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HIGH POLISH FACE MILLING
WITH SYSTEM DTM

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







Ffe
THE DIFFERENCE:
MORE POSSIBILITIES

o TR E S U S HEIIEDREELIFIMT

High polish machining of non-ferrous metal
and synthetics

cBETINIRTDI-HEMO AR EER
Spindle protection due to low mass
aluminium body

SRBHY 22—

For universal use



IE@m7 71X
Face Milling

(ph HORN pl»)

7—=N—B38hy 72— DTM
Arbor Mounted Cutter Rt

with through coolant supply

PP ES Cutting edge @ 40-125 mm

DIN 8030 ZE#L 7 — /N—EUTE H v & —
Arbor mounted cutter as per DIN 8030

K=apFN-g>

Picture = right hand cutting version

Bi5C Z Ds h d, d,
Part number
DTM.CX09.040.A16.04.AL.F 4 40 40 32 16
DTM.CX09.050.A22.05.AL.F 5 50 40 40 22
DTM.CX09.063.A22.06.AL.F 6 63 40 40 22
DTM.CX09.080.A27.06.AL.F 6 80 50 48 27
DTM.CX09.100.A32.07.AL.F 7 100 63 58 32
DTM.CX09.125.A40.08.AL.F 8 125 63 70 40
FimaBan
Spare Parts
7—N—EfdBhy 2 — (=% NEEBINT lE®HRL
Arbor Mounted Cutter Threaded Pin Allen Wrench Clamping Screw
DTM.CXO09.... 4.06.4028 SW2,5 DIN911 030.350P.0853

DTM.CX09.080.A27.06.AL.F | 4.06.4028 SW2,5 DIN911 030.3509.T15P
DTM.CX09.100.A32.07.AL.F | 4.06.4028 | SW10,0 DIN 911 | 030.3509.T15P
DTM.CX09.125.A40.08.AL.F | 4.06.4028 | SW12,0 DIN 911 | 030.3509.T15P

4

A = b

for Insert

247 DTS
Type

BEE Y — MIE
AREHAE

with p-precise plan setting

l, b
31 8,4
26 10,4
26 10,4
33 12,4
48 14,4
46 16,4
FVORLVF
TORX PLUS® Wrench
T15PQ
T15PQ
T15PQ
T15PQ

Cc

5,6
6,3
6,3
7,0
8,0
9,0

n

max

26000
24000
20000
18000
15000
12000
mm3<ad

Dimensions in mm

SREERIL b
Adjustment bolt

020.0005.4489
020.0005.4489
020.0005.4489
020.0005.4489
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Face Milling

(ph HORN pl»)

7=N—MHGEhy -

Arbor Mounted Cutter

Cutting edge @

DIN 8030 ##L 77 — /N —EUS L 3w 2 —

Arbor mounted cutter as per DIN 8030

%f_

2

. h

K=a@FN -3y

Picture = right hand cutting version

Bzt

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

F{imabam

Spare Parts

7= N—RE Ny -
Arbor Mounted Cutter
DTM.CX09.040.A16.04.AL.R
DTM.CXO089....
DTM.CX09.080.A27.06.AL.R
DTM.CX09.100.A32.07.AL.R
DTM.CX09.125.A40.08.AL.R

DTM

PERHEIHTL

with through coolant supply

40-125 mm

4 Ds
4 40
5 50
6 63
6 80
7 100
8 125
NEEINT
Allen Wrench
SW5,0 DIN911
SW6,0 DIN911
SW8,0 DIN 911

SW10,0 DIN 911
SW12,0 DIN 911

h dy
40 32
40 40
40 40
50 48
63 58
63 70

IEHHL

Clamping Screw
030.350P.0853
030.350P.0853
030.3509.T15P
030.3509.T15P
030.3509.T15P

d2 |2
16 31
22 26
22 26
27 33
32 48
40 46
FVORLVF
TORX PLUS® Wrench
T15PQ
T15PQ
T15PQ
T15PQ
T15PQ

A = b

for Insert

217
Type

DTS

A Y — MIEREE

8,4
10,4
10,4
12,4
14,4
16,4

gL

without plan setting

C nmax
5,6 26000
6,3 24000
6,3 20000
7,0 18000
8,0 15000
9,0 12000
mmzksd

Dimensions in mm
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High Polish Face Milling

14—t DTS ~ N

Insert

MKD-bestlickt

MCD tipped
k j
BRAYR—
for Arbor mounted cutter
)]
247 DTM
Type
E
RBi5C d d, s t r bx45° JE@A 7 L — 71— | Geometries for
Part number 28 / metal A iEEE / synthetic g
EWDLT | VWD < T BEAKE | Z5HhVWEM | S
long chipping | short chipping | transparent soft
DTS.CX09.MD.MO0 | 9,525 | 44 | 3,97 | 3,8 | 100 0,2 J
DTS.CX09.MD.WO | 9,525 | 44 | 3,97 | 3,8 50 0,2 J
DTS.CX09.MD.X0 | 9,525 | 44 | 3,97 | 3,8 | 100 0,2 J J A

A FES /onstock A4 BRI/ 4weeks x BEIVE DL <FZ T L)/ upon request
mm3k3ac

Dimensions in mm

Schneiden nur optisch vermessen!
Cutting edges must be measured optically!

WO DIFIZDOVTIIRAMER T TR 1T L,

Assembly of the inserts see adjustment instructions



IEA7 512X
Face Milﬁg Cﬁh HORN I]h)

NZo5— DTS — N
Balancing Insert -

L J

T—N—BfEALDYyZ—ANT T —

For balancing of the arbor mounted cutter

BREAYE—

for Arbor mounted cutter

»n 247 DTM
Type

__/
d2
od

ﬂit d d2 S Y]
Part number O

=
DTS.CX09.AT.HM 9,525 4.4 3,97 A

A FEES /onstock A4BRE/4weeks x BEIWVVEDHE < 72T LY/ upon request
mmZR5c

Dimensions in mm
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Face Milling

1=k DTS - N

Py

Insert

PKD-/CVD-D-ff & > — k
PCD / GVD-D tipped

BADYZ—
for Arbor Mounted Cutter
P
N~ 247 DTM
Type
o
-—
—
a
DTS.CX09.66.HO
Bi5C d d, a s t.. | rWiper | (B) r, b x 45° o | o| v
Part number 8 E B
T | o | o
DTS.CX09.11.HO 9,625 4,4 0° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.11.H5 9,525 4,4 5° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.11.HF 9,525 4,4 - 3,97 7,0 12,5 0,9 0,4 -
DTS.CX09.33.HO 9,525 4.4 0° 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.33.H5 9,625 4,4 5 3,97 7,0 12,5 0,9 0,4 - A
DTS.CX09.66.H0 9,525 4,4 0° 3,97 5,5 100,0 1,7 - 0,45 A

A TES /onstock A43ER [ 4weeks x BELVEDHE < 7ET L)/ upon request

mmz%52

Dimensions in mm

A= FOEOFIFIZOVTIEVILESN—F AA4VEYR/CBNIEAHZOT ORMERZ CHERZT L,
Assembly of the inserts see adjustment instructions in our catalogue ,ULTRAHARD CUTTING MATERIALS.
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Adjustment instruction for System DTM

19— FOEE

Assignment of the insert seats

HEHMBEDIHE HEDBFEDIHE

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

o 0 oo
0.0 0

: MKD-- >t — bk (=2 6) 1+ MKD-1>%—+h (R—6)
MCD tipped insert (page 6) MCD tipped insert (page 6)
OO HmENS H— (=8 OO0 Hm-BENT H— (-8
6 e Carbide balancing insert (page 8) e a Carbide balancing insert (page 8)
PKD-- > — |k (R—27) PKD-1 >t — (R—7)
PCD tipped insert (page 7) PCD tipped insert (page 7)

1 Y — DD FIF

o FELY (1) EHEOEKRAMABICE > TT{,

- B lIEofIBIC/ v FHAHD £9,

NS > —DTS...ATHM (6) & k)L X L >F T15P (2) TEYO 1 3,

> —k DTS...PKD (5) & ML Z L >F T15P (2) TEXD 1T 3,

> — bk DTS...MKD (4) Z RJLZ XL >F T15P (2) TEXUD (15 3,

PCD- & MCD- ®FAERL (1) ZaiRIC/SNAETOLEL. EHRL 2) Z&/NNILIETHD 3,
BARAHEBHEL DD, 10T —rEHYRZ—ICFTICRDMNITE N TE S,

o KNILZXLYVFTISP)D FILIME2.0Nm THisD %o

D (FIFIc2WVWT (FAEEEEFH &A+/- 0.05)
— BEFEtEID ICABR L EEIL. PCD > — % +0.01 mm ICFETHEET S
— +0.02+0.01 mm ELDMCD- > — b EPCD > — hDFLICEDLE S (PCDT > — k&
MCD >t — DI DEAEDERA ICAIET )
— A 10°=0.01 mm
— FABRLCEANATHVWTLETV, DEDHOIEFHICLTLLETL,
o MMTEAELIFMIROT > —MIBOEWEREZEL T,
o MEIIIELT. M5SRLER) ZHEL. NTUREE >TLIET0,
— JSTJRoUY)a—z88IOY Y T3, 1

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® 57

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)
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 6
the DTM holder

e Tighten the TORX PLUS® screw T15P (item 2) with a torque of 2 Nm 2

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 M5 screw (item3)
— Grub screw is self-locking



YIRIRE—FRE 7 51 AMI
Cuttin?Data High Polish Milling Cﬁh HORN I]h)

» f/f : -
WA Ve e a, JL—h— #HHEI—F> K
Material Em"/‘/ U; (mm) Geometry Recommended Coolant

min max mm/rev
Ag 50 300 0,010 - 0,06 0,005 - 0,05 M tﬂ‘%‘{fﬁ
AllMg 100 2,500 0,005-0,15 0,005 - 0,05 X S d IR,
Au 50 300 0,005 - 0,06 0,005- 0,05 M e \%'flﬁ
Cu 50 500 0,005- 0,08 0,005 - 0,04 X STHLE
CuNi 40 250 0,010-0,06 0,005 - 0,04 M/X R dieid
mulsion
Cusn 50 300 0,005 - 0,08 0,005 - 0,04 X tﬂ‘%’{lﬁ
Cuw 40 250 0,010 - 0,07 0,005 - 0,04 X v ﬁo'ffm
Cuzn 50 450 0,005 - 0,10 0,005 - 0,05 M ST
CuZn TS
e g | G 350 0,005 - 0,10 0,005 - 0,05 X el %'J"E
lead-free/low-lead
Ir/Pd /Pt 30 100 0,005 - 0,05 0,005 - 0,03 X 17; S
mulsion
Mo 35 120 0,010 - 0,05 0,005 - 0,03 X I7E)V/f\ 3~
mulsion
Ni 40 200 0,010 - 0,06 0,005 - 0,03 M/X Tl az
mulsion
T 40 200 0,010-0,06 0,005 - 0,03 X Y=
mulsion
Zn 80 350 0,005 - 0,12 0,005 - 0,05 X IVE) Lo >
mulsion
PA 60 220 0,010 - 0,25 0,010 - 0,10 w IVEW 3>
mulsion
I Sy N
PC 50 200 0,005 - 0.20 0,010 - 0,10 X V”E/ﬂ./D‘D e
mulsion / Air
TSIy
PE 80 350 0,010 - 0,25 0,010 - 0,10 w . -
mulsion
PEEK 60 250 0,010- 0,25 0,010 - 0,10 w IVE) b3
mulsion
PMMA 80 300 0,005 - 0,20 0,010- 0,10 X I7E)L°/.“ sx0oon
mulsion / Air
_T_ Sy N
POM 80 350 0,010-0.25 0,010-0.10 X ? e
mulsion
PTFE 70 300 0.01-025 0.010-0,10 w =
mulsion
PVC 60 250 0,01-0,25 0,010-0,10 W IVE) L5
mulsion

10
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Cutting data System DTM
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TOOLING SOLUTION NOW.
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