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$REEE DTM 2751

221 E%E (CVD-, PKD-, MKD-J15)

HIGH POLISH FACE MILLING
WITH SYSTEM DTM

Lightweight face mill (CVD-, PCD- and MCD-tipped)






ARIZA:

B ZAJHE

THE DIFFERENCE;
MORE POSSIBILITIES

o BFEEME RS RAENREINT
High polish machining of non-ferrous
metal and synthetics

 BE(LREAETIR,FIRAEHM
Spindle protection due to low mass
aluminium body

« AT

For universal use
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Face Milling

(ph HORN pil)

] BT

Arbor Mounted Cutter

LIHI DD

Br=AFH

Picture = right hand cutting version

FRES

Part number
DTM.CX09.040.A16.04.AL.F
DTM.CX09.050.A22.05.AL.F
DTM.CX09.063.A22.06.AL.F
DTM.CX09.080.A27.06.AL.F
DTM.CX09.100.A32.07.AL.F

DTM.CX09.125.A40.08.AL.F

Bt
Spare Parts

AR

Arbor Mounted Cutter
DTM.CXO09....
DTM.CX09.063.A22.06.AL.F
DTM.CX09.080.A27.06.AL.F
DTM.CX09.100.A32.07.AL.F
DTM.CX09.125.A40.08.AL.F

230

Cutting edge @

© N O O o~

H
Threaded Pin

4.06.4028
4.06.4028
4.06.4028
4.06.4028
4.06.4028

40
50
63
80
100
125

DTM

EERER AR
with through coolant supply

40
40
40
50
63
63

wF
Allen Wrench

SW2,5 DIN911

SW2,5 DIN911

SW2,5 DIN911
SW10,0 DIN 911
SW12,0 DIN 911

40-125 mm

dK d2
32 16
40 22
40 22
48 27
58 32
70 40
BURIRET

Clamping Screw

030.350P.0853
030.350P.0853
030.3509.T15P
030.3509.T15P
030.3509.T15P

A=l

for Insert

S DTS

Type

u-RREERE

with y-precise plan setting

I, b (03 Moo
31 8.4 5.6 26000
26 10.4 6.3 24000
26 10.4 6.3 20000
33 12.4 7.0 18000
48 14.4 8.0 15000
46 16.4 9.0 12000
RS#47 0 mm
Dimensions in mm
TORX PLUS®RF | HEEHL1S
TORX PLUS® Wrench | Adjustment bold
T15PQ 020.0005.4489
T15PQ 020.0005.4489
T15PQ 020.0005.4489
T15PQ 020.0005.4489
T15PQ 020.0005.4489




T HtHl

Face Milling

(ph HORN pil)

] BT

Arbor Mounted Cutter

LIHI DD

Br=AFH

Picture = right hand cutting version

FRES

Part number
DTM.CX09.040.A16.04.AL.R
DTM.CX09.050.A22.05.AL.R
DTM.CX09.063.A22.06.AL.R
DTM.CX09.080.A27.06.AL.R
DTM.CX09.100.A32.07.AL.R

DTM.CX09.125.A40.08.AL.R

Bo it

Spare Parts

SRR T

Arbor Mounted Cutter
DTM.CX09.040.A16.04.AL.R
DTM.CX09.050.A22.05.AL.R
DTM.CX09.063.A22.06.AL.R
DTM.CX09.080.A27.06.AL.R
DTM.CX09.100.A32.07.AL.R
DTM.CX09.125.A40.08.AL.R

Cutting edge @

40
50
63
80
100
125

© N O O o~

i ES
Allen Wrench

SW5,0 DIN911
SW6,0 DIN911
SW6,0 DIN911
SW8,0 DIN 911
SW10,0 DIN 911
SW12,0 DIN 911

DTM

EERER AR
with through coolant supply

-y A
S
Xf
GBS
h d,
40 32
40 40
40 40
50 48
63 58
63 70
iR IRET
Clamping Screw
030.350P.0853

030.350P.0853
030.350P.0853
030.3509.T15P
030.3509.T15P
030.3509.T15P

40-125 mm
[=Palay
for Insert
bichey DTS
Type
. I|I
i
.'.q
IR
without plan setting
d, I, b C N ax
16 31 8.4 5.6 26000
22 26 10.4 6.3 24000
22 26 10.4 6.3 20000
27 33 12.4 7.0 18000
32 48 14.4 8.0 15000
40 46 16.4 9.0 12000
R4 : mm
Dimensions in mm
TORX PLUS®RF
TORX PLUS® Wrench
T15PQ
T15PQ
T15PQ
T15PQ
T15PQ
T15PQ
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Hochglanzplanfrasen
High Polish Face Milling

(ph HORN pil)

R

Insert

MCD-71
MCD tipped

Fmis

Part number

DTS.CX09.MD.MO0
DTS.CX09.MD.W0
DTS.CX09.MD.X0

ad
t:ll']_
f
oy
d | d,
9,525 | 44
9525 | 44
9,525 | 4,4

3,97
3,97
3,97

3,8
3,8
3,8

DTS

100
50
100

A FE7F [onstock A4/ /4 weeks x HRIFEER / upon request

R~247: mm

Dimensions in mm

HIIFRZNE |

Cutting edges must be measured optically!

AT AR BRI

Assembly of the inserts see adjustment instructions

232

bx45°

0,2
0,2
0,2

B ) 2

for Arbor mounted cutter

bk DTM

Type

&3 | Geometries for
ME / metal A X / synthetic §
KB =B bl L =

long chipping | short chipping | transparent soft

J A
J A

J J




T HtHl

Face Milling

(ph HORN pil)

FHIR DTS

Balancing Insert

R 7] & PR

For balancing of the arbor mounted cutter

-
(=]
FREs d
Part number
DTS.CX09.AT.HM 9,525

A FEfE onstock A 4JE [ 4weeks x HBRIEZER / upon request
R824 0 mm

Dimensions in mm

4,4

B ) 2

for Arbor mounted cutter

bichey DTM
Type

MG12

3,97

>
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Face Milling

(ph HORN i)

AR

Insert

PKD-/ CVD-D-71 /&
PCD / CVD-D tipped

FmEs

Part number

DTS.CX09.11.HO
DTS.CX09.11.H5
DTS.CX09.11.HF
DTS.CX09.33.H0
DTS.CX09.33.H5
DTS.CX09.66.HO

9.525
9.525
9.525
9.525
9.525
9.525

4.4
4.4
4.4
4.4
4.4
4.4

Oo
50

Oo
50
Oo

DTS

CF1 5 0 . i)

3.97
3.97
3.97
397
3.97
3.97

A FE7F [ onstock A 4J8 /4 weeks X HBIEER / upon request

R4 : mm

Dimensions in mm

ART)FFER BRI R

Assembly of the inserts see adjustment instructions in our catalogue ,ULTRA HARD CUTTING MATERIALS".
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max

7.0
7.0
7.0
7.0
7.0
5.5

r Wiper

12.5
12,5
12.5
12,5
12.5
100.0

(B)

0.9
0.9
0.9
0.9
0.9
1.7

B ) 2

for Arbor mounted cutter

BE DM

Type

r b x 45° ® | o| w

x o ~ ~
[a] [a) [a)
T o (o

0.4 - A

0.4 - A

0.4 -

0.4 - A

0.4 - A

- 0.45




FRIAEA DTM R4 (ph HORN pil)

Adjustment instruction for System DTM

7 R EES ERii A

Assignment of the insert seats

BEHEIE FREDE

with an even number of cutting edges with an odd number of cutting edges

© © 0" o
e © Q &

1 MCDJ & n MCDJ &
MCD tipped insert MCD tipped insert
00 mRas TR 00 mRas PR
e e Carbide balancing insert e o Carbide balancing insert
PCDJ & PCDJ &
PCD tipped insert PCD tipped insert
ZRIR

o MEHEELE (LE1) EVHRRS FHERE KM SM

o ZRF#II K DTS...ATHM ({Ii& 6) fEATORX PLUS®-#RF T15P (fi&2)

o ZEJIF DTS...PCD (fZi& 5) £ TORX PLUS®-#F T15P ({LE2)

o ZXKJIH DTS...MCD ({ZE& 4) £/ TORX PLUS®-#RF T15P ({L&2)

o MEHRAELE ((LE1) HEPCD-M MCD-5E, BN AS/NMIBEMHERZIRL ((LE2)  FANAETE
A, F AT A FEMIETE.

o £ TORX PLUS®-#RF T15P (fi&2) M 2,0 Nm REHKE.

ZENBE (ARBERKK.+/-0,05)
— JFetHEHE RS FFPCD-J) & FRiAEZE+0,01 mm
— HE MCD-J1 5 B E Z-5 1 +0,02~+0,01 mm (PCD-J1 & HiE{€F MCD-J ) PCD-JIFHAZE
— FKEFE: 10° = 0,01 mm
— THEERFRSE (KEXEND)
o REMEBIFZBARYT ANEESRESRE
o MERN AMGIRITBERARAETHE (LE3)

Mounting the inserts
e  Move the adjusting pins (item 1) to the initial position of the occupied cutting edges
— Marking notch at approx. ,, 11 o‘clock position* i~
e Install the balancing insert DTS... AT.HM (item 6) in the insert seat using a
TORX PLUS® screw T15P (item 2)
e Mount the insert DTS...PKD (item 5) in the insert seat using a TORX PLUS® screw T15P (item 2)
e Mount the insert DTS...MKD (item 4) in the insert seat using a TORX PLUS® screw T15P (item 2)
e Slightly turn the adjusting pin (item 1) of the PCD and MCD inserts back and forth with an
allen key and simultaneously tighten the clamping screw (item 2) with minimal torque into
the insert seat. So the maximum adjusting range will be found and the insert lies flat against
the DTM holder
e Tighten the TORX PLUS® screw T15P (item 2) with a torque of 2 Nm 1

Setting and checking the Face Mill (max. adjustment range +/- 0,05)
— Then turn the adjusting pin clockwise to adjust the PCD insert +0.01 mm under preload
— Adjust the MCD tipped insert with a Z-difference +0.02+0.01 mm (PCD tipped insert axially behind of the MCD cutting edge)
to the PCD cutting edge
— Adjustment: 10° = 0.01 mm
— Do not turn back the adjusting pins, i.e. leave under tension
e Check the dimensional difference between the roughing and finishing inserts and perhaps repeat the adjustment procedure
e If necessary, fine balance the system using the M6 screw (item3)
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i E AN TS 54 (ph HORN pil)

Cutting Data High Polish Milling

£/ .
gt Ve noz a, FER #HERHAR
Material Emr/n/ ?‘:) (mm) Geometry Recommended Coolant
min max mmirev,
Ag 50 300 0,010-0,06 0,005 - 0,05 M gﬁ
Al Mg 100 2500 0,005-0.15 0,005-0,05 X AR
Au 50 300 0,005 - 0,06 0,005 - 0,05 M ’Oﬁ
Cu 50 500 0,005-0,08 0,005 - 0,04 X (ﬁ
CuNi 40 250 0,010-0,06 0,005 - 0,04 M/ X EEm“'S.iO”
mulsion
Cusn 50 300 0,005- 0,08 0,005 - 0,04 X gﬁ
CuW 40 250 0,010 - 0,07 0,005 - 0,04 X (ﬁ
Cuzn 50 450 0,005- 0,10 0,005 - 0,05 M gf
Cuzn S
T4 AR 50 350 0,005- 0,10 0,005 - 0,05 X e
lead-free/low-lead
SA 3
Ir/Pd /Pt 30 100 0,005 - 0,05 0,005- 0,03 X s &
mulsion
SAL 3
Mo 35 120 0.010-0,05 0,005 - 0,03 X R
mulsion
A 3
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/ X s A&
mulsion
SA 3
Ti 40 200 0,010 - 0,06 0,005- 0,03 X 5 A&
mulsion
SA by
Zn 80 350 0,005 - 0,12 0,005 - 0,05 X A
mulsion
SA 5
PA 60 220 0,010-0.25 0,010- 0,10 w 5 &
mulsion
A3 =
PC 50 200 0,005 - 0.20 0,010 - 010 X mfﬂﬁi/ RS
mulsion / Air
SA 3
PE 80 350 0.010-0,25 0,010 - 0,10 w e
mulsion
SA by
PEEK 60 250 0.010-0,25 0,010 -0,10 w ki
mulsion
AT =
PMMA 80 300 0,005 - 0,20 0,010 - 0.10 X mjﬂﬁ.ﬁ'/ RS
mulsion / Air
SA 3
POM 80 350 0,010- 0,25 0,010- 0,10 X s A&
mulsion
SA 3
PTFE 70 300 001-025 0,010 -0,10 w R
mulsion
SA by
PVC 60 250 0,01-0,25 0,010 - 0,10 w s A&
mulsion
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Cutting data System DTM

thEIZ % DTM &5
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