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K_MILL

REZISS TOOLS in its constant evolution

to improve tooling production continuously
Invests in new technologies & technical
knowledge. Because of our concern, we
work daily to improve our processes and
tooling. A good example of this is the new
face milling cutter K_MILL.

With the K_MILL face miller, PREZISS has
developed a high yield tool, as the K_MILL
system allows PREZISS to produce an indexable
cutter with the same number of cuts as a PCD
brazed tool version & improving the production
costs, thanks to its indexable & reversible inserts.




he quick precise micro adjustment system

allows the user to set each individual PCD
insert up easily, in order to achieve minimal \V
axial run-out and thus ensure a good surface ’
quality and a long life of the cutting edges.

All K_MILL cutters are designed to perform
with the coolant supply oriented directly to
the cutting edge to ensure better
quality.

The structural feé
MaC kit



The newly developed clamping & adjusting system
of the K_MILL allows you to adjust the axial run out
In an easy and precise way. Made with high
quality materials, the design and the production af
@ all KLMILL components guarantee an excellent
performance and machining stability for both,
( roughing and finishing operations.

The insert clamping and adjusting system K_MILL
\ allows you to run and/or replace the insert in as
| fast easy secure way.
In the K_MILL design, the coolant supply is
directly oriented to the edge to ensure a better
surface quality and a longer tool life.

>

K_MILL face milling cutter advantages:

Higher number of teeth compared to other
cartridges cutters.

Full face PCD inserts.

Reversible inserts with 2 cutting edges.

> @@ ( Ap=8mm.

Inserts available from stock or short delivery.
Fasy fast assembly.

Fasy precise adjustment.

Precision Laser sharpening

Q

el Newly desighed  Easy assembly  More reliability = Higher performance



K SYSTEM

high feed and performance




K_MILL

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance

K_MILL

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance
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Art. Ref. @D Shank L1 H N max. Kg
DPM2004001 32 HSK-A63 100 10 6 36.000 1,0
DPM2004002 40 HSK-A63 100 10 8 33.000 1,3
DPM2004003 50 HSK-A63 100 10 12 33.000 1,6
DPM2004004 63 HSK-A63 100 10 14 30.000 2,0
DPM2004005 80 HSK-A63 100 10 16 28.000 2,5
DPM2004006 100 HSK-A63 100 10 18 24.000 3,3
DPM2004007 125 HSK-A63 100 10 22 20.000 4,2

&7

Clamping wedge

Q

Adjusting wedge

§)

Clamping screw

Adjusting screw

INTERNAL
HSK - A63 @PCD TIPS Fe STEEL BODY COOLAN

1 Tool body
2 Insert
3 Clamping wedge
4 Adjusting wedge
5 Adjusting wedge - screw
6 Clamping wedge - screw
7 Coolant cover

Adjustment E Working Cutting

instructions, conditions, geometry,

see page 26 { see page 27 see page 25

S

@D: 40, 50 @D: 40, 50 @D: 40, 50 @D: 40, 50
DPM2004CU001 DPM2004RG001 DPM2004TC001 DPM2004TC001
©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125
DPM2004CU002 DPM2004RG002 DPM2004TC001 DPM2004TC001
@D: 32 @D: 32 @D: 32 @D: 32
DPM2004CU003 DPM2004RG003 DPM2004TC001 DPM2004TCO001
h Coolant Cover Clamping &

Adjusting key

©D: 40 ; DPM2004TD0O01

©D: 80 ; DPM2004TD004

©D: 40, 50 ; DPM2004LLO01

©D: 50 ; DPM2004TD0O02

©D: 100 ; DPM2004TDO0O5

©D: 63, 80, 100, 125 ; DPM2004LLO02

©¥D: 63, DPM2004TD003

©D: 125 ; DPM2004TD006

©D: 32 ; DPM2004LLO03




K_MILL
FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance

ARBOUR

Fe sTEEL BODY

INTERNAL
COOLAN

K_MILL

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance

2d H7

--------

| e=cd)

Tool body
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Art. Ref. @D Bore L1 H N max. Kg
DPM2004301 40 16 40 10 8 45.000 0,3
DPM2004302 50 22 40 10 12 41.000 04
DPM2004303 63 22 50 10 14 36.000 0.9
DPM2004304 80 27 50 10 16 33.000 14
DPM2004305 100 32 63 10 18 30.000 2,7
DPM2004306 125 40 63 10 22 25.000 4.1

Insert

Clamping wedge

Adjusting wedge

Adjusting wedge - screw

&

Clamping wedge

e

Adjustin wedge

g3

Clamping screw

g

Adjusting screw

Clamping wedge - screw

N o o1 AN DN

Coolant cover

—

Adjustment
instructions,
see page 26

Working
conditions,
see page 2/

Cutting
geometry,
see page 25

11

@D: 40, 50 @D: 40, 50 @D: 40, 50 @D: 40, 50
DPM2004CU001 DPM2004RG001 DPM2004TC001 DPM2004TC001
@D: 63, 80, 100, 125 @D: 63, 80, 100, 125 @D: 63, 80, 100, 125 @D: 63, 80, 100, 125
DPM2004CU002 DPM2004RG002 DPM2004TC001 DPM2004TC001
Coolant Cover Clamping &

Adjusting key

©D: 40 ; DPM2004TD0O01

@D: 80 ; DPM2004TD004

©D: 40, 50 ; DPM2004LLO01

©D: 50 ; DPM2004TD002

©D: 100 ; DPM2004TDO0O5

©D: 63, 80, 100, 125 ; DPM2004LLO02

@D: 63 ; DPM2004TD003

@D: 125 ; DPM2004TD006
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K  D-FLOWSYSTEM

chips under control




K_MILL
FACE MILLING HEAD — D-FLOW

With maximum Nr of teeth for the highest performance

K_MILL
FACE MILLING HEAD — D-FLOW

With maximum Nr of teeth for the highest performance

INTERNAL -
COOLAN

HSK — A63

Fe sTeeL BoDY

Art. Ref. @D Shank L1 H yA N max. Kg
DPM2004401 32 HSK-A63 100 10 3 36.000 1,20
DPM2004402 40 HSK-A63 100 10 5 36.000 1,36
DPM2004403 50 HSK-A63 100 10 5 33.000 1,56
DPM2004404 63 HSK-A63 100 10 7 33.000 1,90
DPM2004405 80 HSK-A63 100 10 9 28.000 2,30
DPM2004406 100 HSK-A63 100 10 14 29.500 3,20
1 Tool body
> Insert DPM2004407 125 HSK-A63 100 10 16 25.500 448
3 Clamping wedge N — /) ~ /)
4 Adjusting wedge Ay , @ ' @ '
5 Adjusting wedge - screw Clamping wedge Adjusting wedge Clamping screw Adjusting screw
6 Clamping wedge - screw @D: 40, 50 @D: 40, 50 @D: 40, 50 @D: 40, 50
7 Coolant cover DPM2004CU004 DPM2004RG001 DPM2004TC001 DPM2004TC001
@D: 63, 80, 100, 125 @D: 63, 80, 100, 125 @D: 63, 80, 100, 125 @D: 63, 80, 100, 125
A : | Cutt DPM2004CU005 DPM2004RG002 DPM2004TC001 DPM2004TC001
msﬁjﬁﬁgi Working :;tr';‘gtr @D: 32 @D: 32 @D: 32 @D: 32
' conditions, 9 Y DPM2004CU004 DPM2004RG001 DPM2004TC001 DPM2004TC001
see page 26 {- see page 27/ see page 25
h Coolant Cover Clamping &

Adjusting key

©@D: 40 ; DPM2004TD0O01 | @D: 80 ; DPM2004TD0O04 ©D: 40, 50 ; DPM2004LL0O01

©D: 50 ; DPM2004TD002 | ©@D: 100 ; DPM2004TDO0O5 ©D: 63, 80, 100, 125 ; DPM2004LLO02

©D: 32 ; DPM2004LLO03

15 ©D: 63 ; DPM2004TD003 | @D: 125 ; DPM2004TD006




K_MILL

FACE MILLING HEAD — D-FLOW

With maximum Nr of teeth for the highest performance

K_MILL

FACE MILLING HEAD — D-FLOW

With maximum Nr of teeth for the highest performance
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@D
Art. Ref. @D Bore L1 H YA N max. Kg
DPM2004410 40 16 40 11 5 36.000 0,25
DPM2004411 50 22 40 11 5 36.000 0,44
DPM2004412 63 22 50 11 7 33.000 0,85
DPM2004413 80 27 50 11 10 33.000 1,37
DPM2004414 100 32 63 11 14 29.500 2,87
125 40 63 11 16 25.500 4,08

DPM2004415
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INTERNAL
ARBOUR @PCD TIPS Fe STEEL BODY COOLAN

1 Tool body
2 Insert
3 Clamping wedge
4 Adjusting wedge
5 Adjusting wedge - screw
6 Clamping wedge - screw
7 Coolant cover

Adjustment : Working Cutting

instructions, conditions, geometry,

see page 26 see page 2/ see page 25

17

Clamping wedge Adjusting wedge Clamping screw Adjusting screw
©D: 40, 50 ©D: 40, 50 ©D: 40, 50 ©D: 40, 50
DPM2004CU004 DPM2004RG0O01 DPM2004TC001 DPM2004TC001
©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125 ©D: 63, 80, 100, 125
DPM2004CUQ05 DPM2004RG002 DPM2004TC001 DPM2004TC001
Coolant Cover Clamping &

Adjusting key

©D: 40 ; DPM2004TD0O01

@D: 80 ; DPM2004TD004

©D: 40, 50 ; DPM2004LLO01

©D: 50 ; DPM2004TD002

©D: 100 ; DPM2004TDO0O5

©D: 63, 80, 100, 125 ; DPM2004LLO02

©D: 63 ; DPM2004TD003

@D: 125 ; DPM2004TD006
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K_MILL m K_MILL HSK— ARBORS m

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance

ARBOR

b i

TSM1001001 HSK-A 63

TSM1001003

TSM1001005

TSM1001006 HSK-A 63

TSM1001008

—

TSM1001010

=
T,

T
.I.r__ -
__I|

_————

TSM1002001 HSK-A 80

* Special dimensions on request

:

TSM1002003

’ TSM1002005

TSM1003001 HSK-A 100

TSM1003003

TSM1003005

TSM1003006 HSK-A 100

TSM1003008

TSM1003010

| TSM1003012 60 128 30 160
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K_MILL m K_MILL SK—ARBORS m

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance LY )

— <

TSM2001001

TSM2001003

TSM2001005

TSM2002001

TSM2002003

* Special dimensions on request

TSM2002005

TSM2002007

TSM2002008

TSM2002010

TSM2002012

TSM2002015

TSM2002017

TSM2002019 50 120 30 160

L ~8) A

788 /1l

g1
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K_MILL m K_MILL BT —ARBORS m

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance
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K_MILL K_MILL PREZISS

FACE MILLING HEAD — HIGH FEED

With maximum Nr of teeth for the highest performance

INSTRUCTIONS

CUTTING GEOMETRY
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Clean the insert pocket with Loosen the adjustment wedge to
é S, compresed air. the minimum height adjustment
< .
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C] \ S & & Mount the same edge number : : .
= \ N (marked *) for all cuttin Tighten clamping wedge with
= n uta :
z = ) ! s 9 edaes 9 enough presure to stand the insert
— /Q -l . e
= % = 9 well positioned.
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E II Mg, i , m‘ 8 g = ~ 4
o ' % g B ® ' - o Adjust axial position of the cutting Tighten clamping wedge to 1,2 Nm
AN g edges by screwing the adjustmet torque to ensure clamping
= wedge to reach the proper height. effectiveness.
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GEAR BOX MACHINING:

VALVE BODY:

K_MILL head:@ 125 mm Z=22 ref.. DPM2004306
Material: N5. Aluminum - Si >10% Si

n=6.500 rp.m.

Vec= 2500 m/min

Fz= 0.06 mm

Feed rate= 8.000 mm/min

Tool holder enlarged L=300 mm

K_MILL head:@ 63 mm Z=14 ref.. DPM2004004
Material: N5. Aluminum - Si >0%

n= 15.500 r.p.m.

Vc= 3.070 m/min

Fz= 0.15 mm

Feed rate= 32.550 mm/min

Standard HSK 63 A taper
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http://www.prezisstools.com/face-mill-k-mill.html
http://www.preziss.com

