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MILLING SYSTEM DA62 AND DA65
6-EDGED INDEXABLE INSERTS






Ffe
THE DIFFERENCE:
MORE POSSIBILITIES

o A REEITERERAI / FREBERE LT
19—+
Peripherally ground or directly
pressed indexable inserts

c6d—F—HAHY—FLBIFV
AT
6-edged indexable insert for
improved milling efficiency

o A HFERRIC & B RIFETIHIE
Effective positive rake angle for
smooth cutting



1 o=k DA62 /DA65  (phHORN ph)

Indexable insert

=i

h
—
g TE
Carbide grades
A TES A 4B
on stock 4 weeks
Eﬁﬂ ap h rx HIS m m < g
Part number 3 3 B E
=lwnln|ln
SDA62.0400.A.08 4,5 5,16 0,8 DA6200
DA62.0400.A.04 4,5 58 0,4 DA6200
DA62.0400.A.08 4,5 5,16 0,8 DA6200
SDA65.0700.A.08 7 8,37 0,8 DA6500
SDA65.0700.A.12 7 8,24 1,2 DA6500
DA65.0700.A.08 7 8,37 0,8 DA6500
DA65.0700.A.12 7 8,24 1,2 DA6500




29 a—1YHhvE— DAM62 (ph HORN i)

Screw-in cutter

W kU@

K =ABFN—->3>

Picture = right hand cutting version

B Z | Dbs L L d, 2 d, d, | sw HWS HMS
Part number
DAM62.025.M12.5.03 S 25 57 35 24 4,5 M12 21 17 DA6200 12001
DAM62.032.M16.6.04 4 32 66 43 31 4,5 M16 29 24 DA6200 16001
FimaBan
Spare Parts
AIVa—Ahyi— Rl FLORLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL



29 a—1vhvE— DAMb5 (ph HORN i)

Screw-in cutter

W kU@

K =ABFN—->3>

Picture = right hand cutting version

B Z | Ds L L, d, a, d, d, | sw HWS HMS
Part number
DAM65.032.M16.6.02 2 32 66 43 S)ES 7 M16 29 24 DA6500 16001
DAMé65.040.M16.6.03 3 40 66 43 39,5 7 M16 29 24 DA6500 16001
FimaBan
Spare Parts
AIVa—Ahyi— L FLOZRLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAMéS... 030.0411.T15P T15PQ
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S—UvJov>vY  DAMé2 (ph HoRN D)

: DIN1835-B
| ol - el 'U%
"~y a 2
OR t
J 1z
%ﬂ , l,

K =ABFN—->3>

Picture = right hand cutting version

B z Ds d L L d, L a, HWS
Part number
DAM62.020.D20.4.02B 2 20 20 85 33 19 50 4,5 DA6200
DAM62.025.D25.5.03B 3 25 25 95 37 24 56 4,5 DA6200
DAM62.032.D32.6.04B 4 32 32 1M 47 31 60 4,5 DA6200
Fiiwabaa
Spare Parts
U2/ D2 27/ Rl FLOZLVF
End Mill Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL



(ph HORN i)

'DIN1835-B
WA
- 2
= = =l .g
1
L L3
M =-aBFN—-Ta>
Picture = right hand cutting version
30 VA Ds d L
Part number
DAMé65.032.D32.6.02B 2 32 32 "M
DAM65.040.D32.6.03B 40 32 1M
FimaBan
Spare Parts
U2/ D2 27/ Rt FLOZLVF
End Mill Clamping Screw TORX PLUS® Wrench
DAMG6S... 030.0411.T15P T15PQ
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HWS

DA6500
DA6500



7—=N—B{Hhy 52— DAM62 (ph HORN piD)

Arbour Mounted Cutter

W e |G| §

- 2 I DIN8030-A

K =ABFN—-Ta >

Picture = right hand cutting version

ks Z Ds a, h, h d, d, L b C dy, HWS
Part number
DAM62.0040.A16.05 5 40 4,5 34 35 16 16 21,5 8,4 56 33 DA6200
DAM62.0050.A22.06 6 50 4,5 39 40 19,5 22 23,5 10,4 6,3 41 DA6200
DAM62.0063.A22.08 8 63 4,5 39 40 19,5 22 24 10,4 6,3 49 DA6200
DAM62.0080.A27.10 10 80 4,5 49 50 21,5 27 27,5 12,4 7 59 DA6200
Fimtban
Spare Parts
T=N—IfThy2— fal cLOZL>F
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAMé2... 030.3070.T10P T10PL



7—=N—B{hy 52— DAM6S (ph HORN piD)

Arbour Mounted Cutter

W e |G| §

- 2 I DIN8030-A

K =ABFN—-Ta >

Picture = right hand cutting version

30 z Ds a, h, h d, d, L, b © dy HWS
Part number
DAM65.050.A22.04 4 50 7 38 40 19,5 22 22,2 10,4 6,3 49 DA6500
DAM65.050.A22.05 5 50 7 38 40 19,5 22 22,2 10,4 6,3 49 DA6500
DAM65.063.A22.05 5 63 7 38 40 19,5 22 22,2 10,4 6,3 49 DA6500
DAM65.063.A22.07 7 63 7 38 40 19,5 22 22,2 10,4 6,3 49 DA6500
DAM65.080.A27.07 7 80 7 48 50 30 27 28,7 12,4 7 59 DA6500
DAM65.080.A27.09 9 80 7 48 50 30 27 28,7 12,4 7 59 DA6500
DAM65.100.A32.08 8 100 7 48 50 35 32 28,7 14,4 8 80 DA6500
DAM65.100.A32.11 11 100 7 48 50 35 32 28,7 14,4 8 80 DA6500
FimaBan
Spare Parts
7= =R hy 2— B RLIZRLUF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAMS5.... 030.0411.T15P T15PQ
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TSR (ph HORN i)

Technical Instructions
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Feed rate
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Cutting data
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Technical Instructions

11



EDE-BHID - IEm7 51 XML (ph HORN i)

Feed rate — Shoulder and Face milling

RHI4 eI IL—7 DAM62 DAM65
Material Material group BHID 754 XTI BHID 754 XTI
Shoulder mill Shoulder mill
Kk =90° Kk = 90°
a /D, a, /D,

100%  50% 20% 10%  100%  50% 20% 10%

P R P1.1-P1.5 0,14 0,16 0,18 0,23 0,20 0,23 0,25 0,33
Carbon steel
AN 0
ey 8 (<5%) P2.1-P2.4 0,12 0,14 0,15 0,20 0,17 0,20 0,21 0,28
Alloyed steel
= A o 0,
'E.’Dﬁﬁﬁ] (>5%) P3.1-P3.2 0,11 0,12 0,13 0,18 0,15 0,17 0,19 0,25
high alloyed steel
i P4.1 - P4.2 0,06 0,07 0,08 0,11 0,09 0,10 0,11 0,15
Cast steel
| ==
&‘%nﬁm P5.1 0,11 0,13 0,14 0,19 0,16 0,18 0,20 0,27
Sintered steel
M Zj‘/leﬁlﬁ] M1.1-M1.3 0,08 0,09 0,10 0,13 0,10 0,12 0,13 0,17
Stainless steel
1’5\3‘5’7%@% K1.1-K.1.2 0,19 0,22 0,24 0,32 0,24 0,28 0,30 0,40
Grey cast iron
A2 A )L EERk
Spheroidal graphite cast iron K2.1-K2.2 0,15 0,17 0,19 0,25 0,19 0,22 0,24 0,32
FI % . K3.1-K3.2 0,15 0,17 0,19 0,25 0,19 0,22 0,24 0,32
Malleable cast iron
Z—R T > /X— ADI
Ausferritic spheroidal cast iron ADI K&.1-K4.3 0.1 0.13 0.14 0.18 0,14 0.16 0.18 0.23
TILS = o
N 7LI=ULESE N1ANT 2
Al-alloys
M7 = = PAN
HEETILZ=ZULER N2.1-N2.3
Al-cast-alloy
AP
e N3.1-N3.4
Copper-alloys
Rin
Graphite N1
L3l A
S mﬁ?ﬂm‘% (Fe) S1.1-51.2 0,09 0,10 0,11 0,15 0,12 0,14 0,15 0,20
Heat resistant alloy
\| Fas i
(R é (Ni, Co) S$2.1-S2.2 0,09 0,10 0,11 0,15 0,12 0,14 0,15 0,20
Heat resistant alloy
_?i'-ti/:"ﬁA $3.1-S3.3 0,09 0,10 0,11 0,15 0,12 0,14 0,15 0,20
H SEER i
Hardened steels HI1-HT.4
0 RIBMTSIFvY e
Thermoplastics ’
IVSZTFIIITTSIRFYYD
01.2
Duro plaste
HS RGBT S RF v
: ; g 01.3
Plastics glass fibre reinforced
REBMBILT S ZF v o1

Plastics carbon fibre reinforced

12



EDE - AUHILIT (ph HorN piD)

Feed rate — Helical interpolation

RHI4 MEsIN—7 DAM62 DAM65
Material Material group BHID 754 XTI BHID 754 0T
Shoulder mill Shoulder mill
Kk =90° Kk = 90°
a /D, a, /D,

100%  50% 20% 10%  100%  50% 20% 10%

P R P1.1-P1.5 0,12 0,14 0,15 0,20 0,17 0,20 0,21 0,28
Carbon steel
AN 0
e 8l <5%] P2.1-P2.4 0,10 0,12 0,13 0,17 0,14 0,17 0,18 0,24
Alloyed steel
= A o 0,
'E.“:’ﬁﬁ]ﬂ (>5%) P3.1-P3.2 0,09 0,10 0,11 0,15 0,13 0,15 0,16 0,21
high alloyed steel
i P4.1 - P4.2 0,05 0,06 0,07 0,09 0,08 0,09 0,10 0,13
Cast steel
| ==
&%nﬁm P5.1 0,10 0,11 0,12 0,16 0,14 0,16 0,17 0,23
Sintered steel
M 27._/ L2 M1.1-M1.3 0,07 0,08 0,09 0,11 0,09 0,10 0,11 0,14
Stainless steel
1’5\3‘5’7%@% K1.1-K.1.2 0,16 0,19 0,20 0,27 0,20 0,23 0,26 0,34
Grey cast iron
A2 A )L EERk
Spheroidal graphite cast iron K2.1-K2.2 0,13 0,15 0,16 0,21 0,16 0,19 0,20 0,27
FI % . K3.1-K3.2 0,13 0,15 0,16 0,21 0,16 0,19 0,20 0,27
Malleable cast iron
Z—R T > /X— ADI
Ausferritic spheroidal cast iron ADI K&.1-K4.3 0.09 0.1 0.12 0.16 0.12 0,14 0.15 0.20
TILS = o
N 7LI=ULESE N1ANT 2
Al-alloys
M7 = = PAN
HEETILZ=ZULER N2.1-N2.3
Al-cast-alloy
AP
e N3.1-N3.4
Copper-alloys
Rin
Graphite N1
L3l A
S mﬁ?ﬂm‘% (Fe) S1.1-51.2 0,08 0,09 0,10 0,13 0,10 0,12 0,13 0,17
Heat resistant alloy
Sy i
RS é (Ni, Co) S$2.1-S2.2 0,08 0,09 0,10 0,13 0,10 0,12 0,13 0,17
Heat resistant alloy
.?i:ti/:rj'b‘ $3.1-S3.3 0,08 0,09 0,10 0,13 0,10 0,12 0,13 0,17
H SEER i
Hardened steels HI1-HT.4
0 MEBETSIFyY o1
Thermoplastics ’
IVSZTFIIITTSIRFYYD
01.2
Duro plaste
HS RGBT S RF v
: ; g 01.3
Plastics glass fibre reinforced
REBMBILT S ZF v o1

Plastics carbon fibre reinforced

13



tIRISRG - BRID - EBI7 51 AMI (52
Cutting Data — Shoulder and Face milling (radial)

711 (pl HORN ph)

WHAA

Material

P

14

Carbon steel

AT (<5%)
Alloyed steel

BEEMH (>5%)
high alloyed
steel

51

Cast steel

JERE

Sintered steel

2TV L R
Stainless
steel

~02%C

~0,4% C sttt

annealed

~0,4%C BEAM

quenched

~0,6% C JEadisg
annealed

~0,6%C A
quenched

TRHE

Free cutting steel

JESHAA

annealed

BEAK

quenched

BEAR

quenched

BEAM
quenched
JsESAA
annealed

BEAH

hardened

FE®

unalloyed

%

alloyed

VI k

soft

NILTYUHA R
731 KR

martensitic ferritic

F—RTFA LR
austenitic ferritic
F—RFFHA rR
Jro1 %R

austenitic

&
JI—="F
Material
group

P1.1

P2.2

P2.3

P2.4

P3.2

P41

P4.2

M1.1

M1.2

M1.3

Tz
EE (HB)
Hardness

Brinell

125

190

210

190

300

220

180

280

350

430

200

350

180

220

220

200

300

230

R

R [N/mm?]
Tensile
Strength

430
610
640
610
1000
750
590
960
1250
1450
680
1200
590
750

570
680
1000

780

HHI A5
Example
Material

SILSC

SPV355

SCMn3A

S55@

S58C

SUM22L

SuUJ2

SNC415

SCM435

SUPSA

SS430

SKD1

SCH2X2

SCH13

SMF5030

SUS431

SUS316Ti

SUS316LN



(ph HORN i)

100%

160

160

160

160

160

160

180

180

180

180

120

100

220

90

160

80

80

80

SA4LB
ae/DC

50%

200

200

200

200

200

200

200

200

200

200

140

140

240

110

180

105

105

105

20%

240

240

240

240

240

240

220

220

220

220

160

160

260

130

200

130

130

130

100%

140

140

140

140

140

140

160

160

160

160

110

110

240

110

200

80

80

80

SD6A

ae/DC
50%

160
160
160
160
160
160
180
180
180
180
130
130
260
130

220
105
105

105

20%

180

180

180

180

180

180

200

200

200

200

150

150

280

150

240

130

130

130

100%

140

140

140

140

140

140

160

160

160

160

110

110

240

110

200

80

80

80

SC6A

ae/DC
50%

160
160
160
160
160
160
180
180
180
180
130
130
260
130

220
105
105

105

20%

180

180

180

180

180

180

200

200

200

200

150

150

280

150

240

130

130

130

100%

180

180

180

180

180

180

180

180

180

180

120

100

220

90

160

80

80

80

IG6B
ae/DC

50%

210
210
210
210
210
200
200
200
200
200
140
140
240
110

180
105
105

105

20%

240

240

240

240

240

220

220

220

220

220

160

160

260

130

200

130

130

130

15



YIRS - BHID < EET 5 ZMI (527 (pl HORN ph)

Cutting Data — Shoulder and Face milling (radial)

WHAA

Material

a9 HisEk

Grey cast iron

AU A )L EHFEK
Spheroidal
graphite

cast iron

A $REE Rk
Malleable cast
iron

F—=RFTIN—]
ADI
Ausferritic

spheroidal
cast iron / ADI

N 7iz=vu
AN
[ s 72

Al-alloys

HETILIZT L

a%
Al-cast-alloy

Hee
Copper-alloys

2
Graphite

MEAE &(Fe)
Heat resistant
alloy

MHAEE
(Ni, Co)

Heat resistant
alloy

FRZT L
Titan

16

Mg TSR
JI—F BEE (HB)
Material Hardness
group Brinell
{E5RA
low tensile strength K1.1 180
=LV
high tensile strength K1.2 250
Jx TR K2.1 160
ferritic o
NoZ TR K2.1 260
perlitic .
JIITRA K3.1 200
ferritic .
NZ TR K3.2 260
perlitic .
s K41 260
quenched
WA » »
quenched
i~ K4.3 450
quenched
gegliiht - -
annealed
gehartet
hardened S1.2 275
gegliht < -
annealed .
gehartet
hardened S2.2 350
T_'tahleglemng a S3.1 120
Titanium alloy a
Titanlegierung a-B
Titanium alloy a- B S3.2 360
Titanlegierung B <33 o

Titanium alloy B

MRS
R [N/mm?l  #IA2)
Tensile Example
Strength Material
250 FC250
350 FC350
400 FCD400-18
700 FCD600-3
400 FCMW45-07
700 FCMP540
800
1050
1400
670
930
840 - > %)L 600
1200 > x%IL713
240
1200
1400



(ph HORN i)

SA4LB SD6A SC6A IG6B
a /D, a /D, a /D, a /D,

100% 50% 20% 100% 50% 20% 100% 50% 20% 100% 50% 20%

220 260 300 220 260 300 220 260 300 160 170 180
220 260 300 220 260 300 220 260 300 160 170 180
220 260 300 220 260 300 220 260 300 160 170 180
220 260 300 220 260 300 220 260 300 160 170 180
130 150 170 130 150 170 130 150 170
120 140 160 120 140 160 120 140 160
130 150 170 130 150 170 130 150 170
110 130 150 110 130 150 110 130 150

100 120 140 100 120 140 100 120 140

30 59 80 30 55 80 30 55 80 30 555 80
30 S5 80 30 55 80 30 55 80 30 55 80

30 55 80 30 59 80 30 55 80 30 55 80

30 313 80 30 55 80 30 55 80 30 55 80

30 99 80 30 99 80 30 99 80 30 515 80
30 S5 80 30 55 80 30 55 80 30 55 80

30 59 80 30 59 80 30 55 80 30 59 80

17



YRR - AU BILIT

Cutting Data — Helical interpolation

(ph HORN i)

g Tz
JI—7 WS (HB)

Material Hardness
A -
Brinell
Material group
2 ~0,2%C P1.1 125
~ 0, I+|l
0,4% C JgEstidg P12 190
annealed
- 0 it
0.4%C {ﬁﬁtﬁed P1.3 210
K& S
Carbon steel ~0,6% C #eslits P1.4 190
annealed
- 0 3
0.6% C KEARM P15 300
quenched
TRH
Free cutting steel Pl e
el P2.1 180
annealed
JE AR P2.2 280
e quenched
i rag [<50/o] .
" BEAM
Alloyed steel P2.3 350
quenched
Kt P2.4 430
quenched
- mﬂ*ﬁd P3.1 200
=il (>5%) anneate
high alloyed g A
steel hardened i kil
PAN
Faw P4.1 180
b330 unalloyed
Cast steel A
Ea P4.2 220
alloyed
yEi3 il V7 hk
Sintered steel soft el ezl
M RIVTa 1 bR
771K M1.1 200
martensitic ferritic
- o A—RATFAER
ATYLZM S Sk M1.2 300
Stainless austenitic ferritic
steel
F—2TFA R M1.3 230
austenitic

18

F5R7

R [N/mm?]
Tensile
Strength

430
610
640
610
1000
750
590
960
1250
1450
680
1200
590
750

570
680
1000

780

W5

Example
Material

S15C

SPV355

SCMn3A

S55@

S58C

SUM22L

SuUJ2

SNC415

SCM435

SUPSA

SS430

SKD1

SCH2X2

SCH13

SMF5030

SUS431

SUS316Ti

SUS316LN






YRR - AU BILIT

Cutting Data — Helical interpolation

(ph HORN i)

WHAA

Material

9 HisEk

Grey cast iron

AU 21 )Lk
Spheroidal
graphite

cast iron

AR EE Rk
Malleable cast
iron

FT—=RT>
JX—/ ADI
Ausferritic
spheroidal
cast iron / ADI

TILIZOLES

Al-alloys

e

TILZEZULES

Al-cast-alloy

MEASE (Fe
Heat resistant
alloy

MHASE
(Ni, Co)
Heat resistant
alloy

FR=J L
Titan

20

(:%. 9]

low tensile strength
=R

high tensile strength
771 MR

ferritic

N—Z1 &

perlitic

751 +%

ferritic
N—Z1 &
perlitic
BEAM

quenched

BEAR
quenched
BEAM
quenched

BB ES

not heat treatable

BIIBEE

heat treatable

< 6% Si
6-10% Si

10-15 % Si

BEsAt

annealed

BEAS

hardened

BEsAs

annealed

BEAM

hardened

FAVEE a

Titanium alloy a

FRUEE a-B

Titanium alloy a- B

FRUEE B
Titanium alloy B

iz
JI—=7
Material
group

K1.1

K1.2

K2.1

K3.1

K3.2

K41

Ké.2

K4.3

N1.1

N1.2

N2.1

N2.2

N2.3

S1.1

S51.2

S2.1

S52.2

S3.1

S3.2

SES

PAVEI%
fiE & (HB)
Hardness
Brinell

180

250

160

260

200

260

260

350

450

30

100

80

100

130

200

275

250

350

120

360

410

RS

R [N/mm?]
Tensile
Strength

250
350
400
700
400
700
800
1050

1400

340
300
320
450
670
930

840

1200

240
1200

1400

HHI A5
Example
Material

FC250

FC350

FCD400-18

FCD600-3

FCMW45-07

FCMP540

A5005P

A6062

AC2A

AC4H

AC3A

1> %JL600

> x%IL713



200 235 270 200 235 270 200 235 270 145 155 165
200 235 270 200 235 270 200 235 270 145 155 165
300 600 900

25 50 75 25 50 75
25 50 75 25 50 75

25 50 75 25 50 75
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SR

Technical Instructions

(ph HORN i)

T7O—FF
Angeled Diving
FHFEE-0 (mm) 770—FA (°)
Cutting edge @ (mm) Diving angle (°)
DAM62 DAMé65
20 2,4 -
25 1,75 =
32 1,25 2,15
40 0,95 1,6
50 0,7 1,15
63 0,55 0,85
80 0,4 0,7
100 = 0,55
RREADADY AT
Helical interpolation into solid material
HFHEZR-0 (mm) DAM62 DAM65
Cutting edge @ (mm)
D, [mml D, [mm] D, [mm] D, [mm]
20 32 40 = =
25 42 50 = =
32 56 64 50 b4
40 72 80 66 80
50 92 100 86 100
63 118 126 112 126
80 152 160 146 160
100 = = 186 200
RAEEEH
Number of revolutions maximum
FHFE-0 (mm) n.., (min]
Cutting edge @ (mm)
DAM62 DAM65
20 24000 =
25 21400 =
32 18900 11500
40 16900 10500
50 15100 9000
63 13500 8000
80 12000 7000
100 = 6000

22



(ph HORN i)

FHBRIEBANTI SAZAMIAIEN 2O ZCELSIETL,

Further information can be found in our catalogue:

FRASSYSTEME
MILLING SYSTEMS 2025/2026

23



(ph HORN fill)

BANNMIDOARZI Y Y a—-3 %
CREWELETD,

FIND YOUR RIGHT
TOOLING SOLUTION NOW.

horn-group.com

BAKARIRE DEUTSCHLAND, STAMMSITZ
GERMANY, HEADQUARTERS

X =4tIZUSHI Hartmetall-Werkzeugfabrik
PEZIE/XNBT I ALY R — Paul Horn GmbH
T448-0807 ERBXAHRIGEI =T B & 2 Horn-Strafe 1

72072 Tubingen

Tel +49 7071/ 7004-0
Tel 0566-62-8075 Fax +49 7071 /72893

Fax 0566-62-8084
info@de.horn-group.com

horn@ztec-izushi.co.jp horn-group.com
www.phhorn.jp
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