CUCTEMA ®PE3EPOBAHUA ANA
BbICOKUX MOAAY DAH82 U DAH84

Pe3aHue c Bbicokon nogayer ans bonblivx 06beMOB CHATUS CTPY>KKM MO
BpeMeHM

HIGH FEED MILLING SYSTEM
DAH82 AND DAH84

High feed cutting for high metal remove rate
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OT/IUYME:

BOJIbLLUE BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

e [Ipeun3nMoHHan cneyeHHas pexxywas
NNacTUHa C BOCEMbIO pabouuMm
peXywnuMn KpoMKaMu
Precision ground indexable insert with
eight usable cutting edges

e Markoe pesaHue 6narogaps
NONO)KUTENIbHOW reoMeTpUM
A soft cut through positive geometry

» BbicoKas cKkopocTb cbeMa 6narogapsa
BbICOKMM NapaMeTpaM pesaHus
High metal removal rate due to high
cutting values




CbpeSbl AnsA BbICOKUX noaay
High Feed Milling (I]h HORN I]ID

XBoOCTOBMK thpesbl DAHMS2

Milling shank

@ pexyLLen KpOMKM Cutting edge @ 20-40 mm

MaTepman XBOCTOBUMKaA: CTallb

Material of shank: Steel .
Aana cMeHHOW NnacTUHbI

for Indexable insert

DIN1835B Tun DAHB82
/ Type
1
{ k=
Sl e ]
[
¢
[NokasaHo npasoe uUcnosriHeHune
Picture = right hand cutting version
O603HaueHue Z Ds d I, I, a,
Part number
DAHM.82.020.D204.02B 2 20 20 87 50 1
DAHM.82.025.D255.03B 3 25 25 101 56 1
DAHM.82.032.D326.04B 4 32 32 111 60 1
DAHM.82.035.D326.04B 4 35 32 111 60 1
DAHM.82.040.D326.05B 5 40 32 111 60 1
[pyrve pasmepsbl - No 3anpocy. Pa3smepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTsKKM BUHTOB CM. TEXHUYECKme YKasaHu4.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTu

Spare Parts
XBocTOBUK hpe3bl 3axumHon BUHT | Knrou Tun TORX PLUS®
Milling shank Clamping Screw TORX PLUS® Wrench
DAHM... 030.3070.T10P T10PL
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CbpeSbl AnsA BbICOKUX noaay
High Feed Milling

(ph HORN pil)

®pesa ¢ pe3bGOBLIM DAHMS82

XBOCTOBUKOM
Screw-in cutter

@ pexyLuen KpOMKM Cutting edge @ 20-40 mm

MaTepMan XBOCTOBMKaA: CTalnb
Material of shank: Steel

=
od,
od,

[NokasaHo npasoe uUcnosriHeHune
Picture = right hand cutting version

O6o3HaveHue Z Ds I, I,
Part number

DAHM.82.020.M104.02 2 20 45 25
DAHM.82.025.M125.03 3 25 52 30
DAHM.82.032.M166.04 4 32 58 35
DAHM.82.035.M166.04 4 35 58 35
DAHM.82.040.M166.05 5 40 58 35

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

MOMEHT 3aTsKKM BUHTOB CM. TeXHUYecKme YKasaHu4.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTtu

Spare Parts
®dpesa c pe3b60BbIM 3aXXMMHOWN BUHT Knrou Tun TORX PLUS®
XBOCTOBUKOM Clamping Screw TORX PLUS® Wrench
Screw-in cutter
DAHM... 030.3070.T10P T10PL

18
21
29
29
29

OJ11 CMEHHOW NNacTUHBbI

for Indexable insert

Twun DAHB82
Type

noaxoaunT Alnd XBOCTOBUKA

T1n MD
suitable for Shank Type MD

a d

2

©

M10
M12
M16
M16
M16

B - BN . =N

SW

15
17
24
24
24

Pa3smepbl ykasaHbl B MM.

Dimensions in mm



CDpeSbl AnsA BbICOKUX noaay
High Feed Milling (I]h HORN I]ID

HacapHas dpesa DAHMS82

Arbor Mounted Cutter

@ pexyLuen KpOMKM Cutting edge @ 40-50 mm

Cuctema kpennexus DIN 8030-A

Coupling system as per DIN 8030-A .
ONA CMEeHHOW NNacTuHbI

for Indexable insert

Tun DAHB82
Type
NokasaHo npasoe ucnosrHeHune
Picture = right hand cutting version
O603HaueHue zZ Ds a, h, h d, d, I, b C d,
Part number
DAHM.82.040.A1635.05 5 40 1 8.8 85) 16.0 33 22 8.4 5.6 16
DAHM.82.042.A1635.05 5 42 1 33.5 35 16.0 33 22 8.4 5.6 16
DAHM.82.050.A2240.06 6 50 1 38.5 40 19.5 41 24 10.4 6.3 22
[Opyrve pa3mepsbl - No 3anpocy. Pa3smepbl ykasaHbl B MM.
Further sizes upon request Dimensions in mm

MOMEHT 3aTSXKKN BUHTOB CM. TEXHUYECKNE yKasaHu4.
For torque specification of the screw, please see Technical Instructions.

3anacHble YacTtu

Spare Parts
HacapHas ¢pesa LlecturpaHHbin | HaTtskHow BUHT | Knrou Tun MopknagHaa | BuHTt ana
Arbor Mounted Cutter KIo4 Clamping Screw TORX PLUS® wanba KpenneHus dpesbl
Allen Wrench TORX PLUS® Wrench | Washer Cylindrical screw
DAHM.82.0... SW6,0 DIN911 030.3070.T10P T10PL 8.4.433 8.25.912
DAHM.82.050.A2240.06 | SW8,0 DIN 911 030.3070.T10P T10PL 10.5.433 10.25.912
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Ppe3bl ANA BbICOKUX noaay |
High Feed Milling (l]h HORN I]ID

CMeHHas nnacTuHa DAH 82 s N

Indexable insert

[my6buHa pesaHusa o Depth of cut up to 1 mm

X /

ans dpesbl
for Milling tool

Tun DAHM82
Type

[Mo3uTuBHas reomeTpus,
8 pexyLmx KpoMOoK
positive geometry
8 usable cutting edges

O603HaueHue a, a h r
Part number
DAH.82.030.S.08 1 6.8 4.5 0.8

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [Mo 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHn4eHnsiMu / alternative recommendation
- HEMPUIOAHBIN / not suitable
TBEPAbIV cnnas 6e3 NoKpbITUS / uncoated grades
[ TtBEpAbIi cnnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet

Pasmepbl ykaszaHbl B MM. Mapku TBEpgoOro cnnasa
Dimensions in mm Carbide grades

TeopeTH4eckuit paguyc aakpyrneHus yrna
r,=3anporpamMmuposanHbiil paguyc akTiueckuii

KoHyTp no 3anpocy!
theoretical comer radius r,= programming radius
actual outline upon request!




Pexumbl pe3zanuma Cucrema DAHS82
Cutting Data System DAH82 (I]h HORN I]ID

ISO Marepunan Teepaocte [Nogaya Ha 3y6 f, (Mm) CkopocTb pe3aHust
Material Hardness HB Feed/tooth f, (mm) Cutting speed
v, (m/min)
P HenerwposatHas ctanb 125 08-22 200 - 300
unalloyed steel ’ ’
HenervpoBaHHas cTanb 190 08-22 200 - 300
unalloyed steel 2 ’
HuskonernposaHHas cTanb 200 08-20 180 - 300
low alloyed steel ’ ’
HwskonerpoBaHHas cTanb 300 08-20 160 - 280

low alloyed steel

BbICOKOJ'IerVIpOBaHHaFI CTanb 200 06-16 150 - 250
high alloyed steel ’ ’

M Hepxasetowas cranb
MapTEHCUTHas 240 0,8-2,0 140 - 220

Stainless steel martenistic

HepxasetoLas cTanb

ayCTeHUTHas 180 0,6-1,6 120 - 200
Stainless steel austenitic

KoBkuit 4yryH dheppuTHbIi 130 0.8-22 160 - 280
Malleable cast iron ferritic ’ ’

KoBKkuin YyryH nepnTHbIN 230 07-18 150 - 250

Malleable cast iron perlitic

YyryH co ccheponaanbHbIM rpaduTom

mepmeHbM/n_epanbuh 180 07-18 150 - 250
Spheroidal graphite
cast iron ferritic/perlitic

UyryH co ccheporaansHbIM rpacuTom
NepNTHBIN 260 0,7-1,8 140 - 240

Spheroidal graphite cast iron perlitic

L('Blryeryy(:{ast iron 160 0,8-25 180 - 320
N ﬁl’ﬂfyi"' AnIOMUHIS % 1030 1000 - 1500

3anporpaMMupoBaHHbIA paguyc u

OTKJIOHEeHue
Programming radius and difference

TeopeTtuyeckuii paguyc
3aKpyrneHus yrnar,
=3anporpaMMMpOBaHHbIV pagnyc
theoretical corner radius r,

= programming radius

Makc. OTKIOHeHue
max. difference

r,,(mm) MaKC. OTKITOHEHME (MM)
max. difference (mm)
2 0,72



CbpeSbl AnsA BbICOKUX noaay
High Feed Milling

(ph HORN pil)

HacapgHas dpe3sa
Arbor Mounted Cutter

@ pexyLLen KpoMKu Cutting edge @

Cuctema kpennexusa DIN 8030-A
Coupling system as per DIN 8030-A

[NokasaHo npasoe ucnosrHeHune
Picture = right hand cutting version

O6Go3HavyeHue z Ds a, h,
Part number

DAHM.84.050.A2240.04 4 50 1.5 38
DAHM.84.052.A2240.04 4 52 1.5 38
DAHM.84.063.A2240.05 5 63 1.5 38
DAHM.84.066.A2240.05 5 66 1.5 38
DAHM.84.080.A2750.06 6 80 1.5 48
DAHM.84.085.A2750.06 6 85 1.5 48
DAHM.84.100.A3250.07 7 100 1.5 48
DAHM.84.125.A4063.08 8 125 1.5 61

[Hpyrue pasmepsl - No 3anpocy.
Further sizes upon request

MoMeHT 3aTsXXkn BUHTOB CM. TeXHUYeCcKMe yKasaHus.
For torque specification of the screw, please see Technical Instructions.

3anacHble YyacTtu

Spare Parts
HacagHasa dpesa LLlecTurpaHHbiv | HaTskHOM BUHT
Arbor Mounted Cutter KNy Clamping Screw
Allen Wrench

DAHM.84...04 Sws,0 DIN 911 030.0412.T15P
DAHM.84...05 SW8,0 DIN 911 030.0412.T15P
DAHM.84...06 SW10,0 DIN 911 | 030.0412.T15P
DAHM.84.100.A3250.07 | SW14,0 DIN 911 | 030.0412.T15P
DAHM.84.125.A4063.08 030.0412.T15P

DAHM84

50-125 mm

h 5 dK
40 16.5 41
40 16.5 41
40 19.5 49
40 19.5 49
50 21.5 59
50 21.5 59
50 30.0 80
63 56.0 89
Knou Tun BuHT gnsa
TORX PLUS® | kpenneHus
TORX PLUS® | ¢hpesbl
Wrench Cylindrical
screw
T15PQ 10.25.912
T15PQ 10.25.912
T15PQ 12.30.912
T15PQ 16.35.7984
T15PQ

Onsi CMEHHOW NNacTuHbI
for Indexable insert

Tun DAH84
Type
l, b C d,
25 10.4 6.3 22
25 10.4 6.3 22
25 10.4 6.3 22
25 104 6.3 22
28 124 7.0 27
28 124 7.0 27
33 14.4 8.0 32
35 16.4 9.0 40
Pa3mepbl ykasaHbl B MM.
Dimensions in mm

MopknagHas | 3aTArMBaroLWMn
wanba 6ont
Washer Tightening Bolt

10.5.433

13.0.433

17.0.433

20.30.6367




Ppe3bl ANA BbICOKUX noaay |
High Feed Milling (l]h HORN I]ID

CMeHHas nnacTuHa DAH 84 s N

Indexable insert

[my6buHa pesaHusa oo Depth of cut up to 1.5 mm

X /

ans dpesbl
for Milling tool

Tun DAHM84
Type

1L

[Mo3uTuBHas reomeTpus,
8 pexyLmx KpoMOoK
positive geometry
8 usable cutting edges

0O603Ha4YeHue a a h r
Part number

°
x

DAH.84.030.5.12 1.5 9.8 7 1.2

A co Cknapa/onstock A4 Hepenu/ 4 weeks x [Mo 3anpocy / upon request
e OCHOBHOE NpuMeHeHue / recommended
o MprMeHnMo ¢ orpaHnyeHnsiMu / alternative recommendation
- HEMPUIOAHBIN / not suitable
TBEPAbIV cnnaB 6e3 NoKpbITUS / uncoated grades
[ TtBEpAbIV cnnaB ¢ NOKPbITUEM / coated grades
I ¢ Hanawnkon/Cermet / brazed/Cermet
Pasmepbl ykazaHbl B MM. Mapku TBEpLoOro cnnasa
Dimensions in mm Carbide grades

TeopeTuyeckuit panuyc 3akpyrneHus yra
r,=3anporpammuposaHtsiil paguyc GakTuieckuii
KoHYTp no 3anpocy!

theoretical comer radius r, = programming radius

actual outline upon request!
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Pexxumbl pe3zanuma Cucrema DAH82
Cutting Data System DAH82 (I]h HORN I]ID

ISO Marepunan Teepaocte [Nogava Ha 3y6 f, (Mm) CkopocTb pe3aHust
Material Hardness HB Feed/tooth f, (mm) Cutting speed
v, (m/min)
P HenerposatHasi crans 125 10-22 200 - 300
unalloyed steel ’ ’
HenerupoBaHHas ctarnb 190 10-22 200 - 300
unalloyed steel 2 ’
HuskonernpoBaHHas cTanb 200 10-20 180 - 300
low alloyed steel ’ ’
HuskoneruposaHHas ctanb 300 10-20 160 - 280
low alloyed steel ’ ’
BbicokonermpoBaHHas cTasb 200 08-16 150 - 250

high alloyed steel

M Hepxasetowas cranb
MapTeHCUTHas 240 0,8-2,0 140 - 220

Stainless steel martenistic

HepxxagetoLyas ctanb

ayCTeHUTHas 180 0,6-1,6 120 - 200
Stainless steel austenitic

KoBkuit 4yryH dheppuTHbIi 130 0.8-22 160 - 280
Malleable cast iron ferritic ’ ’

KoBKuin YyryH nepnTHbIN 230 07-18 150 - 250

Malleable cast iron perlitic

UyryH co ccheponaanbHbIM rpacuTom

¢Jeppy|THbu7|/n.epanbu7| 180 07-18 150 - 250
Spheroidal graphite
cast iron ferritic/perlitic

UyryH co ccheporaansHbIM rpacuTom
NEPNUTHbIN 260 0,7-1,8 140 - 240

Spheroidal graphite cast iron perlitic

L('Blryeryy(:{ast iron 160 0,8-25 180 - 320
N ﬁl’ﬂ?yi"' AnIOMUHIS % 1530 1000 - 1500

3anporpaMmMupoBaHHbIA paguyc u

OTKJIOHEeHue
Programming radius and difference

TeopeTtuyeckuii paguyc
3aKpyrneHus yrnar,
=3anporpaMMMpOBaHHbIV pagnyc
theoretical corner radius

= programming radius

MakKcC. OTKITIOHEeHue

max. difference

r,,(mm) MaKC. OTKITOHEHME (MM)
max. difference (mm)
3,25 0,96
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(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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