TOPLEBOE ®PE3EPOBAHUE
C NONYYEHUEM NAHLIEBOU
NOBEPXHOCTU C CHCTEMOM DTM

Topuesas dpesa obnerdeHHo KoHCTpykumm (¢ nokpbitrem CVD, PKD M MKD)

HIGH POLISH FACE MILLING
WITH SYSTEM DTM

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







OT/IUYME:

BOJIbLLUE BO3MO)XHOCTEM
THE DIFFERENCE:

MORE POSSIBILITIES

* MexaHUuyeckas o06paboTKa LiBETHbIX
MeTaNsIoB U NIacTMacC € NoNy4yeHneM
rnsHUeBOM NOBEPXHOCTH
High polish machining of non-ferrous
metal and synthetics

e CHN)KeHMe HarpysKu Ha WnUHAenb 3a
CYeT Nnerkoro ajsiloMMHUEBOro Kopnyca
Spindle protection due to low mass
aluminium body

* YHUBepcanbHoe NpUMeHeHue
For universal use




TopueBoe hpesepoBaHMe

Face Milling

(ph HORN pil)

HacapgHas dpe3sa
Arbor Mounted Cutter

@ pexyLLen KpOMKM

Hacagnas dpesa no DIN 8030
Arbor mounted cutter as per DIN 8030

c

DTM

C BHYTpeHH1M nogesogom COX

with through coolant supply

Cutting edge @

o

|- -

[NokasaHo npasoe uUcnosriHeHune
Picture = right hand cutting version

0O603Ha4YeHue
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

3anacHble YyacTu
Spare Parts

HacapHas ¢pesa
Arbor Mounted Cutter

DTM.CXO09....

DTM.CX09.080.A27.06.AL.F
DTM.CX09.100.A32.07.AL.F
DTM.CX09.125.A40.08.AL.F

4

o N O Obh

Pe3b60BoM
wTndT
Threaded Pin

4.06.4028
4.06.4028
4.06.4028
4.06.4028

Ds h

40 40
50 40
63 40
80 50
100 63
125 63

LLlecTUrpaHHbINA
KIo4
Allen Wrench

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

40-125 mm

32
40
40
48
58
70

16
22
22
27
32
40

3axumMmHom
BUHT
Clamping Screw

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

Onga NNacTUHbI

C N
5.6 26000
6.3 24000
6.3 20000
7.0 18000
8.0 15000
9.0 12000

Pasmepbl ykasaHbl B MM.

for Insert
Tun DTS
Type
I, b
31 8.4
26 10.4
26 104
33 12.4
48 144
46 16.4
Knro4 Tvn
TORX PLUS®
TORX PLUS® Wrench
T15PQ
T15PQ
T15PQ
T15PQ

Dimensions in mm

PerynupoBoYHbIf
BUHT
Adjustment bold

020.0005.4489
020.0005.4489
020.0005.4489
020.0005.4489



TopueBoe hpe3epoBaHU
Face Milling

e

(ph HORN pil)

HacapgHas dpe3sa
Arbor Mounted Cutter

@ pexyLLen KpoMKu Cutting edge @

Hacagnas dpesa no DIN 8030
Arbor mounted cutter as per DIN 8030

DTM

C BHYTpeHHUM nogsogom COX
with through coolant supply

40-125 mm

N

Ona NNacTUHbI
for Insert

n

max

26000
24000
20000
18000
15000
12000

Pasmepbl ykasaHbl B MM.

Tun DTS
Type

[MokasaHo npaBoe UCMonHeHne

Picture = right hand cutting version
O603HaueHue Z Ds h d, d, I, b C
Part number
DTM.CX09.040.A16.04.AL.R 4 40 40 32 16 31 8.4 5.6
DTM.CX09.050.A22.05.AL.R 5 50 40 40 22 26 10.4 6.3
DTM.CX09.063.A22.06.AL.R 6 63 40 40 22 26 10.4 6.3
DTM.CX09.080.A27.06.AL.R 6 80 50 48 27 33 12.4 7.0
DTM.CX09.100.A32.07.AL.R 7 100 63 58 32 48 14.4 8.0
DTM.CX09.125.A40.08.AL.R 8 125 63 70 40 46 16.4 9.0

3anacHble 4YacTu

Spare Parts
HacapHas ¢pesa LecTurpaHHbIN kntod | 3axumHon BUHT | Knrou Tun TORX PLUS®
Arbor Mounted Cutter Allen Wrench Clamping Screw TORX PLUS® Wrench
DTM.CX09.040.A16.04.AL.R SWS5,0 DIN911 030.350P.0853 T15PQ
DTM.CX09.050.A22.05.AL.R SW6,0 DIN911 030.350P.0853 T15PQ
DTM.CX09.063.A22.06.AL.R SW6,0 DIN911 030.350P.0853 T15PQ
DTM.CX09.080.A27.06.AL.R SW8,0 DIN 911 030.3509.T15P T15PQ
DTM.CX09.100.A32.07.AL.R SW10,0 DIN 911 030.3509.T15P T15PQ
DTM.CX09.125.A40.08.AL.R SW12,0 DIN 911 030.3509.T15P T15PQ

Dimensions in mm



Mony4yeHne nonMpoBaHHbIX
noBepxHocTen hpesepHOn obpaboTkomn (l]l] HORN |]|D
High Polish Face Milling

NMnacTtuHa DTS /e ™
Insert
BctaBka MCD

MCD tipped
N /

ans HacagHas dgpesa
for Arbor mounted cutter

Tun DTM
Type
O603HaYeHue d d, s b r bx45° [eomeTpus ansa / Geometries for
Part number mMeTannos / metal nnactMacc / synthetic °
AnnHHas KopoTkasi | Npo3pavHbIv MSATKUN g
CTpyXKa CTpYXKa transparent soft
long chipping | short chipping
DTS.CX09.MD.M0 | 9,525 | 4,4 3,97 3,8 | 100 0,2 J A
DTS.CX09.MD.W0 | 9,525 | 4,4 3,97 3,8 50 0,2 J
DTS.CX09.MD.X0 | 9,525 | 4,4 3,97 3,8 | 100 0,2 J J A

A co Cknapga/ coCknaga A4 Hepenu /4 Hepenn X o 3anpocy / Mo sanpocy

Pasmepbl ykaszaHbl B MM.

Dimensions in mm

3amepATb pexyLime KPOMKU TOSNIbKO ONTUYeckMM cnocobom!

Cutting edges must be measured optically!

[Mpouecc perynmpoBky NnacTvH onucaH B pasaene VHCTpyKumsi No HacTpouke
Assembly of the inserts see adjustment instructions



TopueBoe hpesepoBaHMe
Face Milling

(ph HORN pil)

BanaHCUPOBOYHLIN INEMEHT DTS
Balancing Insert

[nsa 6anaHcMpoBKU HacagHbIX ope3
For balancing of the arbor mounted cutter

__/
d, |
od

O6Go3HavyeHue d
Part number
DTS.CX09.AT.HM 9,525

Pasmepbl ykazaHbl B MM.
Dimensions in mm

4,4

- )

-

N J

ons HacagHas dpesa
for Arbor mounted cutter

Tun DTM
Type

MG12

>

3,97



TopueBoe hpesepoBaHMe
Face Milling (I]h HORN I]ID

MNnactuHa DTS 4 R

-

Insert

BcTaBku n3 PCD u CVD-D
PCD / CVD-D tipped

N

ona HacagHas dpesa
for Arbor mounted cutter

S
. Tun  DTM
k Type
-
—
a
DTS.CX09.66.HO
O603HaueHue d d, a s t . | rWiper | (B) r b x 45° © | o | w
o N~ N~
Part number O o0
I | a|o
DTS.CX09.11.HO 9,525 | 44 | 0° | 397 | 7,0 12,5 09 | 04 - A | A
DTS.CX09.11.H5 9525 | 44 | 5° | 397 | 70 12,5 09 | 04 - A | A
DTS.CX09.11.HF 9,525 | 4,4 - 397 | 70 12,5 09 | 04 - A
DTS.CX09.33.HO 9525 | 44 | 0° | 397 | 7,0 12,5 09 | 04 - A
DTS.CX09.33.H5 9525 | 44 | 5° | 397 | 7,0 12,5 09 | 04 - A
DTS.CX09.66.HO 9,525 | 44 | 0° | 397 | 55 100,0 1,7 - 0,45 A

A co Cknaga/ coCknaga A4 Hepenu /4 Hegenn X o 3anpocy / Mo sanpocy

Pasmepbl ykaszaHbl B MM.
Dimensions in mm

3amepATb pexyLume KPOMKU TOSNIbKO ONTUYeCKMM cnocobom!
Cutting edges must be measured optically!



UHCTpyKUMA nNo HacTpouke dhpes cuctemMbl
DTM (pi HORN ill)

Adjustment instruction for System DTM

Pa3smelyeHue pexyLumx nnacTuH B kopnyce dpesbl
Assignment of the insert seats

YeTHOe KOnmn4ecTBO NNnacTuH He4yeTHoe KonnyecTBo NnacTuH
with an even number of cutting edges with an odd number of cutting edges

1 =
o ©O o O
e O 00

MnactunHa ¢ BctaBkon MCD [MnacTtuHa ¢ BctaBkon MCD
T mcp tipped insert MCD tipped insert
BanaHcrnpoBoyHas nnactuHa
Carbide balancing insert

. . BanaHcupoBo4Hasa nnacTuHa
®6

Carbide balancing insert

MnactuHa ¢ BctaBkon PCD [MnacTtuHa ¢ BctaBkon PCD
PCD tipped insert PCD tipped insert

4
YcTaHOBKa nNnacTuH
e YCTaHOBWTb PEryrnMpPOBOYHbINA BUHT (M03.1) B UCXOOHYH NO3ULIMIO
— MerTka fomkHa ykasblBaTb NprMepHo Ha 11 yacoB
e YcraHoBUTe BGanaHcMpoBoYHyto nnactuHy DTS...AT.HM (nos. 6) B rHe3[0 1 3akpenuTe ee BUHTOM
(nos. 2) ncnonbaysi kntod TORX PLUS® T15P
e YcraHoBuTe nnactuHy DTS...PKD (nos. 5) B rHe340 1 3akpenute ee BUHTOM (M03. 2) UCNOMb3ys KITHoY
TORX PLUS® T15P
e YcraHoBuTe nnactuHy DTS...MKD (Pos. 4) B rHe3[0 1 3aKkpenuTe ee BUHTOM (M03. 2) NCMOMb3ys KoY
TORX PLUS® T15P
e lcnonb3ys LWeCTUrpaHHbIi KoY crierka nokpyTuTe Brepes U Haszas perynupoBoYHbIi WTUAET (no3. 1) y nnacTuH ¢
BctaBkamy PCD 1 MCD v o4HOBPEMEHHO 3aTSHUTE 3aXKMMHOM BUHT (M03. 2) C MUHUMAIbHBIM KPYTSALLUMM MOMEHTOM.
Takum obpasom, byaeT HageH MakCcUManbHbI Anana3oH perynMpoBku, U nnactTuHa Byaet NnoTHO npuneratb K
Kopnycy
e 3araHuTe 3aXMMHOM BUHT (no3. 2) kntodom TORX PLUS®-Schraube T15P ¢ kpyTawmm momeHTom 2,0 Hwm.

HacTtpoiika n npoBepka chpesbi (ananasoH perynuposku +/- 0,05)

— [loBepHUTE perynMpoBOYHbIA BUHT MO YACOBOW CTperke YTobbl BbICTaBUTL BbICOTY NnactuHel ¢ PCD Ha 0,01 mm
OT TEKYLLIEro NornoXxeHusi

— OTperynupyiTe nonoxeHue kpoMku nnactuHel ¢ MCD Ha +0,02 - 0,01 MM Bbilwe Yem Kpomka nnactuHel ¢ PCD
— [lmana3soH perynvmpoBku: noBopoT BMHTa Ha 10° = 0,01 Mm
— He noBopauuBaiite perynupyembie 60NTbl Ha3az, T. €. OCTaBbTE UX B HATSIHYTOM COCTOSIHUM

e [lpoBepkTe pasHuLy Mexay MOIoXEeHNEM KPOMOK YUCTOBBIX M YEPHOBbIX NACTUH, NP HEOOXOAUMOCTM NOBTOPUTE
npouenypy HacTpOnKM

e Ecnu Heobxoamma gononHutensHas 6anaHcmMpoBka dpesbl, ucnomnb3ynTte BUHT M5 (nos.3)
— bBanaHcMpoBOYHbIN BUHT caMobnoKMpyoLwmiics

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* 5
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 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



PexuMbl pe3aHus
Cutting Data High Polish Milling

(ph HORN pil)

Matepuan
Material

Ag
Al/ Mg
Au
Cu
CuNi
CuSn
Cuw

CuZn

CuZn
6e3 cBrHUa / HU3Kkoe
CoAepXaHue CBuHLUa
lead-free/low-lead

Ir/Pd/Pt

Mo
Ni
Ti
Zn
PA
PC
PE

PEEK

PMMA

POM

PTFE

PVC

10

min

50

100

50

50

40

50

40

50

50

30

35

40

40

80

60

50

80

60

80

80

70

60

max

300

2.500

300

500

250

300

250

450

350

100

120

200

200

350

220

200

350

250

300

350

300

250

fIf
(Mm/06)

(mm/rev)

0,010

0,005 -
0,005 -
0,005 -
0,010 -
0,005 -
0,010 -

0,005 -

0,005 -

0,005 -
0,010 -
0,010 -
0,010 -
0,005 -
0,010 -
0,005 -
0,010 -
0,010 -
0,005 -
0,010 -
0,01 -

0,01-

-0,06

0,15
0,06
0,08
0,06
0,08
0,07

0,10

0,10

0,05
0,05
0,06
0,06
0,12
0,25
0,20
0,25
0,25
0,20
0,25
0,25

0,25

0,005 -
0,005 -
0,005 -
0,005 -
0,005 -
0,005 -
0,005 -

0,005 -

0,005 -

0,005 -
0,005 -
0,005 -
0,005 -
0,005 -
0,010 -
0,010 -
0,010 -
0,010 -
0,010 -
0,010 -
0,010 -

0,010 -

0,05
0,05
0,05
0,04
0,04
0,04
0,04

0,05

0,05

0,03
0,03
0,03
0,03
0,05
0,10
0,10
0,10
0,10
0,10
0,10
0,10

0,10

['eomeTpus
Geometry

M

X

pekoMeHayemoe

oxnaxaeHue
Recommended Coolant

Macno
Qil
AMynbCua
Emulsion
mMacro
Qil
mMacro
Qil
AMynbCUa
Emulsion
Macro
Qil
mMacro
Qil
Macno
Qil

mMacrno
Oil

AMynbCua
Emulsion

3MynbCus
Emulsion

3MynbCKs
Emulsion

AMynbCua
Emulsion

3MynbCus
Emulsion

3MynbCKs
Emulsion

aMynbCusl/BO3yX
Emulsion / Air

AMynbCua
Emulsion

3MynbCus
Emulsion

3MyﬂbCMﬂ/BOSﬂyX
Emulsion / Air

AMynbCua
Emulsion

3MynbCus
Emulsion

3MynbCKs
Emulsion



Pexumbl pe3anuna Cucrema DTM

Cutting data System DTM

(ph HORN pil)
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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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