BiEnny - (EiTHORN B
High Feed Milling
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S=V2Thyr—

Milling

(ph HORN i)

SESU 27 D% 97/
End Mill
DAM31/DAM32/DAM62

7—N\—EE Ay R —
Arbour Mounted Cutter
DAM32/DAM62

ROV )a—1>hyR—
Screw-in cutter

DAM31/DAM32/DAM62

THATE—
Adaptor
MD

L7ra—H—
Reducer

MD

IORT>IaYy
Extension

MD

12—k
Indexable insert

DA31/DA32/DA62/
SDA62

A —h
Insert

DA32
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S Ins- (AiHoRN D
Milling

DA
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S=U2Tovy

DAM31 / DAM32 (phHorN ph)

End Mill
DIN 1835-B
| Je| = :
- 7
B z Ds d [, L
Part number
DAM31.016.D163.02B 2 16 16 79 17
DAM31.020.D204.03B 3 20 20 86 21
DAM31.025.D255.04B 4 25 25 97 27
DAM31.032.D326.05B 5 32 32 106 32
DAM32.020.D205.02B 2 20 20 87 22
DAM32.025.D256.03B 3 25 25 102 32
DAM32.032.D327.03B 3 32 32 106 32
v OF @25 mmi EIE2 ERROFEERDICAD XY,
from @ 25 mm 2 clamping flats
Fimaban
Spare Parts
SRl M2/ D2 727 al FMLORLF
End Mill Clamping Screw TORX PLUS® Wrench
DAM31.016.D163.02B 030.2541.T8P T8PL
DAM31.020.D204.03B 030.2547.T8P T8PL
DAM31.025.D255.04B 030.2553.T8P T8PL
DAM31.032.D326.05B 030.2557.T8P T8PL
DAM32.020.D205.02B 030.3562.T10P T10PL
DAM32.025.D256.03B 030.3569.T10P T10PL
DAM32.032.D327.03B 030.3576.T10P T10PL
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15
19
24
31
19
24
31

54
59
64
68
19
64
68

HWS

DA3116
DA3120
DA3125
DA3132
DA3220
DA3225
DA3232



S=U2Tovy

DAM31 (ph HORN i)

End Mill
HB ghé
P Sl==k D€
+ 7
Ll VA Ds d , L d, (8 a, d, d, HWS
Part number
DAM31.411.D163.02B 2 10.4 16 80 20 15.8 59 2 16.9 15 DA3116
DAM31.414.D204.03B 3 14.4 20 87 23 18.8 62 2 20.9 19 DA3120

Fimaban

Spare Parts
Sl M2/ D2 727
End Mill
DAM31.411.D163.02B
DAM31.414.D204.03B

al FLOZLF

Clamping Screw TORX PLUS® Wrench
030.2541.T8P T8PL
030.2547.T8P T8PL
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S—UTovy DAM31 (ph HorN ph)

End Mill

HAoh =
- ”
e =G

25 Z Ds d L, L d, L, a, HWS
Part number
DAM31.020.D160.03A 3 20 19 52 17 16 35 3 DA3120
DAM31.025.D161.04A 4 25 24 55 20 16 35 3 DA3125
DAM31.032.D162.05A 5 32 31 60 25 16 35 3 DA3132
DAM31.032.D202.05A 5 32 31 60 25 20 35 3 DA3132

Fliwahaa

Spare Parts

L Sl 2/ D2 0274 [t FMLOZLOF

End Mill Clamping Screw TORX PLUS® Wrench
DAM31.020.D160.03A 030.2547.T8P T8PL
DAM31.025.D161.04A 030.2553.T8P T8PL
DAM31.032.... 030.2557.T8P T8PL
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S=U2Tovy

DAM32

(ph HORrN i)

End Mill
HA ghé
P Si|== 9 €
- 7
B30 z Ds d , L,
Part number
DAM32.020.D160.02A 2 20 19 52 17
DAM32.025.D161.03A 3 25 24 55 20
DAM32.032.D162.03A 3 32 31 60 25
Fimabam
Spare Parts
S=D2TIwY Rkl FMLORLF
End Mill Clamping Screw TORX PLUS® Wrench
DAM32.020.D160.02A 030.3562.T10P T10PL
DAM32.025.D161.03A 030.3569.T10P T10PL
DAM32.032.D162.03A 030.3576.T10P T10PL

16
16
16

l a, HWS
35 4.5 DA3220
35 4.5 DA3225
35 4.5 DA3232
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S—UTovy DAM62 (ph HorN ph)

End Mill

DIN 1835-8 =
/ ”
o=

+

=HABFN—-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 32 111 47 31 60 4.5 DA6200
L F R

Spare Parts

LU/ 22 87274 ey FLOZLOF

End Mill Clamping Screw TORX PLUS® Wrench

DAM62... 030.3070.T10P T10PL
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7—N—HRfi®hy4— DAM32 (ph HoRN D)

Arbour Mounted Cutter

jé 3
- -~
7

=HABFN—-3>

Picture = right hand cutting version

B z Ds a, h, h d, d, L b C d, HWS
Part number
DAM32.040.A1635.04 4 40 4.8 34.4 35 16 16 22 8.4 5.6 33 DA3232
DAM32.050.A2240.05 5 50 4.8 39.4 40 19.5 22 24 10.4 6.3 41 DA3232
DAM32.063.A2745.06 6 63 4.8 44.4 45 21.5 27 27 12.4 7 49 DA3232
Fimabam
Spare Parts
T—N—BfF8hyE— Rl FMLOZXLF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAM32... 030.3576.T10P T10PL
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7—N—Hfi®hy4— DAM62 (ph HoRN D)

Arbour Mounted Cutter

| e G

=HABFN—-3>

Picture = right hand cutting version

B z Ds a, h, h d, d, L b C d, HWS
Part number
DAM62.0040.A16.05 5 40 4.5 34 35 16 16 215 8.4 5.6 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
Fimabam
Spare Parts
T—N—BfF8hyE— Rl FMLOZXLF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL
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29Va—1>hv2— DAM31 [ DAM32 (qifi HORN ph)

Screw-in cutter

~ L %
7
25 z Ds [, L d, a, d, d, SW HWS HMS
Part number
DAM31.016.M083.02B 2 16 38 20 15 3 M8 13 10 DA3116 08001
DAM31.020.M104.03B 3 20 45 25 19 3 M10 18 15 DA3120 10001
DAM31.025.M125.04B 4 25 52 30 24 3 M12 21 17 DA3125 12001
DAM31.032.M166.05B 5 32 58 35 31 3 M16 29 24 DA3132 16001
DAM32.020.M104.02B 2 20 45 25 19 4.8 M10 18 15 DA3220 10001
DAM32.025.M125.03B 3 25 52 30 24 4.8 M12 21 17 DA3225 12001
DAM32.032.M166.03B 3 32 58 35 31 4.8 M16 29 24 DA3232 16001
Fimaban
Spare Parts
R9Va—1>hys— fat rLOZRLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.016.M083.02B 030.2541.T8P T8PL
DAM31.020.M104.03B 030.2547.T8P T8PL
DAM31.025.M125.04B 030.2553.T8P T8PL
DAM31.032.M166.05B 030.2557.T8P T8PL
DAM32.020.M104.02B 030.3562.T10P T10PL
DAM32.025.M125.03B 030.3569.T10P T10PL
DAM32.032.M166.03B 030.3576.T10P T10PL
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29Va—1>hv2— DAM31 [ DAM32 (qfi HORN ph)

Screw-in cutter

‘ 3
- %

25 yA Ds , L d, a, d, d, | dg d, SwW HWS HMS
Part number
DAM31.411.M083.02B 2 | 105 | 38 | 20 | 158 2 M8 13 | 15 | 16.9 10 DA3116 | 08001
DAM31.414.M104.03B 3 14.4 | 45 25 19.8 2 M10 18 19 20.9 15 DA3120 10001
DAM32.417.M125.03B 3 | 176 | 52 | 30 | 248 | 32 | M12 | 21 | 24 | 283 17 DA3225 | 12001
FimaBan
Spare Parts

L 2IVa—1hyE— [t FLOZLOF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAM31.411.M083.02B 030.2541.T8P T8PL
DAM31.414.M104.03B 030.2547.T8P T8PL
DAM32.417.M125.03B 030.3569.T10P T10PL
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AoV)a—1>hy2—

Screw-in cutter

DAMG62

(ph HORN i)

~ % 4 %
/
=EBFN—-T3>
Picture = right hand cutting version
B z Ds L, d,
Part number
DAM62.025.M12.5.03 3 25 35 24
DAM62.032.M16.6.04 4 32 43 31
FisBan
Spare Parts
ROV a—AhyFa— ey FMLOZXLF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAMG62... 030.3070.T10P T10PL

4.5
4.5

M12
M16

d

4

21
29

SW HWS HMS
17 DA6200 12001
24 DA6200 16001
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7HTa— MD (ph HoRrN piD)

Adaptor
DIN 1835-B
2| E =
-
BIR L, L, L, d d, d,
Part number
MD13.02.00.D16B 73 14 53 16 13 M8
MD18.04.00.D20B 80 20 55 20 18 M10
MD21.06.00.D25B 91 23 6l 25 21 M12
MD29.08.00.D32B 100 29 65 32 29 M16

2w U @25 mmi L322 BFROFEERDICHED X,
from @ 25 mm 2 clamping flats
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7HTa— MD (ph HoRrN piD)

Adaptor
DIN 1835-B
2| E =
-
BIR L, L, L, d d, d, a
Part number
MD13.02.85.D20B 105 7 55 20 13 M8 85°
MD18.04.85.D25B 115 10 61 25 18 M10 85°
MD21.06.85.D32B 140 8 65 32 21 M12 85°
MD29.08.85.D40B 150 8 75 40 29 M16 85°

2w U @25 mmi L322 BFROFEERDICHED X,

from @ 25 mm 2 clamping flats
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LT a—H—

MD (ph HORrN i)

Reducer

B30 [, (5 l, d, d, d, d, SW a
Part number

MD18.02.77.M10 49 6 20 13 M8 M10 18 15 77.5°
MD21.04.77.M12 56 10 22 18 M10 M12 21 17 77.5°
MD29.06.77.M16 52 6 23 21 M12 M16 29 24 77.5°
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IYRTooay MD (ph HORN i)

Extension

B30 , (5 , d, d, d, SW
Part number

MD13.02.00.M08 48 30 18 M8 M8 13 10
MD18.04.00.M10 55 35 20 M10 M10 18 15
MD21.06.00.M12 57 35 22 M12 M12 21 17
MD29.08.00.M16 58 35 23 M16 M16 29 24
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19—k DA31 (ph HoRrN piD)

Indexable insert

3
~ - <
-
B E
Carbide grades
AEESR A 48R
on stock 4 weeks
B Ds a, a h r, HIS Q| w
Part number I 3
h | =
DA31.016.A.00 16 3 3 3.1 = DA3116 A | A
DA31.016.A.02 16 3 3 3.1 0.2 DA3116 A | A
DA31.016.A.04 16 3 3 3.1 0.4 DA3116 A | A
DA31.020.A.00 20 3 3 3.1 = DA3120 A A
DA31.020.A.02 20 3 3 3.1 0.2 DA3120 A | A
DA31.020.A.04 20 3 3 3.1 0.4 DA3120 A | A
DA31.025.A.00 25 3 3 3.1 = DA3125 A
DA31.025.A.02 25 3 3 3.1 0.2 DA3125 A | A
DA31.025.A.04 25 3 3 3.1 0.4 DA3125 A | A
DA31.032.A.00 32 3 3 3.1 - DA3132
DA31.032.A.02 32 3 3 3.1 0.2 DA3132 A | A
DA31.032.A.04 32 3 3 3.1 0.4 DA3132 A | A

TA45: LS A EEFIMIA
SA4B: #HIM N T

Carbide grade TA45 preferred for easy to machine materials, aluminium and
finishing. Carbide grade SA4B preferred for middle and difficult to machine materials.
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19—k DA32 (ph HoRrN piD)

Indexable insert

3
~ - <
-

B E

Carbide grades

AEESR A 48R

on stock 4 weeks
B Ds a, a h r, HIS Q| w
Part number I 3
h | =
DA32.020.A.00 20 4.8 4.6 4.7 - DA3220 A A
DA32.020.A.02 20 4.8 4.6 4.7 0.2 DA3220 A | A

DA32.020.A.04 20 4.8 4.6 4.7 0.4 DA3220 A

DA32.020.A.08 20 4.8 4.6 4.7 0.8 DA3220 A | A
DA32.020.A.10 20 4.8 4.6 4.7 1 DA3220 A | A
DA32.025.A.00 25 4.8 4.6 4.7 = DA3225 A A
DA32.025.A.02 25 4.8 4.6 4.7 0.2 DA3225 A | A
DA32.025.A.04 25 4.8 4.6 4.7 0.4 DA3225 A | A
DA32.025.A.08 25 4.8 4.6 4.7 0.8 DA3225 A | A
DA32.025.A.10 25 4.8 4.6 4.7 1 DA3225 A | A
DA32.032.A.00 32 4.8 4.6 4.7 = DA3232 A A
DA32.032.A.02 32 4.8 4.6 4.7 0.2 DA3232 A | A
DA32.032.A.04 32 4.8 4.6 4.7 0.4 DA3232 A | A
DA32.032.A.08 32 4.8 4.6 4.7 0.8 DA3232 A | A
DA32.032.A.10 32 4.8 4.6 4.7 1 DA3232 A | A

TA45: Z)LEMMIR L EFINTIA
SA4B: EtHIAIN TR

Carbide grade TA45 preferred for easy to machine materials, aluminium and
finishing. Carbide grade SA4B preferred for middle and difficult to machine materials.
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19—k

DA32

(ph HORN i)

Insert
/
CVD-D
/
g TR
Carbide grades
A TES A 4R
on stock 4 weeks
B Ds a, a h r b x 45° HIS
Part number
DA32.020.25.02.C 20 3.8 3.5 4.7 0.2 - DA3220
DA32.020.25.X2.C 20 3.8 3.5 4.7 - 0.2 DA3220
DA32.025.25.02.C 25 3.8 3.5 4.7 0.2 - DA3225
DA32.025.25.X2.C 25 3.8 3.5 4.7 - 0.2 DA3225
DA32.032.25.02.C 32 3.8 3.5 4.7 0.2 - DA3232
DA32.032.25.X2.C 32 3.8 3.5 4.7 - 0.2 DA3232
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12— DA32 (ph HoRrN piD)

oAl || PKD

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
B Ds a, a h r, HIS
Part number
DA32.020.25.02.P 20 3.8 3.5 4.7 0.2 DA3220
DA32.025.25.02.P 25 3.8 3.5 4.7 0.2 DA3225
DA32.032.25.02.P 32 3.8 3.5 4.7 0.2 DA3232
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gdng-l—e Ii:lsert DAG2 (ﬁh HORN I]ID

~ iz %
/

g TR

Carbide grades

A TES A 4R

on stock 4 weeks
D5t a, h r, HIS S
Part number I8
n|ln
DA62.0400.A.04 4.5 5.2 0.4 DA6200 A | A
DA62.0400.A.08 4.5 5.16 0.8 DA6200 A | A
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19—k

Indexable insert

SDAG62

(ph HORN i)

- ”
/
B3 a,
Part number
SDA62.0400.A.08 4.5
Py g

precision sintered

5.16

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
r, HIS
0.8 DA6200
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1D DA31/DA32

Feed Rate

(ph HORN i)

ISO - > — | DA31

1HAHODED f (mm) 1HHDDEDF (mm)

Insert size DA31
Feed/tooth f (mm)

P 0,03-0,15

M 0,03-0,12

0,03-0,15
N 0,03-0,40
S 0,03-0,08

- 2% — bk DA32

Insert size DA32
Feed/tooth f, (mm)

0,04 -0,25

0,03-0,17

0,04-0,25

0,04 - 0,50

0,03-0,15

45° 7S AMIDIFE. 1 AHTODDZED fz (3 1.4 EICEMLET,

When 45° Milling the feed per tooth f, could be increased by factor 1,4.

YIHEEIRINF v T2 —2 TERBIEI L,

Cutting speeds can be found in chapter N in this catalogue.
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5%k DA31 / DA32

Technical Data

(ph HORN i)

WHYINHZFERAROTTO—FH(STTUIIV) LHIER

Ramp angle and plunging with a 90° milling cutter

@ FFZE (mm) / Insert size 32 25 20
Hyz—8T DA32 DA32 DA32
77D_9:% (o) 3 50 3 50 3 50
Diving angle (°) ’ ’ i
BAMEAYOASE (M) |, 06 0a
vertical full diving max. (mm) ’ ’ ’
RAYIDIAHE a_(mm) 46 46 46
vertical side diving a_ max. (mm) ? ’ ?
S/ F7UE D, (mm) 22,8 15,8 10,8

Predrilling D, min. (mm)

45° A= ERABOT77O—-FB(SVTT7JI) CHHERS

Ramp angle and plunging with a 45° milling cutter

@ F5FZE (mm) / Insert size 17 144 10,5
HyE—EIF DA32 DA31 DA31
rte=g 11° 7° 10,5°
Diving angle (°)

RAHEAYIDAAE (mm)

3,2 2,0 2,0

vertical full diving max. (mm)

45° N F = EAFD I —F—RIE DDA HFHIE(E

thA#HE
32 25 20 16
DA31 DA31 DA31 DA31
4,0° 3,5° 55 3,0°
1,7 0,8 0,6 0,4
31 3,1 3,1 31
25,8 18,8 13,8 9,8
tIDiAHE

Correction factor for reduced cutting depth in consideration to the corner radius when 45° milling.

d—7+—r (mm) FHIEMET (mm)
Corner radius r.(mm) Correctior?%actorfap(mm)
0 0
0,2 0,078
0,4 0,17
0,8 0,33
1,0 0,41
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1XD DA62

Feed Rate

(ph HORN i)

ISO 1HHDDZED f, (mm)
Feed/tooth f, (mm)

P 0,04-0,25
M 0,03-0,17
0,04-0,25
N 0,04 - 0,50
S 0,03-0,15
HEE D EAE
Cutting edge @ Diving angle
[mm] [°]
20 2,4
25 1,75
32 1,25
40 0,95
50 0,7
63 0,55
80 0,4

YIBEEIRNF v T2 —2 CEEBIETL,

Cutting speeds can be found in chapter N in this catalogue.
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(ph HORN i)
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S=UYThyF—
Milling (I“]F“DR*ID")

S—UST Y
End Mill -
DAHM25/DAHM37/
DAHM82
R— [Page

494-495, 500, 507

AV a—1hyE—
Screw-in cutter -
DAHM25/DAHM37/
DAHMS82
NR—2 [Page
496, 501, 508
A —h
Indexable insert -
DAH25/DAH37/DAH82/
DAH84
R—2 [Page

497, 503-504, 510, 512

T=N—EfEHyZ—
Arbour Mounted Cutter -
DAHM37/DAHM82/
DAHM84
R—2 [Page
502,509,511
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mEbHy2—
II-Ti',g_h Feed Milling Cﬁh HORN I]h)

DAH

SEDTFAAMIATL High feed milling

DAH System DAH
Y DY - End Mill

T —N\N—EFE Ay R — - Arbour Mounted Cutter
SR 2=y R — - Screw-in Cutter

AV — K - Indexable Inserts
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S=D2T0ov0
End Mill

DAHM25 (ph HoRrN piD)

HBoh6
1 ==
-

B z Ds d L, L, d, L, a, HWS

Part number

DAHM.25.012.D122.02B 2 12 12 61.5 15 11 45 1 DAH25

DAHM.25.016.D163.03B 3 16 16 69.5 20 14.5 48 1 DAH25

DAHM.25.020.D204.03B 3 20 20 76.5 25 18 50 1 DAH25
Fimaban
Spare Parts

U2/ 02 072/ al FLOZLF

End Mill Clamping Screw TORX PLUS® Wrench

DAHM.25.012.D122.02B 030.2547.T8P T8PL

DAHM.25.... 030.2553.T8P T8PL
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S—UTovy DAHM25 (ph HorN ph)

End Mill
DIN 1835-B
b ===
-
B z Ds d , L, d, L, a, HWS
Part number
DAHM.25.012.D124.02B 2 12 12 82.5 36 11.5 45 1 DAH25
DAHM.25.016.D165.02B 2 16 16 97.5 48 15.4 48 1 DAH25
DAHM.25.016.D165.03B 3 16 16 97.5 48 15.4 48 1 DAH25
DAHM.25.020.D206.03B 3 20 20 111.5 60 19 50 1 DAH25
DAHM.25.025.D257.04B 4 25 25 132.5 75 24 56 1 DAH25
Fimaban
Spare Parts
Sl M2/ D2 727 al FLOZLF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM.25.012.D124.02B 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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29Ya—1vhv8— DAHM25 (ph HoRN D)

Screw-in cutter

jé 3
- -~
7

25 z Ds [, L, d, a, d, d, HWS HMS
Part number
DAHM.25.012.M062.02 2 12 26 13.5 11 1 M6 11.5 DAH25 6001
DAHM.25.016.M083.02 2 16 39 20.5 13 1 M8 15.4 DAH25 08001
DAHM.25.016.M083.03 3 16 39 20.5 13 1 M8 15.4 DAH25 08001
DAHM.25.020.M104.03 3 20 45 25.5 18 1 M10 19 DAH25 10001
DAHM.25.025.M125.04 4 25 50 28 21 1 M12 24 DAH25 12001
Fimaban
Spare Parts
R9Va—12hyE— fal rLORLVF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM.25.012.M062.02 030.2547.T8P T8PL
DAHM.25.... 030.2553.T8P T8PL
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1=k DAH25 (pli HORN i)

Indexable insert

~ iz %
/
g TR
Carbide grades
A TES A 4R
on stock 4 weeks
Part number P

DAH.25.011.D.04 4.4 2.6 DAH25

B a a h r, HIS
0.4
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1x D DAH25
Feed Rate

(ph HORN i)

ISO 1A Z7=DDED f (mm)

Feed/tooth f, (mm)

P 0.5-1.8

M 0.5-15

0.6-1.8
N 0.8-2.5
S 0.5-1.5

YIHLEEIINTF v T 2= CERBLIES L,

Cutting speeds can be found in chapter N in this catalogue.

77O-F#

Diving angle

@AKXE TTIO—FA()

(mm) Diving angle (°)
12 6.5
16 2.5
20 1.5
25 1.0

498

ERECDESR

Programming radius and difference

r,,(mm) RAZEE (mm)

max. difference (mm)

14 0.61

WO —F —RIEIFRERETT,
theoretical corner radius r,,
= programming radius



S ZFL DAH25 FHE (pli HORN i)

Formulas System DAH25

Z= hyZ—F

Number of teeth

d_ =BT %R0

effective cutting edge @

v, + 1000
n= [Cl#5#L n==—g . [1/min]
Revolutions eff
deemen _
Vc = tﬂﬁ']ﬁfg VC ~ 1000 [m/mln]
Cutting speed
Vi
f= 1IEODOEDE f=zon (mm]
Feed/tooth
v,= EDE/5H v,=f «Zen [mm/min]
Feed rate
a ea_ eV, .
Q= BREE/7D Q= _p_lOOO [cm3/min]
Material removal rate
ELWEEEH XD ZELOICIF HIE(E
BINF S Edeff BT IRBNBDET, 1=
B SeEdeff IF FROBL A TENNET, Correction value
a = t1DAHRE
Ds = A& a_[mm] K, [mm]
K, = EfE " o1 53
d_, =KD+ (Ds-12) : :
0.2 6.5
The effective cutting diameter d_, must be calculated 0.3 74
to obtain the correct RPM and the cutting feed. ’ ’
The effective cutting diameter is calculated using the 0.4 8.1
following values and formula. 0.5 8.8
a,=depth of cut ’ ’
Ds = cutter diameter 0.6 9.4
K, = from Correction value chart 0.7 10.0
d,=K, +(Ds-12)
0.8 10.5
0.9 11.0
1.0 12.0
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L

S=U2Tovy

DAHM37 (ph HORN i)

End Mill
DIN 1835-A =
@ | &) §
+
B Z Ds d l, L d, l, a, HWS
Part number
DAHM.37.020.D204.02B 2 20 20 87 34 19 50 1.2 DAH37
DAHM.37.025.D255.03B 3 25 25 101 41 24 56 1.2 DAH37
DAHM.37.032.D326.04B 4 32 32 111 47 31 60 1.2 DAH37
Fimabam
Spare Parts
LU/ 22 87274 ey FLOZLOF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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29Ya—1vhv8— DAHM3T (ph HoRN D)

Screw-in cutter

jé 3
- -~
7

B30 Z Ds [, L d, a, d, d, SW HWS HMS
Part number
DAHM.37.020.M104.02 2 20 45 25 19 1.2 M10 18 15 DAH37 10001
DAHM.37.025.M125.03 3 25 52 30 24 1.2 M12 21 17 DAH37 12001
DAHM.37.032.M166.04 4 32 58 35 31 1.2 M16 29 24 DAH37 16001
DAHM.37.040.M166.05 5 40 58 35 39 1.2 M16 29 24 DAH37 16001
Fimabam
Spare Parts
AoVa—1>Vhya— Rl FMLOZXLF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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7—N—Rfi®hy4— DAHM37 (ph HoRN D)

Arbour Mounted Cutter

%
- % -~

=HABFN—-3>

Picture = right hand cutting version

B z Ds a, h, h d, d, L b C d, HWS
Part number
DAHM.37.040.A1635.05 5 40 1.2 344 35 16 33 22 8.4 5.6 16 DAH37
DAHM.37.050.A2235.06 6 50 1.2 39.4 40 19.5 41 24 10.4 6.3 22 DAH37
DAHM.37.063.A2240.07 7 63 1.2 39.4 40 19.5 49 24 10.4 6.3 22 DAH37
DAHM.37.063.A2740.07 7 63 1.2 44.4 45 21.5 49 27 12.4 7 27 DAH37
DAHM.37.080.A3245.08 8 80 1.2 54.4 55 29.5 59 33 12.4 8 32 DAH37
Fimabam
Spare Parts
T—N—BfF8hyE— Rl FMLOZXLF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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19—k

Indexable insert

DAH37

(ph HORN i)

- ”
/
Ll a, a
Part number
DAH.37.022.N.08 1.2 7.9

FyvITTL—H—E

neutral geometry

3.18

0.8

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
HIS
DAH37
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19—k

Indexable insert

DAH37

(ph HORN i)

- ”
/
B3 a,
Part number
DAH.37.022.S.08 1.2
ROT1 TR

positive geometry

504

7.9

3.18

g TR
Carbide grades
A TES A 4R
on stock 4 weeks
r, HIS
0.8 DAH37




1XD DAH37

Feed Rate

(ph HORN i)

ISO 1A =D DED (mm)
Feed/tooth f, (mm)

YIHLEEIINTF v T2 —2 CEEBLEI L,

Cutting speeds can be found in chapter N in this catalogue.

T7O0—FA
Diving angle
@ FEE (mm)  FFO—FA ()
Diving angle (°)
20 5.0
25 4.0
32 1.0
40 0.5
50 0.5
63 0.4
80 0,4

0.6-2.2

0.6-2.0

0.7-2.0

1.0-2.8

0.6-1.8

ERECDESR

Programming radius and difference

Ef I —F —REIFRERBETT,
theoretical corner radius r,,
= programming radius

RAER

max. difference

r,,(mm) RAZER (mm)

max. difference (mm)

2 0.83
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271 DAH37 FENX
Formulas System DAH37 (ﬁh HORN I]h)

Z= hyZ—F

Number of teeth

d =BHP %R0

effective cutting edge @

v, + 1000 _
n= [ L — [1/min]
. eff
Revolutions
deemen _
v = YIHRE V.= 1000 [M/min]
Cutting speed
Vi
f,= 10XODEDE f,=77n Imm]
Feed/tooth
v,= XDE/5H v,=f «Zen [mm/min]
Feed rate
_ a,ea sV, .
Q= BREE/72 Q= —”—1000 [cm3/min]
Material removal rate
ELWEEEH XD ZELOICIF &
BMASEdeff £HETZRBERBDET, Corrﬁiﬂ';alu .
BHAFERdeff IFTERDECHATEINE T,
a = t1DAHRE
Ds = I 5% a, [mm] K, [mm]
K,= fH1E(&
dzﬁ:KD+(Ds-20) 0.1 9.71
0.2 11.47
The effective cutting diameter d_, must be calculated 0.3 12.81
to obtain the correct RPM and the cutting feed.
The effective cutting diameter is calculated using the 0.4 13.93
following values and formula. 0.5 14.92
a_=depth of cut
Ds = cutter diameter 0.6 15.82
K, = from Correction value chart 0.7 16.63
der =Ky + (D5 -20) 0.8 17.39
0.9 18.10
1.0 18.77
11 19.40
1.2 20.00
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S—UTovy DAHMS82 (ph HorN ph)

End Mill

DIN 1835-B
- + ” 2
o JI_ Lg

+

=HABFN—-3>

Picture = right hand cutting version

B z Ds d , l, a, N, 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 DAH82
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 32 111 60 1 14500 DAH82
FisBan
Spare Parts
LU/ 22 87274 ey FLOZLOF
End Mill Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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29Ya—1vhv8— DAHMS2 (ph HoRN D)

Screw-in cutter

3
- ”
e\ C

=HABFN—-3>

Picture = right hand cutting version

B30 z Ds L, L d, a, d, SW N o HWS HMS
Part number
DAHM.82.020.M104.02 2 20 45 25 18 1 M10 15 21000 DAH82 10001
DAHM.82.025.M125.03 3 25 52 30 21 1 M12 17 18500 DAH82 12001
DAHM.82.032.M166.04 4 32 58 35 29 1 M16 24 16500 DAH82 16001
DAHM.82.035.M166.04 4 35 58 35 29 1 M16 24 15500 DAH82 16001
DAHM.82.040.M166.05 5 40 58 35 29 1 M16 24 14500 DAH82 16001
Fimabam
Spare Parts
AoVa—1>Vhya— Rl FMLOZXLF
Screw-in cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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7—N\—B38hy 72—
Arbour Mounted Cutter

DAHM82

(ph HORN i)

,1 ”
/
=EBFN—-T3>
Picture = right hand cutting version
B Z | Ds | a, h, h d,
Part number
DAHM.82.040.A1635.05 5 40 1 335 35 16
DAHM.82.042.A1635.05 5 42 1 33.5 35 16
DAHM.82.050.A2240.06 6 50 1 38.5 40 19.5
DAHM.82.052.A2240.06 6 52 1 38.5 40 19.5
DAHM.82.063.A2240.07 7 63 1 38.5 40 19.5
Fimabam
Spare Parts
T=N—BE Y- ey FLOZLOF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL

ES
38
41
41
41

22
22
24
24
24

8.4
8.4
10.4
10.4
10.4

5.6
5.6
6.3
6.3
6.3

16
16
22
22
22

14500
14000
13000
13000
13000

HWS

DAH82
DAH82
DAH82
DAH82
DAH82
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1=k DAH82 (ph HorN ph)

Indexable insert

~ iz %
/
g TR
Carbide grades
A TES A 4R
on stock 4 weeks
B a, a h r HIS
Part number
DAH.82.030.5.08 1 6.8 4.5 0.8 DAH82
ROT+1 TR

positive geometry
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7—N\—B38hy 72—
Arbour Mounted Cutter

DAHM84

(ph HORN i)

~ % ”

=EBFN—-T3>

Picture = right hand cutting version
B Z | Ds a, h, h d,
Part number
DAHM.84.050.A2240.04 4 50 1.5 38 40 16.5
DAHM.84.052.A2240.04 4 52 1.5 38 40 16.5
DAHM.84.063.A2240.05 5 63 1.5 38 40 19.5
DAHM.84.066.A2240.05 5 66 1.5 38 40 19.5
DAHM.84.080.A2750.06 6 80 1.5 48 50 21.5
DAHM.84.085.A2750.06 6 85 1.5 48 50 21.5
DAHM.84.100.A3250.07 T 100 1.5 48 50 30
DAHM.84.125.A4063.08 8 125 1.5 61 63 56

Fimaban

Spare Parts
F—N—BRitR Ny 5 — L FLOZLYF
Arbour Mounted Cutter Clamping Screw TORX PLUS® Wrench
DAHM.84... 030.0412.T15P T15PQ
DAHM.84.125.A4063.08 030.0412.T15P T15PQ

41
41
49
49
59
59
80
89

L b C
25 104 | 6.3
25 104 | 6.3
25 104 | 6.3
25 10.4 6.3
28 12.4 7
28 12.4 7
33 14.4 8
35 16.4 9
R b
Tightening Bolt
20.30.6367

22
22
22
22
27
27
32
40

8000
7500
6500
6500
5500
5500
5000
4000

HWS

DAH84
DAH84
DAH84
DAH84
DAH84
DAH84
DAH84
DAH84
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19—k DAH84 (ph HoRrN piD)

Indexable insert

~ iz %
/
g TR
Carbide grades
A TES A 4R
on stock 4 weeks
B a, a h r, HIS
Part number
DAH.84.030.S.12 1.5 9.8 7 1.2 DAH84
ROT+1 TR

positive geometry

512



3D DAHS82 / DAH84
JFZed Rate / Cﬁh SICH I]h)

ISO DAH82 DAH84

1HAHODED f (mm) 1HHDDED f (mm)

Feed/tooth f, (mm) Feed/tooth f, (mm)
P 0.6-2.2 0.8-22
M 0.6-2.0 0.6-2.2
0.7-2.0 0.7-22
N 1.0-2.8 1.5-3.0
S 0.6-1.8 0.7-2.0

YHIEEIINF v T 2= C8BIIEIL,

Cutting speeds can be found in chapter N in this catalogue.

ERECLDESR

Programming radius and difference

5% 1 —F —RIBIFRERETT,
theoretical corner radius r,,
= programming radius

RAER

max. difference

DAHS82 DAH84
r,,(mm) RAZEZRE (mm) r,,(mm) RAZEZRE (mm)
max. difference (mm) max. difference (mm)
2 0.72 3.25 0.96
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\/
\“
b

DAHS8 - 7

(ph HORN ph)

Hhy2—dbINADEEHE
IR

Ds = AwviRr—11F

s | V) ’5’ _¥‘T§

U, = ZE> FILHRDOBENER

Upg= FABEX (IR - hy 42 —1F)
—> U, =1 x(D-Ds)

F7:=1Z

Upe = AR X (IR - 2x v 2 —*1]))
—> U, =1 x(D-(2xr)

AEY FIRODOBENRERAROERII= AN

A‘b

a=>>7A
b=1EEEY/7=D ODYHAHRRE (EvF)
a= XY RILRALODOE SRR

FOEVTADEE

fITE D =98mm
1EEE 7D DYHBAAZERSE b =0,8mm

w8 —1% Ds =50 mm
tana = rE:é b
=l
tang = 0,8 mm
aNa=""150,8 mm

a= 0,30°
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a=1 x(D-Ds)



DAHS - #1 FRIAUALNIBOS Y EV S (ph HoRN D)

B4 TRANDAILINIRS > BT AEHEE

DAH82 DAH84
hyr—13F VYT hyx—1=F SVEVT A
@ [mm] [°] @ [mm] [°]
20 5 50 2,7
25 3,9 52 2,5
32 2,8 63 1,8
35 2,4 66 1,7
40 1,9 80 1,3
42 1,8 85 1,2
50 1,4 100 1,0
125 0,8

A AL TR OHEREE G X D & DAHS2:

a =1mm

p max
— Ay Z—1EHD OHEHFAEED =:
RAVIAHRS a, D50%ZMIAEL L TRV
= KRR T JARTRAHFRE a, D8O%
> Ay EZ—1LEIBLDO#MAERZEDE 0,5mm ~ 0,8 mm

A DIV TR O#ERE S F:X D & DAHS4:

a =1,5mm

p max
— Ny A—1BY D OHERMBEED B :
BAUIABRTa | D6T%ERFREL LTI W
S RRCKL T BATRAB RS2 | D80%

> Ay EA—1LEIBLDO#HARZEDE 1,0 mm~ 12 mm
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DAHS - &R

(ph HORrN i)

FEHESNBBIEL RAE DAHS2

&=/M& D_ =(Ds-a)x2

D_. =(50mm-6,8 mm)x2

D_.. =86,4mm

Bz

Dy RZ—EF50mm T, INIEH
86,4 mm DIBEIETFEICHED £9,

516

mA® D, =(Ds-r)x2

max

D 50 mm-0,8 mm) x 2

max (

D, .. =98,4mm

SHBA -

Ay R —F50mm T. INIEH
98,4 mm U EDFEIFFE@EICIEERD
FHA. POICEREAZRD £,

r.=0,8 mm

a=6,8mm



DAHS - &R

(ph HORrN i)

FEHE 5N S B/MEL RATE DAHS4

&=/M& D_ =(Ds-a)x2
D_. =(50mm-9,8 mm)x2

D_.. =80,4mm

ZHBA -

Ay R—F50mm T, MIEH
80,4 mm DFZEIFFEICHED £,

mA® D, =(Ds-r)x2

max

D 50mm-1,2mm)x2

max (

D .. =97,6 mm

SHER -
Ay A —F50mm T. INIIZEH

97,6 mm U EDFBEISF@EICIETERD
i_tj.—/l/o EF"E)L:B%EEF%%J\&% D i 3_0

r.=1,2mm

a=9,8mm
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DAHS - Plunge angle (ph HORN i)

Calculation of cutter centre path

D
Ds

Bore diameter of workpiece
Cutting diameter

r, Cutting radius

U,z = Circumference of cutter centre path

U.s = U x (Bore diameter of workpiece - Cutting diameter)
— U, =Ux(D-Ds)
or

U,,s = U x (Bore diameter of workpiece - (2 x Cutting radius))

— U, =Ux(D-(2xr))

Calculation using cutter centre path:
The basis is the right-angled triangle

a=Ramp angle
b = Depth of cut per rotation (Pitch)
a = Circumference of cutter centre path A

Example of missing ramp angle=7?

Bore diameter of workpiece D =98mm

Depth of cut per rotation b =0.8mm

Cutting diameter Ds =50 mm
Opposite side b

tana = PROSE 5|

~ Adjacent side a

0.8 mm A

tana=""56 8 mm a=Ux(D-Ds)

a=0.30°
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DAHS - Plunge angle (ph HoRrN piD)

Cutter centre path - Theoretical values

DAH82 DAH84
Cutting @ Plunge angle Cutting @ Plunge angle

[mm] [°] [mm] [°]
20 5 50 2.7
25 3.9 52 2.5
32 2.8 63 1.8
35 2.4 66 1.7
40 1.9 80 1.3
42 1.8 85 1.2
50 1.4 100 1.0
125 0.8

Recommendation for helical plunging DAH82:

a =1 mm

p max
— Feed per revolution: 50% of a__ as starting value
— Depending on conditions, up to 80 % of thea  _ possible

— 0.5 mm up to 0.8 mm feed per revolution

Recommendation for helical plunging DAH84:

a =1.5mm

p max

— Feed per revolution: 67% of a___ as starting value

p max

— Depending on conditions, up to 80 % of thea possible
— 1.0 mm up to 1.2 mm feed per revolution
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DAHS - Plunge angle (ph HorN ph)

Calculation of bore diameter with flat base DAH82

D_..=(Ds-a)x2 D =(Ds-r)x2

D_..=(50 mm-6.8 mm)x2 D_..=(50mm-0.8 mm)x2
D,.,=86.4mm D...=98.4mm

Meaning: Meaning:

With a cutting diameter 50 mm, With a cutting diameter 50 mm,
a bore diameter of 86.4 mm with a diameter of 98.4 mm without
a flat base can be achieved. a flat base can be achieved.

Material remains in the centre.

r,=0.8 mm

a=6.8mm
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DAHS - Plunge angle (ph HorN ph)

Calculation of bore diameter with flat base DAH84

D_..=(Ds-a)x2 D =(Ds-r)x2

D_..=(50 mm-9.8 mm) x2 D =(50mm-1.2mm)x2
D,,=80.4mm D,.,=97.6 mm

Meaning: Meaning:

With a cutting diameter 50 mm, With a cutting diameter 50 mm,
of a bore diameter of 80.4 mm a diameter of 97.6 mm without
with a flat base can be achieved. a flat base can be achieved.

Material remains in the centre.

r. = 1.2mm

a=9.8mm
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DAH8 EEE 7 51 I L OWHIESE (pl HORN i)

DAHS - Correction value face milling

fHIEfEDBEN

Correction factors - why?

-BED T SAREFERLIESE. BMMIENREEERBED XY,
- WEEIFTIAAE a, ICED FT,

SIFE7 DA ANMITREICHED X,

-FE7 54 AMIOEMMIZOAESR | IITE—MHIEE : Ds-K

- When using a high feed milling cutter, the effective cutting diameter is not identical with the
specified value.

- The correction factors are dependent on the cutting depth a .

- This applies to face milling.

- Calculation for Ds effective for face milling: Ds effective = Ds - K

DAH82 DAH84
A fIE(E YA A fIE(E
Depth of cut Correction factor Depth of cut Correction factor
a, K a, K
[mm] [mm] [mm] [mm]
0.1 10.9 0.1 16.3
0.2 9.5 0.2 14.6
0.3 8.3 0.3 13.0
0.4 7.0 0.4 11.7
0.5 5.9 0.5 10.4
0.6 4.8 0.6 9.3
0.7 3.9 0.7 8.2
0.8 3.0 0.8 7.3
0.9 2.2 0.9 6.4
1.0 1.6 1.0 5.6
1.1 4.9
1.2 4.1
1.3 3.5
1.4 2.8
15 2.3
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