.84.100.A3250.07
DAHM.84.125.A4063.08

z Ds

50
52
63
66
80
85
100
8 125

<N o o O O BN O

Ay TS 27 L DIN 8030-A ZEHL

Coupling system as per DIN 8030-A
22> 71 030.0412.T15P BEIEH(T b )LV BEIE 5.0 Nm TT,

a, h, h
1,5 38 40
1,5 38 40
1,5 38 40
1,5 38 40
1,5 48 50
1,5 48 50
1.5 48 50
1,5 61 63

Torque specification of the screw 030.0412.T15P = 5,0 Nm.

FiwEham
Spare Parts

F—N—BIBhy&—
Arbor Mounted Cutter

DAHM.84...04
DAHM.84...05
DAHM.84...06
DAHM.84.100.A3250.07
DAHM.84.125.A4063.08

NBLYVF
Allen Wrench

SW8,0 DIN 911
SW8,0 DIN 911
SW10,0 DIN 911
SW14,0 DIN 911

957l

Clamping Screw

030.0412.T15P
030.0412.T15P
030.0412.T15P
030.0412.T15P
030.0412.T15P

16,5 41
16,5 41
19,5 49
19,5 49
21,5 59
21,5 59
30 80
56 89

FLOZLVF

TORX PLUS®
Wrench

T15PQ
T15PQ
T15PQ
T15PQ
T15PQ

L b
25 10,4
25 10,4
25 10,4
25 10,4
28 12,4
28 12,4
59 14,4
35 16,4
MAFERL
Cylindrical
screw
10.25.912
10.25.912
12.30.912
16.35.7984

c d,
6,3 22
6,3 22
6,3 22
6,3 22
7 27
7 27
8 32
9 40
Tyov—
Washer
10.5.433
13.0.433
17.0.433

N oo HWS
8000 DAH84
7500 DAH84
6500 DAH84
6500 DAH84
5500 DAH84
5500 DAHB84
5000 DAH84
4000 DAH84
R b

Tightening Bolt

20.30.6367



A1 o —F DAH84 (ph HORN piD)

Indexable insert

» PP &

tBrEM S
Carbide grades
A TEEEMR A 4B
on stock 4 weeks
B a, a h r, HIS
Part number
DAH.84.030.5.12 (K5 9.8 7 1,2 DAH84

ROT o TRA 8 — b

positive geometry

e 88 b SA4LB

TG -+ —R th=0J 25 VIR
DXF7 7ML CHEDHIIREBVEDE KT,

theoretical comer radius r, = programming radius
actual outline upon request!




LIS (ph HORN pi»)

Cutting Data

5 CV) A4
MEIIN—7  EEE (HB) .
Material group Harxdness Brinell Rm [N/mmz] Example Material
I AA Tensile Strength
Material
- ~0,2%C P1.1 125 430 S15
=Wt éﬁnﬁfid P1.2 190 610 SPV36
~0.4%C BEAM P1.3 210 640 SCMn3A
R quenched
Carbon steel |3
~0.6%C BEsl P1.4 190 610 S55C
annealed
~06%C fﬁﬁﬁed P15 300 1000 S60CM
TREA
Free cutting steel P1.6 220 750 SUM22
esiAe P2.1 180 590 SuJ2
annealed
S8 (5% BAM P2.2 280 960 SNC415
Alloyed steel quenched
ﬁfﬁfﬁe ; P2.3 350 1250 SCM435
éﬁﬁfﬁe . P2.4 430 1450 SUP9A
BEDE (5% S P3.1 200 680 SUH21
high alloyed steel annealed
N P3.2 350 1200 SKD1
AN
HFow P4.1 180 590 SC410
sEom unalloyed
Cast steel PN
;:lll(%ed P4.2 220 750 SCH13
|4 \
it 7k P5.1 220 570 Sint-D39
Sintered steel soft
M 7}1/7:— DA
Jxo1 MR M1.1 200 680 SUS431
martensitic ferritic
= : FT—XTH1 R
g 554 % M1.2 300 1000 SUS316
austenitic ferritic
FT—RT7F1 bR M1.3 230 780 SUS316LN
austenitic
H
50-55 HRC H1.1 - -
L il 55-60 HRC H1.2 - -
=
Hardened steels
60-63 HRC H1.3 - -
> 63HRC H1.4 - -

10



LIS (ph HORN pi»)

Cutting Data

YIHIERE ve (m/min) / BRA(E

Cutting speed vc (m/min) / Start values

K10 TA4L_ AS4 SAL_ SD6_ SC6_ :gzi NE2_ HDO5 PD75
180-140  240-160  240-160 180-140 240-180
180-140  240-160  240-160 180-140 240-180
180-140  240-160  240-160 180-140 240-180
180-140  240-160  240-160 180-140 240-180
180-140  240-160  240-160 180-140 240-180

240-160  240-160 240-180
220-180  220-180 220-180
220-180  220-180 220-180
220-180  220-180 220-180
220-180  220-180 220-180
130-80 130-80 130-80
130-80 130-80 130-80
130-80 130-80 130-80

11



tIEISAF

Cutting Data

(ph HORN i)

WL

Material

129 HEFIK

Grey cast iron

BOR B infik

Spheroidal graphite

cast iron

BIEiS 6773
Malleable cast
iron

F—RT7x54 bR

E i85k /ADI

Ausferritic spheroidal

cast iron / ADI

N
FILSE =) fimsn
Al-alloys
5
TI == AhES
Al-cast-alloy
i
Copper-alloys
2in
Graphite

S
MZEAEE (Fe)

Heat resistant alloy

MG T

(Ni, Co)
Heat resistant
alloy

12

(59

low tensile strength
Sk V)

high tensile strength
74 bR

ferritic
N—Z1 bR
perlitic
JIo1 %R

ferritic

N—=Z4 bR
perlitic
BEAM
quenched
BEAM
quenched
BEAK
quenched

NG S

not heat treatable

BIBSE

heat treatable

< 6% Si

6-10% Si

10-15 % Si

Pure copper

iR
Brass

L X Ei

Lead-free brass

2REM
high strength

JSERTAL
annealed
JEA
hardened
JeEdAA

annealed

BEASH

hardened

MEIIL—TF  BEE (HB)

Material group

K1.1

K1.2

K2.1

K2.1

K3.1

K3.2

K&.1

K&.2

K4.3

N1.2

N2.1

N2.2

N2.3

N3.1

N3.2

N3.3

N3.4

N4.1

S1.1

S1.2

S2.1

S52.2

Hardness Brinell

180

250

160

260

200

260

260

350

450

30

100

80

100

130

100

90

110

300

200

275

250

350

&
R [N/mm?]
Tensile Strength

250
350
400
700
400
700
800
1050

1400

340
300
320
450
340
310
430

1000

670
930

840

1200

WHIFAB)
Example Material
FC250
FC350
FCD400-18
FCD600-3
FCMW45-07

FCMP540

A5005P
AlMgSil
AlMgSi6
AC4H
AC3A
fliE
3501
C2800BE

HBsC4

> 3%)L 600

> AxJL 713



LIS (ph HORN pi»)

Cutting Data

YIHIERE ve (m/min) / BRA(E

Cutting speed vc (m/min) / Start values

1G3_
K10 TA4L_ AS4 SAL_ SD6_ SC6_ 1G6_ NE2_ HDO5 PD75

160-140  300-220 180-140  300-220  300-220  200-160
160-140  260-220 160-140  260-220  260-220 180-160
160-140  260-220 160-140  260-220  260-220 180-160

160-140  260-220 160-140  260-220  260-220 180-160

1200-500 1000-350 1200-500 3000-500 3000-500

1200-500 1000-350 1200-500 3000-500 3000-500
600-350  1200-500 1000-350 1200-500 3000-500  3000-500 3000-500
600-350  1200-500 1200-500 2000-500  3000-500 3000-500

1200-500 1200-500 1500-350  3000-500 3000-500
230-180  1200-500 1200-500 300-220 3000-500 3000-500
230-180  1200-500 1200-500 230-180 3000-500 3000-500
230-180  1200-500 1200-500 240-180 3000-500 3000-500
230-180  1200-500 1000-500 250-160 3000-500 3000-500

30-25 70-30 80-30 80-30

30-25 70-30 80-30 80-30

30-25 70-30 80-30 80-30

30-25 70-30 80-30 80-30

13



PILIES e (Al HORN h)

Cutting Data

; &7 R4
MESIL—7  HE (HB) .
Material group Hary&ness Brinell Rm [N/mmz] sl vzt
wd=lyv) Tensile Strength
Material
N, = PPN
S Jay - haEa S3.1 120 240
itanium alloy a
N FHR I LBE a-B
_?t& D2y N Titanium alloy a- B S3.2 360 1200
itan
FAYHLEEB
Titanium alloy B S3.3 410 1400

0|zl o011

Thermoplastics ’

I\i“/“:T'J\/ﬁ 01.2

TIRF VY Duro plaste '

REAERRY,

TIRFYY GFK 013

Plastics glass :

fibre reinforced

RER AR

TSAFYY

Plastics carbon fibre CKF 01.4

reinforced

14



tIEISAF

Cutting Data

(ph HORN i)

K10 TAL_
30-25
30-25
30-25
1500-500
1500-500

AS4_

PIEIRE ve (m/min) / BAR(E

Cutting speed vc (m/min) / Start values

SA4

70-30

70-30

70-30

SD6_

SC6_

80-30

80-30

80-30

1G3_
1G6_ NE2_ HDO5
80-30
80-30
80-30
500-1500
500-1500

PD75

15
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TREVELETS,

FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

BRSNS

HX&IZUSHI
REYE XTI A2 —
T448-0807 EHIBXAMEXNABI—THE _&FH2

Tel 0566-62-8075
Fax 0566-62-8084

horn@ztec-izushi.co.jp

www.phhorn.jp

(phHORN fill)

DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS
Hartmetall Werkzeugfabrik
Paul Horn GmbH
Horn-Strafle 1

D-72072 Tibingen

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

info@de.horn-group.com
horn-group.com






