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SELECTION OF DRILLS
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SELECTION OF DRILLS

Vv = item from stock

*for non-ferrous material
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SELECTION OF DRILLS Vv’ = item from stock
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SELECTION OF DRILLS

v/ = item from stock

TOOLS ON REQUEST g
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CENTRE DRILLS P74 P73 D,=3.15
e Centre drills, according to DIN 333A, developed for tailstock
holes.
Ogood ©exce|lent
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Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©/00 00000000000 OO | | |

D, L, D, L CARBIDE
0.80 0™ 1.30 =01 3.15 31.50 = 37253
1.00 3 1.60 02 3.15 31.50 = 37254
1.25 7 1.90 02 3.15 31.50 = 37255
1.60 3 2.40 02 4.00 35.50 = 37256
2.00 oM 2.90 02 5.00 40.00 = 29156
2.50 oM 3.60 w2 6.30 45,00 = 37257
3.15 3¢ 4.40 w3 8.00 50.00 = 24756
4.00 7° 5.60 =04 10.00 56.00 = 32950
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SPOTTING DRILLS P74 P73

¢ 90° spotting drills developed for general machining.
Usable for 45° chamfering. Can only be used on the point.
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" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
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D, L, D, L CARBIDE TIAIN
1.00 3 3 38 956799 957230 —
150 5 3 38 956800 957231 o a
2.00 5 3 38 956801 957232 — 1.
L
-
D, L, L CARBIDE TIAIN
1.00 3 32 953781 953780
150 5 32 953778 953779
2.00 5 32 47101 62892
3.00 9 38 43231 34090 g
4.00 10 50 36911 61280 & ﬁ‘
5.00 13 50 47716 63736
* 6.00 13 57 42788 63757 ‘ s ‘
* 800 27 63 42789 63758 e =
* 10,00 30 72 43233 61561
* 12,00 35 83 43064 41463
* 16,00 46 92 43234 63759
* 2000 52 104 43235 63760

* logarithmic relief
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LEFT HAND SPOTTING DRILLS P74 P73

e 90° left-hand spotting drills developed for general machining.
Usable for 45° chamfering.

D! = : ,’\ - e Can only be used on the point.
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Wrought aluminium o Cu+Pb Cualloy 6old, Graonite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©0000000060000O0O60 | | |

D, L, L CARBIDE

4 10 50 47714
13 50 47715

6 13 57 48813
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SPOTTING DRILLS P74 P73

e 120° spotting drills developed for general machining.

Y 7 e Can only be used on the point.

Ogond © excellent
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" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
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Wrought aluminium Cu+Pb Cualloy 6old, Graonite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
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D, L, L CARBIDE

1 3 38 985118

2 5 38 985120

3 9 38 43236

4 10 50 36914
* 6 13 57 43238
* g 27 63 43239
* 10 30 72 43240
* 12 35 83 43241
* 16 46 92 43242
* 20 52 104 43243

* logarithmic relief
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SPOTTING DRILLS P74 P73
REINFORCED SHANK

e 90° spotting drills developed for setting preparation.

PA
30 e | B A * TiAIN coating improves tool life in ferrous materials.
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" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_1‘2‘3‘4 5‘6‘7 B‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
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Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium f
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31 33-35‘38‘37‘38‘39‘40‘41‘
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D, L, D, L CARBIDE TAIN D, L, D, L CARBIDE TAIN
0.50 1.00 3 38 983702 1.42 2.00 3 38 956741 956742
0.60 1.00 3 38 964801 1.45 2.00 3 38 956743 956744
0.65 1.00 3 38 964800 1.47 2.00 3 38 956745 956746
0.70 1.00 3 38 964799 1.50 2.00 3 38 956747 956748
0.75 1.00 3 38 964798 1.52 3.00 3 38 956749 956750
0.80 1.50 3 38 956678 956679 1.55 3.00 3 38 956751 956752
0.82 1.50 3 38 956681 956682 1.57 3.00 3 38 956753 956754
0.85 1.50 3 38 956684 956685 1.60 3.00 3 38 956755 956756
0.87 1.50 3 38 956687 956689 1.62 3.00 3 38 956757 956758
0.90 1.50 3 38 956691 956693 1.65 3.00 3 38 956759 956760
0.92 150 3 38 956695 956696 1.67 3.00 3 38 956761 956762
0.95 1.50 3 38 956697 956703 1.70 3.00 3 38 956763 956764
0.97 1.50 3 38 956704 956706 1.72 3.00 3 38 956765 956766
1.00 1.50 3 38 956708 956707 1.75 3.00 3 38 956767 956768
1.02 2.00 & 38 956709 956710 1.711 3.00 3 38 956769 956770
1.05 2.00 3 38 956711 956712 1.80 3.00 3 38 956771 956772
1.07 2.00 3 38 956713 956714 1.82 3.00 3 38 956773 956774
1.10 2.00 3 38 956715 956716 1.85 3.00 3 38 956775 956776
1.12 2.00 3 38 956717 956718 1.87 3.00 3 38 956777 956778
1.15 2.00 3 38 956719 956720 1.90 3.00 3 38 956779 956780
1.17 2.00 3 38 956721 956722 1.92 3.00 3 38 956781 956782
1.20 2.00 3 38 956723 956724 1.95 3.00 3 38 956783 956784
1.22 2.00 3 38 956725 956726 1.97 3.00 3 38 956785 956786
1.25 2.00 3 38 956727 956728 2.00 3.00 3 38 956803 956804
1.27 2.00 3 38 956729 956730 2.10 3.00 3 38 956812 956813
1.30 2.00 3 38 956731 956732 2.20 3.00 3 38 956820 956821
1.32 2.00 3 38 956733 956734 2.30 3.00 3 38 956828 956830
1.35 2.00 3 38 956735 956736 2.40 3.00 3 38 956837 956838
1.37 2.00 3 38 956737 956738 2.50 3.00 3 38 956845 956846
1.40 2.00 3 38 956739 956740



- DIXI 1109 120° Z=2
SPOTTING DRILLS P74 P73
REINFORCED SHANK
e 120° spotting drills developed for pilot holes on uneven
o surfaces.
3B/ N T A
‘:‘ii_ ! I : \I.:|120“ e DICUT coating improves tool life in ferrous materials.
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Lowaloyi sl Hohalowdsosl JSE | Asitcssomss gw e s
l‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
© 0000000000000000O00O0O0O0O0

WU BTN ot guminiumaloy sl ey s ORPe Plasic  Wood PG TR ardened steel  Hard castron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©000006000O0COOO0O0O0O6O | | |
Diyowe L D, L CARBIDE DICUT Diyome L D, L CARBIDE DICUT
0.50 1.00 1.50 30 62674 67354 1.80 3.50 2.00 32 981831 981845
0.55 1.00 1.50 30 62675 67355 1.85 3.50 2.00 32 981832 981847
0.60 1.20 1.50 30 62676 67356 1.90 3.50 2.00 32 981833 981848
0.65 1.20 1.50 30 62677 67357 1.95 3.50 2.00 32 981834 981849
0.70 1.50 1.50 30 62678 67358 2.00 4.00 2.50 32 981317 981325
0.75 1.50 1.50 30 62679 67359 2.10 4.00 2.50 32 981835 981850
0.80 2.00 1.50 30 52126 60989 2.20 4.00 2.50 32 981836 981852
0.85 2.00 150 30 52127 67360 2.30 4.00 2.50 32 981837 981853
0.90 2.00 150 30 52128 60990 2.40 4.00 250 32 981838 981854
0.95 2.00 1.50 30 52129 67361 2.50 4.00 250 32 981320 981327
1.00 2.00 150 30 52130 60991
1.05 2.00 150 30 52131 67362
1.10 2.00 150 30 52132 60992
1.15 2.40 1.50 30 52133 62487
1.20 2.40 1.50 30 52134 60993
1.25 2.40 1.50 30 52135 67363
1.30 2.40 1.50 30 52136 60994
1.35 2.40 1.50 30 52137 67364
1.40 2.40 1.50 30 52138 63485
145 2.40 1.50 30 52139 67365
1.50 3.00 2.00 32 981825 981839
1.55 3.00 2.00 32 981826 981840
1.60 3.00 2.00 32 981827 981841
1.65 3.00 2.00 32 981828 981842
1.70 3.00 2.00 32 981829 981843
175 3.50 2.00 32 981830 981844
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SPOTTING AND CHAMFERING DRILLS P74 P73
> e Spotting and chamfering drills, developed for general machining.
157"\
=T * TiAIN coating improves tool life in ferrous materials.
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Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘(teZ:ssT:el Auste(nDitliJ(;itEe;r/lI:;?steel caiﬁron ::;l;:_z; n;:lslfié:l;!f
2‘3‘4‘5‘ ‘7 ‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

00000 0000000000

Wrought aluminium Cu+Pb Cu alloy Gold, Special alloy Titanium, titanium
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

‘ ‘ ‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

©0000000000000000 |

Divore L D, L CARBIDE  TAIN
0.80 2.00 3 38 60268 64055
0.85 2.00 3 38 60269 67239
0.90 2.00 3 38 60270 64000
0.95 2.00 3 38 60271 67240
1.00 2.00 3 38 60272 64056
1.05 2.00 3 38 60273 67241
1.10 2.00 3 38 60274 63523
1.15 240 3 38 60275 67242
1.20 240 3 38 60276 64001
1.25 240 3 38 60277 67243
1.30 240 3 38 60278 67244
1.35 240 3 38 60279 67245
1.40 240 3 38 60280 64002
1.45 240 3 38 60281 67246
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HELICAL GUN DRILLS P74 P73
e Helical gun drills developed to achieve high-precision holes in
' el materials with good machinability.
| 18°/ S|/
! ! i~ 1 o\ e D1+/-1umon request. Other diameters until 85.99 mm
Di e S | 120 on request.
W
Ognod ©exce|lent
o M |
= —— Lowaloyedscel  Hihaloyedseel MOTTSE  Ausonocssssteol | grey | natlar | mllable
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
Emmss| 0O O 0O | |
- Wrough;"a‘:;minium Cast aluminium alloy C:J;b g#&im’ gﬁ:g; Graphite ~ Plastic ~ Wood SPeNCii?L:aO"'JV ﬁtaniu:‘lll,;‘i;a"ium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
Emesl0 00O 0Ol000©0O0O0
D, 00008 L, Dps L CARBIDE D, 00008 L, D L CARBIDE
0.10 0.70 1.00 30 955371 0.95 7.10 1.50 30 955391
0.15 1.00 1.00 30 955374 1.00 9.00 1.50 30 955392
0.20 1.00 1.00 30 955375 1.05 9.00 1.50 30 955393
0.25 1.00 1.00 30 955377 1.10 9.00 1.50 30 955394
0.30 1.50 1.00 30 955378 1.15 9.00 1.50 30 955395
0.35 1.50 1.00 30 955379 1.20 10.00 1.50 30 955396
0.40 2.00 1.00 30 955380 1.30 10.00 1.50 30 965839
0.45 3.60 1.00 30 955381 1.40 11.20 1.50 30 965840
0.50 4.00 1.00 30 955382 1.45 11.20 1.50 30 965841
0.55 4.50 1.00 30 955383 1.50 12.00 2.00 38 961881
0.60 4.50 1.00 30 955384 1.60 12.00 2.00 38 965842
0.65 5.00 1.00 30 955385 1.65 12.00 2.00 38 965843
0.70 5.60 1.00 30 955386 1.70 12.00 2.00 38 961882
0.75 5.60 1.00 30 955387 1.75 12.00 2.00 38 965844
0.80 6.30 1.50 30 955388 1.80 12.00 2.00 38 961883
0.85 6.30 1.50 30 955389 2.00 12.00 2.50 43 959038
0.90 7.10 1.50 30 955390
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TWIST DRILLS P76 P73 D,=31

¢ Long length cylindrical twist drills, according to DIN 338,
developed for general machining.

¢ DICUT coating improves tool life in ferrous materials.

o | 118°
[}
A
Ly
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a L .
O good © excellent
M I
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 4.1 14.2 14.3 144 15 16 17 18 19 20

meisis O O O O O O O O O O O O O OO0 00000 O0O0
...~ | s | ___n

10 n 12 13

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

ramenssis] O O O O O O OO O O O O O O O O

D, L, L CARBIDE  DICUT Dis L L CARBIDE  DICUT
1.00 12 34 40244 53697 3.90 43 75 43676 53742
1.10 14 36 40656 53698 4.00 43 75 43497 53743
1.20 16 38 40657 53699 4.10 43 75 41218 53744
1.30 16 38 40658 53700 4.20 43 75 41295 53745
1.40 18 40 40659 53701 4.30 47 80 41452 53746
1.50 18 40 40077 53702 4.40 47 80 42866 537417
1.60 20 43 40703 53703 4.50 47 80 40263 53748
1.70 20 43 38677 53704 4.60 47 80 41991 53749
1.80 22 46 41510 53705 470 47 80 34710 53750
1.90 22 46 41370 53706 4.80 52 86 40126 53751
2.00 24 49 41593 53707 4.90 52 86 42661 53752
2.10 24 49 40707 53708 5.00 52 86 40061 53753
2.20 27 53 40125 53709 5.10 52 86 42022 53754
2.30 27 53 43515 53710 5.20 52 86 40062 53755
240 30 57 45074 53711 5.30 52 86 40063 53756
2.50 30 57 40978 53712 5.40 57 93 40064 53757
2.60 30 57 40607 53713 5.50 57 93 40065 53758
270 33 61 41318 53714 5.60 57 93 41992 53759
2.80 33 61 41024 54284 5.70 57 93 43357 53760
2.90 33 61 40608 53715 5.80 57 93 40864 53761
3.00 33 61 40059 53716 5.90 57 93 40258 53762
3.10 36 65 40173 53717 6.00 57 93 39996 53763
3.20 36 65 41511 53718 6.10 63 101 40704 54264
3.30 36 65 40575 53736 6.20 63 101 40066 54267
3.40 39 70 41247 537317 6.30 63 101 40067 54283
3.50 39 70 41451 53738 6.40 63 101 40068 54287
3.60 39 70 40078 53739 6.50 63 101 40069 54290
3.70 39 70 40174 53740 6.60 63 101 40070 54293
3.80 43 75 40060 53741 6.70 63 101 40071 54304
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TWIST DRILLS P76 P73 D,=31
D, L, L CARBIDE DICUT
6.80 69 109 40943 54306
6.90 69 109 41512 54309
7.00 69 109 40072 54312
750 69 109 40912 54315
770 75 17 53196 54318
7.80 75 17 45792 54321
8.00 75 17 40073 54324
8.50 75 117 40074 54811
9.00 81 125 40075 54778
9.50 81 125 41641 54781
10.00 87 133 40812 54784
10.20 87 133 40944 54787
10.50 87 133 34732 54790
11.00 9% 142 40127 54793
11.50 9% 142 40865 54795
12.00 101 151 41513 54798
12.50 101 151 41642 54801
13.00 101 151 40660 54804
13.50 108 160 40076 54807

14.00 108 160 4077 54810
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TWIST DRILLS P76 p73 D, =31

¢ Standard length cylindrical twist drills, according to DIN 6539,
developed for general machining.

2 B
i 10 ! \ o DICUT coating improves tool life in ferrous materials.
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" Martensitic Austenitic stainless steel grey nodular malleable
oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

‘2‘3‘4‘5‘ ‘7‘8‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

© 0000000000 O0000O00000O000]
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Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium f
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘

©/0 000000000000 ©00 | | |

‘28‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘39‘40‘41‘

Dy L, L CARBIDE DICUT Dps L, L CARBIDE DICUT
0.30 5 30 24828 953165 1.75 9 38 27 54505
0.35 5 30 37861 953167 1.80 9 38 272 54506
0.40 6 30 244 953169 1.85 9 38 32271 54507
0.45 6 30 245 953171 1.90 9 38 274 54509
0.50 6 30 246 54480 1.95 9 38 275 54508
0.55 6 30 247 54481 2.00 9 38 276 54510
0.60 6 30 248 54482 2.05 9 38 39575 54511
0.65 6 30 249 54483 2.10 9 38 39757 54512
0.70 6 30 250 54484 2.15 10 40 33192 54513
0.75 6 30 251 54485 2.20 10 40 39655 54514
0.80 7 30 252 54487 2.25 10 40 4562 54516
0.85 7 30 253 54486 2.30 10 40 43350 54529
0.90 7 30 254 54528 2.35 10 40 1756 54530
0.95 7 30 255 54488 2.40 11 43 42869 54531
1.00 7 30 256 54490 2.45 11 43 4563 54532
1.05 8 30 257 54491 2.50 11 43 43351 54533
1.10 8 30 258 54492 2.55 11 43 41514 54534
1.15 8 30 259 54493 2.60 11 43 41874 54535
1.20 8 30 260 54494 2.65 11 43 4564 54536
1.25 8 30 261 54495 270 12 46 42139 54539
1.30 8 30 262 54496 2.75 12 46 4565 54537
1.35 8 30 263 54497 2.80 12 46 42339 54538
1.40 8 30 264 54498 2.85 12 46 42522 54540
1.45 8 30 265 54499 2.90 12 46 41911 54541
1.50 8 30 266 54500 2.95 12 46 41501 54542
1.55 9 38 267 54501 3.00 12 46 41840 54543
1.60 9 38 268 54502 3.05 14 49 4607 54544
1.65 9 38 269 54503 3.10 14 49 41456 54545
1.70 9 38 270 54504 3.15 14 49 1757 54546



WOe®

. DIXI1 1130
TWIST DRILLS
D, L, L CARBIDE  DICUT
3.20 14 49 42023 54547
3.25 14 49 3356 54548
3.30 14 49 290 54549
3.35 14 49 4567 54550
3.40 15 52 42200 54551
3.45 15 52 4020 54552
3.50 15 52 41534 54553
3.55 15 52 4568 54554
3.60 15 52 41535 54556
3.65 15 52 42523 54557
3.70 15 52 43037 54558
3.75 15 52 4570 54560
3.80 17 55 4610 54562
3.85 17 55 4571 54563
3.90 17 55 4142 54565
395 17 55 42870 54567
4.00 17 55 42093 54568
4.05 17 55 42871 54569
4.10 17 55 42652 54570
4.15 17 55 15177 54571
4.20 17 55 42340 54572
4.25 17 55 39938 54573
4.30 18 58 301 54574
435 18 58 39939 54575
4.40 18 58 29689 54576
4.45 18 58 4616 54577
450 18 58 303 54578
455 18 58 40790 54579
460 18 58 39013 54580
465 18 58 19790 54581
4.70 18 58 42170 54582
475 18 58 40791 54583
4.80 20 62 29756 54584
485 20 62 42524 54585
4.90 20 62 41914 54586
495 20 62 39997 54587
5.00 20 62 29758 54588
5.10 20 62 29759 54589
5.20 20 62 29760 54590
5.30 20 62 29761 54593
5.40 21 66 29693 54594
5.50 21 66 29694 54595
5.60 21 66 41594 54596

P76 P73 D,=31
D, L, L CARBIDE  DICUT
5.70 21 66 45724 54597
5.80 21 66 316 54599
5.90 21 66 28594 54600
6.00 21 66 42173 54601
6.10 23 70 29762 54602
6.20 23 70 41457 54618
6.30 23 70 29764 54619
6.40 23 70 4171 54620
6.50 23 70 42220 54621
6.60 23 70 41515 54622
6.70 23 70 41680 54623
6.80 25 74 326 54624
6.90 25 74 327 54625
7.00 25 74 328 54626
7.10 25 74 8646 54627
1.20 25 74 50671 54628
7.30 25 74 53054 54629
1.50 25 74 5389 54631
7.60 21 79 53056 54632
170 21 79 22351 54633
7.80 21 79 50331 54634
7.90 21 79 53057 54635
8.00 21 79 42821 54636
8.10 21 79 53058 54639
8.20 21 79 25291 54640
8.30 21 79 53479 54641
8.40 21 79 53059 54642
8.50 27 79 42653 54643
8.80 29 84 57852 59399
9.00 29 84 35325 54644
9.20 29 84 57851 59401
9.50 29 84 39660 54645
9.80 31 89 57853 963531
10.00 31 89 7958 54646
10.20 31 89 34340 54647
10.50 31 89 30130 54648
11.00 33 95 28591 54649
11.50 33 95 41092 54650
12.00 35 102 14939 54651
13.00 35 102 21462 54653
13.50 37 107 45725 54654
14.00 37 107 23729 54655

4
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LEFT HAND TWIST DRILLS P.76 P73 D,=31
e Left-hand cylindrical twist drills, developed for general machining.
_ i e DICUT coating improves tool life in ferrous materials.
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D L, L CARBIDE  DICUT D L, L CARBIDE  DICUT
0.30 5 30 37906 953748 1.75 16 38 38827 54684
0.35 5 30 37907 953752 1.80 16 38 395 54685
0.40 6 30 330 953754 1.85 16 38 38921 54686
0.45 6 30 331 953758 1.90 16 38 30637 54687
0.50 6 30 332 54659 1.95 16 38 38997 54688
0.55 6 30 333 54660 2.00 16 38 35181 54689
0.60 6 30 334 54661 2.05 16 38 27526 54690
0.65 6 30 335 54662 2.10 16 38 39657 54691
0.70 6 30 336 54663 2.15 16 40 39041 54692
0.75 6 30 37908 54664 2.20 16 40 38965 54693
0.80 8 30 338 54665 2.25 16 40 40245 54694
0.85 8 30 339 54666 2.30 16 40 38769 54695
0.90 8 30 340 54667 2.35 16 40 26575 54696
0.95 8 30 34 54668 2.40 16 43 23429 54698
1.00 8 30 29560 54669 2.45 16 43 45720 54699
1.05 10 30 343 54670 2.50 16 43 43245 54700
1.10 10 30 344 54671 2.55 16 43 41034 54701
1.15 10 30 345 54672 2.60 16 43 39043 54702
1.20 10 30 346 54673 2.65 16 43 4026 54703
1.25 10 30 347 54674 2.70 16 46 40247 54704
1.30 10 30 348 54675 2.75 16 46 43036 54705
1.35 10 30 349 54676 2.80 16 46 370 54706
1.40 10 30 350 54677 2.85 16 46 40266 54707
1.45 10 30 351 54678 2.90 16 46 40793 54708
1.50 10 30 352 54679 2.95 16 46 40511 54709
1.55 16 38 38634 54680 3.00 16 46 42787 54710
1.60 16 38 38826 54681 3.05 18 49 40079 54711
1.65 16 38 39127 54682 3.10 18 49 40661 54712
1.70 16 38 39126 54683 3.15 18 49 40794 54713
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LEFT HAND TWIST DRILLS

DIXI 1130

P.76

P.73

&

D =31

1

D, L, L CARBIDE DICUT
3.20 18 49 40267 54714
3.25 18 49 40080 54715
3.30 18 49 375 54716
3.35 18 49 40296 54717
3.40 20 50 376 54718
3.45 20 50 37957 54719
3.50 20 50 377 54720
3.55 20 50 41596 54721
3.60 20 50 40662 54722
3.65 20 50 40797 54723
3.70 20 50 379 54724
3.75 20 50 38922 54725
3.80 22 50 40172 54726
3.85 22 50 37960 54727
3.90 22 50 38923 54728
3.95 22 50 54729
4.00 22 50 382 54730
4.05 22 50 40801 54731
410 22 50 383 54732
415 22 50 40576 54733
4.20 22 50 384 54734
4.25 22 50 39658 54735
4.30 24 50 385 54736
435 24 50 37966 54737
4.45 2 50 27518 54739
450 24 50 387 54740
4.55 24 50 37968

4.85 25 50 3797 54747
4.95 25 50 37972 54749
5.00 25 50 392 54750
5.20 25 50 Mn4

5.50 25 50 27042 54755
5.60 25 50 27041 54756
5.90 25 50 6489 54759
6.00 28 66 43390 54760
6.50 31 70 37994 54765
6.60 31 70 37996 54766
6.70 31 70 54767
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TWIST DRILLS P80 P73
e Cylindrical twist drills developed for the drilling of long chip
I~ materials.
3/ A
g 0 1 g A * DICUT coating improves tool life in ferrous materials.
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Unalloyed steel Low alloyed steel High alloyed steel stzli:'I‘(t:s:ssitci:el Ausm&m‘;it&r}l::? See] caiﬁron ::;l;:_z; Tglslte;g!f
‘ ‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
-Wroughat"aolsminium el el C';I’I';b EIL]‘C:;';\{ Ssﬂgr Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
26‘27‘28‘ ‘ ‘29‘30‘31 32‘33-35‘36‘37‘38‘39‘40‘41‘

D L, L CARBIDE  DICUT D L, L CARBIDE DICUT
0.40 6 30 197 953186 1.80 9 38 223 53609
0.45 6 30 198 58925 1.85 9 38 42538 53610
0.50 6 30 199 53585 1.90 9 38 224 53611
0.55 6 30 200 53586 1.95 9 38 42539 53612
0.60 6 30 201 53582 2.00 9 38 225 53613
0.65 6 30 202 53588

0.70 6 30 203 53589

0.75 6 30 204 53587

0.80 7 30 205 53590

0.85 7 30 206 53591

0.90 7 30 207 53592

0.95 7 30 208 53593

1.00 7 30 40275 53583

1.05 8 30 210 53594

1.10 8 30 41502 53595

1.15 8 30 212 53596

1.20 8 30 41150 53597

1.25 8 30 41319 53598

1.30 8 30 215 53599

1.35 8 30 41320 53600

1.40 8 30 217 53584

1.45 8 30 218 53601

1.50 8 30 219 53602

1.55 9 38 220 53604

1.60 9 38 221 53605

1.65 9 38 5418 53606

1.70 9 38 222 53607

1.75 9 38 42537 53608
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TWIST DRILLS P80 P73 D,=31
* Long length cylindrical twist drills developed for the drilling of
- .;,-. . : low-hardness and long chip materials.
D! ! i—__a e \"- 1350 * DICUT coating improves tool life in ferrous materials.
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D5 L, L CARBIDE DICUT D L, L CARBIDE DICUT
0.50 9 38 91 57557 2.00 16 38 17 55643
0.55 9 38 92 57558 2.10 16 38 118 55645
0.60 13 38 93 57559 2.20 16 40 19 55647
0.65 13 38 9% 57560 2.30 16 40 120 55649
0.70 13 38 95 55471 2.40 16 43 121 55651
0.75 13 38 96 55473 2.50 16 43 122 55653
0.80 13 38 97 55475 2.60 16 43 35575 55655
0.85 13 38 98 55482 3.00 16 46 35726 55657
0.90 16 38 99 55599 3.30 18 49 35665 55659
0.95 16 38 100 55601 3.50 20 50 35727 55661
1.00 16 38 101 55603 4.00 22 55 34062 55663
1.05 16 38 102 55605 4.20 22 55 35728 55665
1.10 16 38 103 55607 4.50 24 58 35729 55667
1.15 16 38 104 55609 5.00 26 62 35730 55669
1.20 16 38 105 55611 5.50 28 66 45735 55671
1.25 16 38 106 55613 6.00 28 66 45736 55673
1.30 16 38 107 55615
1.35 16 38 108 55617
1.40 16 38 109 55619
1.45 16 38 110 55621
1.50 16 38 11 55623
1.55 16 38 2972 55625
1.60 16 38 112 55627
1.65 16 38 3360 55629
1.70 16 38 113 55631
1.75 16 38 3361 55633
1.80 16 38 114 55635
1.85 16 38 115 55637
1.90 16 38 116 55639
1.95 16 38 3362 55641
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TWIST DRILLS P76 P73
REINFORCED SHANK

o Twist drills with reinforced shank, according to DIN 1899,
developed for general machining.
24° 4 S >
1 !
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¢ DICUT coating improves tool life in ferrous materials.

¢ DLC coating improves tool life in non-ferrous materials in case

L Ly _ ¢ of dry machining or with emulsion.
L
Ogood © excellent
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

meisis O O O O O O O O O O O O O OO0 00000 O0O0
...~ | s | ___n

10 n 12 13

41 14.2 14.3 144 15 16 17 18 19 20

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

ramenisis) O O O O O O O O © O O O O O © O

Diyowse L D L CARBIDE DICUT DLC* Digows L Dy L CARBIDE DICUT  DLC*
005 035 100 30 962703 031 15 100 30 35421 952592 955964
006 040 100 30 962702 032 15 100 30 38662 952593 955965
007 05 100 30 962701 032 30 100 30 62515 952594 962715
008 060 100 30 962700 033 15 100 30 38663 952595 955966
009 065 100 30 962699 033> 30 100 30 62516 952596 962716
010 070 100 30 36792 03¢ 15 100 30 29570 952597 955967
011 070 100 30 40829 034> 30 100 30 62517 952598 962717
012 070 100 30 40627 035 15 100 30 31747 952599 955968
013 070 100 30 40628 03 15 100 30 39018 952600 955970
014 070 100 30 40629 037 15 100 30 40633 952601 955971
015 100 100 30 35600 038 15 100 30 40634 952602 955972
016 100 100 30 38658 039 15 100 30 40635 952603 955973
017 100 100 30 38659 040 20 100 30 25992 63706 955974
018 100 100 30 38660 041 20 100 30 29571 952604 955975
019 100 100 30 38661 042 20 100 30 38419 952605 955976
020 100 100 30 26824 952580 955953 043 20 100 30 35804 950186 955977
021 100 100 30 29609 952581 955954 044 20 100 30 40636 952606 955978
022 100 100 30 29610 952582 955955 045 36 100 30 45726 59562 955979
023 100 100 30 29611 950087 955956 046 36 100 30 45727 952607 955980
023> 220 100 30 62513 952583 962712 047 36 100 30 45728 952497 955981
024 100 100 30 25957 952496 955957 048 36 100 30 45729 952608 955982
024> 220 100 30 62514 952584 962713 049 40 100 30 45730 952609 955983
025 100 100 30 28712 950088 955958 050 40 100 30 25994 55141 955984
025> 220 100 30 38282 952585 962714 051 40 100 30 45731 55142 955985
026 100 100 30 38665 952587 955959 052 40 100 30 45732 55143 955986
027 100 100 30 37358 952588 955960 053 40 100 30 45733 55144 955967
028 100 100 30 37258 952589 955961 054 45 100 30 40640 55145 955988
029 100 100 30 30568 952590 955962 055 45 100 30 28375 55146 955989
030 15 100 30 28713 952591 955963 056 45 100 30 41925 55147 955990

*for non-ferrous material

Q
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TWIST DRILLS
REINFORCED SHANK

DIXI 1131

Diyaws L D, L CARBIDE DICUT DLC*
0.57 4.50 1.00 30 40641 55148 955991
0.58 4.50 1.00 30 40642 55149 955993
0.59 4.50 1.00 30 40643 55150 955997
0.60 4.50 1.00 30 29643 55151 956048
0.61 5.00 1.00 30 37639 55152 956049
0.62 5.00 1.00 30 25270 55153 956050
0.63 5.00 1.00 30 40644 55154 956051
0.64 5.00 1.00 30 40645 55155 956052
0.65 5.00 1.00 30 41679 55156 956053
0.66 5.00 1.00 30 41886 55157 956054
0.67 5.00 1.00 30 42286 55158 956055
0.68 5.60 1.00 30 42287 55159 956056
0.69 5.60 1.00 30 41788 55160 956057
0.70 5.60 1.00 30 32099 55161 956058
0.71 5.60 1.00 30 42288 55162 956059
0.72 5.60 1.00 30 40983 55163 956060
0.73 5.60 1.00 30 35422 55164 956061
0.74 5.60 1.00 30 36102 55165 956062
0.75 5.60 1.00 30 35423 55166 956063
0.76 6.30 1.00 30 18579 55167 956064
0.77 6.30 1.00 30 42706 55168 956065
0.78 6.30 1.00 30 41887 55169 956066
0.79 6.30 1.00 30 36640 55170 956068
0.80 6.30 1.50 30 402 55171 956069
0.81 6.30 1.50 30 36144 55172 956070
0.82 6.30 1.50 30 34510 55173 956071
0.83 6.30 1.50 30 42290 55174 956072
0.84 6.30 1.50 30 27400 55175 956074
0.85 6.30 1.50 30 35551 55176 956075
0.86 7.10 1.50 30 29254 55177 956076
0.87 7.10 1.50 30 42291 55178 956077
0.88 7.10 1.50 30 19601 55179 956080
0.89 7.10 1.50 30 41789 55180 956081
0.90 7.10 1.50 30 32100 55181 956082
0.91 7.10 1.50 30 42292 55182 956083
0.92 7.10 1.50 30 36859 55183 956084
0.93 7.10 1.50 30 42293 55184 956085
0.94 7.10 1.50 30 42167 55185 956086
0.95 7.10 1.50 30 35183 55186 956087
0.96 8.00 1.50 30 37741 55188 956088
0.97 8.00 1.50 30 29255 55189 956089
0.98 8.00 1.50 30 42294 55190 956091

DIN
1899

P76 P73

Diyows L D, L CARBIDE DICUT DLC*
0.99 8.00 1.50 30 41790 55191 956092
1.00 9.00 1.50 30 406 55192 956093
1.01 9.00 1.50 30 34996 55193 956094
1.02 9.00 1.50 30 42876 55195 956095
1.03 9.00 1.50 30 34778 55196 956096
1.04 9.00 1.50 30 43984 55200 956097
1.05 9.00 1.50 30 4774 55201 956098
1.06 9.00 1.50 30 43985 55202 956099
1.07 9.00 1.50 30 42228 55203 956100
1.08 9.00 1.50 30 43198 55204 956101
1.09 9.00 1.50 30 28779 55205 956102
1.10 9.00 1.50 30 407 55206 956103
1.1 9.00 1.50 30 43986 55207 956104
1.12 9.00 1.50 30 43347 55208 956105
1.13 9.00 1.50 30 42853 55209 956106
1.14 9.00 1.50 30 43987 55210 956107
1.15 9.00 1.50 30 3530 55211 956108
1.16 9.00 1.50 30 22712 55212 956109
1.17 9.00 1.50 30 4775 55213 956110
1.18 9.00 1.50 30 42230 55214 956111
1.19 10.00 1.50 30 41791 55215 956112
1.20 10.00 1.50 30 408 55216 956113
1.21 10.00 1.50 30 42168 55217 956114
1.22 10.00 1.50 30 25751 55218 956115
1.23 10.00 1.50 30 23285 55219 956116
1.24 10.00 1.50 30 45524 55220 956118
1.25 10.00 1.50 30 3531 55221 956119
1.26 10.00 1.50 30 42005 55222 956120
1.27 10.00 1.50 30 3761 55223 956121
1.28 10.00 1.50 30 42169 55224 956122
1.29 10.00 1.50 30 37694 55225 956124
1.30 10.00 1.50 30 409 55226 956125
1.31 10.00 1.50 30 45525 55227 956128
1.32 10.00 1.50 30 29712 55228 956130
1.33 11.20 1.50 30 34695 55229 956131
1.34 11.20 1.50 30 45526 55230 956132
1.35 11.20 1.50 30 3532 55231 956133
1.36 11.20 1.50 30 45527 55232 956134
1.37 11.20 1.50 30 35556 55233 956135
1.38 11.20 1.50 30 45055 55234 956136
1.39 11.20 1.50 30 45297 55235 956137
1.40 11.20 1.50 30 410 55236 956138

*for non-ferrous material
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TWIST DRILLS P76 P73

REINFORCED SHANK

Diyows L D, L CARBIDE DICUT DLC* Diyows L D, L CARBIDE DICUT DLC*
1.41 11.20 1.50 30 33499 55237 956139 1.83 12.00 2.00 38 58717 61407 956189
1.42 11.20 1.50 30 43348 55238 956140 1.84 12.00 2.00 38 46970 55276 956190
1.43 11.20 1.50 30 45056 55239 956141 1.85 12.00 2.00 38 36793 55277 956191
1.44 11.20 1.50 30 45528 55240 956142 1.86 12.00 2.00 38 50761 55278 956192
1.45 11.20 1.50 30 36006 55241 956143 1.87 12.00 2.00 38 36487 55279 956195
1.46 11.20 1.50 30 45529 55242 956144 1.88 12.00 2.00 38 45801 55280 956196
1.47 11.20 1.50 30 45530 55243 956145 1.89 12.00 2.00 38 45341 55281 956197
1.48 11.20 1.50 30 45057 55244 956146 1.90 12.00 2.00 38 415 55282 956198
1.49 11.20 1.50 30 35681 55245 956147 1.91 12.00 2.00 38 45915 55283 956200
1.50 11.20 2.00 38 an 55246 956148 1.92 12.00 2.00 38 45916 55284 956201
1.51 12.00 2.00 38 27735 55247 956149 1.93 12.00 2.00 38 44853 55285 956202
1.52 12.00 2.00 38 27736 55248 956150 1.94 12.00 2.00 38 45917 55286 956203
1.53 12.00 2.00 38 23286 55249 956151 1.95 12.00 2.00 38 32284 55287 956204
1.54 12.00 2.00 38 45909 55250 956152 1.96 12.00 2.00 38 60692 61404 956205
1.55 12.00 2.00 38 25686 55251 956153 1.97 12.00 2.00 38 50332 61401 956206
1.56 12.00 2.00 38 58194 58196 956154 1.98 12.00 2.00 38 46959 55288 956207
1.57 12.00 2.00 38 55541 58193 956155 1.99 12.00 2.00 38 45342 55289 956208
1.58 12.00 2.00 38 39953 55252 956156 2.00 12.00 2.50 43 416 55290 956209
159 1200 200 38 34993 55253 956157 201 1200 250 43 45498 55291 956210
160 1200 200 38 412 | 65284 | gspiss 202 1200 250 43 48962 61399 956211

2.03 12.00 2.50 43 50685 55292 956212
2.04 12.00 2.50 43 60958 60962 956213
2.05 12.00 2.50 43 40813 55293 956214

1.61 12.00 2.00 38 40288 55255 956159
1.62 12.00 2.00 38 46968 55256 956160

163 1200 200 38 45605 55257 956161 220 1200 250 43 418 55096 956217
1.64 12.00 2.00 38 45910 55258 956162 2.25 12.00 2.50 43 40815 55297 956218
1.65 12.00 2.00 38 32283 55259 956163 2.40 12.00 2.50 43 420 55300 956221
167 1200  2.00 38 50763 55261 956165 * for non-ferrous material

1.65 12.00 2.00 38 31684 55262 956166
1.69 12.00 2.00 38 45339 55263 956167
1.70 12.00 2.00 38 413 55264 956169
1.7 12.00 2.00 38 45911 55265 956175
1.72 12.00 2.00 38 27925 55266 956177
1.73 12.00 2.00 38 42609 55267 956178
1.74 12.00 2.00 38 45912 55268 956179
1.75 12.00 2.00 38 45734 55269 956180
1.76 12.00 2.00 38 45913 55270 956181
1.77 12.00 2.00 38 38757 61408 956182
1.78 12.00 2.00 38 46957 55271 956183
1.79 12.00 2.00 38 45340 55272 956185
1.80 12.00 2.00 38 31497 55273 956186
1.81 12.00 2.00 38 45914 55274 956187
1.82 12.00 2.00 38 46969 55275 956188



» 1899

LEFT HAND TWIST DRILLS P76 P73
REINFORCED SHANK

e Left-hand cylindrical twist drills with reinforced shank,
according to DIN 1899, developed for general machining.

= s
(]
! el * DICUT coating improves tool life in ferrous materials.
Sl et 11g°

i A ; i

24 1 L »

— L —
O good © excellent
M k|

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

10 n 12 13

VDI 3323 1 4.1 14.2 14.3 144 15 16 17 18 19 20

e © O O O O O O O O O O O O OO0 00000 O0O0
...~ | s | ___n

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

rameisis) O O O O O O O O © O O O O O © O

Dore L D, L CARBIDE DICUT Digoon L Dis L CARBIDE  DICUT
0.10 0.70 1.00 30 36916 0.40 2.00 1.00 30 15026 952676
0.11 0.70 1.00 30 36917 0.41 2.00 1.00 30 35708 952677
0.12 0.70 1.00 30 36918 0.42 2.00 1.00 30 36946 952678
0.13 0.70 1.00 30 36919 0.43 2.00 1.00 30 36947 952679
0.14 0.70 1.00 30 36920 0.44 2.00 1.00 30 36948 952680
0.15 1.00 1.00 30 36921 0.45 3.60 1.00 30 38054 952681
0.16 1.00 1.00 30 36922 0.46 3.60 1.00 30 38057 952682
0.17 1.00 1.00 30 38654 0.47 3.60 1.00 30 38059 952683
0.18 1.00 1.00 30 36924 0.48 3.60 1.00 30 38062 952684
0.19 1.00 1.00 30 36925 0.49 4.00 1.00 30 38063 952685
0.20 1.00 1.00 30 36926 952652 0.50 4.00 1.00 30 38065 55302
0.21 1.00 1.00 30 36927 952653 0.51 4.00 1.00 30 38066 55303
0.22 1.00 1.00 30 36928 952654 0.52 4.00 1.00 30 38068 55304
0.23 1.00 1.00 30 36929 952655 0.53 4.00 1.00 30 38069 55305
0.24 1.00 1.00 30 36930 952656 0.54 4.50 1.00 30 38245 55306
0.25 1.00 1.00 30 36931 952657 0.55 4.50 1.00 30 38246 55307
0.26 1.00 1.00 30 36932 952658 0.56 450 1.00 30 38190 55308
0.27 1.00 1.00 30 36933 952659 0.57 450 1.00 30 38187 55309
0.28 1.00 1.00 30 36934 952660 0.58 4.50 1.00 30 38103 55310
0.29 1.00 1.00 30 36935 952661 0.59 450 1.00 30 38070 55311
0.30 1.50 1.00 30 36936 952662 0.60 4.50 1.00 30 38188 55312
0.31 1.50 1.00 30 36937 952663 0.61 5.00 1.00 30 38247 55313
0.32 1.50 1.00 30 36938 952664 0.62 5.00 1.00 30 38364 55314
0.33 1.50 1.00 30 36939 952665 0.63 5.00 1.00 30 38072 55315
0.34 1.50 1.00 30 36940 952666 0.64 5.00 1.00 30 38073 55316
0.35 1.50 1.00 30 36941 952667 0.65 5.00 1.00 30 38075 55317
0.36 1.50 1.00 30 36942 952669 0.66 5.00 1.00 30 36966 55318
0.37 1.50 1.00 30 36943 952672 0.67 5.00 1.00 30 36838 55319
0.38 1.50 1.00 30 36944 952673 0.68 5.60 1.00 30 21766 55320
0.39 1.50 1.00 30 36945 952674 0.69 5.60 1.00 30 4021 55321

4
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LEFT HAND TWIST DRILLS

REINFORCED SHANK

DIXI 1131

Dows L D, L CARBIDE  DICUT
0.70 5.60 1.00 30 450 55322
0.71 5.60 1.00 30 38078 55323
0.72 5.60 1.00 30 38182 55324
0.73 5.60 1.00 30 22294 55325
0.74 5.60 1.00 30 38080 55326
0.75 5.60 1.00 30 36975 55327
0.76 6.30 1.00 30 36976 55328
0.77 6.30 1.00 30 40866 55329
0.78 6.30 1.00 30 36978 55330
0.79 6.30 1.00 30 38082 55331
0.80 6.30 1.50 30 38317 55332
0.81 6.30 150 30 36981 55333
0.82 6.30 1.50 30 36982 55334
0.83 6.30 1.50 30 36983 55335
0.84 6.30 1.50 30 38292 55336
0.85 6.30 1.50 30 38293 55337
0.86 7.10 150 30 38294 55338
0.87 7.10 150 30 38251 55339
0.88 7.10 150 30 36988 55340
0.89 7.10 150 30 36989 55341
0.90 7.10 150 30 24182 55342
0.91 7.10 150 30 38295 55343
0.92 7.10 150 30 36360 55344
0.93 7.10 150 30 35871 55345
0.94 7.10 150 30 38086 55346
0.95 7.10 150 30 455 55347
0.96 8.00 150 30 38296 55348
0.97 8.00 150 30 36996 55349
0.98 8.00 150 30 36997 55350
0.99 8.00 150 30 36998 55351
1.00 9.00 150 30 36999 55192
1.01 9.00 150 30 37000 55353
1.02 9.00 150 30 37001 55354
1.03 9.00 150 30 37002 55355
1.04 9.00 150 30 37003 55356
1.05 9.00 150 30 37004 55357
1.06 9.00 150 30 37005 55358
1.07 9.00 150 30 37006 55359
1.08 9.00 1.50 30 37007 55360
1.09 9.00 1.50 30 37008 55361
1.10 9.00 1.50 30 457 55362

DIN
1899
P76 P73
Diyowe Ly D, L CARBIDE DICUT
1.11 9.00 1.50 30 37009 55363
112 9.00 1.50 30 37010 55364
113 9.00 1.50 30 14573 55365
1.14 9.00 1.50 30 37011 55366
1.15 9.00 1.50 30 19337 55367
1.16 9.00 1.50 30 37012 55368
117 9.00 150 30 37013 55369
1.18 9.00 150 30 37014 55370
1.19 10.00 150 30 37015 55371
1.20 10.00 150 30 37016 55372
121 10.00 150 30 26225 55373
122 10.00 150 30 37017 55374
123 10.00 150 30 45717 55375
1.24 10.00 150 30 37019 55376
125 10.00 150 30 26763 55377
1.26 10.00 150 30 27862 55378
127 10.00 1.50 30 6197 55379
128 10.00 1.50 30 25663 55380
1.29 10.00 150 30 27863 55381
1.30 10.00 150 30 459 55382
1.31 10.00 150 30 37020 55383
132 10.00 150 30 37021 55384
133 11.20 150 30 37022 55385
134 11.20 150 30 45718 55386
135 11.20 150 30 37024 55387
136 11.20 150 30 37025 55388
137 11.20 150 30 37026 55389
138 11.20 1.50 30 37027 55390
139 11.20 1.50 30 37028 55391
140 11.20 1.50 30 460 55392
141 11.20 1.50 30 26226 55393
142 11.20 1.50 30 37029 55394
143 11.20 150 30 37030 55395
144 11.20 150 30 37031 55396
145 11.20 150 30 26459 55397
146 11.20 150 30 37032 55398
147 11.20 150 30 37033 55399
148 11.20 150 30 37034 55400
149 11.20 150 30 37035 55401
150 11.20 2.00 38 461 55402
151 12.00 2.00 38 38089 55403



——

LEFT HAND TWIST DRILLS

REINFORCED SHANK

DIXI 1131

Dyows L D, L CARBIDE DICUT
152 12.00 2.00 38 38962 55404
153 12.00 2.00 38 38938 55405
1.54 12.00 2.00 38 45531 55406
1.55 12.00 2.00 38 38090 55407
1.56 12.00 2.00 38 45532 55408
157 12.00 2.00 38 45351 55409
158 12.00 2.00 38 38252 55410
159 12.00 2.00 38 45533 55411
1.60 12.00 2.00 38 37234 55412
161 12.00 2.00 38 40655 55413
162 12.00 2.00 38 29286 55414
163 12.00 2.00 38 40910 55415
164 12.00 2.00 38 41297 55416
165 12.00 2.00 38 37235 55417
1.66 12.00 2.00 38 45534 55418
167 12.00 2.00 38 44015 55419
1.65 12.00 2.00 38 38092 55420
1.69 12.00 2.00 38 45535 55421
1.70 12.00 2.00 38 163 55422
1.71 12.00 2.00 38 45536 55423
172 12.00 2.00 38 45075 55424
173 12.00 2.00 38 43415 55425
174 12.00 2.00 38 45537 55426
1.75 12.00 2.00 38 38093 55427
1.76 12.00 2.00 38 58052 58054
177 12.00 2.00 38 42174 55428
178 12.00 2.00 38 57881 57888
179 12.00 2.00 38 58197 58199
1.80 12.00 2.00 38 31497 55273
1.81 12.00 2.00 38 45914 55274
1.82 12.00 2.00 38 46969 55275
183 12.00 2.00 38 58717 61407
1.84 12.00 2.00 38 46970 55276
185 12.00 2.00 38 36793 55277
1.86 12.00 2.00 38 50761 55278
1.87 12.00 2.00 38 36487 55279
188 12.00 2.00 38 45801 55280
189 12.00 2.00 38 45341 55281
1.90 12.00 2.00 38 M5 55273
191 12.00 2.00 38 45915 55274
192 12.00 2.00 38 45916 55275

DIN
1899
P76 P73
Dyore L D,, L CARBIDE DICUT
1.93 12.00 2.00 38 44853 61407
1.94 12.00 2.00 38 45917 55276
1.95 12.00 2.00 38 32284 55277
1.96 12.00 2.00 38 60692 55278
1.97 12.00 2.00 38 50332 55279
1.98 12.00 2.00 38 46959 55280
1.99 12.00 2.00 38 45342 55281
2.00 12.00 2.50 43 416 55273
2.01 12.00 2.50 43 45498 55274
2.02 12.00 2.50 43 48962 55275
2.03 12.00 2.50 43 50685 61407
2.04 12.00 2.50 43 60958 55276
2.05 12.00 2.50 43 40813 55277
2.10 12.00 250 43 42295 55279
2.15 12.00 2.50 43 40814 55280
245 12.00 2.50 43 40816 55280



- DIXI1137-5D  Z=2 @

TWIST DRILLS P78 P73 D,=05
FOR UNLEADED BRASS

e Self-centering twist drills with reinforced shank , 5xD, cutting
length, developed for the drilling of lead-free brass and high

30°/ = AN tech materials.
1 N - TN o e : .
O e ————A N 140° * C-TOP coating improves tool life in difficult to machine materials.
] [}
L y e DRYCUT coating improves tool life in non-ferrous materials in
- case of dry machining or with emulsion.
I
Ogood ©exce|lent
M k|
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

meisis © O O O O O O O O O ©O O O © 0 000 OO0 00O
...~ | s | i |

10 n 12 13

41 14.2 14.3 144 15 16 17 18 19 20

Jf:é?.{lﬁfn Wrough;"aﬂlcminium e T Ty C';ﬁo';b Cualoy ool Graphite Plastic  Wood SPeaer “ta"i“;‘:lr;“;a"i“'“ Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
et O O O O O O O O O ©O © O 0 0O
Diyaws L D, L CARBIDE CTOP DRYCUT* Diyou L D, L CARBIDE C-TOP DRYCUT*
0.15 0.80 1.00 30 377730 416324 378235 0.45 2.30 1.00 30 377760 416354 378265
0.16 0.80 1.00 30 377731 416325 378236 0.46 2.30 1.00 30 377761 416355 378266
0.17 0.90 1.00 30 377732 416326 378237 0.47 2.40 1.00 30 377762 416356 378267
0.18 0.90 1.00 30 377733 416327 378238 0.48 240 1.00 30 377763 416357 378268
0.19 1.00 1.00 30 377734 416328 378239 0.49 2.50 1.00 30 377764 416358 378269
0.20 1.00 1.00 30 377735 416329 378240 0.50 2.50 1.00 30 377765 416359 378270
0.21 1.10 1.00 30 377736 416330 378241 0.51 2.60 1.00 30 377766 416360 378271
0.22 1.10 1.00 30 377737 416331 378242 0.52 2.60 1.00 30 377767 416361 378272
0.23 1.20 1.00 30 377738 416332 378243 0.53 2.70 1.00 30 377768 416362 378273
0.24 1.20 1.00 30 377739 416333 378244 0.54 2.70 1.00 30 377769 416363 378274
0.25 1.30 1.00 30 377740 416334 378245 0.55 2.80 1.00 30 377770 416364 378275
0.26 1.30 1.00 30 377741 416335 378246 0.56 2.80 1.00 30 377771 416365 378276
0.27 1.40 1.00 30 377742 416336 378247 0.57 2.90 1.00 30 377772 416366 378277
0.28 1.40 1.00 30 377743 416337 378248 0.58 2.90 1.00 30 377773 416367 378278
0.29 1.50 1.00 30 377744 416338 378249 0.59 3.00 1.00 30 377774 416368 378279
0.30 1.50 1.00 30 377745 416339 378250 0.60 3.00 1.00 30 377775 416369 378280
0.31 1.60 1.00 30 377746 416340 378251 0.61 3.10 1.00 30 377776 416370 378281
0.32 1.60 1.00 30 377747 416341 378252 0.62 3.10 1.00 30 377777 416371 378282
0.33 1.70 1.00 30 377748 416342 378253 0.63 3.20 1.00 30 377778 416372 378283
0.34 1.70 1.00 30 377749 416343 378254 0.64 3.20 1.00 30 3777719 416373 378284
0.35 1.80 1.00 30 377750 416344 378255 0.65 3.30 1.00 30 377780 416374 378285
0.36 1.80 1.00 30 377751 416345 378256 0.66 3.30 1.00 30 377781 416375 378286
0.37 1.90 1.00 30 377752 416346 378257 0.67 3.40 1.00 30 377782 416376 378287
0.38 1.90 1.00 30 377753 416347 378258 0.68 3.40 1.00 30 377783 416377 378288
0.39 2.00 1.00 30 377754 416348 378259 0.69 3.50 1.00 30 377784 416378 378289
0.40 2.00 1.00 30 377755 416349 378260 0.70 3.50 1.00 30 377785 416379 378290
0.41 2.10 1.00 30 377756 416350 378261 0.71 3.60 1.00 30 377786 416380 378291
0.42 2.10 1.00 30 377757 416351 378262 0.72 3.60 1.00 30 377787 416381 378292
0.43 2.20 1.00 30 377758 416352 378263 0.73 3.70 1.00 30 377788 416382 378293
0.44 2.20 1.00 30 377759 416353 378264 0.74 3.70 1.00 30 377789 416383 378294

n * for non-ferrous material



- DIXI 1137-5D

TWIST DRILLS
FOR UNLEADED BRASS

&

Diyosw L D, L CARBIDE C-TOP DRYCUT*
075 380 100 30 377790 416384 378295
076 380 100 30 377791 416385 378296
077 390 100 30 377792 416386 378297
078 390 100 30 377793 416387 378298
079 400 100 30 377794 416388 378299
080 400 150 30 377795 416389 378300
081 410 150 30 377796 416330 378301
082 410 150 30 377797 416391 378302
083 420 150 30 377798 416392 378303
084 420 150 30 377799 416393 378304
085 430 150 30 377800 416334 378305
086 430 150 30 377801 416395 378306
087 440 150 30 377802 416396 378307
088 440 150 30 377803 416397 378308
089 450 150 30 377804 416398 378309
090 450 150 30 377805 416399 378310
091 460 150 30 377806 416400 378311
092 460 150 30 377807 416401 378312
093 470 150 30 377808 416402 378313
094 470 150 30 377809 416403 378314
095 480 150 30 377810 416404 378315
09 480 150 30 377811 416405 378316
097 490 150 30 377812 416406 378317
098 490 150 30 377813 416407 378318
099 500 150 30 377814 416408 378319
100 500 150 30 377815 416409 378320
101 510 150 30 422878 423038 423198
102 510 150 30 422879 423039 423199
103 520 150 30 422880 423040 423200
104 520 150 30 422881 423041 423201
105 530 150 30 377816 416410 378321
106 530 150 30 422882 423042 423202
107 540 150 30 422883 423043 423203
108 540 150 30 422884 423044 423204
109 550 150 30 422885 423045 423205
110 550 150 30 377817 416411 378322
111 560 150 30 422886 423046 423206
112 560 150 30 422887 423047 423207
113 570 150 30 422888 423048 423208
114 570 150 30 422889 423049 423209
115 580 150 30 377818 416412 378323
116 580 150 30 422890 423050 423210
117 590 150 30 422891 423051 423211
118 590 150 30 422892 423052 423212

P78 P73 D,=05

Diyose L Dy L CARBIDE C-TOP DRYCUT*
119 600 150 30 422893 423053 423213
120 600 150 30 377819 416413 378324
121 610 150 30 422894 423054 423214
122 610 150 30 422895 423055 423215
123 620 150 30 422896 423056 423216
124 620 150 30 422897 423057 423217
125 630 150 30 377820 416414 378325
126 630 150 30 422898 423058 423218
127 640 150 30 422899 423059 423219
128 640 150 30 422900 423060 423220
129 650 150 30 422901 423061 423221
130 650 150 30 377821 416415 378326
131 660 150 30 422902 423062 423222
132 660 150 30 422903 423063 423223
133 670 150 30 422904 423064 423224
134 670 150 30 422905 423065 423225
135 680 150 30 377822 416416 378327
136 680 150 30 422906 423066 423226
137 690 150 30 422907 423067 423227
138 690 150 30 422908 423068 423228
139 700 150 30 422909 423069 423229
140 700 150 30 377823 416417 378328
141 710 150 30 422910 423070 423230
142 710 150 30 422911 423071 423231
143 720 150 30 422912 423072 423232
144 720 150 30 422913 423073 423233
145 730 150 30 377824 416418 378329
146 730 150 30 422914 423074 423234
147 740 150 30 422915 423075 423235
148 740 150 30 422916 423076 423236
149 750 150 30 422917 423077 423237
150 750 200 32 377825 416419 378330
151 760 200 32 422918 423078 423238
152 760 200 32 422919 423079 423239
153 770 200 32 422920 423080 423240
15 770 200 32 422921 423081 423241
155 780 200 32 377826 416420 378331
156 780 200 32 422922 423082 423242
157 790 200 32 422923 423083 423243
158 790 200 32 422924 423084 423244
159 800 200 32 422925 423085 423245
160 800 200 32 377827 416421 378332
161 810 200 32 422926 423086 423246

*for non-ferrous material

4
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TWIST DRILLS P78 P73 D =05

FOR UNLEADED BRASS 1

Dyome L D, L CARBIDE C-TOP DRYCUT* Dyoone L D, L CARBIDE C-TOP DRYCUT*
162 810 2 32 422927 423087 423247 270 1350 3 38 377842 416436 378347
163 820 2 32 422928 423088 423248 280 14.00 3 38 377843 416437 378348
164 820 2 32 422929 423089 423249 290 1450 3 38 377844 416438 378349
165 830 2 32 377828 416422 378333 300  15.00 3 38 377845 416439 378350
166 830 2 32 422930 423090 423250 310 16.00 4 60 415972 416440 416148
167 840 2 32 422931 423091 423251 320 16.00 4 60 415973 416441 416149
168 840 2 32 422932 423092 423252 330 17.00 4 60 415974 416442 416150
169 850 2 32 422933 423093 423253 340 17.00 4 60 415975 416443 416151
170 850 2 32 377829 416423 378334 350  18.00 4 60 415976 416444 416152
171 860 2 32 422934 423094 423254 360  18.00 4 60 415977 416445 416153
172 860 2 32 422935 423095 423255 370 19.00 4 60 415978 416446 416154
173 870 2 32 422936 423096 423256 380  19.00 4 60 415979 416447 416155
174 870 2 32 422937 423097 423257 390 20.00 4 60 415980 416448 416156
175 880 2 32 377830 416424 378335 400  20.00 4 60 415981 416449 416157
176 880 2 32 422938 423098 423258 410 21.00 6 75 415982 416450 416158
177 890 2 32 422939 423099 423259 420  21.00 6 75 415983 416451 416159
178 890 2 32 422940 423100 423260 430  22.00 6 75 415984 416452 416160
179 9.00 2 32 422941 423101 423261 440 22,00 6 75 415985 416453 416161
180  9.00 2 32 377831 416425 378336 450  23.00 6 75 415986 416454 416162
181 910 2 32 422942 423102 423262 460  23.00 6 75 415987 416455 416163
182 910 2 32 422943 423103 423263 470 24.00 6 75 415988 416456 416164
183 920 2 32 422944 423104 423264 480  24.00 6 75 415989 416457 416165
184 920 2 32 422945 423105 423265 490 2500 6 75 415990 416458 416166
185 930 2 32 377832 416426 378337 500  25.00 6 75 415991 416459 416167
186 930 2 32 422946 423106 423266 510  26.00 6 75 415992 416460 416168
187 940 2 32 422947 423107 423267 520  26.00 6 75 415993 416461 416169
188 940 2 32 422948 423108 423268 530  27.00 6 75 415994 416462 416170
189 950 2 32 422949 423109 423269 540  27.00 6 75 415995 416463 416171
190 950 2 32 377833 416427 378338 550  28.00 6 75 415996 416464 416172
191 960 2 32 422950 423110 423270 560  28.00 6 75 415997 416465 416173
192 960 2 32 422951 423111 423271 570 29.00 6 75 415998 416466 416174
193 970 2 32 422952 423112 423272 580  29.00 6 75 415999 416467 416175
194 970 2 32 422353 423113 423273 590  30.00 6 75 416000 416468 416176
195 9.80 2 32 377834 416428 378339 6.00  30.00 6 75 416001 416469 416177
196  9.80 2 32 422954 423114 423274 * for non-ferrous material

197 990 2 32 422955 423115 423275

198  9.90 2 32 422956 423116 423276

199 1000 2 32 422957 423117 423277

200  10.00 3 38 377835 416429 378340

210 1050 3 38 377836 416430 378341

220 11.00 3 38 377837 416431 378342

230 1150 3 38 377838 416432 378343

240 1200 3 38 377839 416433 378344

250 1250 3 38 377840 416434 378345

260 13.00 3 38 377841 416435 378346

Q



- DIX11137-8D  Z=2 @

TWIST DRILLS P78 P73 D,=05
FOR UNLEADED BRASS

* Self-centering twist drills with reinforced shank , 8xD, cutting
4 length, developed for the drilling of lead-free brass and high
30 &S| % tech materials.
! ! ) | / )
Dl = 140°  C-TOP coating improves tool life in difficult to machine
' materials.
L ¢ DRYCUT coating improves tool life in non-ferrous materials.
Ogood ©exce|lent
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

meisis © O O O O O O O O O ©O O O © 0 000 OO0 00O
...~ | s | ___n

10 n 12 13

41 14.2 14.3 144 15 16 17 18 19 20

d’:::fl;':fn W'°“9h;|fﬂ'$mi"i“r" Cast aluminium alloy C';ﬁ'osh poee ool Graphite Plastic  Wood T W“"“‘;‘:I';‘i;a"i“’“ Hardened steel  Hard cast ron
VDI 3323 2 | 2 | s | w5 | s | 7| » - - » | o | w2 wms| o® | ¥ | x| w | e | ow
il © O O O O O O O O © 00 0 O
Diyow L D, L CARBIDE CTOP DRYCUT* Diyoow L D, L CARBIDE C-TOP DRYCUT*
0.15 1.20 1.00 30 416002 416470 416178 0.44 3.60 1.00 30 416031 416499 416207
0.16 1.30 1.00 30 416003 416471 416179 0.45 3.60 1.00 30 416032 416500 416208
0.17 1.40 1.00 30 416004 416472 416180 0.46 3.70 1.00 30 416033 416501 416209
0.18 1.50 1.00 30 416005 416473 416181 0.47 3.80 1.00 30 416034 416502 416210
0.19 1.60 1.00 30 416006 416474 416182 0.48 3.90 1.00 30 416035 416503 416211
0.20 1.60 1.00 30 416007 416475 416183 0.49 4.00 1.00 30 416036 416504 416212
0.21 1.70 1.00 30 416008 416476 416184 0.50 4.00 1.00 30 416037 416505 416213
0.22 1.80 1.00 30 416009 416477 416185 0.51 4.10 1.00 30 416038 416506 416214
0.23 1.90 1.00 30 416010 416478 416186 0.52 4.20 1.00 30 416039 416507 416215
0.24 2.00 1.00 30 416011 416479 416187 0.53 4.30 1.00 30 416040 416508 416216
0.25 2.00 1.00 30 416012 416480 416188 0.54 4.40 1.00 30 416041 416509 416217
0.26 2.10 1.00 30 416013 416481 416189 0.55 4.40 1.00 30 416042 416510 416218
0.27 2.20 1.00 30 416014 416482 416190 0.56 450 1.00 30 416043 416511 416219
0.28 2.30 1.00 30 416015 416483 416191 0.57 4.60 1.00 30 416044 416512 416220
0.29 240 1.00 30 416016 416484 416192 0.58 470 1.00 30 416045 416513 416221
0.30 240 1.00 30 416017 416485 416193 0.59 4.80 1.00 30 416046 416514 416222
0.31 2.50 1.00 30 416018 416486 416194 0.60 4.80 1.00 30 416047 416515 416223
0.32 2.60 1.00 30 416019 416487 416195 0.61 4.90 1.00 30 416043 416516 416224
0.33 2.10 1.00 30 416020 416488 416196 0.62 5.00 1.00 30 416049 416517 416225
0.34 2.80 1.00 30 416021 416489 416197 0.63 5.10 1.00 30 416050 416518 416226
0.35 2.80 1.00 30 416022 416490 416198 0.64 5.20 1.00 30 416051 416519 416227
0.36 2.90 1.00 30 416023 416491 416199 0.65 5.20 1.00 30 416052 416520 416228
0.37 3.00 1.00 30 416024 416492 416200 0.66 5.30 1.00 30 416053 416521 416229
0.38 3.10 1.00 30 416025 416493 416201 0.67 5.40 1.00 30 416054 416522 416230
0.39 3.20 1.00 30 416026 416494 416202 0.68 5.50 1.00 30 416055 416523 416231
0.40 3.20 1.00 30 416027 416495 416203 0.69 5.60 1.00 30 416056 416524 416232
0.41 3.30 1.00 30 416028 416496 416204 0.70 5.60 1.00 30 416057 416525 416233
0.42 3.40 1.00 30 416029 416497 416205 071 5.70 1.00 30 416058 416526 416234
0.43 3.50 1.00 30 416030 416498 416206 0.72 5.80 1.00 30 416059 416527 416235

* for non-ferrous material

4
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TWIST DRILLS
FOR UNLEADED BRASS

Diyouw L Dy L CARBIDE C-TOP DRYCUT*
073 590 100 30 416060 416528 416236
074 600 100 30 416061 416529 416237
075 600 100 30 416062 416530 416238
076 610 100 30 416063 416531 416239
077 620 100 30 416064 416532 416240
078 630 100 30 416065 416533 416241
079 640 100 30 416066 416534 416242
080 640 150 30 416067 416535 416243
081 650 150 30 416068 416536 416244
082 660 150 30 416069 416537 416245
083 670 150 30 416070 416538 416246
084 680 150 30 416071 416539 416247
085 680 150 30 416072 416540 416248
086 690 150 30 416073 416541 416249
087 700 150 30 416074 416542 416250
088  7.10 150 30 416075 416543 416251
089 720 150 30 416076 416544 416252
080 720 150 30 416077 416545 416253
091 730 150 30 416078 416546 416254
092 740 150 30 416079 416547 416255
093 750 150 30 416080 416548 416256
094 760 150 30 416081 416549 416257
095 760 150 30 416082 416550 416258
09 770 150 30 416083 416551 416259
097 780 150 30 416084 416552 416260
098 790 150 30 416085 416553 416261
099 800 150 30 416086 416554 416262
100 800 150 30 416087 416555 416263
101 810 150 38 422958 423118 423278
102 820 150 38 422959 423119 423279
103 830 150 38 422960 423120 423280
104 840 150 38 422961 423121 423281
105 840 150 38 416088 416556 416264
106 850 150 38 422962 423122 423282
107 860 150 38 422963 423123 423283
108 870 150 38 422964 423124 423284
109 880 150 38 422965 423125 423285
110 880 150 38 416089 416557 416265
111 890 150 38 422966 423126 423286
102 900 150 38 422967 423127 423287
113 910 150 38 422968 423128 423288
114 920 150 38 422969 423129 423289
1.5 920 150 38 416090 416558 416266
16 930 150 38 422970 423130 423290

&

P78 P73 D, =05

Dipose L Dy L CARBIDE C-TOP DRYCUT*
117 940 150 38 422971 423131 423291
118 950 150 38 422972 423132 423292
119 960 150 38 422973 423133 423293
120 960 150 38 416091 416559 416267
121 970 150 38 422974 423134 423294
122 980 150 38 422975 423135 423295
123 990 150 38 422976 423136 423296
124 1000 150 38 422977 423137 423297
125 1000 150 38 416092 416560 416268
126 1010 150 38 422978 423138 423298
127 1020 150 38 422979 423139 423299
128 1030 150 38 422980 423140 423300
129 1040 150 38 422981 423141 423301
130 1040 150 38 416093 416561 416269
131 1050 150 38 422982 423142 423302
132 1060 150 38 422983 423143 423303
133 1070 150 38 422984 423144 423304
134 1080 150 38 422985 423145 423305
135 1080 150 38 416094 416562 416270
136 1080 150 38 422986 423146 423306
137 1100 150 38 422987 423147 423307
138 1110 150 38 422988 423148 423308
139 1120 150 38 422989 423149 423309
140 1120 150 38 416095 416563 416271
141 1130 150 38 422990 423150 423310
142 1140 150 38 422991 423151 423311
143 1150 150 38 422992 423152 423312
144 1160 150 38 422993 423153 423313
145 1160 150 38 416096 416564 416272
146 1170 150 38 422994 423154 423314
147 1180 150 38 422995 423155 423315
148 1190 150 38 42299 423156 423316
149 1200 150 38 422997 423157 423317
150 1200 200 38 416097 416565 416273
151 1210 200 38 422998 423158 423318
152 1220 200 38 422999 423159 423319
153 1230 200 38 423000 423160 423320
154 1240 200 38 423001 423161 423321
155 1240 200 38 416098 416566 416274
156 1250 200 38 423002 423162 423322
157 1260 200 38 423003 423163 423323
158 1270 200 38 423004 423164 423324
159 1280 200 38 423005 423165 423325
160 1280 200 38 416099 416567 416275

* for non-ferrous material
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TWIST DRILLS
FOR UNLEADED BRASS

&

Diyosw L D, L CARBIDE C-TOP DRYCUT*
161 129 20 38 423006 423166 423326
162 130 20 38 423007 423167 423327
163 131 20 38 423008 423168 423328
164 132 20 38 423009 423169 423329
165 132 20 38 416100 416568 416276
166 133 20 38 423010 423170 423330
167 134 20 38 423011 423171 423331
168 135 20 38 423012 423172 423332
169 136 20 38 423013 423173 423333
170 136 20 38 416101 416569 416277
171 137 20 38 423014 423174 423334
172 138 20 38 423015 423175 423335
173 139 20 38 423016 423176 423336
174 140 20 38 423017 423177 423337
175 140 20 38 416102 416570 416278
176 141 20 38 423018 423178 423338
177 142 20 38 423019 423179 423339
178 143 20 38 423020 423180 423340
179 144 20 38 423021 423181 423341
180 144 20 38 416103 416571 416279
181 145 20 38 423022 423182 423342
182 146 20 38 423023 423183 423343
183 147 20 38 423024 423184 423344
184 148 20 38 423025 423185 423345
185 148 20 38 416104 416572 416280
186 149 20 38 423026 423186 423346
187 150 20 38 423027 423187 423347
188 151 20 38 423028 423188 423348
189 152 20 38 423029 423189 423349
190 152 20 38 416105 416573 416281
191 153 20 38 423030 423190 423350
192 154 20 38 423031 423191 423351
193 155 20 38 423032 423192 423352
194 156 20 38 423033 423193 423353
195 156 20 38 416106 416574 416282
196 157 20 38 423034 423194 423354
197 158 20 38 423035 423195 423355
198 159 20 38 423036 423196 423356
199 160 20 38 423037 423197 423357
200 160 30 50 416107 416575 416283
210 168 30 50 416108 416576 416284
220 176 30 50 416109 416577 416285
230 184 30 50 416110 416578 416286
240 192 30 50 416111 416579 416287
250 200 30 50 416112 416580 416288

P78 P73 D,=05

Diyose L Dy L CARBIDE C-TOP DRYCUT*
260 208 30 50 416113 416581 416289
270 216 30 50 416114 416582 416290
280 224 30 50 416115 416583 416291
290 232 30 50 416116 416584 416292
300 240 30 50 416117 416585 416293
310 250 40 75 416118 416586 416294
320 260 40 75 416119 416587 416295
330 270 40 75 416120 416588 416296
340 280 40 75 416121 416589 416297
350 280 40 75 416122 416590 416298
360 290 40 75 416123 416591 416299
370 300 40 75 416124 416592 416300
380 310 40 75 416125 416593 416301
390 320 40 75 416126 416594 416302
400 320 40 75 416127 416595 416303
410 330 60 100 416128 416596 416304
420 340 60 100 416129 416597 416305
430 350 60 100 416130 416598 416306
440 360 60 100 416131 416599 416307
450 360 60 100 416132 416600 416308
460 370 60 100 416133 416601 416309
470 380 60 100 416134 416602 416310
480 390 60 100 416135 416603 416311
490 400 60 100 416136 416604 416312
500 400 60 100 416137 416605 416313
510 410 60 100 416138 416606 416314
520 420 60 100 416139 416607 416315
530 430 60 100 416140 416608 416316
540 440 60 100 416141 416609 416317
550 440 60 100 416142 416610 416318
560 450 60 100 416143 416611 416319
570 460 60 100 416144 416612 416320
580 470 60 100 416145 416613 416321
590 480 60 100 416146 416614 416322
600 480 60 100 416147 416615 416323

* for non-ferrous material
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TWIST DRILLS P.80 P73
REINFORCED SHANK

o Twist drills with reinforced shank, according to DIN 1899,

7 developed for the drilling of long chip materials.
35 ] s ~ o . .
! f B 1 . ¢ DICUT coating improves tool life in ferrous materials.
D — ———e 120°
[}
— L1 -— ,
— L -—
O good © excellent

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

e O O O O O O O O O O OO O © 0 000 OO0 O00O0
...~ | s | ___n

alaterls Wiough BTN Cagt aluminium alloy o Sld  Graphite Plastic  Wood Special aloy T anon | otorgd ot | Hartcastvn

VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
et O O O O O O O ©O O O O O O O

Diyooe L D, L CARBIDE DICUT D, o004 L, D, L  CARBIDE DICUT
0.50 4.00 1.00 30 21228 57565 1.03 9.00 1.50 30 958010 958011
0.55 4.50 1.00 30 39029 57566 1.04 9.00 1.50 30 958013 ~ 958015
0.60 450 1.00 30 176 57567 1.05 9.00 1.50 30 39033 55757
0.65 5.00 1.00 30 39030 57568 1.06 9.00 1.50 30 958017 958018
0.70 5.60 1.00 30 178 55679 1.07 9.00 1.50 30 58335 957879
0.75 5.60 1.00 30 39031 55681 1.08 9.00 1.50 30 57722 957884
0.80 6.30 1.50 30 180 55683 1.09 9.00 1.50 30 958020 958021
0.81 6.30 1.50 30 957990 957991 1.10 9.00 1.50 30 39034 55759
0.82 6.30 1.50 30 957040 957994 1.1 9.00 1.50 30 45752 957887
0.83 6.30 1.50 30 45775 957802 1.12 9.00 1.50 30 62921 954726
0.84 6.30 1.50 30 45776 957804 1.13 9.00 1.50 30 957889 954727
0.85 6.30 1.50 30 181 55685 1.14 9.00 1.50 30 958023 958024
0.86 7.10 1.50 30 957995 957996 1.15 9.00 1.50 30 39035 55761
0.87 7.10 1.50 30 957998 957999 1.16 10.00 1.50 30 50299 957893
0.88 7.10 1.50 30 958001 958002 1.17 10.00 1.50 30 52449 957895
0.89 7.10 1.50 30 56626 957806 1.18 10.00 1.50 30 58333 957897
0.90 7.10 1.50 30 182 55687 1.19 10.00 1.50 30 958026 958027
0.91 7.10 1.50 30 958006 ~ 958007 1.20 10.00 1.50 30 50233 957893
0.92 7.10 1.50 30 957949 958004 1.21 10.00 1.50 30 59610 957895
0.93 7.10 1.50 30 957042 957808 1.22 10.00 1.50 30 46797 957897
0.94 7.10 1.50 30 957043 957810 1.23 10.00 1.50 30 958029 958027
0.95 7.10 1.50 30 39032 55689 1.24 10.00 1.50 30 39037 958027
0.96 9.00 1.50 30 49329 957812 1.25 10.00 1.50 30 49329 958027
0.97 9.00 1.50 30 957043 957829 1.26 10.00 1.50 30 65858 50057
0.98 9.00 1.50 30 39032 957831 1.27 10.00 1.50 30 50558 957912
0.99 9.00 1.50 30 49329 957834 1.28 10.00 1.50 30 958032 958033
1.00 9.00 1.50 30 184 55691 1.29 10.00 1.50 30 958035 958037
1.01 9.00 1.50 30 48709 957865 1.30 10.00 1.50 30 187 55766
1.02 9.00 1.50 30 58334 957867 1.31 11.20 1.50 30 958199 958200



—

TWIST DRILLS

REINFORCED SHANK

DIXI 1134

P.80

P.73

DIN
1899

D, y.00 L, D, L CARBIDE  DICUT
132 11.20 150 30 50068 957914
133 11.20 1.50 30 44387 957916
134 11.20 1.50 30 53518 958203
135 11.20 1.50 30 39038 55768
136 11.20 1.50 30 58147 957921
137 11.20 1.50 30 958205 958206
138 11.20 1.50 30 958208 958209
139 11.20 1.50 30 958211 958212
1.40 11.20 1.50 30 188 55777
145 11.20 1.50 30 39039 55779
150 11.20 2.00 38 39040 55780
155 12.00 2.00 38 52209 55782
1.60 12.00 2.00 38 52210 55786
1.65 12.00 2.00 38 52211 54986
170 12.00 2.00 38 191 55789
1.75 12.00 2.00 38 52212 55791
1.80 12.00 2.00 38 49082 55793
1.85 12.00 2.00 38 52213 55795
1.90 12.00 2.00 38 193 55797
1.95 12.00 2.00 38 52214 55799
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TWIST DRILLS P.80 P73
REINFORCED SHANK

o Twist drills with reinforced shank developed for the drilling of
long chip materials.

o
1 ! e e DICUT coating improves tool life in ferrous materials.
O — ——_ 120°
i i
— L -—
Ogood © excellent
0 M k|

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

e O O O O O O O O O O OO O © 0 000 OO0 O00O0
...~ | s | ___n

d':':ctfl::':n W'°“9h;|fﬂ'$mi"i“r" Cast aluminium alloy C';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;':lr;‘i;“"i“’“ Hardened steel  Hard cast ron
VDI 3323 2 | 2 | s | w5 | s | 7| » - - » | o | w2 wms| o® | ¥ | x| w | e | ow
il O O © O O O O O O OO0 oo
D, o000 L, D L CARBIDE DICUT D, o000 L, D, L  CARBIDE DICUT

0.20 1.50 1.50 30 950342 950234 0.49 3.00 1.50 30 950318 950340
0.21 1.50 1.50 30 950235 950248 0.50 4.00 1.50 30 60922 61017
0.22 1.50 1.50 30 950236 950249 0.51 4.00 1.50 30 60923 61018
0.23 1.50 1.50 30 950240 950250 0.52 4.00 1.50 30 60924 61020
0.24 1.50 1.50 30 950241 950251 0.53 4.00 1.50 30 60925 61021
0.25 2.00 1.50 30 950253 950278 0.54 4.00 1.50 30 60926 61022
0.26 2.00 1.50 30 950254 950279 0.55 4.00 1.50 30 60927 61023
0.27 2.00 1.50 30 950255 950280 0.56 4.00 1.50 30 60928 61024
0.28 2.00 1.50 30 950256 950281 0.57 4.00 1.50 30 60929 61025
0.29 2.00 1.50 30 950084 950282 0.58 4.00 1.50 30 60930 61026
0.30 2.00 1.50 30 950276 950283 0.59 4.00 1.50 30 60931 61027
0.31 2.50 1.50 30 950284 950299 0.60 450 1.50 30 60932 61028
0.32 2.50 1.50 30 950285 950301 0.61 450 1.50 30 60933 61029
0.33 2.50 1.50 30 950286 950302 0.62 450 1.50 30 60934 61030
0.34 2.50 1.50 30 950287 950303 0.63 4.50 1.50 30 60935 61031
0.35 2.50 1.50 30 950288 950304 0.64 4.50 1.50 30 60936 61032
0.36 2.50 1.50 30 950085 950305 0.65 4.50 1.50 30 60937 61033
0.37 2.50 1.50 30 950289 950306 0.66 4.50 1.50 30 60938 61034
0.38 2.50 1.50 30 950290 950307 0.67 4.50 1.50 30 60939 61035
0.39 3.00 1.50 30 950308 950330 0.68 4.50 1.50 30 56623 61036
0.40 3.00 1.50 30 950309 950331 0.69 4.50 1.50 30 60940 61037
0.41 3.00 1.50 30 950310 950332 0.70 4.50 1.50 30 56364 57571
0.42 3.00 1.50 30 950311 950333 0.71 4.50 1.50 30 56365 57573
043 3.00 1.50 30 950312 950334 0.72 450 1.50 30 56366 57575
0.44 3.00 1.50 30 950313 950335 0.73 450 1.50 30 56367 57577
0.45 3.00 1.50 30 950314 950336 0.74 450 1.50 30 56368 57587
0.46 3.00 1.50 30 950315 950337 0.75 4.50 1.50 30 56369 57589
0.47 3.00 1.50 30 950316 950338 0.76 4.50 1.50 30 56370 57579
0.48 3.00 1.50 30 950317 950339 0.77 4.50 1.50 30 56371 57581
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DIXI 1135

TWIST DRILLS
REINFORCED SHANK
Dyos L D, L CARBIDE DICUT
0.78 450 1.50 30 56372 57583
0.79 450 1.50 30 56373 57585
0.80 5.00 150 30 52140 55801
0.81 5.00 150 30 52141 55803
0.82 5.00 150 30 52142 55805
0.83 5.00 150 30 52143 55807
0.84 5.00 150 30 52144 55809
0.85 5.00 150 30 52145 55811
0.86 5.00 150 30 52146 55813
0.87 5.00 150 30 52147 55815
0.88 5.00 1.50 30 52148 55817
0.89 5.00 1.50 30 52149 55819
0.90 5.00 1.50 30 52150 55821
0.91 5.00 1.50 30 52151 55823
0.92 5.00 1.50 30 52152 55825
0.93 5.00 1.50 30 52153 55827
0.94 5.00 150 30 52154 55829
0.95 5.00 150 30 52155 55831
0.96 5.00 150 30 52156 55833
0.97 5.00 150 30 52157 55835
0.98 5.00 150 30 52158 55837
0.99 5.00 150 30 52159 55839
1.00 5.00 150 30 52160 55841
1.01 5.00 150 30 52161 55842
1.02 5.00 1.50 30 52162 55844
1.03 5.00 1.50 30 52163 55848
1.04 5.00 1.50 30 52164 55850
1.05 5.00 1.50 30 52165 55852
1.06 5.00 150 30 52166 55854
1.07 5.00 150 30 52167 55856
1.08 5.00 150 30 52168 55858
1.09 5.00 150 30 52169 55860
1.10 5.00 150 30 52170 55861
111 5.00 150 30 52171 55863
1.12 5.00 150 30 52172 55865
113 5.00 150 30 52173 55871
1.14 5.00 1.50 30 52174 55872
1.15 5.00 1.50 30 52175 55873
1.16 5.00 1.50 30 52176 55875
117 5.00 1.50 30 52177 55877
1.18 5.00 1.50 30 52178 55878
119 5.00 1.50 30 52179 55893
1.20 6.00 150 30 52180 55880

P8 P73

Dyore L D, L CARBIDE DICUT
1.21 6.00 1.50 30 52181 55882
1.22 6.00 1.50 30 52182 55884
1.23 6.00 1.50 30 52183 55886
1.24 6.00 1.50 30 52184 55896
1.25 6.00 1.50 30 52185 55898
1.26 6.00 1.50 30 52186 55900
1.27 6.00 1.50 30 52187 55902
1.28 6.00 1.50 30 52188 55904
1.29 6.00 1.50 30 52189 55906
1.30 6.00 1.50 30 52190 55908
1.31 6.00 1.50 30 52191 55910
1.32 6.00 1.50 30 52192 55912
1.33 6.00 1.50 30 52193 55914
1.34 6.00 1.50 30 52194 55916
1.35 6.00 1.50 30 52195 55918
1.36 6.00 1.50 30 52196 55920
1.37 6.00 1.50 30 52197 55922
1.38 6.00 1.50 30 52198 55924
1.39 6.00 1.50 30 52199 55926
1.40 6.00 1.50 30 52200 55929
1.4 6.00 1.50 30 52201 55932
1.42 6.00 1.50 30 52202 55934
1.43 6.00 1.50 30 52203 55936
1.44 6.00 1.50 30 52204 55938
1.45 6.00 1.50 30 52205 55940
1.46 6.00 1.50 30 52206 55942
1.47 6.00 1.50 30 52207 55944
1.48 6.00 1.50 30 52208 55946
1.49 6.00 1.50 30 52216 55948
1.50 7.00 2.00 38 56431 57591
1.51 7.00 2.00 38 56374 57593
1.52 7.00 2.00 38 56375 57595
1.53 7.00 2.00 38 56376 57597
1.54 7.00 2.00 38 56377 57599
1.55 7.00 2.00 38 56378 57601
1.56 7.00 2.00 38 56379 57603
1.57 7.00 2.00 38 56380 57605
1.58 7.00 2.00 38 56381 57607
1.59 7.00 2.00 38 56382 57609
1.60 7.00 2.00 38 56383 57611
1.61 7.00 2.00 38 56384 57613
1.62 7.00 2.00 38 56385 57615
1.63 7.00 2.00 38 56386 57617
1.64 7.00 2.00 38 56387 57619
1.65 7.00 2.00 38 56388 57621
1.66 7.00 2.00 38 56389 57623
1.67 7.00 2.00 38 56390 57625
1.68 7.00 2.00 38 56391 57627

4



—

TWIST DRILLS

REINFORCED SHANK

DIXI 1135

Dyos L D,, L CARBIDE DICUT
1.69 7.00 2.00 38 56392 57629
1.70 7.00 2.00 38 56393 57631
1.7 7.00 2.00 38 56394 57633
1.72 7.00 2.00 38 56395 57635
1.73 7.00 2.00 38 56396 57637
1.74 7.00 2.00 38 56397 57639
1.75 7.00 2.00 38 56398 57641
1.76 8.00 2.00 38 56399 57643
1.77 8.00 2.00 38 56400 57645
1.78 8.00 2.00 38 56401 57647
1.79 8.00 2.00 38 56402 57649
1.80 8.00 2.00 38 56403 57651
1.81 8.00 2.00 38 56404 57653
1.82 8.00 2.00 38 56405 57655
1.83 8.00 2.00 38 56406 57657
1.84 8.00 2.00 38 56407 57659
1.85 8.00 2.00 38 56408 57661
1.86 8.00 2.00 38 56409 57663
1.87 8.00 2.00 38 56410 57665
1.88 8.00 2.00 38 56411 57667
1.89 8.00 2.00 38 56412 57669
1.90 8.00 2.00 38 56413 57671
1.91 8.00 2.00 38 56414 57673
1.92 8.00 2.00 38 56415 57675
1.93 8.00 2.00 38 56416 57677
1.94 8.00 2.00 38 56417 57679
1.95 8.00 2.00 38 56418 57681
1.96 8.00 2.00 38 56419 57683
1.97 8.00 2.00 38 56420 57685
1.98 8.00 2.00 38 56421 57687
1.99 8.00 2.00 38 56422 57689
2.00 9.00 2.50 43 951030 951165
2.01 9.00 2.50 43 951034 951166
2.02 9.00 2.50 43 951035 951167
2.03 9.00 2.50 43 951036 951168
2.04 9.00 2.50 43 951039 951169
2.05 9.00 2.50 43 59122 951170
2.06 9.00 2.50 43 951040 951171
2.07 9.00 2.50 43 951041 951172
2.08 9.00 2.50 43 951042 951173

P& P73
Dyows L D,, L CARBIDE DICUT
2.09 9.00 2.50 43 951043 951214
2.10 9.00 2.50 43 951058 951215
2.11 9.00 2.50 43 951059 951216
212 9.00 2.50 43 951060 951217
213 9.00 2.50 43 951061 951218
214 9.00 2.50 43 951062 951219
2.15 9.00 2.50 43 951063 951220
2.16 9.00 2.50 43 951064 951621
217 9.00 2.50 43 951065 951622
218 9.00 2.50 43 951066 ~ 951624
2.19 9.00 2.50 43 951067 951625
2.20 9.00 2.50 43 951068 951626
221 9.00 2.50 43 951069 951627
222 9.00 2.50 43 951070 ~ 951628
2.23 9.00 2.50 43 951071 951629
224 9.00 2.50 43 951072 951630
2.25 9.00 2.50 43 951073 951631
2.26 9.00 2.50 43 951074 951632
2.27 9.00 2.50 43 951075 951633
2.28 9.00 2.50 43 951076 951634
2.29 9.00 2.50 43 951077 951636
2.30 9.00 2.50 43 951078 951637
2.31 9.00 2.50 43 951079 951638
2.32 9.00 2.50 43 951080 951639
2.33 9.00 2.50 43 951081 951640
2.34 9.00 2.50 43 951082 951641
2.35 9.00 2.50 43 951083 951642
2.36 9.00 2.50 43 951084 951643
2.37 9.00 2.50 43 951085 951644
2.38 9.00 2.50 43 951086 951645
2.39 9.00 2.50 43 951087 951646
240 9.00 2.50 43 951089 951647
2.4 9.00 2.50 43 951090 951648
2.42 9.00 2.50 43 951091 951649
2.43 9.00 2.50 43 951092 951650
244 9.00 2.50 43 951093 951651
2.45 9.00 2.50 43 951094 951652
2.46 9.00 2.50 43 951095 951653
2.47 9.00 2.50 43 951096 951654
248 9.00 2.50 43 951097 951655
249 9.00 2.50 43 951098 951656
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TWIST DRILLS P.80 P73
REINFORCED SHANK

¢ Twist drills with reinforced shank developed for the drilling of
long chip materials.

gl
1 I Sy ¢ The diameter tolerance is 0/+4 pm.
O — i —— 120°
‘ l . - . . B
L » ¢ DICUT coating improves tool life in ferrous materials.
1
— L -—
O good © excellent

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

10 n 12 13

VDI 3323 1 41 14.2 14.3 144 15 16 17 18 19 20

e O O O O O O O O O O O OO © 0 000 OO0 O00O0
...~ | s | ___n

desergion | ™" Coahmnumaloy o’ GRS GG Gee Pasic ool SRERAD TR gyt st

VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
i O O O O O O O O O O O o o

Dyyome L D,y L CARBIDE DICUT Diyoms L D,s L CARBIDE DICUT
0.20 1.50 1.50 30 990662 990642 0.49 3.00 1.50 30 990690 990661
0.21 1.50 1.50 30 990643 990676 0.50 4.00 1.50 30 990616 990605
0.22 1.50 1.50 30 990644 990677 0.51 4.00 1.50 30 990617 990606
0.23 1.50 1.50 30 990674 ~ 990678 0.52 4.00 1.50 30 990618 990607
0.24 1.50 1.50 30 990675 990679 0.53 4.00 1.50 30 990619 990608
0.25 2.00 1.50 30 990680 990659 0.54 4.00 1.50 30 990620 990609
0.26 2.00 1.50 30 990681 990660 0.55 4.00 1.50 30 990621 990610
0.27 2.00 1.50 30 990682 990663 0.56 4.00 1.50 30 990622 990630
0.28 2.00 1.50 30 990683 990664 0.57 4.00 1.50 30 990623 990592
0.29 2.00 1.50 30 990631 990665 0.58 4.00 1.50 30 990624 990593
0.30 2.00 1.50 30 990658 990666 0.59 4.00 1.50 30 990625 990594
0.31 2.50 1.50 30 990667 990645 0.60 450 1.50 30 990626 ~ 990595
0.32 2.50 1.50 30 990668 990646 0.61 4.50 1.50 30 990627 990596
0.33 2.50 1.50 30 990669 990647 0.62 450 1.50 30 990628 990597
0.34 2.50 1.50 30 990670 990648 0.63 4.50 1.50 30 990629 990598
0.35 2.50 1.50 30 990671 990649 0.64 4.50 1.50 30 990599 990604
0.36 2.50 1.50 30 990632 990650 0.65 4.50 1.50 30 990600 990612
0.37 2.50 1.50 30 990672 990651 0.66 4.50 1.50 30 990601 990613
0.38 2.50 1.50 30 990673 990652 0.67 4.50 1.50 30 990602 990614
0.39 3.00 1.50 30 990653 990633 0.68 4.50 1.50 30 990440 990615
0.40 3.00 1.50 30 990654 990634 0.69 4.50 1.50 30 990603 990611
0.41 3.00 1.50 30 990655 990635 0.70 4.50 1.50 30 990523 990576
0.42 3.00 1.50 30 990656 990636 0.71 450 1.50 30 990524 990577
0.43 3.00 1.50 30 990684 990637 0.72 450 1.50 30 990525 990578
0.44 3.00 1.50 30 990685 990638 0.73 4.50 1.50 30 990526 990579
0.45 3.00 1.50 30 990686 990639 0.74 4.50 1.50 30 990527 990581
0.46 3.00 1.50 30 990687 990640 0.75 4.50 1.50 30 990528 990582
0.47 3.00 1.50 30 990688 990641 0.76 4.50 1.50 30 990529 990588
0.48 3.00 1.50 30 990689 990657 0.77 4.50 1.50 30 990530 990589
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TWIST DRILLS

REINFORCED SHANK

DIXI 1136

D,yoon L D,, L CARBIDE DICUT
0.78 4.50 1.50 30 990531 990590
0.79 4.50 1.50 30 990532 990591
0.80 5.00 1.50 30 990426 990485
0.81 5.00 1.50 30 990410 990550
0.82 5.00 1.50 30 990411 990551
0.83 5.00 1.50 30 990412 990552
0.84 5.00 1.50 30 990413 990470
0.85 5.00 1.50 30 990414 990471
0.86 5.00 1.50 30 990415 990472
0.87 5.00 1.50 30 990416 ~ 990473
0.88 5.00 1.50 30 990417 990504
0.89 5.00 1.50 30 990418 990505
0.90 5.00 1.50 30 990419 990506
0.91 5.00 1.50 30 990420 990507
0.92 5.00 1.50 30 990421 990508
0.93 5.00 1.50 30 990422 990509
0.94 5.00 1.50 30 990423 990510
0.95 5.00 1.50 30 990424 990511
0.96 5.00 1.50 30 990425 990512
0.97 5.00 1.50 30 990444 990474
0.98 5.00 1.50 30 990445 990475
0.99 5.00 1.50 30 990446 990476
1.00 5.00 1.50 30 990447 990477
1.01 5.00 1.50 30 990448 990478
1.02 5.00 1.50 30 990339 990479
1.03 5.00 1.50 30 990340 990480
1.04 5.00 1.50 30 990341 990543
1.05 5.00 1.50 30 990441 990544
1.06 5.00 1.50 30 990442 990449
1.07 5.00 1.50 30 990443 990488
1.08 5.00 1.50 30 990427 990489
1.09 5.00 1.50 30 990428 990490
1.10 5.00 1.50 30 990429 990491
1mm 5.00 1.50 30 990430 990492
1.12 5.00 1.50 30 990431 990493
1.13 5.00 1.50 30 990432 990494
1.14 5.00 1.50 30 990433 990495
1.15 5.00 1.50 30 990434 990496
1.16 5.00 1.50 30 990435 990497
1.17 5.00 1.50 30 990436 990498
1.18 5.00 1.50 30 990437 990499
1.19 5.00 1.50 30 990438 990466
1.20 6.00 1.50 30 990439 990500
1.21 6.00 1.50 30 990342 990371
1.22 6.00 1.50 30 990343 990372
1.23 6.00 1.50 30 990344 990373

P& P73
Dyome L D,, L CARBIDE DICUT
1.24 6.00 1.50 30 990345 990517
1.25 6.00 1.50 30 990346 990518
1.26 6.00 1.50 30 990347 990368
1.27 6.00 1.50 30 990348 990369
1.28 6.00 1.50 30 990349 990370
1.29 6.00 1.50 30 990350 990458
1.30 6.00 1.50 30 990351 990459
1.31 6.00 1.50 30 990352 990460
1.32 6.00 1.50 30 990353 990461
1.33 6.00 1.50 30 990354 990462
1.34 6.00 1.50 30 990355 990463
1.35 6.00 1.50 30 990356 990464
1.36 6.00 1.50 30 990357 990465
1.37 6.00 1.50 30 990358 990467
1.38 6.00 1.50 30 990359 990468
1.39 6.00 1.50 30 990360 990469
1.40 6.00 1.50 30 990361 990393
1.4 6.00 1.50 30 990362 990401
1.42 6.00 1.50 30 990363 990402
1.43 6.00 1.50 30 990364 990403
1.44 6.00 1.50 30 990365 990404
1.45 6.00 1.50 30 990366 990405
1.46 6.00 1.50 30 990367 990406
1.47 6.00 1.50 30 990331 990407
1.48 6.00 1.50 30 990332 990408
1.49 6.00 1.50 30 990333 990409
1.50 7.00 2.00 38 990400 990583
1.51 7.00 2.00 38 990533 990584
1.52 7.00 2.00 38 990534 990560
1.53 7.00 2.00 38 990535 990561
1.54 7.00 2.00 38 990536 990481
1.55 7.00 2.00 38 990537 990482
1.56 7.00 2.00 38 990538 990483
1.57 7.00 2.00 38 990539 990484
1.58 7.00 2.00 38 990540 990501
1.59 7.00 2.00 38 990541 990502
1.60 7.00 2.00 38 990542 990503
1.61 7.00 2.00 38 990545 990486
1.62 7.00 2.00 38 990546 990487
1.63 7.00 2.00 38 990547 990513
1.64 7.00 2.00 38 990548 990514
1.65 7.00 2.00 38 990549 990515
1.66 7.00 2.00 38 990519 990516
1.67 7.00 2.00 38 990520 990562
1.68 7.00 2.00 38 990521 990563
1.69 7.00 2.00 38 990522 990564
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TWIST DRILLS

REINFORCED SHANK

DIXI 1136

P.80

P.73

Do L D, L CARBIDE  DICUT
1.70 7.00 2.00 38 990374 990565
1.7 7.00 2.00 38 990375 990585
1.72 7.00 2.00 38 990376 990586
1.73 7.00 2.00 38 990377 990587
1.74 7.00 2.00 38 990378 990553
1.75 7.00 2.00 38 990394 990554
1.76 8.00 2.00 38 990395 990555
1.77 8.00 2.00 38 990396 990556
1.78 8.00 2.00 38 990397 990557
1.79 8.00 2.00 38 990398 990558
1.80 8.00 2.00 38 990399 990559
1.81 8.00 2.00 38 990379 990566
1.82 8.00 2.00 38 990380 990567
1.83 8.00 2.00 38 990381 990568
1.84 8.00 2.00 38 990334 990569
1.85 8.00 2.00 38 990335 990570
1.86 8.00 2.00 38 990336 990571
1.87 8.00 2.00 38 990337 990572
1.88 8.00 2.00 38 990338 990573
1.89 8.00 2.00 38 990382 990574
1.90 8.00 2.00 38 990383 990575
1.91 8.00 2.00 38 990384 990450
1.92 8.00 2.00 38 990385 990451
1.93 8.00 2.00 38 990386 990452
1.94 8.00 2.00 38 990387 990453
1.95 8.00 2.00 38 990388 990454
1.96 8.00 2.00 38 990389 990455
1.97 8.00 2.00 38 990390 990456
1.98 8.00 2.00 38 990391 990457
1.99 8.00 2.00 38 990392 990580
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TWIST DRILLS P.80 P73 D,>08
REINFORCED SHANK
e Twist drills with reinforced shank developed for
Vil _ general machining.
X/ N & JN
0 ! B t / \ * TiAIN coating improves tool life in ferrous materials.
(=) ﬁw e 120°
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Diyaws L D, L D, L CARBIDE TAN

0.05 0.35 1.50 5.35 & 38 962810

0.06 0.40 1.50 5.40 3 38 962809

0.07 0.50 1.50 5.50 8 38 962808

0.08 0.60 1.50 5.65 3 38 962807

0.09 0.65 1.50 5.70 3 38 962806

0.10 0.70 1.50 5.70 3 38 960016 960258

0.15 1.00 1.50 6.00 3 38 960014 200513

0.20 1.00 1.50 6.00 3 38 960013 200512

0.25 1.00 1.50 6.00 3 38 960012 200511

0.30 1.50 1.50 6.50 3 38 960011 200510

0.35 1.50 1.50 6.50 3 38 960010 200509

0.40 2.00 1.50 7.00 3 38 960009 200508

0.45 3.60 1.50 8.60 3 38 960007 200507

D, y.0ms L, D, L CARBIDE  TAIN
0.50 4.00 3 38 200157 200439
0.53 450 3 38 960034 200514
0.55 450 3 38 200189 200471
0.60 450 3 38 200148 200429
0.62 5.00 3 38 960035 200515
0.65 5.00 3 38 200190 200472
0.70 5.60 3 38 200149 200431
0.71 5.60 3 38 960036 200516
0.75 5.60 3 38 200191 200473
0.80 6.30 3 38 200150 200432
0.81 6.30 3 38 200210 200492
0.82 6.30 3 38 200185 200467
0.83 6.30 3 38 200167 200449
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TWIST DRILLS

REINFORCED SHANK

DIXI 1138

Dyos L D, L CARBIDE TAIN
0.84 6.30 3 38 200168 200433
0.85 6.30 3 38 200151 200493
0.86 7.10 3 38 200211 200489
0.87 7.10 3 38 200207 200490
0.88 7.10 3 38 200208 200486
0.89 7.10 3 38 200204 200434
0.90 7.10 3 38 200152 200491
0.91 7.10 3 38 200209 200495
0.92 7.10 3 38 200213 200466
0.93 7.10 3 38 200184 200468
0.94 7.10 3 38 200186 200474
0.95 7.10 3 38 200192 200442
0.96 9.00 3 38 200160 200469
0.97 9.00 3 38 200187 200483
0.98 9.00 3 38 200201 200464
0.99 9.00 3 38 200182 378301
1.00 9.00 3 38 959533 200430
1.01 9.00 3 38 200169 200451
1.02 9.00 3 38 200178 200460
1.03 9.00 3 38 200214 200496
1.04 9.00 3 38 200215 200497
1.05 9.00 3 38 200193 200475
1.06 9.00 3 38 200219 200501
1.07 9.00 3 38 200179 200461
1.08 9.00 3 38 200180 200462
1.09 9.00 3 38 200216 200498
1.10 9.00 3 38 200194 200476
1.1 9.00 3 38 200164 200446
1.12 9.00 3 38 200183 200465
1.13 9.00 3 38 200212 200494
1.14 9.00 3 38 200220 200502
1.15 9.00 3 38 200195 200477
1.16 10.00 3 38 200166 200448
1.17 10.00 3 38 200163 200445
1.18 10.00 3 38 200177 200459
1.19 10.00 3 38 200217 200499
1.20 10.00 3 38 200196 200478
1.21 10.00 3 38 200165 200447
1.22 10.00 3 38 200181 200463
1.23 10.00 3 38 200161 200443
1.24 10.00 3 38 200221 200503
1.25 10.00 3 38 200197 200479
1.26 10.00 3 38 200206 200488
1.27 10.00 3 38 200203 200485
1.28 10.00 3 38 200218 200500
1.29 10.00 3 38 200222 200504
1.30 10.00 8 38 200153 200435

PO P73 D, >08
Diyos Ly D,, L CARBIDE TAIN
1.31 11.20 3 38 200188 200470
1.32 11.20 3 38 200176 200458
1.33 11.20 3 38 200162 200444
1.34 11.20 3 38 200202 ~ 200484
1.35 11.20 3 38 200198 200480
1.36 11.20 3 38 200205 200487
1.37 11.20 3 38 200158 200440
1.38 11.20 3 38 200223 200505
1.39 11.20 3 38 200224 200506
1.40 11.20 3 38 200154 200436
1.45 11.20 3 38 200199 200481
1.50 11.20 3 38 200200 200482
1.55 12.00 3 38 200170 200452
1.60 12.00 3 38 200171 200453
1.65 12.00 3 38 200172 200454
1.70 12.00 3 38 200155 200437
1.75 12.00 3 38 200173 200455
1.80 12.00 3 38 200159 200441
1.85 12.00 3 38 200174 200456
1.90 12.00 3 38 200156 200438
1.95 12.00 3 38 200175 200457
2.00 12.00 3 38 960037 200517
2.05 15.00 3 38 960038 200518
2.10 15.00 3 38 960039 ~ 200519
2.15 15.00 3 38 960040 200520
2.20 15.00 3 38 960041 200521
2.25 15.00 3 38 960042 200522
2.30 15.00 3 38 960043 200523
2.35 15.00 3 38 960044 200524
240 15.00 3 38 960045 200525
245 15.00 3 38 960046 200526
2.50 15.00 3 38 960047 200527
2.55 15.00 3 38 960048 200528
2.80 16.00 3 38 960049 200529
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TWIST DRILLS P.80 P73
REINFORCED SHANK

o Twist drills with reinforced shank, 12xD1 cutting length,

= developed for general machining.
3{]-3 . = L
. =] { . . - . .
1 g 1 o ¢ TiAIN coating improves tool life in ferrous materials.
0| S eSS 120°
L [ %
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Ogood © excellent
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

10 n 12 13 4.1 14.2 14.3 144 15 16 17 18 19 20

VDI 3323 1

et O O O O O OO0 OO0 OO OO © 0 000 OO0 O00O0
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d':':ctfl::':n W'°“9h;|fﬂ'$mi"i“r" Cast aluminium alloy C';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;':lr;‘i;“"i“’“ Hardened steel  Hard cast ron
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
oo O O O O O O O O O O O © ©
Diyoos L D, L CARBIDE TAIN Diyows L D, L CARBIDE TAIN
0.50 6.00 3 38 317729 317900 0.79 9.50 3 38 317758 317929
0.51 6.10 3 38 317730 317901 0.80 9.60 3 38 317759 317930
0.52 6.30 3 38 317731 317902 0.81 9.70 3 38 317760 317931
0.53 6.40 3 38 317732 317903 0.82 9.90 3 38 317761 317932
0.54 6.50 3 38 317733 317904 0.83 10.00 3 38 317762 317933
0.55 6.60 3 38 317734 317905 0.84 10.10 3 38 317763 317934
0.56 6.70 3 38 317735 317906 0.85 10.20 3 38 317764 317935
0.57 6.90 3 38 317736 317907 0.86 10.30 3 38 317765 317936
0.58 7.00 3 38 317737 317908 0.87 10.50 3 38 317766 317937
0.59 7.10 3 38 317738 317909 0.88 10.60 3 38 317767 317938
0.60 7.20 3 38 317739 317910 0.89 10.70 3 38 317768 317939
0.61 7.30 3 38 317740 317911 0.90 10.80 3 38 317769 317940
0.62 7.50 3 38 317741 317912 0.91 10.90 3 38 317770 317941
0.63 7.60 3 38 317742 317913 0.92 11.10 3 38 37771 317942
0.64 7.0 3 38 317743 317914 0.93 11.20 3 38 317772 317943
0.65 7.80 3 38 317744 317915 0.94 11.30 3 38 317773 317944
0.66 7.90 3 38 317745 317916 0.95 11.40 3 38 317774 317945
0.67 8.10 3 38 317746 317917 0.96 11.50 3 38 317775 317946
0.68 8.20 3 38 317741 317918 0.97 11.70 3 38 317776 317947
0.69 8.30 3 38 317748 317919 0.98 11.80 3 38 317777 317948
0.70 8.40 3 38 317743 317920 0.99 11.90 3 38 317778 317949
0.71 8.50 3 38 317750~ 317921 1.00 12.00 3 38 317779 317950
0.72 8.70 3 38 317751 317922 1.01 12.10 3 38 317780 317951
0.73 8.80 3 38 317752 317923 1.02 12.30 3 38 317781 317952
0.74 8.90 3 38 317753 317924 1.03 12.40 3 38 317782 317953
0.75 9.00 3 38 317754 317925 1.04 12.50 3 38 317783 317954
0.76 9.10 3 38 317755 317926 1.05 12.60 3 38 317784 317955
0.7 9.30 3 38 317756 317927 1.06 12.70 3 38 317785 317956
0.78 9.40 3 38 317757 317928 1.07 12.90 3 38 317786 317957
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REINFORCED SHANK
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Dyoms L D, L CARBIDE TAIN
1.08 13.00 3 38 317787 317958
1.09 13.10 3 38 317788 317959
1.10 13.20 3 38 317789 317960
1.1 13.30 3 38 317790 317961
1.12 13.50 3 38 317791 317962
1.13 13.60 3 38 317792 317963
1.14 13.70 3 38 317793 317964
1.15 13.80 3 38 317794 317965
1.16 13.90 3 38 317795 317966
1.17 14.10 3 38 317796 317967
1.18 14.20 3 38 317797 317968
1.19 14.30 3 38 317798 317969
1.20 14.40 8 38 317799 317970
1.21 14.50 3 38 317800 317971
1.22 14.70 3 38 317801 317972
1.23 14.80 3 38 317802 317973
1.24 14.90 3 38 317803 317974
1.25 15.00 3 38 317804 317975
1.26 15.10 3 50 317805 317976
1.27 15.30 3 50 317806 317977
1.28 15.40 3 50 317807 317978
1.29 15.50 3 50 317808 317979
1.30 15.60 3 50 317809 317980
1.31 15.70 3 50 317810 317981
1.32 15.90 3 50 317811 317982
1.33 16.00 3 50 317812 317983
1.34 16.10 3 50 317813 317984
1.35 16.20 3 50 317814 317985
1.36 16.30 3 50 317815 317986
1.37 16.50 3 50 317816 317987
1.38 16.60 3 50 317817 317988
1.39 16.70 3 50 317818 317989
1.40 16.80 3 50 317819 317990
1.4 16.90 3 50 317820 317991
1.42 17.10 3 50 317821 317992
1.43 17.20 3 50 317822 317993
1.44 17.30 3 50 317823 317994
1.45 17.40 3 50 317824 317995
1.46 17.50 3 50 317825 317996
1.47 17.70 3 50 317826 317997
1.48 17.80 3 50 317827 317998
1.49 17.90 3 50 317828 317999

P8 P73
Diyome Ly D, L CARBIDE TAIN
1.50 18.00 3 50 317829 318000
1.51 18.10 3 50 317830 318001
1.52 18.30 3 50 317831 318002
1.53 18.40 3 50 317832 318003
1.54 18.50 3 50 317833 318004
1.55 18.60 3 50 317834 318005
1.56 18.70 3 50 317835 318006
1.57 18.90 3 50 317836 318007
1.58 19.00 3 50 317837 318008
1.59 19.10 3 50 317838 318009
1.60 19.20 3 50 317839 318010
1.61 19.30 3 50 317840 318011
1.62 19.40 3 50 317841 318012
1.63 19.60 3 50 317842 318013
1.64 19.70 3 50 317843 318014
1.65 19.80 3 50 317844 318015
1.66 19.90 3 50 317845 318016
1.67 20.10 3 50 317846 318017
1.68 20.20 3 50 317847 318018
1.69 20.30 3 50 317848 318019
1.70 20.40 3 50 317849 318020
1.7 20.50 3 50 317850 318021
1.72 20.70 3 50 317851 318022
1.73 20.80 3 50 317852 318023
1.74 20.90 3 50 317853 318024
1.75 21.00 3 50 317854 318025
1.76 21.10 3 50 317855 318026
1.77 21.30 3 50 317856 318027
1.78 21.40 3 50 317857 318028
1.79 21.50 3 50 317858 318029
1.80 21.60 3 50 317859 318030
1.81 21.70 3 50 317860 318031
1.82 21.90 3 50 317861 318032
1.83 22.00 3 50 317862 318033
1.84 22.10 3 50 317863 318034
1.85 22.20 3 50 317864 318035
1.86 22.30 3 50 317865 318036
1.87 22.50 3 50 317866 318037
1.88 22.60 3 50 317867 318038
1.89 22.70 3 50 317868 318039
1.90 22.80 3 50 317869 318040
1.91 22.90 3 50 317870 318041
1.92 23.10 3 50 317871 318042
1.93 23.20 3 50 317872 318043
1.94 23.30 3 50 317873 318044
1.95 23.40 3 50 317874 318045

4



——

TWIST DRILLS

REINFORCED SHANK

DIXI 1139

P.80

P73

Divore L D, L CARBIDE  TAIN
1.96 23.50 3 50 317875 318046
1.97 23.70 3 50 317876 318047
1.98 23.80 3 50 317877 318048
1.99 23.90 3 50 317878 318049
2.00 24.00 8 61 317879 318050
2.05 24.60 3 61 317880 318051
2.10 25.20 3 61 317881 318052
2.15 25.80 3 61 317882 318053
2.20 26.40 S 61 317883 318054
2.25 27.00 3 61 317884 318055
2.30 27.60 3 61 317885 318056
2.35 28.20 3 61 317886 318057
240 28.80 3 61 317887 318058
245 29.40 3 61 317888 318059
2.50 30.00 3 61 317889 318060
2.55 30.60 3 61 317890 318061
2.60 31.20 3 61 317891 318062
2.65 31.80 3 61 317892 318063
270 32.40 3 61 317893 318064
2.75 33.00 3 61 317894 318065
2.80 33.60 3 61 317895 318066
2.85 34.20 3 61 317896 318067
2.90 34.80 3 61 317897 318068
2.95 35.40 3 61 317898 318069
3.00 36.00 3 61 317899 318070



- DIXI 1149 TiAIN =2 ‘ Q @ ‘

SELF-CENTERING TWIST DRILLS P82 P73
REINFORCED SHANK

¢ Self-centering twist drills with reinforced shank, according

™~ b to DIN 6537K.
30° - 5
&5 .
! ! : ! ) ¢ High-performance tools developed for the drilling of long ship
e — * A\ A 140 materials.
I i
M5 Ls ol e L |\ ¢ TiAIN coating improves tool life in ferrous materials.
—— L -—
Ogood ©excel|ent
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

i O O O O OO O O O O O O O © 0 000 OO0 O00O0
...~ | s | ___n

d':':ct:::fn Wrough;ﬁjlcmi"‘“f" Cast aluminium alloy C';ﬁosb Sy Sld  Graphite Plastic  Wood Special aloy Thanim, Ot‘iltanium T
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
e O O O O O O O O O 00O o0 o0

D6 L, L, D, L TIAIN D6 L, L, D, L TIAIN
1.00 5 26 3 38 976857 3.80 17 40 6 66 43317
1.10 5 26 3 38 976858 3.90 17 40 6 66 43318
1.20 5 26 3 38 976859 4.00 17 40 6 66 43319
1.30 5 26 3 38 976860 410 17 40 6 66 43320
1.40 5 26 3 38 976861 4.20 17 40 6 66 43321
1.50 7 25 3 38 976862 4.30 17 40 6 66 43322
1.60 1 25 3 38 976863 4.40 17 40 6 66 43323
1.70 1 25 3 38 976864 450 17 40 6 66 43324
1.80 7 25 3 38 976865 4.60 17 40 6 66 43325
1.90 7 25 3 38 976866 470 17 40 6 66 43326
2.00 9 35 3 50 43300 4.762 20 37 6 66 43673
2.10 9 35 3 50 43301 4.80 20 37 6 66 43327
2.20 9 35 3 50 43302 4.90 20 38 6 66 43328
2.30 9 35 3 50 43303 5.00 20 38 6 66 43329
240 9 35 3 50 43304 5.10 20 38 6 66 966749
2.50 9 36 3 50 43305 5.20 20 38 6 66 43330
2.60 1" 31 4 50 43306 5.30 20 38 6 66 43331
270 1 31 4 50 43307 5.40 20 38 6 66 966750
2.80 1 31 4 50 777 5.50 20 38 6 66 43332
2.90 " 31 4 50 43308 5.60 22 37 6 66 960752
3.00 14 39 6 62 43309 5.70 22 37 6 66 966751
3.10 14 39 6 62 43310 5.80 22 37 6 66 43333
3.175 14 39 6 62 64419 5.90 22 37 6 66 966752
3.20 14 39 6 62 43311 6.00 22 37 6 66 43334
3.30 14 39 6 62 43312 6.20 24 43 8 79 43447
3.40 14 39 6 62 43313 6.30 24 43 8 79 43538
3.50 14 39 6 62 43314 6.35 24 43 8 79 44585
3.60 14 39 6 62 43315 6.40 24 43 8 79 63641
3.70 14 40 6 62 43316 6.50 24 43 8 79 39394

4
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SELF-CENTERING TWIST DRILLS P.82 P73

REINFORCED SHANK

D, i L, D, L TIAIN
6.60 24 43 8 79 43539
6.70 24 43 8 79 966756
6.80 24 44 8 79 43540
6.90 24 44 8 79 966757
7.00 24 43 8 79 43541
1.20 29 38 8 79 56826
7.50 29 38 8 79 43542
7.80 29 38 8 79 43543
8.00 29 8 79 43544
8.20 35 40 10 89 43448
8.40 35 40 10 89 55450
8.50 35 40 10 89 42654
8.70 35 4 10 89 54604
8.80 35 4 10 89 56828
9.00 35 4 10 89 43545
9.20 35 4 10 89 55451
9.50 35 a4 10 89 43546
9.80 35 a4 10 89 43547
10.00 35 = 10 89 43548
10.10 40 47 12 102 978563
10.20 40 47 12 102 43549
10.50 40 47 12 102 43550
10.80 40 43 12 102 59472
11.00 40 43 12 102 43551
11.50 41 47 12 102 43552
12.00 42 - 12 102 43553
13.00 46 47 14 107 43554
14.00 49 - 14 107 43556



DIXI 1147 TiAIN Z=2
»—— L,=65xD, @

SELF-CENTERING TWIST DRILLS P82 P73
REINFORCED SHANK

* Self-centering twist drills with reinforced shank, 6.5xD, cutting

] - length.
30 = ! _
! ' / A . . .
P ﬁ' 140° e High-performance tools developed for the drilling of short chip
i A \ materials.
— L4 -— — L] -— o
L ¢ TiAIN coating improves tool life in ferrous materials.

O good © excellent

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

10 n 12 13

VDI 3323 1 4.1 14.2 14.3 144 15 16 17 18 19 20

rmessis O O O O O O O O O O © O O OO0 0000 0O0O0
...~ | s | ___n

dl:l:::::losn Wrough;llf;l;minium e T Ty Cl;ﬁosb Cualoy ool Graphite Plastic  Wood SPeaer “ta"i“;':lr;“;a"i“'“ Hardened steel  Hard cast ron
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
ezt O O O O O © 0O O O O
D6 L, L, D, L TIAIN D6 L, L, D L TIAIN
0.50 3.30 29 B 38 960468 2.90 18.90 38 4 62 960146
0.55 3.60 29 3 38 960469 3.00 19.50 37 4 62 960147
0.60 3.90 29 3 38 960470 3.10 20.20 53 6 79 960148
0.65 420 33 3 43 960471 3.20 20.80 52 6 79 960149
0.70 4.60 33 3 43 960472 3.30 21.50 51 6 79 960150
0.75 4.90 33 3 43 960473 3.40 22.10 51 6 79 960151
0.80 5.20 32 3 43 960474 3.50 22.80 50 6 19 960152
0.85 5.50 32 3 43 960475 3.60 23.40 50 6 79 966741
0.90 5.90 32 3 43 960476 3.75 24.40 49 6 79 960153
0.95 6.20 32 3 43 960477 3.80 24.70 48 6 79 960154
1.00 6.50 31 3 43 960478 3.90 25.40 47 6 79 961304
1.10 1.20 31 3 43 960479 4.00 26.00 47 6 79 960155
1.20 7.80 37 3 50 960480 4.10 26.70 46 6 79 960156
1.30 8.50 37 3 50 960481 4.20 27.30 45 6 79 960157
1.40 9.10 36 3 50 960482 4.30 28.00 45 6 79 960158
1.50 9.80 35 3 50 960483 4.40 28.60 44 6 79 959769
1.60 10.40 35 3 50 960484 4.50 29.30 43 6 79 960159
1.70 11.10 34 3 50 960485 4.60 29.90 43 6 79 960160
1.80 11.70 34 3 50 960486 4.70 30.60 42 6 79 960161
1.90 12.40 33 3 50 960487 4.80 31.20 42 6 79 960162
2.00 13.00 43 4 62 960137 4.90 31.90 41 6 79 960163
2.10 13.70 42 4 62 960138 5.00 32.50 50 6 89 959770
2.20 14.30 42 4 62 960139 5.10 33.20 49 6 89 960167
2.30 15.00 4 4 62 960140 5.20 33.80 49 6 89 960169
240 15.60 4 4 62 960141 5.30 34.50 43 6 89 960170
2.50 16.30 40 4 62 960142 5.40 35.10 43 6 89 966742
2.60 16.90 39 4 62 960143 5.50 35.80 47 6 89 960171
270 17.60 39 4 62 960144 5.60 36.40 46 6 89 960172
2.80 18.20 38 4 62 960145 5.70 37.10 46 6 89 966743

4



- DIXI 1147 TiAIN

SELF-CENTERING TWIST DRILLS
REINFORCED SHANK

P.82

P73

&

D, i L, D, L TIAIN
5.80 37.70 45 6 89 960173
5.90 38.40 44 6 89 966744
6.00 39.00 = 6 89 960174
6.10 39.70 54 8 102 960175
6.20 40.30 53 8 102 960176
6.30 41.00 53 8 102 960177
6.35 41.30 53 8 102 960178
6.40 41.60 52 8 102 966745
6.50 42.30 51 8 102 960179
6.60 42.90 51 8 102 960180
6.70 43.60 50 8 102 966747
6.80 44.20 50 8 102 960181
6.90 44.90 49 8 102 966748
7.00 45.50 48 8 102 960182
7.20 46.80 47 8 102 960183
7.50 48.80 45 8 102 960184
7.80 50.70 43 8 102 960185
8.00 52.00 - 8 102 960186
8.20 53.30 54 10 118 960187
8.40 54.00 54 10 118 960188
8.50 55.30 52 10 118 960189
8.80 57.20 51 10 118 960190
9.00 58.50 49 10 118 960191
9.50 61.80 46 10 118 960192
9.80 63.70 44 10 118 960193
10.00 65.00 10 118 960194



- DIXI 1145-HH TiAIN Z=2 . Q @ @ ‘

P.73

SELF-CENTERING TWIST DRILLS

REINFORCED SHANK
WITH THROUGH COOLANT

P.84

¢ Self-centering twist drills with reinforced shank and through

coolant, according to DIN 6537L.

¢ High-performance tools developed for the drilling of long chip
materials.

¢ TiAIN coating improves tool life in ferrous materials.

Ogood Q) excellent
e e T
VDI 3323 1 2 3 | 4 | s 6 | 7 | 8 | 8 | 10 m | 12| 13 | Wl | w2 43| w4 15 | 18 | 17 | 18 | 19 | 2
famenisios] O O O O O O O OO O O 00O O OO0 0O 0O 0 0 0 0
o I
d':':ctﬁ:;:':n W"’“gh;fﬂ';mi"i“m Cast aluminium alloy C';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;':lr;‘i;a"i“’“ Hardened steel  Hard cast ron
VDI 3323 2 2 | 5 | | 5| 5| 2| =» - » | o | w2 wms| o® | ¥ | x| w | e | ow
ramenisios] O O O O O O O O O O O O o0 0O
D6 L, L, D, L TIAIN D6 L, L, D L TIAIN
0.80 5 26 B 38 954321 4.10 29 36 6 74 953839
1.40 7 25 3 38 956694 4.20 29 36 6 74 56829
1.50 1" 20 3 38 956692 4.30 29 36 6 74 62995
1.60 " 20 3 38 956690 4.40 29 36 6 74 956579
1.70 " 20 3 38 956688 4.50 35 38 6 82 953840
1.80 " 20 3 38 956686 4.60 35 38 6 82 966721
1.90 1" 20 3 38 956683 470 35 38 6 82 966722
2.00 15 18 3 38 954320 4.80 35 38 6 82 45541
2.10 15 18 3 38 956325 4.90 35 38 6 82 966826
2.20 15 18 3 38 956326 5.00 35 39 6 82 43272
2.30 15 26 4 50 956327 5.10 35 39 6 82 953841
240 15 27 4 50 956328 5.20 35 39 6 82 56830
2.50 18 24 4 50 956329 5.30 35 39 6 82 59465
2.60 18 24 4 50 956330 5.40 35 39 6 82 953842
270 18 24 4 50 956331 5.50 35 39 6 82 45542
2.80 18 24 4 50 956332 5.60 35 39 6 82 954509
2.90 23 35 6 66 956333 5.70 35 39 6 82 966723
3.00 23 35 6 66 65470 5.80 35 39 6 82 59466
3.10 23 35 6 66 953836 5.90 35 39 6 82 966724
3.20 23 35 6 66 953835 6.00 35 - 6 82 38821
3.30 23 35 6 66 65471 6.10 43 36 8 91 953843
3.40 23 35 6 66 953837 6.20 43 36 8 91 56831
3.50 23 35 6 66 65472 6.30 43 36 8 91 43279
3.60 29 35 6 74 966718 6.35 43 36 8 91 59467
3.70 29 35 6 74 966719 6.40 43 36 8 91 953844
3.75 29 36 6 74 65473 6.50 43 36 8 91 39758
3.80 29 36 6 74 953838 6.60 43 36 8 91 59468
3.90 29 36 6 74 966720 6.70 43 36 8 91 956886
4.00 29 36 6 74 45540 6.80 43 36 8 91 45614

4
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SELF-CENTERING TWIST DRILLS P84 P73

REINFORCED SHANK
WITH THROUGH COOLANT

D, L, L, D, L TIAIN
6.90 43 36 8 91 966725
7.00 43 36 8 91 43283
1.20 43 36 8 91 56833
7.30 43 36 8 91 954510
7.40 43 36 8 91 59384
7.50 43 36 8 91 43284
7.60 43 36 8 91 954511
7.80 43 36 8 91 43285
8.00 43 : 8 91 39530
8.10 49 40 10 103 954512
8.20 49 40 10 103 56834
8.30 49 40 10 103 954513
8.40 49 40 10 103 59469
8.50 49 40 10 103 52633
8.60 49 40 10 103 954514
8.80 49 40 10 103 45615
9.00 49 4 10 103 43288
9.20 49 4 10 103 953849
9.40 49 4 10 103 954515
9.50 49 4 10 103 63430
9.60 49 4 10 103 954516
9.70 49 4 10 103 953846
9.80 49 4 10 103 44777
10.00 49 - 10 103 40751
10.10 56 47 12 118 954326
10.20 56 47 12 118 56837
10.30 56 47 12 118 954518
10.50 56 47 12 118 44152
10.60 56 47 12 118 954517
10.80 56 47 12 118 45616
11.00 56 48 12 118 43294
11.30 58 46 12 118 954519
11.50 58 46 12 118 45207
12.00 60 - 12 118 40752
13.00 65 45 14 124 44339
14.00 70 - 14 124 45649



DIXI 1146-HH TIAIN  Z=2
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SELF-CENTERING TWIST DRILLS P84 P73
REINFORCED SHANK
WITH THROUGH COOLANT ¢ Self-centering twigt drills with reinforced shank and through

coolant, 10xD, cutting length.

@ * High-performance tools developed for drilling of short chip

/ L ‘v materials.
¢ TiAIN coating improves tool life in ferrous materials.
Ogood Q) excellent
He Lowsloyisiosl Wbyl MG Aeremsisl  gw el e
VDI 3323 1 2 3 4 5 6 7 8 9 10 1" 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20
ot © O O O O O O O O © O O O O OO0 00 0o0O0O0o
d':':ctfl::':n W'°“9h;|fﬂ'$mi"i“r" Cast aluminium alloy C';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;':lr;‘i;“"i“’“ Hardened steel  Hard cast ron
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
ometsiss O O O O O © O © O O
D L, L, D, L TIAIN D L, L, Dy L TIAIN
0.80 8.00 37 3 50 960206 3.50 35.00 48 6 89 960244
0.85 8.50 37 3 50 960208 3.60 36.00 47 6 89 966729
0.90 9.00 36 3 50 960209 3.75 37.50 46 6 89 960245
0.95 9.50 36 3 50 960210 3.90 39.00 44 6 89 966730
1.00 10.00 35 3 50 960211 4.00 40.00 56 6 102 960246
1.10 11.00 34 3 50 960212 4.10 41.00 55 6 102 966731
1.20 12.00 33 3 50 960214 4.20 42.00 54 6 102 960247
1.30 13.00 33 3 50 960215 4.30 43.00 53 6 102 960243
1.40 14.00 32 8 50 960216 4.40 44.00 52 6 102 966732
1.50 15.00 43 3 62 960217 450 45.00 51 6 102 960249
1.60 16.00 42 3 62 960218 4.60 46.00 50 6 102 966733
1.70 17.00 4 3 62 960219 470 47.00 49 6 102 966734
1.80 18.00 40 3 62 960220 4.80 48.00 43 6 102 960250
1.90 19.00 39 3 62 960221 4.90 49.00 47 6 102 966735
2.00 20.00 38 3 62 960222 5.00 50.00 46 6 102 960251
2.10 21.00 37 3 62 960223 5.10 51.00 45 6 102 966736
2.20 22.00 36 3 62 960224 5.20 52.00 44 6 102 960252
2.30 23.00 51 4 79 960225 5.30 53.00 43 6 102 960253
2.40 24.00 50 4 79 960226 5.40 54.00 42 6 102 966737
2.50 25.00 49 4 79 960227 5.50 55.00 Y| 6 102 960254
2.60 26.00 48 4 79 960228 5.60 56.00 56 6 118 966738
2.70 27.00 47 4 79 960229 5.70 57.00 55 6 118 966739
2.80 28.00 46 4 79 960230 5.80 58.00 54 6 118 960255
2.90 29.00 44 6 79 960231 5.90 59.00 53 6 118 963660
3.00 30.00 43 6 79 960232 6.00 60.00 - 6 118 960256
3.10 31.00 52 6 89 966726 6.10 61.00 49 8 118 966740
3.20 32.00 51 6 89 966727 6.20 62.00 43 8 118 960257
3.30 33.00 50 6 89 960243 6.30 63.00 47 8 118 960426
3.40 34.00 49 6 89 966728 6.35 63.50 47 8 118 960427

4
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SELF-CENTERING TWIST DRILLS P84 P73

REINFORCED SHANK
WITH THROUGH COOLANT

D, L, L, D, L TIAIN
6.50 65.00 45 8 118 960428
6.60 66.00 59 8 133 960429
6.80 68.00 56 8 133 960430
6.90 69.00 56 8 133 963661
7.00 70.00 55 8 133 960431
7.20 72.00 53 8 133 960432
1.50 75.00 50 8 133 960433
7.80 78.00 47 8 133 960434
8.00 80.00 = 8 133 960435
8.20 82.00 59 10 151 960436
8.40 84.00 57 10 151 960437
8.50 85.00 56 10 151 960438
8.80 88.00 53 10 151 960439
9.00 90.00 60 10 160 960440
9.20 92.00 58 10 160 960441
9.40 94.00 56 10 160 960442
9.525 95.30 55 10 160 960443
9.80 98.00 52 10 160 960444
10.00 100.00 10 160 960445
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TWIST DRILLS FOR HARDENED STEEL o2 P73
REINFORCED SHANK

o Twist drills with reinforced shank developed for the machining
hardened steels.

15°0 . S /N
T ' * XIDUR coating improves tool life, even at high temperatures,
[} ! a . . . .
ﬁi ) 140 in low machinability materials up to 65 HRC.
‘ Ly
.- - ‘o
L .|
Ogood ©exce|lent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
l‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrough;"aolcminium e T Ty C';IT;*’ Cualoy ool Graphite Plastic  Wood SPeaer “ta"i“;‘;l':“;a"i“'“ Hardened steel  Hard cast ron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
- 000 | 0000
00.25- 02499 S 0250-01200 o
1 |
e — i———
; A
b - L ._‘
— L2 -—

D 00 L L, Dys L XIDUR D1 o000 L, Dys L XIDUR
0.25 0.75 2.00 3 38 957466 2.50 15 3 62 62529
0.30 0.90 2.50 3 38 956658 2.60 15 3 62 62843
0.40 1.20 3.20 3 38 956659 270 15 3 62 62844
0.50 1.50 4.00 3 38 956660 2.80 15 3 62 62845
0.60 1.80 4.80 3 38 956661 2.90 15 3 62 62846
0.70 2.10 5.60 3 38 956662 3.00 20 4 66 62530
0.80 240 6.50 3 38 956663 3.175 20 4 66 62848
0.90 270 1.50 3 38 956664 3.30 20 4 66 62849
1.00 3.00 8.00 3 38 956665 3.40 20 4 66 62850
1.10 3.30 8.00 3 50 957524 3.50 20 4 66 62531
1.20 3.60 10.00 3 50 956666 3.57 20 4 66 62851
1.30 3.90 12.00 3 50 957525 3.70 20 4 66 62852
1.40 4.20 12.00 3 50 957467 3.80 20 4 66 62853
1.50 4.50 12.00 3 50 956667 3.90 20 4 66 62854
1.60 4.80 15.00 3 50 957526 4.00 30 6 66 62532
1.70 5.10 15.00 3 50 957527 4.10 30 6 66 62855
1.80 5.40 15.00 3 50 956668 4.20 30 6 66 62533
1.90 5.80 15.00 3 50 957528 4.30 30 6 66 62857
2.00 6.00 15.00 3 50 956669 4.365 30 6 66 62858



- DIXI 1280 XIDUR

TWIST DRILLS FOR HARDENED STEEL
REINFORCED SHANK

P.73

DI 0/-0.004 L1 Dh5 L Xl DUR
4.50 30 6 66 62859
4,60 30 6 66 62860
410 30 6 66 62861
4.762 30 6 66 62862
4.90 30 6 66 62863
5.00 30 6 66 62534
5.10 30 6 66 62414
5.16 30 6 66 62864
5.50 30 6 66 62867
5.80 30 6 66 62870
6.00 40 8 79 62872
6.35 40 8 79 62874
6.50 40 8 79 62877
6.80 40 8 79 62535
7.00 40 8 79 62878
7.50 40 8 79 62880
7.80 40 8 79 62881
8.00 50 10 89 62882
8.33 50 10 89 62883
8.50 50 10 89 62536
8.73 50 10 89 62884
9.00 50 10 89 62885
9.525 50 10 89 62886
9.80 50 10 89 62887
10.00 60 12 102 62888
10.20 60 12 102 62889
10.50 60 12 102 62890
10.80 60 12 102 62891
11.00 60 12 102 62895
11.50 60 12 102 62896
12.00 60 12 102 62897

D, <5mm

Cutting conditions:  Vc =10 - 30 m/min

f=0.005xD,

Pecking cycle =0.25x D,

D125mm

Cutting conditions: V¢ =10 - 30 m/min
f=0.008 x D,
Pecking cycle =0.25x D,



- DIXI 1151 Z=3

3 FLUTE TWIST DRILLS P86 P73
7~ e 3flute twist drills with cylindrical shank developed to guarantee
30°/ ™~ - “*- _ excellent precision and straightness of the hole.

[ : b/ \ e Suitable for titanium alloys.
O ———aNY |1 '

| I.1 S

- -
L

Oguod © excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

Wiough BTN Cagt aluminium alloy o Sld  Graphite Plastic  Wood Special aloy reanom ctoron. RS I
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©0o00o0o | 0 | | | ©00 |
D5 L, L CARBIDE D, L, L CARBIDE
1.00 8 30 31446 2.60 14 43 42140
1.05 8 30 47890 270 16 46 31295
1.10 10 30 31573 2.80 16 46 31296
1.15 10 30 37288 2.90 16 46 31586
1.20 10 30 31574 3.00 16 46 29106
1.25 10 30 34553 3.10 18 49 31197
1.30 10 30 31575 3.20 18 49 31728
1.35 10 30 37506 3.30 18 49 29107
1.40 10 30 31576 3.40 20 52 33271
1.45 10 30 47039 3.50 20 52 29108
1.50 10 30 31560 3.60 20 52 31297
1.55 12 38 47891 3.70 20 52 32311
1.60 12 38 31577 3.80 22 55 29109
1.63 12 38 41603 3.90 22 55 42942
1.64 12 38 58867 4.00 22 55 42305
1.65 12 38 38467 4.10 22 55 42939
1.70 12 38 31578 4.20 22 55 29111
1.75 12 38 43738 4.30 24 58 32871
1.80 12 38 31579 4.40 24 58 33427
1.85 12 38 47899 450 24 58 29112
1.90 12 38 31294 4.60 24 58 32862
1.95 12 38 47040 470 24 58 32312
2.00 12 38 31580 4.80 26 62 29113
2.04 12 38 954146 4.90 26 62 31590
2.10 12 38 31581 5.00 26 62 29114
2.20 13 40 41993 5.10 26 62 41455
2.30 13 40 31583 5.20 26 62 32639
240 14 43 39320 5.30 26 62 317
2.50 14 43 41454 5.40 28 66 34791

4
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3 FLUTE TWIST DRILLS

DIXI 1151

P.86

P73

D, L, L CARBIDE
5.50 28 66 29115
5.60 28 66 41597
5.70 28 66 32313
5.80 28 66 43809
5.90 28 66 45905
6.00 28 66 41120
6.10 31 70 41620
6.20 31 70 32640
6.30 31 70 34792
6.40 31 70 33105
6.50 31 70 29118
6.60 31 70 34754
6.70 31 70 31506
6.80 34 74 29119
6.90 34 74 32860
7.00 34 74 29120
1.50 34 74 29121
7.80 37 79 29122
8.00 37 79 43769
8.20 37 79 32237
8.50 37 79 41927
8.80 40 84 29125
9.00 40 84 29126
9.50 40 84 29127
9.80 43 89 29128
10.00 43 89 29129
10.20 43 89 29130
10.50 43 89 29131
11.00 47 95 29132
11.50 47 95 29133
12.00 51 102 29134
12.50 51 102 32641
13.00 51 102 29135
13.50 54 107 32642
14.00 54 107 29136



» DIXI 1152 Z=3

3 FLUTE TWIST DRILLS P86 P73
REINFORCED SHANK
o e 3flute twist drills with reinforced shank developed to guarantee
30°/ g ~ '\\ excellent precision and straightness of the hole.
. { i o /
—!— ! ~ e Suitable for titanium alloys.

Oguod ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

WU ST Gagt atuminium aloy o Sold. Graphite Plastic  Wood Special aloy THanum AT ardened steel  Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
0000 © | oo | ||

Dyows L D, L, D,, L CARBIDE

0.15 150 150 6.80 3 38 962817

0.20 150 150 6.80 3 38 962818

0.25 2.00 150 7.35 3 38 962819

0.30 2.00 1.50 7.35 3 38 962820

0.35 2.00 1.50 7.35 3 38 962821

0.40 2.00 1.50 7.35 3 38 962822

0.45 3.60 150 7.35 3 38 962850

D1 0/-0.004 L1 Dh5 L CARBIDE

0.50 4.00 3 38 962851

053 450 3 38 962852

0.55 450 3 38 962853

0.60 450 3 38 962854

062 5.00 3 38 962855

0.65 5.00 3 38 962856

0.70 5.60 3 38 962857

071 5.60 3 38 962858 a

0.75 5.60 3 38 962859 P—— ‘

0.80 6.30 3 38 962860 ﬂ

0.81 6.30 3 38 962861 ‘ ‘

0.82 6.30 3 38 962862 EV R

0.83 6.30 3 38 962863

0.84 6.30 3 38 962864

0.85 6.30 3 38 962865

0.86 7.10 3 38 962866

0.87 7.10 3 38 962867

0.88 7.10 3 38 962868



- DIXI 1152

3 FLUTE TWIST DRILLS P.86 P73

REINFORCED SHANK

Dypome L D, L CARBIDE Dyyoms L D, L CARBIDE
0.89 7.10 3 38 962869 1.36 11.20 3 38 962927
0.90 7.10 3 38 962870 1.37 11.20 3 38 962928
0.91 7.10 3 38 962871 1.38 11.20 3 38 962930
0.92 7.10 3 38 962872 1.39 11.20 3 38 962931
0.93 7.10 3 38 962873 1.40 11.20 3 38 962932
0.94 7.10 3 38 962874 1.45 11.20 3 38 962933
0.95 7.10 3 38 962875 1.50 11.20 3 38 962934
0.96 9.00 3 38 962876 1.55 12.00 3 38 962935
0.97 9.00 3 38 962877 1.60 12.00 3 38 962936
0.98 9.00 3 38 962878 1.65 12.00 3 38 962937
0.99 9.00 3 38 962879 1.67 12.00 3 38 969259
1.00 9.00 3 38 962880 1.70 12.00 3 38 962938
1.01 9.00 3 38 962881 1.75 12.00 3 38 962940
1.02 9.00 3 38 962882 1.80 12.00 3 38 962941
1.03 9.00 3 38 962883 185 12.00 3 38 962942
1.04 9.00 3 38 962884 190 12.00 3 38 962943
1.05 9.00 3 38 962885 1.95 12.00 3 38 962944
1.06 9.00 3 38 962886 2.00 12.00 3 38 962945
1.07 9.00 3 38 962887 2.03 15.00 3 38 969260
1.08 9.00 3 38 962888 2.04 15.00 3 38 969261
1.09 9.00 3 38 962889 2.05 15.00 3 38 963109
1.10 9.00 3 38 962890 2.10 15.00 3 38 963111
1.1 9.00 3 38 962901 2.15 15.00 3 38 963115
1.12 9.00 3 38 962902 2.20 15.00 3 38 963116
1.13 9.00 3 38 962903 2.25 15.00 3 38 963117
1.14 9.00 3 38 962904 2.30 15.00 3 38 963118
1.15 9.00 3 38 962905 2.35 15.00 3 38 963119
1.16 10.00 3 38 962906 240 15.00 3 38 963120
1.17 10.00 3 38 962907 245 15.00 3 38 963121
1.18 10.00 3 38 962908 2.50 15.00 3 38 963122
1.19 10.00 3 38 962909 255 15.00 3 38 963123
1.20 10.00 3 38 962910 260 15.00 3 38 963124
1.21 10.00 3 38 962911 2.70 16.00 3 38 963125
1.22 10.00 3 38 962912 2.80 16.00 3 38 963126
1.23 10.00 3 38 962913 2.90 16.00 3 38 963127
1.24 10.00 3 38 962914
1.25 10.00 3 38 962915
1.26 10.00 3 38 962916
1.27 10.00 3 38 962917
1.28 10.00 3 38 962918
1.29 10.00 3 38 962919
1.30 10.00 3 38 962920
1.31 11.20 3 38 962921
1.32 11.20 3 38 962922
1.33 11.20 & 38 962923
1.34 11.20 3 38 962925
135 1120 3 38 962926



- DIX11290 Z=2

TWIST DRILLS FOR COMPOSITES / KEVLAR® P73

¢ Twist drills with cylindrical shank developed for the drilling

P of composite materials / Kevlar® and plastics.
30° T~
L ! = * Reduces delamination phenomena.
O NN
i |
‘ Ly ‘
- -
L |
. —
Oguod ©exce|lent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
l‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

WYDUQh;"aOI;minium el C';I;';b E;f?cl:m gsgr Graphite  Plastic ~ Wood Spi‘cii?lczzllov ﬁtaniu::l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
o detel
@ 2.50 - @ 5.556 0 5.60 - 9 12.00
S‘i =

D,  inches L, L CARBIDE D, inches L, L CARBIDE
2.50 18 50 29322 5.60 30 66 29215
3.00 18 50 26766 6.00 30 66 43244
3.175 1/8” 18 50 27059 6.35 1/4” 30 70 27199
3.20 18 50 27948 6.50 30 70 28661
3.30 18 50 28660 8.00 35 75 26663
3.50 20 50 27949 9,525 3/8” 35 75 27959
3.80 20 50 26283 10.00 35 75 27684
4.00 22 50 26767 11.00 50 100 29493
410 22 50 29224 12.00 50 100 26723
420 25 55 27951
450 25 58 27731
4.80 25 62 29324 . . .
500 ” 62 29299 Cutting conditions : Ve =100 - 150 m/min

' f=0.05-0.15 mm/rev
5.20 25 62 29072
5.50 25 66 27952
5.556 7/32" 25 60 26588



- DIXI 1112 R+

SPADE DRILLS
@ 0.08-5.99

- DIXI 1114 R+

HALF-MOON BITS
EXECUTION AORB

4 0.08 -5.99

€ Dn Ref A

- DIXI 1118 R+

STRAIGHT FLUTE SLOT DRILLS
@ 0.08 - 5.99

- L -

f !

l 1 ]
—- L‘ -—

Q

Z=2 @

P.74

Indicative values to define

DIXI 1112, 1114 and 1118's geometry.

D, 0/-0.004 L, Dys L
0.08 - 0.14 0.70 1.00 30
0.15-0.29 1.00 1.00 30
0.30-0.39 1.50 1.00 30
0.40 - 0.44 2.00 1.00 30
0.45-0.48 3.60 1.00 30
0.49 - 0.53 4.00 1.00 30
0.54 - 0.60 4.50 1.00 30
0.61 - 0.67 5.00 1.00 30
0.68 - 0.75 5.60 1.00 30
0.76 - 0.79 6.30 1.00 30
0.80 - 0.85 6.30 1.50 30
0.86 - 0.95 7.10 1.50 30
0.96 - 0.99 8.00 1.50 30
1.00-1.18 9.00 1.50 30
1.19-1.32 10.00 1.50 30
1.33-1.49 11.20 1.50 30
1.50 - 1.99 12.00 2.00 38
2.00 - 2.49 12.00 2.50 43
2.50 - 2.99 15.00 3.00 46
3.00-3.49 18.00 3.50 50
3.50-3.99 18.00 4.00 50
4.00 - 4.49 20.00 4.50 50
450 -4.99 22.00 5.00 50
5.00 - 5.49 25.00 5.50 50
5.50 - 5.99 25.00 6.00 50



DRAWINGS FOR ORDERS '“7
OF STEP DRILL

P.78 - 86
[ DIXI 1501 L] DIXI1514(Z=1)
Helix angle depending on the material to be machined.
L1 DIXI1512(Z=2) [] DIXI1518 (Z=2)

E = 5 _

Unless specified, standard DIXI tolerances and dimensions will be used.

R[] |
Z=
L
Helix angle - -
Quantity @, 0‘>\
s B T
Material to be machined - B/—_ 1
1
- -— L2
Notice
(=055 [m]
3

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM

=)=



DRAWINGS FOR ORDERS ‘7
STEP DRILL

P.78 - 86
[ DIXI 1502 [ ] DIXI1514(Z=1)
Helix angle depending on the material to be machined.
L1 DIXI1512(Z=2) [ ] DIXI1518(Z=2)

Unless specified, standard DIXI tolerances and dimensions will be used.

Z= L

|

|

Helix angle

Quantity

o

DZ
Material to be machined - - L1
— — L2
Notice
(=] 3 (w1
VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM = 3
[=]



DRAWINGS FOR ORDERS '“7
STEP DRILL

P.78 - 86

] DIXI 1503 L] DIXI1514(Z=1)

Helix angle depending on the material to be machined.

L] DIXI1512(Z=2) L] DIXI1518 (Z=2)

(X3
O('Z
R [ X
v
Z= (
O('1
Helix angle \/ y \/
Quantity L
DZ D1
! ,,
D - . [ & N
i ]
- L1
Material to be machined
LZ
Notice - - L3
(=055 [m]
VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM o 3
(=]



DRAWINGS FOR ORDERS '7
STEP DRILL

P.78 - 86

] DIXI 1504 L] DIXI1514(Z=1)

ﬁ-—

Helix angle depending on the material to be machined.

L] DIXI1512(Z2=2) L] DIXI1518(Z=2)

Unless specified, standard DIXI tolerances and dimensions will be used.

A o,
aZ
ho o /
14
2- N N = Yo
Helix angle \/ N \/
Quantity L
D3 DZ D1
o |
I ’ r
D | e N
Y
i | :
- L
Material to be machined
- L
Notice — -— L3
(8] [m]
VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM i 2
[=]



DRILL GEOMETRY Q

= D =

‘ Symbol | Description

D, Drill diameter
X ’jj;‘" D Shank diameter
| L Overall length

F L, Land length
L, Flute length
L, Cylindrical length
L, Shank length
P Lead of helix
) Point angle
A Helix angle
a, Primary clearance
a, Secondary clearance
K, Primary web thickness
K2 Secondary web thickness
b Land width
St Lip width
g Flute
dl Land clearance

Figure 1 Figure 2 Figure 3

Figure 1: Drill with web thinning
Figure 2 & 3 : Drills without web thinning



. DIX11101 - 1106 - 1107 - 1108 - 1109 - 1110

VDI CARBURE TIAIN DICUT
3323 Ve [m/min] | Ve [m/min] | Vc [m/min]
Unalloyed steel, leaded steel 1-5 50 - 80 60 - 90 60 - 90
n

Low alloyed steel <800 N/mm? 6-9 [rpm] 40-70 50 - 80 50 - 80
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 10-13 30-50 40 - 60 40 - 60
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 40 30-50 30-50
Grey castiron < 250 HB 15-16 30 - 50 40 - 60 40 - 60
Ductile, malleable, nodular cast iron > 250 HB 17-20 30-50 40 - 60 40 - 60

Wrought aluminium alloy < 12% Si 21-22 90-120 100 - 130

Cast aluminium alloy >12% Si 23-25 80 - 100 90- 120

Copper alloy good machinability with Pb 26 [mmf/rev] 70-110 90 - 130

Plastic, wood 29-30 - 30- 60 50 - 80
Refractory alloy, Fe, Ni, Co base 31-35 20 - 50 20 - 50

Titanium, titanium alloy 36-37 40-70
DIXI 1111 -1112-1114 - 1118
Pecking cycle
VDI CARBIDE Y
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 70 <6x0D1
n
[rpm]
Wrought aluminium alloy < 12% Si 21-22 80-100 <6x@D1
Cast aluminium alloy >12% Si 23-25 40-70 <8x@D1
Copper alloy good machinability with Pb 26 80-130 <8x0@D1
Copper alloy with difficult machinability 27-28 70-110 <4x@D1
f
[mm/rev]

Gold, silver - — 50 - 80 <6x@D1




Feed per revolution

@D, @D, @D, @D, @D, @D, @D, @D, @D, @D,
050-1.00 | 1.00-150 | 1.50-2.00 | 2.00-300 | 3.00-500 | 500-7.00 | 7.00-10.00 | 10.00- 14.00 | 14.00-16.00 | 16.00 - 20.00
0.009 - 0.020 | 0.016 - 0.030 | 0.024 - 0.04 | 0.03-005 | 005-010 | 008-014 | 0.11-020 | 016 -028 | 022-032 | 0.26 - 0.40
0.007 - 0.015 | 0.013 - 0.023 | 0.020 - 0.03 | 003 - 0.04 | 0.04-008 | 007-011 | 009-015 | 013-021 | 018-024 | 021 - 0.30
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 003 | 002 - 0.04 | 003 -008 | 006-011 | 008-015 | 0.11-021 | 015- 024 | 018 - 0.30
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 0.02 - 0.04 | 0.03-008 | 0.6 - 0.11 0.08-015 | 011-021 | 015-024 | 0.8 - 030
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 0.02 - 0.04 | 0.03 - 008 | 0.6 - 0.11 0.08-015 | 0.11-021 | 015-024 | 0.8 - 0.30
0.007 - 0.015 | 0.013 - 0.023 | 0.020 - 003 | 0.03 - 0.04 | 004 -008 | 0.07 - 0.11 0.09-015 | 013-021 | 018-024 | 021 -030
0.011 - 0.030 | 0.020 - 0.045 | 0.030 - 0.06 | 0.04 - 0.08 | 006 -0.15 | 010 -021 | 014-030 | 020-042 | 028-048 | 032 - 060
0.011 - 0.030 | 0.020 - 0.045 | 0.030 - 0.06 | 0.04 - 0.08 | 006-0.15 | 010 -021 | 014-030 | 020-042 | 028-048 | 032 - 060
0.011 - 0.030 | 0.020 -0.045 | 0.030 - 0.06 | 0.04 - 0.08 | 006-0.15 | 010-021 | 014-030 | 020-042 | 028-048 | 032 - 060
0.013 - 0.045 | 0.027 - 0.068 | 0.041 - 0.09 | 0.05-0.11 | 008-023 | 0.14-032 | 019-045 | 027-063 | 038-072 | 043-090
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 0.02 - 0.04 | 003 -008 | 006-011 | 008-015 | 0.11-021 | 015-024 | 018 - 030
0.009 - 0.020 | 0.016 - 0.030 | 0.024 - 0.04 | 003 -005 | 005-010 | 008-014 | 011-020 | 016-028 | 022-032 | 0.26 - 0.40
Feed per revolution
gD, gD, gD, gD, gD, @0,

0.08 - 0.30 0.30-0.70 0.70 - 1.00 1.00 - 1.50 1.50 - 3.00 3.00 - 6.00

0.0005-0.003 | 0.002-0.006 | 0.004-0.010 | 0.006-0.014 | 0.008-0.026 | 0.014-0.048

0.0008 - 0.004 | 0.002-0.010 | 0.006-0.014 | 0.010-0.022 | 0.012-0.040 | 0.022-0.072

0.0006 - 0.004 | 0.002-0.008 | 0.006-0.012 | 0.008-0.018 | 0.010-0.034 | 0.018 - 0.060

0.0006 - 0.004 | 0.002-0.008 | 0.006-0.012 | 0.008-0.018 | 0.010-0.034 | 0.018-0.060

0.0005 - 0.003 | 0.002-0.006 | 0.004-0.010 | 0.006-0.014 | 0.008-0.026 | 0.014-0.048

0.0005 - 0.003 | 0.002-0.006 | 0.004-0.010 | 0.006-0.014 | 0.008-0.026 | 0.014-0.048

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




. DIX11126 - 1130

Pecking cycle
VDI CARBIQE DICUT 1
3323 Ve [m/min] Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 60 50-70 <1.5x0D1
Low alloyed steel <800 N/mm2 6-9 n 30-40 <0.8x @D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 Lrpm] 25 40 <05x0D1
marten.
Austenitic stainless steel < 700 N/mm2 14.1-142 45 - 60 <0.3x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30 - 50 <0.3x@D1
Grey castiron < 250 HB 15-16 50 - 80 60 - 90 <2x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 30-50 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80-130 <1x@D1
Cast aluminium alloy >12% Si 23-25 70-110 <1x@D1
Copper alloy good machinability with Pb 26 80 - 100 <3x@D1
Copper alloy with difficult machinability 27-28 [mmf/rev] 40-70 <1x@D1
Plastic, wood 29-30 30-60 <2x@D1
Gold, silver - - 50 - 80 <0.5x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 <0.3x@D1
Titanium, titanium alloy 36-37 30 - 50 <0.1x@D1
DIXI 1131
»‘ Pecking cycle
VDI CARBID_E DICUT_ DLC . 0
3323 Ve [m/min] | Ve [m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 60 40-70 <2x@D1
Low alloyed steel <800 N/mm2 6-9 30-40 <1x@D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 n 25 40 <05x0D1
marten. [rpm]
Austenitic stainless steel < 700 N/mm2 14.1-142 45 - 60 <0.35x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 <0.35x@D1
Grey cast iron < 250 HB 15-16 50 - 80 60 - 90 <3x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 40 - 60 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80-130 100 - 150 <1x@D1
Cast aluminium alloy >12% Si 23-25 70-110 90 - 130 <1x@D1
Copper alloy good machinability with Pb 26 80- 100 90- 110 <4x@D1
Copper alloy with difficult machinability 27-28 [mmf/rev] 40 - 70 50 - 80 <2x@D1
Plastic, wood 29-30 - 30-60 50 - 80 <2x@D1
Gold, silver - 50 - 80 70-100 | <05x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 <0.15x@D1
Titanium, titanium alloy 36-37 30-50 <0.35x@D1




Feed per revolution

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

@D, @D, @D, @D, @D, @D, @D,

0.30-1.00 | 1.00-200 | 2.00-400 | 4.00-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00
0.0024-0012 | 0008-0.024 | 0016-0050 | 0030-0070 | 0040-0.110 | 0060-0.120 | 0.060-0.140
0.0022-0011 | 0008-0.022 | 0014-0045 | 0030-0.060 | 0040-0.100 | 0.050-0.110 | 0.050-0.130
0.0019-0.010 0.006 - 0.020 0.012-0.040 0.030 - 0.060 0.030- 0.090 0.050-0.100 0.050-0.110
0.0020 - 0.010 0.006 - 0.020 0.014 - 0.040 0.030 - 0.060 0.040- 0.090 0.050 - 0.100 0.050-0.120
0.0018-0.009 | 0.006-0.018 | 0012-0035 | 0020-0.050 | 0.030-0.080 | 0.050-0.090 | 0.050-0.110
0.0029-0.014 | 0010-0.028 | 0020-0060 | 0040-0.090 | 0050-0.130 | 0.070-0.140 | 0.070-0.170
0.0024-0.012 | 0008-0.024 | 0016-0050 | 0030-0.070 | 0040-0.110 | 0060-0.120 | 0.060-0.140
0.0036-0.018 | 0012-0.036 | 0024-0070 | 0050-0.120 | 0.060-0.170 | 0.090-0.180 | 0.090-0210
0.0036-0.018 | 0012-0.036 | 0024-0070 | 0050-0.120 | 0.060-0.170 | 0.090-0.180 | 0.090-0.210
0.0041-0.020 | 0014-0.040 | 0028-0080 | 0050-0.120 | 0070-0.190 | 0.100-0.200 | 0.100-0.240
0.0029-0.014 | 0010-0.028 | 0020-0.060 | 0040-0.090 | 0050-0.130 | 0.070-0.140 | 0.070-0.170
0.0031-0.016 | 0010-0.028 | 0020-0060 | 0040-0.090 | 0050-0.130 | 0.080-0.160 | 0.080-0.180
0.0024-0.012 | 0008-0.024 | 0016-0.050 | 0030-0.070 | 0.040-0.110 | 0060-0.120 | 0.060-0.140
0.0012-0.006 | 0004-0.012 | 0008-0.025 | 0020-0.040 | 0020-0.060 | 0.030-0.060 | 0.030-0.070
0.0024-0.012 | 0008-0.024 | 0016-0.050 | 0030-0.070 | 0.040-0.110 | 0.060-0.120 | 0.060-0.140

Feed per revolution
gD, gD, gD, gD, gD, 20D,

0.05-0.15 | 0.15-030 | 0.30-0.60 | 060-1.00 | 1.00-200 | 2.00-245
0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0012 | 0.008-0024 | 0.016-0.029
0.0004 - 0.0016 | 0.0011-0.0032 | 0.002-0.006 | 0004-0011 | 0.007-0022 | 0014-0.026
0.0003-0.0014 | 0.0010-0.0029 | 0.002-0.006 | 0.004-0010 | 0006-0019 | 0013-0.024
0.0003-0.0014 | 0.0010-0.0029 | 0.002 - 0.006 0.004-0.010 0.006 - 0.019 0.013-0.024
0.0003-0.0013 | 0.0008-0.0025 | 0.002-0.005 | 0003-0.008 | 0.006-0.017 | 0011-0.021
0.0005-0.0022 | 0.0014-0.0043 | 0.003-0.009 | 0.006-0.014 | 0010-0.029 | 0019-0.035
0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0.024 | 0016-0.029
0.0007 - 0.0031 | 0.0020-0.0061 | 0.004-0.012 | 0008-0020 | 0014-0041 | 0.027-0.050
0.0005-0.0023 | 0.0016-0.0047 | 0.003-0.009 | 0006-0.014 | 0.010-0.031 | 0.021-0.038
0.0008 - 0.0036 | 0.0024-0.0072 | 0.005-0.014 | 0010-0.024 | 0016-0.048 | 0.032-0.059
0.0005-0.0022 | 0.0014-0.0043 | 0.003-0.009 | 0.006-0014 | 0010-0.029 | 0.019-0.035
0.0006 - 0.0027 | 0.0018-0.0054 | 0.004-0011 | 0007-0018 | 0012-0036 | 0.024-0.044
0.0004-0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0024 | 0.016-0.029
0.0002-0.0009 | 0.0006-0.0018 | 0.001-0.004 | 0002-0.006 | 0.004-0012 | 0.008-0.015
0.0004-0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0012 | 0.008-0024 | 0.016-0.029




. DIXI1137-5D - 8D

Pecking cycle
VDI CARBIDE C-TOP DRYCUT 1
3323 Ve [m/min] | Ve [m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 80 50 - 110 <3x@D1
Low alloyed steel < 800 N/mm2 6-9 n 45-100 <1.5x@D1
. : [rpm]
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 45-90 <15x@D1
marten.
Austenitic stainless steel < 700 N/mm2 141-142 35-60 <0.3x@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-55 <0.5x@D1
Grey castiron < 250 HB 15-16 80 - 150 90 - 160 <2x0@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 40 - 80 50 - 100 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80- 150 90 - 200 <3x@D1
Cast aluminium alloy >12% Si 23-25 50 - 90 80 - 150 <3x@D1
Copper alloy good machinability with Pb 26 60 - 150 65 - 180 <4x0@D1
f
Copper alloy with difficult machinability 27-28 [mm/rev] 50 - 120 55 - 130 <3x@D1
Gold, silver - - 60 - 120 70 - 150 <3x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 <0.5x@D1
Titanium, titanium alloy 36-37 30-60 35-70 <0.3x@D1
. DIXI 1512 - 1514 - 1518
Pecking cycle
VDI CARBIDE Y
3323 Ve [m/min
n

Unalloyed steel, leaded steel 1-5 [rpm] 50 - 80 <6x0D1

Grey castiron < 250 HB 15-16 50 - 80 <6x@D1

Ductile, malleable, nodular cast iron > 250 HB 17-20 40 - 70 <3x@D1

Wrought aluminium alloy < 12% Si 21-22 80-130 <5x@D1

Cast aluminium alloy >12% Si 23-25 70-110 <5x@D1

Copper alloy good machinability with Pb 26 80-100 <6x0@D1

f
Copper alloy with difficult machinability 27-28 [mm/rev] 40-70 <3x@D1
Gold, silver - _ 50 - 80 <2x@D1




Feed per revolution

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !

If the lubrication is emulsion or MQL, DRYCUT coating is preferred for non-ferrous materials.

@D, @D, @D, @D, @D, @D, @D, @D,

0.15-040 | 0.40-070 | 0.70-1.00 | 1.00-150 | 150-2.00 | 200-300 | 3.00-400 | 4.00-6.00
0.0026-0.0100 | 0.007-0017 | 0012-0.025 | 0017-0037 | 0026-0.050 | 0.034-0.074 | 0050-0.096 | 0.060-0.135
0.0024 - 0.0090 | 0.006 - 0.016 0.011-0.023 0.016 - 0.035 0.024 - 0.046 0.032-0.070 0.046 - 0.090 0.056 - 0.125
0.0021-0.0080 | 0.006-0.014 | 0010-0.020 | 0014-0.030 | 0021-0.040 | 0.028-0.060 | 0.040-0076 | 0.048-0.110
0.0016-0.0060 | 0.004-0.010 | 0007-0.015 | 0010-0.022 | 0016-0.030 | 0.020-0.044 | 0.030-0058 | 0.036-0.080
0.0014-0.0055 | 0.004-0.009 | 0006-0.013 | 0009-0.020 | 0014-0.026 | 0018-0.040 | 0.026-0052 | 0.032-0.070
0.0035-0.0130 | 0009-0.023 | 0016-0.033 | 0023-0050 | 0035-0.066 | 0.046-0.100 | 0.066-0.128 | 0.080-0.180
0.0017-0.0065 | 0.005-0.012 | 0.008-0.017 | 0012-0025 | 0017-0.033 | 0.024-0050 | 0.034-0064 | 0.040-0.090
0.0035-0.0130 | 0.009-0.023 | 0016-0033 | 0023-0050 | 0035-0.066 | 0.046-0.100 | 0.066-0128 | 0.080-0.180
0.0030-0.0115 | 0.008-0.020 | 0014-0029 | 0020-0043 | 0030-0058 | 0040-0.08 | 0058-0.112 | 0.070-0.160
0.0043-0.0165 | 0012-0.029 | 0020-0041 | 0029-0.062 | 0043-0083 | 0058-0.124 | 0082-0.160 | 0.100-0225
0.0033-0.0125 | 0.009 - 0.022 0.015-0.031 0.022 - 0.047 0.033 - 0.063 0.044 - 0.094 0.062 - 0.122 0.076 - 0.170
0.0030-0.0115 | 0.008-0020 | 0014-0.029 | 0020-0043 | 0030-0058 | 0040-0.08 | 0.058-0.112 | 0.070-0.160
0.0009-0.0035 | 0.002-0.006 | 0004-0.008 | 0006-0012 | 0009-0017 | 0012-0.024 | 0016-0.032 | 0.020-0.045
0.0017-0.0065 | 0.005-0012 | 0008-0.017 | 0012-0025 | 0017-0.033 | 0024-0.050 | 0.034-0064 | 0.040-0.090

Feed per revolution
gD, gD, gD, gD, gD, gD, 20D,

0.40-1.00 1.00 - 2.00 2.00 - 4.00 400-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00
0.0005-0.003 | 0.002-0.006 | 0.004-0.010 | 0.006-0014 | 0.008-0.026 | 0.110-0.220 | 0.014-0.048
0.0058 - 0.022 | 0.014-0.044 0.028 - 0.085 0.060 - 0.130 0.080 - 0.200 0.110- 0.220 0.110 - 0.250
0.0048-0.018 | 0.012-0.036 | 0.024-0.070 | 0.050-0.110 | 0.060-0.170 | 0.090-0.180 | 0.090-0.210
0.0096 - 0.036 | 0.024-0.072 | 0.048-0.145 | 0.100-0.220 | 0.130-0.330 | 0.180-0.360 | 0.180 - 0.420
0.0064 - 0.024 | 0.016-0.048 | 0.032-0.095 | 0.060-0.140 | 0.080-0.220 | 0.120-0.240 | 0.120 - 0.280
0.0080 - 0.030 | 0.020-0.060 | 0.040-0.120 | 0.080-0.180 | 0.110-0.280 | 0.150-0.300 | 0.150 - 0.350
0.0064 - 0.024 | 0.016-0.048 | 0.032-0.095 | 0.060-0.140 | 0.080-0.220 | 0.120-0.240 | 0.120-0.280
0.0064 - 0.024 | 0.016-0.048 | 0.032-0.095 | 0.060-0.140 | 0.080-0.220 | 0.120-0.240 | 0.120-0.280




DIX1 1132 - 1134 - 1135 - 1136 - 1138 - 1139

——

Pecking cycle
VDI CARBIQE DICUT T|AIN. 1
3323 Ve [m/min] | Ve [m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 60 40 - 70 40-70 <2x@D1
Low alloyed steel <800 N/mm2 6-9 n 30-40 30-40 <1x@D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 [rpum] 25 - 40 25 40 <0.6x@D1
marten.
Austenitic stainless steel < 700 N/mm2 141-142 45 - 60 45 - 60 <0.4%0D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30 - 50 30-50 <0.4x0@D1
Grey castiron < 250 HB 15-16 50 - 80 60 - 90 60 - 90 <3x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 40 - 60 40 - 60 40 - 60 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80-130 <1x@D1
Cast aluminium alloy >12% Si 23-25 70-110 <1x@D1
Copper alloy good machinability with Pb 26 80- 100 <4x0@D1
Copper alloy with difficult machinability 21-28 f 40 - 70 <1x@D1
[mm/rev]
Plastic, wood 29-30 — 30-60 <2x@D1
Gold, silver - 50 - 80 <0.5x0@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 20 - 40 20 - 40 <0.15x@D1
Titanium, titanium alloy 36-37 30-50 <0.35x@D1
Il DIXI 1133
Pecking cycle
VDI CARBIQE DICUT Y
3323 Ve [m/min] Ve [m/min]
Unalloyed steel, leaded steel 1-5 N 40 - 60 70 - 100 <1.5x@D1
Low alloyed steel <800 N/mm2 6-9 [rpm] 50-70 <0.8x@D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 40- 60 <05x@D1
marten.
Austenitic stainless steel < 700 N/mm2 14.1-142 45 - 60 <0.3x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 <0.3x@D1
Grey castiron < 250 HB 15-16 50 - 80 60 - 90 <2x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 30-50 30-50 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80-130 <2x@D1
Cast aluminium alloy >12% Si 23-25 70-110 <3x@D1
Copper alloy good machinability with Pb 26 f 80 - 100 <4x@D1
Copper alloy with difficult machinability 27-28 [mm/rev] 40-70 <2x@D1
Gold, silver - _ 50 - 80 <0.5x@D1
Refractory alloy, Fe, Ni, Co base 36-37 30 - 50 <0.3x@D1




Feed per revolution

@D, @D, @D, @D, @D, @D, @D,

0.05-0.15 0.15-0.30 0.30 - 0.60 0.60 - 1.00 1.00 - 2.00 2.00 - 2.50 2.50 - 3.00
0.0004-0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0006-0.016 | 0010-0033 | 0019-0.041 | 0.024-0.049
0.0003-0.0018 | 0.0012-0.0044 | 0.003-0.009 | 0005-0015 | 0009-0030 | 0018-0.037 | 0.022-0.045
0.0003-0.0017 | 0.0011-0.0040 | 0.002-0.008 | 0005-0.014 | 0008-0027 | 0016-0.034 | 0.020-0.041
0.0003 - 0.0017 | 0.0011-0.0040 | 0.003-0.009 | 0005-0.014 | 0008-0029 | 0017-0.036 | 0.021-0.043
0.0003 - 0.0016 | 0.0010-0.0038 | 0.002-0.008 | 0.005-0.013 | 0008-0026 | 0015-0.032 | 0.019-0.039
0.0004-0.0023 | 0.0015-0.0056 | 0.003-0.011 | 0007-0.019 | 0011-0038 | 0.022-0.048 | 0.028-0.057
0.0004-0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0.006-0.016 | 0010-0033 | 0019-0.041 | 0.024-0.049
0.0005-0.0028 | 0.0018-0.0068 | 0.004-0.014 | 0008-0.023 | 0014-0046 | 0027-0.058 | 0.034-0.069
0.0005 - 0.0025 | 0.0016 - 0.0060 | 0.004-0.012 0.007 - 0.020 0.012 - 0.041 0.024 - 0.051 0.030 - 0.061
0.0005-0.0028 | 0.0018-0.0068 | 0004-0014 | 0008-0023 | 0014-0046 | 0027-0.058 | 0.034-0.069
0.0004-0.0023 | 0.0015-0.0056 | 0003-0.011 | 0007-0019 | 0011-0038 | 0022-0.048 | 0.028-0.057
0.0005- 0.0028 | 0.0018-0.0068 | 0.04-0.014 | 0080-0023 | 0014-0046 | 0027-0058 | 0.034-0.069
0.0004-0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0006-0.016 | 0010-0.033 | 0019-0041 | 0.024-0.049
0.0002 - 0.0012 | 0.0007-0.0028 | 0.002-0.006 | 0003-0010 | 0006-0019 | 0011-0024 | 0.014-0.029
0.0004 - 0.0020 | 0.0013-0.0048 | 0.003-0.010 0.006 - 0.016 0.010-0.033 0.019 - 0.041 0.024 - 0.049

Feed per revolution
@D, @D, @D, @D, @D, @D, @D,

0.50-0.70 0.70 - 1.00 1.00 - 1.50 1.50 - 2.00 2.00 - 3.00 3.00 - 4.00 4.00 - 6.00
00035-0.009 | 0004-0014 | 0008-0.020 | 0010-0.026 | 0014-0040 | 0018-0.048 | 0.020-0.066
0.0032-0.008 | 0004-0012 | 0006-0.018 | 0010-0.024 | 0012-003 | 0.016-0.044 | 0.018-0.060
0.0028-0.007 | 0004-0010 | 0.006-0016 | 0.008-0.020 | 0012-0032 | 0014-0.038 | 0016-0.052
0.0030-0.008 | 0004-0012 | 0006-0.016 | 0008-0.022 | 0012-0034 | 0016-0.040 | 0.018-0.056
0.0026-0.007 | 0.004-0010 | 0006-0.014 | 0008-0.020 | 0010-0.030 | 0.014-0.036 | 0.016-0.050
00042-0011 | 0006-0016 | 0008-0.024 | 0012-0032 | 0016-0.046 | 0.022-0.058 | 0.024-0.080
0.0035-0.009 | 0004-0014 | 0008-0.020 | 0010-0.026 | 0014-0040 | 0018-0.048 | 0.020-0.066
0.0060-0.015 | 0008-0022 | 0012-0034 | 0018-0.044 | 0024-0066 | 0.030-0082 | 0.034-0.112
00046-0.012 | 0006-0016 | 0010-0.026 | 0014-0034 | 0018-0.050 | 0024-0062 | 0.028-0.086
0.0060-0.0015 | 0.008-0.020 | 0012-0034 | 0018-0.044 | 0024-0066 | 0030-0.082 | 0.034-0.112
0.0042-0011 | 0006-0016 | 0008-0024 | 0012-0032 | 0016-0.046 | 0022-0058 | 0.024-0.080
0.0035-0.009 | 0.004-0014 | 0008-0020 | 0010-0.026 | 0014-0.040 | 0018-0048 | 0.020-0.066
0.0035-0.009 | 0004-0014 | 0008-0020 | 0010-0.026 | 0014-0.040 | 0018-0.048 | 0.020-0.066

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




|

DIXI 1147

Pecking cycle
VDI TIAIN a
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 n 70 - 100 <4x@D1
[rpm]
Low alloyed steel < 800 N/mm2 6-9 60 - 90 <4x@D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10-13 40-70 <2x@D1
Austenitic stainless steel < 700 N/mm2 141-142 30-50 <0.5x@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 20 - 40 <0.6x@D1
Grey castiron < 250 HB 15-16 90-130 <4x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 70-100 <2x@D1
f
[mm/rev]
Refractory alloy, Fe, Ni, Co base 31-35 15-30 <3x@D1
Titanium, titanium alloy 36-37 30-60 <0.5x@D1
. DIXI 1149
Pecking cycle
VDI TIAIN
. Q1
3323 V¢ [m/min]
Unalloyed steel, leaded steel 1-5 70 - 100 <3x@D1
Low alloyed steel < 800 N/mm2 6-9 60 - 90 <15x@D1
n
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10-13 [rpm] 40- 70 <2x@D1
Austenitic stainless steel < 700 N/mm2 14.1-142 40 - 60 <0.75x@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 <0.75x@D1
Grey castiron < 250 HB 15-16 70-100 <4x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 30-50 <2x@D1
Wrought aluminium alloy < 12% Si 21-22 130 - 180 <3x@D1
Cast aluminium alloy >12% Si 23-25 100 - 150 <3x@D1
Copper alloy good machinability with Pb 26 80-130 <3x@D1
Copper alloy with difficult machinability 27-28 60 - 80 <15x@D1
f
Gold, silver - [mm/rev] 70-90 <0.5x@D1
Refractory alloy, Fe, Ni, Co base 31-35 - 15- 30 <1x@D1
Titanium, titanium alloy 36-37 30 - 60 <0.5x@D1




Feed per revolution

gD, gD, gD, gD, gD, gD, gD,
0.50 - 1.00 1.00 - 1.50 1.50 - 2.00 2.00 - 3.00 3.00 - 5.00 5.00-7.00 | 7.00-10.00
0.030 - 0.082 0.062 - 0.124 0.080 - 0.145 0.090-0.190 0.110 - 0.260 0.150 - 0.290 0.160 - 0.310
0028-0074 | 0054-0.110 | 0072-0130 | 0080-0.170 | 0.100-0.230 | 0.140-0.260 | 0.140-0.280
0.028-0074 | 0054-0.110 | 0072-0130 | 0080-0.170 | 0.100-0.230 | 0.140-0.260 | 0.140-0.280
0.012-0030 | 0022-0044 | 0030-0050 | 0030-0070 | 0040-0.090 | 0.060-0.100 | 0.060-0.110
0.010-0026 | 0020-0040 | 0026-0045 | 0030-0060 | 0040-0.080 | 0.050-0.090 | 0.050-0.100
0.034-0092 | 0068-0.138 | 0090-0160 | 0.100-0210 | 0.130-0.290 | 0.170-0320 | 0.180-0.350
0.026-0070 | 0052-0.104 | 0066-0120 | 0.080-0.160 | 0.100-0.220 | 0.130-0240 | 0.130-0.260
0.008-0024 | 0018-0034 | 0022-0040 | 0030-0050 | 0030-0070 | 0.040-0080 | 0.040-0.090
0012-0032 | 0024-0048 | 0032-0055 | 0040-0070 | 0040-0.100 | 0.060-0110 | 0.060-0.120
Feed per revolution
gD, gD, @D, gD, gD, gD, gD,
1.00 - 2.00 2.00 - 3.00 3.00 - 4.50 450-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00
0012-0024 | 0024-0036 | 0036-0055 | 0050-0070 | 0060-0.100 | 0.100-0.120 | 0.120-0.150
0013-0026 | 0026-0038 | 0038-0055 | 0060-0080 | 0070-0.110 | 0.110-0.130 | 0.130-0.150
0.012-0024 | 0024-0036 | 0036-0055 | 0050-0070 | 0060-0.100 | 0.100-0.120 | 0.120-0.150
0.011-0021 | 0021-0032 | 0032-0045 | 0050-0.060 | 0050-0.090 | 0.090-0.110 | 0.110-0.130
0.010-0020 | 0020-0029 | 0030-0045 | 0040-0060 | 0050-0.080 | 0.080-0.100 | 0.100-0.120
0.023 - 0.045 0.045 - 0.068 0.068 - 0.100 0.100-0.140 0.120 - 0.200 0.200 - 0.230 0.230-0.270
0.020-0039 | 0039-0059 | 0058-0090 | 0090-0.120 | 0.100-0.170 | 0.170-0.200 | 0.200-0.240
0.020-0039 | 0039-0059 | 0058-0090 | 0090-0.120 | 0.100-0.170 | 0.170-0200 | 0.200-0.240
0.015-0.030 | 0030-0045 | 0046-0070 | 0070-0.090 | 0080-0.130 | 0.130-0.160 | 0.160-0.180
0.020-0039 | 0039-0059 | 0058-0090 | 0090-0.120 | 0.100-0.170 | 0.170-0200 | 0.200-0.240
0.015-0.030 0.030 - 0.045 0.046 - 0.070 0.070 - 0.090 0.080-0.130 0.130-0.160 0.160 - 0.180
0014-0027 | 0027-00405 | 0.040-0060 | 0060-0.080 | 0070-0.120 | 0.120-0.140 | 0.140-0.160
0011-0023 | 0023-0034 | 0034-0050 | 0050-0070 | 0.060-0.100 | 0.100-0120 | 0.120-0.140
0015-0.030 | 0030-0045 | 0.046-0070 | 0070-0.090 | 0.080-0.130 | 0.130-0.160 | 0.160-0.180

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




|

DIXI 1145

Pecking cycle
VDI TIAIN a
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 90 - 130
Low alloyed steel < 800 N/mm2 6-9 n 80-115
[rpm]
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10-13 50 - 90
Austenitic stainless steel < 700 N/mm2 141-142 50 - 80 <3x@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 40 - 65 <3x@D1
Grey castiron < 250 HB 15-16 90 - 130
Ductile, malleable, nodular castiron > 250 HB 17-20 40 - 65
Wrought aluminium alloy < 12% Si 21-22 170 - 235
Cast aluminium alloy >12% Si 23-25 130 - 195
Copper alloy good machinability with Pb 26 90 - 115
Copper alloy with difficult machinability 27-28 f 80 - 105
[mm/rev]
Gold, silver - 105 - 130
Refractory alloy, Fe, Ni, Co base 31-35 - 20 - 40
Titanium, titanium alloy 36-37 40 - 80 <3x0@D1
. DIXI 1146
Pecking cycle
VDI TIAIN 0
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 90 - 130
n
[rpm]
Low alloyed steel < 800 N/mm2 6-9 80-115
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10-13 50 - 90
Austenitic stainless steel < 700 N/mm2 141-142 40 - 65 <3x0@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 25-50 <3x@D1
Grey castiron < 250 HB 15-16 115-170
Ductile, malleable, nodular cast iron > 250 HB 17-20 105 - 145
f
[mm/rev]
Refractory alloy, Fe, Ni, Co base 31-35 20-40
Titanium, titanium alloy 36-37 40 - 80 <3x@D1




Feed per revolution

gD, gD, gD, gD, gD, gD, gD,

0.80-1.10 1.10 - 2.50 2.50 - 4.00 4.00-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00

0.013-0024 | 0020-0055 | 0046-0.090 | 0070-0.130 | 0.110-0.220 | 0.160-0.240 | 0.170-0.250

0.011-0022 | 0018-0050 | 0.040-0080 | 0060-0.120 | 0.100-0.200 | 0.140-0.220 | 0.150-0.230

0.010-0019 | 0016-0.044 | 0036-0070 | 0060-0.110 | 0090-0.180 | 0.130-0.190 | 0.130-0.200

0.011-0021 | 0017-0047 | 0038-0075 | 0060-0.110 | 0090-0.190 | 0.140-0200 | 0.140-0.210

0.009-0018 | 0015-0041 | 0034-0065 | 0050-0.100 | 0080-0.170 | 0.120-0.180 | 0.130-0.190

0.015-0029 | 0024-0066 | 0.054-0105 | 0.090-0.160 | 0.130-0.260 | 0.190-0290 | 0.200-0.170

0.013-0024 | 0020-0055 | 0046-0090 | 0070-0.130 | 0.110-0.220 | 0.160-0240 | 0.170-0.250

0.019-0036 | 0030-0083 | 0068-0130 | 0.110-0200 | 0.160-0.330 | 0.240-0360 | 0.250-0.380

0.016-0031 | 0026-0072 | 0058-0115 | 0090-0.170 | 0.140-0.290 | 0.210-0310 | 0.220-0.330

0.019-0.036 0.030 - 0.083 0.068 - 0.130 0.110-0.200 0.160 - 0.330 0.240 - 0.360 0.250 - 0.380

0015-0.029 | 0024-0066 | 0054-0105 | 0.090-0.160 | 0.130-0.260 | 0.190-0290 | 0.200-0.300

0013-0024 | 0020-0055 | 0.046-0090 | 0070-0.130 | 0.110-0.220 | 0.160-0240 | 0.170-0.250

0006-0012 | 0010-0028 | 0022-0.045 | 0040-0070 | 0050-0.110 | 0.080-0.120 | 0.080-0.130

0013-0024 | 0020-0055 | 0.046-0090 | 0070-0.130 | 0.110-0.220 | 0.160-0240 | 0.170-0.250

Feed per revolution
gD, @D, @D, @D, gD, @D, gD, gD,

0.80 - 1.00 1.00 - 1.50 1.50 - 2.00 2.00 - 3.00 2.00- 3.00 3.00 - 5.00 5.00-7.00 | 7.00-10.00
0.049-0083 | 0061-0.124 | 0080-0.145 | 0010-0026 | 0092-0.185 | 0.110-0.260 | 0.150-0290 | 0.160-0.310
0.044-0074 | 0054-0.110 | 0071-0129 | 0010-0024 | 0082-0.165 | 0.100-0230 | 0.140-0260 | 0.140-0.280
0.044 - 0.074 0.054-0.110 0.071-0.129 0.008 - 0.020 0.082 - 0.165 0.100 - 0.230 0.140 - 0.260 0.140 - 0.280
0.018-0030 | 0022-0045 | 0029-0052 | 0008-0022 | 0034-0065 | 0.040-0090 | 0.060-0.100 | 0.060-0.110
0.016-0027 | 0020-0040 | 0026-0047 | 0008-0020 | 0030-0060 | 0.040-0080 | 0.050-0.090 | 0.050-0.100
0.054-0092 | 0068-0.138 | 0089-0161 | 0012-0032 | 0.102-0205 | 0.130-0290 | 0.170-0320 | 0.180-0.350
0.041-0069 | 0051-0.104 | 0067-0121 | 0010-0026 | 0076-0.155 | 0.100-0220 | 0.130-0240 | 0.130-0.260
0014-0023 | 0017-0035 | 0022-0040 | 0010-0.026 | 0026-0050 | 0030-0070 | 0040-0.080 | 0.040-0.090
0.022-0037 | 0027-0055 | 0036-0064 | 0010-0.026 | 0040-0085 | 0050-0.120 | 0.070-0.130 | 0.070-0.140

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




. DIXI 1151 - 1152

Pecking cycle
VDI CARBIDE Y
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 0 90 - 130 <1x@D1
[rpm]
Low alloyed steel <800 N/mm2 6-9 80-115 <1x0@D1
Grey castiron < 250 HB 15-16 90 - 130 <4x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 40 - 65 <1x@D1
Cast aluminium alloy >12% Si 23-25 130 - 195 <4x@D1
Copper alloy good machinability with Pb 26 90- 115 <4x@D1
Gold, silver - f 105 - 130 <1x@D1
[mm/rev]
H Titanium, titanium alloy 36-37 - 40 - 80 <0.75x@D1

. DIXI 1501 - 1502 - 1503 - 1504

Pecking cycle
VDI CARBID_E TIAIN_ 01
3323 Ve [m/min] Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 60 40 -70 <2x@D1
Low alloyed steel <800 N/mm2 6-9 . 40 - 60 <1x@D1
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 [rpm] 30- 60 <05%0D1
marten.
Austenitic stainless steel < 700 N/mm2 143-144 40 - 60 <0.35x@D1
" Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 35-55 <0.35x@D1
Grey castiron < 250 HB 15-16 60 - 100 60 - 100 <3x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 40-70 40-70 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 80-130 <1x@D1
Cast aluminium alloy >12% Si 23-25 70-110 <1x@D1
Copper alloy good machinability with Pb 26 80-100 <4x@D1
Copper alloy with difficult machinability 21-28 [mmf/rev] 40-70 <2x@D1
Plastic, wood 29-30 100 - 150 <2x @D1
Gold, silver - 50 - 80 <0.5x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 <0.15x@D1
Titanium, titanium alloy 36-37 30 - 50 <0.35x@D1




Feed per revolution

@D, @D, oD, @D, @D, @D, @D,

0.15-0.50 0.50 - 1.00 1.00 - 1.50 1.50 - 3.00 3.00-6.00 | 6.00-10.00 | 10.00 - 14.00

0.0014 - 0.008 0.005-0.016 0.010- 0.022 0.014 - 0.045 0.020 - 0.080 0.040-0.120 0.050 - 0.140

0.0012-0.007 | 0004-0.014 | 0008-0020 | 0012-0.040 | 0020-0.070 | 0.030-0.110 | 0.050-0.130

0.0016 - 0.009 0.005-0.018 0.010-0.028 0.016 - 0.055 0.025 - 0.095 0.040-0.140 0.060 - 0.170

0.0014-0008 | 0005-0.016 | 0010-0022 | 0014-0045 | 0020-0.080 | 0040-0.120 | 0.050-0.140

0.0018-0.010 | 0.006-0.020 | 0012-0030 | 0018-0.060 | 0.025-0.100 | 0.050-0.160 | 0.070-0.180

0.0020-0.011 | 0007-0.022 | 0014-0034 | 0020-0070 | 0030-0.115 | 0050-0.180 | 0.080-0210

0.0014-0.008 | 0005-0.016 | 0010-0022 | 0014-0045 | 0020-0.080 | 0.040-0.120 | 0.050-0.140

0.0014-0.008 | 0005-0.016 | 0010-0022 | 0014-0.045 | 0020-0.080 | 0.040-0.120 | 0.050-0.140

Feed per revolution
@D, @D, @D, @D, @D, oD, @D, @D, @D,

0.05-030 | 030-060 | 0.60-1.00 | 1.00-200 | 200-300 | 3.00-400 | 400-6.00 | 6.00-12.00 | 12.00-20.00
0.0004-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0024 | 0016-0036 | 0024-0.048 | 0032-0070 | 0.040-0080 | 0.070-0.120
0.0004-0.0032 | 0.002-0.006 | 0004-0.011 | 0007-0022 | 0014-0032 | 0022-0.043 | 0028-0065 | 0.040-0080 | 0.060-0.110
0.0003-0.0029 | 0.002-0.006 | 0004-0.010 | 0006-0.019 | 0013-0029 | 0019-0.038 | 0026-0060 | 0.030-0.070 | 0.060-0.100
0.0003-0.0029 | 0.002 - 0.006 0.004-0.010 0.006 - 0.019 0.013-0.029 0.019-0.038 0.026 - 0.060 0.030-0.070 0.060 - 0.100
0.0003-0.0025 | 0.002-0.005 | 0003-0.008 | 0006-0.017 | 0011-0025 | 0017-0.034 | 0022-0.050 | 0.030-0.060 | 0.050-0.080
0.0005-0.0043 | 0.003-0.009 | 0006-0.014 | 0010-0.029 | 0019-0.043 | 0029-0.058 | 0.038-0.085 | 0050-0.100 | 0.090-0.140
0.0004 - 0.0036 | 0.002 - 0.007 0.005 - 0.012 0.008 - 0.024 0.016 - 0.036 0.024 - 0.048 0.032-0.070 0.040 - 0.080 0.070-0.120
0.0006-0.0054 | 0.004-0011 | 0007-0018 | 0012-0036 | 0024-0054 | 0036-0072 | 0048-0.110 | 0.060-0.130 | 0.110-0.180
0.0005-0.0047 | 0.003-0.009 | 0006-0.016 | 0010-0.031 | 0021-0047 | 0031-0062 | 0042-0095 | 0.050-0110 | 0.090-0.160
0.0006 - 0.0054 | 0.004-0.011 0.007 - 0.018 0.012- 0.036 0.024 - 0.054 0.036 - 0.072 0.048-0.110 0.060 - 0.130 0.110-0.180
0.0005-0.0043 | 0.003-0.009 | 0006-0.014 | 0010-0029 | 0019-0043 | 0029-0058 | 0038-0.085 | 0.050-0100 | 0.090-0.140
0.0006 - 0.0054 | 0.004-0011 | 0007-0.018 | 0012-0036 | 0.024-0054 | 0036-0.072 | 0048-0.100 | 0.060-0130 | 0.110-0.180
0.0004 - 0.0036 | 0.002 - 0.007 0.005 - 0.012 0.008 - 0.024 0.016 - 0.036 0.024 - 0.048 0.032-0.070 0.040 - 0.080 0.070-0.120
0.0002-0.0018 | 0.001-0.004 | 0002-0.006 | 0004-0012 | 0008-0018 | 0012-0.024 | 0016-0035 | 0020-0.040 | 0.040-0.060
0.0004-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0.024 | 0016-0036 | 0024-0.048 | 0032-0070 | 0040-0.080 | 0.070-0.120

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !
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SELECTION OF END MILLS
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*for non-ferrous material
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SELECTION OF END MILLS
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Roughing @
DIXI 7353 35°38° 3 3y
3 164 Finishin 7 \/ \/
00.40 - 012,00 = — g
Qy J
R Roughing @ @
45% > [
DIXI 7070 1R SN
@3.00 - 012.00 SN 4-6 | 165 | Finishing . v
Roughing @
DIXI 7265 biin 09 \/
= 4 166 ihi —
02.00 - 812.00 ] Finising
7 Roughing @
30°
DIXI 7554 ) »
D000 — 4 167 o © R
/ Roughing
®©
DIXI 7552 v )
LI - | T e @ i i

Q




- 15 | 6-9 | 1013 | 14.1-14.4 | 1520 | 202 | 2325 | 228 2930 - | 31-35 3637 3841
( Y Y )
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastic Silver Super | Titanium, H:{:;ngd
Stee‘ alloyed alloyed | stainless | Castiron | aluminium Jaluminium |l Bronze Cgmp?:tlte Gold alloy Titanium § °on
raphite
steel steel steel alloy (Si) Brass Wood Ni/Co alloy 5 45 HRC
G . VL, J




SELECTION OF END MILLS

v =item from stock
* for non-ferrous material

*
UEJ o — —1 %
o =
. £ 3 2322
Page ROL}gh}ng (=} = O = f) =)
END MILLS WITH CORNER RADIUS Finishing 0| m | m u L
R .
azo-a7°f Roughing
DIXI 7565 L / . @ @ v
BAOD- 0000 D
Qy Y
o wmo R Roughing
DIXI 7565-FC kel ” 169 @ S o
06.00 - 920.00 ﬂ Finishing
Qy J
BALL-NOSE END MILLS
300.( Roughing @
DIXI 7032 ) T T
0006-01600 e I i .l vV v
] Roughing
DIXI 7042 W T~ @
02,00 - ©20.00 —— 172 | foighing vV v
Roughing
30° 4 )
DIXI 7046 e, [ S @
30.20 - @12.00 e ) 173 | Finishing v Vv v
- Roughing
30°/ ARy
DIXI 7045 1 @
00.20 - 312,00 ——— 174 | cishing ‘| vV v
Roughing
3004" - A
DIXI 7047-8D 1 ~ @
00.20 - @12.00 e 174 | Giishing .l vV v
o 0 Roughing / \
DIXI 7047-10D . L O @
00.20 - @12.00 174 Finishing .l \/ \/ \/
- Roughing
DIXI 7047-12D ! [ A @ VARV v
0.20 - 85.00 I e ——— 174 | Finishing
- Roughing
DIXI 7047-15D o @
(0.20 - 04.00 —_— 178 | Gnishing vV v
Roughing
DIXI 7047-18D g * o @ VAR Y
20.20 - ©3.00 — Finishing




- 1-5 6-9 10-13 | 14.1-14.4 15-20 21-22 29-30 | 31-35 | 36-37 38-41

Unalloved Low High Aust. Wrought | Castiron || Cu alloy Plastic Silver Super Titanium, H:{:;ngd
St ‘1 alloyed alloyed | stainless | Castiron | aluminium Jaluminium |l Bronze Composite Gold alloy Titanium castiron
ee steel steel steel alloy (Si) Brass Graphite Ni/Co alloy

Wood > 45 HRC

O good @ excellent ﬂ 103



SELECTION OF END MILLS

v =item from stock
* for non-ferrous material

[NN)
9 oc
| = | 2| 3| &
Page Roughing S = = a2
BALL-NOSE END MILLS Finishing O u = u
e Roughing
DIXI 7532 30 1 176 @ @ Y
0.20 - @10.00 % Finishing .l
il Roughing 1 \
DIXI 7532-3D WL e - @ Y
0.20 - 310.00 —— Finishing .l
30° £ Roughing @
DIXI 7532-5D 1 _ 177 @ v
0.20 - 310.00 ] Finishing "
3ua{ e Roughing @
DIXI 7532-8D v : . @ v
©0.20 - @4.00 ——— Finishing .l
- { Roughing @ @
DIXI 7532-10D ! e 177 3 @ NV
£0.40 - §3.00 ——— Finishing .l
od ) Roughing
DIXI7S3212D U 77 @ & v
£0.50 - 82.00 = Finishing .'
D_(.\ = Roughing @
DIXI 7532150 177 S v
0.60 - 92.00 B ] Finishing
s Roughing
DIXI 7542 L S e . @@ v
@1.00 - 812.00 E————— | Finishing .l
o Roughing
30° 4 a )
DIXI 7033 1 @
01.00 - 310,00 E— 1791 Fiihing " v v
ROUTERS FOR COMPOSITES / KEVLAR®
Roughing
DIXI 7102 ——a @ *
96.00 - 312.00 m 180 | Finishing @ v/ v/
Roughing 4 )
DIXI 7112 % 181 @ @9 N
05.00 - @12.70 Finishing @




- 1-5 6-9 10-13 | 14.1-14.4 | 15-20 21-22 23-25 26-28 29-30 = | 31-35 36-37 38-41

( Y Y
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastic Silver Super | Titanium, H:{:;ngd
St ‘1 alloyed | alloyed | stainless | Castiron N aluminium Jaluminium || Bronze [f ComPosite Gold alloy Titanium & < iron
ee steel steel steel alloy (Si) Brass Graphite Ni/ Co alloy

Wood >45 HRC
. J\L I\

O O O

ol | | ||| | o |
ol | ||| o e
EECEEERENECED

o 00 0O oo o o o]0 O O

Kevlar ®

O good @ excellent ﬂ ‘105
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STRAIGHT FLUTE END MILLS P.184

o Straight flute end mills with flat bottom and polished flute and
reliefs. Tools dedicated to burr-free and deformation-free
N2 machining of materials with good machinability.
LV

ﬁ = ¢ Atypical application, the finishing of watch components.

(micromecanics, watch and medical industries,etc.)

|
|-
e

D

- | -
L /
i
KE
) Roughing Finishing Oguod ())‘”(09”9"t
m TS

" Martensitic Austenitic stainless steel grey nodular malleable

Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

l‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

WL iy R ool Graphite Plastic  Wood SPeaer Tramu oMM Hardoned steel  Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©0/0o0oooO0O00O0O0O0CO | | OO0 | ||
Di.oo L, Dis L CARBIDE
0.50 1.00 4 35 965456
0.60 1.20 4 35 965457
0.70 1.50 4 35 965458
0.80 1.50 4 35 960645
0.90 1.50 4 35 960646
1.00 1.50 4 35 960647
1.00 > 2.50 4 35 964328
1.10 2.00 4 35 960648
1.20 2.00 4 35 960649
1.30 2.00 4 35 960650
1.40 2.00 4 35 960651
1.50 2.00 4 35 960652
1.60 2.00 4 35 960653
1.70 2.50 4 35 960654
1.80 2.50 4 35 960655
1.90 2.50 4 35 960656
2.00 2.50 4 35 960657
2.50 3.00 4 35 960658
3.00 3.50 4 42 960659
3.50 4.00 4 42 960660
4.00 5.00 4 42 960661
4.50 6.00 6 50 960662
5.00 7.00 6 50 960663
6.00 7.00 8 50 960664
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3/4 SINGLE FLUTE END MILLS P184
¢ Left hand end mills, right hand cut, with polished flute faces
and reliefs.
+ ; _L * Tools with high cutting and chip removal abilities. Recommended
a «ﬁ = for excellent surface finishes in plastics, woods and HPL.
o . The left-hand helix reduces burrs and improves the workpiece
bl stability.
| L -—
Roughing Finishing Oguod ())9“9”@“t
R M k]
= —— Lowaloyedscel  Hihaloyedseel MOTTSE  Ausonocssssteol | grey | natlar | mllable
_l‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘143‘14.4‘15‘16‘17‘18‘19‘20‘
Eeeslo 0000
-Wroughat"aolsminium el el C';I’I';b 3;:;';\{ g.ﬁ::r Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
fss] O O O O 0O 00 00000 | OO | | |
Dmm1 L, D, L, Dh5 L CARBIDE
0.40 0.80 1.50 4.60 4 35 987593
0.50 1.00 1.50 4.60 4 35 983250
0.60 1.20 1.50 4.60 4 35 987594
0.70 1.50 1.50 4.60 4 35 987595
0.80 1.50 1.50 4.60 4 35 987596
0.90 1.50 2.00 5.10 4 35 987581
1.00 1.50 2.00 5.10 4 35 983251
1.00 > 2.50 2.00 5.10 4 35 987582
1.10 2.50 2.00 6.00 4 35 987597
1.20 2.50 2.00 6.00 4 35 987598
1.30 2.50 3.00 6.00 4 35 987599
1.40 2.50 3.00 6.00 4 35 987583
1.50 2.50 3.00 6.00 4 35 983252
1.50 > 3.50 3.00 6.50 4 35 987600
1.60 3.50 3.00 6.50 4 35 987585
1.70 3.50 3.00 6.50 4 35 987586
D,. o L, D L CARBIDE
1.80 3.50 4 35 987601 Ly
1.90 3.50 4 35 987602
2.00 4.00 4 35 983253
2.20 4.00 4 35 987603
2.50 4,00 4 35 987604
2.80 4.00 4 35 987605
3.00 4.00 4 35 983254
4.00 5.00 4 35 987584
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STRAIGHT FLUTE SLOT DRILLS P.186

e Straigth flute slot drills developed for the machining of thin,
vibration-prone workpieces with low hardness.

D,

‘|

-"_ l
D, |

e —
Roughing Finishing Oguod ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘S‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, . g Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘ 27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41

5 | |
©ooo0o0o0oo0oo0o0 OO0

D, ,, L, D, L CARBIDE
2 6 2 38 42540
3 7 3 38 42541
4 8 4 50 42542
6 10 6 57 42543
8 16 8 63 42544
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STRAIGHT FLUTE END MILLS P186
¢ Straight flute end mills with polished flute and reliefs.
" ¢ Tools dedicated to burr-free and deformation-free machining of
N1 . : e ; A
! __i_?_-,_-.’ materials with good machinability. A typical application, the
a ﬁ:ﬂ finishing of watch components.
i
—ILI -—
¥ L E
Roughing Finishing Ouood Q) excellent

o M |
- Unalloyed steel Low alloyed steel High alloyed steel st'\!laiill-;esr;ssii::el Auste(lgﬂcl)i?;r;lsls{?steel cai':?rlon cn:;l;:i; T:!:iarzl:
_1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
B o oocfcof | [ [ [ T 1 0000 0D 0 @[ 1 1
-Wrough;”aol\u,minium el el C‘;I“I'Usb g:-;::'l‘:l\t/ SGIT\'IISI‘ Graphite  Plastic ~ Wood Spﬁ?'&”“ ﬂtaniu;rlll,c:(\i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ ‘ 29 ‘ 30 ‘ 31 32 3335‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s OO ~  O0OO0OOO OO OO |

D, L, D, L CARBIDE

0<2.00 - 0/-0.01

0=2.00 - 0/-0.02

D1=D-e8

0.50 1.50 3 38 378215

0.60 1.80 3 38 378216

0.70 2.10 3 38 378217

0.80 240 3 38 378218

0.90 2.70 3 38 378219

1.00 3.00 3 38 378220

1.10 3.00 3 38 378221

1.20 3.00 3 38 378222

1.30 3.00 3 38 378223

1.40 3.00 3 38 378224

1.50 4.00 3 38 378225

1.60 4.00 3 38 378226

1.70 4.00 3 38 378227

1.80 4.00 3 38 378228

1.90 4.00 3 38 378229

2.00 5.00 3 38 378230

3.00 6.00 4 38 378231

4.00 6.00 4 38 378232

5.00 8.00 6 51 378233

6.00 8.00 6 51 378234
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SINGLE FLUTE END MILLS FOR ALUMINIUM P.186

e End mills developed for the machining of aluminium profiles
and thin plates.

26° 1 N
¥ N e DLC coating improves tool life in non-ferrous materials in case
o ﬂ = of dry machining or using emulsion.
L
- s
Roughing Finishing Ogood ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium
el Cast aluminium alloy alloy difficult Silver P Ni/Co alloy

Hardened steel Hard castiron

D, , @ L, D, L CARBIDE DLC*
2 0.10x45° 4 3 38 46560 971284
3 0.15x45° 3 38 46561 971285
4 0.15x45° 12 4 50 46562 971286
5 0.15x45° 14 5 50 46563 960345
6 0.20x 45° 16 6 50 46564 967038
8 0.20 x 45° 20 8 60 46565 992675
10 0.20x 45° 22 10 70 46566 996345
12 0.20x45° 25 12 70 46567 965525

* for non-ferrous material
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SINGLE FLUTE END MILLS FOR PLASTIC P.188
RIGHT HAND HELIX

¢ right hand end mills, right hand cut, with polished flute and

reliefs.
. 2%°f T~ . . .
. I ¢ Tools with high cutting and chip removal abilities.
al Aty | Recommended for excellent surface finishes in plastics,
w =)
I woods and HPL.
| "
. L
- = Roughing Finishing O good @ excellent
B M |
T —
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 142 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
- WfOUgh;folcminium il c‘;;lf;h 3:%?;';}’ gszr Graphite  Plastic ~ Wood Spti\‘cii;llcaollov ﬁtaniu;l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e | [ Jelel [ [ I [ [ 1|
D, L, D L CARBIDE D, L, D, L CARBIDE
4 30 372568 12 50 372602
1.00 3.00
4 38 372569 12 60 372603
6 30 372570 4.00 6.00 12 80 372604
1.50 3.00 6 38 372571 12 101 376936
1.50 3.00 8 60 372572 gl gl I
16 50 372606
2.00 2.00 8 30 372573
5.00 5.00 16 60 372607
8 30 372574 30 70 372608
2.00 3.00 8 38 372575
16 60 372609
2.00 4.00 8 60 372571 5.00 6.00 20 60 372610
2.00 6.00 8 50 372578 25 60 372611
2.50 2.50 8 38 372579 5.00 8.00 25 80 372612
8 30 372580 12 60 376938
2.50 3.00 8 38 372581 20 50 372613
8 60 372582 20 60 372614
3 60 372583 6.00 6.00 24 70 372615
10 30 372584 30 70 372616
3.00 3.00 10 38 372585 38 80 372617
15 50 372586 42 80 423384
. - B— 2 80 372618
3.00 4.00 10 40 372588 25 80 372619
o - e 6.00 8.00 30 80 372620
32 80 372621
10 50 372590 38 80 372622
10 60 372591
3.00 6.00 12 60 372592 23 60 372623
20 60 372593 25 80 372624
8.00 8.00 32 80 372625
3.50 3.50 12 50 372594 33 80 372626
10 60 372595 38 80 372627
350 400 12 50 372596
8.00 10.00 33 75 423985
3.50 5.00 12 50 376933
8 50 376934 10.00 10.00 gg ;g g;gggg
12 50 372597
12 60 372598 30 80 372630
4.00 4,00 16 60 372599 12.00 12.00 51 100 372631
22 60 372600
25 60 376935
30 70 372601

4
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SINGLE FLUTE END MILLS FOR PLASTIC P.188
RIGHT HAND HELIX, REINFORCED

e right hand end mills, right hand cut, with polished flute and
reliefs.

! e~  Tools with high cutting and chip removal abilities. Recommended
o ﬂ =1 for excellent surface finishes in plastics, woods and HPL.
L1 The right-hand helix reduces burrs and improves the workpiece
} stability.
Ly
B Em—
L =
Roughing Finishing Ognod ©exce|lent
M k]
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy oty e Silver Ni/ Co alloy Hardened steel ~ Hard castiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

rrrrrrrtfetel LT T T T
D, L, D, L CARBIDE
2 8 3 30 414392
2 6 6 50 414393
3 9 3 30 414394
3 9 6 50 414395
4 13 4 50 414396
4 13 6 50 414397
5 16 5 60 414398
5 16 6 50 414399
6 16 6 50 414400
6 22 6 60 414401
6 32 6 70 414402
8 12 8 60 414403
8 22 8 60 414404
8 32 8 80 414405
10 23 10 60 414406
10 32 10 75 414407
12 42 12 100 414408
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SINGLE FLUTE END MILLS FOR PLASTIC P.188
LEFT HAND HELIX, RIGHT HAND CUTTING

¢ Left hand end mills, right hand cut, with polished flute and

reliefs.
j_. ¢ Tools with high cutting and chip removal abilities. Recommended
=1 ; 51 for excellent surface finishes in plastics, woods and HPL.
| The left-hand helix reduces burrs and improves the workpiece
+ stability.
Roughing Finishing Ogood ())*”“'19”9“t
o M |
D — sl ahalopdsue MoUSe  Aemtsomessd g e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
- Wrough;"aolcminium Cast aluminium alloy c:ﬁ;h 5:';;;';‘{ gsz; Graphite  Plastic ~ Wood Spt:\‘cii?lcilbv ﬁtaniu;n:l,‘:‘i;anium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
. 0 0 | Joelol | T | [ 1 [
D, D, L, L CARBIDE D, D, L, L CARBIDE
4 30 379705 12 50 372658
1. !
4 Al 4 38 372632 12 60 372659
6 30 379706 4.00 6.00 12 80 372660
1.50 3.00 6 38 372633 12 101 379721
1.50 3.00 8 60 372634 21 & LI
16 50 379724
200 200 8 30 372635 5.00 5.00 16 60 372661
8 30 379707 30 70 372662
2.00 3.00 8 38 372636
8 60 372637 12 60 379726
16 60 372663
2.00 4.00 8 60 379708 5.00 6.00 20 60 379664
2.00 6.00 8 50 379709 25 60 379727
2.50 2.50 8 38 379710 5.00 8.00 25 80 372665
8 30 379711 12 60 379728
2.50 3.00 8 38 372639 20 50 372666
8 60 372640 20 60 372667
8 60 372641 6.00 6.00 24 70 372668
10 30 379712 30 70 372669
300 3.00 10 38 372642 38 80 372670
15 50 372643 20 30 372671
3.00 4.00 10 40 372645 6.00 8.00 30 80 372613
15 50 372646 32 80 379129
38 80 379730
10 50 372647
10 60 372648 23 60 372674
3.00 6.00 12 60 372649 25 80 372675
20 60 372650 8.00 8.00 32 80 379731
33 80 372676
VA T B
3.50 4.00 12 50 379713 10,00 10.00 24 75 372678
350 5.00 12 50 379717 30 7 372679
8 50 379718 30 80 372680
12 50 372653 1200 12.00 51 100 379732
12 60 372654
4.00 4.00 16 60 372655
22 60 372656
25 60 379720
30 70 372657
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SINGLE FLUTE END MILLS P.188
 Right hand end mills with polished flute and reliefs.
| 25° ‘ * Tools with high cutting and chip removal abilities.
i 18 ! Recommended for excellent surface finishes in aluminium,

e DLC coating improves tool life in non-ferrous materials in case

|2 = of dry machining or with emulsion.
L —
Roughing Finishing Ogood Q) excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ n ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrough;"aolcminium Cast aluminium alloy C:J;h 5:';&':'\{ gs:; Graphite  Plastic ~ Wood Spt:\‘cii?lcilbv ﬁtaniu;n:l,‘:‘i;anium Hardened steel Hard castiron
26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e T
D, D, L L CARBIDE DLC* D,, D, L, L CARBIDE DLC*
100 3 3 30 372681 372719 12 60 372710 372748
: 3 38 372682 372720 6.00 8 22 80 372711 372749
: 4 38 372684 372722 12 60 414412 414418
»00 ; 5 30 37%685 372723 8.00 8 2 60 372713 372751
200 6 5 38 372687 372725 Ik 60 414413
1000 0 2% 60 372715 372753
250 3 9 0T 372688 : 30 75 372716 372754
6 38 372683 3712721 40 100 372717 372755
5 38 312690 372728 18 64 414414 414420
3.00 3 8 30 372691 372729 12.00 12 30 80 372118 372756
8 38 372692 372730 38 100 376944 376945
3.00 4 8 40 372693 372731
N .
200 ; 5 0 414409 414415 for non-ferrous material
: 10 372694 372732
5 40 372695 372733
400 s 10 50 372696 372734
: 20 60 372697 372735
30 70 372698 372736
5 50 381024 381025
4.00 6 10 50 372699 372737
20 60 372700 372738
7 50 414410 414416
5.00 5 15 60 372701 372739
30 70 372702 372740
5.00 6 12 50 372703 372741
5.00 8 25 80 372704 372742
9 50 414411 414417
12 50 372705 372743
6.00 6 15 70 372706 372744
: 21 60 372707 372745
30 70 372708 372746
38 80 372709 372747
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SINGLE FLUTE END MILLS, NECKED DOWN, P.188
FOR ALUMINUM PROFILE

¢ Necked down right hand end mills with polished flute and

= B reliefs.
o]~ / I . .
1 § B/ * Tools with high cutting and chip removal abilities.
a ‘ﬁ ‘*51 Recommended for excellent surface finishes in aluminium
r | | profiles.
L
-
L . -
Roughing Finishing Ogood ©exce|lent
m x|

" Martensitic Austenitic stainless steel grey nodular malleable

il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

1‘2‘3‘4‘5‘8‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
D, L D, L, D, L R CARBIDE
20 5.6 35 8 80 1.5 372757
22 1.6 50 10 90 1.5 372758
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SLOT DRILLS WITH REINFORCED SHANK P.190 D,>6
e Slot drills with reinforced shank, for general machining.
300/ ™~ S e TIAIN coating improves tool life in ferrous materials.

! \ : 1
(= % v

i I

i

Ly
Roughing Finishing Ogood © excellent
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

rmesis O O O O O O O O O O O O O OO 000000 o0
...~ | s | ___n

d’:':::z:':ﬂ Wrough;"aﬂlcminium Cast aluminium alloy Cl;ﬁ;b 5:%?3&‘{ gsz} Graphite  Plastic ~ Wood SpeNcii7ICe;IIov ﬁtaniu::l,ﬂt‘i;anium Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
romeiios O O O O O O O O O O O OO O O O o
D, L, D, L CARBIDE TAIN D, L, D, L CARBIDE TAIN
0<2.00 - 0/-0.01 0<2.00 - 0/-0.01
0<3.00 - 0/-0.02 0<3.00 - 0/-0.02
0=3.00 - e8 0=3.00 - e8
0.10 0.25 3 38 334534 1.15 2.40 3 38 47925 57170
0.15 0.30 3 38 52628 64920 120 2.40 3 28 35248 36237
020 040 3 38 45705 60021 6.00 48857 IS
025 060 3 38 47916 64921 [ — d % 4% NS
0.60 2172 60121 1.30 2.60 3 38 35249 57173
Ul 1,00 . B g0 012 135 280 3 38 47927 57174
0.35 0.80 3 38 47917 950699 1.40 2.80 3 38 35250 36239
0.80 42126 60123 1.45 3.00 3 38 47928 57175
040 4o . B g1 60124
: 150 3.00 3 28 38489 36240
0.45 1.00 3 38 47918 952421 : 7.00 48858 57176
050 1.00 3 38 35241 36230 1.60 3.20 3 38 38490 57177
250 48852 60125 1.70 3.40 3 38 38491 44939
0.55 1.20 3 38 47921 952422 : '
120 orEEE 1.80 3.60 3 38 4209 38613
0.60 3.00 3 38 48853 60126 1.90 4.00 3 38 38493 57178
0.65 1.40 3 38 47922 952423 2.00 6.00 3 38 42184 39571
070 1.40 3 28 35243 36232 2.10 7.00 3 38 44058 64794
' 3.50 48854 57162 2.20 7.00 3 38 43956 64795
0.75 1.60 3 38 47923 57163 2.30 7.00 3 38 44877 60627
1.60 35244 36233 2.40 7.00 3 38 43527 64796
080 4o . 38 4ges5 57164
: 250 7.00 3 38 42201 36242
085 123 3 38 :7266 2;;25 3.00 7.00 6 57 41806 46440
1. 5245 4
0.90 e 3 38 ascs. MR 3.50 7.00 6 57 43353 57179
0.95 2.00 3 3 42846 57167 4.00 8.00 6 57 4185 57180
0 200 ; . 246 36235 4.50 8.00 6 57 42202 57181
: 5.00 42735 55950 5.00 10.00 6 57 41996 36247
1.05 2.20 3 38 47924 57168 5.50 10.00 6 57 41807 57182
1.10 2.20 3 38 35247 57169 6.00 10.00 6 57 41907 57183
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DIXI 7242
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SLOT DRILLS WITH REINFORCED SHANK P.190

D, L, D, L CARBIDE TIAIN

00002

0=3.00 - e8
6.50 13.00 8 63 28932 57184
7.00 13.00 8 63 28933 57185
7.50 16.00 8 63 28934 57186
8.00 16.00 8 63 42271 57187
8.50 16.00 10 72 28936 57195
9.00 16.00 10 72 28937 57196
9.50 19.00 10 72 43038 57197
10.00 19.00 10 72 42352 57198
12.00 22.00 12 83 39944 57199
16.00 26.00 16 92 42354 57201
20.00 32.00 20 104 42356 57203
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SLOT DRILLS WITH REINFORCED SHANK P.192

* High performance slot drills with reinforced shank developed
for the machining of tough materials.

| 30°f ] o . .
1 1 - * e The extra smooth C-TOP coating improves tool life even at high
o ﬁé _| temperatures in difficult to machine materials.
_____ ‘ 1 *
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Roughing Finishing Ogood Q) excellent
M x|
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

0 N B U R N A
000000000000 0000O0000O0CO0O0

Wrought aluminium Cu+Pb Cu alloy Gold, Groohite Plasc  Wood Special alloy Titanium, titanium

9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

alloy Cast aluminium alloy T prr e Silver Ni/ Co alloy Hardened steel  Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©cooooo0o0o00 00000
D, L, D, L CARBIDE C-TOP D, L, D,y L CARBIDE C-TOP
0<2.00 - 0/-0.01 0<2.00 - 0/-0.01
0<3.00 - 0/-0.02 0<3.00 - 0/-0.02
0=3.00- e8 0=3.00 - e8
0.10 0.15 4 38 334850 334910 2.00 3.00 4 38 334872 334932
0.15 0.25 4 38 334851 334911 2.50 4.00 4 38 334873 334933
0.20 0.30 4 38 334852 334912 3.00 4.50 6 55 334874 334934
0.25 0.40 4 38 334853 334913 4.00 6.00 6 55 334875 334935
0.30 0.45 4 38 334854 334914 5.00 71.50 6 55 334876 334936
0.35 0.55 4 38 334855 334915 6.00 9.00 6 55 334877 334937
0.40 0.60 4 38 334856 334916 8.00 12.00 8 64 334878 334938
0.50 0.80 4 38 334857 334917 10.00 15.00 10 67 334879 334939
0.60 0.90 4 38 334858 334918 12.00 18.00 12 74 334880 334940
0.70 1.10 4 38 334859 334919
080 120 4 38 334860 334920
090 140 4 38 334861 334921
100 150 4 38 334862 334922
110 170 4 38 334863 334923
120 180 4 38 334864 334924
1.30 2.00 4 38 334865 334925
1.40 2.10 4 38 334866 334926
1.50 2.30 4 38 334867 334927
1.60 2.40 4 38 334868 334928
1.70 2.60 4 38 334869 334929
1.80 2.10 4 38 334870 334930
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SLOT DRILLS P.196
e Slot drills for general machining.
30° .’-M""""'\»  TiAIN coating improves tool life in ferrous materials.
1 By !
i = ¢ DIAMANT coating improves tool life in abrasive non-ferrous
| | materials.
[l
L
Roughing Finishing O good © excellent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

2‘3‘4‘5‘6‘7 9
© 000000000000 0O0000O00O0O0

| o |

©_

w | m|m|n|®m|m |5 |n|-[-[s][s]|a|a ss| s o |=|=| «|«
000000000000 | OO

D, ,, L, D, L CARBIDE TAIN DIAMANT

sam yan

1.50 6 2.00 32 690 57063

2.00 8 2.00 32 691 57064 61616

2.50 8 2.50 32 692 57065

3.00 10 3.00 38 693 57066 36199

3.50 12 3.50 38 34760 57067

4.00 12 4.00 50 694 57068 63847

450 12 450 50 41135 57069

5.00 14 5.00 50 34623 57070

6.00 16 6.00 50 34624 57071

7.00 18 7.00 60 29769 57072

8.00 20 8.00 63 698 57073 67513

9.00 20 9.00 67 43726

10.00 22 10.00 72 699 57075

12.00 22 12.00 73 30940 57077
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SLOT DRILLS P212
* Long length slot drills for general machining.
0° 75 = * TiAIN coating improves tool life in ferrous materials.
e o o _'—L e DIAMANT coating improves tool life in abrasive non-ferrous
=) | .
T * materials.
Ly
L
L
Roughing Finishing Ogood © excellent
M k]
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

‘2‘ ‘ ‘ ‘ ‘ ‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

000000 \O\O\ 0000000000000 O0
S

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D L, D, L CARBIDE TiAIN DIAMANT
3 30 3 60 44756 57124 60231

4 30 4 60 44757 57125 60232

5 35 5 75 44758 57133 60233

6 10 6 100 44759 57134 60234

8 10 8 100 44760 57135 60235

10 40 10 100 44761 57136 60236

12 45 12 100 44762 57137 60237

20 65 20 150 44766 57140



- DIX17240 Z=2 . @ @ @

SLOT DRILLS, EXTRA SHORT P.198
REINFORCED SHANK

¢ Extra short slot drills with reinforced shank for general

. machining.
300 i =
| \ e ! ¢ TiAIN coating improves tool life in ferrous materials.
e
Ly
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Roughing Finishing O good © excellent
M I
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

rmeisis O O O O O O O O O O O O O OO 000000 o0
...~ | s | ___n

d':':ctﬁ:;:':n W"’“gh;fﬂ';mi"i“m Cast aluminium alloy C';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;':lr;‘i;a"i“’“ Hardened steel  Hard cast ron

VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

mmeies) O O O OO O O O O OO0 O O O 0 o0
D, L, D, L CARBIDE  TiAIN D, L, D L CARBIDE  TiAIN

0<2.00 - 0/-0.01 0<2.00 - 0/-0.01

0<300-0/-0.02 0<3.00-0/-0.02

0=3.00 - e8 0=3.00 - e8
0.04 0.04 3 38 954084 1.20 1.20 3 38 63806 64371
0.05 0.05 3 38 954085 1.25 1.25 3 38 63807 64372
0.06 0.06 3 38 951973 1.30 1.30 3 38 63808 64373
0.07 0.07 3 38 954087 1.35 1.35 3 38 63809 64374
0.08 0.08 3 38 954086 1.40 1.40 3 38 63810 64375
0.09 0.09 3 38 954089 1.45 1.45 3 38 63811 64376
0.10 0.10 3 38 63609 64354 1.50 1.50 3 38 50548 56840
0.12 0.12 3 38 954090 956316 1.55 1.55 3 38 63812 64377
0.15 0.15 3 38 63608 64355 1.60 1.60 3 38 63813 64378
0.20 0.20 3 38 63610 64356 1.65 1.65 3 38 63814 64379
0.25 0.25 3 38 63678 64357 1.70 1.70 3 38 63815 64380
0.30 0.30 3 38 63679 64253 1.75 1.75 3 38 63816 64381
0.35 0.35 3 38 63680 64358 1.80 1.80 3 38 63817 64382
0.40 0.40 3 38 56551 61443 1.85 1.85 3 38 63818 64383
0.45 0.45 3 38 63681 64359 1.90 1.90 3 38 63819 64384
0.50 0.50 3 38 63682 64254 1.95 1.95 3 38 63820 64385
0.55 0.55 3 38 63683 64360 2.00 2.00 6 50 63821 64386
0.60 0.60 3 38 45571 64361 2.10 2.10 6 50 63823 64387
0.65 0.65 3 38 63684 64362 220 2.20 6 50 63824 64388
0.70 0.70 3 38 63685 64363 230 230 6 50 63825 64389
0.75 0.75 3 38 63686 64364 240 240 6 50 63826 64390
0.80 0.80 3 38 63687 64255 2.50 2.50 6 50 63827 64391
0.85 0.85 3 38 63688 64365 3.00 3.00 6 50 63828 64392
0.90 0.90 3 38 63689 62538 350 3.50 6 50 63829 64393
0.95 0.95 3 38 63690 64366 4.00 4.00 6 50 63830 64394
1.00 1.00 3 38 50547 64367 4.50 4.50 6 50 63831 64395
1.05 1.05 3 38 63691 64368 5.00 5.00 6 50 63832 64397
1.10 1.10 3 38 63692 64369 5.50 5.50 6 50 63833 64398
1.15 1.15 3 38 63805 64370



DIXI 7240-xD  Z=2 ‘ @ @ @

EXTRA SHORT SLOT DRILLS P.198
NECKED DOWN

o 3xD1, 5xD1, 8xD1, 10xD1, 12xDl, 15xD1 extra short slot drills
for general machining.

a . [l
1 { =< ; ¢ TiAIN coating improves tool life in ferrous materials.
S | i —
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Roughing Finishing Ogood ©exce|lent
M x|
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

2‘3‘4‘5‘6‘7 9 ‘
© 000000000000 0O0000O00O0O0

Wrought aluminium L Cu+Pb Cu alloy Gold, . . Special alloy Titanium, titanium .
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

0/00o0o0ooO0O00 0000000 | ||

‘8‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

©_

D, L, D, D,, L L, DIXI CARBIDE TIAIN
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
0.15 0.15 013 3 38 045 7240-3D 66047 66149
020 020 017 3 38 0.60 7240-3D 66068 66150
025 025 022 3 38 0.75 7240-3D 66070 66151
0.90 7240-3D 66071 66152
030 030 027 8 38 1,50 7240-5D 66196 66254
1.05 7240-3D 66072 66153
Uiz Uiz e . & 175 7240-5D 66197 66255
1.20 7240-3D 66073 66154
040 040 037 3 38 2.00 7240-5D 66199 66256
320 7240-8D 66296 66355
1.35 7240-3D 66074 66155
045 045 042 3 38 225 7240-5D 66201 66257
360 7240-8D 66297 66356
1,50 7240-3D 66075 66156
250 7240-5D 66202 66258
400 7240-8D 66298 66357
050 050 045 3 38 5.00 7240-10D 978569 979371
6.00 7240-12D 979313 979447
7,50 7240-15D 979475 979497
1,65 7240-3D 66076 66157
275 7240-5D 66203 66259
440 7240-8D 66299 66358
i i il 8 & 5.50 7240-10D 979332 979373
6.60 7240-12D 979413 979448
8.25 7240-15D 979478 979498
1.80 7240-3D 66077 66158
3.00 7240-5D 66205 66260
180 7240-8D 66300 66366
060 0.60 0.55 3 38 6.00 7240-10D 979333 979374
720 7240-12D 979416 979449
9.00 7240-15D 979480 979499



- DIXI 7240-xD . @ @ @

EXTRA SHORT SLOT DRILLS P.198
NECKED DOWN
D, L, D, D,, L L, DIXI CARBIDE TIAIN
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
1.95 7240-3D 66078 66159
3.25 7240-5D 66206 66261
5.20 7240-8D 66301 66367
0.65 UL oLt . e 6.50 7240-10D 979334 979375
7.80 7240-12D 979417 979450
975 7240-15D 979482 979500
2.10 7240-3D 66079 66160
350 7240-5D 66207 66262
5.60 7240-8D 66302 66368
0.70 0.70 065 3 38 7.00 7240-10D 979335 979376
8.40 7240-12D 979419 979451
10.50 7240-15D 979483 979503
225 7240-3D 66080 66161
375 7240-5D 66208 66263
6.00 7240-8D 66303 66369
e 0.75 0.70 3 = 750 7240-10D 979336 979377
9.00 7240-12D 979420 979452
11.25 7240-15D 979484 979505
240 7240-3D 66081 66162
1,00 7240-5D 66209 66264
6.40 7240-8D 66304 66370
0.80 0.80 0.75 3 38 8.00 7240-10D 979337 979378
9.60 7240-12D 979421 979453
12.00 7240-15D 979485 979506
255 7240-3D 66082 66164
425 7240-5D 66210 66265
6.80 7240-8D 66305 66371
0.85 0.85 0:80 3 38 850 7240-10D 979338 979409
10.20 7240-12D 979423 979454
12.75 7240-15D 979486 979507
270 7240-3D 66083 66165
450 7240-5D 66211 66266
7.20 7240-8D 66306 66372
0.90 0.90 0.85 3 58 9.00 7240-10D 979339 979379
10.80 7240-12D 979430 979455
13.50 7240-15D 979487 979509
285 7240-3D 66084 66166
475 7240-5D 66212 66267
7.60 7240-8D 66307 66373
1l 1l Ll . & 950 7240-10D 979340 979380
1140 7240-12D 979431 979456
14.25 7240-15D 979488 979510
3.00 7240-3D 66110 66167
5.00 7240-5D 66213 66268
8.00 7240-8D 66308 66374
1.00 1.00 095 3 38 10.00 7240-10D 979341 979381
12.00 7240-12D 979206 979457
15.00 7240-15D 979489 979511
3.15 7240-3D 66113 66168
5.25 7240-5D 66214 66269
8.40 7240-8D 66309 66375
1.05 e e 8 & 10.50 7240-10D 979342 979382
12.60 7240-12D 979432 979458
15.75 7240-15D 979490 979512
330 7240-3D 66115 66169
5,50 7240-5D 66218 66270
8.80 7240-8D 66310 66376
110 1.10 1.05 3 38 11.00 7240-10D 979343 979383
13.20 7240-12D 979433 979459
16.50 7240-15D 979491 979513

4



- DIXI 7240-xD

@0

EXTRA SHORT SLOT DRILLS P.198
NECKED DOWN
D, L, D, D, L L, DIXI CARBIDE TIAIN
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
3.5 7240-3D 66116 66170
5.75 7240-5D 66219 66271
9.20 7240-8D 66313 66377
(=113 (=113 Uil . . 11.50 7240-10D 979344 979384
13.80 7240-12D 979434 979460
17.25 7240-15D 979492 979514
3.60 7240-3D 66117 66171
6.00 7240-5D 66220 66272
9.60 7240-8D 66314 66378
1.20 120 115 3 38 12.00 7240-10D 979345 979385
14.40 7240-12D 979435 979461
18.00 7240-15D 979493 979515
375 7240-3D 66118 66172
6.25 7240-5D 66221 66273
10.00 7240-8D 66315 66379
22 22 la) g & 12.50 7240-10D 979346 979386
15.00 7240-12D 979437 979462
18.75 7240-15D 979494 979516
3.90 7240-3D 66119 66173
6.50 7240-5D 66222 66274
10.40 7240-8D 66316 66380
1.30 1.30 125 3 38 13.00 7240-10D 979347 979387
15.60 7240-12D 979438 979463
19.50 7240-15D 979495 979517
405 7240-3D 66120 66174
6.75 7240-5D 66223 66275
10.80 7240-8D 66317 66381
1.35 ke e 3 38 13.50 7240-10D 979348 979388
16.20 7240-12D 979439 979464
2025 7240-15D 979496 979518
420 7240-3D 66123 66175
7.00 7240-5D 66224 66276
1.40 1.40 1.35 3 38 11.20 7240-8D 66318 66382
14.00 7240-10D 979349 979389
16.80 7240-12D 979440 979465
435 7240-3D 66124 66176
7.25 7240-5D 66225 66277
1.45 1.45 1.40 3 38 11.60 7240-8D 66319 66383
1450 7240-10D 979350 979390
17.40 7240-12D 979441 979466
450 7240-3D 66125 66177
7,50 7240-5D 66226 66278
1,50 1,50 1.45 3 38 12.00 7240-8D 66320 66384
15.00 7240-10D 979351 979391
18.00 7240-12D 979442 979467
165 7240-3D 66126 66178
775 7240-5D 66227 66279
1.55 1,55 1,50 3 38 12.40 7240-8D 66323 66385
15.50 7240-10D 979352 979392
18.60 7240-12D 979443 979468
180 7240-3D 66127 66179
8.00 7240-5D 66228 66280
1,60 1,60 155 3 38 12.80 7240-8D 66324 66386
16.00 7240-10D 979353 979393
19.20 7240-12D 979444 979469



- DIXI 7240-xD . @ @ @

EXTRA SHORT SLOT DRILLS P.198
NECKED DOWN
D, L, D, D,, L L, DIXI CARBIDE TIAIN
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
195 7240-3D 66128 66180
8.25 7240-5D 66229 66281
1,65 1,65 1,60 3 38 13.20 7240-8D 66325 66387
16.50 7240-10D 979354 979394
19.80 7240-12D 979445 979470
5.10 7240-3D 66129 66182
850 7240-5D 66230 66282
170 170 1,65 3 38 13.60 7240-8D 66326 66388
17.00 7240-10D 979355 979395
20.40 7240-12D 979446 979471
525 7240-3D 66130 66183
875 7240-5D 66231 66283
7= s i . & 14.00 7240-8D 66327 66389
17.50 7240-10D 979356 979396
5.40 7240-3D 66133 66184
9.00 7240-5D 66232 66284
180 1.80 1.75 3 38 14.40 7240-8D 66328 66390
18.00 7240-10D 979357 979398
555 7240-3D 66134 66185
9.25 7240-5D 66233 66285
1.85 (e e 3 = 14.80 7240-8D 66329 66391
18.50 7240-10D 979358 979399
570 7240-3D 66135 66186
9.50 7240-5D 66234 66286
130 1.30 1.85 3 38 15.20 7240-8D 66330 66392
19.00 7240-10D 979359 979400
5.85 7240-3D 66136 66187
975 7240-5D 66235 66287
1.35 1.35 1.30 3 58 15.60 7240-8D 66333 66393
19.50 7240-10D 979360 979401
6.00 7240-3D 66137 66188
10.00 7240-5D 66236 66288
2.00 2.00 190 6 %0 16.00 7240-8D 66334 66394
20.00 7240-10D 979361 979402
6.30 7240-3D 66138 66189
1050 7240-5D 66237 66289
el = 240 b il 16.80 7240-8D 66335 66395
21.00 7240-10D 979362 979403
6.60 7240-3D 66194 66195
11.00 7240-5D 66238 66290
220 2.20 210 6 50 17.60 7240-8D 66350 66396
22.00 7240-10D 979363 979404
6.90 7240-3D 66139 66190
11.50 7240-5D 66239 66291
2.30 il - 6 =l 18.40 7240-8D 66351 66397
23.00 7240-10D 979364 979405
720 7240-3D 66140 66191
12.00 7240-5D 66240 66292
240 240 2.30 6 50 19.20 7240-8D 66352 66398
2400 7240-10D 979368 979406
750 7240-3D 66143 66192
12,50 7240-5D 66241 66293
2:50 it Ll £ g 20.00 7240-8D 66353 66399
25.00 7240-10D 979369 979407
9.00 7240-3D 66144 66193
15.00 7240-5D 66294 66295
3.00 3.00 2.90 6 50 24,00 7240-8D 66354 66400
30.00 7240-10D 979370 979408

4
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SLOT DRILLS WITH REINFORCED SHANK

e Slot drills with reinforced shank developed for the machining
of soft materials.

| 35°f ™ |
! 1 { * TiAIN coating improves tool life in ferrous materials.
ﬂ ﬂ =
Ly
— ~ —
L
— = -—
Roughing Finishing Ogood ©9X09”9m
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
ini Cu+Pb Gold, o : i ium, titani
-Wroughat"aoI;m|n|um el el :JW g:;:(l:';\t/ Siﬁ/er Graphite  Plastic ~ Wood Spi‘cil?lczzllov ma"'“::i:";a"'um Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D, L, D, L CARBIDE  TAIN
95 0002
0=3.00 - e8

1.00 2 3 38 47357 56304
1.50 3 3 38 47358 56305
2.00 4 4 50 47359 56306
2.50 5 4 50 47360 56307
2.80 6 6 50 35734 36304
3.00 6 6 50 30298 36305
3.80 8 6 50 34973 36306
4.00 8 6 50 30299 36607
450 10 6 50 35709 56983
5.00 10 6 50 30300 36309
5.50 10 6 50 35735 56303
6.00 10 6 50 29100 36299
8.00 15 8 60 29101 36300
10.00 18 10 66 29102 56334
12.00 20 12 73 30521 36302
16.00 25 16 82 30523 56318
20.00 35 20 104 31858 56335
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SLOT DRILLS P274
LONG SERIES . -
¢ Long length slot drills developed for the machining of soft
- materials.
3501'1 \\\'“\ | . . . P .
I 1 Y * TiAIN coating improves tool life in ferrous materials.
JE—————  — — I g fe n abras
) —-‘— ¢ DIAMANT coating improves tool life in abrasive non-ferrous
- L ‘ materials.
e 1 —
L |
1
Roughing Finishing Ogood ©exce|lent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ ‘ 28 ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

27 - - ‘
©00000CO0O00OOCO | | |

D L, D, L CARBIDE TiAIN DIAMANT*

3 14 3 50 32484 56320 57045

4 16 4 50 32485 56321 57046

5 18 5 60 32486 56322 57047

6 20 6 75 32487 56337 57048

7 22 7 75 32488

8 25 8 75 32489 56336 57050

10 30 10 90 32491 56341

12 36 12 100 32492 56342

* for non-ferrous material



END MILLS WITH REINFORCED SHANK P.190

DIXI 7243 Z=3 ‘
B DOLO®
D,>6

e End mills with reinforced shank for general machining.

30° , ¢ TiAIN coating improves tool life in ferrous materials.

DI
:D1_
l

Ly
———
L
-
Roughing Finishing Ogood Q) excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

1‘2‘3‘4‘5‘6‘7 9
© 0 0000000000000 0000O0O0O0O0

‘B‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

I

W"’“gh;lao':mi"i"’" Cast aluminium alloy c';ﬁ';h poee ool Graphite Plastic  Wood T ﬁta"i“;‘;l':‘i;a"i”’“ Hardened steel  Hard cast ron
2 | 2 | s w | s | 0w  # | 0»m | - - | » | wn a | @ ms % | @ | m  n | w0 | oa
© 00000000 0000000 | | |
D, L, D, L CARBIDE TIAIN D, L, Dy L CARBIDE TiAIN
0<200- 0/-0.01 0<2.00- 0/-001
5300 0/-0.02 <300 - 0/-0.02
02300- ¢ 023.00- ¢8
0.35 1.00 3 38 956955 956956 4.50 8.00 6 57 41808 57211
0.40 1.20 3 38 956957 956958 5.00 10.00 6 57 41858 42107
0.50 1.50 3 38 48089 60914 5.50 10.00 6 57 41910 57690
0.60 1.80 3 38 61842 61841 6.00 10.00 6 57 41908 35589
0.70 2.10 3 38 61843 61844 6.00 > 12.00 8 63 43409 57214
0.75 240 3 38 48090 57205 6.50 13.00 8 63 28948 57691
0.80 240 3 38 66799 61845 7.00 13.00 8 63 42562 57217
0.90 2.70 3 38 60383 952308 1.50 16.00 8 63 43920 57218
1.00 3.00 3 38 48091 57206 8.00 16.00 8 63 41809 36267
1.10 3.30 3 38 59356 950790 8.00 > 15.00 10 63 28951 57692
1.20 3.60 3 38 39932 61352 8.50 16.00 10 72 43215 57220
1.25 3.90 3 38 43092 57207 9.00 16.00 10 72 28953 57221
1.30 3.90 3 38 49835 950044 9.50 19.00 10 72 28954 57222
1.40 4.20 3 38 60201 952191 10.00 19.00 10 72 42357 57223
1.50 4.50 3 38 48093 57208 12.00 22.00 12 83 39945 57224
1.60 4.80 3 38 64985 950045 14.00 22.00 14 83 27781 57225
1.70 5.10 3 38 57785 67283 16.00 26.00 16 92 42358 57226
1.75 5.40 3 38 43094 57209 20.00 32.00 20 104 42360 57228
1.80 5.40 3 38 50297 66988
1.90 5.70 3 38 66798 952309
2.00 6.00 3 38 42203 40868
2.10 7.00 3 38 45168 64847
2.20 7.00 3 38 57873 67276
2.30 7.00 3 38 40848 67277
240 7.00 3 38 42329 64809
2.50 7.00 3 38 41909 42105
3.00 7.00 6 57 41855 42106
3.50 7.00 6 57 41928 57210
4.00 8.00 6 57 41880 4231
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END MILLS WITH REINFORCED SHANK P204
AND VARIABLE HELIX
¢ High performance end mills with reinforced shank and
variable helix.
; 35-38°f
! _ 1 _ _J__ * Tools developed for the machining of tough materials.
= | ﬂ El— ¢ The extra smooth C-TOP coating improves tool life even at high
# i; | temperatures in difficult to machine materials.
— L -—
Roughing Finishing Ogood ())*”‘Ce”ent
o M |
D — sl ahalopdsue MoUSe  Aemtsomessd g e
_l 2 3 4 5 6 ‘10‘11‘ ‘13 141‘142‘143‘14.4‘15‘16‘17‘18‘19‘20‘
B0 000000 \ ©060060600000000O0
x| s | i |
-W"’"gh;lao'smi"i“’" Cast aluminium alloy C';,]';h poee ool Graphite Plastic  Wood T ﬁta"i“;‘;l':‘i:a"i“"‘ Hardened steel  Hard cast ron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 21 ‘ 28 ‘ - ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘3335‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
mmes| O O OO OOOOO  ©0O0O0O0OO | |
D, L, D, L CARBIDE C-TOP
0200002
0=6.00 - e8
0.30 0.70 4 38 334881 334941
0.35 0.80 4 38 334882 334942
0.40 0.90 4 38 334883 334943
0.45 1.00 4 38 334884 334944
0.50 1.10 4 38 334885 334945
0.60 1.40 4 38 334886 334946
0.70 1.60 4 38 334887 334947
0.80 1.80 4 38 334888 334948
0.90 2.00 4 38 334889 334949
1.00 2.20 4 38 334890 334950
1.10 240 4 38 334891 334951
1.20 2.60 4 38 334892 334952
1.30 2.80 4 38 334893 334953
1.40 3.00 4 38 334894 334954
1.50 3.20 4 38 334895 334955
1.60 3.40 4 38 334896 334956
1.70 3.60 4 38 334897 334957
1.80 3.80 4 38 334898 334958
1.90 4.00 4 38 334899 334959
2.00 4.30 4 38 334900 334960
2.50 5.30 4 38 334901 334961
3.00 6.30 6 55 334902 334962
4.00 8.30 6 55 334903 334963
5.00 10.30 6 55 334904 334964
6.00 13.00 6 55 334905 334965
8.00 18.00 8 64 334906 334966
10.00 22.00 10 67 334907 334967
12.00 26.00 12 74 334908 334968
16.00 30.00 16 83 334909 334969
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END MILLS WITH REINFORCED SHANK P.208
AND VARIABLE HELIX

e High performance end mills with reinforced shank and

= variable helix and 5xD, necked down.
36%38° 5
* 1 ," * * Tools developed for the machining of tough materials.
=1 # e
L ) L i e The extra smooth C-TOP coating improves tool life, even
+ ‘ | i L | at high temperatures, in difficult to machine materials.
- 2 ——
L
——
Roughing Finishing Ogood ©exce|lent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

0 N B U R N A
000000000000 0000O0000O0CO0O0

9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

W"’"gh;lao'smi"i"’" Cast aluminium alloy C';,]';h poee ool Graphite Plastic  Wood SpeNciij"Cﬂ'"V “ta"i“;':l';‘i:a"i“"‘ Hardened steel ~ Hard castiron
2 | 2 | s w | s | 0w  # | 0»m | - - | » | wn a | @ ms % | @ | m  n | w0 | oa
©coooooo000 = ©000O0O0O

D, L, L, D L C-TOP
v
0=600-e8

0.30 0.70 1.60 4 38 412124
0.40 0.90 2.20 4 38 412125
0.50 1.10 2.70 4 38 412126
0.60 1.40 3.20 4 38 412127
0.70 1.60 3.80 4 38 412128
0.80 1.80 4.30 4 38 412129
0.90 2.00 4.80 4 38 412130
1.00 2.20 5.20 4 38 412131
1.10 2.40 5.80 4 38 412132
1.20 2.60 6.30 4 38 412133
1.30 2.80 6.70 4 38 412134
1.40 3.00 7.30 4 38 412135
1.50 3.20 7.80 4 38 412136
1.60 3.40 8.30 4 38 412137
1.70 3.60 8.70 4 38 412138
1.80 3.80 9.20 4 38 412139
1.90 4.00 9.70 4 38 412140
2.00 450 10.30 6 55 412141
2.50 5.50 12.80 6 55 412142
3.00 6.50 15.30 6 55 412143
4.00 8.50 20.40 6 55 412144
5.00 10.60 25.40 6 66 412145
6.00 13.30 30.50 6 66 412146
8.00 18.30 40.70 8 80 412147
10.00 22.50 50.80 10 100 412148
12.00 26.40 61.00 12 120 412149

Q
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END MILLS P.196

¢ End mills for general machining.

| 30° I“ ! * TiAIN coating improves tool life in ferrous materials.

! !
C ——— -
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Roughing Finishing Ogood ())‘”‘Ce”@“t

I M k]
- Unalloyed steel Low alloyed steel High alloyed steel sthefliz::tz:ssitti:el Auste(nDitliJ(;iEa;r;I;;?steel cai;?r,on ::;?:2; T:gteiar‘;l:
_1 2 3 4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
s 0 0 0 00 0O 0000000000000 O0O0O0 o0
-Wrough;ﬁ)lgminium el C‘;ﬁg’:’b 3:%?&';\{ gfvlgr Graphite  Plastic ~ Wood SP?\‘cii?ICa:IOV ma"i“:;i;‘i;a"i“m Hardened steel Hard castiron
_21‘22‘23‘24‘25‘28‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘
sy O 0 0O 000000 OO0 | (OO0 | | ||

D, L, D, L CARBIDE  TAIN

2.00 8 2.00 32 701 57082

2.50 8 2.50 32 702 57089

3.00 10 3.00 38 703 57090

3.50 12 3.50 38 34761 57101

4.00 12 4.00 50 704 57102

5.00 15 5.00 50 34626 57103

6.00 18 6.00 50 34627 57104

7.00 20 7.00 60 27097 57105

8.00 25 8.00 63 707 57106

9.00 25 9.00 67 43184 57107

10.00 30 10.00 72 30853 57108

11.00 30 11.00 73 30938 57109

12.00 30 12.00 73 30854 57110

13.00 30 13.00 75 23885 57111

16.00 30 16.00 92 27072 57114

18.00 40 18.00 125 26086 57115

20.00 40 20.00 130 26087 57117



END MILLS
LONG SERIES

DIX1 7223

Unalloyed steel

|2 | s | o]

Low alloyed steel

o | o | w|

T @WB6O

P212

¢ Long length end mills for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

e DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing Ogood © excellent
m TS
High alloved steel Martensitic Austenitic stainless steel grey nodular malleable
9 V! stainless steel (DUPLEX/PH) castiron castiron castiron

11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

00000

\O\O\

00

Wrought aluminium Cast aluminium all Cu+Pb Cualloy
alloy . alloy difficult
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 21 ‘ 28 ‘

Gold,
Silver

Graphite  Plastic ~ Wood

Special alloy
Ni/Co

000000000000
e T T T T

Titanium, titanium

Hardened steel Hard castiron
alloy

D L, D, L CARBIDE TiAIN DIAMANT*
3 30 3 60 44695 57141 60249
4 30 4 60 44696 57142 60250
5 35 5 75 44697 57143 60251
6 40 6 100 44698 57144 59009
8 40 8 100 44699 57145 60252
10 40 10 100 44700 57146 60253
12 45 12 100 44701 57147 60254

*for non-ferrous material
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EXTRA SHORT END MILLS P.200

¢ Extra short end mills with reinforced shank for general machining.

- e CUTINOX coating improves tool life, even at high temperatures,
i | in low machinability materials.

1l-- (o
L —-—
Roughing Finishing O good © excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

N N N NN
0O 000000000000 00O0000O0O0O0

9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

©_

W"’"gh;fo';mi"i"’" Cast aluminium alloy C';,]';h poee ool Graphite Plastic  Wood T ﬁta"i“;':l':‘i:a"i“"‘ Hardened steel  Hard cast ron
2 | 2 | s w | s | 0w  # | 0»m | - - | » | wn a | @ ms % | @ | m  n | w0 | oa
©ooo0oo0oo0o000 | OOOO©OO | |
D, L, Dps L CARBIDE  CUTINOX
0500 00
02300 - 08
0.30 0.30 8 38 977719 977815
0.35 0.70 3 38 986521 3732817
0.40 0.40 B 38 977780 977816
0.50 0.50 3 38 977781 977817
0.60 0.60 B 38 977782 977818
0.70 0.70 3 38 977183 977819
0.80 0.80 3 38 977784 977820
0.90 0.90 3 38 977785 977821
1.00 1.00 3 38 977786 977822
1.10 1.10 3 38 977787 977823
1.20 1.20 3 38 977788 977825
1.30 1.30 3 38 977789 977826
1.40 1.40 3 38 977790 977827
1.50 1.50 3 38 977791 977828
1.60 1.60 3 38 977792 977829
1.70 1.70 3 38 977793 977830
1.80 1.80 3 38 977794 977831
1.90 1.90 3 38 977795 977832
2.00 2.00 3 38 977796 977833
2.50 2,50 3 38 977797 977834
3.00 3.00 B 38 977798 977835
4.00 4.00 4 42 977799 977836
5.00 5.00 5 50 977800 977837
6.00 6.00 6 50 977801 977838
8.00 8.00 8 63 977802 977839
10.00 10.00 10 72 977803 977840
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EXTRA SHORT END MILLS P.200

NECKED DOWN

o 3xD1, 5xD1, 8xD1 necked down extra short end mills

o . . . .
= 350 with reinforced shank, for general machining.
VAN - - . .
! 1 f N ! e CUTINOX coating improves tool life, even at high temperatures,
a ﬁ | in low machinability materials.
[ :
| L |
1
-
I
|-- 2 -
L B
Roughing Finishing Ogood ©exce|lent
M k]
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

0 N B U R N A
000000000000 0000O0000O0CO0O0

Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium f
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©cocoooo0oo0o00 | | OO0COO0OO |
D, L, D, D, L L, DIXI  CARBIDE  CUTINOX
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
0.90 7333-3D 978791 978793
0.30 0.30 0.27 3 38 1.50 7333-5D 978895 978896
240 7333-8D 978591 978922
1.20 7333-3D 978794 978795
0.40 0.40 0.37 3 38 2.00 7333-5D 978897 978898
3.20 7333-8D 978928 979009
1.50 7333-3D 978796 978798
0.50 0.50 0.45 3 38 2.50 7333-5D 978899 978900
4.00 7333-8D 979010 979011
1.80 7333-3D 978799 978800
0.60 0.60 0.55 3 38 3.00 7333-5D 978901 978902
4.80 7333-8D 979012 979014
2.10 7333-3D 978801 978802
0.70 0.70 0.65 3 38 3.50 7333-5D 978903 978904
5.60 7333-8D 979016 979017
240 7333-3D 978803 978804
0.80 0.80 0.75 3 38 4.00 7333-5D 978905 978906
6.40 7333-8D 979018 979019
2.70 7333-3D 978805 978806
0.90 0.90 0.85 3 38 450 7333-5D 978907 978908
7.20 7333-8D 979020 979021
3.00 7333-3D 978807 978808
1.00 1.00 0.95 3 38 5.00 7333-5D 978909 978910
8.00 7333-8D 979022 979023
3.30 7333-3D 978809 978811
1.10 1.10 1.05 3 38 5.50 7333-5D 978911 978912
8.80 7333-8D 979024 979025
3.60 7333-3D 978812 978813
1.20 1.20 1.15 3 38 6.00 7333-5D 978913 978914
9.60 7333-8D 979026 979027
3.90 7333-3D 978814 978815
1.30 1.30 1.25 3 38 6.50 7333-5D 978915 978916
10.40 7333-8D 979028 979029
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EXTRA SHORT END MILLS P.200
NECKED DOWN
D, L, D, . L L, DIXI CARBIDE  CUTINOX
0<2.00 - 0/-0.01
0<3.00 - 0/-0.02
0=3.00 - e8
3.90 7333-3D 978814 978815
1.30 1.30 1.25 3 38 6.50 7333-5D 978915 978916
10.40 7333-8D 979028 979029
4.20 7333-3D 978816 978817
1.40 1.40 1.35 3 38 7.00 7333-5D 978917 978918
11.20 7333-8D 979030 979031
4.50 7333-3D 978818 978819
1.50 1.50 1.45 3 38 1.50 7333-5D 978919 978920
12.00 7333-8D 979032 979033
4.80 7333-3D 978820 978821
1.60 1.60 1.55 3 38 8.00 7333-5D 978921 978923
12.80 7333-8D 979034 979035
5.10 7333-3D 978823 978824
1.70 1.70 1.65 3 38 8.50 7333-5D 978924 978925
13.60 7333-8D 979036 979037
5.40 7333-3D 978826 978828
1.80 1.80 1.75 3 38 9.00 7333-5D 978926 978927
14.40 7333-8D 979038 979039
5.70 7333-3D 978829 978830
1.90 1.90 1.85 3 38 9.50 7333-5D 978929 978930
15.20 7333-8D 979041 979040
6.00 7333-3D 978848 978849
2.00 2.00 1.90 3 38 10.00 7333-5D 978931 978932
16.00 7333-8D 979042 979043
750 7333-3D 978850 978851
250 250 2.40 3 38 1250 7333-5D 978933 978934
20.00 7333-8D 979044 979045
9.00 7333-3D 978852 978853
3.00 3.00 2.90 3 38 15.00 7333-5D 978935 978936
24.00 7333-8D 979046 979047
4.00 4.00 3.80 4 42 12.00 7333-3D 978854 978855
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EXTRA SHORT END MILLS P214
REINFORCED SHANK T
e Extra short end mills with reinforced shank developed for the
| 4501 . high-speed machining of stainless steel.
! * XIDUR coating improves tool life even at high temperatures in
L
!
Roughing Finishing Oguod ©9X09”9m
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘(teZ:ssT:el Ausm&m‘;ﬁ&?':;? See] caiﬁron ::;l;:_z; Tglslte;g!f
‘ ‘3 ‘ ‘ ‘ ‘ ‘9‘10‘11‘12‘13‘141‘142‘143‘144‘15‘16‘17‘18‘19‘20

|
©/000000000006060000O0O0
S

Wrought aluminium - Cu+Pb Cu alloy Gold, . ; Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

9_
9

D L D L XIDUR

1 1 h5

0<2.00 - 0/-0.01
0<3.00 - 0/-0.02

0=3.00 - e8
1.00 2.00 4 50 51704
1.50 3.00 4 50 63945
2.00 3.00 4 50 51705
2.50 3.00 4 50 63946
3.00 4.50 6 57 51706
4.00 6.00 6 57 51707
5.00 7.00 6 57 51708
6.00 8.00 8 63 51709
8.00 10.00 10 72 51710
10.00 12.00 10 72 51711
12.00 15.00 12 83 51712
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END MILLS WITH REINFORCED SHANK P.218

e End mills with reinforced shank developed for the machining
of soft materials.

. <1 B S o o .
1 1 * * TiAIN coating improves tool life in ferrous materials.
i i e DLC coating improves tool life in non-ferrous materials.
|
‘ L
o
L
Roughing Finishing Ogood © excellent
M x|
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

e s e fefofa]a]s
00000 \ 000000000 00000000

W"’"gh;lao'sm'"'"’" Cast aluminium alloy C';,]';h poee ool Graphite Plastic  Wood T ﬁta"i“;':l':‘i:a"i“"‘ Hardened steel  Hard cast ron
2 | s s | 0w |7 0w - - | » @ | aw | w  ms| % | v | s | x| w0 | oo
©\©\©\©\©\©\©\©\©\ oo oo
D, L, D, L CARBIDE TiAIN DLC*
Do 000
0:300- ¢8
0.30 0.60 B 38 972403 972404 975572
0.40 0.80 3 38 972405 972406 982427
0.50 1.00 8 38 52565 963644 977361
0.60 1.20 3 38 963676 ~ 963678 982428
0.70 1.40 3 38 963677 963679 973037
0.80 1.60 3 38 954650 963680 982429
0.90 1.80 3 38 951666 963681 983104
1.00 2.00 3 38 31445 44659 960097
1.10 2.20 3 38 66496 66497 983105
1.20 240 3 38 66498 66499 973027
1.30 2.60 3 38 66500 66501 983106
1.40 2.80 3 38 66502 66503 983107
1.50 3.00 3 38 29407 40913 957103
1.60 3.20 3 38 41962 66510 983108
1.70 3.40 3 38 66504 66505 983109
1.80 3.60 3 38 66506 66507 983111
1.90 3.80 8 38 66508 66509 983112
2.00 4.00 3 38 39304 40081 61971
2.50 5.00 B 38 39213 40580 61973
3.00 6.00 6 50 40739 41954 61974
4.00 8.00 6 50 34377 53324 984169
5.00 10.00 6 50 48700 53325 984170
6.00 12.00 6 50 978074 978075 984171

*for non-ferrous material
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DIX1 7253 CUTINOX  Z=3 @ @

END MILLS WITH VARIABLE HELIX P.268
NECKED DOWN

¢ Necked down extra short end mills with variable helix.

= ,.4'\‘5?0'480 * High-performance tools developed for the machining of tough

1 , (R ST materials.
=1 =) . . .
T i e CUTINOX coating improves tool life, even at high temperatures,

' ‘ Ey in low machinability materials.
——————
L
| e E——
Roughing Finishing Ogood © excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1 4‘5‘6 7 8‘9‘
© 0000 00000O00000O00O0O0O0O0O0oO
S

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D L D L D L CUTINOX

0<2.00 - 0/-0.01
0<3.00 - 0/-0.02

0=3.00 - e8
3 4 2.80 9 6 57 968764
4 5 3.70 12 6 57 968765
5 6 4.60 15 6 57 968766
6 7 5.50 18 8 63 968767
8 g 1.50 24 10 72 968768
10 11 9.30 30 10 72 968769
12 13 11.20 36 12 83 968770
16 17 15.20 48 16 92 968771
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DIXI 7563 - 7563-FC DIXAL Z=3 @

END MILLS WITH VARIABLE HELIX P276
= ST ¢ Necked down end mills with variable helix and double-groove
Sl 420-47 P ;
P geometry developed for the machining of non-ferrous materials.
L o8 S A TS 2 « DIXI 7565-FC with coolant in the flutes.
(= = - o .
ﬂ D‘ * DIXAL coating improves tool life in non-ferrous materials and
i ‘ Ly A prevents built-up edges.
L2
L
Roughing Finishing Oguod ©9X09”9m
M |
Loweloyisieol  Hiahootsee NS Aeesomsisl  gor et e
1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, . q Special alloy Titanium, titanium X
il Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/Co el Hardened steel Hard cast iron

21‘22‘23‘24‘25‘ ‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41

26‘27 ‘
©0 00060000

7563 7563-FC

D, D, D, L, L, L DIXAL  DIXAL
4 3.60 4 9 14 57 991388
0 560 ; 1 p o W s
8 7.40 8 ;? gg 16030 991-3 % g?lggg
0 1o . o
12 11.00 12 §§ % 18230 991-3 * gﬂggf
16 15.00 16 gg 14020 19520 991-3 ® 2%3?23
. 20 - . W e
DIXI 7563 DIXI 7563-FC

= X




»__ DIXI 7273 Z=3 ‘@

0
FINISHING END MILLS P218 D, =12
. e End mills developed for the finishing of soft materials.
PN . o .
5H°0 N\  TiAIN coating improves tool life in ferrous materials.
1 1 S 1
I —i &
i
Ly
L
=
Roughing Finishing Oguod ©9X09”9m
M |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1‘2 3 4‘5‘6 7‘8‘9
OO0 0000000000000 0000O0O0O0O0O

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D, ,, 5 D, L CARBIDE  TAIN
3 10 3 38 35741 57254
4 12 4 50 35742 57255
5 14 5 50 34225 57256
6 16 6 57 35743 57258
8 20 8 63 34227 57259
10 22 10 72 34228 57260
12 22 12 73 34229 57261
16 27 16 82 35745



V

DIXI7323 Z=3
OGO

FOAM MILLING CUTTER P216
¢ End mills developed for soft materials machining.
l 150 T * Recommended tools for obtaining surfaces without tearing
X ! off dense foams.
. Jﬂﬁ-ﬁ
e * i
| ‘ L]
&
| B —
= Roughing Finishing Ogood  Qexcellent
m TS
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘tei:ssT:el Ausm{gﬂ;?&?fﬁ See] caiﬁron ::;‘;:_g; T:gteiig:’
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

WU ST Gagt atuminium aloy o Sold. Graphite Plastic  Wood Special aloy THanum AT ardened steel  Hard castiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

el L
D, . L, D, L, D L CARBIDE
3 12 240 20 3 50 389845
3 20 240 45 3 75 389846
4 30 3.60 45 4 75 389847
6 25 5.60 45 6 75 389848
6 40 5.60 70 6 100 389849
8 25 7.60 45 8 75 389850
8 40 7.60 70 8 100 389851
10 40 9.60 70 10 100 389852
10 50 9.60 85 10 120 389853
12 50 11.60 115 12 150 389854



- DIXI7593 Z=34 @ @

END MILLS P142

* Necked down end mills developed for the machining of deep

& ;\ pockets and grooves in aluminium alloys.
D| 4B°I. \_\ i
1 , | LT
k— &
B i
f | il |
Lz o .
- ——
L
Roughing Finishing Oguod ©9X09”9m
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D, s L, D, L, D, L 4 CARBIDE
6 6 5.60 30 6 66 3 49281
8 8 7.60 45 8 81 3 49282
10 10 9.60 50 10 90 3 49283
12 12 11.60 55 12 100 3 49284
16 16 15.60 72 16 120 3 49285
20 20 19.60 80 20 130 4 49286



|

== " @06

END MILLS WITH REINFORCED SHANK P.196
¢ End mills with reinforced shank developed for general machining.
30° }“ ¢ TiAIN coating improves tool life in ferrous materials.
D"! ﬂ _5!_ o DIAMANT coating improves tool life in abrasive non-ferrous
' i materials.
! Ly
] ,..__...-
Roughing Finishing Ogood Q) excellent
m TS
Lowsloyisiosl Wbyl MG Aeremsisl  gw el e
IR R A N I I A E AR A
© 0 0000000000000 0000O0O0O0 0

WU BTN ot guminiumaloy sl ey s ORPe Plasic  Wood Pe Ty Hardenedsteel  Hrd castron
2 |2 | s | w4 | s |8 7w - - |8 » w2 ss % v » ® | 0 |
000000000000 OO | |

D, L, D L CARBIDE TiAIN DIAMANT*

0<2.00 - 0/-0.01

A

0.40 1.20 3 38 45695 61846

0.50 150 3 38 45696 61345

1.00 3.00 3 38 55964 57230 63697

150 4.00 3 38 56731 57231 63698

2.00 7.00 3 38 52357 57232 63699

3.00 8.00 6 57 28959 57233 63700

4.00 11.00 6 57 42123 57239 63701

450 11.00 6 57 42124 57241

5.00 13.00 6 57 Mm881 57242 63703

6.00 13.00 6 57 28965 57243 36278

7.00 16.00 8 63 28967 57244

8.00 19.00 8 63 42906 57245

9.00 19.00 10 72 28971 57246

1000  22.00 10 72 42361 57247

1200  26.00 12 83 39946 57248

1400  26.00 14 83 42362 57249

1600 3200 16 92 42363 57251

2000  38.00 20 104 42221 57253

*for non-ferrous material



- DIX17204 Z=4 @ @

END MIILLS P.196

e End mills developed for general machining.

\-"H-. . . . . .
30° £ * TiAIN coating improves tool life in ferrous materials.
1 \ S -
k- &
_‘.._. = i_
L
- —
Roughing Finishing Ogood ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘143‘14.4‘15‘16‘17‘18‘19‘20‘

0000000000000 00O0O0
L s

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D, ,, 5 D, L CARBIDE  TAIN
2.00 8 2.00 32 32944 57118
2.50 8 2.50 32 32945 57119
3.00 10 3.00 38 710 57120
4.00 12 4.00 50 m 57121
5.00 14 5.00 50 34629 57122
6.00 16 6.00 50 34630 57123



D
|
i i

DIXI 7224

Unalloyed steel

RN

4‘5

Low alloyed steel

“@0CO

P212

¢ Long length end mills developed for general machining.
¢ TiAIN coating improves tool life in ferrous materials.

¢ DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing Ogood ())‘”‘Ce”@“t
m TS
High alloved steel Martensitic Austenitic stainless steel grey nodular malleable
9 V! stainless steel (DUPLEX/PH) castiron castiron castiron

‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

O -

Wrought aluminium

0000
S

K |
0000000000 0000000 o0

Cu+Pb Cu alloy

Gol Graphite  Plastic ~ Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy oty e Silver Ni/ Co alloy Hardened steel ~ Hard castiron
21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘39‘40‘41‘
000000000000 | | OO0 |
D, L, D L CARBIDE TiAIN DIAMANT*
3 30 3 60 44769 57152 60255
4 30 4 60 44770 57154 60258
5 35 5 75 441N 57155 60259
6 40 6 100 44706 57156 60260
8 40 8 100 44772 57157 60003
10 40 10 100 44707 57158 60004
12 45 12 100 44773 57159 60261
14 65 14 150 44708 57160
16 65 16 150 44709 55770
20 65 20 150 44776 57161

*for non-ferrous material



DIX1 7264 - 7264-3D CUTINOX  Z=4

|

e

END MILLS WITH VARIABLE HELIX P.268

AND IRREGULAR TEETH

* 3xD, necked down end mills with variable helix and irregular

38°-41° /\ teeth developed for the machining of tough materials.
1 i L 2 * CUTINOX coating improves tool life, even at high temperatures,
o a-ﬁ in low machinability materials.
fae L w
Roughing Finishing OQUOd ©9X09”9m
o M |
= —— Lowaloyedscel  Hihaloyedseel MOTOTSE  Ausonocssssteol | grey | natlar | mllabls
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ ‘ ‘ 10 ‘ 1" ‘ ‘ 13 ‘141 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
| 0 0|0 0 0 0 O \ ©00000000000060GO
-Wroughat"aolsminium el el C';I’I';b EIL]‘C:;';\{ Ssﬂgr Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
= | | 00000 | | |
| 380_4]0Ij'-._\\\\ I * Sl 380_415}“‘\\
! I e N 4
o s &
f ! |
-
D, L, Dps L CUTINOX D, L, D, L, D L CUTINOX
0<3.00 - 0/-0.02 0<3.00 - 0/-0.02
02300 - e8 0=3.00- 8
1.50 3 38 974805 6.00 13 5.70 18 6 57 997930
2.00 3 38 974804 8.00 19 1.70 24 8 63 997931
3.00 6 57 968672 10.00 22 9.60 30 10 72 997932
4.00 11 6 57 968678 12.00 26 11.60 36 12 83 997933
5.00 13 6 57 968679 16.00 32 15.50 48 16 92 997934
6.00 13 6 57 968680 20.00 38 19.50 60 20 104 997935
8.00 19 8 63 968681
10.00 22 10 72 968682
12.00 26 12 83 968683
16.00 32 16 92 968684
20.00 38 20 104 968685



- DIX1 7254 CUTINOX  Z=4

END MILLS WITH VARIABLE HELIX P.268
NECKED DOWN

¢ Necked down short length end mills with variable helix developed

& ~ 38°-44° for the machining of tough materials.
y \\‘ . . . .
J_ Y ! —1 e CUTINOX coating improves tool life, even at high temperatures,
i g
Ly
——-'—-—
L,
I —
k - Roughing Finishing Ogood Q) excellent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

10‘11‘12‘13 14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

A |
©000000000000O0O0O0
S

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

©_
o

@)

ol
ol
ol
o-

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

- e0oo00o0 |
D, ., L D, L, D, L CUTINOX
3 4 2.80 9 6 57 968686
4 5 3.70 12 6 57 968687
5 6 4.60 15 6 57 968688
6 7 5.50 18 8 63 968689
8 9 1.50 24 10 72 968690
10 11 9.30 30 10 72 968691
12 13 11.20 36 12 83 968692



- DIXI 7560 Z

MULTI-TOOTH END MILLS P.220 D,>6 D <190
P ¢ Multi-tooth end mills developed for finishing.
40°1 ¢ TiAIN coating improves tool life in ferrous materials.
O" é ::T! e DLC coating improves tool life in non-ferrous materials.
I |
—— L1 -—
— L -
Roughing Finishing Ogood Q) excellent
Materials Unalloyedisteel Low alloyedisteel High alloyed/steel Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

remeisis O O O O O O O O O O O O O OO 000000 o0
...~ | s | ___n

10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

e WL iy R ool Graphite Plastic  Wood SPeaer Tramu oMM Hardoned steel  Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

— O O O O O O O 0 O

D, L, D, L Z CARBIDE TIAIN DLC* D, L, D, L Z CARBIDE TAIN DLC*
0<2.00-0-0.01 @ @ 0<2.00- 0/-001 @ @ @
0=2.00 - e8 D,>6 0=2.00 - e8 D,>6

035 0.90 3 38 3 964114 966117 966057 210 525 3 38 5 964137 966145 966097

040  1.00 3 38 3 964115 966118 966058 220 550 3 38 5 964140 966146 966098

045  1.10 3 38 3 964116 966119 966059 230 575 3 38 5 964141 966147 966099

050 1.25 3 38 3 964117 966120 966060 240  6.00 3 38 5 964142 966148 966101

055  1.40 3 38 3 964118 966121 966061 250  8.00 3 38 5 964109 964110 964111

060 1.50 3 38 3 964119 966122 966062 260  6.50 3 38 5 964143 966149 966102

065 1.70 3 38 3 964120 966123 966063 270 6.75 3 38 5 964144 966150 966104

070 175 3 38 3 964121 966124 966064 280  7.00 3 38 5 964145 966151 966105

075  1.90 3 38 3 964122 966125 966065 290  7.00 3 38 5 964146 966152 966106

080  2.00 3 38 3 964123 966126 966066 3.00 10.00 3 38 5 45657 49683 966107

085 215 3 38 3 964124 966127 966067 400 1200 4 50 5 45658 49684 964325

090 225 3 38 3 964125 966128 966068 500 1400 5 50 5 45659 49685 966115

095 240 3 38 3 964126 966129 966069 6.00 1600 6 57 5 45546 49686 966116

1.00 250 3 38 3 964127 966130 966070 8.00 19.00 8 63 5 45547 49688

110 275 3 38 3 964128 966131 966071 9.00 22.00 9 67 5 45661 49689

1.20  3.00 3 38 3 964129 966132 966072 10.00 22.00 10 72 6 45548 49690

130 325 3 38 3 964130 966133 966073 12.00 26.00 12 83 6 45662 49691

140 350 3 38 3 964131 966134 966074 16.00 32.00 16 92 6 45549 49693

150 3.75 3 38 3 964132 966136 966075 20.00 38.00 20 104 8 45550 49694

1.60  4.00 3 38 3 964133 966138 966076 * for non-ferrous material

170 425 3 38 3 964134 966139 966094

1.80 450 3 38 3 964135 966140 966095

1.90 475 3 38 3 964136 966142 966096

200 8.00 3 38 5 964108 964112 964113



DIX1 7520 XIDUR Z=3-10
D,=6

MULTI-TOOTH END MILLS P222 D, <150

¢ Multi-tooth end mills developed for the finishing of hardened steels.

45°f N * XIDUR coating improves tool life, even at high temperatures,
in low machinability materials up to 65 HRC.

D
-
-
p
y
D,
AU

T
1
]
Roughing Finishing Ogood ©exce|lent
m TS

" Martensitic Austenitic stainless steel grey nodular malleable

Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

l‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

S folooior b

WU ST Gagt atuminium aloy o Sold. Graphite Plastic  Wood Special aloy THanum AT ardened steel  Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
./ ooo0 | 0000

D, L, D, L Z XIDUR

0500002

023.00- o8

0.40 0.80 3 38 3 956595

0.50 1.00 3 38 3 956596

0.60 1.20 3 38 3 956597

0.70 1.40 3 38 3 956598

0.80 1.60 3 38 3 956599

0.90 1.80 3 38 3 956600

1.00 2.00 3 38 4 956601

1.50 3.00 3 38 4 956602

2.00 4.00 3 38 5 956603

250 5.00 3 38 5 957465

3.00 6.00 3 38 5 49107

4.00 8.00 4 50 5 49108

6.00 12.00 6 57 6 49109

8.00 16.00 8 63 6 49110

10.00 20.00 10 72 6 49111

12.00 24.00 12 83 8 49112

16.00 32.00 16 92 10 49113
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FACE MILLING CUTTERS P.224

BRAZED INSERTS

* Face milling cutters with brazed inserts developed for material
surfacing work as well as machine tables to ensure flatness

-

=] 5j
Ly
-
Roughing Finishing Ogood Q) excellent
m TS

" Martensitic Austenitic stainless steel grey nodular malleable

Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

_...._|
T ;

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e T
Do L, D, L Z  CARBIDE CARBIDE
new  sharpened
12 8 6 43 4 381186 381192
20 8 8 43 4 381187 381193
25 8 8 43 5 381188 381194
30 8 8 43 5 381190 381195
35 8 8 43 6 381191 381196



|

DIXI7210 Z=3 ‘
D60

ROUGHING END MILLS P224
¢ Roughing end mills with fine chip breaker developed for
30° 7~ general machining.
! ! S ! e CUTINOX coating improves tool life, even at high temperatures,

in low machinability materials.

D
w “
| Dy |

Ly
— -—
I
Roughing Finishing Ogood ©9X09”9“t

m TS

" Martensitic Austenitic stainless steel grey nodular malleable

Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
‘2‘3‘ ‘ ‘ 10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

©_
O

4‘5‘6 7 8‘9‘
©/000/000000000000000O00O0
L s

Wrought aluminium - Cu+Pb Cu alloy Gold, . g Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

OiE i

D, L, D, L CARBIDE CUTINOX
3 8 6 57 955178 955179
4 10 6 57 955092 955091
5 13 6 57 955089 955090
6 13 8 63 955088 955087 on request
7 16 8 63 955086 955085
8 16 8 63 955082 955033
10 22 10 72 955093 955094
12 25 12 83 950048 956993
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ROUGHING END MILLS P.228
¢ Roughing end mills developed for general machining.
3004 * TiAIN coating improves tool life in ferrous materials.
! -1 !
- mC
i ]
L -
Roughing Finishing Ogood ©exce|lent
m x|
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1 | a s efefofa]a]s
©0 000 \ 000000000000 0000 o0

Wrough;"aolsmmlum el el C';I’I';b 3;:;';\{ g.ﬁ::r Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i,tanium Hardened steel Hard castiron
‘ ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
O\ o0ooooooo | OO | |
DIN 6535 HA DIN 6535 HB
D, L, D, L CARBIDE TIAIN CARBIDE TIAIN
4 10 6 57 31451 57018 367642 367638
5 13 6 57 37136 57019 367629 367633
6 13 8 63 37137 57020 367640 367630
7 16 8 63 37138 57021 367632 367645
8 16 10 72 43218 57022 367634 367625
10 22 10 12 43214 57024 367636 367631
" 22 12 83 37142 57025 367646 367626
12 25 12 83 37143 57026 367644 367635
14 2] 14 83 37144 57027 367643 367641
16 36 16 100 37145 57028 367628 367627
20 40 20 104 37588 57029 367637 367639
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DIXI7214  Z=4 ‘
D660

ROUGHING END MILLS P.228

¢ Roughing end mills developed for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

o .\/-\N"'m\x_
| e i i

Lu ]
L
Roughing Finishing Ogood ©exce|lent
Com m x|
- Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘::ssitci:el Ausm{gﬂ;?&?f;ﬁ i caiﬁron ::ST;:_Z; n;:gteie:l;!f
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ ‘ 7 ‘ 9 ‘ ‘ ‘ 12 ‘ 13 ‘141 ‘ 14.2 ‘ 143 ‘ 144‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
sssin| 0| © © /00 O \©\ ©000000000060600 0
- Wrough;llaJ;minium el el Cl;||+a5b g:;:(l:';\t/ gsgr Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s O/ 0O/0 0000000 | [ | | 00 | | | |
DIN 6535 HA DIN 6535 HB

D,y L, D, L CARBIDE TIAIN CARBIDE TIAIN

6 15 6 57 45798 61412 367654 367651

8 16 10 72 39954 62426 367657 367650

10 22 10 72 37146 31133 367648 367656

12 25 12 83 37148 60949 367647 367658

16 36 16 100 37151 63333 367652 367655

20 40 20 104 37152 63334 367653 367649




DIXI 7215 - 7215-FCDAC ~ Z=3 ‘
E—— D660

ROUGHING END MILLS FOR ALUMINIUM P.236

e Roughing end mills with coolant in the flutes developed for

p . non-ferrous materials machining.
q0°f T~
1 : ! ¢ DIXI 7215-FC with coolant in the flutes.

a - _— I .
| — e DAC coating improves tool life in non-ferrous materials and
5 . prevents the formation of built-up edges.
— ll —
I
Roughing Finishing Ogood ©9X09”9m
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
ini Cu+Pb Gold, ) . : . .
- Wroughat"aolsmmlum el el alloy g:;:(l:';\t/ Siﬁ/er Graphite  Plastic ~ Wood Spi‘cil?lczzllov ma"'“::i:";a"'um Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

&

1215 1215-FC
D, . L, D, L DAC DAC
6 14 6 57 993017 995594
8 21 8 63 993018 995595
10 24 10 72 993003 995596
12 28 12 83 990143 995597 on request
16 34 16 92 993019 307320
DIXI 7215 DIXI 7215-FC
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DIX17217  Z=3 ‘
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ROUGHING END MILLS FOR PLASTICS P.240

¢ Roughing end mills developed for plastics machining.

o ™~
, 157~ .
J ! S 1
Dj e ] &
1
b
|-
L
1
Roughing Finishing Ogood ©9X09"9“t
m TS
. Martensitic Austenitic stainless steel grey nodular malleable
Wity melyetsite! iy il stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘8‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy alloy difficult Silver Ni/Co alloy Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
el L D
D, D, L, L CARBIDE
6 6 16 50 381093
25 75 381095
8 8 22 63 381096
33 79 381097
32 73 381098
10 10 0 102 381100
12 12 42 102 381101



- DIX17220 - 7220-3D C-TOP  Z=3-4 ‘ @ @ @

ROUGHING END MILLS P.244
FOR TOUGH MATERIALS

¢ Roughing end mills developed for the machining of difficult
materials. Produce a better surface finish than a conventional

! 35° ‘, T roughing end mill.
o a 5[ * Available with or without neck.
I | I _* * The extra smooth C-TOP coating improves tool life, even at high
9 mmameni temperatures, in difficult to machine materials.
-
Roughing Finishing Quood  Qexcellent
m x|
sl sl ahalopdsuel MorOSe  Aemtsomessed g e

1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
0000 000000000000 00O0O0O0O0O0

Wrough;"aolcminium el el C';I’I';h g;ﬂm Ssﬂgr Graphite  Plastic ~ Wood SP‘Lcii?ICﬂIDV ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
., o000 = ©000o0
35° 7 35° 7~ O
| ! | b ) !
C ———
i | i
L bt
7220 7220-3D
D, D, L Z L, C-TOP D, L D, L, D, L Z C-TOP
200 6 - 3 450 358881 300 450 280 900 6 55 3 358882
800 358883 350 550 330 1050 6 55 3 358885
3.50 6 9 3 5.50 358884 400 600 370 1200 6 55 3 358887
600 358886
450 700 420 1350 6 55 3 358890
— ¢ e . 1000 358888
500 750 460 1500 6 55 3 358892
450 6 55 3 700 358889
600 900 550 1800 6 55 4 358895
5.00 6 55 3 7:30 368891 800 1200 750  24.00 8 64 4 358898
' 1300 358893 : : : :
6 55 900 358894
6.00 8 64 4 1300 358896
8.0 g 5 s 1200 358897

16.00 358899
15.00 358900

10.00 10 67 4 2200 358902

1800 358903

12.00 12 83 4 2600 358905

16.00 16 92 4 2400 358906
on request
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END MILLS, REINFORCED SHANK P.248
WITH ACCELERATED LUBRICATION

¢ High performance slot drills with reinforced shank developed
for the machining of tough materials.

! . 1 “ 1 e The patented COOL+ coolant concept allows higher productivity.
o e | o . .
_.1__ﬂ—i-- ¢ The extra smooth C-TOP coating improves tool life even at high
+ ‘ ;___l__! | temperatures in difficult to machine materials.
Roughing Finishing Ogood ©9X09”9"t
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Ul leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
‘ ‘ ‘ ‘ ‘ ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

00000 \ ©/00000000000000O0O0
S

WfDUgh;"aolcmmlum el CI;I)Ifush g;:l'l‘j’l\t’ SGLI:r Graphite  Plastic ~ Wood SP‘:\‘cii?ICZHDV ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
\ . 60006 = 00000
D, L, D,, L L, CARBIDE C-TOP

0<2.00 - 0/-0.01
0>6.00 - 0/-0.02

0.30 0.45 4 38 2.10 381928 381944
0.40 0.60 4 38 2.10 381929 381945
0.50 0.80 4 38 2.10 381930 381946
0.60 0.90 4 38 2.90 381931 381947
0.70 1.10 4 38 3.00 381932 381948
0.80 1.20 4 38 3.00 381933 381949
0.90 1.40 4 38 3.00 381934 381950
1.00 1.50 4 38 3.00 381935 381951
1.10 1.70 4 38 3.00 381936 381953
1.20 1.80 4 38 4.10 381937 381954
1.30 2.00 4 38 3.90 381938 381955
1.40 2.10 4 38 3.80 381939 381956
1.50 2.30 4 38 3.90 381940 381957
1.60 2.40 6 55 4.50 383393 384649
1.70 2.60 6 55 3.90 384641 384650
1.80 2.70 6 55 3.90 384642 384651
1.90 2.90 6 55 5.20 384644 384653
2.00 3.00 6 55 5.10 384645 384654
2.50 3.80 6 55 5.00 384646 384655
3.00 450 6 55 6.60 383394 384656
4.00 6.00 8 64 8.80 384648 384657
5.00 1.50 8 64 10.60 383396 384658



- DIX1 7443 COOL+®  z=3

END MILLS, REINFORCED SHANK P.252
WITH ACCELERATED LUBRICATION

¢ High performance end mills with reinforced shank and variable
helix developed for the machining of tough materials.

e The patented COOL+ coolant concept allows higher productivity.

=] ﬁ ‘ o The extra smooth C-TOP coating improves tool life even at high

i __Ll_" temperatures in difficult to machine materials.
L L |
Roughing Finishing Ogood ©exce|lent
o M |
[0 R— sl sool b alodswol Moo Aempnessd g e e
_1‘2‘3‘4‘5‘6‘7‘8‘9‘10 11‘12 13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
Eses 0 © 0/0/0 00 0000000000000 O0O0O0
v | s | & |
-Wrough;"aolcminium Comtahmiiomaley gt usloy SO Graptite Plastic  Wood Rl e MMM ardned steel  Hard castron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
bemey = | ©0O0OOO | ©0O0O0OOO
D, L, L, D, L CARBIDE C-TOP
s
0=6.00 - e8
0.30 0.70 1.80 4 38 388775 388797
0.40 0.90 1.90 4 38 388776 388798
0.50 1.10 2.80 4 38 388777 388799
0.60 1.40 2.80 4 38 388778 388800
0.70 1.60 2.90 4 38 388779 388801
0.80 1.80 3.00 4 38 388780 388802
0.90 2.00 3.00 4 38 388781 388803
1.00 2.20 3.10 4 38 388782 388804
1.10 2.40 3.20 4 38 388783 388805
1.20 2.60 4.30 4 38 388784 388806
1.30 2.80 4.40 4 38 388785 388807
1.40 3.00 4.40 4 38 388786 388808
1.50 3.20 4.50 4 38 388787 388809
1.60 3.40 5.20 6 55 388788 388810
1.70 3.60 5.20 6 55 388789 388811
1.80 3.80 5.30 6 55 388790 388812
1.90 4.00 6.70 6 55 388791 388813
2.00 4.30 6.70 6 55 388792 388814
2.50 5.30 7.10 6 55 388793 388815
3.00 6.30 9.20 6 55 388794 388816
55 425015 413887
4.00 8.30 12.00 8
64 388795 388817
5.00 10.30 15.10 8 » 425015 SRR
64 388796 388818
6.00 13.00 16.90 8 60 423532 423535
8.00 18.00 21.90 10 70 423533 423536
10.00 22.00 26.90 12 19 423534 423537
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5XD; NECKED DOWN END MILLS P.248
WITH ACCELERATED LUBRICATION

¢ High performance end mills with reinforced shank with variable

o . helix and 5xD, necked down developed for the machining of
’ 3533 =3 tough materials.
L . y
o _ﬁ_ : e The patented COOL+ coolant concept allows higher productivity.
4 i | . . .
A ‘ Ly ‘ ' ¢ The extra smooth C-TOP coating improves tool life, even at high
‘ T temperatures, in difficult to machine materials.
L
Roughing Finishing Ogood Q) excellent
M k|
Unalloyed steel Low alloyed steel High alloyed steel stzlizll‘(t:s:ssi?:el Auste(r:)itliJ(;itEa)ir)I::? Stee] cagﬁron ::s(:l::z:; n;:'g'?ﬁg:f
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wi iy R oM Graphite Plastic  Wood SPeer Tramu oMM Hardoned steel  Hard astiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

./ ©000 | | 00000 | |
D, L, D, L, D, L C-TOP

i
02600-e8

0.30 0.70 0.27 1.60 4 38 412150
0.40 0.90 0.36 2.20 4 38 412151
0.50 1.10 0.45 270 4 38 412152
0.60 1.40 0.54 3.20 4 38 412153
0.70 1.60 0.63 3.80 4 38 412154
0.80 1.80 0.72 4.30 4 38 412155
0.90 2.00 0.81 4.80 4 38 412156
1.00 2.20 0.90 5.20 4 38 412157
1.10 240 0.99 5.80 4 38 412158
1.20 2.60 1.08 6.30 4 38 412159
1.30 2.80 1.17 6.70 4 38 412160
1.40 3.00 1.26 7.30 4 38 412161
1.50 3.20 1.39 1.80 4 38 412162
1.60 3.40 1.48 8.30 6 55 412163
1.70 3.60 1.58 8.70 6 55 412164
1.80 3.80 1.67 9.20 6 55 412165
1.90 4.00 1.76 9.70 6 55 412166
2.00 4.50 1.85 10.30 6 55 412167
2.50 5.50 2.32 12.80 6 55 412168
3.00 6.50 278 15.30 6 55 412169
4.00 8.50 3.72 20.40 8 64 412170
5.00 10.60 4.65 25.40 8 80 “21n
6.00 13.30 5.55 30.70 8 74 423538
8.00 18.30 140 42.30 10 90 423539
10.00 22.50 9.25 51.90 12 105 423540
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CORNER RADIUS END MILLS P.252
WITH ACCELERATED LUBRICATION

e Corner radius end mills with reinforced shank and symmetrical
y R front grinding developed for the machining of tough materials.

\ s ,-"' . e The patented COOL+ coolant concept allows higher productivity.

e The extra smooth C-TOP coating improves tool life, even at high

|D
Dy

* !..LLI temperatures, in difficult to machine materials.
|l |
i L |
Roughing Finishing Ognod ©exce|lent
I M k]
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e
_1‘2‘3‘4‘5‘6‘ ‘ ‘10‘11‘ ‘13‘141‘142‘143‘14.4‘15‘16‘17‘18‘19‘20‘
i O O OO0 © O O \ 000 \©\©\©\ ©0/00 00000
-Wmuqh;"aolcminium Esielmiimelly c‘;l’lfush 5;:3:% gssr Graphite  Plastic ~ Wood Spi‘cii?lczllov ﬂtaniu::l,ot‘iltanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s =~ | 2 O©0O0O0OO | ©O0O0OOOO | |
D, L, L, D, L R C-TOP D, L, L, Ds L R C-TOP
0>0.40 - 0/-0.01 R=<0.10+0.01 @ >0.40 - 0/-0.01 R=<0.10+0.01
0 <2.00 - 0/-0.02 R<0.30£0.015 @ <2.00 - 0/-0.02 R <0.30 +0.015
0 26.00 - e8 R=0.30 +0.02 0 =6.00 - e8 R=0.30+0.02
040 090 190 4 ggl A 030 425664
0.10 413163 0.50 425665
6.00 1330  16.90 8 60 100 425666
0.05 413164 :
0.50 1.10 2.80 4 38 0.10 413165 1.50 425667
0.05 413166 0.50 425668
0.60 1.40 2.80 4 38 100 425669
0.10 413167 .
o 8.00 1830  21.90 10 70 150 425670
- 2.00 425671
0.70 1.60 2.90 4 38 010 413169 -
0.05 413170 ’
0.80 1.80 2.97 4 38 1.00 425673
0.10 13171 10.00 22.50 26.90 12 798 150 425674
0.05 413172 2.00 425675
0.90 2.00 3.03 4 38 010 413173
0.10 413174
1.00 2.20 3.10 4 38 020 413175
0.10 413176
1.50 3.20 450 4 38 0.20 413177
0.20 413179
2.00 450 6.70 6 55 0.30 413180
0.20 413181
2.50 5.50 7.10 6 b5 0.30 413182
0.20 413183
3.00 6.50 9.20 6 55 0.30 413184
0.50 413185
0.30 425017
4.00 8.50 12.00 8 b5 0.50 425018
1.00 425019
030 413186
4.00 8.50 12.00 8 64 050 413187
1.00 413188
0.30 425020
5.00 10.60 15.10 8 55 0.50 425021
1.00 425022
0.30 413189
5.00 10.60 15.10 8 64 0.50 413190
1.00 413191



- DIX17702 XIDUR  Z=2

HIGH SPEED END MILLS P.258

¢ End mills developed for high feed milling and plunging strategy.

e Can be used in all types of materials, including hardened steels.

| S
1 ! _! ¢ XIDUR coating improves tool life, even at high temperatures, in
| ﬁ o| low machinability materials up to 65 HRC.
i I A
| PRl
L
Roughing Finishing Ogood ©excellent
s M k|
D — sl ahalopdsue MoUSe  Aemtsomessd g e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
limsis] 0 ©/© © © 0 0 0/00000O0OO0O0O0O0O0O0O0O0
- Wrough;"aolcminium Cast aluminium alloy c:ﬁ;b 5:‘;;;';‘{ gsz; Graphite  Plastic ~ Wood Sp‘:\‘cii?lcﬂ")v ﬁtaniu;TI,‘Jt‘i;anium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s OO0 0O 0©000 |  |00O0O0OOOO O
D, L, D, L, D6 L XIDUR
D <0.80 - 0/-0.01
D <6.00 - 0/-0.02
D >6.00 - e8
0.50 0.50 0.42 1.50 6 40 305279
0.80 0.80 0.68 240 6 40 305280
1.00 1.00 0.85 3.00 6 40 997920
1.50 1.50 1.27 450 6 40 997921
2.00 1.60 1.77 6.00 6 40 997922
3.00 2.40 2.65 9.00 6 40 997923
4,00 3.20 3.53 12.00 6 57 997924
5.00 4.00 442 15.00 6 57 997925
6.00 4.80 5.30 18.00 8 63 997926
8.00 6.40 7.05 24.00 10 80 997927
10.00 8.00 8.81 30.00 10 80 997928
12.00 9.60 10.60 36.00 12 80 997929

Download the cutting conditions (pdf + xIs) and the dxf profiles
sur www.dixipolytool.com




DIXI 7250-3D  Z=2 ‘ @ @

EXTRA SHORT CORNER RADIUS SLOT DRILLS P.198
NECKED DOWN

* 3xD, necked down extra short slot drills with corner radius

R developed for general machining.
| 0° H~_ S o o .
{ { 1 Fan * TiAIN coating improves tool life in ferrous materials.
ol L. NS
i | & [ A
| (mm |
L
-——
L
L ]
Roughing Finishing Ogood Q) excellent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

2‘3‘4‘5‘6‘7 9 ‘
© 000000000000 0O0000O00O0O0

‘8‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

©_

2 |2 | s | w4 | s |8 7w - - |8 » w2 ss % v » ® | 0 |
000000000000 | OO |
D, L, D, D, L L, R CARBIDE TIAIN
G- Y0
0=3.00 - e8
0.40 0.40 0.37 3 38 120 0.05 958447 958452
0.45 0.45 0.42 3 38 135 0.05 958453 958454
0.50 0.50 0.45 3 38 150 0.05 958455 958456
0.5 0.5 0.50 3 38 165 0.05 958457 958458
0.60 0.60 0.5 3 38 1.80 0.05 958465 958466
0.65 0.65 0.60 3 38 195 0.05 958467 958468
0.70 0.70 0.65 3 38 2.10 0.05 958469 958470
0.75 0.75 0.70 3 38 2.25 0.05 958472 958473
0.80 0.80 0.75 3 38 2.40 0.05 958474 958475
0.85 0.85 0.80 3 38 2.55 0.05 958476 958477
0.90 0.90 0.85 3 38 270 0.10 958478 958479
0.95 0.95 0.90 3 38 2.85 0.10 958481 958482
1.00 1.00 0.95 3 38 3.00 0.10 958483 958484
1.05 105 1.00 3 38 3.15 0.10 958486 958487
1.10 1.10 105 3 38 3.30 0.10 958488 958489
1.15 115 110 3 38 3.45 0.10 958490 958491
120 120 115 3 38 3.60 0.10 958492 958493
125 125 120 3 38 375 0.10 958494 958495
130 130 125 3 38 3.90 0.10 958496 958497
135 135 130 3 38 4.05 0.10 958499 958501
140 140 1.35 3 38 4.20 0.10 958502 958503
145 145 140 3 38 435 0.10 958504 958505
1.50 1.50 145 3 38 450 0.20 958506 958507
155 1.55 1.50 3 38 465 0.20 958508 958509



- DIXI 7250-3D

PHEO

EXTRA SHORT CORNER RADIUS SLOT DRILLS P198
NECKED DOWN
D, L, D, D, L L, R CARBIDE TAIN
G0 01002
A

1.60 1.60 1.55 3 38 4.80 0.20 958510 958511
1.65 1.65 1.60 3 38 4.95 0.20 958512 958513
1.70 1.70 1.65 3 38 5.10 0.20 958514 958515
1.75 1.75 1.70 3 38 5.25 0.20 958516 958517
1.80 1.80 1.75 3] 38 5.40 0.20 958518 958519
1.85 1.85 1.80 3 38 5.55 0.20 958520 958521
1.90 1.90 1.85 3 38 5.70 0.20 958522 958523
1.95 1.95 1.90 3 38 5.85 0.20 958524 958525
2.00 2.00 1.90 6 50 6.00 0.20 958527 958531
2.10 2.10 2.00 6 50 6.30 0.20 958532 958533
2.20 2.20 2.10 6 50 6.60 0.20 958534 958535
2.30 2.30 2.20 6 50 6.90 0.20 958886 958887
2.40 2.40 2.30 6 50 7.20 0.20 958888 958889
2.50 2.50 2.40 6 50 7.50 0.20 958890 958891
3.00 3.00 2.90 6 50 9.00 0.20 958892 958893



DIXI7353  Z=3

|

CORNER RADIUS END MILLS P264
WITH VARIABLE HELIX
e Corner radius end mills with reinforced shank and symmetrical
7~ ___R front grinding developed for the machining of tough materials.
35°-38°f
! \ e W ¥ * e The extra smooth C-TOP coating improves tool life, even at high
[ ﬁ = temperatures, in difficult to machine materials.
T B
L; '
|- L -—
Roughing Finishing Ogood Q) excellent
I M k]
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ ‘ ‘ 10 ‘ " ‘ ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
| 0 O O 0 O 0|0 \ ©0000606060000O0O0O0
- WfDUgh;folcminium Esielmiimelly c‘;l’lfush 5;:3:% gssr Graphite  Plastic ~ Wood Spi‘cii?lczllov ﬂtaniu::l,ot‘iltanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
gy == | O©0OOO | O0O0OO0OOO |
D, L, D, L R CARBIDE C-TOP D, L, D L R CARBIDE C-TOP
0 >0.40 - 0/-0.01 R=<0.10+0.01 @ >0.40 - 0/-0.01 R=<0.10+0.01
@ <2.00 - 0/-0.02 R <0.30 £+ 0.015 0 <2.00 - 0/-0.02 R<0.30 £+ 0.015
0 =6.00 - e8 R=0.30+0.02 0 =6.00 - e8 R=0.30+0.02
0.05 392798 392915 020 392821 392938
bt Ll 4 E 0.10 392799 392916 0.30 392822 392939
4.00 8.30 6 55
050 392823 392940
0.50 110 4 38 0.05 392800 392917
- . 010 392801 392918 1.00 392824 392941
060 140 s 28 005 392802 392919 030 392825 392942
: : 010 392803 392920 500 1030 6 55 050 392826 392943
005 392804 392921 1.00 392827 392944
070 160 4 % 010 392805 392922 ggg gggggg ggggjg
0.80 1.80 4 38 0.05 392806 392923 6.00 13.00 6 55 100 392830 392947
8.00 18.00 8 64 '
1.00 220 4 38 0.10 392810 392927 150 392834 392951
’ ’ 0.20 392811 392928 2.00 392835 392952
150 3.20 4 38 0.10 392812 392929 050 392836 392953
0.20 392813 392930 10.00 22.00 10 67 1.00 392837 392954
0.10 392814 392931 ' ' 150 392838 392955
200 430 4 38 020 392815 392932 200 392839 392956
0.30 392816 392933 050 392840 392957
020 392817 392934 100 392841 392958
230 530 4 38 030 392818 392935 1200 200w " ;gg ggggg gggggg
3.00 6.30 6 55 0.20 392819 392936

030 392820 392937



- DIX17070 XIDUR Z=4-6 .@‘ @

MULTI-TOOTH CORNER RADIUS END MILLS P272
NECKED DOWN

¢ Necked down multi-tooth end mills with corner radius developed

~ _ il for the machining of moulds and dies.
. Q1 4557\ /
l_ 1 N /Y * XIDUR coating improves tool life, even at high temperatures, in
il © low machinablty materials up to 65 HAC.
'y ‘ , L i
— g
L o
Roughing Finishing Ogood ©exce|lent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

b letel b
I

WYDUQh;"ac:;minium el CI;I)Ifusb EIL;:(I:I[‘]’I\{ gsgr Graphite  Plastic ~ Wood Spi‘cii?lczllov ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
.. 000  ©00o0O0O
D, , L, D, L D, L 4 R XIDUR
3 450 2.75 12.00 57 57 4 0.5 56643
4 6.00 3.70 13.50 57 57 4 0.5 56644
5 7.50 4.60 17.50 57 57 4 0.5 56645
05 56627
0.8 56646
6 9.00 5.50 24.00 66 66 4 10 56628
15 56647
0.5 56634
1.0 56635
8 10.00 7.50 28.00 75 75 6 15 56648
2.0 56649
0.5 56636
1.0 56637
10 12.00 9.25 30.00 75 75 6 1.5 56650
2.0 56651
25 56652
1.0 56653
12 12.00 11.00 32.00 75 75 6 2.0 56655
3.0 56656



- DIX17265 CUTINOX  Z=4 @

CORNER RADIUS END MILLS P.268

e

WITH VARIABLE HELIX

e Corner radius end mills with variable helix and irregular teeth
developed for the machining of tough materials.

! ¥* 7 * CUTINOX coating improves tool life, even at high temperatures,
o - = in low machinability materials.
I T
L L "
Roughing Finishing Ogood ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 2 ‘ 3 ‘ ‘ ‘ 10 ‘ n ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

©_
O

4‘5‘6 7 8‘9‘
©0000000000000000O0O0O0O0
L s

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 26 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
- 90000 |
D, L, D, L R CUTINOX
0<3.00 - 0/-0.02
0=3.00 - e8
2 4.00 3 38 0.5 997936
3 8.00 6 57 0.5 997937
4 11.00 6 57 0.5 997938
5 13.00 6 57 05 997939
0.5 997940
6 1300 6 o 10 997941
05 997942
8 1900 8 63 10 997943
0.5 997944
10 22.00 10 12 10 997945
05 997946
12 26.00 12 83 10 997947
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= T 0066

CORNER RADIUS END MILLS P.196
NECKED DOWN

¢ Necked down corner radius end mills developed for

o~ ; R general machining.
30°f \-‘?l /)
. e \ A y | ¢ TiAIN coating improves tool life in ferrous materials.
o F=
i
‘ Ll
e -
. Ly
|‘ﬂ -
L
— -
Roughing Finishing O good © excellent
m x|
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

3‘4‘5‘ ‘ ‘ ‘9‘10‘11‘12‘13‘141‘142‘143‘144‘15‘16‘17‘18‘19‘20

] e | |
© 00 0000000000000 00O00O0O0 o0

Wrought aluminium - Cu+Pb Cu alloy Gold, . ; Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

D, L, D, L, D, L R CARBIDE TIAIN

0<3.00 - 0/-0.02
0=3.00 - e8

1.90 10 4 2 020 64465 64466

280 15 6 57 020 64467 64468

4 5 3.80 18 6 57 030 64469 64470

050 64471 64472

6 ! 5.0 2 6 5 1.00 64473 64474

050 64475 64476

L uy sty & e & 1.00 64477 64478

050 64479 64480

10 12 960 3 10 72 1.00 64481 64482

050 64485 64486

12 1 11.50 10 12 83 o o o



CORNER RADIUS END MILLS P274
NECKED DOWN

e Necked down corner radius end mills developed for the

N R machining of low hardness materials.
40°7 N|&
_+_ 1 * " &  DICUT coating improves tool life in ferrous materials.
|
| Ly
L2
[
L —
Roughing Finishing Oguod ©exce|lent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

‘2‘ ‘ ‘ ‘ ‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

O\O\O\O\ © \O\O\O\O\O\O\O\ | 000000
S

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©c0o0o0o00o00oo | oo

e L, D, L, D, L R CARBIDE DICcUT
3 4 2.75 10 6 57 0.50 60765 63493
4 5 3.70 12 6 57 0.50 60766 63494
5 6 4.60 15 6 57 0.50 60767 63495
6 7 5.50 18 6 57 1.00 60768 63496
8 9 7.50 23 8 63 1.00 60769 63497
10 11 9.25 30 10 75 150 60770 63498
12 13 11.00 35 12 83 1.50 60771 63499
16 17 15.00 44 16 92 4.00 66805



- DIXI 7565 - 7565-FC DIXAL  Z=3

CORNER RADIUS END MILLS P276
STANDARD LENGTH, NECKED DOWN

&6

R ¢ Necked down corner radius end mills with variable helix
gl -4 developed for the machining of non-ferrous materials.
! Al ~N. / * * DIXI 7565-FC with coolant in the flutes.
‘:f__ —_— - Ny * DIXAL coating improves tool life in non-ferrous materials and
i i L. - T prevents built-up edges.
|— I —
o -—
I- - Roughing Finishing Ogoczd ©excellent
M x|
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
l‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Hardened steel Hard castiron

Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy,

7565 7565-FC

D, L, D, L, D,, L R DIXAL  DIXAL
050 339042
4 : B Lk 4 & 1,00 339043
0.50 339044 339067
6 13 5.6 2 6 57 1.00 339045 339068
1,50 339046 339069
0.50 339047 339070
1.00 339048 339071
i E s A g & 2.00 339049 339072
3.00 339050 339073
0.50 339051 339074
1.00 33905 339075
10 2 93 30 10 72 2.00 339053 339076
3.00 339050 339077
0.50 339055 339078
1.00 33905 339079
2 i ULk o/ 2 E 200 339057 339080
3.00 339058 339081
1.00 339059 339082
2.00 339060 339083
16 32 150 42 16 92 3.00 339061 339084
4,00 339062 339085
1.00 339063 339086
2.00 339064 339087
4 e vell & A Uk 3.00 339065 339088
1,00 339066 339089
DIXI 7565 DIXI 7565-FC




. DIXI7032 z-=2 ‘ @ @

BALL-NOSE END MILLS P 280
¢ Ball-nose end mills developed for general machining.
| 300‘_/ * TiAIN coating improves tool life in ferrous materials.
' R L)
[ 4 = | e DIAMANT coating improves tool life in abrasive non-ferrous
[ PR - 3 /| 0.006 .
i Aagac materals
|| | o . .
[ L e DICUT coating improves tool life in copper-based materials.
— 1 -—
Roughing Finishing Ogood Q) excellent
Materials " Martensitic Austenitic stainless steel grey nodular malleable
description oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

e QO O O O O O O O O O O O O OO 000000 o0
...~ | s | ___n

10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et O O O O O O O © © O © © O O O 0O ©

D, L, D L CARBIDE TIAIN DICUT DIAMANT*

05001002

0=3.00-e8
0.06 0.12 8 38 959060
0.08 0.16 3 38 959059
0.10 0.20 3 38 959058
0.15 0.30 3 38 954665
0.20 0.30 3 38 952795 952796 952797 952799
0.25 0.40 3 38 952800 952801 952802 952803
0.30 0.50 3 38 952804 952805 952806 58852
0.40 0.60 3 38 952807 952808 952809 952810
0.50 0.80 3 38 952811 952812 952813 952814
0.60 0.90 3 38 952815 952816 952817 952818
0.70 1.10 3 38 952819 952820 952821 950363
0.80 1.20 3 38 952822 952823 950703 950364
0.90 1.40 8 38 952825 952826 952824 950365
1.00 1.50 3 38 952827 952828 952829 952830
1.10 1.70 8 38 952832 952833 952831 950366
1.20 1.80 3 38 952835 952836 952834 950367
1.30 1.90 3 38 952838 952839 952837 950368
1.40 2.10 3 38 952841 952842 952840 950369
1.50 2.30 3 38 952843 952846 952845 952844
1.60 2.50 3 38 55539 955784 956236 956237
1.70 2.50 3 38 60112 956238 956239 956240
1.80 2.75 3 38 48747 956241 956242 956243
1.90 2.75 3 38 57714 956244 956245 956246
2.00 3.00 3 38 44604 56136 64280 59783

*for non-ferrous material

Q
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DIXI 7032

@DHOO

BALL-NOSE END MILLS P.280

D, L, D5 L CARBIDE TIAIN DICUT DIAMANT*

T an
2.10 3.00 3 38 55540 956247 956248 956249
2.20 3.50 3 38 48457 956250 956251 956253
2.30 3.50 3 38 66547 62925 956254 956255
2.40 3.50 3 38 60788 62926 956256 956257
2.50 4.00 3 38 44605 56137 64288 60221
3.00 5.00 3 38 43115 56138 63876 59988
3.50 6.00 4 50 44607 56139 64289 950370
4.00 6.00 4 50 34120 56140 64290 59784
4.50 7.00 5 50 44609 56141 64291 950371
5.00 8.00 5 50 34748 36172 64292 60222
5.50 9.00 6 57 44611 56172 64293 950372
6.00 9.00 6 57 34749 56179 63923 46800
7.00 11.00 7 60 34740 56176 64294 66878
8.00 12.00 8 63 43389 36174 64295 58860
10.00 15.00 10 72 42940 56177 63924 36175
12.00 18.00 12 73 32387 56173 64296 60223
16.00 24.00 16 82 32136 56175

* for non-ferrous material
! S -
h ﬁ%é;—— PourD, <0.15: B .
i | i D,=1.20 ;__g., 7 J--
= B L,=5.30

L

-
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DIX17042 Z=2 @

BALL-NOSE END MILLS P.280
* Long length ball-nose end mills developed for general machining.
3[]0/\\‘ . * TiAIN coating improves tool life in ferrous materials.

e DIAMANT coating improves tool life in abrasive non-ferrous

D
l
0=
Bl

i o 7 : materials.
\A
-
L o
Roughing Finishing Ogood © excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

1‘2‘3‘4‘5‘6
© 000000000000 00000000O0O0

‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©/00000000000O0COOCOO | | |

D, L, D L CARBIDE TiAIN DIAMANT*
2 10 2 61 41974 56238 60224
3 10 3 61 39512 56239 60225
4 12 4 75 38639 56240 60226
5 14 5 86 38942 56241 60227
6 16 6 93 38623 56242 60228
8 20 8 100 38640 56243 60229
10 24 10 100 38641 56244 58790
12 28 12 110 40728 56245 60230
16 36 16 120 40730 56247

20 45 20 150 40732 56248

* for non-ferrous material



|

BALL-NOSE END MILLS
NECKED DOWN

DIXI 7046 Z=2 . @ @

P278

¢ Necked down ball-nose end mills developed for general

<. machining.
300;1 \“C{a\'
* 1 i ' ¢ TiAIN coating improves tool life in ferrous materials.
Ol ﬁ S| * DIAMANT coating improves tool life in abrasive non-ferrous
: * L"i"]' = I| materials.
2
| e Em—
L ¢ DICUT coating improves tool life in copper-based materials.
| -
Roughing Finishing Oaood Q) excellent
M |
Lowsloyisiosl Wbyl MG Aeremsisl  gw el e
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11 12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
© 0000000000000 00000O0O0O00

a |z | m | w5 | ® | 2 0w - | - | ® | w | n | w | ws| ® | v » n | 0 |
©0000000O0O0O0ODO0ODO0O0O0CO0Oo |
D, L, D, L, D, L CARBIDE  TAIN DICUT  DIAMANT*
e
0.20 0.50 0.18 1.00 4 55 64714 64719 64724 64729
0.30 0.60 0.27 1.50 4 55 64715 64720 64725 64730
0.40 0.80 0.37 2.00 4 55 64716 64721 64726 64731
0.50 1.00 0.45 3.00 4 55 64542 64556 64572 64584
0.60 1.60 0.55 4.00 4 b5 64717 64722 64727 64732
0.80 1.80 0.75 5.00 4 55 64718 64723 64728 64733
1.00 2.00 0.95 6.00 4 55 64544 64557 64573 64585
1.50 2.50 1.45 9.00 4 55 64546 64558 64574 64586
2.00 3.00 1.90 12.00 4 hb 64547 64559 64575 64587
2.50 4.00 2.40 12.00 4 55 64548 64560 64576 64588
3.00 5.00 2.80 12.00 6 57 64549 64561 64577 64589
4.00 6.00 3.80 15.00 6 57 64550 64562 64578 64590
5.00 7.00 4.80 15.00 6 57 64551 64567 64579 64591
6.00 8.00 5.70 15.00 6 57 64552 64568 64580 64592
8.00 10.00 7.70 25.00 8 63 64553 64569 64581 64593
10.00 12.00 9.60 30.00 10 72 64554 64570 64582 64594
12.00 14.00 11.60 40.00 12 83 64555 64571 64583 64595

*for non-ferrous material



- DIXI 7045 - 7047-xD  Z=2 ‘ @ ‘I @

BALL-NOSE END MILLS P.278
NECKED DOWN

o 8xD1, 10xDI, 12xD1, 15xD1 18xD1 necked down ball-nose end mills
developed for general machining.

o, 30°/ a _ o L )
! ! 1 e ! * TiAIN coating improves tool life in ferrous materials.
T =) 0.006 o L .
i i L 1 e DIAMANT coating improves tool life in abrasive non-ferrous
i R T materials.
L,
L e DICUT coating improves tool life in copper-based materials.
Roughing Finishing Ogood Q) excellent
M k]
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

rmesis O O O O O O O O O O O O O OO 000000 o0
...~ | s | ___n

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

s O O O O O O O ©O O ©O © © O O O 0 0O

D, L, D, D, L L, DIXI  CARBIDE TAIN  DICUT  DIAMANT*
0<3.00 - 0/-0.02
0=3.00-e8
1.00 7045 64694 64699 64704 64709
1.60 7047-8D 979531 979555 979576 979595
0.20 0.50 018 4 62 2.00 7047-10D 64735 64742 64750 64755

2:40 7047-12D 979613 979626 979639 979664
3.00 7047-15D 979711 979722 979732 979744
3.60 7047-18D 979756 979768 979779 979790

150 7085 64695 64700 64705 64710
240 7047-8D 979534 979558 979578 979596
300 7047100 64738 64743 64751 64756
0.30 0.60 027 4 62 360  7047-12D 979614 979627 979640 979652
150 7047-15D 979712 979724 979733 979745
540 7047-18D 979757 979769 979780 979791
2.00 7045 64696 64701 64706 64711
320  7047-8D 979535 979559 979579 979597
200 7047100 64739 64744 64752 64757
0.40 0.80 0.37 4 62 180  7047-12D 979615 979628 979641 979653
600 7047150 979713 979723 979734 979746
720 7047-18D 979758 979770 979781 979792
3.00 7085 64491 64503 64515 64527
100  7047-8D 979536 979560 979580 979598
500  7047-10D 64596 64608 64623 64635
050 1.00 045 4 62 600  7047-12D 979616 979629 979642 979654
750 7047-15D 979714 979725 979735 979747
900  7047-18D 979759 979771 979782 979793
2,00 7085 64697 64702 64707 64712
180  7047-8D 979537 979561 979581 979599
600  7047-100 64740 64745 64753 64758
0.60 el 0.55 . 62 720 7047120 979617 979630 979643 979655
900 7047150 979715 979726 979736 979748
1080  7047-18D 979760 979772 979783 979794
5.00 7045 64698 64703 64708 64713
640  7047-8D 979538 979562 979582 979600
050 150 - . " 800 7047100 64741 64746 64754 64759

9.60 7047-12D 979618 979631 979644 979656
12.00 7047-15D 979716 979721 979737 979749
14.40 7047-18D 979761 979773 979784 979795

n *for non-ferrous material



- DIXI 7045 - 7047-xD

@WHOO

BALL-NOSE END MILLS P278
NECKED DOWN
D, L, D, D, L L, DIXI CARBIDE  TAIN  DICUT DIAMANT*
0<3.00 - 0/-0.02
0=3.00 - e8
6.00 7045 64492 64504 64516 64528
8.00 7047-8D 979540 979563 979583 979601
1000  7047-100 64597 64609 64624 64636
i 2 56 5 s 1200 7047-12D 979619 954101 979314 979657
1500  7047-15D 975225 979728 979738 979750
1800  7047-18D 979522 979774 979785 979523
9.00 7045 64493 64505 64517 64529
1200  7047-8D 979541 979565 979585 979602
1500  7047-100 64598 64610 64625 64637
1:50 25 145 4 7 1800  7047-12D 979620 979632 979645 979658
2250  7047-15D 979717 979729 979739 979751
2700 7047-18D 979763 979775 979786 979799
12.00 7045 64494 64506 64518 64530
1600  7047-8D 979542 979566 979588 979603
2000 7047100 64599 64611 64626 64638
Al . ey . 9 2000  7047-12D 979621 979633 979646 979659
3000  7047-15D 972993 954105 979740 979752
3600  7047-18D 979765 979776 979787 979796
12.00 7045 64495 64507 64519 64531
2000  7047-8D 979544 979567 979589 979604
2500 7047100 64600 64612 64627 64639
250 4 240 4 7 3000  7047-12D 979622 979635 979648 979660
3750  7047-15D 979719 979718 979741 979753
4500  7047-18D 979766 979777 979788 979797
12.00 7045 64496 64508 64520 64532
2000  7047-8D 979545 979568 979590 979605
3000  7047-100 64601 64613 64628 64640
3.00 2 280 6 ez 3600  7047-12D 979623 979636 979649 979661
4500  7047-15D 979720 979730 979742 979754
5400  7047-18D 979767 979778 979789 979798
15.00 7045 64497 64509 64521 64533
3200  7047-8D 979547 979569 979591 979607
400 6 3.80 6 102 1000  7047-10D 64602 64614 64629 64641
1800 7047-12D 979624 979637 979650 979662
6000  7047-15D 979721 979731 979743 979755
15.00 7045 64498 64510 64522 64534
1000  7047-8D 979549 979570 979592 979608
= U = g ez 5000  7047-10D 64603 64615 64630 64642
6000  7047-12D 979625 979638 979651 979663
15.00 7045 64499 64511 64523 64536
6.00 8 5.70 6 102 4800  7047-8D 979550 979571 979593 979609
6000  7047-100 64604 64616 64631 64643
25.00 7045 64500 64512 64524 64537
8.00 10 770 8 17 6400  7047-8D 979551 979572 979594 979610
8000  7047-10D 64605 64617 64632 64644
30.00 7045 64501 64513 64525 64538
10.00 12 9.60 10 133 8000  7047-8D 979552 979573 979586 979611
9000  7047-10D 64606 64618 64633 64645
40.00 7045 64502 64514 64526 64539
12.00 14 11.60 12 151 900  7047-8D 979553 979574 979587 979612
11000  7047-10D 64607 61619 64634 64646

*for non-ferrous material



DIXI7532XIDUR  Z=2 @

BALL-NOSE END MILLS P.282

¢ Ball-nose end mills developed for machining hardened steels.

* XIDUR coating improves tool life, even at high temperatures,
X 1 R in low machinability materials up to 65 HRC.

30° Ij‘\“x %,

D
I}’
D
%

I
Ly
- ‘-
1
Roughing Finishing Oguod ©exce|lent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

ool b

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy oty e Silver Ni/ Co alloy Hardened steel ~ Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
- oo | 0000

D, L, D, L XIDUR

0<3.00 - 0/-0.02

0=3.00- e8

0.20 0.20 4 50 973380

0.30 0.30 4 50 972176

0.40 0.40 4 50 973379

0.50 0.50 4 50 973378

0.60 0.60 4 50 973377

0.70 0.70 4 50 972177

0.80 0.80 4 50 973376

0.90 0.80 4 50 973375

1.00 0.80 4 50 67253

1.50 1.20 4 50 67254

2.00 1.60 4 50 67257

3.00 2.40 6 57 67258

4.00 3.20 6 66 67259

5.00 4.00 6 66 67260

6.00 4.80 6 66 67261

8.00 6.40 8 75 67262

10.00 8.00 10 90 67255



- DIXI 7532-xD XIDUR  Z=2 . @ ‘I @

BALL-NOSE END MILLS P.282
NECKED DOWN

e 3xD,,5xD,, 8xD,, 10xD,,12xD,, 15xD, necked down ball-nose end
mills developed for machining hardened steels.

7~
30° ~ —
! \ B D‘ * XIDUR coating improves tool life, even at high temperatures,
e ———— in low machinability materials up to 65 HRC.
i L}__. &
I L o
Roughing Finishing Ogﬂod ©exce|lent
dh::::i:)i:ilosn il it et sitzl il ] st'ZIizlr(tees:ssitt:el AUSle(fll)illiJCPiEy}';x see cagieiron :aostil::'ao:'l ngte iarglne
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 14.1 14.2 143 144 15 16 17 18 19 20
Recommendations O O
5010 e T
d’:::?iﬂfilosn WFDUQh;“aUI;minium Esielmiimelly C':’I’I';b 3:%?;'&‘{ gl:/lsr Graphite  Plastic ~ Wood Spe’\‘cii7lcel'llov ﬁta"i";':l';‘i;a"ium Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
Recommendations O O O @ @ @ @
D, L, D, L L, DIXI XIDUR D, L, D, L L, DIXI  XIDUR
0<3.00 - 0/-0.02 0<3.00 - 0/-0.02
0=3.00 - e8 0=3.00 - e8
0.6  75323D 978593 30  75323D 979065
0.20 0.20 4 50 10 7532-5D 979083 50 753250 979092
16  7532-8D 979102 80  7532-8D 979111
09 753230 979058 L UL 4 2 100 7532-10D 979122
030 030 4 50 15  7532-5D 979084 120 7532120 979141
12 753230 979059 45  75323D 979066
040 040 4 50 32 7530-8D 979104 150 120 A 50 120  7532-8D 979112
40 7532100 979116 150 7532100 wellle
—— 180  7532-12D = 979142
: - 225 7532-15D 97914
25 753250 979086 5 753215) S
050 050 4 50 40 75328D 979105 6.0 753230
g (L ) 2 200 7532100 979124
1.8 7532'33 979061 200 7532120 979143
30 753250 B979087 300  7532-15D 979150
050 060 A 50 48  7532-8D 979106
: : 60  7532-10D0 979118 195;00 ;ggggg g;gggg
7.2 7532-12D 979137 : -
300  7532-10D 979125
21 75323D 979062
35 755D 979088 120  7532-3D 979069
56 75180 979107 4.00 3.20 6 66 200  7532-5D 979096
0.70 0.70 4 50 70 753100 979119 320  75328D 979115
84  7532-12D 979138 150  7532-3D 979070
105  7532-15D = 979145 500 400 6 66 250 753250 979097
24 75323D 979063 180  7532-3D 979071
40  7532-5D 979089 LS il 2 2 300  75325D 979098
64  7532-8D 979108
0.80 0.80 4 50 240  7532-3D 979072
80 753100 979120 800 640 8 > 400 75325D 979099
96 7532120 e 300  75323D 979073
120  7532-15D 979146 : 3
IELD A L & 500  7532-5D 979100
27 7532:3D 979064
45  75325D 979091
0.90 050 A 50 7.2 75328D 979109

9.0 7532100 979121
108  7532-12D = 979140
135  7532-15D = 979147 ﬂ



DIXI 7542 XIDUR  Z=2 @

BALL-NOSE END MILLS P.282
NECKED DOWN

¢ Necked down long-length ball-nose end mills developed for

S~ machining hardened steels.
30° Y

1 1 g 1 | e XIDUR coating improves tool life, even at high temperatures,
D) © 0.006 in low machinability materials up to 65 HRC.
=t ' =]
‘ b
—_ Lz-
L
Roughing Finishing Ogood ©9X09”9“t
m TS

" Martensitic Austenitic stainless steel grey nodular malleable

Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

b letel b

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy oty e Silver Ni/ Co alloy Hardened steel ~ Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
- | 0oo | 0000

D, L, D, L, D, L XIDUR

0<3.00 - 0/-0.02

0=300- e8

1.00 2 0.90 3.20 6 66 61355

1.50 3 1.40 4.70 6 66 61356

2.00 3 1.85 6.20 6 66 61357

3.00 5 2.85 9.20 6 66 61358

4.00 6 3.80 12.50 6 80 61359

5.00 7 470 15.50 6 80 61360

6.00 g 5.70 19.00 6 80 61361

8.00 12 1.50 25.00 8 90 61362

10.00 15 9.50 31.00 10 110 61363

12.00 18 11.50 37.00 12 120 61364
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BALL-NOSE END MILLS P280
¢ Ball-nose end mills developed for general machining.
| 30° f  TiAIN coating improves tool life in ferrous materials.
1 \ o
) ©
T | '
L
Roughing Finishing Ogood ©exce|lent
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘::ssitci:el Auste(nDitlth;itEe;r/lls;?steel caiﬁron ::ST;:_Z; n;:gteie:l;!f
2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

|
0000000000000 000000000
S

©i

Wrought aluminium Cu+Pb Cualloy 6old, Graonite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 26 ‘ 21 ‘ 28 ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

\©\©\©\©\©\©\ \©\ 0000000 | |

L CARBIDE TIAIN

1e8 1 hs
1.00 2.00 3 38 45950 56154
1.50 2.50 3 38 45230 56155
2.00 3.00 3 38 45231 56156
2.50 4.00 3 38 45232 56157
3.00 5.00 3 38 43637 56158
4.00 6.00 4 50 43638 56159
5.00 8.00 5 50 43639 56162
6.00 9.00 6 57 42993 56163
8.00 12.00 8 63 32969 56165
10.00 15.00 10 72 32970 56166
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COMPRESSION CUTTERS P.284

e Compression cutters developed for the machining of fibrous
composite materials.

1 1 ¢ Reduce delamination phenomena.

[ L i
L -JI :
2
ke L = !
Roughing Finishing Ognod @excellent
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
-Wroughat"aolsminium el el Cl;ﬁatb g:;:(l:';\t/ g.ﬁ::r Graphite  Plastic ~ Wood Spi‘cii?lcilloy ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘3335 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
*
D,., L L, D, L CARBIDE DLC
6 6.5 22 6 70 414421 414425
8 8.7 22 8 70 414422 414426
10 10.9 22 10 75 414423 414427
12 13.0 28 12 80 414424 414428

*for non-ferrous material

Left-hand helix

Right-hand helix

No delimitation
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ROUTERS FOR COMPOSITES / KEVLAR®

¢ Routers developed for the machining of fibrous composite
materials.

¢ Reduce delamination phenomena.

1 TL
s
i ¥ ‘ i

— e
L ‘
-
Roughing Finishing OQOUd ©9X09"9ﬂt
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrough;llaJ;minium el el Cl;ﬁatb g:;:(l:';\t/ g.ﬁ::r Graphite  Plastic ~ Wood Spi‘cii?lcilloy ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
el
D, inches L, D, L CARBIDE
5.00 20 5.00 75 26252
6.00 25 6.00 75 26873
6.35 1/4" 25 6.35 75 26264
8.00 25 8.00 75 27851
10.00 25 10.00 75 28072
12.70 1/2" 27 12.70 75 26254
CUTTING CONDITIONS :
Routing V¢ =250 - 500 m/min

Vf =500 - 2000 mm/min



TOOLS ON REQUEST

DIXI7631SP R[] ' [ Z=
STEPPED END MILLS

D 2

k)
@ 3

Quantity I

!
A

Material to be machined 2

DIXI7645SP R[] | []
TAPERED END MILLS

= D a

Quantity

Material to be machined L

A
J

A
!

y VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



NUMBER OF TEETH CHOICE

i

|
Key Slotting % Z2
Z
Ramping f 22-23
Slotting %ﬁ 22-723
Routing (roughing) @/ 23-24
Routing (finishing) Multident

\

o183



. DIXI1 7060 - 7063

ROUTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 155 < 0.3x@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 200 < 0.5x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 175 <0.4x0@D1 <1xL1
Copper alloy good machinability with Pb 26 170 <0.5x@D1 <1xL1
Copper alloy with difficult machinability 27-28 150 < 04x@D1 <1xL1
Plastic, wood 29-30 150 < 0.5x@D1 <1xL1
Gold, silver - 150 < 0.3x@D1 <1xL1
Titanium, titanium alloy 36-37 60 <0.2x@D1 <1xL1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 80 1x@D1 < 0.3x@D1
Wrought aluminium alloy < 12% Si 21-22 70 1x@D1 < 0.5x@D1
Cast aluminium alloy >12% Si 23-25 60 1x@D1 < 0.4x0@D1
Copper alloy good machinability with Pb 26 120 1x@D1 < 0.5x@D1
Copper alloy with difficult machinability 27-28 105 1x@D1 < 04x@D1
Plastic, wood 29-30 55 1x@D1 < 0.5x@D1
Gold, silver - 105 1x@D1 < 0.3x0D1
Titanium, titanium alloy 36-37 40 1x@D1 < 0.2x@D1




Feed per tooth

@D, @D, @D, @D, @0, @D,
040-090 | 100-150 | 1.60-200 | 220-280 | 300-400 | 450-6.00

0.004 - 0.009 0.010-0.015 0.016 - 0.020 0.022 - 0.028 0.030 - 0.040 0.046 - 0.060

0.006 - 0.014 0.015-0.023 0.024 - 0.030 0.033 - 0.042 0.045 - 0.060 0.068 - 0.090

0.005 - 0.012 0.013 - 0.020 0.021 - 0.026 0.029 - 0.036 0.039 - 0.052 0.058 - 0.080

0.006 - 0.014 0.015-0.023 0.024 - 0.030 0.033 - 0.042 0.045 - 0.060 0.068 - 0.090

0.005-0.011 0.012-0.018 0.019-0.024 0.026 - 0.034 0.036 - 0.048 0.054 - 0.070

0.006 - 0.014 0.015-0.023 0.024 - 0.030 0.033 - 0.042 0.045 - 0.060 0.068 - 0.090

0.004 - 0.009 0.010-0.015 0.016 - 0.020 0.022 - 0.028 0.030 - 0.040 0.046 - 0.060

0.003 - 0.007 0.008 - 0.011 0.012-0.015 0.017 - 0.021 0.023 - 0.030 0.034 - 0.045

Feed per tooth

@D, @D, @D, @D, @0, @D,
040-090 | 1.00-150 | 160-200 | 220-280 | 300-400 | 450-6.00

0.003 - 0.007 0.008 - 0.011 0.012-0.015 0.017 - 0.021 0.023 - 0.030 0.034 - 0.045

0.005-0.011 0.011-0.017 0.018-0.023 0.025 - 0.032 0.034 - 0.045 0.052 - 0.070

0.004 - 0.009 0.010-0.015 0.016 - 0.020 0.022 - 0.027 0.029 - 0.039 0.044 - 0.060

0.005-0.011 0.011-0.017 0.018-0.023 0.025 - 0.032 0.034 - 0.045 0.052 - 0.070

0.004 - 0.008 0.009-0.014 0.014-0.018 0.020 - 0.026 0.027 - 0.036 0.040 - 0.055

0.005-0.011 0.011-0.017 0.018 - 0.023 0.025 - 0.032 0.034 - 0.045 0.052 - 0.070

0.003 - 0.007 0.008 - 0.011 0.012-0.015 0.017 - 0.021 0.023 - 0.030 0.034 - 0.045

0.002 - 0.005 0.006 - 0.008 0.009 - 0.011 0.013-0.016 0.017 - 0.023 0.026 - 0.035

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



———

DIX17232-7233

ROUTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 70 <0.40x@D1 <0.95xL1
Wrought aluminium alloy < 12% Si 21-22 200 <0.50x@D1 <0.95xL1
Cast aluminium alloy >12% Si 23-35 175 <0.50x@D1 <0.95x L1
Copper alloy good machinability with Pb 26 150 <0.40x@D1 <0.95xL1
Copper alloy with difficult machinability 27-28 100 <0.25x@D1 <0.95xL1
Gold, silver - 120 <0.25x@D1 <0.95%L1
Titanium, titanium alloy 36-37 45 <0.30x@D1 <0.95%L1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 70 1x@D1 <0.95xL1
Wrought aluminium alloy < 12% Si 2-22 200 1x@D1 <0.95xL1
Cast aluminium alloy >12% Si 23-35 175 1x@D1 <0.95x L1
Copper alloy good machinability with Pb 26 150 1x@D1 <0.95xL1
Copper alloy with difficult machinability 27-28 100 1x@D1 <0.95xL1
Gold, silver - 120 1x@D1 <0.95xL1
Titanium, titanium alloy 36-37 45 1x@D1 <0.95xL1
I DIXI 7561
ROUTING
VDI CARBIDE DLC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 250 330 <1x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-35 200 260 <1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 215 360 <1x@D1 <1x@D1
Copper alloy with difficult machinability 27-28 150 200 <1x@D1 <0.5x@D1
Gold, silver - 150 200 <1x@D1 <0.5x@D1




Feed per tooth

@D, @D, @D, @D, @D, @0,
050-070 | 0.80-100 | 1.10-150 | 160-190 | 200-250 | 3.00-8.00

0.002 - 0.003 0.003 - 0.004 0.005 - 0.006 0.007 - 0.008 0.008 - 0.009 0.010-0.026

0.007 - 0.009 0.010-0.013 0.014 - 0.020 0.021 - 0.025 0.025 - 0.029 0.033 - 0.083

0.006 - 0.008 0.010-0.012 0.013-0.018 0.019-0.023 0.023 - 0.027 0.031-0.077

0.005 - 0.007 0.008 - 0.010 0.011-0.015 0.016-0.019 0.019-0.023 0.026 - 0.064

0.004 - 0.006 0.006 - 0.008 0.009 - 0.012 0.013-0.015 0.015-0.018 0.020 - 0.051

0.004 - 0.006 0.006 - 0.008 0.009 - 0.012 0.013-0.015 0.015-0.018 0.020 - 0.051

0.004 - 0.008 0.006 - 0.010 0.009-0.014 0.013-0.017 0.015-0.020 0.020 - 0.053

Feed per tooth

@D, @D, @D, @D, @D, @D,
050-070 | 080-100 | 1.10-150 | 160-1.90 | 200-250 | 3.00-8.00

0.001 - 0.002 0.002 - 0.003 0.004 - 0.004 0.005 - 0.006 0.006 - 0.006 0.007 - 0.018

0.005 - 0.006 0.007 - 0.009 0.010-0.014 0.015-0.018 0.018-0.020 0.023 - 0.058

0.004 - 0.006 0.007 - 0.008 0.009 - 0.013 0.013-0.016 0.016 - 0.019 0.022 - 0.054

0.004 - 0.005 0.006 - 0.007 0.008 - 0.011 0.011-0.013 0.013-0.016 0.018 - 0.045

0.003 - 0.004 0.004 - 0.006 0.006 - 0.008 0.009-0.011 0.011-0.013 0.014 - 0.036

0.003 - 0.004 0.004 - 0.006 0.006 - 0.008 0.009 - 0.011 0.011-0.013 0.014 - 0.036

0.001 - 0.002 0.002 - 0.003 0.004 - 0.004 0.005 - 0.006 0.006 - 0.006 0.007 - 0.018

Feed per tooth

@D, @D, @0, @D,
200-300 | 400-500 | 6.00-8.00 | 10.00- 1200

0.045 - 0.068 0.090 - 0.112 0.125-0.160 0.180 - 0.200

0.030 - 0.045 0.060 - 0.076 0.085-0.100 0.120-0.130

0.036 - 0.054 0.072 - 0.090 0.100-0.120 0.140 - 0.160

0.024 - 0.036 0.048 - 0.060 0.065 - 0.080 0.100-0.110

0.024 - 0.036 0.048 - 0.060 0.065 - 0.080 0.100-0.110

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI1 7305 - 7306 - 7307 - 7308-xD - 7315

——

ROUTING
VDI CARBIDE DLC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
it a'“("[]il’;g'ﬁ[‘;)""y < 2 2-2 330 380 | <03xOD1 | <05x@D1
HEETS ("‘;’)'(t:a?]‘:j‘::j rg\a}‘[’:’)‘i"abi'iw 2 400 460 | <05x@D1 | <1x@D1
P'aStic(sP"éiTtgl";"Pd;’;gf 'F‘,‘E_"Ph;’)‘abi"ty 2 400 460 | <04x@D1 | <1x@D1
P'a(sgl‘m’;ictr S\'/fgcgl'; ;"ka;mg;”w 2 400 460 | <03x@D1 | <1x@D1
Wood E) 400 460 | <03x@D1 | <1x@DI1
Glued wood (agglomerated, plywood) 30 400 460 <0.3x@D1 <1x@D1
SLOTTING
VDI CARBIDE DLC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
UL a'“('gilgg'n[‘;)""y Sli2%iSi N-2 330 380 1x@D1 | <05x@D1
Pl (";')'(t:a?]‘;‘;‘:j 'Ssg?i"abi"ty 2 400 460 1x@D1 | <1x@D1
P"’Sticfp"éi;g'”l‘,‘:,d;’;g g‘g_‘;,h;')‘ab""y 2 400 460 1x@D1 | <1x@D1
P'a(sctifnf;’;i;? S\'/fgcsl'; g(asmm’;"ty 2 400 460 1x@D1 | <1x0D1
Wood E) 400 460 1x@D1 | <1x0D1
Glued wood (agglomerated, plywood) 30 400 460 1x@D1 <1x@D1




Feed per tooth

@D, @D, oD, @D, @D,
1-1.50 2.00-3.00 | 4.00-500 | 6.00-800 | 10.00-12.00
0018-0027 | 0036-0054 | 0062-0080 | 0.070-0.100 | 0.110-0.130
0030-0.045 | 0.060-0090 | 0104-0130 | 0.120-0.160 | 0.180-0.220
0027-0041 | 0054-0081 | 0094-0115 | 0.110-0.140 | 0.160-0.190
0024-0036 | 0048-0072 | 0084-0105 | 0.100-0.130 | 0.140-0.170
0030-0045 | 0060-0090 | 0104-0130 | 0120-0.160 | 0.180-0.220
0021-0032 | 0042-0063 | 0072-0090 | 0080-0.110 | 0.130-0.150
Feed per tooth
@D, @D, @D, @D, @D,
1-1.50 2.00-3.00 | 4.00-500 | 6.00-800 | 10.00-12.00
0005-0007 | 0.007-0011 | 0012-0015 | 0017-0023 | 0.026-0.032
0008-0012 | 0012-0018 | 0020-0025 | 0029-0.038 | 0.044-0.053
0006-0010 | 0010-0014 | 0016-0020 | 0023-0031 | 0.035-0.042
0006-0.008 | 0.008-0013 | 0014-0020 | 0020-0027 | 0.031-0.037
0008-0012 | 0012-0018 | 0020-0025 | 0029-0038 | 0.044-0.053
0.006-0.008 | 0008-0.013 | 0014-0020 | 0.020-0.027 | 0.031-0.037

Values based on dry use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !




. DIXI 7242 - 7243

ROUTING
VDI CARBIDE TIAIN ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 <0.30x@D1 <1xL1
Low alloyed steel < 800 N/mm2 6-9 80 <0.20x@D1 <1xL1
High-alloy steel > 800 N/mm2, stainless steel 10-13 55 <0.15%@D1 <xl1
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 80 <0.15x@D1 <1xL1
M Nickel-free stainless steel / DUPLEX 143-144 55 <0.10x@D1 <1xl1
>700 N/mm2
Grey castiron < 250 HB 15-16 110 125 <0.40x@D1 <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 15 100 <0.30x @D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 320 <0.45x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 260 <0.35x@D1 <1xL1
Copper alloy good machinability with Pb 26 160 <0.40x@D1 <1xL1
Copper alloy with difficult machinability 27-28 140 <0.40x0D1 <1xL1
Plastic, wood 29-30 210 <0.45x@D1 <1xL1
Gold, silver 180 <0.40x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 15 20 <0.05x@D1 <1xL1
Titanium, titanium alloy 36-37 60 70 <0.30x@D1 <1xL1
SLOTTING
VDI CARBIDE TIAIN ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 70 1x@D1 <0.50x@D1
Low alloyed steel <800 N/mm2 6-9 55 1x@D1 <0.30x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 20 1x@D1 <0.20x@D]
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 55 1x@D1 <0.20x@D1
M Nickel-free stainless steel / DUPLEX 143144 20 1x@D1 <0.15x@D1
>700 N/mm2
Grey castiron < 250 HB 15-16 90 100 1x@D1 <0.50x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 60 70 1x@D1 <0.35x0@D1
Wrought aluminium alloy < 12% Si 21-22 230 1x@D1 <1.00x@D1
Cast aluminium alloy >12% Si 23-25 190 1x@D1 <0.80x@D1
Copper alloy good machinability with Pb 26 110 1x@D1 <1.00x@D1
Copper alloy with difficult machinability 27-28 100 1x@D1 <0.50x@D1
Plastic, wood 29-30 150 1x@D1 <0.70x@D1
Gold, silver - 130 1x@D1 <0.70x@D1
Refractory alloy, Fe, Ni, Co base 31-35 10 15 1x@D1 <1.00x@D1
Titanium, titanium alloy 36-37 50 50 1x@D1 <0.25x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D, @D,

0.10-0.30 | 0.35-060 | 0.65-1.00 | 1.05-200 | 2.10-300 | 350-6.00 | 6.50-10.00 | 12.00 - 20.00
0.0008 - 0.003 | 0.004-0.006 | 0.007-0.010 | 0.011-0.020 | 0.021-0.030 | 0.036-0.060 | 0.060-0.090 | 0.100 - 0.140
0.0007 - 0.002 | 0.003-0.005 | 0.006-0.009 | 0.009-0.018 | 0.019-0.027 | 0.032-0.055 | 0.050-0.080 | 0.090-0.130
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.016 | 0.017-0.024 | 0.028-0.050 | 0.050-0.070 | 0.080-0.110
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.016 | 0.017-0.024 | 0.028-0.050 | 0.050-0.070 | 0.080-0.110
0.0006 - 0.002 | 0.002-0.004 | 0.005-0.007 | 0.007-0.014 | 0.015-0.021 | 0.024-0.040 | 0.040-0.060 | 0.070-0.100
0.0010-0.003 | 0.004-0.007 | 0.008-0.012 | 0.013-0.024 | 0.025-0.036 | 0.042-0.070 | 0.070-0.110 | 0.120-0.170
0.0008 - 0.003 | 0.004-0.006 | 0.007-0.010 | 0.011-0.020 | 0.021-0.030 | 0.036-0.060 | 0.060-0.090 | 0.100-0.140
0.0012-0.004 | 0.005-0.009 | 0.010-0.015 | 0.016-0.030 | 0.032-0.045 | 0.052-0.090 | 0.090-0.140 | 0.140-0.210
0.0010-0.004 | 0.005-0.008 | 0.008-0.013 | 0.014-0.026 | 0.027-0.039 | 0.046-0.080 | 0.080-0.120 | 0.120-0.180
0.0012-0.004 | 0.005-0.009 | 0.010-0.015 | 0.016-0.030 | 0.032-0.045 | 0.052-0.090 | 0.090-0.140 | 0.140-0.210
0.0010-0.003 | 0.004-0.007 | 0.008-0.012 | 0.013-0.024 | 0.025-0.036 | 0.042-0.070 | 0.070-0.110 | 0.120-0.170
0.0012-0.004 | 0.005-0.009 | 0.010-0.015 | 0.016-0.030 | 0.032-0.045 | 0.052-0.090 | 0.090-0.140 | 0.140-0.210
0.0008 - 0.003 | 0.004-0.006 | 0.007-0.010 | 0.011-0.020 | 0.021-0.030 | 0.036-0.060 | 0.060-0.090 | 0.100 - 0.140
0.0004 - 0.001 | 0.002-0.003 | 0.003-0.005 | 0.005-0.010 | 0.011-0.015 | 0.018-0.030 | 0.030-0.050 | 0.050-0.070
0.0008 - 0.003 | 0.004-0.006 | 0.007-0.010 | 0.011-0.020 | 0.021-0.030 | 0.036-0.060 | 0.060-0.090 | 0.100 - 0.140

Feed per tooth
@D, @D, @D, @D, @D, @D, @D, @D,

0.10- 0.30 0.35-0.60 0.65-1.00 1.05-2.00 2.10 - 3.00 3.50-6.00 | 6.50-10.00 | 12.00 - 20.00
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.015 | 0.016-0.023 | 0.028-0.045 | 0.050-0.070 | 0.080-0.110
0.0005 - 0.002 | 0.002-0.004 | 0.005-0.007 | 0.007-0.014 | 0.014-0.020 | 0.024-0.040 | 0.040-0.060 | 0.070-0.100
0.0005 - 0.002 | 0.002-0.004 | 0.004-0.006 | 0.006-0.012 | 0.013-0.018 | 0.022-0.040 | 0.040-0.050 | 0.060 -0.080
0.0005 - 0.002 | 0.002-0.004 | 0.004-0.006 | 0.006-0.012 | 0.013-0.018 | 0.022-0.040 | 0.040-0.050 | 0.060-0.080
0.0005 - 0.002 | 0.002-0.003 | 0.004-0.005 | 0.005-0.011 | 0.011-0.016 | 0.018-0.030 | 0.030-0.050 | 0.050-0.080
0.0008 - 0.002 | 0.003-0.005 | 0.006-0.009 | 0.010-0.018 | 0.019-0.027 | 0.032-0.055 | 0.050-0.080 | 0.090-0.130
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.015 | 0.016-0.023 | 0.028-0.045 | 0.050-0.070 | 0.080-0.110
0.0009 - 0.003 | 0.004-0.007 | 0.008-0.011 | 0.012-0.023 | 0.024-0.034 | 0.040-0.070 | 0.070-0.110 | 0.110-0.160
0.0008 - 0.003 | 0.004-0.006 | 0.006-0.010 | 0.011-0.020 | 0.020-0.029 | 0.034-0.060 | 0.060-0.090 | 0.090-0.140
0.0009 - 0.003 | 0.004-0.007 | 0.008-0.011 | 0.012-0.023 | 0.024-0.034 | 0.040-0.070 | 0.070-0.110 | 0.110-0.160
0.0008 - 0.002 | 0.003-0.005 | 0.006-0.009 | 0.010-0.018 | 0.019-0.027 | 0.032-0.055 | 0.050-0.080 | 0.090-0.130
0.0009-0.003 | 0.004-0.007 | 0.008-0.011 | 0.012-0.023 | 0.024-0.034 | 0.040-0.070 | 0.070-0.110 | 0.110-0.160
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.015 | 0.016-0.023 | 0.028-0.045 | 0.050-0.070 | 0.080-0.110
0.0003 - 0.001 | 0.002-0.002 | 0.002-0.004 | 0.004-0.008 | 0.008-0.011 0.014-0.025 | 0.020-0.040 | 0.040 - 0.050
0.0006 - 0.002 | 0.003-0.005 | 0.005-0.008 | 0.008-0.015 | 0.016-0.023 | 0.028-0.045 | 0.050-0.070 | 0.080-0.110

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !
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DIXI 7342

ROUTING
VDI CARBIDE C-TOP ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <0.40x@D1 | <150x@D1
Low alloyed steel <800 N/mm2 6-9 125 <0.30x@D1 | <1.50x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 85 <030x@D1 | <150x@D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 95 <0.30x@D1 | <150x@D1
Nickel-free stainless steel / DUPLEX 143144 65 <025x@D1 | <150x@D1
>700 N/mm2
Grey castiron < 250 HB 15-16 170 180 <0.40x@D1 | <1.50x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 105 130 <0.30x@D1 | <150x@D1
Wrought aluminium alloy < 12% Si 21-22 185 <040x@D1 | <150x@D1
Cast aluminium alloy >12% Si 23-25 145 <040x@D1 | <150x@D1
Copper alloy good machinability with Pb 26 110 <0.40x@D1 | <1.50x@D1
Copper alloy with difficult machinability 27-28 95 <040x@D1 | <150x@D1
Gold, silver 165 <0.40x@D1 | <1.50x@D1
Refractory alloy, Fe, Ni, Co base 31-35 30 40 <0.15x@D1 | <1.50x@D1
Titanium, titanium alloy 36-37 60 70 <0.30x@D1 | <1.50x@D1
SLOTTING
VDI CARBIDE C-TOP ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 115 1x@D1 <1.00x@D1
Low alloyed steel < 800 N/mm2 6-9 95 1x@D1 <1.00x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 65 1%@D1 <1.00x0D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 70 1x@D1 <1.00x@D1
Nickel-free f%’:]'el\‘s/; steol/DUPLEX 143144 50 1x0D1 | <100x@D1
Grey castiron < 250 HB 15- 16 100 135 1x@D1 <1.00x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 85 95 1x@D1 <1.00x@D1
Wrought aluminium alloy < 12% Si 21-22 140 1x@D1 <1.25x@D1
Cast aluminium alloy >12% Si 23-25 105 1x@D1 <1.00x@D1
Copper alloy good machinability with Pb 26 85 1x@D1 <1.25x@D1
Copper alloy with difficult machinability 27-28 70 1x@D1 <1.00x@D1
Gold, silver 125 1x@D1 <1.00x@D1
Refractory alloy, Fe, Ni, Co base 31-35 25 30 1x@D1 <0.20x@D1
Titanium, titanium alloy 36-37 55 55 1x@D1 <1.00x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

0.10-0.60 | 070-1.00 | 1.10-150 | 160-250 | 3.00-5.00 | 6.00-8.00 | 10.00-12.00
0.0036-0.009 | 0.011-0.016 | 0.017-0.023 | 0.025-0.039 | 0.046-0.080 | 0.090-0.110 | 0.120-0.130
0.0033-0.008 | 0.010-0.014 | 0.016-0.021 | 0.023-0.036 | 0.042-0.070 | 0.080-0.100 | 0.110-0.120
0.0030-0.007 | 0.009-0.013 | 0.014-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0030- 0.007 | 0.009-0.013 | 0.014-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0027 - 0.006 | 0.008-0.012 | 0.013-0.018 | 0.019-0.029 | 0.036-0.060 | 0.060-0.080 | 0.090 - 0.100
0.0042-0.010 | 0.013-0.018 | 0.020-0.027 | 0.029-0.046 | 0.054-0.090 | 0.100-0.120 | 0.140-0.150
0.0036-0.009 | 0.011-0.016 | 0.017-0.023 | 0.025-0.039 | 0.046-0.080 | 0.090-0.110 | 0.120-0.130
0.0051-0.012 | 0.015-0.022 | 0.024-0.033 | 0.035-0.055 | 0.066-0.110 | 0.120-0.150 | 0.170-0.180
0.0045-0.011 | 0.014-0.020 | 0.021-0.029 | 0.031-0.049 | 0.058-0.100 | 0.110-0.130 | 0.150-0.160
0.0051-0.012 | 0.015-0.022 | 0.024-0.033 | 0.015-0.023 | 0.066-0.110 | 0.120-0.150 | 0.170-0.180
0.0042-0.010 | 0.013-0.018 | 0.020-0.027 | 0.025-0.039 | 0.054-0.090 | 0.100-0.120 | 0.140-0.150
0.0036-0.009 | 0.011-0.016 | 0.017-0.023 | 0.035-0.055 | 0.046-0.080 | 0.090-0.110 | 0.120-0.130
0.0021-0.005 | 0.006-0.009 | 0.010-0.014 | 0.029-0.046 | 0.028-0.045 | 0.050-0.060 | 0.070-0.080
0.0036-0.009 | 0.011-0.016 | 0.017-0.023 | 0.025-0.039 | 0.046-0.080 | 0.090-0.110 | 0.120-0.130

Feed per tooth
@D, @D, @D, @D, @D, @D, @D,

0.10-0.60 0.70 - 1.00 1.10-1.50 1.60 - 2.50 3.00 - 5.00 6.00-8.00 | 10.00-12.00
0.0022-0.005 | 0.007-0.010 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070-0.080
0.0020-0.005 | 0.006-0.009 | 0.009-0013 | 0.014-0.021 | 0.026-0.040 | 0.050-0.060 | 0.070-0.070
0.0018 - 0.004 | 0.005-0.008 | 0.009-0.012 | 0.012-0.020 | 0.024-0.040 | 0.040-0.050 | 0.060 - 0.070
0.0018-0.004 | 0.005-0.008 | 0.009-0.012 | 0.012-0.020 | 0.024-0.040 | 0.040-0.050 | 0.060 - 0.070
0.0016- 0.004 | 0.005-0.007 | 0.008-0.011 | 0.011-0.018 | 0.022-0.035 | 0.040-0.050 | 0.050 - 0.060
0.0025-0.006 | 0.008-0.011 | 0.012-0.016 | 0.017-0.027 | 0.032-0.055 | 0.060-0.070 | 0.080 - 0.090
0.0022- 0.005 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070-0.080
0.0031-0.007 | 0.009-0.013 | 0.014-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0027 - 0.007 | 0.008-0.012 | 0.013-0.017 | 0.019-0.029 | 0.035-0.060 | 0.070-0.080 | 0.090-0.100
0.0031-0.007 | 0.009-0.013 | 0.015-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0025-0.006 | 0.008-0.011 | 0.012-0.016 | 0.017-0.027 | 0.032-0.055 | 0.060-0.070 | 0.080-0.090
0.0022 - 0.005 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070-0.080
0.0013-0.003 | 0.004-0.005 | 0.006-0.008 | 0.009-0.014 | 0.016-0.025 | 0.030-0.040 | 0.040-0.050
0.0022-0.005 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070-0.080

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !
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DIXI 7342

DRILLING

VDI CARBIDE c-TOP D“g;;‘h

3323 Ve [m/min] Ve [m/min] (mm)
Unalloyed steel, leaded steel 1-5 85 <1.25x@D1
Low alloyed steel <800 N/mm2 6-9 70 <1.00x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 50 <0.80x0D1

ferr.- marten.

Austenitic stainless steel < 700 N/mm2 14.1-14.2 55 <0.40x0D1
Nickel-free itg(i)r;jk;\‘s/sm sr:]ezell DUPLEX 143144 m <0.20x0D1
Grey castiron < 250 HB 15-16 75 100 <1.25x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 65 70 <1.00x@D1
Wrought aluminium alloy < 12% Si 21-22 105 <1.25x@D1
Cast aluminium alloy >12% Si 23-25 80 <1.25x@D1
Copper alloy good machinability with Pb 26 65 <1.25x@D1
Copper alloy with difficult machinability 27-28 55 <1.00x@D1
Gold, silver - 95 <1.00x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 25 <0.20x@D1
Titanium, titanium alloy 36-37 40 40 <0.60x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

010-060 | 070-100 | 1.10-150 | 160-250 | 300-500 | 6.00-800 | 10.00-12.00
0.0014 - 0.003 | 0.007-0.010 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070 - 0.080
0.0013-0.003 | 0.006-0.009 | 0.009-0.013 | 0.014-0.021 0.026 - 0.040 | 0.050-0.060 | 0.070-0.070
0.0012 - 0.003 | 0.005-0.008 | 0.009-0.012 | 0.012-0.020 | 0.024-0.040 | 0.040-0.050 | 0.060 - 0.070
0.0012-0.003 | 0.005-0.008 | 0.009-0.012 | 0.012-0.020 | 0.024-0.040 | 0.040-0.050 | 0.060 - 0.070
0.0010- 0.003 | 0.005-0.007 | 0.008-0.011 | 0.011-0.018 | 0.022-0.035 | 0.040-0.050 | 0.050 -0.060
0.0016 - 0.004 | 0.008 - 0.011 0.012-0.016 | 0.017-0.027 | 0.032-0.055 | 0.060-0.070 | 0.080 - 0.090
0.0014 - 0.003 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070 - 0.080
0.0020 - 0.005 | 0.009-0.013 | 0.014-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0018 - 0.005 | 0.008-0.012 | 0.013-0.017 | 0.019-0.029 | 0.035-0.060 | 0.070-0.080 | 0.090-0.100
0.0020 - 0.005 | 0.009-0.013 | 0.015-0.020 | 0.021-0.033 | 0.040-0.065 | 0.070-0.090 | 0.100-0.110
0.0016 - 0.004 | 0.008 - 0.011 0.012-0.016 | 0.017-0.027 | 0.032-0.055 | 0.060-0.070 | 0.080 - 0.090
0.0014-0.003 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070 - 0.080
0.0008 - 0.002 | 0.004-0.005 | 0.006-0.008 | 0.009-0.014 | 0.016-0.025 | 0.030-0.040 | 0.040-0.050
0.0014 - 0.003 | 0.007-0.009 | 0.010-0.014 | 0.015-0.023 | 0.028-0.050 | 0.050-0.070 | 0.070 - 0.080




DIXI1 7202 - 7203 - 7204 - 7244 - 7554

|

ROUTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [m/min] | Ve [mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 95 <0025x@D1 | <1xL1
Low alloyed steel < 800 N/mm2 6-9 85 <0.025x@D1 | <1xL1
High-alloy steel > 800 N/mm2, stainless steel 10-13 65 <0015x0D1 | <IxLi
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 65 <0015x@D1 | <1xL1
M Nickel-free stainless steel / DUPLEX 143-144 55 <0010x@D1 | <1xL1
>700 N/mm2
Grey castiron < 250 HB 15-16 125 125 <0065x@D1 | <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 90 90 <0040x@D1 | <1xL1
Wrought aluminium alloy < 12% Si 21-22 165 <0030x@D1 | <1xL1
Cast aluminium alloy >12% Si 23-25 125 <0040x@D1 | <1xL1
Copper alloy good machinability with Pb 26 125 <0.040x@D1 | <1xL1
Copper alloy with difficult machinability 27-28 100 <0.025x@D1 | <1xL1
Plastic, wood 29-30 110 <0.040x@D1 | <1xL1
Graphite - 200 <0.160x@D1 | <1xL1
Gold, silver - 90 <0030x@D1 | <1xL1
H Titanium, titanium alloy 36-37 50 65 <0.025x@D1 | <1xL1
SLOTTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [mymin] | Ve[m/min] | Ve[my/min] | (mm) (mm)
Unalloyed steel, leaded steel 1-5 75 1x@D1 <0.12x@D1
Low alloyed steel <800 N/mm2 6-9 70 1x@D1 <0.10x@D1
High-alloy steel > 800 N/mm2, stainless 10-13 50 1x@D1 <0.10x0D1
steel ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 50 1x@D1 <0.10x@D1
M Nickel-free stainless steel / DUPLEX 143-14.4 a5 1x@D1 <0.08x0D1
>700 N/mm2
Grey castiron < 250 HB 15-16 100 100 1x@D1 <0.14x0@D1
Ductile, malleable, nodular castiron >250 HB | 17 -20 70 70 1x@D1 <0.12x@D1
Wrought aluminium alloy < 12% Si 21-22 130 1x@D1 <0.16x@D1
Cast aluminium alloy >12% Si 23-25 100 1x@D1 <0.14x0D1
Copper alloy good machinability with Pb 26 100 1x@D1 <0.16x0@D1
Copper alloy with difficult machinability 27-28 80 1x@D1 <0.14x@D1
Plastic, wood 29-30 90 1x@D1 <0.16x@D1
Graphite - 160 1x@D1 <0.22x@D1
Gold, silver - 130 1x@D1 <0.12x@D1
H Titanium, titanium alloy 36-37 40 50 1x@D1 <0.12x@D1




Feed per tooth

@D, gD, gD, gD, gD, gD, gD, gD,
0.40-1.40 1.50 - 2.00 2.50 - 4.00 5.00 - 6.00 7.00-8.00 | 10.00-12.00 | 13.00 - 16.00 | 18.00 - 20.00
0.003-0.011 | 0.012-0.016 | 0.020-0.032 | 0.040-0.048 | 0.056-0.065 | 0.080-0.100 | 0.100-0.120 | 0.130-0.140
0.003-0.010 | 0.011-0.014 | 0.018-0.029 | 0.036-0.043 | 0.050-0.060 | 0.070-0.090 | 0.090-0.110 | 0.110-0.130
0.003-0.009 | 0.010-0.013 | 0.016-0.026 | 0.032-0.038 | 0.044-0.050 | 0.060-0.080 | 0.080-0.100 | 0.100-0.110
0.003-0.009 | 0.010-0.013 | 0.016-0.026 | 0.032-0038 | 0.044-0.050 | 0.060-0.080 | 0.080-0.100 | 0.100-0.110
0.002-0.008 | 0.008-0.011 | 0.014-0.022 | 0.028-0.034 | 0.040-0.045 | 0.060-0.070 | 0.070-0.080 | 0.090-0.100
0.004-0.013 | 0.014-0.019 | 0.024-0.038 | 0.048-0.058 | 0.068-0.075 | 0.100-0.120 | 0.120-0.140 | 0.150-0.170
0.003-0.011 | 0012-0.016 | 0.020-0.032 | 0.040-0.048 | 0.056-0.065 | 0.080-0.100 | 0.100-0.120 | 0.130-0.140
0.005-0.017 | 0.018-0.024 | 0.030-0.048 | 0.060-0.072 | 0.084-0.095 | 0.120-0.140 | 0.150-0.180 | 0.190-0.210
0.004-0.015 | 0016-0.021 | 0.026-0.042 | 0.052-0.062 | 0.072-0.085 | 0.100-0.120 | 0.130-0.160 | 0.160 - 0.180
0.005-0.017 | 0.018-0.024 | 0.030-0.048 | 0.060-0.072 | 0.084-0.095 | 0.120-0.140 | 0.150-0.180 | 0.190-0.210
0.004-0.013 | 0.014-0.019 | 0.024-0.038 | 0.048-0.058 | 0.068-0.075 | 0.100-0.120 | 0.120-0.140 | 0.150-0.170
0.005-0.017 | 0.018-0.024 | 0.030-0.048 | 0.060-0.072 | 0.084-0.095 | 0.120-0.140 | 0.150-0.180 | 0.190-0.210
0.006-0.022 | 0.024-0.032 | 0.040-0.064 | 0.080-0.096 | 0.112-0.130 | 0.160-0.190 | 0.200-0.240 | 0.250 - 0.280
0.003-0.011 | 0.012-0.016 | 0.020-0.032 | 0.040-0.048 | 0.056-0.065 | 0.080-0.100 | 0.100-0.120 | 0.130-0.140
0.003-0.011 | 0.012-0.016 | 0.020-0.032 | 0.040-0.048 | 0.056-0.065 | 0.080-0.100 | 0.100-0.120 | 0.130-0.140

Feed per tooth

@D, gD, gD, @D, gD, gD, @D, gD,
0.40 - 1.40 1.50 - 2.00 2.50 - 4.00 5.00 - 6.00 7.00-8.00 | 10.00-12.00 | 13.00 - 16.00 | 18.00 - 20.00
0.002-0.008 | 0.008-0.011 | 0.014-0.022 | 0.028-0034 | 0.039-0.046 | 0.056-0.070 | 0.070-0.080 | 0.090-0.100
0.002 - 0.007 | 0.008-0.010 | 0.013-0.020 | 0.025-0.030 | 0.035-0.042 | 0.050-0.065 | 0.060-0.080 | 0.080 - 0.090
0.002-0.006 | 0.007-0.009 | 0.011-0.018 | 0.022-0027 | 0.031-0.035 | 0.042-0.055 | 0.060-0.070 | 0.070-0.080
0.002-0.006 | 0.007-0.009 | 0.011-0.018 | 0.022-0.027 | 0.031-0.035 | 0.042-0.055 | 0.060-0.070 | 0.070 - 0.080
0.001-0.006 | 0.006-0.008 | 0.010-0.015 | 0.020-0.024 | 0.028-0.032 | 0.042-0.050 | 0.050-0.060 | 0.060-0.070
0.003-0.009 | 0.010-0.013 | 0.017-0.027 | 0.034-0.041 | 0.048-0.053 | 0.070-0.085 | 0.080-0.100 | 0.110-0.120
0.002-0.008 | 0.008-0.011 | 0.014-0.022 | 0.028-0.034 | 0.039-0.046 | 0.056-0.070 | 0.070-0.080 | 0.090-0.100
0.004-0.012 | 0013-0.017 | 0.021-0.034 | 0.042-0.050 | 0.059-0.067 | 0.084-0.100 | 0.110-0.130 | 0.130-0.150
0.003-0.011 | 0.011-0.015 | 0.018-0.029 | 0.036-0.043 | 0.050-0.060 | 0.070-0.085 | 0.090-0.110 | 0.110-0.130
0.004-0.012 | 0.013-0.017 | 0.021-0.034 | 0.042-0.050 | 0.059-0.067 | 0.084-0.100 | 0.110-0.130 | 0.130-0.150
0.003-0.009 | 0.010-0.013 | 0.017-0.027 | 0.034-0.041 | 0.048-0.053 | 0.070-0.085 | 0.080-0.100 | 0.110-0.120
0.004-0.012 | 0.013-0.017 | 0.021-0.034 | 0.042-0050 | 0.059-0.067 | 0.084-0.100 | 0.110-0.130 | 0.130-0.150
0.004-0.015 | 0.017-0.022 | 0.028-0.045 | 0.056-0.067 | 0.078-0.091 | 0.112-0.135 | 0.140-0.170 | 0.180-0.200
0.002-0.008 | 0.008-0.011 | 0.014-0.022 | 0.028-0034 | 0.039-0.046 | 0.056-0.070 | 0.070-0.080 | 0.090 - 0.100
0.002-0.008 | 0.008-0.011 0.014-0.022 | 0.028-0.034 | 0.039-0.046 | 0.056-0.070 | 0.070-0.080 | 0.090-0.100




DIXI 7240-xD - 7250-3D

|

ROUTING
VDI CARBIDE TAIN ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 <0.3x@D1 <1x@D1
Low alloyed steel <800 N/mm2 6-9 80 <0.2x@D1 <1x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 55 <02x0D] <1x@D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 80 <0.2x@D1 <1x@D1
M Nickel-free stainless steel / DUPLEX 14.3-14.4 55 <0.1x0D1 <1x@D1
>700 N/mm2
Grey castiron < 250 HB 15-16 110 125 <04x@D1 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 15 115 <0.3x@D1 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 320 <04x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-25 260 <04x@D1 <1x@D1
Copper alloy good machinability with Pb 26 160 <0.1x@D1 <1x@D1
Copper alloy with difficult machinability 27-28 140 <0.3x@D1 <1x@D1
Gold, silver 29-30 210 <0.5x@D1 <1x@D1
Plastic, wood - 180 <0.4x@D1 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 15 30 <0.1x@D1 <1x@D1
Titane, alliage de titane 36-37 60 70 <0.3x@D1 <1x@D1
SLOTTING
VDI CARBIDE TAIN ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 70 1x@D1 <0.8x@D1
Low alloyed steel <800 N/mm2 6-9 55 1x@D1 <0.8x@D1
High-alloy steel > 800 N/mm2, stainless steel 10-13 m 1%0D1 <06x@D]
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 14.1-14.2 55 1x@D1 <0.6x@D1
" Nickel-free it%'gel\f/if:ze” DUPLEX 143-14.4 %0 1x0D1 | <06x@D1
Grey cast iron < 250 HB 15-16 75 90 1x@D1 <0.8x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 55 80 1x@D1 <0.8x@D1
Wrought aluminium alloy < 12% Si 21-22 225 1x@D1 <1.0x@D1
Cast aluminium alloy >12% Si 23-25 185 1x@D1 <0.8x@D1
Copper alloy good machinability with Pb 26 110 1x@D1 <0.8x@D1
Copper alloy with difficult machinability 27-28 95 1x@D1 <0.8x@D1
Gold, silver 29-30 150 1x@D1 <1.0x@D1
Plastic, wood - 125 1x@D1 <1.0x@D1
Refractory alloy, Fe, Ni, Co base 31-35 10 20 1x@D1 <0.3x@D1
Titane, alliage de titane 36-37 40 50 1x@D1 <0.8x@D1

DIXI 7240-3D / DIXI 7240-5D =>(ap & ae) -25 %
DIXI 7240-8D / DIXI 7240-10D = (ap & ae) -50 %
DIXI 7240-12D / DIXI 7240-15D = (ap & ae) -75 %



Feed per tooth

gD, gD, gD, gD, gD, gD, gD, gD,

0.04-0.15 0.20 - 0.50 0.55-0.95 1.00 - 1.50 1.55-1.95 2.00 - 3.00 3.50 - 4.00 4.50 - 5.50
0.0003-0.0011 | 0.002-0.004 | 0004-0.008 | 0008-0012 | 0012-0016 | 0016-0.025 | 0028-0032 | 0.036-0044
0.0002-0.0009 | 0.001-0.004 | 0.004-0.007 | 0007-0011 | 0011-0014 | 0014-0020 | 0025-0028 | 0.032-0.039
0.0002-0.0008 | 0.001-0.003 | 0.003-0.006 | 0006-0.009 | 0009-0012 | 0012-0020 | 0021-0024 | 0.027-0033
0.0002-0.0008 | 0.001-0.003 | 0.003-0.006 | 0.006-0.009 | 0009-0012 | 0012-0020 | 0021-0024 | 0027-0033
0.0002-0.0007 | 0.001-0.003 | 0.003-0.005 | 0.005-0.008 | 0008-0.010 | 0010-0.015 | 0.018-0020 | 0.023-0.028
0.0004-0.0016 | 0.002-0.006 | 0.007-0011 | 0012-0018 | 0019-0023 | 0024-0035 | 0.042-0048 | 0.054-0.066
0.0003-0.0014 | 0.002-0.005 | 0.006-0.010 | 0010-0015 | 0016-0.020 | 0020-0030 | 0.035-0040 | 0.045-0.055
0.0005 - 0.0020 | 0.003 - 0.008 0.008 - 0.014 0.015-0.023 0.023 - 0.029 0.030 - 0.045 0.053 - 0.060 0.068 - 0.083
0.0004-0.0018 | 0.003-0.007 | 0007-0.012 | 0013-0.020 | 0020-0.025 | 0026-0.040 | 0046-0.052 | 0.058-0072
0.0005-0.0020 | 0.003-0.008 | 0008-0.014 | 0015-0.023 | 0023-0029 | 0030-0.045 | 0053-0.060 | 0.068-0.083
0.0004-0.0016 | 0.002-0.006 | 0007-0011 | 0012-0018 | 0019-0023 | 0024-0035 | 0042-0.048 | 0.054-0.066
0.0005-0.0020 | 0.003-0.008 | 0008-0.014 | 0015-0023 | 0023-0.029 | 0030-0.045 | 0.053-0.060 | 0.068-0.083
0.0003-0.0014 | 0.002-0.005 | 0.006-0.010 | 0010-0015 | 0016-0.020 | 0.020-0.030 | 0035-0.040 | 0.045-0.055
0.0001-0.0005 | 0.001-0.002 | 0002-0.004 | 0004-0006 | 0006-0.008 | 0.008-0.010 | 0014-0016 | 0018-0.022
0.0003-0.0014 | 0.002-0.005 | 0.006-0.010 | 0010-0015 | 0016-0.020 | 0020-0.030 | 0035-0.040 | 0.045-0.055

Feed per tooth
@D, @D, @D, @D, @D, @D, @D, @D,

0.04-0.15 0.20 - 0.50 0.55-0.95 1.00 - 1.50 1.55-1.95 2.00 - 3.00 3.50 - 4.00 4.50 - 5.50
0.0002-0.0010 | 0.002-0.003 | 0.003-0.006 | 0006-0.009 | 0009-0012 | 0012-0.020 | 0021-0024 | 0027-0033
0.0002-0.0010 | 0.001-0.003 | 0.003-0.005 | 0005-0.008 | 0008-0011 | 0011-0015 | 0019-0021 | 0.024-0.029
0.0002-0.0010 | 0.001-0.002 | 0.002-0.005 | 0.005-0.007 | 0007-0.009 | 0.009-0.015 | 0.016-0018 | 0.020-0.025
0.0002-0.0010 | 0.001-0.002 | 0.002-0.005 | 0005-0.007 | 0007-0.009 | 0.009-0.015 | 0.016-0018 | 0.020-0.025
0.0002-0.0010 | 0.001-0.002 | 0.002-0.004 | 0.004-0.006 | 0006-0.008 | 0.008-0.010 | 0.014-0015 | 0.017-0.021
0.0003-0.0010 | 0.002-0.005 | 0.005-0.008 | 0009-0014 | 0014-0017 | 0018-0.025 | 0.032-0036 | 0.041-0.050
0.0002-0.0010 | 0002-0.004 | 0.005-0.008 | 0.008-0011 | 0012-0015 | 0015-0025 | 0.026-0030 | 0.034-0.041
0.0004 - 0.0020 | 0.002 - 0.006 0.006 - 0.011 0.011-0.017 0.017 - 0.022 0.023 - 0.035 0.040 - 0.045 0.051 - 0.062
0.0003-0.0010 | 0.002-0.005 | 0.005-0.009 | 0010-0.015 | 0015-0019 | 0020-0.030 | 0035-0.039 | 0.044-0.054
0.0004-0.0020 | 0.002-0.006 | 0006-0.011 | 0011-0017 | 0017-0022 | 0023-0.035 | 0040-0.045 | 0.051-0.062
0.0003-0.0010 | 0.002-0.005 | 0005-0.008 | 0009-0014 | 0014-0017 | 0018-0.025 | 0032-0036 | 0.041-0.050
0.0004 - 0.0020 | 0.002 - 0.006 0.006 - 0.011 0.011-0.017 0.017 - 0.022 0.023 - 0.035 0.040 - 0.045 0.051 - 0.062
0.0002-0.0010 | 0.002-0.004 | 0005-0.008 | 0008-0011 | 0012-0015 | 0015-0.025 | 0026-0030 | 0.034-0.041
0.0001-0.0004 | 0.001-0002 | 0002-0.003 | 0003-0005 | 0005-0.006 | 0.006-0.010 | 0011-0012 | 0014-0017
0.0002-0.0010 | 0.002-0.004 | 0005-0.008 | 0008-0011 | 0012-0015 | 0015-0.025 | 0026-0030 | 0.034-0.041

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




|

DIXI 7333 - 7333-xD

ROUTING
VDI CARBIDE | CUTINOX ae ap

3323 Ve[m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 135 <0.50x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 105 <0.50x@D1 <1x@D1
stanass sl o martn 10-13 | <0001 | <1x0D
Austenitic stainless steel < 700 N/mm? 14.1-14.2 100 <0.30x@D1 <1x@D1
" Nickel-free stainless steel/ DUPLEX > 700 N/mm? | 14.3-14.4 80 <0.25x@D1 <1x@D1
Grey castiron < 250 HB 15-16 180 200 <0.50x@D1 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 95 130 <0.50x@D1 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 320 <0.50x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-25 260 <0.50x@D1 <1x@D1
Copper alloy good machinability with Pb 26 160 <0.50x@D1 <1x@D1
Copper alloy with difficult machinability 27-28 140 <0.50x@D1 <1x@D1
Plastic, wood 29-30 210 <0.50x@D1 <1x@D1
Gold, silver - 180 <0.50x@D1 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 30 <0.15x@D1 <1x@D1
Titanium, titanium alloy 36-37 65 70 <0.40x@D1 <1x@D1

SLOTTING
VDI CARBIDE CUTINOX ae ap

3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 1x@D1 <1x@D1
Low alloyed steel < 800 N/mm? 6-9 85 1x@D1 <1.0x@D1
I-:tgri]r;la!Isosysst:eee(ilf:rsr.qom,\zla/rrtnenr]:’ (1D=1E % bz <]
Austenitic stainless steel < 700 N/mm? 14.1-142 15 1x@D1 <0.8x@D1
" Nickel-free stainless steel / DUPLEX > 700 N/mm? | 14.3-14.4 45 1x@D1 <0.7x@D1
Grey castiron < 250 HB 15- 16 125 145 1x@D1 <1.0x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 65 15 1x@D1 <1.0x@D1
Wrought aluminium alloy < 12% Si 21-22 230 1x@D1 <1.0x@D1
Cast aluminium alloy >12% Si 23-25 190 1x@D1 <1.0x@D1
Copper alloy good machinability with Pb 26 110 1x@D1 <0.4x@D1
Copper alloy with difficult machinability 27-28 100 1x@D1 <1.0x@D1
Plastic, wood 29-30 150 1x@D1 <1.0x@D1
Gold, silver - 130 1x@D1 <1.0x@D1
Refractory alloy, Fe, Ni, Co base 31-35 15 25 1x@D1 <1.0x@D1
Titanium, titanium alloy 36-37 45 55 1x@D1 <1.0x@D1

DIXI7333-3D / DIXI 7333-5D = (ap & ae) -25 %
DIXI 7333-8D / DIXI 7333-10D = (ap & ae) -50 %
DIXI 7333-12D / DIXI 7333-15D = (ap & ae) -75 %



Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

0.30-050 | 060-1.00 | 1.10-150 | 160-2.00 | 2.50-300 | 4.00-6.00 | 8.00-10.00
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.080
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.065-0.070
0.002-0.004 | 0.005-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060 - 0.065
0.002-0.004 | 0.005-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060 - 0.065
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0.014 | 0.018-0.021 | 0.028-0.040 | 0.050- 0.055
0.003-0.006 | 0.007-0.012 | 0.013-0.018 | 0.019-0.024 | 0.030-0.036 | 0.048-0.070 | 0.085- 0.095
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.080
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.120
0.003-0.007 | 0.008-0.013 | 0.014-0.020 | 0.021-0.026 | 0.033-0.039 | 0.052-0.080 | 0.095-0.105
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.120
0.003-0.006 | 0.007-0.012 | 0.013-0.018 | 0.019-0.024 | 0.030-0.036 | 0.048-0.070 | 0.085-0.095
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.120
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.080
0.001-0.003 | 0.003-0.005 | 0.006-0.008 | 0.008-0.010 | 0.013-0.015 | 0.020-0.030 | 0.035-0.040
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.080

Feed per tooth
@D, @D, @D, @D, @D, @D, @D,

0.30-050 | 060-1.00 | 1.10-150 | 160-200 | 250-3.00 | 4.00-6.00 | 8.00-10.00
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.055-0.060
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0.014 | 0.017-002 | 0.027-0.040 | 0.050-0.055
0.002-0.003 | 0.004-0.006 | 0.007-0.009 | 0.01-0.012 | 0.015-0.018 | 0.024-0.040 | 0.045-0.050
0.002-0.003 | 0.004-0.006 | 0.007-0.009 | 0.01-0.012 | 0.015-0.018 | 0.024-0.040 | 0.045-0.050
0.002-0.003 | 0.003-0.005 | 0.006-0.008 | 0.008-0.011 | 0.014-0.016 | 0.021-0.030 | 0.040-0.040
0.002-0.005 | 0.005-0.009 | 001-0014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.065-0.070
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.055-0.060
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.045-0.070 | 0.085-0.090
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.070-0.080
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.045-0.070 | 0.085-0.090
0.002-0.005 | 0.006-0.01 | 0.011-0015 | 0.016-0.020 | 0.025-0.029 | 0.039-0.060 | 0.065-0.070
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.045-0.070 | 0.085-0.090
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.055-0.060
0.001-0.002 | 0.002-0.004 | 0.005-0.006 | 0.006-0.008 | 0.010-0.011 0.015-0.025 | 0.025-0.030
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.055-0.060

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




—

DIXI 7333 - 7333-xD

RAMPING
VDI CARBIDE | CUTINOX | Ramp 5‘2‘%
3323 Ve[m/min] | Ve[m/min] | anlge o (mm)
Unalloyed steel, leaded steel 1-5 120 <8° <1x@D1
Low alloyed steel <800 N/mm? 6-9 ; 95 <5° <1x@D1
noow | v
Austenitic stainless steel < 700 N/mm? 14.1-14.2 ' 85 <4° <0.8x@D1
" Nickel-free stainless steel / DUPLEX > 700 N/mm? | 14.3-14.4 60 <3 <0.7x@D1
Grey castiron < 250 HB 15-16 150 175 <10° <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 80 100 <5° <1x@D1
Wrought aluminium alloy < 12% Si 21-22 270 <8 <1x@D1
Cast aluminium alloy >12% Si 23-25 220 <5° <1x@D1
Copper alloy good machinability with Pb 26 130 <10° <1x@D1
Copper alloy with difficult machinability 27-28 120 <5° <1x@D1
Plastic, wood 29-30 180 <8° <1x@D1
Gold, silver 150 <4° <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 30 <2° <04x@D1
Titanium, titanium alloy 36-37 55 65 <3° <1x@D1

DIXI 7333-3D / DIXI 7333-5D = (ap & ae) -25 %
DIXI 7333-8D = (ap & ae) -50 %




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

030-050 | 060-100 | 1.10-150 | 160-200 | 250-3.00 | 4.00-6.00 | 8.00-10.00
0.002 - 0.003 0.004 - 0.006 0.006 - 0.009 0.010-0.012 0.015-0.018 0.024 - 0.036 0.044 - 0.048
0.002 - 0.003 0.003 - 0.006 0.006 - 0.009 0.009 - 0.011 0.014 - 0.016 0.022 - 0.032 0.040 - 0.044
0.002 - 0.002 0.003 - 0.005 0.006 - 0.007 0.008 - 0.010 0.012-0.014 0.019 - 0.032 0.036 - 0.040
0.002 - 0.002 0.003 - 0.005 0.006 - 0.007 0.008 - 0.010 0.012-0.014 0.019 - 0.032 0.036 - 0.040
0.002 - 0.002 0.002 - 0.004 0.005 - 0.006 0.006 - 0.009 0.011-0.013 0.017 - 0.024 0.032 - 0.032
0002-0004 | 0.004-0007 | 0.008-0.011 | 0011-0014 | 0.018-0022 | 0029-0044 | 0.052-0.056
0.002 - 0.003 0.004 - 0.006 0.006 - 0.009 0.010-0.012 0.015-0.018 0.024 - 0.036 0.044 - 0.048
0.002 - 0.005 0.006 - 0.009 0.010-0.014 0.014-0.018 0.023 - 0.027 0.036 - 0.056 0.068 - 0.072
0.002 - 0.004 0.005 - 0.008 0.009 - 0.012 0.013-0.016 0.020 - 0.023 0.031-0.048 0.056 - 0.064
0002-0005 | 0.006-0009 | 0.010-0.014 | 0.014-0018 | 0023-0027 | 0036-0056 | 0.068-0.072
0.002 - 0.004 0.004 - 0.007 0.008 - 0.011 0.011-0.014 0.018 - 0.022 0.029 - 0.044 | 0.052 - 0.056
0.002 - 0.005 0.006 - 0.009 0.010-0.014 | 0.014-0.018 0.023 - 0.027 0.036 - 0.056 0.068 - 0.072
0.002 - 0.003 0.004 - 0.006 0.006 - 0.009 0.010-0.012 0.015-0.018 0.012 - 0.020 0.044 - 0.048
0.001 - 0.002 0.002 - 0.003 0.004 - 0.005 0.005 - 0.006 0.008 - 0.009 0.012 - 0.020 0.020 - 0.024
0.002 - 0.003 0.004 - 0.006 0.006 - 0.009 0.010-0.012 0.015-0.018 0.024 - 0.036 0.044 - 0.048

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




|

DIXI 7343

ROUTING
VDI CARBIDE C-ToP ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <0.40x@D1 <2x@D1
Low alloyed steel < 800 N/mm? 6-9 125 <0.30x@D1 <2x@D1
I-:tiri]r;Iae”s?sysstfeeeelIf:r?'eom'\;/rrtner?:' 10-13 8 S| el
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.30x@D1 <2x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm? 14.3-144 65 <0.25x@D1 <2x@D1
Grey castiron < 250 HB 15-16 170 180 <0.40x@D1 <2x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 105 130 <0.30x@D1 <2x@D1
Copper alloy good machinability with Pb 26 110 <0.40x@D1 <2x@D1
Copper alloy with difficult machinability 27-28 95 <0.40x@D1 <2x@D1
Gold, silver - 165 <0.40x@D1 <2x@D1
Refractory alloy, Fe, Ni, Co base 31-35 30 40 <0.15x@D1 <2x@D1
Titanium, titanium alloy 36-37 60 70 <0.30x@D1 <2x@D1
SLOTTING
VDI CARBIDE C-ToP ae ap

3323 Ve [m/min] | Ve [m/min] (mm) (mm)

Unalloyed steel, leaded steel 1-5 115 1x@D1 <2x@D1
Low alloyed steel <800 N/mm? 6519 95 1x@D1 <1.5x@D1
l-s“tgli]r;Iae”sosys?eee?If:rfgom’\;/rTen::l 10-13 65 (L) S
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm? 14.3-144 50 1x@D1 <0.8x@D1
Grey cast iron < 250 HB 15-16 100 135 1x@D1 <2x@D1

Ductile, malleable, nodular cast iron > 250 HB 17-20 85 95 1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 85 1x@D1 <2x@D1
Copper alloy with difficult machinability 27-28 70 1x@D1 <1.5x@D1
Gold, silver - 125 1x@D1 <1x@D1

Refractory alloy, Fe, Ni, Co base 31-35 25 30 1x@D1 <0.2x@D1
Titanium, titanium alloy 36-37 55 55 1x@D1 <1x@D1




Feed per tooth

gD, @D, gD, gD, gD, gD, gD,
0.30-070 | 0.80-1.40 | 150-1.90 | 200-300 | 4.00-6.00 | 8.00-10.00 | 12.00-16.00
0.004-0.010 | 0.012-0022 | 0.023-0030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.003-0.009 | 0.011-0020 | 0.021-0027 | 0.029-0.043 | 0.058-0.085 | 0.110-0.120 | 0.130-0.160
0.003-0.008 | 0.010-0.018 | 0.020-0.025 | 0.026-0.039 | 0.052-0.080 | 0.100-0.110 | 0.120-0.140
0.003-0.008 | 0.010-0.018 | 0.020-0.025 | 0.026-0.039 | 0.052-0.080 | 0.100-0.110 | 0.120-0.140
0.003-0.008 | 0.0009-0.016 | 0.018-0.022 | 0.023-0.035 | 0.046-0.070 | 0.090-0.100 | 0.110-0.130
0.004-0.012 | 0.015-0.025 | 0.027-0.035 | 0.036-0.055 | 0.072-0.110 | 0.130-0.150 | 0.170-0.200
0.004-0.010 | 0.012-0022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.005-0.014 | 0.018-0031 | 0.033-0.042 | 0.044-0.066 | 0.088-0.135 | 0.160-0.190 | 0.200 - 0.240
0.004-0.012 | 0.015-0025 | 0.027-0035 | 0.036-0.055 | 0.072-0.110 | 0.130-0.150 | 0.170 - 0.200
0.004-0.010 | 0.012-0022 | 0023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.002-0.006 | 0.007-0.013 | 0.014-0.017 | 0.018-0.027 | 0.036-0.055 | 0.070-0.080 | 0.080-0.100
0.004-0.010 | 0.012-0022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
Feed per tooth
gD, gD, gD, gD, gD, gD, gD,
0.30-0.70 0.80 - 1.40 1.50-1.90 2.00 - 3.00 4.00-6.00 | 8.00-10.00 | 12.00- 16.00
0.002-0.006 | 0.007-0.013 | 0.014-0.018 | 0.019-0.028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100
0.002-0.006 | 0.007-0.012 | 0.013-0.016 | 0.017-0.026 | 0.034-0.050 | 0.070-0.070 | 0.080-0.100
0.002-0.005 | 0.006-0.011 | 0.012-0.015 | 0.016-0.023 | 0.032-0.050 | 0.060-0.070 | 0.070 -0.080
0.002-0.005 | 0.006-0.011 | 0.012-0.015 | 0.016-0.023 | 0.032-0.050 | 0.060-0.070 | 0.070-0.080
0.002-0.005 | 0.006-0.010 | 0.011-0.013 | 0.014-0.021 | 0.028-0.040 | 0.050-0.060 | 0.070 -0.080
0.002-0.007 | 0.009-0.015 | 0.016-0.021 | 0.022-0.033 | 0.044-0.065 | 0.080-0.090 | 0.100-0.120
0.002-0.006 | 0.007-0.013 | 0.014-0.018 | 0.019-0028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100
0.003-0.009 | 0.011-0.019 | 0.020-0.025 | 0.027-0040 | 0.052-0.080 | 0.100-0.110 | 0.120-0.140
0.002-0.007 | 0.009-0.015 | 0.016-0.021 | 0.022-0033 | 0.044-0.065 | 0.080-0.090 | 0.100-0.120
0.002-0.006 | 0.007-0.013 | 0.014-0.018 | 0.019-0.028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100
0.001-0.004 | 0.004-0.008 | 0.008-0.010 | 0.011-0016 | 0.022-0.035 | 0.040-0.050 | 0.050-0.060
0.002-0.006 | 0.007-0.013 | 0.014-0.018 | 0.019-0.028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !
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DIXI 7343

TROCHOIDAL MILLING
VDI CARBIDE C-TOP ae ap

3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 450 <0.05x@D1 | <2x@D1
Low alloyed steel <800 N/mm? 6-9 315 <0.04x@D1 | <2x@D1
tainese st o martan. 10-13 | <OMODI | <200
Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.04x@D1 | <2x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm? | 14.3-14.4 130 <0.04x@D1 | <2x@D1
Grey castiron < 250 HB 15-16 510 495 <0.06x@D1 | <2x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 315 360 <0.04x@D1 | <2x@D1
Copper alloy good machinability with Pb 26 305 <0.06x@D1 | <2x@D1
Copper alloy with difficult machinability 27-28 260 <0.04x@D1 | <2x@D1
Gold, silver - 455 <0.04x@D1 | <2x@D1
Refractory alloy, Fe, Ni, Co base 31-35 60 70 <0.02x@D1 | <2x@D1
Titanium, titanium alloy 36-37 120 125 <0.04x@D1 <2x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,
030-070 | 0.80-140 | 150-190 | 200-3.00 | 4.00-6.00 | 8.00-10.00 | 12.00 - 16.00
0.005-0.013 | 0.016 - 0.029 0.030 - 0.039 0.040 - 0.061 0.081-0.124 0.156 - 0.169 0.182 - 0.221
0.004-0.012 | 0.015-0.026 0.028 - 0.035 0.037 - 0.056 0.075-0.11 0.143 - 0.156 0.169 - 0.208
0.004 - 0.011 0.014-0.024 | 0.025 - 0.032 0.034 - 0.051 0.068 - 0.104 0.130- 0.143 0.156 - 0.182
0.004 - 0.011 0.014-0.024 | 0.025-0.032 0.034 - 0.051 0.068 - 0.104 0.130- 0.143 0.156 - 0.182
0.004-0.010 | 0.012-0.021 0.023 - 0.029 0.030 - 0.046 0.060 - 0.091 0.117 - 0.130 0.143 - 0.169
0.005-0.015 | 0.019-0.033 0.035 - 0.045 0.047 - 0.071 0.094 - 0.143 0.169 - 0.195 0.221 - 0.260
0.005-0.013 | 0.016 - 0.028 0.030 - 0.039 0.041 - 0.061 0.081-0.124 0.156 - 0.169 0.182 - 0.221
0.007 - 0.019 0.023 - 0.040 0.043 - 0.055 0.057 - 0.086 0.114-0.176 0.208 - 0.247 0.260 - 0.312
0005-0015 | 0019-0033 | 0035-0045 | 0.047-0071 | 0.094-0.143 | 0.169-0.195 | 0.221-0.260
0.005-0.013 0.016 - 0.028 0.030 - 0.039 0.041 - 0.061 0.081-0.124 0.156 - 0.169 0.182 - 0.221
0.003 - 0.008 0.009 - 0.017 0.018 - 0.022 0.024 - 0.035 0.047 - 0.072 0.091-0.104 | 0.104-0.130
0.005 - 0.013 0.016 - 0.028 0.030 - 0.039 0.041 - 0.061 0.081-0.124 0.156 - 0.169 0.182 - 0.221

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !
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DIXI1 7343-5D

ROUTING / ROUGHING
@D, @D, @D,
0.30-1.50 1.60 - 450 4.60-12.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[myminl | Velnmymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 120 - 280
Low alloyed steel <800 N/mm? 6-9 25-50 50 - 125 90 - 230
i - 2
ngh alloy steel > 800 N/mm?, 10-13 2535 50 - 85 90- 130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25-50 50 - 150 100 - 230
Nickel-free stainless steel / DUPLEX 143-144 20- 45 50- 115 75- 180
> 700 N/mm?

Ductile, malleable, nodular cast iron > 250 HB 17-20 15-35 30-50 40 - 90 50 - 150 60-140 | 110- 250
Copper alloy good machinability with Pb 26 20- 40 30-50 50-105 | 50-150 | 80-165 | 150-300
Copper alloy with difficult machinability 27-28 15-35 30-50 40 - 90 50-150 | 60-140 | 130-280

Gold, silver - 20 - 45 30-50 50-110 | 50-150 | 75-170 | 160 - 320
Refractory alloy, Fe, Ni, Co base 31-35 15- 30 40 - 80 60-120
Titanium, titanium alloy 36-37 15 - 30 30-45 35-80 50-110 | 55-120 | 120-170
ROUTING / FINISHING @, @D, @n,
0.30-150 160 - 4.50 4.60-12.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve [myminl | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30 - 50 50 - 150 150 - 350
Low alloyed steel <800 N/mm? 6-9 30-50 50 - 150 110 - 290
Al )
it el IGsEE] > BRI, 10-13 30- 40 50 - 105 110- 160
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 30-50 50 - 150 130 - 290
Nickel-free stainless steel / DUPLEX 143144 25 - 50 50 - 150 90- 230
> 700 N/mm?

Ductile, malleable, nodular cast iron >250 HB 17-20 20 - 45 30-50 50 - 150 50 - 150 80-180 | 140-310
Copper alloy good machinability with Pb 26 25-50 30-50 50 - 150 50-150 | 100-210 | 190 - 380
Copper alloy with difficult machinability 27-28 20-45 30-50 50-150 | 50-150 | 80-180 | 160 - 350

Gold, silver 25-50 30-50 50-150 | 50-150 | 90-210 | 200 - 400
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 50 - 135 80 - 150
Titanium, titanium alloy 36-37 20-40 30-50 45-150 | 50-110 | 70-150 | 150-210




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *500-12.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.30x0 <0.40x0@ <0.90x 0@ <0.90x@ <0.90x@ <0.30x@
00001-0002 |y g | O0002-0004 | g gy | 00006-0002 | 50 g | 0002-0006 | 500g | Q0040010 | opoeg | O907-00D0 | o i0xp
<0.25x@ <0.40x0@ <0.90x0 <0.90x@ <0.90x0@ <0.25x@
0000T-0008 | 55, g | O0008-00006 | g, | 00005-0002 | 5 g g | 0002-0006 | 50 q | Q04008 | yhoeg | 0006-0018 | o h0xp
<0.25x@ <0.40x0@ <0.90x 0@ <0.90x@ <0.90x0@ <0.25x@
0000T-0008 | gy | O000B-00006 | gy gy | 0005-0002 | 5 pp gy | 000T-0005 | 5 hpkg | 00040008 | ypoeg | O006-001 | o h0xp
<0.25x0 <0.40x0 <0.90x0 <0.90x0 <0.90x0 <0.25x0
0000T-0008 | 55, g | O000B-00006 | g, g | 00005-0002 | 5 g | 0T-0005 | 5 gg | Q04008 | yhoeg | 0006-0018 | o h0xp
<0.20x0@ <0.40x0@ <0.90x@ <0.90x@ <0.90x 0@ <0.20x@
000T-0002 |y e | O0002-00006 | g gy | 00004002 | 5pp, g | O00T-0005 | 5 opkg | O003-0008 | ypoxg | 9006-0016 | s hoxg
<0.30x0 <0.40x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
00002-0008 |y 5, g | O000B-00007 | g, g | 00006-0002 | 5 g g | 0002-0007 | 5 pgg | 0005-0010 | yhog | 0008-002 | yh0up
<0.30x0 <040x0 <0.90x@ <0.90x@ <0.90x@ <0.30x@
Q000Z-0006 |y ey | QOOOA-0008 | gy g | OO00B-0003 | o pp. g | 0008-0009 | ;ngkg | 0006-00M | onoxg | Q010030 1 s hoxg
<0.30x0 <0.40x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
00002-00004 | 5 g, | OO0A-0007 | 5 gy | QO007-002 | 50, | 0002008 | y5gq | 005-0012 1 opp,g | 00B-0024 1 5 00ug
<0.30x0 <0.40x0 <0.90x@ <0.90x0@ <0.90x@ <0.30x@
00002-00008 | g, g | 0000B-0007 | 5, g | O000-00R2 | 50, | 00020007 | ypoeg | 900-0010 | 5ppyg | O00B-002 | 5 noup
<0.15x@ <0.40x@ <0.90x@ <0.90x0 <0.90x@ <0.15x0
0000T-0002 | _5 g, | Q000100003 | o gy | QOOB-0001 | o5 g | 000T-0008 | oy, g | 0002-0004 | opgq | 0004-0010 1 500
<0.30x0 <0.40x@ <0.90x@ <0.90x 0@ <0.90x@ <0.30x0@
00002-00004 | 5y, g | O00H-00007 | 5o gy | OO007-002 | 50, g | 00020008 | opoeg | Q005-0010 |\ 5ppng | O00B-0024 | 5 noup
@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *500-12.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)

<0.20x0 <0.20x@ <0.20x0@ <0.20x@ <0.20x@ <0.20x@
0004-00007 | e | O0007-0002 | g,y | 0002-0006 | o pgug | 0005-0018 | 5ppeg | QOM-002 | hppeg | 0O16-0088 | 5 h0sp
<0.15x@ <0.15x0@ <0.15x0 <0.15x@ <0.15x0@ <0.15x@
0003-00008 |~ " o | 00008-0003 | ot | 0002-0008 | o ec o 0005-0012 | oo | 0010-0019 | T\ o | 001-002 | T o
<0.15x@ <0.15x@ <0.15x 0@ <0.15x@ <0.15x0@ <0.15x@
0000B-00006 | 5, 5 | 00007-0002 | g, gy | 0002-0005 | 5 pp. g | 00400 | opoxg | Q0090018 | oooxg | QU000 1 o h0xp
<0.15x@ <0.15x0@ <0.15x@ <0.15x0@ <0.15x0 <0.15x@
0003-00008 |~ " | 00007-0002 | ot | 002-0005 | o ec | 00040011 | T\t | 0009-0018 | oo | 00M-0000 | T o
<0.10x@ <0.10x@ <0.10x@ <0.10x@ <0.10x@ <0.10x@
0000B-00006 |y 5,5 | O0007-0002 | 5, | O002-0005 | o pp. g | 00040010 | 5ppug | 00090017 | Hpoxg | 90008 | 5 h0g
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
00004-00008 | 00" | 00009-0003 | oot | 002-0007 | oo o 0008-00M | oo | 0012-004 | T o | 0018-0080 | T o
<0.20x0 <0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x@
00006-00012 | 500" o | 00014-0005 | Tt | 0080010 | Toe” e 0009-0022 | oo | 0018-0087 | T o | 0027-00%8 | T o
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
00005-00010 | 0" o | 00012-0004 | o0t | 0008-0009 | Toec | 0007-0018 | oo | 0015-0080 | o' o | 002-0084 | oo
<0.20x0 <0.20x0 <0.20x0 <0.20x0 o <0.20x0 <0.20x0
00005-00008 | g, | 000M-0004 | 5 poug | 0002-008 | opoxg | Q070017 | opoxg | 0008 | opocg | 002-000 | s 00up
<0.08x@ <0.08x0 <0.08x0 <0.08x0 <0.08x0 <0.08x0
00002-00004 | 5 g, | 0000400 | o pg,q | O00T-008 | o pgq | 0008-0006 | o5gq | 0005-00T0 1 oppug | 00B-0024 1 500
<0.20x0 <0.20x@ <0.20x@ <0.20x 0@ <0.20x@ <0.20x0@
0004-00009 | g, | O001-0004 | 5 ppug | 0002-0007 | 5pgug | O006-0016 | opoxg | QO1B-008 | oppg | 0019-006 | 5 0oup

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.
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DIXI1 7343-5D

SLOTTING
anp, anp, ap,
0.30-1.50 1.60 - 450 4.60-12.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | Ve[mymin] | Ve[mymin] | Ve[myimin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 150 100 - 240
Low alloyed steel <800 N/mm? 6-9 20 - 50 50-125 75-195
H - 2
High-alloy steel > 800 N/mr’, 10-13 20-30 50 - 70 75-110
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 50 50 - 125 85-195
Nickel-free stainless steel / DUPLEX 143-14.4 15- 40 40- 100 65 - 155
> 700 N/mm?

Ductile, malleable, nodular castiron >250 HB | 17-20 15-30 25-50 35-80 50 - 140 50 - 120 95-215
Copper alloy good machinability with Pb 26 20-35 30-50 45 - 90 50 - 150 70-140 | 130- 255
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50 - 150 50-120 | 110- 240

Gold, silver 15-30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30-65 50 - 100
Titanium, titanium alloy 36-37 10-25 25-35 30-65 50 - 95 45-100 | 100- 145
RAMPING
an, ap, ap,
0.30-1.50 1.60-4.50 4.60-12.00
VDI CARBIDE C-ToP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[nmymin] | Ve [mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel <800 N/mm? 6-9 20 - 40 50 - 100 75 - 155
Al 2
ngh alloy steel > 800 N/mm?, 10-13 20- 25 50 - 60 75- 90
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20-40 50 - 100 85- 155
Nickel-free stainless steel / DUPLEX 143144 15-30 40-80 65 - 120
> 700 N/mm?

Ductile, malleable, nodular cast iron >250 HB 17-20 15-30 25-45 35-80 50-110 50 - 120 95-170
Copper alloy good machinability with Pb 26 20- 35 30 - 50 45 - 90 50 - 135 70-140 | 130- 205
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50 - 125 50-120 | 110-190

Gold, silver 15- 30 30-50 40 - 95 50-145 | 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
Titanium, titanium alloy 36-37 10 - 25 25-35 30 - 65 50 - 75 45-100 | 100-115




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-050 050-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-12.00

fz o) fz o) fz o) fz o) fz o) fz o
00002- 00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00007-0002 | <2.00x@ | 0002-0006 | <2.00x@ | 0005-0010 | <2.00x@ | 0009-0020 | <1.00x0
00002- 00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00006-0002 | <2.00x@ | 0002-0006 | <2.00x@ | 0005-0010 | <2.00x@ | 0008-0018 | <1.00x@
00002- 00004 | <0.50x@ | 00007-00006 | <1.00x@ | 00006-0002 | <2.00x@ | 0001-0005 | <2.00x@ | 0004-0008 | <2.00x@ | 0007-0018 | <1.00x0
00002- 00004 | <0.50x@ | 00007-00006 | <1.00x@ | 00006-0002 | <2.00x@ | 0001-0005 | <2.00x@ | 0004-0008 | <2.00x@ | 0007-0018 | <1.00x@
00002- 00004 | <0.25x@ | 00004-00006 | <0.50x@ | 00005-0002 | <1.00x@ | 0001-0005 | <1.00x@ | 0004-0008 | <1.00x@ | 0007-0016 | <0.25x0
00002- 00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00007-0003 | <2.00x@ | 0002-0007 | <2.00x@ | 0006-0012 | <2.00x@ | 0010-002 | <1.00x@
0.0003-00006 | <0.50x@ | 00007-00012 | <1.00x@ | 0001-0003 | <2.00x@ | 0003-0009 | <2.00x@ | 0008-0016 | <2.00x@ | 0013-0030 | <1.00x@
00003-00006 | <0.50x@ | 00007-00010 | <1.00x@ | 00008-0003 | <2.00x@ | 0002-0008 | <200x@ | 0006-0012 | <2.00x@ | 0011-004 | <1.00x@
00002-00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00007-0003 | <2.00x@ | 0003-0009 | <200x@ | 0006-0012 | <200x@ | 0010-002 | <1.00x@
00001-00002 | <0.50x@ | 00002-00004 | <0.25x@ | 00003-0001 | <0.50x@ | 0001-0008 | <1.00x@ | 0003-0006 | <1.00x@ | 0004-0010 | <0.25x@
00003-00006 | <0.25x@ | 00007-00010 | <1.00x@ | 00008-0008 | <2.00x@ | 0002-0008 | <2.00x@ | 0006-0012 | <2.00x@ | 0011-0024 | <1.00x@

Feed per tooth
@D, oD, oD, oD, oD, oD,
0.30-0.50 050-0.80 0.80-1.60 1.60 - 3.00 3.00-5.00 *5.00-12.00

fz al®) fz al®) fz al®) fz al®) fz al®) fz al®)
00002- 00004 | <7.5° | 0000400008 | <10° | 00007-0002 |  <10° 0.002-0.005 <10° 0.004-0.008 <10° 0007-0020 | <75°
00002- 00004 | <7.5° | 00O03-00008 |  <10° | 00006-0002 |  <10° 0.002-0.005 <10° 0.004-0.008 <10° 0006-0018 | <75°
00002- 00004 | <7.5° | 00003-00007 | <10° | 00006-0002 |  <10° 0.002-0004 <10° 0.004-0008 <10° 0006-0018 | <7.5°
00002- 00004 | <75° | 00O-00007 |  <10° | 00006-0002 |  <10° 0.002- 0004 <10° 0.004-0008 <10° 0006-0018 | <75°
00002- 00004 |  <3.5° | 00O03- 00007 <5° 0.0006 - 0.002 <5° 0.001-0004 <5° 0.003-0.006 <5° 0006-0016 | <35°
0.0002- 0.0004 <10° | 00004-00009 | <125° | 00008-0002 | <125° | 0002-0006 | <125° | 0005-0010 | <125° | 0008-0022 <10°
0.0003 - 0.0006 <10° | 00005-00013 | <125° | 00011-0003 | <125° | 0003-0008 | <125° | 0006-0012 | <125° | 0011-0030 <10°
0.0003 - 0.0006 <10° | 0004-00010 | <125° | 00008-0003 | <125° | 0002-0006 | <125° | 0005-0010 | <125° | 0008-002 <10°
0.0002- 00004 <10° | 00004-00009 | <125° | 00008-0002 | <125° | 0002-0006 | <125° | 0005-0010 | <125° | 0008-0.022 <10°
00001-00002 <2° 00002-00004 |  <25° | 00004-0001 |  <25° 0001-0003 <25° 0002-0004 <25° | 0004-0010 <2°
0.0003- 0.0006 <35° | 00004-00010 <5° 0.0008-0.003 <5° 0.002-0.006 <5° 0.005-0010 <5° 0008-0024 | <35°

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




DIX1 7222 - 7223 - 7224

|

ROUTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [m/min] | Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 95 <0.015x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 85 <0015x@D1 | <1xL1
l:itgri:Iael!s?sysi:aee?If:r?'eom'\;/rTeT:' 10-13 65 ST <
Austenitic stainless steel < 700 N/mm? 14.1-14.2 65 <0005x@D1 | <1xL1
" Nickel-free stainless;:zel / DUPLEX > 700 N/ 143144 55 <0.005x@D1 <1xL1
Grey castiron < 250 HB 15-16 125 125 <0.040x@D1 <1xL1
Ductile, malleable, nodular castiron >250 HB | 17-20 90 90 <0025x@D1 | <1xL1
Wrought aluminium alloy < 12% Si 21-22 165 255 <0.020x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 125 200 <0.025x@D1 <1xL1
Copper alloy good machinability with Pb 26 125 200 <0.025x@D1 <1xL1
Copper alloy with difficult machinability 27-28 100 160 <0.015x@D1 <1xL1
Plastic, wood 29-30 110 175 <0025x@D1 | <1xL1
Graphite - 110 200 <0.020x@D1 <1xL1
Gold, silver = 90 140 <0020x@D1 | <1xL1
H Titanium, titanium alloy 36-37 50 70 <0.015x@D1 <1xL1




Feed per tooth

@D, @0, @D, @D, @D,
300-400 | 500-600 | 7.00-800 | 10.00-12.00 | 14.00-20.00

0.015-0.020 | 0.025-0.030 | 0.035-0.040 | 0.040-0.048 | 0.042-0.060

0.014-0.018 | 0.023-0.028 | 0.030-0.036 | 0.036-0.043 | 0.038-0.054

0.012-0.016 | 0.020-0.024 | 0.030-0.032 | 0.032-0.038 | 0.034-0.048

0.012-0.016 | 0.020-0.024 | 0.030-0.032 | 0.032-0.038 | 0.034-0.048

0.011-0.014 | 0.018-0.022 | 0.025-0.028 | 0.028-0.034 | 0.029 - 0.042

0.018-0.024 | 0.030-0.036 | 0.040-0.048 | 0.048-0.058 | 0.050 - 0.072

0.015-0.020 | 0.025-0.030 | 0.035-0.040 | 0.040-0.048 | 0.042-0.060

0.023-0.030 | 0.038-0.046 | 0.055-0.060 | 0.060-0.072 | 0.063-0.090

0.020-0.026 | 0.033-0.040 | 0.045-0.052 | 0.052-0.062 | 0.055-0.078

0.023-0.030 | 0.038-0.046 | 0.055-0.060 | 0.060-0.072 | 0.063-0.090

0.018-0.024 | 0.030-0.036 | 0.040-0.048 | 0.048-0.058 | 0.050-0.072

0.023-0.030 | 0.038-0.046 | 0.055-0.060 | 0.060-0.072 | 0.063 -0.090

0.030-0.040 | 0.050-0.060 | 0.070-0.080 | 0.080-0.096 | 0.084-0.120

0.015-0.020 | 0.025-0.030 | 0.035-0.040 | 0.040-0.048 | 0.042-0.060

0.015-0.020 | 0.025-0.030 | 0.035-0.040 | 0.040-0.048 | 0.042-0.060

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



|

DIXI 7543

ROUTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <0.40 x@D1 <1x@D1
Low alloyed steel <800 N/mm? B=9 125 <0.30 x@D1 <1x@D1
1 - 2
ISR Rt O i 10-13 100 <025x@D1 <1x0D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.25 x@D1 <1x@D1
Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 65 <0.2x@D1 <1x@D1
Grey castiron < 250 HB 15-16 180 <0.40 x@D1 <1x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 130 <0.35x@D1 <1x@D1
Titanium, titanium alloy 36-37 70 <0.40 x@D1 <1x@D1
SLOTTING
VDI XIDUR ae ap
3323 Ve [mymin] (mm) (mm)
Unalloyed steel, leaded steel 1-5 115 1x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 95 1x@D1 <1x@D1
1 - 2
el ipslloy sico LD LY, 10-13 75 1x0D1 <08x0D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 50 1x@D1 <0.8x@D1
Grey castiron < 250 HB 15-16 135 1x@D1 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 95 1x@D1 <1x@D1
n Titanium, titanium alloy 36-37 55 1x@D1 <1x@D1
TROCHOIDAL MILLING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 380 <0.06x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 290 <0.05x@D1 <1x@D1
Rl 2
eyl site SELULIS 10-13 230 <003x0D1 <1x0D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.03x@D1 <1x@D1
Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 110 <0.02x@D1 <1x@D1
Grey castiron < 250 HB 15-16 450 <0.08x@D1 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 330 <0.07x@D1 <1x@D1
Titanium, titanium alloy 36-37 110 <0.08x@D1 <1x@D1




Feed per tooth

oD, @D, oD, @D, @D,
100-150 | 200-250 | 3.00-400 | 500-6.00 | 8.00-12.00

0.010-0.014 | 0.019-0.024 | 0.029-0.038 | 0.048-0.058 | 0.062-0.094

0.009-0.013 | 0.018-0.022 | 0.026-0.035 | 0.044-0.053 | 0.057 - 0.086

0.008-0.012 | 0.016-0.020 | 0.024-0.032 | 0.040-0.048 | 0.052-0.078

0.008-0.012 | 0.016-0.020 | 0.024-0.032 | 0.040-0.048 | 0.052-0.078

0.007-0.011 | 0.014-0.018 | 0.022-0.029 | 0.036-0.043 | 0.047-0.070

0.011-0.017 | 0.022-0.028 | 0.034-0.045 | 0.056-0.067 | 0.073-0.109

0.010-0.014 | 0.019-0.024 | 0.029-0.038 | 0.048-0.058 | 0.062-0.094

0.010-0.014 | 0.019-0.024 | 0.029-0.038 | 0.048-0.058 | 0.062-0.094

Feed per tooth

@D, @D, @D, @D, @D,
100-150 | 200-250 | 3.00-400 | 500-6.00 | 800-12.00

0.006 - 0.008 | 0.011-0.014 | 0.017-0.023 | 0.029-0.035 | 0.038 - 0.055

0.005-0.008 | 0.011-0.013 | 0.016-0.021 | 0.026-0.032 | 0.034 -0.050

0.005-0.007 | 0.010-0.012 | 0.014-0.019 | 0.024-0.029 | 0.032-0.045

0.005-0.007 | 0.010-0.012 | 0.014-0.019 | 0.024-0.029 | 0.032-0.045

0.004 -0.007 | 0.008-0.011 | 0.013-0.017 | 0.022-0.026 | 0.028 - 0.040

0.007 - 0.010 | 0.013-0.017 | 0.020-0.027 | 0.034-0.040 | 0.044-0.065

0.006 - 0.008 | 0.011-0.014 | 0.017-0.023 | 0.029-0.035 | 0.038 - 0.055

0.006 -0.008 | 0.011-0.014 | 0.017-0.023 | 0.029-0.035 | 0.038 - 0.055

Feed per tooth

@D, @D, @D, @D, @0,
1.00-150 | 200-250 | 300-400 | 500-600 | 8.00-12.00

0.013-0.019 | 0.026-0.032 | 0.039-0.052 | 0.065-0.078 | 0.084-0.126

0.012-0.018 | 0.024-0.030 | 0.036-0.048 | 0.059-0.071 | 0.077-0.116

0.011-0.016 | 0.022-0.027 | 0.032-0.043 | 0.054-0.065 | 0.070-0.105

0.011-0.016 | 0.022-0.027 | 0.032-0.043 | 0.054-0.065 | 0.070-0.105

0.010-0.015 | 0.019-0.024 | 0.029-0.039 | 0.049-0.058 | 0.063 - 0.095

0.015-0.023 | 0.030-0.038 | 0.045-0.060 | 0.076-0.091 | 0.098-0.147

0.013-0.019 | 0.026-0.032 | 0.039-0.052 | 0.065-0.078 | 0.084-0.126

0.013-0.019 | 0.026-0.032 | 0.039-0.052 | 0.065-0.078 | 0.084-0.126

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



———

DIXI 7323

ROUTING
VDI CARBIDE ae ap
3323 Ve [mymin] (mm) (mm)
Foam 30 400 <0.8x@D1 <1xL1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Foam 30 335 <1x@D1 <0.80xL1




Feed per tooth

@D, @D, @0,
300-400 | 6.00-800 | 10.00-12.00

0.070 - 0.100 0.140-0.190 0.240 - 0.250

Feed per tooth

@D, @D, oD,
300-400 | 600-800 | 10.00- 1200

0.060 - 0.090 0.130-0.170 0.220 - 0.230

Values based on dry running. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stabhility, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7583 - 7273

|

ROUTING
VDI CARBIDE TAIN DLC ae ap
3323 Ve [m/min] | Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 135 <0.3x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 105 <0.3x@D1 <1xL1
e, 10-13 ® <D2BD1 | <l
Austenitic stainless steel < 700 N/mm? 14.1-14.2 100 <0.2x@D1 <1xL1
" Nickel-free stainless steel/DUPLEX>700 N/mm? | 14.3-14.4 80 <0.2x@D1 <1xL1
Grey castiron < 250 HB 15-16 180 200 <04x@D1 <1xL1
Ductile, malleable, nodular castiron>250 HB | 17-20 95 130 <0.4x@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 320 170 <0.4x0@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 265 400 <04x@D1 <1xL1
Copper alloy good machinability with Pb 26 155 <04x@D1 <1xL1
Copper alloy with difficult machinability 27-28 135 190 <04x@D1 <1xL1
Plastic, wood 29-30 215 330 <0.4x@D1 <1xL1
Gold, silver - 180 230 <0.4x@D1 <1xL1
H Titanium, titanium alloy 36-37 65 70 <0.3x@D1 <1xL1
SLOTTING
VDI CARBIDE TAIN DLC ae ap
3323 Ve [m/min] | Ve [m/min] | Ve [mymin] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 1x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 85 1x@D1 <1x@D1
s
Austenitic stainless steel < 700 N/mm? 14.1-14.2 75 1x@D1 <0.8x@D1
" Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 45 1x@D1 <0.7x@D1
Grey castiron < 250 HB 15-16 125 145 1x@D1 <1x@D1
Ductile, malleable, nodular castiron >250 HB | 17-20 65 15 1x@D1 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 225 280 1x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-25 185 230 1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 110 140 1x@D1 <1x@D1
Copper alloy with difficult machinability 27-28 95 120 1x@D1 <1x@D1
Plastic, wood 29-30 150 190 1x@D1 <1x@D1
Gold, silver - 125 160 1x@D1 <1x@D1
H Titanium, titanium alloy 36-37 45 55 1x@D1 <1x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D, @D,
0.30-050 | 060-1.00 | 1.10-150 | 160-2.00 | 250-300 | 4.00-6.00 | 8.00-12.00 | 16.00 - 20.00
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.065-0.085 | 0.100-0.125
0.002-0.004 | 0.005-0.009 | 0.009-0.013 | 0.014-0.017 | 0.021-0.026 | 0.034-0.050 | 0.060-0.080 | 0.095-0.120
0.002-0.004 | 0.005-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060-0.075 | 0.090-0.110
0.002-0.004 | 0.005-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060-0.075 | 0.090-0.110
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0.014 | 0.018-0.021 | 0.028-0.040 | 0.050-0.065 | 0.080-0.100
0.003-0.006 | 0.007-0.012 | 0.013-0.018 | 0.019-0.024 | 0.030-0.036 | 0.048-0.070 | 0.085-0.115 | 0.135-0.170
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.095 | 0.110-0.140
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.145 | 0.170-0.210
0.003-0.007 | 0.008-0.013 | 0.014-0.020 | 0.021-0.026 | 0.033-0.039 | 0.052-0.080 | 0.095-0.125 | 0.145-0.180
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.145 | 0.170-0.210
0.003-0.006 | 0.007-0.012 | 0.013-0.018 | 0.019-0.024 | 0.030-0.036 | 0.048-0.070 | 0.085-0.115 | 0.135-0.170
0.004-0.008 | 0.009-0.015 | 0.017-0.023 | 0.024-0.030 | 0.038-0.045 | 0.060-0.090 | 0.110-0.145 | 0.170-0.210
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.095 | 0.110-0.140
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.030 | 0.040-0.060 | 0.070-0.095 | 0.110-0.140

Feed per tooth

@D, @D, @D, @D, @D, @D, @D, @D,
0.30 - 0.50 0.60 - 1.00 1.10-1.50 1.60 - 2.00 2.50 - 3.00 4.00-6.00 | 8.00-12.00 | 16.00 - 20.00
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0.014 | 0.017-0.020 | 0.028-0.040 | 0.050-0.060 | 0.080 - 0.090
0.002-0.003 | 0.004-0.007 | 0.007-0.010 | 0.011-0.013 | 0.016-0.020 | 0.026-0.040 | 0.050-0.060 | 0.070 - 0.090
0.002-0.003 | 0.004-0.006 | 0.007-0.009 | 0.010-0.012 | 0.015-0.018 | 0.024-0.040 | 0.050-0.060 | 0.070 - 0.080
0.002-0.003 | 0.004-0.006 | 0.007-0.009 | 0.010-0.012 | 0.015-0.018 | 0.024-0.040 | 0.050-0.060 | 0.070 - 0.080
0.002-0.003 | 0.003-0.005 | 0.006-0.008 | 0.008-0.011 | 0.014-0.016 | 0.022-0.030 | 0.040-0.050 | 0.060-0.080
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.050-0.070 | 0.080-0.110
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.046-0.070 | 0.080-0.10 | 0.130-0.160
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0.020 | 0.025-0.029 | 0.040-0.060 | 0.070-0.090 | 0.110-0.140
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.046-0.070 | 0.080-0.110 | 0.130-0.160
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0.018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0.023 | 0.029-0.034 | 0.046-0.070 | 0.080-0.110 | 0.130-0.160
0.002 - 0.004 | 0.005-0.008 | 0.008-0.011 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.050-0.070 | 0.080-0.110
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0.015 | 0.019-0.023 | 0.030-0.045 | 0.050-0.070 | 0.080-0.110

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




. DIXI 7583 - 7273

RAMPING
VDI CARBIDE TAIN DLC Ramp ap
3323 Ve [m/min] | Ve[m/min] | Ve[m/min] | anige o (mm)
Unalloyed steel, leaded steel 1-5 100 <6° <1x@D1
Low alloyed steel <800 N/mm? 6-9 L Ya 85 <k <1x@D1
Higf_l-alloy steel > 800 N/mm?, 10-13 - . % = 55 < <0.8x@D1
stainless steel ferr.- marten. g
Austenitic stainless steel < 700 N/mm? 14.1-14.2 15 <¥ <0.8x@D1
" Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 45 <2 <0.7x@D1
Grey castiron < 250 HB 15-16 125 145 < <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 65 15 <k <1x@D1
Wrought aluminium alloy < 12% Si 21-22 225 280 <6° <1x@D1
Cast aluminium alloy >12% Si 23-25 185 230 <4 <1x@D1
Copper alloy good machinability with Pb 26 110 140 <7° <1x@D1
Copper alloy with difficult machinability 27-28 95 120 <4 <1x@D1
Plastic, wood 29-30 150 190 <6° <1x@D1
Gold, silver - . 125 160 <3 <1x@D1
H Titanium, titanium alloy 36-37 45 55 <2 <1x@D1
I | DIXI 7560
ROUTING
VDI CARBIDE TAIN DLC ae ap
3323 Ve [my/min] | Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 125 <0.06x@D1 | <1xL1
Low alloyed steel < 800 N/mm? 6-9 100 <0.05x@D1 | <1xL1
I-:t?arl]n IaeI L?sysst;ee? If: r?.qom'\z‘a/:en:i' E 90 <0.04x@D1 | <1xL1
Austenitic stainless steel < 700 N/mm? 14.1-14.2 110 <0.04x@D1 | <1xL1
" Nickel-free stainless steel/ DUPLEX >700 N/mm? | 14.3-14.4 90 <0.03x@D1 | <1xL1
Grey castiron < 250 HB 15-16 125 125 <0.12x@D1 | <1xL1
Ductile, malleable, nodular castiron>250 HB | 17-20 90 90 <0.06x@D1 | <1xL1
Copper alloy good machinability with Pb 26 180 225 <0.09x@D1 | <1xL1
Copper alloy with difficult machinability 27-28 150 190 <0.07x@D1 | <1xL1
Gold, silver - 135 170 <007x@D1 | <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 45 30 <0.02x@D1 | <1xL1
Titanium, titanium alloy 36-37 50 70 <0.06x@D1 | <1xL1




Feed per tooth

gD, gD, gD, gD, gD, gD, gD, gD,
0.30-050 | 060-1.00 | 1.10-150 | 1.60-2.00 | 250-3.00 | 4.00-6.00 | 8.00-12.00 | 16.00-20.00
0.002-0.003 | 0.003-0.006 | 0.006-0.009 | 0.009-0.011 | 0.014-0.016 | 0.022-0.030 | 0.040-0.050 | 0.060 - 0.070
0.002-0.002 | 0.003-0.006 | 0.006-0.008 | 0.009-0.010 | 0.013-0.016 | 0.020-0.030 | 0.040-0.050 | 0.060 - 0.070
0.002-0.002 | 0.003-0.005 | 0.006-0.007 | 0.008-0.010 | 0.012-0.014 | 0.020-0.030 | 0.040-0.050 | 0.060 - 0.065
0.002-0.002 | 0.003-0.005 | 0.006-0.007 | 0.008-0010 | 0.012-0.014 | 0.020-0.030 | 0.040-0.050 | 0.060 - 0.065
0.002-0.002 | 0.002-0.004 | 0.005-0.006 | 0.006-0.009 | 0.011-0.013 | 0.018-0.025 | 0.030-0.040 | 0.050 - 0.065
0.002 - 0.004 | 0.004-0.007 | 0.008-0.011 0.011-0.014 | 0.018-0.022 | 0.028-0.045 | 0.050-0.070 | 0.080-0.105
0.002-0.003 | 0.004-0.006 | 0.006-0.009 | 0.010-0012 | 0.015-0.018 | 0.024-0.035 | 0.040-0.060 | 0.060 - 0.090
0.002-0.005 | 0.006-0.009 | 0.010-0.014 | 0.014-0018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.004 | 0.005-0.008 | 0.009-0.012 | 0.013-0016 | 0.020-0.023 | 0.032-0.050 | 0.060-0.070 | 0.090-0.110
0.002-0.005 | 0.006-0.009 | 0.010-0.014 | 0.014-0018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0014 | 0.018-0.022 | 0.028-0.045 | 0.050-0.070 | 0.080-0.105
0.002-0.005 | 0.006-0.009 | 0.010-0.014 | 0.014-0018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.003 | 0.004-0.006 | 0.006-0.009 | 0.010-0.012 | 0.015-0.018 | 0.024-0.035 | 0.040-0.060 | 0.060 - 0.090
0.002-0.003 | 0.004-0.006 | 0.006-0.009 | 0.010-0.012 | 0.015-0.018 | 0.024-0.035 | 0.040-0.060 | 0.060 - 0.090
Feed per tooth
gD, gD, gD, gD, gD, gD, gD, gD,
035-050 | 055-1.00 | 1.10-150 | 1.60-2.00 | 250-300 | 4.00-6.00 | 8.00-12.00 | 12.00 - 20.00
0.0028 - 0.0040 | 0.004-0.008 | 0.009-0.012 | 0013-0.016 | 0.020-0.024 | 0032-0.050 | 0.060-0.080 | 0.080-0.120
0.0025-0.0036 | 0.004-0.007 | 0008-0.011 | 0012-0.014 | 0.018-0.022 | 0028-0.045 | 0.060-0.070 | 0.080-0.110
0.0022-0.0032 | 0.004-0.006 | 0.007-0.010 | 0.010-0.013 | 0.016-0.019 | 0.026-0.040 | 0.050-0.060 | 0.070-0.100
0.0022-0.0032 | 0.004-0.006 | 0.007-0.010 | 0.010-0.013 | 0.016-0.019 | 0.026-0.040 | 0.050-0.060 | 0.070-0.100
0.0020-0.0028 | 0.003-0.006 | 0.006-0.008 | 0.009-0011 | 0.014-0.017 | 0.022-0.035 | 0.040-0.060 | 0.060-0.080
0.0034-0.0048 | 0.005-0.010 | 0.011-0.014 | 0.015-0019 | 0.024-0.029 | 0.038-0.060 | 0.080-0.100 | 0.100-0.140
0.0028 - 0.0040 | 0.004-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0024 | 0.032-0.050 | 0.060-0.080 | 0.080-0.120
0.0042-0.0060 | 0.007-0.012 | 0.013-0.018 | 0.006-0.008 | 0.030-0036 | 0.048-0.070 | 0.100-0.120 | 0.130-0.180
0.0034-0.0048 | 0.005-0.010 | 0.011-0.014 | 0.013-0.016 | 0.024-0029 | 0.038-0.060 | 0.080-0.100 | 0.100-0.140
0.0028-0.0040 | 0.004-0.008 | 0.009-0.012 | 0.019-0.024 | 0.020-0024 | 0.032-0.050 | 0.060-0.080 | 0.080-0.120
0.0014 - 0.0020 | 0.002 - 0.004 0.004 - 0.006 0.015-0.019 0.010-0.012 0.016 - 0.025 0.030 - 0.040 0.040 - 0.060
0.0028 - 0.0040 | 0.004-0.008 | 0.009-0.012 | 0013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060-0.080 | 0.080-0.120




. DIXI 7520

ROUTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
iah- 2
il e ae] > EHiiT 10-13 250 <0.070x0D1 <IxL1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31-35 150 <0.040x@D1 <1xL1
Hardened steel >45 HRC, hard cast iron 38 200 <0.040x0@D1 <1xL1
Hardened steel >45 HRC, hard cast iron 39 100 <0.025x@D1 <1xL1
SLOTTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
1 - 2
it el G EE] > BRIy, 10-13 40 1x0D1 <0.05x0D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31-35 40 1x@D1 <0.03x@D1
Hardened steel >45 HRC, hard cast iron 38 40 1x@D1 <0.02x@D1
Hardened steel >45 HRC, hard cast iron 39 15 1x@D1 <0.010x@D1
RAMPING
VDI XIDUR Max. depth Ramp anlge
3323 Ve [m/min] (mm) o
H - 2 o
ngh alloy steel > 800 N/mm?, 10-13 = 190 <1x0D] <
stainless steel ferr.- marten. i~
Refractory alloy, Fe, Ni, Co base 31-35 115 <1x@D1 <3°
Hardened steel >45 HRC, hard cast iron 38 150 <1x@D1 <3°
Hardened steel >45 HRC, hard cast iron 39 75 <1x@D1 <2°




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,
0.40 - 0.60 0.70 - 1.00 1.50 - 2.00 2.50 - 3.00 4.00-6.00 | 8.00-10.00 | 12.00 - 16.00
0.003-0.004 | 0004-0.006 | 0010-0013 | 0016-0019 | 0026-0.038 | 0.052-0.065 | 0.075-0.090
0.002-0002 | 0003-0.004 | 0006-0.008 | 0010-0012 | 0016-0024 | 0032-0040 | 0.050-0.055

0.0010-0.0014 | 0002-0.002 | 0004-0.005 | 0006-0.007 | 0010-0014 | 0020-0025 | 0.030-0.035
0.0007-0.0011 | 0.001-0.002 | 0003-0.004 | 0004-0.005 | 0007-0011 | 0014-0020 | 0.020-0.025
Feed per tooth
gD, gD, gD, gD, gD, gD, 20D,
0.40 - 0.60 0.70 - 1.00 1.50 - 2.00 2.50 - 3.00 4.00-6.00 | 8.00-10.00 | 12.00 - 16.00
0.0024-0.0032 | 0.003-0.005 | 0008-0.010 | 0013-0015 | 0021-0.030 | 0042-0.052 | 0.060-0.072
0.0016 - 0.0016 | 0.002 - 0.003 0.005 - 0.006 0.008 - 0.010 0.013-0.019 0.026 - 0.032 0.040 - 0.044
0.0008-0.0011 | 0.002-0.002 | 0003-0.004 | 0005-0.006 | 0008-0011 | 0016-0.020 | 0.024-0.028
0.0006-0.0009 | 0.001-0.002 | 0002-0.003 | 0003-0.004 | 0006-0.009 | 0011-0.016 | 0.016-0.020
Feed per tooth

@D, @D, @D, @D, @D, @D, @D,
0.40 - 0.60 0.70 - 1.00 1.50 - 2.00 2.50 - 3.00 4.00-6.00 | 8.00-10.00 | 12.00 - 16.00
00016-0.002 | 0003-0004 | 0006-0.008 | 0010-0012 | 0016-0024 | 0.032-0.040 | 0.050-0.055
0.0010-0.001 | 0002-0.002 | 0.004-0005 | 0006-0.007 | 0010-0.014 | 0020-0.025 | 0.030-0.035

0.0010-0.0014 | 0.0017-0.0024 | 0.004-0.005 | 0006-0007 | 0010-0014 | 0020-0.025 | 0.030-0.035
0.0007 - 0.0011 | 0.0012-0.0018 | 0.003-0.004 | 0.004-0.005 | 0007-0011 | 0014-0020 | 0.020-0.025

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




DIXI 7800

|

FACE MILLING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics with good machinability
(expanded PVC) 29 750 <1x@D1 <1mm
Plastics with moderate machinability
(PETG, PPH, PC, PE-PP) 29 700 <1x@D1 <1 mm
Plastics with difficult machinability
(compact PVC, black PMMA) 2 650 <1001 <lmm
. DIXI 7210
ROUTING
VDI CARBIDE | CUTINOX ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 135 <04x@D1 <1xL1
Low alloyed steel <800 N/mm? 619 105 <0.4x@D1 <1xL1
1 - 2
High-alloy steel > 800 N/mr’, 10-13 80 | <02x0D1 | <ixli
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 100 <0.2x@D1 <1xL1
M
Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 80 <0.2x@D1 <1xL1
Grey castiron < 250 HB 15- 16 180 200 <04x@D1 <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 95 130 <04x@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 320 <0.4x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 260 <0.4x@D1 <1xL1
Copper alloy good machinability with Pb 26 160 <0.4x@D1 <1xL1
Copper alloy with difficult machinability 27-28 140 <0.4x0@D1 <1xL1
Gold, silver - 180 <04x@D1 <1xL1
H Titanium, titanium alloy 36-37 65 70 <0.3x@D1 <1xL1




Feed per tooth

gD, gD,

12.00 - 20.00 | 25.00 - 35.00

0.040-0.060 | 0.060-0.070

0.030-0.050 | 0.050-0.060

0.030-0.040 | 0.040-0.050

Feed per tooth
gD, gD, gD, gD,

3.00-4.00 | 500-6.00 | 7.00-8.00 | 10.00-12.00
0.032-0.044 | 0.054-0.064 | 0.076-0.086 | 0.090-0.098
0.031-0.040 | 0.052-0.062 | 0.072-0.082 | 0.086 -0.092
0.029-0.038 | 0.048-0.058 | 0.068-0.076 | 0.080 - 0.086
0.029-0.038 | 0.048-0.058 | 0.068-0.076 | 0.080 - 0.086
0.025-0.034 | 0.042-0.050 | 0.058-0.068 | 0.070-0.076
0.043-0.058 | 0.072-0.086 | 0.100-0.116 | 0.120-0.130
0.036-0.048 | 0.060-0.072 | 0.084-0.096 | 0.100-0.108
0.054-0.072 | 0.090-0.108 | 0.126-0.144 | 0.150 - 0.162
0.047-0.062 | 0.078-0.094 | 0.110-0.124 | 0.130-0.140
0.054-0.072 | 0.090-0.108 | 0.126-0.144 | 0.150 - 0.162
0.040-0.052 | 0.066-0.080 | 0.092-0.106 | 0.110-0.118
0.040-0.052 | 0.066-0.080 | 0.092-0.106 | 0.110-0.118
0.036-0.048 | 0.060-0.072 | 0.084-0.096 | 0.100-0.108

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



—

DIXI 7210

SLOTTING
VDI CARBIDE CUTINOX ae ap
3323 Ve [my/min] | Ve [my/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 1x@D1 <1.2x@D1
Low alloyed steel <800 N/mm? 6-9 85 1x@D1 <1x@D1
Al 2
ey sits) > GODLYar, 10-13 55 1x@D1 | <08x0BD1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 5 1x@D1 <1x@D1
M . .
Nickel-free stalnlesTns::ieI/DUPLEX >700 N/ 143-14.4 5 1x@D1 <0.7x0D1
Grey castiron < 250 HB 15-16 125 145 1x@D1 <15x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 65 75 1x@D1 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 230 1x@D1 <1.5x@D1
Cast aluminium alloy >12% Si 23-25 190 1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 110 1x@D1 <15x@D1
Copper alloy with difficult machinability 27-28 100 1x@D1 <1x@D1
Gold, silver - 130 1x@D1 <1x@D1
n Titanium, titanium alloy 36-37 45 55 1x@D1 <1x@D1
HELICAL INTERPOLATION
VDI CARBIDE CUTINOX Ramp ap
3323 Ve[m/min] | Ve[m/min] | angle o (mm)
Unalloyed steel, leaded steel 1-5 120 <6° <1.2x@D1
Low alloyed steel <800 N/mm? 6-9 95 <4 <1x@D1
i - 2
ngh alloy steel > 800 N/mm?, 10-13 70 <30 <08x0D]
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 85 <3° <1x@D1
M
Nickel-free stainless steel/DUPLEX >700 N/mm? | 14.3-14.4 60 <2° <0.7x@D1
Grey castiron < 250 HB 15-16 150 175 <8° <1.5x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 80 100 <4° <1x@D1
Wrought aluminium alloy < 12% Si 21-22 210 <6° <1.5x@D1
Cast aluminium alloy >12% Si 23-25 220 <4° <1x@D1
Copper alloy good machinability with Pb 26 130 <8° <15x@D1
Copper alloy with difficult machinability 27-28 f 120 <4° <1x@D1
Gold, sil it 150 3P 1x0D1
old, silver - < <1x
1.3xD,< @ < 1.9xD,
H Titanium, titanium alloy 36-37 55 <2° <1x@D1




Feed per tooth

@D, oD, @D, @D,
300-400 | 500-6.00 | 7.00-8.00 | 10.00-12.00

0.024-0.034 | 0.040-0.048 | 0.058-0.064 | 0.068 -0.074

0.023-0.030 | 0.040-0.046 | 0.054-0.062 | 0.064-0.070

0.022-0.028 | 0.036-0.044 | 0.052-0.058 | 0.060 - 0.064

0.022-0.028 | 0.036-0.044 | 0.052-0.058 | 0.060 - 0.064

0.019-0.026 | 0.032-0.038 | 0.044-0.052 | 0.052-0.058

0.032-0.044 | 0.054-0.064 | 0.076-0.088 | 0.090-0.098
0.027-0.036 | 0.046-0.054 | 0.064-0.072 | 0.076 - 0.082
0.041-0.054 | 0.068-0.082 | 0.094-0.108 | 0.112-0.122

0.035-0.046 | 0.058-0.070 | 0.082-0.094 | 0.098-0.106

0.041-0.054 | 0.068-0.082 | 0.094-0.108 | 0.112-0.122

0.030-0.040 | 0.050-0.060 | 0.070-0.080 | 0.082-0.088
0.030-0.040 | 0.050-0.060 | 0.070-0.080 | 0.082-0.088
0.027-0.036 | 0.046-0.054 | 0.064-0.072 | 0.076 - 0.082

Feed per tooth

@D, @D, @D, @D,
300-400 | 500-600 | 7.00-800 | 10.00-12.00

0.019-0.027 | 0.032-0.038 | 0.046-0.051 | 0.054-0.059

0.018-0.024 | 0.032-0.037 | 0.043-0.050 | 0.051-0.056

0.018-0.022 | 0.029-0.035 | 0.042-0.046 | 0.048 - 0.051

0.018-0.022 | 0.029-0.035 | 0.042-0.046 | 0.048 - 0.051

0.015-0.021 | 0.026-0.030 | 0.035-0.042 | 0.042-0.046

0.026 - 0.035 | 0.043-0.051 | 0.061-0.070 | 0.072-0.078

0.022-0.029 | 0.037-0.043 | 0.051-0.058 | 0.061-0.066

0.033-0.043 | 0.054-0.066 | 0.075-0.086 | 0.090 - 0.098

0.028 - 0.037 | 0.046-0.056 | 0.066-0.075 | 0.078 - 0.085

0.033-0.043 | 0.054-0.066 | 0.075-0.086 | 0.090 -0.098

0.024-0.032 | 0.040-0.048 | 0.056-0.064 | 0.066 -0.070

0.024-0.032 | 0.040-0.048 | 0.056-0.064 | 0.066 -0.070

0.022-0.029 | 0.037-0.043 | 0.051-0.058 | 0.061-0.066

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIX1 7213 - 7214

ROUTING

VDI CARBIDE TAIN ae ap

3323 Ve [my/min] | Ve [my/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 <0.3x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 80 <0.3x@D1 <1xL1
Illtg?n Iae”sosysst:ee; If:ri:.qom'\;/:tner?:' =) < LI SlE
Austenitic stainless steel < 700 N/mm? 14.1-14.2 90 <0.2x@D1 <1xL1
Grey castiron < 250 HB 15-16 85 100 <04x@D1 <1xL1
Ductile, malleable, nodular castiron>250HB 17-20 70 85 <0.4x@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 125 <0.4x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 220 <04x@D1 <1xL1
Copper alloy good machinability with Pb 26 40 <0.3x@D1 <1xL1
Copper alloy with difficult machinability 27-28 150 <04x@D1 <1xL1
Gold, silver - 150 <0.4x@D1 <1xL1
Titanium, titanium alloy 36-37 150 <04x0@D1 <1xL1

SLOTTING
VDI CARBIDE TAIN ae ap

3323 Ve [my/min] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 70 1x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 55 1x@D1 <1x@D1

Illtgrl]n f;!sosys?cteee? Ier?.qom'\;/rTen:' 10-13 % Ll SR
Austenitic stainless steel < 700 N/mm? 14.1-14.2 65 1x@D1 <0.80x0@D1

Grey cast iron < 250 HB 15-16 60 70 1x@D1 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 50 60 1x@D1 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 90 1x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-25 155 1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 30 1x@D1 <1x@D1
Copper alloy with difficult machinability 27-28 105 1x@D1 <1x@D1
Gold, silver - 105 1x@D1 <1x@D1
Titanium, titanium alloy 36-37 105 1x@D1 <1x@D1




Feed per tooth

@D, @D, @D, @D, oD,
400-500 | 600-7.00 | 800-9.00 | 10.00-12.00 | 14.00- 20.00

0.018-0.023 | 0.027-0.032 | 0.036-0.040 | 0.035-0.040 | 0.050-0.070

0.017-0.021 | 0.026-0.030 | 0.034-0.038 | 0.035-0.040 | 0.050-0.070

0.016-0.020 | 0.024-0.028 | 0.032-0.036 | 0.030-0.040 | 0.040 - 0.060

0.016-0.020 | 0.024-0.028 | 0.032-0.036 | 0.030-0.040 | 0.040 - 0.060
0.024-0.030 | 0.036-0.042 | 0.048-0.054 | 0.050-0.060 | 0.070-0.100
0.020-0.025 | 0.030-0.035 | 0.040-0.046 | 0.040-0.050 | 0.060 - 0.080
0.036-0.045 | 0.054-0.063 | 0.072-0.082 | 0.070-0.090 | 0.100 - 0.140

0.030-0.038 | 0.045-0.053 | 0.060-0.068 | 0.060-0.070 | 0.080-0.120

0.030-0.038 | 0.045-0.053 | 0.060-0.068 | 0.060-0.070 | 0.080-0.120

0.024-0.030 | 0.036-0.042 | 0.048-0.054 | 0.050-0.060 | 0.070-0.100

0.024-0.030 | 0.036-0.042 | 0.048-0.054 | 0.050-0.060 | 0.070-0.100

0.022-0.028 | 0.033-0.039 | 0.044-0.050 | 0.045-0.050 | 0.060 -0.090

Feed per tooth

@D, @D, @D, @D, oD,
400-500 | 600-7.00 | 800-9.00 | 10.00-12.00 | 14.00- 20.00

0.014-0.017 | 0.020-0.024 | 0.027-0.030 | 0.026-0.030 | 0.038-0.053

0.013-0.016 | 0.020-0.023 | 0.026-0.029 | 0.026-0.030 | 0.038 - 0.053

0.012-0.015 | 0.018-0.021 | 0.024-0.027 | 0.023-0.030 | 0.030-0.045

0.012-0.015 | 0.018-0.021 | 0.024-0.027 | 0.023-0.030 | 0.030 - 0.045

0.018-0.023 | 0.027-0.032 | 0.036-0.041 | 0.038-0.045 | 0.053-0.075

0.015-0.019 | 0.023-0.026 | 0.030-0.035 | 0.030-0.038 | 0.045-0.060

0.027-0.034 | 0.041-0.047 | 0.054-0.062 | 0.053-0.068 | 0.075-0.105

0.023-0.029 | 0.034-0.040 | 0.045-0.051 | 0.045-0.053 | 0.060 - 0.090

0.023-0.029 | 0.034-0.040 | 0.045-0.051 | 0.045-0.053 | 0.060 - 0.090

0.018-0.023 | 0.027-0.032 | 0.036-0.041 | 0.038-0.045 | 0.053-0.075

0.018-0.023 | 0.027-0.032 | 0.036-0.041 | 0.038-0.045 | 0.053-0.075

0.017-0.021 | 0.025-0.029 | 0.033-0.038 | 0.034-0.038 | 0.045-0.068

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stabhility, etc.
The cutting conditions must be adapted to the operating conditions !



. DIXI 7213 - 7214

HELICAL INTERPOLATION

VDI CARBIDE TIAIN Ramp ap

3323 Ve[m/min] | Vel[m/min] | angle (mm)
Unalloyed steel, leaded steel 1-5 70 <6° <1x@D1
Low alloyed steel < 800 N/mm? 6-9 55 <4° <1x@D1
F;lti?n IaeI L?sysstzee? If: r?.qom,\z‘a/:en:' 10-13 % <& <080D1
M Austenitic stainless steel < 700 N/mm? 14.1-14.2 65 <3° <0.8x@D1
Grey castiron < 250 HB 15-16 60 70 <7° <1x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 50 60 <4° <1x@D1
Wrought aluminium alloy < 12% Si 21-22 90 <4° <1x@D1
Cast aluminium alloy >12% Si 23-25 155 <6° <1x@D1
Copper alloy good machinability with Pb 26 30 <2° <1x@D1
Copper alloy with difficult machinability 27-28 105 <7° <1x@D1
Gold, silver - h=mxgxtana 105 <4 <1x@D1

1.3xD, < 0 < 1.9xD,

n Titanium, titanium alloy 36-37 105 <3° <1x@D1




Feed per tooth

@D, @D, oD, @D, oD,
400-500 | 600-7.00 | 800-9.00 | 10.00-12.00 | 14.00- 20.00

0.011-0.014 | 0.016-0.019 | 0.022-0.024 | 0.021-0.024 | 0.030 - 0.042

0.010-0.013 | 0.016-0.018 | 0.021-0.023 | 0.021-0.024 | 0.030 - 0.042

0.010-0.012 | 0.014-0.017 | 0.019-0.022 | 0.018-0.024 | 0.024 - 0.036

0.010-0.012 | 0.014-0.017 | 0.019-0.022 | 0.018-0.024 | 0.024-0.036

0.012-0.015 | 0.018-0.021 | 0.024-0.028 | 0.024-0.030 | 0.036 - 0.048

0.022-0.027 | 0.033-0.038 | 0.043-0.050 | 0.042-0.054 | 0.060 - 0.084

0.018-0.023 | 0.027-0.032 | 0.036-0.041 | 0.036-0.042 | 0.048-0.072

0.018-0.023 | 0.027-0.032 | 0.036-0.041 | 0.036-0.042 | 0.048-0.072

0.014-0.018 | 0.022-0.026 | 0.029-0.033 | 0.030-0.036 | 0.042-0.060

0.014-0.018 | 0.022-0.026 | 0.029-0.033 | 0.030-0.036 | 0.042-0.060

0.014-0.017 | 0.020-0.023 | 0.026-0.030 | 0.027-0.030 | 0.036 - 0.054

0.026 - 0.033 | 0.039-0.046 | 0.052-0.055 | 0.057-0.066 | 0.072-0.096

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIXI 7215 - 7215-FC

ROUTING
VDI DIXI7215 | DIXI7T15-FC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 475 620 <04x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 200 260 <1x@D1 <1.3x@D1
Copper alloy good machinability with Pb 26 200 260 <0.4x@D1 <1xL1
Copper alloy with difficult machinability 27-28 140 180 <0.4x0@D1 <1xL1
Gold, silver 200 325 <04x@D1 <1xL1
SLOTTING
VDI DIXI7215 | DIXI715-FC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 380 490 1x@D1 <1.5x0D1
Cast aluminium alloy >12% Si 23-25 160 210 1x@D1 <1.3x@D1
Copper alloy good machinability with Pb 26 160 210 1x@D1 <1.5x@D1
Copper alloy with difficult machinability 27-28 110 150 1x@D1 <1x@D1
Gold, silver - 200 260 1x@D1 <1x@D1
RAMPING
max.
VDI DIXI7215 | DIXI715-FC denth Ramp
3323 Ve [m/min] | Ve [m/min] P angle o,
(mm)
Wrought aluminium alloy < 12% Si 21-22 L 380 490 <1x@D1 <1.5x@D1
st
2
Cast aluminium alloy >12% Si 23-25 160 210 <1x@D1 <1.3x@D1
Copper alloy good machinability with Pb 26 160 210 <1x@D1 <1.5x@D1
Copper alloy with difficult machinability 27-28 110 150 <1x@D1 <1x@D1
Gold, silver - 200 260 <1x@D1 <1x@D1




Feed per tooth

@D, @D, @D,
400-6.00 | 8.00-10.00 | 12.00 - 16.00

0.058 -0.086 | 0.115-0.140 | 0.170-0.230

0.048 - 0.072 0.095-0.120 0.140 - 0.190

0.048 - 0.072 0.095-0.120 0.140- 0.190

0.038 - 0.058 | 0.075-0.100 | 0.120-0.150

0.038 - 0.058 0.075-0.100 0.120 - 0.150

Feed per tooth

@D, @D, oD,
400-6.00 | 8.00-10.00 | 12.00 - 16.00

0.044-0.064 | 0.085-0.110 | 0.130-0.170

0.036 - 0.054 | 0.070-0.090 | 0.110-0.140

0.036 - 0.054 0.070 - 0.090 0.110-0.140

0.029-0.044 | 0.055-0.080 | 0.090-0.110

0.029 - 0.044 0.055 - 0.080 0.090-0.110

Feed per tooth

@D, @D, oD,
400-6.00 | 8.00-10.00 | 12.00- 16.00

0.044-0.064 | 0.085-0.110 | 0.130-0.170

0.036 - 0.054 | 0.070-0.090 | 0.110-0.140

0.036 - 0.054 0.070 - 0.090 0.110-0.140

0.029 -0.044 | 0.055-0.080 | 0.090-0.110

0.029 - 0.044 0.055 - 0.080 0.090-0.110

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



———

DIXI 7217

ROUTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics with good machinability )
(expanded PVC) 21-22 400 <0.70x@D1 <1xL1
Plastics with moderate machinability
(PETG, PPH, PC, PE-PP) 23-25 300 <0.70x@D1 <1xL1
Plastics with difficult machinability
(compact PVC, black PMMA) 26 250 <0.40x@D1 <1xL1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics with good machinability )
e 21-22 400 1x@D1 <15x0D1
Plastics with moderate machinability
(PETG, PPH, PC, PE-PP) 23-25 300 1x@D1 <15x0D1
Plastics with difficult machinability
(compact PVC, black PMMA) & 250 1xBD1 | <15<2D1
RAMPING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics with good machinabili :
astics with good machinability ) o
(expanded PVC) 21-22 ; 400 <12 <1.5x@D1
Plastics with moderate machinability "
(PETG, PPH, PC, PE-PP) 23-25 300 <10 <15x0D1
Plastics with difficult machinability o
(compact PVC, black PMMA) A 250 <8 <1.5x@D1




@D, @D,
6.00-8.00 | 10.00-12.00
0.230-0.260 | 0.290-0.310
0.180-0.210 0.230 - 0.250
0.150 - 0.180 0.190-0.210

@D, @D,
6.00-8.00 | 10.00-12.00

0.170-0.200 | 0.220 - 0.230
0.140 - 0.160 0.180-0.190
0.110-0.140 0.150 - 0.160

@D, @D,
6.00-8.00 | 10.00-12.00

0.140 - 0.160 0.180 - 0.200

0.110-0.130 0.140 - 0.160

0.090 - 0.011 0.120-0.140

Values based on dry use. The cutting parameters are very strongly influenced

Feed per tooth

Feed per tooth

Feed per tooth

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7220 - 7220-3D

|

ROUTING
VDI C-TOP ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 140 < 0.40x0@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 125 < 0.35x@D1 <1xL1
stness saetfor.maron, | 013 B <m0 <l
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 < 0.30x0@D1 <1x L1
M Nickel-free stainless steel/DUPLEX 143-14.4 65 < 025x@D1 <xL1
>700 N/mm?
Grey castiron < 250 HB 15-16 175 < 0.40x0D1 <1x L1
Ductile, malleable, nodular cast iron>250HB 17-20 110 < 0.40x@D1 <1x L1
Copper alloy good machinability with Pb 26 200 < 0.40x@D1 <1xL1
Copper alloy with difficult machinability 27-28 170 < 0.40x@D1 <1xL1
Gold, silver - 150 < 0.40x@D1 <1x L1
Refractory alloy, Fe, Ni, Co base 31-35 35 < 0.20x@D1 <1xL1
Titanium, titanium alloy 36-37 65 < 0.40x@D1 <1xL1
SLOTTING
VDI C-TOP ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 110 1x@D1 <1.50x@D1
Low alloyed steel <800 N/mm? 6-9 95 1x@D1 <1.25x@D1
l-s“tgari]r;Iael!s?sys?c;eeelIerE.qom'\;/rrtne?? 10-13 6 1x0D1 <1x0D1
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
M Nickel-free stainless steel/ DUPLEX 143-14.4 50 1x@D1 <0.80x0D1
>700 N/mm?
Grey castiron < 250 HB 15-16 130 1x@D1 <1.50x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 85 1x@D1 <1.25x0@D1
Copper alloy good machinability with Pb 26 150 1x@D1 <1.50x@D1
Copper alloy with difficult machinability 27-28 130 1x@D1 <1.50x@D1
Gold, silver - 115 1x@D1 <1.50x0@D1
Refractory alloy, Fe, Ni, Co base 31-35 25 1x@D1 <0.50x@D1
Titanium, titanium alloy 36-37 45 1x@D1 <1x@D1




Feed per tooth

@D, @D, @D, @D,
300-400 | 500-6.00 | 800-10.00 | 12.00-16.00

0.036 - 0.048 0.060 - 0.070 0.095-0.110 0.115-0.135

0.032 - 0.044 0.055 - 0.065 0.085 - 0.095 0.105-0.120

0.028 - 0.038 0.050 - 0.060 0.075- 0.085 0.090-0.110

0.028 - 0.038 | 0.050-0.060 | 0.075-0.085 | 0.090-0.110

0.026 - 0.034 0.040 - 0.050 0.065 - 0.075 0.080 - 0.095

0.044-0.058 | 0.070-0.085 | 0.115-0.130 | 0.140-0.160

0.036 - 0.048 0.060 - 0.070 0.095-0.110 0.115-0.135

0.054 - 0.072 0.090-0.110 0.145 - 0.160 0.175- 0.200

0.044 - 0.058 0.070 - 0.085 0.115-0.130 0.140 - 0.160

0.044-0.058 | 0.070-0.085 | 0.115-0.130 | 0.140-0.160

0.018 - 0.024 0.030 - 0.035 0.050 - 0.055 0.060 - 0.065

0.044 - 0.058 0.070 - 0.085 0.115-0.130 0.140 - 0.160

Feed per tooth

@D, @D, @D, @D,
300-400 | 500-6.00 | 800-1000 | 12.00-16.00

0.029 - 0.038 0.048 - 0.056 0.076 - 0.088 0.090-0.110

0.026 - 0.036 0.044 - 0.052 0.068 - 0.076 0.085 - 0.095

0.020 - 0.026 0.036 - 0.042 0.052 - 0.060 0.065 - 0.075

0.017-0.022 | 0.030-0.036 | 0.046-0.052 | 0.055-0.065

0.016 - 0.020 0.024 - 0.030 0.040 - 0.046 0.050 - 0.055

0.035-0.046 | 0.056-0.068 | 0.092-0.104 | 0.110-0.130

0.029 - 0.038 0.048 - 0.056 0.076 - 0.088 0.090-0.110

0.043 - 0.058 0.072 - 0.088 0.116-0.128 0.140 - 0.160

0.035 - 0.046 0.056 - 0.068 0.092-0.104 0.110-0.130

0.035-0.046 | 0.056-0.068 | 0.092-0.104 | 0.110-0.130

0.009 - 0.012 0.016- 0.018 0.026 - 0.028 0.030 - 0.035

0.026 - 0.034 0.042 - 0.052 0.070 - 0.078 0.085 - 0.095

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7220 - 7220-3D

—

TROCHOIDAL MILLING
VDI C-TOP ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 420 <0.05x@D1 <1xL1
Low alloyed steel < 800 N/mm? 6-9 380 <0.04x@D1 <1xL1
I-s“t(‘;tlln Iae”sosys?;GeT If:r?.qom'\;/:enr]:’ 1 260 <0.040D1 <Ixl
Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.04x0@D1 <1xL1
e Nickel-free stainless steel/DUPLEX 143-144 130 <0.03x0D1 <xli
>700 N/mm?
Grey cast iron < 250 HB 15-16 480 <0.05x0@D1 <1xL1
Ductile, malleable, nodular cast iron >250HB 17-20 300 <0.05x@D1 <1xL1
Copper alloy good machinability with Pb 26 550 <0.05x@D1 <1xL1
Copper alloy with difficult machinability 27-28 470 <0.05x@D1 <1xL1
Gold, silver - 410 <0.05x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 60 <0.03x@D1 <1xL1
Titanium, titanium alloy 36-37 110 <0.05x@D1 <1xL1
HELICAL INTERPOLATION
VDI C-TOP Ramp angle ap
3323 Ve [m/min] o (mm)
Unalloyed steel, leaded steel 1-5 120 <6° <1.2xL1
Low alloyed steel < 800 N/mm? 6-9 95 <4° <1xL1
I-s“tg';rlln rtlls()sys?[:eee? If:r?.qom'\;/:enr]:l 1 70 < <08xL1
Austenitic stainless steel < 700 N/mm? 14.1-14.2 85 <3° <1xL1
M Nickel-free it;)g(\)h’a\ls/; sntgell DUPLEX 143144 60 <20 <07xL1
Grey cast iron < 250 HB 15-16 175 <8° <15xL1
Ductile, malleable, nodular castiron >250HB 17-20 100 <4° <1xL1
Copper alloy good machinability with Pb 26 130 <8° <1.5xL1
Copper alloy with difficult machinability 27-28 120 <4° <1xL1
Gold, silver - 150 <3° <1xL1
H Refractory alloy, Fe, Ni, Co base 31-35 h=nxpxtana 60 <1° <0.5%L1
1.3xD, < @ < 1.9xD,
Titanium, titanium alloy 36-37 110 <2° <1xL1




Feed per tooth

@D, @D, @D, @D,
300-400 | 500-6.00 | 800-10.00 | 12.00-16.00

0.046 - 0.060 0.080 - 0.090 0.120- 0.140 0.140-0.170

0.040 - 0.055 0.070 - 0.080 0.110-0.120 0.130-0.150

0.036 - 0.050 0.060 - 0.070 0.100-0.110 0.120-0.130

0.036-0.050 | 0.060-0.070 | 0.100-0.110 | 0.120-0.130

0.032 - 0.040 0.050 - 0.060 0.080 - 0.090 0.100-0.120

0.054-0.070 | 0.090-0.110 | 0.140-0.160 | 0.170 - 0.200

0.046 - 0.060 0.080 - 0.090 0.120-0.140 0.140-0.170

0.046 - 0.060 0.080 - 0.090 0.120- 0.140 0.140-0.170

0.040 - 0.055 0.070 - 0.080 0.110-0.120 0.130-0.150

0.040-0.055 | 0.070-0.080 | 0.110-0.120 | 0.130-0.150

0.022 - 0.030 0.040 - 0.050 0.060 - 0.070 0.070 - 0.080

0.046 - 0.060 0.080 - 0.090 0.120 - 0.140 0.140-0.170

Feed per tooth

@D, @D, @0, @0,
300-400 | 500-6.00 | 8.00-10.00 | 12.00-16.00

0.022 - 0.030 0.038 - 0.046 0.060 - 0.070 0.070 - 0.085

0.020 - 0.028 0.034 - 0.040 0.055 - 0.060 0.065 - 0.075

0.018 - 0.024 0.030 - 0.036 0.050 - 0.055 0.060 - 0.065

0.018-0.024 | 0.030-0.036 | 0.050-0.055 | 0.060 - 0.065

0.016 - 0.022 0.026 - 0.032 0.040 - 0.045 0.050 - 0.060

0.028 - 0.036 | 0.046-0.054 | 0.070-0.080 | 0.085-0.100

0.022 - 0.030 0.038 - 0.046 0.060 - 0.070 0.070 - 0.085

0.022 - 0.030 0.038 - 0.046 0.060 - 0.070 0.070 - 0.085

0.020 - 0.028 0.034 - 0.040 0.055 - 0.060 0.065 - 0.075

0.020-0.028 | 0.034-0.040 | 0.055-0.060 | 0.065 - 0.075

0.012-0.016 0.018 - 0.022 0.030 - 0.035 0.035 - 0.040

0.022 - 0.030 0.038 - 0.046 0.060 - 0.070 0.070 - 0.085

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stabhility, etc.
The cutting conditions must be adapted to the operating conditions !



——

DIXI 7442 COOL+

ROUTING / ROUGHING
ap, ap, anp,
0.30-0.70 0.80-1.50 1.60 - 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[myminl | Ve[mymin] | Velnymin] | Velnmymin] | Velnmymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 120 - 280
Low alloyed steel <800 N/mm? 6-9 25-50 50-125 90 - 230
H - 2
ngh alloy steel > 800 N/mm?, 10-13 2535 50 - 85 90-130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25-50 50 - 150 100 - 230
Nickel-free stainless steel/DUPLEX 143124 20- 45 50- 115 75- 180
>700 N/mm?
Grey castiron < 250 HB 15-16 20 - 40 30- 50 45-105 50 - 150 70-165 | 150 - 280
Reiinalehlc o e sstie] 17-20 15-35 | 30-50 | 40-90 | 50-150 | 60-140 | 110- 250
>250HB
Copper alloy good machinability with Pb 26 20 - 40 30-50 50 - 105 50 - 150 80-165 | 150 - 300
Copper alloy with difficult machinability 27-28 15-35 30-50 40 - 90 50 - 150 60-140 | 130- 280
Gold, silver - 20-45 30-50 50-110 | 50-150 | 75-170 | 160-320
Refractory alloy, Fe, Ni, Co base 31-35 15-30 40 - 80 60 - 120
Titanium, titanium alloy 36-37 15-30 30-45 35-80 50-110 | 55-120 | 120-170
SLOTTING
an, ap, ap,
0.30-0.70 0.80-1.50 1.60 - 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP CARBIDE | C-TOP
3323 Velmymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [yimin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 150 100 - 240
Low alloyed steel < 800 N/mm? 6-9 20 - 50 50 - 125 75-195
Rl 2
ngh alloy steel > 800 N/mm?, 10-13 20-30 50 - 70 75-110
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 141-14.2 20 - 50 50 - 125 85-195
Nickel-free stainless steel/ DUPLEX 143-14.4 15- 40 40-100 65 - 155
>700 N/mm?

Grey castiron < 250 HB 15-16 15-35 30-50 40 - 90 50-150 | 60-140 | 130-240
Ductile, malleable, nodular cast iron>250HB 17-20 15-30 25-50 35-80 50 - 140 50 - 120 95 - 215
Copper alloy good machinability with Pb 26 20 - 35 30 - 50 45-90 50 - 150 70-140 | 130- 255
Copper alloy with difficult machinability 27-28 15- 35 30-50 35-80 50 - 150 50-120 | 110- 240

Gold, silver - 15- 30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30-65 50-100
Titanium, titanium alloy 36-37 10-25 25-35 30-65 50 - 95 45-100 100 - 145

Q




Feed per tooth

@D, @D, @D, @D, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00
ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm)
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
MR <1.50x0 UIbEHINLS <1.50x@ -0 <150x@ P2 <1.50x@ WSS <1.50x@
<0.90x0 <0.90x@ <0.90x0@ <0.90x@ <0.90x@
0002-0003 <150x@ 00030005 <1.50x0 0004-0010 <1.50x0 00030019 <1.50x0 0016-0032 <1.50x0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
0002-008 | T o 0,003-0005 P 0o4-0010 | o o 0008-0018 c1s0xp | 0015-0030 Pty
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
0002-008 | T o 0,003-0005 <1500 0o04-0010 | T o 0,008-0018 <1500 0015-0030 <1500
<0.90x0 <0.90x 0 <0.90x0 <0.90x0 <0.90x 0@
VLD <1.50x@ DAL <150x@ UL <1.50x@ DL <150x@ LUk <150x@
<0.90x0 <0.90x@ <0.90x 0@ <0.90x@ <0.90x@
0002-0005 <1.50x0 0004-0007 <1.50x@ 0006-0015 <150x0 0012-0028 <1.50x@ 0023-0046 <1.50x@
<0.90x0 <0.90x0 <0.90x0 <0.90x@ <0.90x0
00R-0004 | _qgp.q | O0B-006 | _1epep | O0B-00B | j5o.g | 0OV-004 | goeg | 00000 | g 5oxp
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x@
00B-0005 | yg5p.q | 00050009 | ygp,g | QOOT-00T7 1 ggg.g | 0OM-002 1 ygpeg | 00700 T en.g
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@
DR S <150x@ b0 <1.50x0 LAk <1.50x0 BOZR0NES <1.50x0 ozl <1.50x0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
0002-0004 | 45y | 0008-006 | ygp,g | 00008 | 5. | 0OM-004 1 ygpeg | 0020000 1 hn.g
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@
LCRCE <1.50x0 UL <1.50x0 Pz <1500 U <1.50x0 LRI <1.50x0
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@
0002-0004 <150x@ 0004-0007 <1.50x0 0.006-0014 <1.50x0 0012-00% <1.50x0 0022-004 <1.50x0
Feed per tooth
@D, @D, @D, @D, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00
fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm)

00015- 00030 |  <050x@ 0,003-0005 <1.00x@ 0004-0010 <150x@ 0008-0018 <150x@ 0015-0030 <150x@
00014-00028 |  <050x0 0,002-0004 <1.00x@ 0.004-0009 <150x@ 0,007-0017 <150x@ 0014-0028 <150x0
00013-00026 |  <050x0 0,002-0004 <1.00x@ 0.003-0008 <150x0 0,007-0016 <150x0 0013-0026 <150x0
00013-00026 | <050x@ 0.002-0004 <1.00x@ 0.003-0008 <150x@ 0.007-0016 <150x@ 0013-0026 <150x0
00012-00024 | <025x@ 0.002-0004 <050x@ 0.003-0008 <1.00x0 0007-0015 <1.00x@ 0012-0024 <1.00x0
00020-00040 | <050x@ 0,003-0006 <1.00x0 0005-0013 <150x0 0011-0024 <150x@ 0020-0040 <150x@
00017-00034 | <050x@ 0,003-0005 <1.00x@ 0004-0011 <150x@ 0,009-0020 <150x@ 0017-0034 <150x@
00023-00046 | <050x@ 0,004-0007 <1.00x@ 0.006-0015 <150x@ 0012-0028 <150x@ 0023-0046 <150x0
00018-00036 | <050x@ 0,003-0006 <1.00x@ 0.005-0012 <150x0 0010-0022 <150x@ 0018-0036 <150x@
00017-00034 | <050x@ 0.003-0005 <1.00x0 0.004-0011 <150x0 0009-0020 <150x@ 0017-0034 <150x@
00008-00016 | <050x@ 0001-0002 <0.25x0 0.002-0005 <050x0 0.004-0009 <1.00x0 0008-0016 <1.00x0
00018-00036 | <0.25x@ 0.003-0006 <1.00x@ 0,005-0012 <150x@ 0010-0022 <150x@ 0018-0036 <150x@




——

DIXI 7442 COOL+

ROUTING / FINISHING
@D, @D, ap,
0.30-0.70 0.80-1.50 1.60 - 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 150 - 350
Low alloyed steel <800 N/mm? 6-9 30-50 50 - 150 110 - 290
Rl )
High-alloy steel > 800 N/mn’, 10-13 30- 40 50 - 105 110- 160
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 30-50 50 - 150 130 - 290
M . .
Nickel-free stainless steel/DUPLEX 143-14.4 25 - 50 50 - 150 90 - 230
>700 N/mm?
Grey cast iron < 250 HB 15-16 25-50 30-50 50-150 | 50-150 | 90-210 | 190-350
Ductile, malleable, nodular cast iron>250HB 17-20 20 - 45 30-50 50 - 150 50 - 150 80-180 | 140-310
Copper alloy good machinability with Pb 26 25-50 30-50 50 - 150 50-150 | 100-210 | 190 - 380
Copper alloy with difficult machinability 27-28 20 - 45 30-50 50 - 150 50 - 150 80-180 | 160 - 350
Gold, silver - 25-50 30-50 50-150 | 50-150 | 90-210 | 200 - 400
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 50 - 135 80 - 150
Titanium, titanium alloy 36-37 20-40 30-50 45 -150 50-110 70-150 | 150-210
RAMPING
anp, anp, @D,
0.30-0.70 0.80-1.50 1.60-5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmyminl | Ve[mymin] | Ve[myminl | Ve[mymin] | Ve[nmymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel < 800 N/mm? 6-9 20 - 40 50 - 100 75- 155
H - 2
ngh alloy steel > 800 N/mm?, 10-13 20-25 50 - 60 75- 90
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 40 50 - 100 85- 155
Nickel-free stainless steel/DUPLEX 143-14.4 15-30 40-80 65- 120
>700 N/mm?
Grey castiron < 250 HB 15-16 15-35 30-50 40- 90 50-125 | 60-140 | 130-190
Ductile, malleable, nodular castiron>250HB | 17-20 15- 30 25-45 35-80 50-110 50 - 120 95-170
Copper alloy good machinability with Pb 26 20 - 35 30-50 45 - 90 50 - 135 70-140 | 130- 205
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50 - 125 50-120 | 110-190
Gold, silver - 15-30 30-50 40 - 95 50-145 | 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
Titanium, titanium alloy 36 - 37 10-25 25-35 30-65 50-75 45-100 | 100- 115

Q




Feed per tooth

@D, @D, @D, @D, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00
ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm)
<0.30x0 <0.30x@ <0.30x0 <0.30x@ <0.30x0
DL <1.50x0 PhEeHEL <1500 e <1.50x0 L <1500 Bt <1500
<0.30x0 <0.30x@ <0.30x0@ <0.30x@ <0.30x@
0002-0008 <150x@ 00030005 <150x@ 0004-0010 <150x@ 000-0019 <150x@ 00760032 <150x0
<0.30x0 <0.30x@ <0.30x0@ <0.30x@ <0.30x@
MR <150x@ e <1.50x 0 -l <1.50x0 BEL <1.50x0 BUI-0TED <1.50x 0
<0.30x0 <0.30x0 <0.30x0 <0.30x0 <0.30x0
0002-0003 <1500 0,003-0005 <1500 0.004-0010 <1500 0008-0018 <1500 0015-0030 <1500
<0.30x0 <0.30x0@ <0.30x0 <0.30x0@ <0.30x@
LD <1.50x@ L <1500 LG <150x@ LSO <1500 Uk <150x0
<0.30x0 <0.30x@ <0.30x0@ <0.30x@ <0.30x@
0002-0005 <1.50x@ 0004-0007 <1.50x0 0006-0015 <1.50x0 0012-0028 <1.50x0 0023-0046 <1.50x0
<0.30x0 <0.30x0 <0.30x0 <0.30x@ <0.30x@
DLb=RLL <1.50x@ LRI <1500 BLLHRE <150x0 BRI <1500 BIAUAELY <1500
<0300 <0.30x@ <0.30x@ <0.30x@ <0.30x0
00B-0005 | yg5p.g | 00050009 | ygp,g | Q07007 1 qgg.g | 0OM-002 1 ygpeg | 0000 T hn.g
<0.30x0@ <0.30x0 <0.30x0@ <0.30x0 <0.30x0
DeA-lTs <150x@ L~ <150x@ CaL <150x@ L <150x@ 2l <150x@
<0.30x0 <0.30x0 <0.30x0 <0.30x0 <0.30x0
0002-0004 <1.50x 0 0.008-0006 <1.50x0 0005-0013 <1.50x0 0011-0024 <1.50x0 0020-0040 <1.50x0
<0.30x0 <0.30x@ <0.30x@ <0.30x@ <0.30x@
R T I T o S B B e I I o =L (NPT T I o L T
<0.30x0@ <0.30x0 <0.30x0@ <0.30x0@ <0.30x0
0002-0004 <150x@ 0.004-0007 <150x@ 00060014 <150x0 0012-00%6 <150x@ 00220044 <1500
Feed per tooth
@D, @D, @D, @D, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00
fz al®) fz alf) fz al®) fz al) fz al)
0,0010-0.0020 <30° 0,002-0003 <30° 0003-0006 <30° 0,005-0012 <30° 0010-0020 <30°
0,0009-00018 <30° 0.001-0003 <30° 0.002-0006 <30° 0,005-0011 <30° 0009-0018 <30°
0,0008-00016 <30° 0001-0003 <30° 0,002-0.005 <30° 0004-0010 <30° 0003-0016 <30°
0,0008- 00016 <30° 0.001-0003 <30° 0.002-0005 <30° 0.004-0010 <30° 0,008-0016 <30°
0,0008-00016 <15° 0001-0003 <15° 0.002-0.005 <15° 0004-0010 <15° 0008-0016 <15°
00013-00026 <30° 0002- 0,004 <30° 0003-0008 <30° 0007-0015 <30° 0013-0026 <30°
00011-00022 <30° 0002-0003 <30° 0,003-0007 <30° 0006-0013 <30° 0011-0022 <30°
0,0015-00030 <35° 0002-0.005 <35° 0004-0010 <35° 0008-0018 <35° 0015-0030 <35°
00012-00024 <35° 0,002- 0,004 <35° 0003-0008 <35° 0006-0014 <35° 0012-0024 <35°
00011-00022 <35° 0002-0003 <35° 0,003-0007 <35° 0006-0013 <35° 0011-002 <35°
0,0005- 00010 <g 0.001-0002 < 0.001-0003 <8 0.003-0006 < 0.005-0010 <8
00012-00024 <15° 0,002- 0.004 <15° 0003-0008 <15° 0006-0014 <15° 0012-0024 <15°




——

DIXI 7443 COOL+

ROUTING / ROUGHING
ap, an, an,
0.30-150 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE | C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[myimin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 120 - 280
Low alloyed steel <800 N/mm? 6-9 25-50 50 - 125 90 - 230
Rl 2
High-alloy steel > 800 N/mar’, 10-13 25-35 50 - 85 90- 130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-142 25-50 50 - 150 100 - 230
Nickel-free stainless steel/ DUPLEX 143-144 20- 45 50-115 75- 180
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17-20 15-35 30-50 40 - 90 50 - 150 60-140 | 110- 250
Copper alloy good machinability with Pb 26 20 - 40 30 - 50 50-105 | 50-150 80-165 | 150 - 300
Copper alloy with difficult machinability 27-28 15-35 30-50 40 - 90 50 - 150 60-140 | 130-280
Gold, silver - 20- 45 30-50 50-110 | 50-150 75-170 | 160 - 320
Refractory alloy, Fe, Ni, Co base 31-35 15-30 40 - 80 60 - 120
Titanium, titanium alloy 36-37 15-30 30-45 35-80 50-110 55-120 | 120-170
SLOTTING
@D, @D, @D,
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE | C-TOP CARBIDE C-TOP CARBIDE | C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin] | Ve [nymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 150 100 - 240
Low alloyed steel <800 N/mm? 6-9 20 - 50 50 - 125 75-195
Rl 2
ngh alloy steel > 800 N/mm?, 10-13 20-30 50 - 70 75-110
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 50 50 - 125 85-195
Nickel-free stainless steel/ DUPLEX 143-14.4 15- 40 40- 100 65 - 155
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17 -20 15-30 25-50 35-80 50 - 140 50-120 95-215
Copper alloy good machinability with Pb 26 20-35 30-50 45-90 50-150 | 70-140 | 130- 255
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50 - 150 50-120 | 110-240
Gold, silver - 15- 30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30-65 50 - 100
Titanium, titanium alloy 36-37 10-25 25-35 30-65 50 - 95 45-100 | 100- 145




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *500-10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.90x0 <0.90x 0 <0.90x@ <0.90x 0 <0.90x @ <0.30x0
00R2-0004 | _5pg.g | 00B-0006 | opgug | 00050012 | opoeg | Q010002 | op5,g | 0O18-008 | op.p | 050000 1 o0k
<2.00x0 <2.00x0 <2.00x0 <2.00x0 <2.00x0 <0.25x0
0002-008 | 5 gpug | 0008-0005 | yqp.q | 0040010 | gop.q | O009-001 | gop,q | 00T6-0022 | g, | 00B-009% 1 50k
<0.90x0 <0.90x @ <0.90x0 <0.90x 0 <0.90x@ <0.25x0
0002-008 | g gpug | 008-005 | gp.g | 004000 | opeg | Q00B-0018 | gopeg | 001000 | ggp.g | M0N0 1 5 noxp
<2.00x0 <2.00x0 <2.00x0 <2.00x0 <2.00x0 <0.25x0
0002-0008 | Sroo® | 0003-0005 | Too " | 00K4-0010 | Too” | 0008-0018 | oot | 0015-0080 | oo o | 0021-008 | oo o
<0.90x0 <0.90x @ <0.90x 0 <0.90x @ <0.90x0 <0.20x0
0007-0008 | _nggug | 0002005 | _opeg | 004-0089 | _gog.p | 0008007 | hgpug | 00M-00B | popcg | 000008 | 5 00xg
<0.90x 0 <0.90x@ <0.90x0 <0.90x@ <0.90x0 <0.30x0
0002-0004 | ggug | 000-0006 | qp.q | 0005-0018 | gqp,g | O01-002 | yqp.q | 0OX-000 | gqp,g | 00-008 | 500k
<2.00x0 <2.00x0 <2.00x0 <2.00x0 <2.00x0 o <0.30x0
0003-0005 | gy, g | 0005-0009 | yqqug | O007-0017 | gopxg | O0M-00R2 | gopeq | 00Z7-00%% | nggg | OO0B-0000 | 5 noup
<0.90x0 <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.30x0@
0002-0004 | gq,g | 0004-0007 | 5qq,q | 0006-004 | yopeg | 0012008 | gq5,q | 00R-004 | gpg | 00N0-0022 1 00,0
<2.00x0 <2.00x0 <2.00x0 <2.00x0 <2.00x0 o <0.30x0
0002-0004 | qgp, g | 0008-0006 | qg.p | 0005-0018 | jopeg | 001-0024 | gopeg | Q02-000 | ngp.g | O0B-0066 | ;50
<0.90x0 <0.90x@ <0.90x0@ <0.90x@ <0.90x@ <0.15x@
0001-002 | hqq,g | 0002-008 | 5qq,q | 002:0006 | gqp.q | 005-00T | gopq | OOB-001 | hg,g | 0013-000 | 500k
<2.00x0 <2.00x0 <2.00x0 <2.00x0@ <2.00x0 <0.30x@
Q000004 Gig0seq | DOOH-CO0TE o0l (| DR800 Bans (| QU200 s [ L0200 in.p | MO-00R2NE s o
Feed per tooth
@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 160-3.00 3.00-5.00 *5,00-10.00
ap ap ap ap ap ap
fz (mm) fz (mm) fz (mm) fz (mm) fz (mm) fz (mm)

00015-00030 | <050x@ | 0003-0005 | <1.00x0 | 0004-0010 | <200x@ | 0008-0018 | <200x@ | 0015-0030 | <200x0 | 0025-0048 | <100x@
00014-00020 | <050x@ | 0002-0004 | <100x@ | 0004-0009 | <200x@ | 0007-0017 | <200x@ | 0014-0028 | <200x@ | 0023-0044 | <1.00x0
00013-0006 | <050x0 | 0002-0004 | <100x@ | 0003-0008 | <200x@ | 0007-0016 | <200x@ | 0013-0026 | <200x@ | 0021-0040 | <100x@
00013-000%6 | <050x@ | 0002-0004 | <1.00x@ | 0003-0008 | <200x@ | 0007-0016 | <200x@ | 0013-0026 | <200x@ | 0021-0040 | <100x@
00012-00024 | <025x@ | 0002-0004 | <050x@ | 0003-0008 | <100x@ | 0007-0015 | <1.00x@ | 0012-0024 | <100x@ | 0020-0038 | <050x@
00017-00034 | <050x@ | 0003-0005 | <1.00x@ | 0004-0011 | <200x@ | 0009-0020 | <200x@ | 0017-0034 | <200x@ | 0028-0052 | <1.00x0
00023-00046 | <050x@ | 0004-0007 | <1.00x@ | 0006-0015 | <200x@ | 0012-0028 | <200x@ | 0023-0046 | <200x0 | 0013-004 | <025x@
00018-00036 | <050x@ | 0003-0006 | <1.00x@ | 0005-0012 | <200x@ | 0010-0022 | <200x@ | 0018-003 | <200x0 | 0030-0058 | <1.00x0
00017-00034 | <050x@ | 0003-0005 | <1.00x@ | 0004-0011 | <200x@ | 0009-0020 | <200x@ | 0017-0034 | <200x@ | 0038-0072 | <100x0
00008-00016 | <025x@ | 0001-0002 | <025x@ | 0002-0005 | <050x@ | 0004-0009 | <100x@ | 0008-0016 | <1.00x0 | 0030-005 | <1.00x@
00018-00036 | <050x@ | 0003-0006 | <100x@ | 0005-0012 | <200x0 | 0010-002 | <200x@ | 0018-0036 | <200x@ | 0028-0052 | <1.00xQ

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




——

DIXI 7443 COOL+

ROUTING / FINISHING
g D] 7} D1 g D1
0.30-1.50 160 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Velmymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 150 - 350
Low alloyed steel <800 N/mm? 6-9 30-50 50- 150 110 - 290
H - 2
High-alloy steel > B0 N/mnr, 10-13 30- 40 50- 105 110- 160
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 30-50 50 - 150 130 - 290
Nickel-free stainless steel/DUPLEX 143-14.4 2550 50- 150 90- 230
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17-20 20 - 45 30-50 50 - 150 50 - 150 80-180 | 140-310
Copper alloy good machinability with Pb 26 25-50 30- 50 50 - 150 50-150 | 100-210 | 190 - 380
Copper alloy with difficult machinability 27-28 20 - 45 30-50 50 -150 50 - 150 80-180 | 160 - 350
Gold, silver 25-50 30-50 50 - 150 50 - 150 90-210 | 200 - 400
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 50 - 135 80 - 150
Titanium, titanium alloy 36-37 20- 40 30-50 45 -150 50-110 70-150 | 150-210
RAMPING
4} D1 7} D1 g D1
0.30-1.50 1.60-4.50 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-ToP CARBIDE C-ToP
3323 Velnymin] | Velmymin] | Ve[mymin] | Ve[mymin] | Ve[nymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel < 800 N/mm? 6-9 20 - 40 50 - 100 75 - 155
Felar 2
ngh alloy steel > 800 N/mm?, 10-13 20- 25 50 - 60 75- 90
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 40 50 - 100 85- 155
Nickel-free stainless steel/DUPLEX 143-14.4 15-30 40- 80 65- 120
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17-20 15-30 25-145 35-80 50-110 50-120 | 95-170
Copper alloy good machinability with Pb 26 20-35 30-50 45 - 90 50-135 | 70-140 | 130- 205
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50- 125 50-120 | 110-190
Gold, silver - 15- 30 30-50 40 - 95 50-145 | 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
Titanium, titanium alloy 36-37 10-25 25-35 30-65 50-75 45-100 | 100- 115




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x@ <0.20x@
002-0004 |5 g | 00B-0008 | o ooxp | O0B-0012 | onneg | 9010002 | ogng | O18-008 1 onowp | OO0 | o poxp
<0.15x@ <0.15x0@ <0.15x0 <0.15x0@ <0.15x0 <0.15x@
0002-008 | 5 pgug | 0008-0005 | 5pgug | 0040010 | ohoeg | Q009-0019 | yppyg | 00T6-0022 | 5pg,g | 00Z-008 1 50k
<0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x0@ <0.15x@
0002-008 | 5 ppug | 0008-0005 | 5ppug | 00040010 | opoxg | Q00B-0018 | oppeg | 0O1-0000 | 5pg.p | 00B-002 | 5 noup
<0.15x@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
0002-008 | 5 gy | 0008-0005 | 5pp.g | 00040010 | ohoeg | QO08-0018 | yppeg | 0080000 | op,g | 008002 | 500
<0.10x0 <0.10x0 <0.10x0 <0.10x0 o <0.10x0 <0.10x0
0001-0088 | 5y g | 0002-0005 | 5 ngug | 00040009 | opoxg | Q008-00T7 | 5poeg | 0OM-00B | 5p0.p | 00A-008 | 5 noup
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
0002-0004 | 5ppug | 0000006 | 5 0eg | 000-0018 | opgug | 001002 | o nokg | QOB-000 | opp.g | 00008 | s ok
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
0003-0005 | 5 ppug | 000-0009 | 5ppug | 7007 | 5noxg | Q0M-002 | opoeg | 00700 1 opokg | 0OBO00 o h0g
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
0002-0004 | 5y | Q0040007 | 5p0xg | Q006-00 | 5p0g | Q012008 | oppg | 002008 1 opoeg | QOB00Z 1 o h0p
<0.20x@ <0.20x@ <0.20x0@ <0.20x0 <0.20x0@ <0.20x0
0002-0004 | 5 ppug | 000-0006 | ong.g | Q00B-0013 | opgug | QOM-002% | opgg | Q020000 | opgg | OO0 | 5 h0ng
<0.08x0 <0.08x0 <0.08x0 <0.08x0 <0.08x0 <0.08x0
0001-002 | 5 g, | 0002-008 | 5 pg.g | 0020006 | ohg.g | QO-00T 1 opgug | 00001 1 5p0ug | 0015000 1 ook
<0.20x0 <0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x@
Q002-0004 o hase | D000 o ool (| DR800 o 00 || D200 ot [ L0200 o 0w | OO0 o
Feed per tooth
@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 160-3.00 3.00-5.00 *5,00-10.00
fz al®) fz alf) fz al®) fz al°) fz al®) fz a9

00010-00020 <30°

00009-00018 <30°

00008-00016 <30°

00008-00016 <30°

00008-00016 <15°

00011-00022 <30°

00015-00030 <35°

00012-00024 <35°

00011-00022 <35°

00005-00010 <8°

00012-00024 <15°

0.002-0.003 <30°

0.001-0003 <30°

0.001-0.003 <30°

0001-0003 <30°

0.001-0003 <15°

0.002-0.003 <30°

0.002-0.005 <35°

0.002-0.004 <35°

0.002-0.003 <35°

0.001-0.002 <8

0.002-0.004 <15°

0,003 -0.006 <30°

0.002- 0,006 <30°

0.002-0.005 <30°

0.002- 0005 <30°

0.002-0.005 <15°

0.003-0.007 <30°

0.004-0010 <35°

0.003-0.008 <35°

0.003-0.007 <35°

0.001-0003 <8°

0.003-0008 <15°

0.005-0012 <30°

0005-0011 <30°

0.004-0010 <30°

0.004-0010 <30°

0.004-0010 <15°

0.006-0.013 <30°

0.008-0018 <35°

0.006-0014 <35°

0.006-0.013 <35°

0.003-0.006 <8°

0.006-0014 <15°

0.010-0.020 <30°

0.009-0018 <30°

0.008-0016 <30°

0008-0016 <30°

0.008-0.016 <15°

0.011-0022 <30°
0.015-0030 <35°
0012-0024 <35°
0011-0022 <35°
0005-0.010 <8°

0012-0024 <15°

0025-0.048 <20°

0.023-0044 <20°

0.021-0040 <20°

0.021-0040 <15°

0.020-0038 <10°

0.028-0.052 <20°

0.038-0072 <25°

0.030-0058 <25°

0.028-0052 <25°

0.013-0024 <5°

0.030-0.058 <15°

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




. DIXI 7443-5D COOL+

ROUTING / ROUGHING
g D1 g D1 4] D1
0.30-150 1.60 - 450 4.60-10.00
VDI CARBIDE | C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Velmymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 120 - 280
Low alloyed steel < 800 N/mm? 6-9 25-50 50 - 125 90 - 230
H - 2
ngh alloy steel > 800 N/mm?, 10-13 25.35 50 85 90- 130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 - 50 50 - 150 100 - 230
Nickel-free stainless steel/DUPLEX 143-144 20- 45 50-115 75-180
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17 -20 15-35 30-50 40 - 90 50 - 150 60-140 | 110-250
Copper alloy good machinability with Pb 26 20 - 40 30 - 50 50 - 105 50 - 150 80-165 | 150 - 300
Copper alloy with difficult machinability 27-28 15-35 30-50 40 - 90 50 - 150 60-140 | 130-280
Gold, silver - 20 - 45 30-50 50-110 50 - 150 75-170 | 160 - 320
Refractory alloy, Fe, Ni, Co base 31-35 15-30 40 - 80 60 - 120
Titanium, titanium alloy 36-37 15-30 30-45 35-80 50- 110 55-120 | 120-170
SLOTTING
4} D1 4} D1 g D1
0.30-1.50 160 - 4.50 4.60-10.00
VDI CARBIDE | C-TOP | CARBIDE C-ToP CARBIDE | C-TOP
3323 Ve [mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin] | Ve [mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25 - 50 50 - 150 100 - 240
Low alloyed steel <800 N/mm? 6-9 20 - 50 50 - 125 75-195
A 2
ngf_l alloy steel > 800 N/mm?, 10-13 20-30 50 - 70 75-110
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 50 50 - 125 85-195
Nickel-free stainless steel/DUPLEX 143-14.4 15- 40 40-100 65 - 155
>700 N/mm?
Ductile, malleable, nodular castiron>250HB 17-20 15-30 25-50 35-80 50 - 140 50-120 | 95-215
Copper alloy good machinability with Pb 26 20 - 35 30-50 45 - 90 50 - 150 70-140 | 130- 255
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50 - 150 50-120 | 110-240
Gold, silver - 15- 30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30 - 65 50 - 100
Titanium, titanium alloy 36-37 10- 25 25-35 30-65 50 - 95 45-100 | 100 - 145




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.90x0 <0.90x0@ <0.90x0 <0.90x@ <0.90x0 <0.30x@
OO0C-000H |~ e [ OOOOHOOOBEL 5 0 | DOOT-0RB 1 o onwg | ORO2-0009 1 o g0sg | 9008001 | 50 [ ODI0-00% 1 5h0xm
<0.90x@ <0.90x@ <0.90x 0@ <0.90x@ <0.90x 0@ <0.25x@
00002-0000% | 55, g | Q0040008 | g | 000T-008 | 5 pp g | 0002-008 | 5hg.g | 0005-0012 | ypgg | 000-002 | op0sp
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x 0@ <0.25x@
00002-00004 |y e | 00000007 | g gy | O001-0002 | 5 ppug | 0002-008 | 5npng | 0008-0012 | ypoeg | 9009-00D0 | s h0ng
<0.90x@ <0.90x0@ <0.90x@ <0.90x@ <0.90x@ <0.25x@
00002-0000% |y 5, | Q0000007 | o g | 0001-0002 1 5 g | 0002-008 | 5 pg.g | 0005-0012 | ohgg | 000-00D0 | opsg
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.20x0
00002-000% |5 g9 | O00B-00007 | o | 000002 | 5h0eg | 00020007 | ogoug | 000000 | opokg | 0OB-00D | op0.p
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
0002-00005 | Z,o0" o | 000500010 | oot | 00010003 | oot o | 0080010 | To' oo | 0007-001 | Tt o | 00010008 | o o
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
CLSHLII | iy || SRR gy | LRI gy | WRRRRE | gy | IR oy | BRI o
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
0002-00006 |~ 0" o | 0000600010 | ot | 00010003 | Toec e | 000011 | Tt o | 0007-0016 | ot o | 00012:0028 | o o
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
00002-00005 | 5 5, | O0006-00000 | g, | O001-0008 | opgug | 00080010 | opoxg | Q07-00M | opoxg | OOTHOOB o 00sp
<0.40x0 <0.50x@ <0.50x0 <0.50x@ <0.50x0@ <0.15x@
00001-00002 | 2o o° o | 00002-00004 | Zoe" | 00004-00010 | oo | 00010005 | oo o 008-0006 | oot o | 0005-0012 | e o
<0.90x0 <0.90x0@ <0.90x0 <0.90x@ <0.90x0 <0.30x@
QO0C-0006 |~ ey [ O0OB-000N0H 5 o | DOOT-0AB | o on (| OBB-00U1 ognsg | 9097-001 | 50xeg | 9012008 1 5h0xm
Feed per tooth
@D, @D, @D, @D, @D, @D,
0.30-050 050-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-10.00
ap ap ap ap ap ap
fz (mm) fz (mm) fz (mm) fz (mm) fz (mm) fz (mm)

00003-00006 | <050x@ | 0005-00012 | <100x@ | 0001-0003 | <200x@ | 00020009 | <200x@ | 0008-0016 | <200x@ | 0013-002%4 | <1.00x@
00003-00006 | <050x@ | 00005-00010 | <100x@ | 00009-0003 | <200x@ | 0002-0008 | <200x@ | 0007-0014 | <200x@ | 0011-002 | <100x0
00003-00006 | <0500 | 00004-00010 | <1.00x@ | 00008-0003 | <200x@ | 0002-0008 | <200x@ | 0006-0012 | <200x@ | 0011-0020 | <1.00x@
00003-00006 | <050x@ | 00004-00010 | <100x@ | 00008-0003 | <200x@ | 0002-0008 | <200x@ | 0006-0012 | <200x@ | 0011-0020 | <1.00x0
00002-00004 | <0250 | 00004-00009 | <050x@ | 00008-0003 | <100x@ | 0002-0007 | <1.00x@ | 0006-0012 | <1.00x@ | 0010-0020 | <025x@
00003-00006 | <050x0 | 00006-00013 | <100x@ | 00011-0004 | <200x@ | 0003-0010 | <200x@ | 0008-0016 | <200x@ | 0014-002%6 | <100x@
00005-00010 | <080x@ | 00008-00017 | <150x@ | 00014-0005 | <200x@ | 0012-0028 | <200x@ | 0011-0022 | <200x@ | 0019-00%6 | <150x0
00004-00008 | <0.80x0 | 00006-00014 | <150x@ | 00012-0004 | <200x@ | 0010-0022 | <200x@ | 0009-0018 | <200x@ | 0015-0028 | <150x@
00003-00006 | <0.80x@ | 00006-00013 | <150x@ | 00011-0004 | <200x@ | 0009-0020 | <200x@ | 0008-0016 | <200x@ | 0014-0026 | <150x@
00002-00004 | <0.25x@ | 00003-00006 | <025x@ | 00005-0002 | <050x@ | 0001-0005 | <1.00x@ | 0004-0008 | <1.00x@ | 0006-0012 | <0.25x@
00003-00006 | <050x@ | 00006-00013 | <1.00x@ | 00011-0004 | <200x@ | 0003-0010 | <200x@ | 0009-0018 | <200x@ | 0014-008 | <1.00x0

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




. DIXI 7443-5D COOL+

ROUTING / FINISHING
ap, @D, ap,
0.30-150 1.60 - 4.50 4.60-10.00
VDI CARBIDE C-ToP CARBIDE C-TOP CARBIDE | C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 150 - 350
Low alloyed steel <800 N/mm? 6-9 30-50 50 - 150 110 - 290
1 - 2
High-alloy steel > 800 N/mn’, 10-13 30- 40 50 - 105 110- 160
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 30-50 50 - 150 130 - 290
Nickel-free stainless steel/DUPLEX 143144 2550 50 - 150 90 - 230
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17 -20 20-45 30-50 50-150 | 50-150 | 80-180 | 140-310
Copper alloy good machinability with Pb 26 25- 50 30 - 50 50 - 150 50-150 | 100-210 | 190 - 380
Copper alloy with difficult machinability 27-28 20 - 45 30-50 50 -150 50 - 150 80-180 | 160 - 350
Gold, silver - 25-50 30-50 50-150 | 50-150 | 90-210 | 200 - 400
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 50 - 135 80 - 150
Titanium, titanium alloy 36-37 20 - 40 30- 50 45 -150 50- 110 70-150 | 150-210
RAMPING
ap, an, ap,
0.30-150 160 - 4.50 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-ToP CARBIDE C-TOP
3323 Ve [mymin] | Ve[mymin] | Velmymin] | Velnymin]l | Velnymin] | Ve [myimin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 150 100 - 240
Low alloyed steel <800 N/mm? 6-9 20- 50 50- 125 75-195
1 - 2
High-alloy steel > 800 N/mr’, 10-13 20-30 50 - 70 75- 110
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20-50 50 - 125 85-195
Nickel-free stainless steel/ DUPLEX 143-14.4 15- 40 40- 100 65- 155
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17 - 20 15- 30 25-50 35-80 50 - 140 50 - 120 95- 215
Copper alloy good machinability with Pb 26 20 - 35 30 - 50 45-90 50 - 150 70-140 | 130- 255
Copper alloy with difficult machinability 27-28 15-35 30-50 35-80 50-150 | 50-120 | 110-240
Gold, silver - 15-30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30-65 50 - 100
Titanium, titanium alloy 36-37 10- 25 25-35 30-65 50 - 95 45-100 | 100- 145




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.20x0 <0.20x0@ <0.20x0 <0.20x@ <0.20x@ <0.20x@
0000500009 | 55, | 000090008 | opg.p | O002-008 1 opoug | 005006 | opoxg | WOM-0T | onoxg | Y9208 o0xp
<0.15x@ <0.15x0@ <0.15x0 <0.15x@ <0.15x0@ <0.15x@
00004-0008 |y 55, g | 00008008 | g, g | 0002-0007 | s pg.g | 0006-0015 | o hokg | 0012002 1 ohokg | OOBO00R T o h0xp
<0.15x@ <0.15x0 <0.15x0 <0.15x0@ <0.15x0 <0.15x@
0004-0008 |y, | 0000700 | gy, | O002-0007 1 o ppug | 0005-00M | opokg | Q9008 | Hooxg | D700 1 o h0xp
<0.15x@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
00003-0008 |y 55, g | 007002 | g, | 0002-0007 1 s pg. g | 0005-00 | o hokg | 001002 1 ohokg | Q07000 T o h0kg
<0.10x0@ <0.10x0 <0.10x0@ <0.10x0 <0.10x0@ o <0.10x0@
00A-00007 |y g | Q000700 | opg g | 0002-0006 | o pp.g | 0005-008 | opgkg | 00002 | ypoxg | Q06008 | 5 h0g
<0.20x0 <0.20x @ <0.20x@ <0.20x0@ <0.20x@ <0.20x@
00005-00010 | 55, | 00009-008 | 55, g | 0008-008 | 5pg.q | 0007008 | ohoeg | 0015-0080 | oppug | 002-002 | 5000
<0.20x@ <0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x@
000080005 | 5 g g | OOWO0S | o0xg | QOO0 | oppug | QM008B | oo0xg | WOB-0M6 | opug | 0O | 5 00xp
<0.20x@ <0.20x@ <0.20x@ <0.20x0 <0.20x@ <0.20x0
00006-00013 | 5 gg,g | Q00R2-000% 1 o ppq | 0008-001 1 opgeg | 0009-008 | ypoeg | Q019008 | ohoug | 002008 | 500k
<0.20x@ <0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x0
LU | oy || SIS gy | WMERIEU gy | WRERREED | gy || WUEHRRED | ey | MRS
<0.08x0 <0.08x@ <0.08x0 <0.08x@ <0.08x0 <0.08x0
00002-0005 | g, | Q00040001 | o5, g | O00T-000% 1 o hgq | 0008-008 | opgq | 0007-001 | 5phpug | 0010-002% 1 5 00ug
<0.20x0@ <0.20x@ <0.20x@ <0.20x@ <0.20x0@ <0.20x0
0000500011 | o g | QOOMOUB | oppkg | 003000 | ogokg | Q000 ogocg | O016-0031 1 oppug | 08005 | 500k
Feed per tooth
@D, @D, @D, oD, @D, oD,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-10.00
fz ald) fz al®) fz al®) fz al9) fz al®) fz al9)
00008-00006 |  <10° 00005-00012 <10° 0001-0003 <10° 0.003-0007 <10° 0006-0012 <10° 0010-0024 <75°
00003-00006 |  <10° | 00005-00010 | <10° | 0.0009-0003 <10° 0.002- 0006 <10° 0005-0010 <10° 0009-0022 <75°
00008-00006 |  <10° | 0004-00010 | <10° | 00008-0003 | <10° 0002-0006 <10° 0005-0010 <10° 0.009-0020 <75°
00008-00006 |  <10° | 00004-00010 |  <10° 00008-0003 |  <10° 0002- 0006 <10° 0005-0010 <10° 0009-0020 <75°
00002-00004 <5° 00004-00009 <5° 0.0008-0003 <5° 0.002-0006 <5° 0005-0010 <5° 0.008-0020 <35°
00003-00006 | <125° | 00006-00013 | <125° | 00011-0004 | <125° | 0003-0008 | <125° | 0007-0014 | <125° | 0011-00% <10°
00005-00010 | <125° | 00008-00017 | <125° | 00014-0005 | <125° | 0004-0011 | <125° | 0009-0018 | <125° | 0015-0036 <10°
00004-00008 | <125° | 00006-00014 | <125° | 00012-0004 | <125° | 0003-0009 | <125° | 0007-0014 | <125° | 0012-0028 <10°
00003-00006 | <125° | 00006-00013 | <125° | 00011-0004 | <125° | 0003-0008 | <125° | 0007-0014 | <125° | 0011-0026 <10°
00002-00004 |  <25° | 00003-00006 | <25° | 00005-0002 | <25° 0001-0004 <25° 0003-0006 <25° 0005-0012 <2°
00004-00008 <5° 00006-00014 <5° 0.0012-0004 <5° 0003-0009 <5° 0007-0014 <5° 0012-0028 <35°

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




——

DIXI 7453 COOL+

RAMPING
anb, anb, @D,
0.30-1.50 1.60-4.50 4.60-10.00
VDI CARBIDE C-ToP CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve [mymin] | Velmymin] | Ve[mmin] | Velmymin] | Velmyminl | Velmymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel <800 N/mm? 6-9 20 - 40 50 - 100 75- 155
Stiniossswoa ot maren, | 1071 L L T-90
Austenitic stainless steel <700 N/mm?* | 14.1-14.2 20- 40 50 - 100 85 - 155
Nickelfree it;‘(i)’[‘]",*\‘s/fnsr;‘ie” DUPLEX | 143144 15-30 40-80 65- 120

n Ductile, malleable, nodular castiron>250HB | 17 -20 15-30 25-45 35-80 50-110 | 50-120 | 95-170
Copper alloy good machinability with Pb 26 20- 35 30-50 45 - 90 50 - 135 70-140 | 130- 205
Copper alloy with difficult machinability 27-28 15-30 30-50 35-80 50 - 125 50-120 | 110-190

Gold, silver - 15-35 30-50 40 - 95 50-145 | 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
Titanium, titanium alloy 36-37 10- 25 25-35 30-65 50-75 45-100 | 100- 115
SLOTTING
ap, an, anp,
0.30-1.50 1.60-4.50 4.60-10.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[myminl | Ve[mymin] | Ve[mymin] | Ve[nmymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 150 100 - 240
Low alloyed steel < 800 N/mm? 6-9 20 - 50 50 - 125 75-195
I-s”tgii]r;Iae”sosys?;Ge?IerE:.?Om'\;/:e?? e )i o) Loty
Austenitic stainless steel <700 N/mm? | 14.1-14.2 20 - 50 50-125 85-195
Nickel-free stainless steel/DUPLEX 143-144 15- 40 40-100 65 - 155
>700 N/mm?

n Ductile, malleable, nodular castiron>250HB | 17 - 20 15-30 25-50 35-80 50-140 | 50-120 | 95-215
Copper alloy good machinability with Pb 26 20-35 30-50 45 - 90 50 - 150 70-140 | 130- 255
Copper alloy with difficult machinability | 27-28 15-35 30-50 35-80 50-150 | 50-120 | 110-240

Gold, silver - 15-30 30-50 40 - 95 50-150 | 65-145 | 135-270
Refractory alloy, Fe, Ni, Co base 31-35 15-25 30-65 50 - 100
Titanium, titanium alloy 36-37 10- 25 25-35 30- 65 50 - 95 45-100 | 100 - 145




Feed per tooth

@D, oD, @D, @D, oD, @D,
0.30-0.50 050-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-10.00
fz a9 fz al) fz al) fz al) fz al) fz al)
00017-0,0034 <25° 0003-0005 <25° 0005-0011 <25° 0009-0021 <25° 0017-0034 <25° 0025-0048 <20°
00015-00030 <25° 0008-0005 <25° 0004-0010 <25° 0008-0018 <25° 0015-0030 <25° 0023-0044 <2°
00015-00080 <25° 0002-0005 <25° 0004-0009 <25° 0008-0017 <25° 0015-0030 <25° 0021-0040 <20°
00015-00030 <20° 0002-0005 <20° 0004-0009 <20° 0008-0017 <2° 0015-0030 <20° 0021-0040 <15°
00014-00028 <15° 0002-0004 <15° 0004-0.009 <15° 0007-0016 <15° 0014-0028 <15° 0020-0038 <10°
00019-00038 <25° 0003-0006 <25° 0005-0012 <25° 0010-0023 <25° 0019-0038 <25° 0028-0052 <20°
00025-00052 <30° 0004-0008 <30° 0007-0016 <30° 0014-0031 <30° 0.026-0052 <30° 0088-0072 <25°
00021 -00042 <30° 0003-0007 <30° 0005-0013 <30° 0011-0025 <30° 0021-0042 <30° 0030-0058 <25°
00019-00038 <30° 0008-0006 <30° 0005-0012 <30° 0010-0023 <30° 0019-0038 <30° 0028-0052 <25°
00009-00018 <10° 0001-0003 <10° 0002-0.005 <10° 0005-0010 <10° 0009-0018 <10° 0013-0024 <5°
00021-00042 <20° 0003-0007 <20° 0005-0013 <20° 0011-0025 <20° 0021-0042 <20° 0030- 0058 <15°
Feed per tooth
@D, @D, @D, oD, @D, @D,
0.30-0.50 050-0.80 0.80-1.60 1.60 - 3.00 3.00-5.00 *5,00- 10.00
fz ) f2 i) fz i) fz i) fz u fz i
00015- 00030 | <0.50x@ | 0003-0005 | <1.00x@ | 0004-0010 | <200x@ | 0008-0018 | <200x@ | 0015-0030 | <050x@ | 0025-0048 | <0.50x0
00014-00028 | <050x@ | 0002-0004 | <1.00x0 | 0004-0009 | <2.00x@ | 0007-0017 | <2.00x0 | 0014-0028 | <0.50x@ | 0023-004 | <050x@
00013-00026 | <050x@ | 0002-0004 | <1.00x0 | 0003-0008 | <2.00x@ | 0007-0016 | <200x@ | 0013-0026 | <050x@ | 0021-0040 | <0.50x@
00013-00026 | <050x@ | 0002-0004 | <1.00x@ | 0003-0008 | <2.00x@ | 0007-0016 | <2.00x0 | 0013-0026 | <0.50x@ | 0021-0040 | <0.50x@
00012-00024 | <050x@ | 0002-0004 | <1.00x0 | 0003-0008 | <150x@ | 0007-0015 | <1.00x@ | 0012-002%4 | <0.50x@ | 0020-008 | <0.50x@
00017-00034 | <050x@ | 0003-0005 | <1.00x@ | 0004-0011 | <2.00x@ | 0009-0020 | <2.00x0 | 0017-0034 | <0.50x@ | 0028-0082 | <0.50x@
0.0023-00046 | <0.50x@ | 0004-0007 | <1.00x@ | 0006-0015 | <2.00x@ | 0009-0020 | <2.00x@ | 0017-0034 | <050x@ | 0038-0072 | <0.50x@
00018-00086 | <0.50x@ | 0003-0006 | <1.00x@ | 0005-0012 | <2.00x@ | 0004-0009 | <2.00x@ | 0008-0016 | <0.50x@ | 0080-0058 | <0.50x 0
00017-00034 | <0.25x@ | 0003-0005 | <1.00x0 | 0004-0011 | <2.00x@ | 0010-002 | <2.00x@ | 0018-00%6 | <0.50x@ | 0028-0052 | <050x@
00008-00016 | <0.25x@ | 0001-0002 | <050x@ | 0002-0005 | <1.00x@ | 0004-0009 | <1.00x@ | 0008-0016 | <0.50x@ | 0013-0024 | <0.50x@
00018-00036 | <0.50x@ | 0003-0006 | <1.00x@ | 0005-0012 | <2.00x@ | 0010-002 | <2.00x@ | 0018-003 | <0.50x@ | 0030-0088 | <0.50x@

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




——

DIXI 7453 COOL+

ROUTING / ROUGHING
ap, anp, @D,
0.30-1.50 1.60-4.50 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin] | Ve[mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30- 50 50 - 150 120 - 180
Low alloyed steel <800 N/mm? 6-9 25-50 50 - 150 90 - 230
1 - 2
High-alloy steel > 800 N/mr’, 10-13 25-35 50 - 85 90 - 130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25-50 50 - 150 100 - 230
Nickel-free stainless steel/ DUPLEX 143-144 20- 45 50- 115 75- 180
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17 - 20 15-35 | 30.50 | 40-90 | 50-150 | 60-140 | 110-250
Copper alloy good machinability with Pb 26 20 - 40 30 - 50 50 - 105 50 - 150 80-165 | 150 - 300
Copper alloy with difficult machinability 27-28 15-35 30-50 40 - 90 50 - 150 60-140 | 130-280
Gold, silver - 20-45 30-50 50-110 | 50-150 | 75-170 | 160-320
Refractory alloy, Fe, Ni, Co base 31-35 15-30 40 - 80 60 - 120
Titanium, titanium alloy 36 - 37 15- 30 30-45 35-80 50-110 | 55-120 | 120-170
ROUTING / FINISHING
anp, anp, ap,
0.30-1.50 1.60 - 450 460 -10.00
VDI CARBIDE C-TOP CARBIDE C-ToP CARBIDE C-TOP
3323 Ve[mymin] | Ve [mymin] | Velmymin] | Ve[mymin] | Ve [mymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 30-50 50 - 150 150 - 350
Low alloyed steel < 800 N/mm? 6-9 30-50 50 - 150 110 - 290
H - 2
PR SELOLITT 10-13 30- 40 50 - 105 110- 160
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 30-50 50 - 150 130 - 290
Nickel-free stainless steel/ DUPLEX 143-144 2550 50- 150 90- 230
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17-20 20 - 45 30 - 50 50 - 150 50 - 150 80-180 | 140-310
Copper alloy good machinability with Pb 26 25-50 30 - 50 50 - 150 50-150 | 100-210 | 190 - 380
Copper alloy with difficult machinability 27-28 20-45 30-50 50-150 | 50-150 | 80-180 | 160 -350
Gold, silver 25-50 30-50 50-150 | 50-150 | 90-210 | 200 - 400
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40 50 - 135 80 - 150
Titanium, titanium alloy 36-37 20- 40 30-50 45-150 | 50-110 | 70-150 | 150-210

Q




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30- 050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00 - 10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
0002-0004 <0.90x0 0003-0006 <0.90x0 0005-0012 <0.90x0 0010-0022 <0.90x0 0018-0036 <0.90x0 0025-0060 <0.30x0
e <200x@ | <200x@ | <200x@ | T <200x@ | <200x@ | <2.00x0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.25x0
0002-008 | oo o | 0003-0005 | T\ | 004-0010 | oot o | 0009-0019 | ot o | 0016-0082 | Toe” | 00280084 | o0
<0.90x0 <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.25x0
0002-008 | T o | 0003-0005 | T\ | 004-0010 | oo o | 0008-0018 | o o | 0015-0080 | Toec | 00210082 | oo
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.25x@
0002-008 | 5 gy | 0008-0005 | ypp,g | 0000010 | 5pgg | Q0BB-0018 | oppug | 001000 | opong | 00102 1 ) hokg
<0.90x0@ <0.90x0@ <0.90x0@ <0.90x0@ o <0.90x0@ <0.20x0
Q001-003 | o gpup | PM2000B | onnsm | D008 | o 00sg | MOB-OOT 1 oponp | OOMHOOBL onowm | 00008 500
<0.90x0 <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.30x@
0002-0004 1 5 g | 0008-0006 | 5pp,g | 0005-0013 | ohgeg | QOT-002 1 oppug | 0020000 | oppug | 00B-0086 | ) h0sg
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 0 <0.30x0
00B-0005 | _5ppug | 0008-0009 | _5ppeg | OOU7-007 | onoxg | 0OM-00R2 | onoup | O0Z-005 | opoxp | 008000 | ) 00xa
<0.90x0 <0.90x 0@ <0.90x@ <0.90x 0@ <0.90x 0@ <0.30x0@
0002-0004 | 5 pgug | Q040007 | oppg | 0006-001 | ohoeg | 0012008 | 5ngug | Q02700 | on0ug | 0800072 1 o h0sp
<0.90x0 <0.90x0 <0.90x@ <0.90x@ <0.90x@ <0.30x@
0002-0007 | _5ppug | 00B-006 | oppug | 0OB-003 | opg.g | QOT-0024 | oggug | QOBOD0 | ogoug | 9B | o h0up
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.15x0
0001-0002 | Zo o | 0002-0003 | Toet o | 00020006 | oot o | 0005-0011 | To' oo | 00090018 | oot o 0013-000 | T o
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.30x@
0002-0004 | oo o | 0004-0007 | To'c o | 0006-0014 | oot o 0012-006 | oot o 002-00M | Toe” o | 00300072 | oo
Feed per tooth
@D, @, @D, @D, @D, @D,
0.30-0.50 0.50-0.80 0.80-1.60 160-3.00 3.00-5.00 *5.00-10.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
002-0004 | 5 pgug | 000-0006 | 5ppug | 000-0012 | 5ppug | Q010002 | 5pgeg | 0018005 | 5p5.g | 000-0000 | 5h0cp
<0.15x0 <0.15x0 <0.15x0 <0.15x0 <0.15x0 <0.15x0
0002-0083 | _5pgug | 00B-0005 | 5o, | Q0040010 | 5p,g | Q009001 | 5p0eg | 0016002 1 oppeg | 00700 1 oh0kp
<0.15x@ <0.15x@ <0.15x@ <0.15x0@ <0.15x0 <0.15x0@
002-00 | 5 ppug | 0008-0005 | 5ppxg | 004000 | oookg | Q0B-0018 | opoxg | 001000 | opg.g | UOB-002 1 500k
<0.15x@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x0@
0002-008 | o0 o | 0008-0005 | oo o 0004-0010 | oot | 0008-0018 | oot o | 0015-0080 | Do o | 006-008 | oo
<0.10x0 <0.10x@ <0.10x0 <0.10x0 o <0.10x0@ <0.10x0
0001-0003 |~ o gpxp | 20020005 1 o poxgl | OE0H0009 1 onosg | O0%-007 1 omnxg | 204008 1 onoxg | M024-008 | o 00xp
<0.20x0@ <0.20x@ <0.20x0@ <0.20x0 <0.20x0@ <0.20x0
0002-0004 | 5 gy | 0008-0006 | 5 pg.g | 0005008 | opoeg | QO1T-002 | ypoeg | QOR-000 | o, g | 008-0068 | 5 00.p
<0.20x0 <0.20x@ <0.20x@ <0.20x0 <0.20x@ <0.20x0@
0003-0005 | g, | 0005-0009 | opgup | 0007007 | onoxg | QOM-00R2 | Hpoeg | Q0Z-00% | onocg | 0OB-00N 1 s n0ug
<0.20x0 <0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x 0@
0002-0004 | 50, | 000-0007 | 5 pgug | 0006-004 | ohoeg | 0012008 | o5 | 002008 | oppyg | 000022 1 s 00.p
<0.20x0 <0.20x@ <0.20x0@ <0.20x@ <0.20x@ <0.20x@
0002-0004 | g, | 0008-0006 | 5 pgug | 0000018 | opoeg | QO1-0024 | oppeg | 0020-000 | o, | OOB-0086 | 500k
<0.08x@ <0.08x0 <0.08x@ <0.08x0 <0.08x@ <0.08x@
0001-0002 | 5 ggug | 0002-008 | 5h0g | 0002-0006 | opg,g | 005-00T 1 5 hoeg | 008-008 | opgug | 0010080 | 5 hog
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
002-0004 1 5 0gug | 000H-0007 | powg | Q006-00 | o5ppug | 012005 | 5pgeg | 02008 | opoeg | 005002 1 oh0cp

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.
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DIXI 7453 COOL+

DRILLING
1} D1 7} D1 4] D1
0.30-150 1.60-4.50 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Vel[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [myimin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel <800 N/mm? 6-9 20-40 50 - 100 75- 155
H - 2
H|gi_1 alloy steel > 800 N/mm?, 10-13 20-25 50 - 60 75- 90
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 40 50 - 100 85- 155
Nickel-free stainless steel/DUPLEX 143-144 15-30 40-80 65- 120
>700 N/mm?

n Ductile, malleable, nodular castiron>250HB | 17 -20 15-30 25-45 35-80 50 - 110 50 - 120 95-170
Copper alloy good machinability with Pb 26 20 - 35 30 - 50 45 - 90 50 - 135 70-140 | 130 - 205
Copper alloy with difficult machinability 27-28 15-30 30-50 35-80 50 - 125 50-120 | 110-190

Gold, silver - 15-35 30-50 40 - 95 50 - 145 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
Titanium, titanium alloy 36-37 10-25 25-30 30-65 50-75 45-100 | 100- 115
HELICAL MILLING
1] D1 g D1 1} Dl
0.30-150 1.60 - 450 4.60-10.00
VDI CARBIDE C-ToP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve[nmymin] | Ve [mymin]
Unalloyed steel, leaded steel 1-5 25-50 50 - 125 100 - 190
Low alloyed steel <800 N/mm? 6-9 20 - 40 50 - 100 75- 155
el 2
ngr_l alloy steel > 800 N/mm?, 10-13 20- %5 50 - 60 75- 90
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 40 50 - 100 85- 155
Nickel-free stainless steel/DUPLEX 143144 15-30 40-80 65 - 120
>700 N/mm?
Ductile, malleable, nodular castiron>250HB | 17-20 15-30 25-45 35-80 50-110 50- 120 95-170
Copper alloy good machinability with Pb 26 20 - 35 30-50 45- 90 50 - 135 70-140 | 130- 205
Copper alloy with difficult machinability 27-28 15-30 30-50 35-80 50 - 125 50-120 | 110-190
Gold, silver - 15- 35 30-50 40 - 95 50-145 | 65-145 | 135-220
Refractory alloy, Fe, Ni, Co base 31-35 15-20 30-50 50 - 80
h=nxaxtana
Titanium, titanium alloy 36-37 1.3xD, < 8 < 1.9xD, 10- 25 25-35 30-65 50-75 45-100 | 100- 115




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-10.00

f o) f o) f e f o) f o) f e
0.0008-00016 | <075x@ | 00014-00026 | <1.00x@ | 00022-00052 | <125x@ | 00035-0008 | <125x@ | 0006-0012 | <125x@ | 0007-0016 | <1.25x0
00008-00016 | <050x@ | 00012-00024 | <0.75x@ | 00020-00048 | <100x0 | 00085-0008 | <100x0 | 0005-0010 | <1.00x@ | 0005-0014 | <1.00x@
00007-00014 | <050x@ | 00012-00022 | <075x@ | 00018-00044 | <100x@ | 00030-0007 | <1.00x@ | 0005-0010 | <100x@ | 0004-0010 | <1.00x0
00005-00010 | <025x@ | 00008-00016 | <050x@ | 00014-00032 | <075x0 | 00025-0005 | <0750 | 0004-0008 | <075x@ | 0004-0010 | <0.75x@
0.0005-00010 | <0.25x@ | 00008-00016 | <050x@ | 00014-00032 | <075x@ | 00025-0005 | <075x@ | 0004-0008 | <075x@ | 0004-0010 | <0.75x0
00007-00014 | <075x@ | 00012-00022 | <1.00x@ | 00018-00044 | <125x@ | 00030-0007 | <125x0 | 0005-0010 | <1.25x@ | 0006-0014 | <1.25x@
00009-00018 | <1x@ | 00016-00030 | <1.25x@ | 00026-00060 | <15x@ | 00045-0010 | <15x@ | 0007-0014 | <15x@ | 0008-0018 | <15x0
00008-00016 | <075x@ | 00012-00024 | <1x@ | 00020-00048 | <125x0 | 00085-0008 | <125x0 | 0005-0010 | <125x@ | 0006-0014 | <1.25x@
00007-00014 | <075x@ | 00012-00022 | <Ix@ | 00018-00044 | <125<@ | 00080-0007 | <125x@ | 0005-0010 | <1.25x@ | 0006-0014 | <1.25x@
00003-0006 | <0x@D1 | 0.0006-00010 | <025x@ | 00008-00020 | <05x@ | 00015-0003 | <05x@ | 0002-0004 | <05x@ | 0003-0006 | <05x@

00006-00012 | <05x@ | 00001-00020 | <075x@ | 00016-00040 | <1x@ | 00030-0006 | <1x@ 0005-0010 | <1x@ | 0005-0012 | <1x0

Feed per tooth
oD, oD, oD, @D, oD, @D,

0.30-0.50 050-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-10.00
fz al®) fz al) fz al®) fz al) fz al®) fz al)
00017-00084 <20° 0003-0006 <25° 0.005-0011 <25° 0.009-0021 <25° 0017-0.034 <25° 0.025-0048 <20°
00015-00030 <20° 0003-0005 <25° 0004-0010 <25° 0008-0018 <25° 0015-0030 <25° 0023-0044 <20°
00015-0,0080 <20° 0002-0006 <25° 0.004-0.009 <25° 0.008-0017 <25° 0015-0030 <25° 0.021-0040 <20°
00015-00030 <15° 0002-0005 <20° 0.004-0009 <20° 0008-0017 <20° 0015-0030 <20° 0021-0040 <15°
00014-00028 <10° 0002-0004 <15° 0.004-0.009 <15° 0.007-0016 <15° 0014-0028 <15° 0.020-0.038 <10°
00022-00044 <2° 0003-0006 <25° 0005-0012 <25° 0010-0023 <25° 0019-0038 <25° 0028-0052 <2°
00026-00052 <25° 0004-0008 <30° 0007-0016 <30° 0.014-0031 <30° 0.026-0052 <30° 0.038-0072 <25°
00021-00042 <25° 0003-0007 <30° 0005-0013 <30° 0011-0025 <30° 0021-0042 <30° 0.030-0.058 <25°
00019-00088 <25° 0003-0006 <30° 0005-0012 <30° 0010-0023 <30° 0019-0038 <30° 0028-0052 <25°
00009-00018 <5° 0001-0003 <10° 0002-0.005 <10 0005-0010 <10° 0009-0018 <10° 0013-0024 <5°
00021-00042 <15° 0003-0007 <20° 0.005-0013 <20° 0011-0025 <20° 0.021-0042 <20° 0.030-0.058 <15°

*D1>5.00mm --> Increase the cutting parameters if your spindle and workpiece support allow it.




. DIXI 7702

PLUNGE MILLING
VDI XIDUR ap
3323 V¢ [m/min] [mm]
Unalloyed steel, leaded steel 1-5 175 <1x@D1
Low alloyed steel <800 N/mm? 6-9 140 <1x@D1
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 80 <0.8x@D1
M Austenitic stainless steel < 700 N/mm? 14.1-14.42 60 <1x@D1
Grey castiron < 250 HB 15-16 110 <1x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 70 <1x@D1
Wrought aluminium alloy < 12% Si 21-22 300 <1x@D1
Cast aluminium alloy >12% Si 23-25 250 <1x@D1
Copper alloy with difficult machinability 26-28 280 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 80 <0.8x@D1
Titanium, titanium alloy 36-37 70 <0.8x@D1
n Hardened steel >45 HRC, hard cast iron 38-41 50 <0.8x@D1
RAMPING
VDI XIDUR o}
3323 Ve [m/min] [°]
Unalloyed steel, leaded steel 1-5 200 0.75
Low alloyed steel < 800 N/mm? 6-9 150 0.75
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 110 0.50
M Austenitic stainless steel < 700 N/mm? 14.1-14.42 80 0.50
Grey castiron < 250 HB 15-16 150 0.75
Ductile, malleable, nodular cast iron > 250 HB 17-20 100 0.75
Wrought aluminium alloy < 12% Si 21-22 350 1.20
Cast aluminium alloy >12% Si 23-25 300 1.00
Copper alloy with difficult machinability 26-28 330 1.20
Refractory alloy, Fe, Ni, Co base 31-35 60 0.50
Titanium, titanium alloy 36-37 80 0.50
n Hardened steel >45 HRC, hard castiron 38-41 200 0.75




Feed per tooth

gD, | ©D, | @D | @D, | @D, | @D, | @D | @D | @D, | @D, | @D | @D
050 | 08 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 800 | 1000 | 1200

0.004 0.021 0.026 0.040 0.053 0.079 0.106 0.132 0.158 0.211 0.264 0.317

0.003 0.019 0.024 0.036 0.048 0.072 0.096 0.120 0.144 0.192 0.240 0.288

0.003 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.003 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.004 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.003 0.012 0.014 0.022 0.029 0.043 0.058 0.072 0.086 0.115 0.144 0.173

0.006 0.032 0.039 0.060 0.080 0.119 0.159 0.198 0.237 0.317 0.396 0.476

0.004 0.021 0.026 0.040 0.053 0.079 0.106 0.132 0.158 0.211 0.264 0.317

0.006 0.032 0.039 0.060 0.080 0.119 0.159 0.198 0.237 0.317 0.396 0.476

0.002 0.012 0.014 0.022 0.029 0.043 0.058 0.072 0.086 0.115 0.144 0.173

0.003 0.013 0.017 0.025 0.034 0.050 0.067 0.084 0.101 0.134 0.168 0.202

0.003 0.006 0.008 0.012 0.016 0.024 0.032 0.040 0.048 0.064 0.080 0.096

Feed per tooth

@D, | @D, | @D, | @D, | @D, | @D, | @D, | @D, | @D | @D, | @D, | @D,
050 | 080 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 800 | 1000 | 1200

0.013 0.021 0.026 0.040 0.053 0.079 0.106 0.132 0.158 0.211 0.264 0.317

0.012 0.019 0.024 0.036 0.048 0.072 0.096 0.120 0.144 0.192 0.240 0.288

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.007 0.012 0.014 0.022 0.029 0.043 0.058 0.072 0.086 0.115 0.144 0.173

0.020 0.032 0.039 0.060 0.080 0.119 0.159 0.198 0.237 0.317 0.396 0.476

0.013 0.021 0.026 0.040 0.053 0.079 0.106 0.132 0.158 0.211 0.264 0.317

0.020 0.032 0.039 0.060 0.080 0.119 0.159 0.198 0.237 0.317 0.396 0.476

0.007 0.012 0.014 0.022 0.029 0.043 0.058 0.072 0.086 0.115 0.144 0.173

0.008 0.013 0.017 0.025 0.034 0.050 0.067 0.084 0.101 0.134 0.168 0.202

0.004 0.006 0.008 0.012 0.016 0.024 0.032 0.040 0.048 0.064 0.080 0.096




. DIXI 7702

HELICAL INTERPOLATION
VDI XIDUR (o}
3323 Ve [m/min] | [°]
Unalloyed steel, leaded steel 1-5 250 0.75°
Low alloyed steel <800 N/mm? 6-9 200 0.75°
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 150 0.50°
Austenitic stainless steel < 700 N/mm? 14.1-14.42 110 0.50°
Grey castiron < 250 HB 15-16 150 0.75°
Ductile, malleable, nodular cast iron > 250 HB 17-20 100 0.75°
Wrought aluminium alloy < 12% Si 21-22 400 1.20°
Cast aluminium alloy >12% Si 23-25 350 1.00°
Copper alloy with difficult machinability 26-28 380 1.20°
Refractory alloy, Fe, Ni, Co base 31-35 80 0.50°
Titanium, titanium alloy 36 -37 h=mxgxtana 100 0.50°
Hardened steel >45 HRC, hard cast iron 38-41 Wisors i 200 0.75°
ROUTING
VDI XIDUR ap
3323 Ve [m/min] [mm]
Unalloyed steel, leaded steel 1-5 250 <0.50x@D1
Low alloyed steel < 800 N/mm? 6-9 200 <0.50x@D1
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 150 <0.40x@D1
Austenitic stainless steel < 700 N/mm? 14.1-14.42 110 <0.40x@D1
Grey castiron < 250 HB 15-16 150 <050x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 100 <050x@D1
Wrought aluminium alloy < 12% Si 21-22 400 <050x@D1
Cast aluminium alloy >12% Si 23-25 300 <050x@D1
Copper alloy with difficult machinability 26-28 350 <050x@D1
Refractory alloy, Fe, Ni, Co base 31-35 80 <0.40x@D1
Titanium, titanium alloy 36-37 100 <0.40x@D1
Hardened steel >45 HRC, hard cast iron 38-41 200 <0.40x@D1




Feed per tooth

@D, | @D, | @D, | @D, @D, | @D | @D | @D, | @D, | @D, | @D | @D,
050 | 080 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 800 | 1000 | 1200

0.018 0.028 0.035 0.053 0.070 0.106 0.141 0.176 0.211 0.282 0.352 0.422

0.016 0.026 0.032 0.048 0.064 0.096 0.128 0.160 0.192 0.256 0.320 0.384

0.013 0.020 0.026 0.038 0.051 0.077 0.102 0.128 0.154 0.205 0.256 0.307

0.013 0.020 0.026 0.038 0.051 0.077 0.102 0.128 0.154 0.205 0.256 0.307

0.013 0.020 0.026 0.038 0.051 0.077 0.102 0.128 0.154 0.205 0.256 0.307

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.027 0.042 0.053 0.080 0.105 0.159 0.212 0.264 0.317 0.423 0.528 0.633

0.018 0.028 0.035 0.053 0.070 0.106 0.141 0.176 0.211 0.282 0.352 0.422

0.027 0.042 0.053 0.080 0.105 0.159 0.212 0.264 0.317 0.423 0.528 0.633

0.008 0.012 0.015 0.023 0.030 0.046 0.061 0.076 0.091 0.122 0.152 0.182

0.011 0.018 0.022 0.034 0.045 0.067 0.090 0.112 0.134 0.179 0.224 0.269

0.005 0.008 0.010 0.014 0.019 0.029 0.038 0.048 0.058 0.077 0.096 0.115

Feed per tooth

@D, | @D, | @D, | @D, | @D, | @D, | @D, | @D, | @D | @D, | @D, | @D,
050 | 080 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 800 | 1000 | 1200

0.010 0.017 0.021 0.031 0.042 0.062 0.083 0.104 0.125 0.166 0.208 0.250

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.008 0.013 0.016 0.024 0.032 0.048 0.064 0.080 0.096 0.128 0.160 0.192

0.008 0.013 0.016 0.024 0.032 0.048 0.064 0.080 0.096 0.128 0.160 0.192

0.008 0.013 0.016 0.024 0.032 0.048 0.064 0.080 0.096 0.128 0.160 0.192

0.006 0.009 0.011 0.017 0.022 0.034 0.045 0.056 0.067 0.090 0.112 0.134

0.012 0.020 0.025 0.037 0.050 0.074 0.100 0.125 0.150 0.199 0.250 0.300

0.010 0.017 0.021 0.031 0.042 0.062 0.083 0.104 0.125 0.166 0.208 0.250

0.012 0.020 0.025 0.037 0.050 0.074 0.100 0.125 0.150 0.199 0.250 0.300

0.006 0.009 0.011 0.017 0.022 0.034 0.045 0.056 0.067 0.090 0.112 0.134

0.007 0.011 0.014 0.020 0.027 0.041 0.054 0.068 0.082 0.109 0.136 0.163

0.005 0.008 0.010 0.014 0.019 0.029 0.038 0.048 0.058 0.077 0.096 0.115




. DIXI 7702

FACE MILLING
VDI XIDUR ap
3323 Ve [m/min] | [mm]
Unalloyed steel, leaded steel 1-5 250 <1Ix¢
Low alloyed steel <800 N/mm? 6-9 200 <Ix¢
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 150 <0.8x ¢
M Austenitic stainless steel < 700 N/mm? 14.1-144 110 <0.8x¢
Grey castiron < 250 HB 15-16 150 <1Ix¢
Ductile, malleable, nodular cast iron > 250 HB 17-20 100 <Ixe
Wrought aluminium alloy < 12% Si 21-22 400 <lIx¢
Cast aluminium alloy >12% Si 23-25 300 <Ix¢
Copper alloy with difficult machinability 26-28 350 <1Ix¢
Refractory alloy, Fe, Ni, Co base 31-35 80 <0.5x ¢
Titanium, titanium alloy 36-37 100 <0.5x ¢
n Hardened steel >45 HRC, hard castiron 38-41 200 <0.8x¢

This tool does not have a centre cutting edge.

For face milling operation, the ¢value is depending on the @D,

@ D,



Feed per tooth

@D, | @D, | @D, | @D, | @D, | @D, | @D, | @D, | @D | @D | @D, | @D,
050 | 080 | 100 | 150 | 200 | 300 | 400 | 500 | 600 | 800 | 1000 | 1200

0.022 0.035 0.044 0.066 0.088 0.132 0.176 0.220 0.264 0.352 0.440 0.528

0.020 0.032 0.040 0.060 0.080 0.120 0.160 0.200 0.240 0.320 0.400 0.480

0.016 0.026 0.032 0.048 0.064 0.096 0.128 0.160 0.192 0.256 0.320 0.384

0.016 0.026 0.032 0.048 0.064 0.096 0.128 0.160 0.192 0.256 0.320 0.384

0.016 0.026 0.032 0.048 0.064 0.096 0.128 0.160 0.192 0.256 0.320 0.384

0.012 0.019 0.024 0.036 0.048 0.072 0.096 0.120 0.144 0.192 0.240 0.288

0.026 0.042 0.053 0.079 0.106 0.158 0.211 0.264 0.317 0.422 0.528 0.634

0.022 0.035 0.044 0.066 0.088 0.132 0.176 0.220 0.264 0.352 0.440 0.528

0.026 0.042 0.053 0.079 0.106 0.158 0.211 0.264 0.317 0.422 0.528 0.634

0.010 0.015 0.019 0.029 0.038 0.058 0.077 0.096 0.115 0.154 0.192 0.230

0.014 0.022 0.028 0.042 0.056 0.084 0.112 0.140 0.168 0.224 0.280 0.336

0.006 0.010 0.012 0.018 0.024 0.036 0.048 0.060 0.072 0.096 0.120 0.144

0.025 0.04 0.05 0.10 015 0.20 0.25 0.30 0.35 0.40 0.45 0.50
¢ value

Download the cutting conditions (pdf + xIs) and the dxf profiles
on www.dixipolytool.com
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ROUTING
VDI CARBURE C-TOP ae ap
3323 Ve [m/min] | Ve [my/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <0.4xD1 <2x@D1
Low alloyed steel < 800 N/mm? 6519 125 <0.3xD1 <2x@D1
1 - 2
e 10-13 85 <03xD1 | <2x0D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.3xD1 <2x@D1
Nickel-free stainless steel/DUPLEX 143-14.4 65 <0.25xD1 <2%0D1
>700 N/mm?
Grey castiron < 250 HB 15- 16 170 180 <0.4xD1 <2x@D1
Ductile, malleable, nodular castiron>250HB 17-20 95 130 <0.3xD1 <2x@D1
Copper alloy good machinability with Pb 26 110 <04xD1 <2x@D1
Copper alloy with difficult machinability 27-28 95 <04xD1 <2x@D1
Gold, silver - 165 <0.4xD1 <2x@D1
Refractory alloy, Fe, Ni, Co base 31-35 35 45 <0.15xD1 <2x@D1
Titanium, titanium alloy 36-37 60 70 <0.3xD1 <2x@D1
SLOTTING
VDI CARBURE C-TOP ae ap
3323 Ve [mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 115 1x@D1 <2x@D1
Low alloyed steel <800 N/mm? 6-9 95 1x@D1 <1.5x@D1
H - 2
e e 10-13 65 1x@D1 | <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
Nickel-free stainless steel/DUPLEX 143-144 50 1x@D1 <0.8x0D1
>700 N/mm?
Grey cast iron < 250 HB 15-16 100 135 1x@D1 <2x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 30 95 1x@D1 <1x@D1
Copper alloy good machinability with Pb 26 110 1x@D1 <2x@D1
Copper alloy with difficult machinability 27-28 95 1x@D1 <1.5x@D1
Gold, silver 165 1x@D1 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 30 35 1x@D1 <0.2x@D1
Titanium, titanium alloy 36-37 50 60 1x@D1 <1x@D1




Feed per tooth

gD, gD, gD, gD, gD, gD, gD,
0.40 - 0.80 0.90 - 1.40 1.50-1.90 2.00 - 2.50 3.00 - 4.00 6.00-8.00 | 10.00-12.00
0.004-0.009 | 0.010-0015 | 0.016-0.021 | 0.022-0.027 | 0.032-0.044 | 0.065-0.090 | 0.110-0.130
0.004-0.008 | 0.009-0014 | 0015-0.019 | 0.020-0.025 | 0.030-0.040 | 0.060-0.080 | 0.100-0.120
0.004-0.007 | 0.008-0013 | 0.014-0.017 | 0.018-0.023 | 0.027-0.036 | 0.055-0.070 | 0.090-0.110
0.004-0.007 | 0.008-0.013 | 0.014-0.017 | 0.018-0.023 | 0.027-0.036 | 0.055-0.070 | 0.090-0.110
0.003-0.006 | 0.007-0011 | 0.012-0.015 | 0.016-0.020 | 0.024-0.032 | 0.050-0.060 | 0.080-0.100
0.005-0.010 | 0.011-0018 | 0.019-0.024 | 0.025-0.032 | 0.038-0.050 | 0.075-0.100 | 0.130-0.150
0.004-0.009 | 0.010-0015 | 0.016-0.021 | 0.022-0.027 | 0.032-0.044 | 0.065-0.090 | 0.110-0.130
0.006-0.012 | 0.014-0021 | 0023-0.029 | 0.031-0.038 | 0.046-0.062 | 0.090-0.120 | 0.150-0.180
0.005-0.010 | 0.011-0.018 | 0.019-0.024 | 0.025-0.032 | 0.038-0.050 | 0.075-0.100 | 0.130-0.150
0.004-0.009 | 0.010-0015 | 0.016-0.021 | 0.022-0.027 | 0.032-0.044 | 0.065-0.090 | 0.110-0.130
0.003-0.005 | 0.006-0.009 | 0.009-0012 | 0.013-0.016 | 0.019-0.026 | 0.040-0.050 | 0.060-0.080
0.004-0.009 | 0.010-0015 | 0.016-0.021 | 0.022-0.027 | 0.032-0.044 | 0.065-0.090 | 0.110-0.130
Feed per tooth
gD, gD, gD, gD, gD, gD, gD,
0.40-0.80 0.90 - 1.40 1.50 - 1.90 2.00 - 2.50 3.00 - 4.00 6.00-8.00 | 10.00-12.00
0.003-0.006 | 0.007-0.010 | 0.010-0.014 | 0.014-0.018 | 0.021-0.028 | 0.040-0.060 | 0.070 - 0.085
0.003-0.005 | 0.006-0.009 | 0.010-0.012 | 0.013-0.016 | 0.020-0.026 | 0.040-0.050 | 0.065 - 0.080
0.003-0.005 | 0.005-0.008 | 0.009-0011 | 0.012-0.015 | 0.018-0.024 | 0.035-0.050 | 0.060 - 0.070
0.003-0.005 | 0.005-0.008 | 0.009-0.011 0.012-0.015 | 0.018-0.024 | 0.035-0.050 | 0.060 - 0.070
0.002-0.004 | 0.005-0.007 | 0.008-0.010 | 0.010-0.013 | 0.016-0.020 | 0.035-0.040 | 0.050 - 0.065
0.003-0.007 | 0.007-0012 | 0.012-0.016 | 0.016-0.021 | 0.025-0.032 | 0.050-0.070 | 0.085-0.100
0.003-0.006 | 0.007-0.010 | 0.010-0.014 | 0.014-0.018 | 0.021-0.028 | 0.040-0.060 | 0.070 - 0.085
0.004-0.008 | 0.009-0014 | 0.015-0.019 | 0.020-0.025 | 0.030-0.040 | 0.060-0.080 | 0.100-0.115
0.003-0.007 | 0.007-0.012 | 0.012-0.016 | 0.016-0.021 | 0.025-0.032 | 0.050-0.070 | 0.085-0.100
0.003-0.006 | 0.007-0.010 | 0.010-0.014 | 0.014-0.018 | 0.021-0.028 | 0.040-0.060 | 0.070 - 0.085
0.002-0.003 | 0.004-0.006 | 0.006-0.008 | 0.008-0.010 | 0.012-0.016 | 0.025-0.030 | 0.040 - 0.050
0.003-0.006 | 0.007-0.010 | 0.010-0.014 | 0.014-0.018 | 0.021-0.028 | 0.040-0.060 | 0.070 - 0.085

Values based on use at micro-spray.. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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HELICAL MILLING
VDI CARBIDE C-TOP Ramp Depth
3323 Ve[m/min] | Ve[m/min] | angle o (mm)
Unalloyed steel, leaded steel 1-5 115 <30° <1.5x@D1
Low alloyed steel < 800 N/mm? 6-9 95 <30° <1.25x@D1
1 - 2
ngh alloy steel > 800 N/mm?, 10-13 65 <30° <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 <15° <1x@D1
M . .
Nickel-free stainless steel/DUPLEX .
5700 N/mm? 14.3-144 50 <10 <1x@D1
Grey castiron < 250 HB 15-16 100 135 <30° <15x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 70 95 <30° <15x@D1
Copper alloy good machinability with Pb 26 110 <35° <15x0@D1
Copper alloy with difficult machinability 27-28 95 <25° <1.25x@D1
Gold, silver - 165 <25° <1.25x@D1
Refractory alloy, Fe, Ni, Co base 31-35 h=mxgxtan o 30 35 <5° <0.5x@D1
Titanium, titanium alloy 36-37 1.3xD;< @ < 1.9xD, 50 60 <10° <1x0D1
TROCHOIDAL MILLING
VDI CARBIDE C-TOP ae ap
3323 Ve [mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 450 <0.05x@D1 <2x@D1
Low alloyed steel <800 N/mm? 6-9 375 <0.04x@D1 <2x@D1
H - 2
il L i, 10-13 255 | <004x@D1 | <2x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-142 190 <0.04x@D1 <2x@D1
M . .
Nickel-free stainless steel/ DUPLEX 143-144 130 <0.04x@D1 <2x@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 470 495 <0.06x@D1 <2x@D1
Ductile, malleable, nodular castiron>250HB 17-20 260 360 <0.04x@D1 <2x@D1
Copper alloy good machinability with Pb 26 305 <0.06x@D1 <2x@D1
Copper alloy with difficult machinability 27-28 260 <0.04x0@D1 <2x@D1
Gold, silver - 455 <0.04x@D1 <2x@D1
Refractory alloy, Fe, Ni, Co base 31-35 55 80 <0.02x@D1 <2x@D1
Titanium, titanium alloy 36-37 105 125 <0.04x@D1 <2x@D1




Feed per tooth

gD, @D, gD, gD, gD, gD, gD,
0.40-080 | 090-1.40 | 150-1.90 | 200-250 | 3.00-4.00 | 6.00-8.00 | 10.00-12.00
0.002-0.005 | 0.006-0.008 | 0.008-0011 | 0.011-0.014 | 0.017-0.022 | 0.032-0.048 | 0.056 - 0.068
0.002-0.004 | 0.005-0.007 | 0.008-0.010 | 0.010-0.013 | 0.016-0.021 | 0.032-0.040 | 0.052-0.064
0.002-0.004 | 0.004-0.006 | 0.007-0.009 | 0.010-0.012 | 0.014-0.019 | 0.028-0.040 | 0.048 - 0.056
0.002 - 0.004 | 0.004-0.006 | 0.007-0.009 | 0.010-0.012 | 0.014-0.019 | 0.028-0.040 | 0.048 - 0.056
0.002-0.003 | 0.004-0.006 | 0.006-0.008 | 0.008-0.010 | 0.013-0.016 | 0.028-0.032 | 0.040-0.052
0.002-0.006 | 0.006-0.010 | 0.010-0.013 | 0.013-0.017 | 0.020-0.026 | 0.040-0.056 | 0.068 - 0.080
0.002-0.005 | 0.006-0.008 | 0.008-0.011 | 0.011-0.014 | 0.017-0.022 | 0.032-0.048 | 0.056 - 0.068
0.003-0.006 | 0.007-0011 | 0.012-0.015 | 0.016-0.020 | 0.024-0.032 | 0.048-0.064 | 0.080 - 0.092
0.002-0.006 | 0.006-0.010 | 0.010-0.013 | 0.013-0.017 | 0.020-0.026 | 0.040-0.056 | 0.068 - 0.080
0.002-0.005 | 0.006-0.008 | 0.008-0.011 | 0.011-0.014 | 0.017-0.022 | 0.032-0.048 | 0.056 - 0.068
0.002-0.002 | 0.003-0.005 | 0.005-0.006 | 0.006-0.008 | 0.010-0.013 | 0.020-0.024 | 0.032-0.040
0.002-0.005 | 0.006-0.008 | 0.008-0.011 | 0.011-0.014 | 0.017-0.022 | 0.032-0.048 | 0.056 - 0.068
Feed per tooth
gD, gD, gD, gD, gD, gD, gD,
0.40-0.80 0.90 - 1.40 1.50 - 1.90 2.00 - 2.50 3.00 - 4.00 6.00-8.00 | 10.00-12.00
0.007-0.016 | 0.020-0.031 | 0.033-0041 | 0.044-0.055 | 0.066-0.088 | 0.130-0.170 | 0.200-0.240
0.006-0.015 | 0.018-0.028 | 0.030-0.038 | 0.040-0.050 | 0.060-0.080 | 0.120-0.160 | 0.180 - 0.220
0.006-0.013 | 0.016-0.025 | 0.027-0035 | 0.036-0.046 | 0.055-0.072 | 0.110-0.150 | 0.170-0.200
0.006-0.013 | 0.016-0.025 | 0.027-0035 | 0.036-0.046 | 0.055-0.072 | 0.110-0.150 | 0.170 - 0.200
0.005-0.012 | 0.015-0.023 | 0.025-0.031 | 0.033-0.041 | 0.049-0.066 | 0.100-0.130 | 0.150-0.180
0.008-0.019 | 0.023-0036 | 0038-0048 | 0.051-0.064 | 0.076-0.102 | 0.155-0.200 | 0.240 - 0.280
0.007-0.016 | 0.020-0.031 | 0.033-0.041 | 0.044-0.055 | 0.066-0.088 | 0.130-0.170 | 0.200 - 0.240
0.010-0.023 | 0.028-0.043 | 0.046-0.059 | 0.062-0.077 | 0.093-0.124 | 0.185-0.250 | 0.290 - 0.340
0.008-0.019 | 0.023-0036 | 0038-0.048 | 0.051-0.064 | 0.076-0.102 | 0.155-0.200 | 0.240 - 0.280
0.007-0.016 | 0.020-0.031 | 0.033-0.041 | 0.044-0.055 | 0.066-0.088 | 0.130-0.170 | 0.200 - 0.240
0.004-0.009 | 0.011-0018 | 0.019-0.024 | 0.025-0.032 | 0.038-0.050 | 0.075-0.100 | 0.120-0.140
0.007-0.016 | 0.020-0.031 | 0.033-0.041 | 0.044-0.055 | 0.066-0.088 | 0.130-0.170 | 0.200 - 0.240
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DRILLING
VDI CARBURE C-TOP Depth
3323 Ve [my/min] | Ve [m/min] (mm)
Unalloyed steel, leaded steel 1-5 115 <1.25x@D1
Low alloyed steel <800 N/mm? 6-9 95 <1x@D1
i - 2
ngr_1 alloy steel > 800 N/mm?, 10-13 65 <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 <0.25x@D1
Nickel-free stainless steel/ DUPLEX
5700 N/mm 14.3-144 50 <0.25x@D1
Grey castiron < 250 HB 15-16 100 135 <1.5x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 70 95 <1.5x@D1
Copper alloy good machinability with Pb 26 110 <1.25x@D1
Copper alloy with difficult machinability 27-28 95 <1x@D1
Gold, silver - 165 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 30 35 <0.5x@D1
Titanium, titanium alloy 36-37 60 55 <0.2x@D1
wm e
ROUTING
VDI CUTINOX ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 160 <0.4x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 140 <0.3x@D1 <1xL1
1 - 2
il firellmyisizel SEN b i, 10-13 100 <03x@D1 <Ixl1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.3x@D1 <1xL1
Nickel-free stainless steel/DUPLEX 143144 85 <0.25x@D1 <xl1
>700 N/mm?
Grey castiron < 250 HB 15-16 180 <0.4x@D1 <1xL1
Ductile, malleable, nodular castiron>250HB 17-20 150 <0.3x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 35 <0.15x@D1 <1xL1
Titanium, titanium alloy 36-37 65 <0.4x0D1 <1xL1




Feed per tooth

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

gD, @D, gD, gD, gD, gD, gD,
0.40-0.80 0.90 - 1.40 1.50-1.90 2.00 - 2.50 3.00 - 4.00 6.00-8.00 | 10.00-12.00
0.001-0.003 | 0.004-0.005 | 0.005-0.007 | 0.007-0.008 | 0.010-0.013 | 0.020-0.030 | 0.035-0.040
0.001-0.002 | 0.003-0.004 | 0.005-0.006 | 0.006-0.008 | 0.010-0.013 | 0.020-0.025 | 0.030 - 0.040
0.001-0.002 | 0.002-0.004 | 0.004-0.005 | 0.006-0.007 | 0.008-0.011 | 0.016-0.025 | 0.030-0.035
0.001-0.002 | 0.002-0.004 | 0.004-0.005 | 0.006-0.007 | 0.008-0.011 0.016-0.025 | 0.030 - 0.035
0.001-0.002 | 0.002-0.004 | 0.004-0.005 | 0.005-0.006 | 0.008-0.010 | 0.016-0.020 | 0.025-0.030
0.001-0.004 | 0.004-0.006 | 0.006-0.008 | 0.008-0.010 | 0.012-0.016 | 0.024-0.035 | 0.040 - 0.050
0.001-0.003 | 0.004-0.005 | 0.005-0.007 | 0.007-0.008 | 0.010-0.013 | 0.020-0.030 | 0.035-0.040
0.002-0.004 | 0.004-0.007 | 0.007-0.009 | 0.010-0.012 | 0.014-0.019 | 0.028-0.040 | 0.050 - 0.055
0.001-0.004 | 0.004-0.006 | 0.006-0.008 | 0.008-0.010 | 0.012-0.016 | 0.024-0.035 | 0.040-0.050
0.001-0.003 | 0.004-0.005 | 0.005-0.007 | 0.007-0.008 | 0.010-0.013 | 0.020-0.030 | 0.035-0.040
0.001-0.001 | 0.002-0.003 | 0.003-0.004 | 0.004-0.005 | 0.006-0.008 | 0.012-0.015 | 0.020-0.025
0.001-0.003 | 0.004-0.005 | 0.005-0.007 | 0.007-0.008 | 0.010-0.013 | 0.020-0.030 | 0.035-0.040
Feed per tooth
gD, @D, gD, gD, gD,
1.50 - 2.00 3.00 - 5.00 6.00-8.00 | 10.00-12.00 | 16.00 - 20.00
0.013-0.018 | 0.026-0.045 | 0.050-0.070 | 0.090-0.105 | 0.125-0.155
0.012-0.016 | 0.024-0.040 | 0.050-0.060 | 0.080-0.095 | 0.110-0.140
0.011-0.014 | 0.022-0035 | 0.040-0.060 | 0.070-0.085 | 0.100-0.125
0.011-0.014 | 0.022-0035 | 0.040-0.060 | 0.070-0.085 | 0.100-0.125
0.010-0.013 | 0.020-0.030 | 0.040-0.050 | 0.065-0.075 | 0.090-0.110
0.016-0.021 | 0.032-0.050 | 0.060-0.080 | 0.105-0.125 | 0.145-0.180
0.013-0.018 | 0.026-0.045 | 0.050-0.070 | 0.090-0.105 | 0.125-0.155
0.007-0.010 | 0.014-0.025 | 0.030-0.040 | 0.050-0.060 | 0.065-0.085
0.014-0.019 | 0.028-0.050 | 0.060-0.080 | 0.095-0.115 | 0.135-0.170




DIXI 7253 - 7254 - 7264 - 7264-3D - 7265

|

SLOTTING
VDI CUTINOX ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 110 1x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 100 1x@D1 <1x@D1
i - 2
e o e 10-13 70 1x0D1 <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 65 1x@D1 <0.8x@D1
M . .
Nickel-free stainless steel/DUPLEX 143124 60 1%0D1 <05x@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 125 1x@D1 <1x@D1
Ductile, malleable, nodular castiron>250HB 17-20 105 1x@D1 <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 25 1x@D1 <0.3x@D1
Titanium, titanium alloy 36-37 45 1x@D1 <0.5x@D1
TROCHOIDAL MILLING
VDI CUTINOX ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 320 <0.04x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 280 <0.03x@D1 <1xL1
H - 2
st el i) LD iR, 10-13 200 <0.03x@D1 <Ixl1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 165 <0.03x@D1 <1xL1
M . .
Nickel-free stainless steel/DUPLEX 143-144 150 <0.03x@D1 <Ixl1
>700 N/mm?
Grey cast iron < 250 HB 15-16 450 <0.04x@D1 <1xL1
Ductile, malleable, nodular cast iron>250HB 17-20 375 <0.03x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 55 <0.02x@D1 <1xL1
Titanium, titanium alloy 36-37 100 <0.04x@D1 <1xL1
RAMPING
VDI CUTINOX Ramp ap
3323 Ve [m/min] angle o (mm)
Unalloyed steel, leaded steel 1-5 135 <8° <1xL1
1
Low alloyed steel <800 N/mm? 6-9 £ 120 <6° <1xL1
2
Al 2
H|gr_1 alloy steel > 800 N/mm?, 10-13 85 <5° <xl1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 80 <5° <1xL1
M . .
Nickel-free stainless steel/DUPLEX o
5700 N/mm? 14.3-14.4 70 <5 <1xL1
Grey castiron < 250 HB 15-16 155 <10° <1xL1
Ductile, malleable, nodular castiron>250HB 17-20 130 <6° <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 30 <3° <1xL1
Titanium, titanium alloy 36-37 55 <4° <1xL1




Feed per tooth

@D, @D, @D, @D, oD,
1.50-200 | 3.00-500 | 6.00-800 | 10.00-12.00 | 16.00 - 20.00

0.008-0.011 | 0.016-0.025 | 0.030-0.040 | 0.055-0.065 | 0.075-0.095

0.007-0.010 | 0.014-0.025 | 0.030-0.040 | 0.050-0.055 | 0.065-0.085

0.007 - 0.008 | 0.014-0.020 | 0.020-0.040 | 0.040-0.050 | 0.060 - 0.075

0.007 - 0.008 | 0.014-0.020 | 0.020-0.040 | 0.040-0.050 | 0.060 -0.075

0.006 -0.008 | 0.012-0.020 | 0.020-0.030 | 0.040-0.045 | 0.055-0.065

0.010-0.013 | 0.020-0.030 | 0.040-0.050 | 0.065-0.075 | 0.085-0.110

0.008-0.011 | 0.016-0.025 | 0.030-0.040 | 0.055-0.065 | 0.075-0.095

0.004-0.006 | 0.008-0.015 | 0.020-0.020 | 0.030-0.035 | 0.040 - 0.050

0.008-0.011 | 0.016-0.030 | 0.036-0.048 | 0.055-0.070 | 0.080-0.100

Feed per tooth

@D, @D, @D, @D, @D,
150-200 | 3.00-500 | 600-800 | 10.00-1200 | 16.00-20.00

0.018-0.024 | 0.036-0.060 | 0.070-0.100 | 0.120-0.145 | 0.170-0.210

0.016-0.022 | 0.032-0.055 | 0.060-0.090 | 0.110-0.130 | 0.150-0.190

0.014-0.019 | 0.028-0.050 | 0.060-0.080 | 0.095-0.115 | 0.135-0.170

0.014-0.019 | 0.028-0.050 | 0.060-0.080 | 0.095-0.115 | 0.135-0.170

0.013-0.017 | 0.026-0.040 | 0.050-0.070 | 0.085-0.100 | 0.120-0.145

0.022-0.029 | 0.044-0.070 | 0.090-0.120 | 0.145-0.175 | 0.200 - 0.250

0.018-0.024 | 0.036-0.060 | 0.070-0.100 | 0.120-0.145 | 0.170-0.210

0.009-0.012 | 0.018-0.030 | 0.040-0.050 | 0.060-0.070 | 0.085-0.105

0.018-0.024 | 0.036-0.060 | 0.070-0.100 | 0.120-0.145 | 0.170-0.210

Feed per tooth

@D, @D, @D, @D, @D,
1.50-200 | 3.00-500 | 6.00-8.00 | 10.00-1200 | 16.00 - 20.00

0.007-0.010 | 0.014-0.025 | 0.030-0.040 | 0.050-0.060 | 0.065-0.085

0.011-0.014 | 0.022-0.035 | 0.040-0.060 | 0.070-0.085 | 0.100 -0.125

0.010-0.013 | 0.020-0.030 | 0.040-0.050 | 0.065-0.075 | 0.090-0.110

0.010-0.013 | 0.020-0.030 | 0.040-0.050 | 0.065-0.075 | 0.090-0.110

0.008-0.011 | 0.016-0.030 | 0.030-0.040 | 0.055-0.065 | 0.080-0.100

0.014-0.019 | 0.028-0.050 | 0.060-0.080 | 0.095-0.115 | 0.135-0.170

0.012-0.016 | 0.024-0.040 | 0.050-0.060 | 0.080-0.095 | 0.110-0.140

0.006 - 0.008 | 0.012-0.020 | 0.020-0.030 | 0.040-0.050 | 0.055-0.070

0.013-0.018 | 0.026-0.045 | 0.050-0.070 | 0.090-0.105 | 0.125-0.155

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



——

DIXI 7070

ROUTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 240 <0.07x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 65 <0.04x0@D1 <1xL1
Hardened steel (45 a 55 HRC) 38 200 <0.03x@D1 <1xL1
Hardened steel (55 a 65 HRC) 39 120 <0.02x@D1 <1xL1
SLOTTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 200 1x@D1 <0.05x@D1
Refractory alloy, Fe, Ni, Co base 31-35 55 1x@D1 <0.04x@D1
Hardened steel (45 a 55 HRC) 38 165 1x@D1 <0.04x0@D1
Hardened steel (55 a 65 HRC) 39 100 1x@D1 <0.02x@D1
RAMPING
VDI XIDUB Depth Ramp angle
3323 Ve [m/min] (mm)
Unalloyed steel, leaded steel 1-5 180 <1x@D1 <5°
Refractory alloy, Fe, Ni, Co base 31-35 50 <0.5x@D1 <3°
Hardened steel (45 a 55 HRC) 38 150 <1x@D1 <3°
Hardened steel (55 a 65 HRC) 39 90 <0.8x@D1 <2°




Feed per tooth

@D, @D, oD,
300-400 | 500-6.00 | 8.00-12.00

0.060 - 0.080 0.100-0.120 0.160 - 0.240

0.039-0.052 | 0.065-0.078 | 0.105-0.160

0.039-0.052 | 0.065-0.078 | 0.105-0.160

0.012-0.016 0.020 - 0.024 0.030 - 0.050

Feed per tooth

@D, @D, @0,
300-400 | 500-6.00 | 8.00-1200

0.054 - 0.072 0.090 - 0.108 0.145-0.220

0.035 - 0.047 0.058 - 0.07 0.095 - 0.140

0.035 - 0.047 0.058 - 0.07 0.095 - 0.140

0.011-0.014 0.018 - 0.022 0.025 - 0.050

Feed per tooth

@D, @D, oD,
300-400 | 500-6.00 | 8.00-12.00

0.054 - 0.072 0.090-0.108 0.145-0.220

0.035 - 0.047 0.058 - 0.07 0.095 - 0.140

0.035 - 0.047 0.058 - 0.07 0.095 - 0.140

0.011-0.014 0.018 - 0.022 0.025 - 0.050

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !

For maximum tool life, use micro-lubrication for steels and hardened steels and cutting oil for refractory alloys



. DIXI 7552 - 7572 - 7582

ROUTING
VDI CARBIDE TAIN DICUT | DIAMANT ae ap
3323 Ve [m/min] | Velm/min] | Ve[my/min] | Ve [mymin] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <03x@D1 | <1xL1
Low alloyed steel <800 N/mm? 6-9 125 <0.25x@D1 | <1xL1
Grey castiron < 250 HB 15-16 170 180 <04x@D1 | <1xL1
Ductile, malleable, nodular castiron >250HB | 17-20 105 130 <03x@D1 | <1xL1
Wrought aluminium alloy < 12% Si 21-22 175 245 <04x@D1 | <1xL1
Cast aluminium alloy >12% Si 23-25 150 200 <04x@D1 | <1xL1
Copper alloy good machinability with Pb 26 110 130 150 <04x@D1 | <1xL1
Copper alloy with difficult machinability 27-28 95 115 115 130 <0.3x@D1 | <1xL1
Graphite - 200 <03x@D1 | <1xL1
Gold, Silber - 165 230 <03x@D1 | <1xL1
H Titan, Titanlegierung 36-37 60 70 <03x@D1 | <1xL1
SLOTTING
VDI CARBIDE TAIN DICUT | DIAMANT ae ap
3323 Ve[m/min] | Ve[mymin] | Ve[m/min] | Ve[mymin] | (mm) (mm)
Unalloyed steel, leaded steel 1-5 115 <1x@D1 | <0.25x@D1
Low alloyed steel < 800 N/mm? 6-9 95 <1x@D1 | <0.2x@D1
Grey castiron < 250 HB 15-16 100 135 <1x@D1 | <0.5x@D1
Ductile, malleable, nodular castiron >250HB | 17-20 85 95 <1x@D1 | <0.25x@D1
Wrought aluminium alloy < 12% Si 21-22 130 180 <1x@D1 | <1x@D1
Cast aluminium alloy >12% Si 23-25 115 160 <1x@D1 | <1x@D1
Copper alloy good machinability with Pb 26 85 100 120 <1x@D1 | <1x@D1
Copper alloy with difficult machinability 27-28 70 85 85 100 <1x@D1 | <0.25x@D1
Graphite - 160 <1x@D1 | <0.25x@D1
Gold, Silber - 125 175 <1x@D1 | <0.25x@D1
H Titan, Titanlegierung 36-37 55 60 <1x@D1 | <0.25x@D1




Feed per tooth

@D, @D, @D, @D,
100-300 | 400-6.00 | 8.00-12.00 | 16.00-20.00

0.012 - 0.036 0.048 - 0.070 0.090-0.120 0.130-0.140

0.011-0.033 0.044 - 0.065 0.080-0.110 0.120-0.130

0.014-0.042 | 0.056-0.085 | 0.100-0.130 | 0.160-0.170

0.012 - 0.036 0.048 - 0.070 0.090-0.120 0.130-0.140

0.019-0.057 | 0.076-0.115 | 0.140-0.180 | 0.210-0.230

0.017-0.051 | 0.068-0.100 | 0.120-0.160 | 0.190 - 0.200

0.017 - 0.051 0.068 - 0.100 0.120 - 0.160 0.190 - 0.200

0.014 - 0.042 0.056 - 0.085 0.100 - 0.130 0.160 - 0.170

0.013-0.038 | 0.050-0.075 0.090-0.120 0.140 - 0.150

0.012-0.036 | 0.048-0.070 | 0.090-0.120 | 0.130-0.140

0.014 - 0.042 0.056 - 0.085 0.100-0.130 0.160 - 0.170

Feed per tooth

@D, @D, @D, @0,
1.00-300 | 4.00-6.00 | 800-12.00 | 16.00 - 20.00

0.007 - 0.022 0.028 - 0.040 0.055 - 0.070 0.080 - 0.085

0.007 - 0.020 0.026 - 0.040 0.050 - 0.065 0.070 - 0.080

0.008-0.025 | 0.034-0.050 | 0.060-0.080 | 0.095-0.100

0.007 - 0.022 0.028 - 0.040 0.055 - 0.070 0.080 - 0.085

0.011-0.034 | 0.046-0.070 | 0.085-0.110 | 0.125-0.140

0.010-0.031 | 0.040-0.060 | 0.070-0.095 | 0.115-0.120

0.010-0.031 0.040 - 0.060 0.070 - 0.095 0.115-0.120

0.008 - 0.025 0.034 - 0.050 0.060 - 0.080 0.095 - 0.100

0.008-0.023 | 0.030-0.045 0.055-0.070 0.085 - 0.090

0.007-0.022 | 0.028-0.040 | 0.055-0.070 | 0.080 - 0.085

0.008 - 0.025 0.034 - 0.050 0.060 - 0.080 0.095 - 0.100

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIXI 7563 - 7565 - 7563-FC - 7565-FC

ROUTING
VDI DIXI7563 DIXI 7563-FC ae a
2323 DIXI7865 | DIXITSSFC ) (mfn)
Ve [m/min] Ve [m/min]
Wrought aluminium alloy < 12% Si 21-22 385 550 0.45x D1 <0.95%L1
Cast aluminium alloy >12% Si 23-25 175 250 0.35x@D1 <0.95xL1
Copper alloy good machinability with Pb 26 175 250 0.45x@D1 <0.95xL1
Copper alloy with difficult machinability 21-28 120 175 0.3x@D1 <0.95xL1
Gold, Silber - 210 300 0.45%x@D1 <0.95xL1
SLOTTING
VDI DIX17563 DIXI 7563-FC ae a
2323 DIXI7S65 | DIXI7865FC | - (mgﬂ
Ve [m/min] Ve [m/min]
Wrought aluminium alloy < 12% Si 21-22 315 450 1x@D1 <1.2x @D1
Cast aluminium alloy >12% Si 23-25 140 200 1x@D1 <1x @D1
Copper alloy good machinability with Pb 26 140 200 1x@D1 <1.2x D1
Copper alloy with difficult machinability 27-28 100 140 1x@D1 <1x @D1
Gold, Silber - 175 250 1x@D1 <1x @D1
HELICAL MILLING
DIXI 7563 DIXI 7563-FC
Ram
Vo DIXI7E65 | DIXITS6SFC | o -
Ve [m/min] Ve [m/min] angle
Wrought aluminium alloy < 12% Si 21-22 315 450 <10° <1.2x@D1
Cast aluminium alloy >12% Si 23-25 140 200 <8° <1x@D1
Copper alloy good machinability with Pb 26 140 200 <10° <1.2x@D1
Copper alloy with difficult machinability 27-28 100 140 <5° <1x@D1
8 |
Gold, Silber - h=nxoxtana 175 250 <5° <1x@D1
1.3xD, < 8 < 1.9xD,




@D, @0, @D,
400-6.00 | 8.00-1000 | 12.00-16.00
0.050 - 0.080 0.100-0.120 0.140 - 0.240
0.040 - 0.060 0.080 - 0.090 0.110-0.190
0.050 - 0.070 0.080-0.110 0.130-0.210
0.040 - 0.060 0.070 - 0.080 0.100-0.170
0.030 - 0.050 0.060 - 0.070 0.080 - 0.140
@D, @D, @D,
400-6.00 | 8.00-1000 | 12.00-16.00
0.040 - 0.060 0.070 - 0.080 0.100- 0.170
0.030 - 0.040 0.060 - 0.060 0.080-0.130
0.040 - 0.050 0.006 - 0.080 0.090 - 0.150
0.030 - 0.040 0.050 - 0.060 0.070-0.120
0.020 - 0.040 0.040 - 0.050 0.060 - 0.100
@D, @D, @D,
400-6.00 | 8.00-10.00 | 12.00 - 16.00
0.030 - 0.050 0.060 - 0.060 0.080-0.140
0.020 - 0.030 0.050 - 0.050 0.060 - 0.100
0.030 - 0.040 0.050 - 0.060 0.070-0.120
0.020 - 0.030 0.040 - 0.050 0.060 - 0.100
0.020 - 0.030 0.030 - 0.040 0.050 - 0.080

Values based on cutting oil use. The cutting parameters are very strongly influenced

Feed per tooth

Feed per tooth

Feed per tooth

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIXI 7045 - 7046 - 7047-xD

VDI CARBIDE | DICUT TAIN DIAMANT ae ap
3323 Ve[mymin] | Velmymin] | Velmymin] | Velmymin] | (mm) (mm)
Unalloyed steel, leaded steel 1-5 175 <0.5x@D1 | <0.12x@D1
Low alloyed steel <800 N/mm? 6-9 150 <0.5x@D1 | <0.1x@D1
AT 2
el ERA SEWIHIR | o 125 <05x@D1 | <0.08x@D1
stainless steel ferr.- marten.
Austenitic stainless steel
" <700 N/mm? 14.1-14.2 110 <0.5x@D1 | <0.08x@D1
Nickel-free stainless steel/DUPLEX 143124 100 <05x@D1 | <0.06x0D1
>700 N/mm?
Grey castiron < 250 HB 15-16 225 250 <0.5x@D1 | <0.16x@D1
miEa e e eatlreast | e o 185 205 <05x0D1 | <012x0D1
iron>250HB
letoiia i ey 21-22 325 <05x@D1 | <0.16x0D1
<12% Si
Cast aluminium alloy >12% Si 23-25 215 <0.5x@D1 | <0.14x@D1
Carr el e e e 17 2% 325 300 <05x@D1 | <0.16x0D1
with Pb
Bl iy iy 277-28 185 300 <05x@D1 | <0.12x0D1
machinability
Plastic, wood 29-30 250 <0.5x@D1 | <0.2x@D1
Graphite - 250 <0.5x@D1 | <0.2x@D1
Gold, silver - 185 <0.5x@D1 | <0.12x@D1
Refractory alloy, Fe, Ni, Co base 31-35 55 <0.5x@D1 | <0.04x@D1
Titanium, titanium alloy 36-37 70 75 <0.5x@D1 | <0.1x@D1

DIXI 7047-8D / DIXI 7047-12D = (ap & ae) -25 %
DIXI 7047-15D / DIX1 7047-18D = (ap & ae) -50 %



Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

020-060 | 070-100 | 1.10-150 | 160-300 | 400-500 | 6.00-800 | 10.00-12.00
0.0020 - 0.006 | 0.007-0.010 | 0.011-0.015 | 0.016-0.030 | 0.040-0.050 | 0.060-0.080 | 0.100-0.120
0.0018 - 0.005 | 0.006-0.009 | 0.010-0.014 | 0.014-0.027 | 0.036-0.045 | 0.050-0.070 | 0.090-0.110
0.0016 - 0.005 | 0.006-0.008 | 0.009-0.012 | 0.013-0.024 | 0.032-0.040 | 0.050-0.060 | 0.080-0.100
0.0016 - 0.005 | 0.006-0.008 | 0.009-0.012 | 0.013-0.024 | 0.032-0.040 | 0.050-0.060 | 0.080-0.100
0.0014 - 0.004 | 0.005-0.007 | 0.008-0.011 0.011-0.021 0.028-0.035 | 0.040-0.060 | 0.070-0.080
0.0024 - 0.007 | 0.008-0.012 | 0.013-0.018 | 0.019-0.036 | 0.048-0.060 | 0.070-0.100 | 0.120 - 0.140
0.0020 - 0.006 | 0.007-0.010 | 0.011-0.015 | 0.016-0.030 | 0.040-0.050 | 0.060-0.080 | 0.100-0.120
0.0030- 0.009 | 0.011-0.015 | 0.017-0.023 | 0.024-0.045 | 0.060-0.075 | 0.090-0.120 | 0.150-0.180
0.0026 - 0.008 | 0.009-0.013 | 0.014-0.020 | 0.021-0.039 | 0.052-0.065 | 0.080-0.100 | 0.130-0.160
0.0030-0.009 | 0.011-0.015 | 0.017-0.023 | 0.024-0.045 | 0.060-0.075 | 0.090-0.120 | 0.150 - 0.180
0.0024 - 0.007 | 0.008-0.012 | 0.013-0.018 | 0.019-0.036 | 0.048-0.060 | 0.070-0.100 | 0.120-0.140
0.0030-0.009 | 0.011-0.015 | 0.017-0.023 | 0.024-0.045 | 0.060-0.075 | 0.090-0.120 | 0.150-0.180
0.0040-0.012 | 0.014-0.020 | 0.022-0.030 | 0.032-0.060 | 0.080-0.100 | 0.120-0.160 | 0.200 - 0.240
0.0026 - 0.008 | 0.009-0.013 | 0.014-0.020 | 0.021-0.039 | 0.052-0.065 | 0.080-0.100 | 0.130-0.160
0.0010 - 0.003 | 0.004-0.005 | 0.006-0.008 | 0.008-0.015 | 0.020-0.025 | 0.030-0.040 | 0.050 - 0.060
0.0020 - 0.006 | 0.007-0.010 | 0.011-0.015 | 0.016-0.030 | 0.040-0.050 | 0.060-0.080 | 0.100-0.120

Values based on cutting oil use. The cutting parameters are very strongly influenced

by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




DIXI1 7032 - 7033 - 7042

VDI CARBIDE DICUT TAIN DIAMANT ae ap
3323 Ve[mymin] | Ve[mymin] | Ve[mymin] | Ve [mymin] (mm) (mm)
Unalloyed steel, leaded steel 1-5 175 <050x@D1 | <0.15x@D1
Low alloyed steel <800 N/mm? 6-9 150 <050x@D1 | <0.12x@D1
Ak 2
it el SRS LI, | o 125 <050x0D1 | <0.10x@D1
stainless steel ferr.- marten.

Austenitic stainless steel

" <700 N/mm? 14.1-14.2 110 <050x@D1 | <0.10x@D1
Nickel-free stainless steel/

DUPLEX >700 N/mm? 14.3-144 100 <050x@D1 | <0.08x@D1

Grey castiron < 250 HB 15-16 225 250 <050x@D1 | <0.20x@D1

Ductile, m_alleable, nodular cast 17-20 185 205 <050x0D1 | <015x@D1

iron>250HB
R T 21-22 325 <050x@D1 | <020x0D1
<12% Si
Cast aluminium alloy >12% Si 23-25 215 <050x@D1 | <0.18x@D1
Engraraly e ey | o 325 300 <050x@D1 | <020x0D1
with Pb
LA G 27-28 185 300 <050x@D1 | <0.15x0D1
machinability

Plastic, wood 29-30 250 <050x@D1 | <0.25x@D1

Graphite - 250 <0.50x@D1 | <0.25x@D1

Gold, silver - 200 <050x@D1 | <0.10x@D1

Refractory alloy, Fe, Ni, Co base 31-35 55 <0.25x@D1 | <0.05x@D1

Titanium, titanium alloy 36-37 70 75 <050x@D1 | <0.12x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,
006-020 | 030-060 | 070-150 | 160-250 | 3.00-6.00 | 7.00-10.00 | 12.00 - 20.00

0.0005 - 0.0020 | 0.003 - 0.006 0.007 - 0.015 0.016 - 0.025 0.030 - 0.060 0.070-0.100 0.120 - 0.200

0.0004 - 0.0018 | 0.003 - 0.005 0.006 - 0.014 0.014-0.023 0.028 - 0.055 0.060 - 0.090 0.110-0.180

0.0004 - 0.0016 | 0.002 - 0.005 0.006 - 0.012 0.013-0.020 0.024 - 0.050 0.060 - 0.080 0.100 - 0.160

0.0004 - 0.0016 | 0.002 - 0.005 0.006 - 0.012 0.013 - 0.020 0.024 - 0.050 0.060 - 0.080 0.100 - 0.160

0.0003 - 0.0014 | 0.002 - 0.004 0.005-0.011 0.011-0.018 0.022 - 0.040 0.050 - 0.070 0.080 - 0.140

0.0006 - 0.0024 | 0.004 - 0.007 0.008 - 0.018 0.019-0.030 0.036 - 0.070 0.080-0.120 0.140 - 0.240

0.0005 - 0.0020 | 0.003 - 0.006 0.007 - 0.015 0.016 - 0.025 0.030 - 0.060 0.070 - 0.100 0.120 - 0.200

0.0007 - 0.0030 | 0.005 - 0.009 0.011-0.023 0.024 - 0.038 0.046 - 0.090 0.110-0.150 0.180 - 0.300

0.0006 - 0.0026 | 0.004 - 0.008 0.009 - 0.020 0.021-0.033 0.040 - 0.080 0.090-0.130 0.160 - 0.260

0.0007 - 0.0030 | 0.005 - 0.009 0.011-0.023 0.024 - 0.038 0.046 - 0.090 0.110-0.150 0.180 - 0.300

0.0006 - 0.0024 | 0.004 - 0.007 0.008 - 0.018 0.019-0.030 0.036 - 0.070 0.080 - 0.120 0.140 - 0.240

0.0007 - 0.0030 | 0.005-0.009 0.011-0.023 0.024 - 0.038 0.046 - 0.090 0.110-0.150 0.180 - 0.300

0.0010-0.0040 | 0.006 - 0.012 0.014-0.030 0.032 - 0.050 0.060 - 0.120 0.140 - 0.200 0.240 - 0.400

0.0006 - 0.0026 | 0.004 - 0.008 0.009 - 0.020 0.021 - 0.033 0.040 - 0.080 0.090 - 0.130 0.160 - 0.260

0.0002 - 0.0010 | 0.002 - 0.003 0.004 - 0.008 0.008 - 0.013 0.016 - 0.030 0.040 - 0.050 0.060 - 0.100

0.0005 - 0.0020 | 0.003 - 0.006 0.007 - 0.015 0.016 - 0.025 0.030 - 0.060 0.070 - 0.100 0.120 - 0.200

Values based on cutting oil use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI1 7532 - 7542 - 7532-3D

|

VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
it ysieel > El i 10-13 240 <03x@D1 | <007x@D1
stainless steel ferr.- marten.
H Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (45 a 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 a 65 HRC) 39 120 <0.2x@D1 <0.02x@D1
. DIXI 7532-5D - 8D
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
H - 2
Il SRS EL Vs, 10-13 240 <03x0D1 | <0.07x@D1
stainless steel ferr.- marten.
H Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (45 a 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 a 65 HRC) 39 120 <0.2x@D1 <0.02x@D1
. DIXI 7532-10D - 12D - 15D
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
H - 2
a7 SEE LDy, 10-13 240 <03x0D1 | <0.07x@D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (45 a 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 a 65 HRC) 39 120 <0.2x@D1 <0.02x@D1




Feed per tooth

@D, @D, @D, @D, @D, @D,
0.20 - 0.40 0.50 - 0.70 0.80 - 1.00 1.50 - 3.00 4.00-6.00 | 8.00-12.00
0.004-0.008 | 0010-0014 | 0016-0.020 | 0030-0.060 | 0.080-0.120 | 0.160-0.180
0.004-0.007 | 0009-0013 | 0014-0018 | 0027-0054 | 0072-0.108 | 0.144-0.162
0.004-0.007 | 0009-0013 | 0014-0018 | 0027-0.054 | 0072-0.108 | 0.144-0.162
0.002 - 0.004 0.005 - 0.007 0.008 - 0.010 0.015-0.030 0.040 - 0.060 0.080 - 0.090
Feed per tooth
gD, gD, gD, gD, gD, 20D,
0.20- 0.40 0.50 - 0.70 0.80 - 1.00 1.50 - 3.00 4.00-6.00 | 8.00-12.00
0.003-0.006 | 0008-0011 | 0013-0016 | 0.024-0.048 | 0.064-009 | 0.130-0.145
0.003 - 0.006 0.007 - 0.010 0.011-0.014 0.022 - 0.043 0.058 - 0.086 0.115-0.130
0.003-0.006 | 0007-0010 | 0011-0014 | 0022-0.043 | 0.058-008 | 0.115-0.130
0.002-0.003 | 0004-0006 | 0.006-0.008 | 0012-0.024 | 0032-0048 | 0.065-0.070
Feed per tooth
@D, @D, oD, @D, @D, @D,
0.20 - 0.40 0.50 - 0.70 0.80 - 1.00 1.50 - 3.00 4.00-6.00 | 8.00-12.00
0.002 - 0.005 0.006 - 0.009 0.010-0.013 0.019-0.038 0.051-0.077 0.105-0.115
0.002-0.005 | 0.006-0.008 | 0009-0.011 | 0.018-0.034 | 0.046-0069 | 0.090-0.105
0.002-0.005 | 0.006-0.008 | 0.009-0011 | 0018-0.034 | 0.046-0069 | 0.090-0.105
0.001-0.002 | 0003-0005 | 0.005-0006 | 0010-0.019 | 0026-0038 | 0.050-0.055




——

DIXI 7102

ROUTING
VDI CARBIDE ae
3323 Ve [mymin] (mm)
Plastics 29 400 <0.4x@D1
Wood 30 350 <0.6x@D1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics 29 350 1x@D1 <1.5x@D1
Wood 30 325 1x@D1 <2x@D1
RAMPING
VDI CARBIDE Ramp andle Depth
3323 Ve [myimin] pang (mm)
Plastics 29 350 <10° <1.5x@D1
Wood 30 325 <15° <2x@D1




Feed per tooth

@D, @D,
6.00-8.00 | 10.00-12.00

0.085-0.105 0.120-0.130

0.070 - 0.090 0.100-0.110

Feed per tooth

@D, @D,
6.00-8.00 | 10.00 - 12.00

0.070-0.085 | 0.095-0.105

0.055-0.070 | 0.080 - 0.090

Feed per tooth

@D, @D,
6.00-8.00 | 10.00-12.00

0.045-0.055 | 0.060 - 0.065

0.035-0.045 | 0.050 - 0.055

Values based on dry use. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !






SELECTION OF ENGRAVING TOOLS

1/2 ENGRAVING TOOLS

2/3 ENGRAVING TOOLS

3/4 ENGRAVING TOOLS

DIAMOND & PCD ENGRAVING TOOLS

HELICAL ENGRAVING TOOLS

SEMI-FINISHED ENGRAVING TOOLS

CHAMFERING & CORNER ROUDING TOOLS

MULTIFUNCTION END MILLS

FOLDING AND SLOTTING END MILLS

CUTTING CONDITIONS




v =item from stock

SELECTION OF ENGRAVING TOOLS * for non-ferrous material
=
— o <
1 [=] o > *

Page | ° B‘ s 5 3
1/2 ENGRAVING TOOLS 0 -
DIXI 7017 X D = 3.00-4.00 *
§=30°-120° g[ 5 232 D, =0.05-0.20 A

2/3 ENGRAVING TOOLS
DIXI 7027 X D=3.00
5 = 35° - 60° ﬁ‘r 8 | M | s | V|V
3/4 ENGRAVING TOOLS
DIXI 7007 S ) D =300

T e O | 204 | D00 | V|
6=30°-30 i R0.05- R 0.20

HELICAL ENGRAVING TOOLS

— \
=== .. D =3.00-4.00
DIXI 7025 E 25 | 5 oeors | Y

SEMI-FINISHED ENGRAVING TOOLS

.. D = 3.00-8.00
N x| 2 | e |V

1

DIXI 7016 | 2 1 60° 296 D=200800 | /

DIXI 7020 —1 296 | D-2001000 | /

DIXI 7024 e Y e 296 D=300600 |




- 1-5 | 6-9 | 10-13 | 14.1-14.4 | 15-20 | 21-22 | 2325 | 26-28 29-30 | 31-35 36-37 | 38-41
. N Plastic B Hardened
Law High Aust. Wrought | Castiron || Cualloy Super Titanium,
Unalloyed ) Casti - . Composite ||  Silver ) steel &
Steel alloyed alloyed | stainless astiron N aluminium [ aluminium §| Bronze Gold alloy Titanium castiron
ee steel steel steel alloy (Si) Brass Graphite Ni/ Co alloy
Wood > 45 HRC

Ogood @excellent ﬂ 289



SELECTION OF CHAMFERING TOOLS v/ = item from stock

[WT] >
= =
[aa] =
= | £ | §
Page o = ©
CHAMFERING TOOLS 0 u
DIXI 7623 >« | 297 @Q v v
0 0.50 - 12.00 /
DIXI 7625 : @
— 4
& = 60° - 120° y 8 238
59: ( \
DIXI 7624 % 299 @@ %
00.20-5.70
R
DIXI 7656 / @@
P
R0.10-1.00 300 \/ \/
R
DIXI 7658 = . 201 @@
R 1.00 - 6.00 =
MULTIFUNCTION END MILLS
DIXI 7632 =\ 20 @@ v
0010-1200  —— J

FOLDING AND SLOTTING END MILLS

T @6
&= 60° - 160° Vv
DIXI 7627 201 @@

5= 45° - 92° v
DIXI 7628 205 @@ v
§=92°-135°




- 1-5 | 6-9 | 10-13 | 14.1-14.4 | 15-20 | 21-22 | 23-25 | 26-28 29-30 =

| 31-35 36-37 38-41
. N Plastic Hardened
Law High Aust. Wrought | Castiron || Cualloy Super Titanium,
Unalloyed ) Casti - . Composite ||  Silver steel &
Steel alloyed alloyed | stainless astiron M aluminium Jaluminium || Bronze Gold alloy Titanium castiron
ee steel steel steel alloy (Si) Brass Graphite Ni/ Co alloy
Wood >45HRC

o 0o 0o/ 0jlo OO0 O 0|0 O

Ogood @excellent ﬂ 291



- DIXI 7017 _@_

1/2 ENGRAVING TOOLS P.306
) L * 1/2 engraving tools developed for general engraving.
5 j B , “ “. _ e Easilyregrindable.
.-_-.J_‘ ; - ?f - | T+ DINAC coating improves tool life in ferrous and non-ferrous
*_ﬁ > ‘ : materials.
‘ /,/"/! Ly_| : * DLC coating improves tool life in non-ferrous materials.
L |
Ogood ©exce|lent
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘(teZ:ssT:el Ausm&m‘;ﬁ&?':;? See] caiﬁron ::;l;:_z; Tglslte;g!f
2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
©/©00 0000000000000 000O0O0O0

o -

Wrough;llaJ;minium Cast aluminium alloy Cl;ir;b g:;f?(ilﬂ gﬁ:g; Graphite  Plastic ~ Wood SpeNcii.’;\ICaOIIov ﬁtaniu;rlll,ot‘iltanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 21 ‘ 28 ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©0 000000 O O0O0O0O0O | ||

L, L, D, L D, CARBIDE  DINAC DLC *

0.05 961336 962814 961337

o 0.10 961338 962813 961339

30 4.00 400 3 % 0.15 961340 962812 961342

0.20 961341 962116 961343
0.05 961326 961327
0.08 961328 961333
50° 3.00 6.00 3 38 0.10 961329 961332
0.15 961330 961334
0.20 961331 961335
0.05 43536 959712
0.08 972400 972401
60° 2.40 6.00 3 38 0.10 40939 959713
0.15 953721 960610
0.20 954292 960611
0.05 43537 959714
60° 3.30 8.00 4 50 0.10 45813 959716
0.20 45814 959717
. 0.05 961246 961248
%0 148 8.00 3 38 0.10 961247 961249
o 0.05 961322 961323
120 084 8.00 3 3 0.10 961324 961325

*for non-ferrous material




- DIXI 7027 @

2/3 ENGRAVING TOOLS P.306
b L, ¢ 2/3 engraving tools developed for general engraving.
8/ ™ B TN o Better rigidity compared to 1/2 geometry.
+ g, A (=1
P S ! DINAC coating improves tool life in ferrous and non-ferrous
1 —_— = matorials

O good © excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
Wrought aluminium - Cu+Pb Cu alloy Gold, . g Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

L, D, L D, ., CARBIDE DINAC
0.05 326662 326682
35° 460 3 38 0.07 326663 326683

0.08 326664 326684
0.10 326665 326685 8

0.05 326666 326686
0.07 326667 326687
40° 3.90 3 38 0.08 326668 326688
0.10 326669 326689
0.15 326670 326690

0.05 326671 326691
0.07 326672 326692

50° 3.10 3 38 0.08 326673 326693
0.10 326674 326694
0.15 326675 326695 D i

0.05 326676 326696
0.06 326677 326697
0.07 326678 326698
0.08 326679 326699
0.10 326680 326700
0.15 326681 326701

60° 2.50 3 38



. DIXI 7007

3/4 ENGRAVING TOOLS P.306
L e 3/4 engraving tools developed for general engraving.
N - e
| S / " | _.* Betterrigidity compared to 1/2 geometry. Also recommended
1 - g = for crimping preparations.
- 4} Ll
':'[ ﬁ I < DINAC coating improves tool life in ferrous and non-ferrous
* = materials.
e L d =l
Ogood @excellent
Com M x|
= —— Lowaloyedscel  Hihaloyedseel MOTOTSE  Ausonocssssteol | grey | natlar | mllabls
_1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘143‘14.4‘15‘16‘17‘18‘19‘20‘
limsss] OO O O/0 000000000000 O0O0O0O0O0 O
-Wroughat"aolsminium el el C';I’I';b g:;:(l:';\t/ g.ﬁ::r Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
messs O O 0 0 00000 O ©00O0O0O0O O
0 L, L, D, Dy L D,., CARBIDE DINAC
0.05 976370 976374
o 0.08 976371 976375
30 2.50 3.40 1.50 3 38 0.10 976372 976376
0.15 976373 976377
0.05 65846 959722
0.08 961244 961245 8
35° 2.00 3.40 1.50 3 38 0.10 65848 959724

0.15 65850 959725
0.20 65852 959726

0.05 961225 961238
0.08 961242 961243
40° 1.70 3.20 1.50 3 38 0.10 961226 961239
0.15 961227 961240
0.20 961228 961241

0.05 976258 976264 D
0.08 976260 976265 1

50° 1.40 2.30 1.50 3 38 0.10 976261 976266
0.15 976263 976267

0.05 976361 976365

o 0.08 976362 976366
60 1.10 2.30 1.50 3 38 0.10 976363 976367
0.15 976364 976368

o 0.10 414120 1421
90 0.60 2.30 1.50 3 38 0.15 414122 414123
5 L, L, D, D, L R.n CARBIDE DINAC
0.05 51736 959718

35° 1.90 3.40 1.50 3 38 il 1 959719

0.15 51734 959720
0.20 51735 959721



- DIXI1 7025

HELICAL ENGRAVING TOOLS, 60° P.306

L ¢ 60° helical engraving tools developed for deep engraving of
1

Do i low hardness materials.
60° f i -—‘ =
1 In" o i
o ™ —
l‘ \ /I/’.
N L
> ks
| L |
1
Ogood ©excellent
Com m x|
. Martensitic Austenitic stainless steel grey nodular malleable
- et ) it oy eltope] site] e oy il stainless steel (DUPLEX/PH) castiron castiron castiron
_1‘2‘3‘4‘5‘8‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wrought aluminium - Cu+Pb Cu alloy Gold, - : Special alloy Titanium, titanium :
- iy Cast aluminium alloy alloy difficult Silver Graphite ~ Plastic ~ Wood Ni/Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘39‘40‘41‘

©/0 000 O0O0O0O0 |

D\.on L L, D, L CARBIDE
0.10 2.50 9 8 38 43624
0.15 3.30 12 4 50 45812



——

1/2 ENGRAVING TOOLS, 30°
SEMI-FINISHED STYLE

DIX1 7012

D, L, L, D, L CARBIDE
*1.00 3.70 4 3 38 35505
*1.30 5.00 4 50 35666
*2.00 7.50 8 6 57 35506
*2.60 10.00 10 8 63 35668
*not cutting

- DIXI 7016

1/2 ENGRAVING TOOLS, 60°

SEMI-FINISHED STYLE

D, L, L, L CARBIDE
2 1.70 4 25 32852
3 260 6 38 23585
4 350 50 23586
5 4.30 10 50 35082
6 5.20 12 57 29726
8 6.90 14 63 29727

- DIXI 7020

1/2 ENGRAVING TOOLS, 180°

SEMI-FINISHED STYLE

D, L, L CARBIDE
2 3 25 35671
3 4 38 35672
4 5 50 35673
5 6 50 35674
6 8 57 35675
8 10 63 35676
10 12 72 35677
- DIXI 7024
HELICAL ENGRAVING TOOLS, 60°
SEMI-FINISHED STYLE
D, L, L, L CARBIDE
3 2.60 9 38 35678
4 3.50 12 50 35679
6 5.20 15 50 35680

* 1/2 engraving tool blanks. Must be ground according to

the shape and material to be machined.

1 30° 4
|
i i
n L
;
60°

¢ 60° helical engraving tools blanks. Must be ground

according to the shape and material to be machined.

1

6o°f

-—

L

O

|

L2

-

-



- DIX17623 Z=3 @ @ %

CHAMFERING TOOLS P.308

¢ 90° chamfering tools developed for general machining.

A * TiAIN coating improves tool life in ferrous materials.

(-~
|
—
N,
—

‘ ‘32 33-35‘36‘37‘38‘39‘40‘41‘

30 31 ‘
©0 0000000 OOOCO 00 | |

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘

=k &
i J L)
L ™,
T ¢
1 L |
[ -
Ogood ©excellent
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_1‘2‘3‘4‘5‘8‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
Wrought aluminium - Cu+Pb Cu alloy Gold, . g Special alloy Titanium, titanium :
- liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

D, L, D,.06 Dy L  CARBIDE TAIN

0<2.00 - 0/-0.01

0<3.00 - 0/-0.02

*0.50 1.50 0.05 3 38 983778 o

*0.80 1.50 0.08 3 38 956868 956870 D¢ a ‘

*1.00 2.00 0.10 3 38 956867 956869 %/7 90°
*2.00 3.00 0.20 3 38 956865 956866 4 ﬁ

*3.00 5.00 0.30 3 38 956861 956862 L,

*4.00 6.00 0.40 4 50 956863 956864

*cutting
D, L, D, D L  CARBIDE TAIN
5.00 2.25 0.50 5 50 49019 952294 o ¢ DN/ \
6.00 2.70 0.60 6 57 49020 63603 ¢ N
8.00 3.60 0.80 8 63 49021 950927 90
10.00 450 1.00 10 72 49022 63604

12.00 5.40 1.20 12 73 49023 952295
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CHAMFERING TOOLS P.306
INNER CORNERS

e Chamfering tools for inner corners developed to minimise

~ . .
5 l‘\ K manual bevelling operations.
/ .,
| / b ) -2
|ll \ |
£ ﬁ -
| ll' //
.
\ &
ot
L >
I
Ogood @excellent
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- Wiy sitered eyl it A ) e stainless steel (DUPLEX/PH) castiron castiron castiron
5‘8‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

| EEENENEN
s oocooco L L

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

26‘27
©0oo0o0ooco0o0o0o0 | |

L, D, L CARBIDE
60° 2.60 & 38 310782
90° 1.50 3 38 306130
120° 0.90 3 38 312243

Inner corner
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CHAMFERING TOOLS . P308
DOUBLE TAPER iy

< % ¢ Double taper chamfering tools developed for 45° bevelling and
counter-bevelling.

O good © excellent
M |

. Martensitic Austenitic stainless steel grey nodular malleable
i ) i) eyl it el el il stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

sl O O O 0 0 O O OO0 0000000000000

Wrought aluminium - Cu+Pb Cu alloy Gold, Goohite Plastic  Wood Special alloy Titanium, titanium )
lloy Cast aluminium alloy alloy difficult Silver p Ni/Co alloy Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©00000000 ©OOOCO 00 | ||

D150 L, D, L, ch D, L Z CARBIDE
0.20 0.11 0.12 0.40 0.04 3 38 1 997990
0.25 0.13 0.15 0.50 0.05 3 38 1 997991
0.30 0.15 0.18 0.60 0.06 3 38 1 997992
0.40 0.19 0.24 0.80 0.08 3 38 1 997993
0.50 0.23 0.30 1.00 0.10 3 38 1 997994
0.60 0.31 0.36 120 0.12 3 38 3 997995
0.70 0.35 0.42 140 0.14 3 38 3 997996
0.80 0.40 0.48 160 0.16 3 38 3 997997
0.90 0.44 0.54 1.80 0.18 3 38 3 997998
1.00 0.49 0.60 2.00 0.20 3 38 3 997999
1.20 0.60 0.70 2.40 0.25 3 38 4 998000
130 0.67 0.70 2.60 0.30 3 38 4 998001
1.80 0.92 1.00 5.40 0.40 3 38 4 998002
2.80 136 1.60 8.40 0.60 3 38 4 998003
3.70 1.80 2.10 11.10 0.80 6 57 4 998004
5.70 2.68 3.30 17.10 1.20 6 57 4 998005

c h Ch ch ch
45‘;/\ 45° 45° /\\4?
-—.\\ . - &

4
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CORNER ROUNDING END MILLS P.308

e Corner rounding end mills developed for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

D

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel

e
-
L R
i O O © © O O O
e
e
v
i

‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

0000 000000000000
S I

Wrought aluminium - Cu+Pb Cu alloy Gold, . ; Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘ ‘ ‘32 33-35‘36‘37‘38‘39‘40‘41‘

30 31 ‘
©00000000 OO0COCO 00 | |

Roons D,” L, D, L, D, L CARBIDE TIAIN
0.10 0.50 0.12 0.74 0.80 3 38 969577 969578
0.15 0.50 0.18 0.86 0.80 3 38 969586 969597
0.20 0.50 0.24 0.98 0.80 3 38 969587 969598
0.25 0.50 0.30 1.10 1.00 3 38 969588 969599
0.30 0.50 0.36 1.22 1.00 g 38 969589 969600
0.40 0.50 0.48 1.46 1.00 3 38 969590 969601
0.50 0.50 0.60 1.70 1.50 3 38 969591 969602
0.60 0.50 0.70 1.90 1.50 3 38 969592 969603
0.70 0.50 0.80 2.10 1.50 3 38 969593 969604
0.80 0.80 0.90 2.60 2.0 3 38 969594 969605
0.90 0.80 1.00 2.80 2.0 8 38 969595 969606
1.00 0.80 1.10 - - 3 38 969596 969607

*not-cutting
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CORNER ROUNDING END MILLS P.308

¢ Corner rounding end mills developed for general machining.

L . - O good © excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘2‘3 ‘8‘7‘8‘9‘10 1" 12 13‘141‘142‘143‘144‘15‘16‘17‘18‘19‘20‘

©/0000000000000000060000O0

Wrought aluminium Cu+Pb Cu alloy Gold, Special alloy Titanium, titanium :
8"°V Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

23 24‘25‘26‘27‘28‘ ‘ ‘29‘30‘31‘32‘33-35‘36‘37‘38‘39‘40‘41‘

|
©\©\O\O\O\ o000 0000000 | |

Rum D, L, D, L, D, L CARBIDE
1 10 1 8 10 6 42 381167
2 10 2 6 10 6 42 381168
3 12 3 6 10 8 42 381169
4 12 4 4 10 8 42 381170
5 16 5 6 10 8 42 381171
6 16 6 4 10 8 42 381172
6 20 6 8 10 8 42 381173
*not-cutting
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MULTIFUNCTION END MILLS

Unalloyed steel Low alloyed steel

o | o | w|

High alloyed steel

n

e Multifunction end mills developed for general machining
(spotting, drilling, chamfering, slotting, contouring).

P.310

e CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

1| 2 |
o\o\o\o\o\o\o\o\o\o\o\o\o\o\o\o\o@\o\o\o\o\o\

Wrought aluminium - Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy '
- alloy Cast aluminium alloy alloy diffioult Siver " Ni/Co alioy

D, L D, D, L CARBIDECUTINOX
0.10 0.20 0.01 3 38 333883 333907
0.20 0.40 0.02 3 38 333884 333908
0.30 0.60 0.03 3 38 333885 333909
0.40 0.80 0.04 3 38 333886 333910
0.50 1.00 0.05 3 38 333887 333911
0.60 1.20 0.06 3 38 333888 333912
0.70 1.40 0.07 3 38 333889 333913
0.80 1.60 0.08 3 38 333890 333914
0.90 1.80 0.09 3 38 333891 333915
1.00 2.00 0.10 3 38 333892 333916
1.10 2.20 0.1 3 38 333893 333917
1.20 2.40 0.12 3 38 333894 333918

UGN, B Hardened steel Hard castiron
‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
0o oo
D, L D, D, L CARBIDE CUTINOX
1.30 2.60 0.13 3 38 333895 333919
1.40 2.80 0.14 3 38 333896 333920
1.50 3.00 0.15 3 38 333897 333921
2.00 4.00 0.20 3 38 333898 333922
2.50 5.00 0.25 3 38 333899 333923
3.00 6.00 0.30 4 50 333900 333924
4.00 8.00 0.40 5 50 333901 333925
5.00 10.00 0.50 6 50 333902 333926
6.00 12.00 0.60 8 60 333903 333927

8.00 16.00 0.80 10 70 333904 333928
10.00 18.00 1.00 12 70 333905 333929
1200  20.00 1.20 12 70 333906 333930

@ Counterbore

@ Spotting

© Drilling

@O Engraving
O @ Chamfering
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CHAMFERING TOOLS WITH BRAZED INSERT

¢ Chamfering tools with brazed insert developed for bevelling
operation on plastic materials (PMMA, PET, PVC...), especially

f for POS applications.

Q a * These tools allow burr-free machining.
4=

I 1

ood excellent

- L " Own O

Cow m |
" Martensitic Austenitic stainless steel grey nodular malleable

- oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

- Wrough;"aolcminium Cast aluminium alloy C:J;h g#&im’ gﬁ:g; Graphite  Plastic ~ Wood Sp‘:\“:iij‘lcﬂlw ﬁtaniu;rlll,‘:'t‘iltanium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e | [ Jelel [ [ I I [ [ 1]

5 D, L, L, D,, D, o L CARBIDE  CARBIDE

new regrinded

60° 20 17.0 35 8 0.30 60 381111 381120

90° 20 9.8 35 8 0.30 53 381112 381121

100° 20 8.2 35 8 0.30 51 381113 381122

110° 20 6.8 35 8 0.30 50 381114 381123

120° 20 5.6 35 8 0.30 49 381115 381124

130° 20 4.5 35 8 0.30 43 381116 381125

140° 20 3.5 35 8 0.30 47 381117 381126

150° 20 2.6 35 8 0.30 46 381118 381127

160° 20 17 35 8 030 45 381119 381128
*not-cutting

Cutting conditions n =15'000 - 18'000 [rpm]
Vf=1'000 - 1'500 [mm/min]
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FOLDING AND SLOTTING END MILLS

- * Folding and slotting end mills developed for bending and

==
Y N grooving operations in plastic materials (PMMA, PET, PVC...),
1 = 4 especially for POS applications.
o e
I %
bl
I_2 —
Ogood @excellent

e v T
D — sl ahalopdsuel MoUSe  Aemtsomessed g e
_ 1 ‘ 2 ‘ 3 ‘ 4 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
- WfDUgh;folcminium Esielmiimelly c‘;l’lfush 5;:3:% gssr Graphite ~ Plastic ~ Wood Spi‘cii?lczllov ﬂtaniu::l,ot‘iltanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
=== © o

0 Diis L, L, D D, .00 L CARBIDE

45° 16 19.0 22 8 0.20 50 381129

90° 8 39 22 8 0.20 50 381130

90° 12 5.9 22 6 0.20 50 420802

90° 12 5.9 22 12 0.20 50 381131

90° 16 79 22 8 0.20 50 381132

90° 16 7.9 22 16 0.20 50 381133

90° 22 10.9 22 20 0.20 50 381134

90° 24 11.9 22 20 0.20 50 381135

92° 12 5.6 22 12 0.20 50 381136

Cutting conditions n =15'000 - 18'000 [rpm]
Vf=2'000 [mm/min]
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FOLDING AND SLOTTING END MILLS WITH
BRAZED INSERT

¢ Folding and slotting end mills with brazed insert developed for
bending and grooving operations in sandwich materials
(Dibond®, Alucobond®), especially for POS applications.

L
(=]
i
ood excellent
B Ot ©
Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
ini Cu+Pb ld, o ; i jum, titani
- Wrough;"aolsmmlum el el I;I)Ifay 3;:;';\{ giﬁ/er Graphite  Plastic ~ Wood SP';‘C;?IC?IW ﬁtamu::l,ot‘l,tamum Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
d D, s L, L, D,, D, .00 L CARBIDE  CARBIDE
new regrinded
92° 20 9.50 35 8 3 53 380752 380759
135° 20 4.00 35 8 2 47 380758 380760

Cutting conditions n = 15'000 - 18'000 [rpm]
V{=2'000 - 4'000 [mm/min]




DIXI 7007 - 7017 - 7025 - 7027

|

ENGRAVING
D,00.05-0.10D,20.15-0.50
VDI CARBIDE DINAC DLC ap ap

3323 Ve [my/min] | Ve[m/min] | Ve [m/min | (mm) (mm)
Unalloyed steel, leaded steel 1-5 20 - 35°000 | 20 - 35°000 0.05-0.30 | 0.10-0.42
Low alloyed steel <800 N/mm? 6-9 20 - 35'000 0.05-0.25 | 0.10-0.34
Austenitic stainless steel < 700 N/mm? 141-14.2 20 - 35'000 0.05-0.20 | 0.10-0.34
" L ECRILE it;’é%'f\ls/;i";e'/ DL 143144 20- 35000 005-025 | 0.10-0.30
Grey castiron < 250 HB 15-16 20 - 35°000 | 20 - 35000 0.05-0.45 | 0.10-0.45
Ductile, malleable, nodular castiron >250 HB | 17-20 20 - 35000 | 20 - 35°000 0.05-0.40 | 0.10-0.45
Wrought aluminium alloy < 12% Si 21-22 20 - 35'000 | 20 - 35000 | 20 - 35°000 | 0.05-0.60 | 0.10-0.45
Cast aluminium alloy >12% Si 23-25 20 - 35'000 | 20 - 35°000 | 20 - 35'000 | 0.05-0.45 | 0.10-0.50
Copper alloy good machinability with Pb 26 20 - 35000 | 20 - 35°000 | 20 - 35°000 | 0.05-0.45 | 0.10-0.45

Copper alloy with difficult machinability 27-28 20 - 35°000 | 20 - 35°000 | 20 - 35000 | 0.05-0.40 | 0.10-0.45

Plastic, wood 29-30 20 - 35000 | 20 - 35°000 | 20 - 35°000 | 0.05-0.45 | 0.10-0.45
Gold, silver - 20 - 35000 | 20 - 35000 | 20 - 35°000 | 0.05-0.40 | 0.10-0.45
Refractory alloy, Fe, Ni, Co base 31-35 15 - 25000 0.04-0.10
Titanium, titanium alloy 36-37 20 - 35000 | 20 - 35000 | 20 - 35°000 | 0.05-0.35 | 0.10-0.45
Hardened steel >45 HRC, hard cast iron 38-41 20 - 35'000 0.02 - 0.06
. DIXI 7625
ENGRAVING
VDI CARBIDE ap
3323 Ve [m/min] (mm)
Unalloyed steel, leaded steel 1-5 20 - 35°000 <0.05
Wrought aluminium alloy < 12% Si 21-22 20 - 35°000 <0.05
Copper alloy good machinability with Pb 26 20 - 35°000 <0.05
Copper alloy with difficult machinability 27-28 20 - 35°000 <0.05
Gold, silver - 20 - 35°000 <0.05




n[rpm] = Vel Vf [mm/min] = n [rpm] x fz [mm] xZ
7 x D, [mm]

Feed rate Vi lmm/min!

@D, @D,
0.05-0.10 0.15 - 0.50

50 - 200 60 - 275

50 - 200 60 - 275

50 - 400 110 - 450

50 - 400 110 - 450

50 - 500 150 - 450

50 - 400 110 - 450

20-100

10-50

Feed rate Vi lmm/min]

o ‘307



DIXI 7625

|

CHAMFERING
VDI CARBIDE ap
3323 Ve [m/min] (mm)
H Unalloyed steel, leaded steel 1-5 20 - 35'000 <0.10
Wrought aluminium alloy < 12% Si 21-22 20 - 35'000 <0.15
Copper alloy good machinability with Pb 26 20 - 35'000 <0.10
Copper alloy with difficult machinability 27-28 20 - 35°000 <0.10
Gold, silver - 20 - 35'000 <0.10
. DIXI 7623 - 7624 - 7656 - 7658
CHAMFERING
VDI CARBIDE TAIN ae ap
3323 Ve [mymin] | Ve [mymin] (mm) (mm)
Unalloyed steel, leaded steel 1-5 85 120 <0.5x@D1 <0.5x@D1
Low alloyed steel <800 N/mm? 6-9 105 <05x@D1 | <0.5x@D1
H - 2
7GR S L i 10-13 % | <05x0D1 | <05x@DI
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-142 80 <0.5x@D1 <0.5x@D1
M . . :
Nickel-free stainless steel/DUPLEX 143124 55 <0.25x@D1 | <0.25%@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 85 100 <0.5x@D1 <0.5x@D1
Ductile, malleable, nodular castiron > 250 HB 17-20 55 80 <0.5x@D1 <0.5x@D1
Wrought aluminium alloy < 12% Si 21-22 220 <0.75x@D1 | <0.75x@D1
Cast aluminium alloy >12% Si 23-25 150 <0.75x@D1 | <0.75x@D1
Copper alloy good machinability with Pb 26 150 <0.75x@D1 | <0.75x@D1
Copper alloy with difficult machinability 27-28 130 <0.5x@D1 <0.5x@D1
Plastic, wood 29-30 250 <0.75x@D1 | <0.75x@D1
Gold, silver - 150 <0.5x@D1 <0.5x@D1
Refractory alloy, Fe, Ni, Co base 31-35 35 <0.25x@D1 | <0.25x@D1
Titanium, titanium alloy 36-37 40 70 <0.5x@D1 <0.5x@D1




Feed rate

gD,

0.05-0.10

80 - 250

80 - 250

80 - 250

80 - 250

80 - 250

Feed per tooth
gD, gD, gD, gD, gD, gD, gD, gD,

0.20-0.30 0.40-0.70 0.80 - 1.00 1.20 - 3.00 4.00 - 5.00 6.00-8.00 | 10.00-12.00 | 16.00 - 20.00
0.002-0.003 | 0.004-0.007 | 0.008-0.010 | 0.012-0.030 | 0.040-0.050 | 0.060-0.080 | 0.090-0.100 | 0.120-0.160
0.001-0.003 | 0.004-0.006 | 0.007-0.009 | 0.011-0.027 | 0.036-0.045 | 0.054-0.070 | 0.080-0.090 | 0.100-0.150
0.001-0002 | 0.003-0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0040 | 0.048-0.065 | 0.070-0.080 | 0.090-0.130
0.001-0.002 | 0.003-0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0.040 | 0.048-0.065 | 0.070-0.080 | 0.090-0.130
0.001-0.002 | 0.003-0.005 | 0.006-0.007 | 0.008-0.021 | 0.028-0035 | 0.042-0.055 | 0.060-0.070 | 0.080-0.110
0.002-0.004 | 0.005-0.008 | 0.010-0.012 | 0.014-0.036 | 0.043-0.060 | 0.072-0.095 | 0.110-0.120 | 0.140-0.190
0.002 - 0.003 0.004 - 0.007 | 0.008-0.010 | 0.012-0.030 | 0.040-0.050 | 0.060-0.080 | 0.090-0.100 | 0.120-0.160
0.002-0.005 | 0.006-0011 | 0.012-0.015 | 0.018-0.045 | 0.060-0075 | 0.090-0.120 | 0.140-0.140 | 0.170-0.240
0.002-0.004 | 0.005-0.009 | 0.010-0.013 | 0.016-0.039 | 0.052-0.065 | 0.078-0.105 | 0.120-0.120 | 0.150-0.210
0.002-0.005 | 0.006-0011 | 0.012-0.015 | 0.018-0.045 | 0.060-0.075 | 0.090-0.120 | 0.140-0.140 | 0.170-0.240
0.002 - 0.004 0.005-0.008 | 0.010-0.012 | 0.014-0.036 | 0.048-0.060 | 0.072-0.095 | 0.110-0.120 | 0.170 - 0.240
0002-0.005 | 0.006-0.011 | 0.012-0.015 | 0.018-0.045 | 0.060-0.075 | 0.090-0.120 | 0.140-0.140 | 0.150-0.210
0.002-0.003 | 0.004-0.007 | 0.008-0.010 | 0.012-0.030 | 0.040-0.050 | 0.060-0.080 | 0.090-0.100 | 0.090 -0.100
0001-0.002 | 0.002-0.004 | 0.004-0005 | 0.006-0.015 | 0.020-0.025 | 0.030-0.040 | 0.050-0.050 | 0.050-0.050
0.002-0.003 | 0.004-0.007 | 0.008-0.010 | 0.012-0.030 | 0.040-0.050 | 0.060-0.080 | 0.090-0.100 | 0.090 - 0.100

Values based on use of cutting oil and emulsion. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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DRILLING - SPOTTING

DIXI 7632

VDI CARBIDE CUTINOX
3323 Ve [m/min] Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 70
Low alloyed steel <800 N/mm? 6-9 45 50
I-s“tgr:n ?(:Isc;ysiizell Ier?foml\:l/rrtne?? 10-13 % i
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 35
Nickel-free s;t;i[i)lalt,a\ls/;s;gel/DUPLEX 143-10.4 25 30
Grey castiron < 250 HB 15-16 55 70
Ductile, malleable, nodular cast iron > 250 HB 17-20 35 45
Wrought aluminium alloy < 12% Si 21-22 115 125
Cast aluminium alloy >12% Si 23-25 85 95
Copper alloy good machinability with Pb 26 100 110
Copper alloy with difficult machinability 27-28 65 75
Plastic, wood 29-30 150 165
Gold, silver - 65 75
Refractory alloy, Fe, Ni, Co base 31-35 20 30
Titanium, titanium alloy 36-37 40 50
CHAMFERING - SLOTTING - ENGRAVING - ROUTING
VDI CARBIDE CUTINOX
3323 Ve [m/min] Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 70
Low alloyed steel < 800 N/mm? 6-9 45 50
e 5
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 35
Nickel-free it;l(i)r(;le':\‘s/?ns;]eieI/DUPLEX 143-144 25 30
Grey castiron < 250 HB 15-16 55 70
Ductile, malleable, nodular cast iron > 250 HB 17-20 35 45
Wrought aluminium alloy < 12% Si 21-22 115 125
Cast aluminium alloy >12% Si 23-25 85 95
Copper alloy good machinability with Pb 26 100 110
Copper alloy with difficult machinability 27-28 65 75
Plastic, wood 29-30 150 165
Gold, silver - 65 75
Refractory alloy, Fe, Ni, Co base 31-35 20 30
Titanium, titanium alloy 36-37 40 50




Feed per tooth

@D, @D, @D, @D, @D, @D, @D,

0.10-030 | 040-070 | 080-100 | 120-300 | 400-500 | 6.00-8.00 | 10.00- 12.00
0000800030 | 0.004-0.007 | 0008-0010 | 0012-0.030 | 0.040-0.050 | 0060-0080 | 0.090-0.110
0.0007 - 0.0020 | 0.004 - 0.006 0.007 - 0.009 0.011-0.027 0.036 - 0.045 0.054 - 0.070 0.080 - 0.100
0.0006 - 0.0020 | 0.003 - 0.006 0.006 - 0.008 0.010 - 0.024 0.032 - 0.040 0.048 - 0.065 0.070 - 0.090
0.0006 - 0.0020 | 0.003 - 0.006 0.006 - 0.008 0.010 - 0.024 0.032 - 0.040 0.048 - 0.065 0.070 - 0.090
0.0006 - 0.0020 | 0.003 - 0.005 0.006 - 0.007 0.008 - 0.021 0.028 - 0.035 0.042 - 0.055 0.065 - 0.080
0.0010-0.0030 | 0.005 - 0.008 0.010-0.012 0.014 - 0.036 0.048 - 0.060 0.072 - 0.095 0.110-0.130
0.0008 - 0.0030 | 0.004 - 0.007 0.008 - 0.010 0.012 - 0.030 0.040 - 0.050 0.060 - 0.080 0.090 - 0.110
0.0012-0.0040 | 0.006 - 0.011 0.012-0.015 0.018 - 0.045 0.060 - 0.075 0.090 - 0.120 0.135-0.160
0.0010-0.0040 | 0.005 - 0.009 0.010-0.013 0.016 - 0.039 0.052 - 0.065 0.078 - 0.105 0.150 - 0.140
0.0012-0.0040 | 0.006 - 0.011 0.012-0.015 0.018 - 0.045 0.060 - 0.075 0.090-0.120 0.135-0.160
0.0010-0.0030 | 0.005 - 0.008 0.010- 0.012 0.014 - 0.036 0.048 - 0.060 0.072 - 0.095 0.110-0.130
0.0012-0.0040 | 0.006 - 0.011 0.012-0.015 0.018 - 0.045 0.060 - 0.075 0.090-0.120 0.135-0.160
0.0008 - 0.0030 | 0.004 - 0.007 0.008 - 0.010 0.012 - 0.030 0.040 - 0.050 0.060 - 0.080 0.090-0.110
0.0004-00010 | 0.002-0004 | 0004-0005 | 0.006-0.015 | 0.020-0025 | 0030-0.040 | 0.045-0.050
0.0008 - 0.0030 | 0.004 - 0.007 0.008 - 0.010 0.012 - 0.030 0.040 - 0.050 0.060 - 0.080 0.090-0.110

Values based on use of cutting oil and emulsion. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

Feed per tooth

oD, @D, oD, @D, @D, oD, oD,

010-030 | 0.40-070 | 080-1.00 | 120-300 | 400-500 | 6.00-800 | 10.00-12.00
0.0006 - 0.0024 | 0.003 - 0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0.040 | 0.048-0.064 | 0.072-0.088
0.0005 - 0.0016 | 0.003 - 0.005 | 0.006-0.007 | 0.009-0.022 | 0.029-0.036 | 0.043-0.056 | 0.064 - 0.080
0.0005-0.0016 | 0.002-0.005 | 0.005-0.006 | 0.008-0.019 | 0.026-0.032 | 0.038-0.052 | 0.056-0.072
0.0005 - 0.0016 | 0.002-0.005 | 0.005-0.006 | 0.008-0.019 | 0.026-0.032 | 0.038-0.052 | 0.056 -0.072
0.0005 - 0.0016 | 0.002-0.004 | 0.005-0.006 | 0.006-0.017 | 0.022-0.028 | 0.034-0.044 | 0.052-0.064
0.0008 - 0.0024 | 0.004-0.006 | 0.008-0.010 | 0.011-0.029 | 0.038-0.048 | 0.058-0.076 | 0.088 -0.104
0.0006 - 0.0024 | 0.003-0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0.040 | 0.048-0.064 | 0.072-0.088
0.0009 - 0.0032 | 0.005-0.009 | 0.010-0.012 | 0.014-0.036 | 0.048 - 0.060 0.07 - 0.096 0.108 - 0.128
0.0008 - 0.0032 | 0.004-0.007 | 0.008-0.010 | 0.013-0.031 0.042-0.052 | 0.062-0.084 | 0.092-0.112
0.0009 - 0.0032 | 0.005-0.009 | 0.010-0.012 | 0.014-0.036 | 0.048-0.060 | 0.072-0.096 | 0.108-0.128
0.0008 - 0.0030 | 0.004-0.006 | 0.008-0.010 | 0.011-0.029 | 0.038-0.048 | 0.058-0.076 | 0.088-0.104
0.0009 -0.0032 | 0.005-0.009 | 0.010-0.012 | 0.014-0.036 | 0.048-0.060 | 0.072-0.096 | 0.108 - 0.128
0.0006 - 0.0024 | 0.003 - 0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0.040 | 0.048-0.064 | 0.072-0.088
0.0003 - 0.0008 | 0.002-0.003 | 0.003-0.004 | 0.005-0.012 | 0.016-0.020 | 0.024-0.032 | 0.036 - 0.040
0.0006 - 0.0024 | 0.003 - 0.006 | 0.006-0.008 | 0.010-0.024 | 0.032-0.040 | 0.048-0.064 | 0.072-0.088

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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SELECTION OF SLITTING SAWS
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SLITTING SAWS P344 P333
COARSE PITCH TEETH

e Coarse pitch slitting saws developed for deep grooving.
For optimal performance, it is recommended to have
3 to 5 teeth in material.

WS Ogood ©excellent
M x|

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘7 ‘ 8 ‘ 9 ‘ 10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

1 5‘6
© 0000000000000 00000O0O0O0O0

Wrought aluminium
alloy

21‘22‘23‘24‘25‘26‘ ‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

©0/00000o00o0Oo0O00000000 | | |

Cu+Pb Cu alloy Gold, o hi ; Special alloy Titanium, titanium
ini " raphite  Plastic ~ Wood , i
Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

Dljle Ao D, s Z CARBIDE Dlis12 Ao D, s / CARBIDE
15 0.20 5 32 37180 25 0.30 8 40 37740
15 0.30 5 24 37182 25 0.40 8 32 42461
15 0.40 5 24 35382 25 0.50 8 32 42376
15 0.50 5 24 35383 25 0.60 8 24 42377
15 0.60 5 20 601 25 0.70 8 24 42378
15 0.70 5 20 603 25 0.80 8 24 2479
15 0.80 5 20 2532 25 0.90 8 24 42379
15 0.90 5 20 7707 25 1.00 8 24 42380
15 1.00 5 20 602 25 1.20 8 24 42462
15 1.20 5 16 38947 25 1.50 8 20 3299
15 1.50 5 16 38948 25 1.60 8 20 3300
15 1.60 5 16 42457 25 1.80 8 20 3301
15 1.80 5 16 42536 25 2.00 8 20 3303
15 2.00 5 16 38949 25 2.50 8 20 3305
20 0.20 5 40 35384 30 0.30 8 40 37845
20 0.30 5 32 35385 30 0.40 8 40 37841
20 0.40 5 32 3281 30 0.50 8 40 35386
20 0.50 5 24 31481 30 0.60 8 32 30662
20 0.60 5 24 604 30 0.70 8 32 3309
20 0.70 5 24 605 30 0.80 8 32 41350
20 0.80 5 24 37080 30 0.90 8 32 41351
20 0.90 5 20 3282 30 1.00 8 32 36413
20 1.00 5 20 3283 30 1.20 8 24 1327
20 1.20 5 20 2425 30 1.50 8 24 3316
20 1.50 5 20 3287 30 1.60 8 24 3317
20 1.60 5 20 3288 30 1.80 8 24 3319
20 1.80 5 20 3290 30 2.00 8 24 3321
20 2.00 5 16 42458 30 2.50 8 20 42466
20 2.50 5 16 42459 30 3.00 8 20 42467
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SLITTING SAWS P.344 P.333
COARSE PITCH TEETH

Dy Ay D, ., Z  CARBIDE Do Auoo D, ., Z  CARBIDE

30 4.00 8 20 42468 80 0.90 2 48 49665

40 0.40 10 48 42470 80 1.00 2 18 3054

40 0.50 10 40 2662 80 1.20 22 48 4016

40 0.60 10 40 6348 80 1.50 22 48 3349

40 0.70 10 40 17953 80 160 2 1 34808

40 0.80 10 40 42471 80 1.80 22 40 22178
80 2.00 2 40 2807

o 00 10 3 38817 80 2.50 22 40 42484

40 100 10 52 3034 80 3.00 2 40 21847

40 2 ) 32 3307 100 1.00 2 64 38542

40 1.50 10 3 3326 100 1.20 2 64 38543

40 1.60 10 32 3798 100 1.50 2 48 35387

40 1.80 10 24 39499 100 1.60 2 48 39146

40 2.00 10 2% 12472 100 1.80 22 48 38927

40 250 10 o1 1173 100 2.00 22 48 38928

40 300 10 - 147 100 250 22 48 36588

1 400 0 2 w75 100 3.00 22 40 38713

50 0.40 . " 26023 125 1.00 22 80 42489

50 0.50 3 18 w2077 125 120 2 64 42490

50 060 13 7 TR 125 150 2 64 38480

50 0.70 13 18 14681 125 1.60 2 64 42492

50 0.80 13 40 p— 125 1.80 2 64 42493

50 0.90 13 40 41064 125 2.00 22 64 39005

50 1.00 13 40 8636

50 120 13 40 8637

50 140 13 32 3336

50 150 13 32 25731

50 1.60 13 32 3337

50 1.80 13 32 3657

50 2.00 13 32 2533

50 250 13 32 3339

50 3.00 13 2 42479

63 0.80 16 18 3342

63 0.90 16 48 49467

63 1.00 16 18 609

63 1.20 16 40 3658

63 1.50 16 40 3345

63 1.60 16 40 3346

63 1.80 16 40 3347

63 2.00 16 40 610

63 250 16 32 42483

63 3.00 16 32 611

80 0.80 2 64 6070



|

DIX1 1533 DIN
1840 A

SLITTING SAWS P344 P.333
FINE PITCH TEETH

¢ Fine pitch slitting saws developed for medium depth grooving.
For optimal performance, it is recommended to have 3 to 5 teeth

in material.
L
D; D
i
“ '
- A
Ogood ©excellent
I M k]
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e
_1‘2‘ ‘4‘ ‘ ‘ ‘ ‘9‘10‘11‘12‘13‘141‘142‘143‘144‘15‘16‘17‘18‘19‘20‘
i 0 00 © 00 000 0000000000000 0
-Wrough;"ﬂolcminium el C';]Lzh g#f?g:l\t’ gﬁ:g; Graphite  Plastic ~ Wood Spt:\‘cii?lczlllov ﬁtaniu:‘lll,‘:'t‘il'(anium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 27 ‘ 28 ‘ - ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
] O O OO 000 00O O0O0OOOCO0COO | | |

D, 12 Ao D, 6 Zz CARBIDE D, 12 Ao D, 6 Z CARBIDE
15 0.20 5 64 36382 20 1.40 5 40 3408
15 0.25 5 64 35635 20 1.50 5 40 624
15 0.30 5 48 3707 20 1.60 5 40 3010
15 0.40 5 48 3708 20 1.80 5 40 23600
15 0.50 5 48 613 20 2.00 5 32 625
15 0.60 5 40 5453 20 2.50 5 32 36690
15 0.70 5 40 6183 20 3.00 5 32 626
15 0.80 5 40 3244
15 0.90 5 40 3245 25 0.15 8 80 42274
15 1.00 5 40 614 25 0.20 8 80 61804
15 1.10 5 32 43250 25 0.20 8 80 1660
15 1.20 5 32 37174 25 0.25 8 80 3249
15 1.50 5 32 40710 25 0.30 8 80 2421
15 1.60 5 32 40711 25 0.35 8 80 1688
15 1.80 5 32 40713 25 0.40 8 64 37661
15 2.00 5 32 37175 25 0.50 8 64 14254

25 0.60 8 64 630
20 0.20 5 80 617 25 0.70 8 64 36365
20 0.25 5 64 618 25 0.80 8 48 632
20 0.30 5 64 34590 25 0.90 8 48 633
20 0.40 5 64 1659 25 1.00 8 48 634
20 0.50 5 48 18560 25 1.10 8 48 2422
20 0.60 5 48 36647 25 1.20 8 48 3250
20 0.70 5 48 39659 25 1.30 8 48 3410
20 0.80 5 48 627 25 1.40 8 48 3412
20 0.90 5 48 623 25 1.50 8 40 35450
20 1.00 5 40 35565 25 1.60 8 40 3413
20 1.10 5 40 2689 25 1.80 8 40 3414
20 1.20 5 40 38141 25 2.00 8 40 636
20 1.30 5 40 3407 25 2.50 8 40 637
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SLITTING SAWS P344 P333
FINE PITCH TEETH

D, Ao D, Z  CARBIDE D, Ao D, Z  CARBIDE
25 3.00 8 32 38971 40 3.00 10 48 658
25 4.00 8 32 3728 40 4.00 10 40 3737

40 5.00 10 40 35097
30 0.20 8 100 14689
30 0.25 8 100 4262 50 0.20 13 128 36385
30 0.30 8 80 638 50 0.25 13 128 3426
30 0.40 8 80 639 50 0.30 13 128 659
30 0.50 8 80 18429 50 0.40 13 100 35234
30 0.60 8 64 18375 50 0.50 13 100 31880
30 0.70 8 64 37731 50 0.60 13 100 3030
30 0.80 8 64 35516 50 0.70 13 100 2957
30 0.90 8 64 36052 50 0.80 13 80 661
30 1.00 8 64 2376 50 0.90 13 80 3255
30 1.10 8 48 35420 50 1.00 13 80 662
30 1.20 8 48 36384 50 1.10 13 80 1663
30 1.30 8 48 3417 50 1.20 13 80 2536
30 1.40 8 48 2424 50 1.30 13 80 3429
30 1.50 8 48 2924 50 1.40 13 80 43114
30 1.60 8 48 3418 50 1.50 13 64 37517
30 1.70 8 48 5948 50 1.60 13 64 663
30 1.80 8 48 6362 50 1.70 13 64 8001
30 2.00 8 48 645 50 1.80 13 64 36336
30 2.50 8 40 6361 50 2.00 13 64 37806
30 3.00 8 40 3419 50 2.50 13 64 37732
30 4.00 8 40 33482 50 3.00 13 48 35636
30 5.00 8 32 35095 50 4.00 13 48 667

50 5.00 13 48 35109
40 0.20 10 128 24084
40 0.25 10 100 22049 63 0.30 16 128 5398
40 0.30 10 100 35370 63 0.40 16 128 669
40 0.40 10 100 4690 63 0.50 16 128 2969
40 0.50 10 80 648 63 0.60 16 100 2634
40 0.60 10 80 677 63 0.70 16 100 3207
40 0.70 10 80 649 63 0.80 16 100 36739
40 0.80 10 80 35444 63 0.90 16 100 36386
40 0.90 10 80 35369 63 1.00 16 100 671
40 1.00 10 64 653 63 1.20 16 80 35233
40 1.10 10 64 3253 63 1.40 16 80 5093
40 1.20 10 64 36049 63 1.50 16 80 2714
40 1.30 10 64 43352 63 1.60 16 80 676
40 1.40 10 64 3422 63 1.70 16 80 3432
40 1.50 10 64 36050 63 1.80 16 80 3433
40 1.60 10 64 36051 63 2.00 16 80 672
40 1.70 10 64 6170 63 2.50 16 64 673
40 1.80 10 64 3424 63 3.00 16 64 674
40 2.00 10 48 656 63 4.00 16 64 3748
40 2.50 10 48 36648 63 5.00 16 48 31882

4
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SLITTING SAWS P344 P333

FINE PITCH TEETH

D, Ao D, s Z CARBIDE
80 0.80 22 128 35817
80 0.90 22 100 46466
80 1.00 22 100 679
80 1.20 22 100 680
80 1.50 22 100 35721
80 1.60 22 100 19241
80 1.80 22 100 14115
80 2.00 22 80 17745
80 2.50 22 80 4030
80 3.00 22 80 684
80 4.00 22 64 21256
80 5.00 22 64 35122
100 0.80 22 128 685
100 1.00 22 128 35816
100 1.20 22 128 38383
100 1.50 22 100 36363
100 1.60 22 100 3438
100 1.80 22 100 6057
100 2.00 22 100 36048
100 2.50 22 100 689
100 3.00 22 80 36364
100 4.00 22 80 35138
100 5.00 22 80 35136
125 1.00 22 160 30687
125 1.20 22 128 35141
125 1.50 22 128 34954
125 2.00 22 128 34827
125 3.00 22 100 35294
160 1.20 32 160 34523
160 1.50 32 160 35299
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SLITTING SAWS P344 P333
EXTRA FINE TEETH

¢ Extra fine teeth slitting saws developed for shallow grooving.
For optimal performance, it is recommended to have 3 to 5 teeth
in material.

e Atypical application is the milling of watch screw slots.
o,

O good © excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘10 ‘ 1" ‘ 12‘13 ‘14.1‘14.2‘14.3‘14.4‘ 15 ‘ 16‘17 ‘ 18 ‘ 19‘20‘

1 2‘3 4‘5‘6 7 8‘9
© 00000000000 0000000O0O0O0O0

Cu+Pb Cu alloy Gold, Graphi . Special alloy Titanium, titani
i . raphite  Plastic ~ Wood /| ftanium, titanium q
elly Cast aluminium alloy alloy difficult Silver B Ni/Co elly Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ = ‘ = ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

-Wrought aluminium

©0/looooo0o0o0o0o0 0000000 | | |

D, 0w A oos D, s Z CARBIDE D, 0e A, oos D, s / CARBIDE
10 0.10 3 60 964494 15 0.25 5 80 19823
10 0.1 3 60 964499 15 0.30 5 80 26517
10 0.12 3 60 964500 15 0.35 5 80 40299
10 0.13 3 60 964501 15 0.40 5 80 19825
10 0.14 3 60 964502 15 0.50 5 80 19826
10 0.15 3 60 964503 15 0.60 5 80 40300
10 0.16 3 60 964504 15 0.70 5 80 40301
10 0.17 3 60 964505 15 0.80 5 80 40302
10 0.18 3 60 964506 15 0.90 ) 80 40303
10 0.19 3 60 964507 15 1.00 5 80 26518
10 0.20 3 60 964508 15 1.10 5 80 40304
10 0.22 3 60 965568 15 1.20 5 80 40305
10 0.24 3 60 963179 15 1.40 5 80 40306

15 1.50 5 80 33843
15 0.08 5 80 45005
15 0.10 5 80 40599 20 0.12 5 100 40314
15 0.1 5 80 57238 20 0.14 5 100 40307
15 0.12 5 80 23559 20 0.15 5 100 43684
15 0.13 5 80 46325 20 0.16 5 100 4913
15 0.14 5 80 38354 20 0.18 5 100 16032
15 0.15 5 80 40588 20 0.20 5 100 4914
15 0.16 5 80 28784 20 0.25 5 100 28665
15 0.17 5 80 57240 20 0.30 5 100 28340
15 0.18 5 80 27224 20 0.35 5 100 40317
15 0.19 5 80 46858 20 0.40 5 100 38355
15 0.20 5 80 19385 20 0.50 5 100 35628
15 0.21 5 80 66021 20 0.60 5 100 40320
15 0.22 5 80 60191 20 0.70 5 100 40322
15 0.23 5 80 58358 20 0.80 5 100 40324
15 0.24 5 80 950356 20 0.90 5 100 40326

4
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SLITTING SAWS

EXTRA FINE TEETH

DIXI 1539

Do A oo D, 16 VA CARBIDE
2 1.00 5 100 40328
20 1.10 5 100 40330
20 1.20 5 100 40332
2 140 5 100 40334
20 1.50 5 100 40336
2 0.12 6 100 40315
20 0.14 6 100 40308
20 0.16 6 100 40309
20 0.18 6 100 40310
2 020 6 100 40311
20 0.25 6 100 40312
20 0.30 6 100 40313
20 035 6 100 40316
20 040 6 100 40318
20 0.50 6 100 40319
20 0.60 6 100 40321
20 0.70 6 100 40323
20 0.80 6 100 40325
2 0.90 6 100 40327
2 1.00 6 100 40329

Dl]s10 Ao 2H6 VA CARBIDE
25 0.20 6 120 3649
25 0.25 6 120 40339
2 030 6 120 40341
2 0.35 6 120 40343
25 0.40 6 120 40345
2 050 6 120 40347
25 0.60 6 120 40349
25 0.70 6 120 40351
25 0.80 6 120 40353
25 0.90 6 120 40355
%5 1.00 6 120 40357
25 110 6 120 40359
25 120 6 120 40361
25 1.40 6 120 40363
25 1,50 6 120 40365
25 0.20 8 120 40338
25 0.25 8 120 40340
25 0.30 8 120 40342
25 0.35 8 120 40344
25 0.40 8 120 40346

P.344 P.333
D1jsIO £001 D, 4s VA CARBIDE
25 0.50 8 120 40348
25 0.60 8 120 40350
25 0.70 8 120 40352
25 0.80 8 120 40354
25 0.90 8 120 40356
25 1.00 8 120 40358
25 1.10 8 120 40360
25 1.20 8 120 40362
25 140 8 120 40364
25 1.50 8 120 40366
30 0.30 8 128 40367
30 0.35 8 128 40368
30 0.40 8 128 40369
30 0.50 8 128 40370
30 0.60 8 128 40371
30 0.70 8 128 40372
30 0.80 8 128 40373
30 0.90 8 128 40374
30 1.00 8 128 40375
30 1.10 8 128 40376
30 1.20 8 128 40377
30 1.40 8 128 40378
30 1.50 8 128 40379
40 0.30 8 160 40393
40 0.35 8 160 40395
40 0.40 8 160 40397
40 0.50 8 160 40399
40 0.60 8 160 40401
40 0.70 8 160 40403
40 0.80 8 160 40405
40 0.90 8 160 40407
40 1.00 8 160 40409
40 1.20 8 160 40413
40 1.40 8 160 40415
40 1.50 8 160 40417
40 0.30 10 160 40394
40 0.35 10 160 40396
40 0.40 10 160 40398
40 0.50 10 160 40400
40 0.60 10 160 40402
40 0.70 10 160 40404
40 0.80 10 160 40406
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SLITTING SAWS P344 P333
EXTRA FINE TEETH

D, s Ao D, z CARBIDE
40 0.90 10 160 40408
40 1.00 10 160 40410
40 1.10 10 160 40412
40 1.20 10 160 40414
40 1.50 10 160 40418
50 0.30 10 160 40445
50 0.40 10 160 40447
50 0.50 10 160 40448
50 0.60 10 160 40449
50 0.70 10 160 40450
50 0.80 10 160 40451
50 0.90 10 160 40452
50 1.00 10 160 40453
50 1.20 10 160 40455
50 1.50 10 160 40457




DIXI 1534 DIN DIN
»—- 1838 ) (1840 A

SLITTING SAWS P344 P333
HELLER PITCH TEETH

 Heller slitting saws developed for deep grooving of long chip
materials. For optimal performance, it is recommended to have
3 to 5 teeth in material.

- Ogood @excellent

ot s MO Ao ged g e e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
sl O O/ O/0/0 000000000 000O0O00O00O0
WfDUgh;"aolcminium el CI;I)Ifush g:‘ﬁ?{i‘:l\t’ SGLI:r Graphite  Plastic ~ Wood SP‘:\‘cii?ICﬂIDV ﬁtaniu;n;l,ot‘i;anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

© 00000000 06000000 | |

D, 12 Ao D, 6 Zz CARBIDE D, 12 Ao D, 6 Z CARBIDE
20 0.30 5 32 34869 40 2.00 10 24 35310
20 0.50 5 24 29836 50 0.50 13 48 14901
20 0.60 5 24 29541 50 0.80 13 40 29704
20 0.70 5 24 29282 50 1.00 13 40 5111
20 0.80 5 24 31598 50 1.50 13 40 39153
20 1.00 5 20 39176 50 2.00 13 32 37281
20 1.20 5 20 42582 63 0.40 16 64 34999
20 1.50 5 20 31267 63 0.50 16 64 2872
25 0.30 8 40 29785 63 0.60 16 48 37364
25 0.50 8 32 42427 63 0.80 16 48 29794
25 0.60 8 32 42428 63 1.00 16 48 28979
25 0.80 8 24 29542 63 1.30 16 40 40597
25 0.90 8 24 42430 63 1.50 16 40 28990
25 1.00 8 24 30411 63 1.60 16 40 41638
25 1.30 8 24 42431 63 1.80 16 40 37787
25 1.50 8 20 38204 63 2.00 16 40 28845
30 0.30 8 40 42434 63 2.50 16 32 35380
30 0.40 8 40 42435 63 3.00 16 32 28828
30 0.50 8 40 28826 80 0.80 22 64 36043
30 0.60 8 32 3308 80 1.00 22 48 29219
30 0.80 8 32 38804 80 1.20 22 48 35967
30 1.00 8 32 38806 80 1.50 22 48 18568
30 1.20 8 24 36576 80 2.00 22 40 28829
30 1.30 8 24 38114 100 0.80 22 64 35381
30 150 8 2 36577 100 1.00 22 64 35429
30 1.60 8 24 38756 100 1.20 22 64 35431
30 2.00 8 2 35379 100 1.50 22 48 25267
40 0.50 10 40 34152 100 1.60 2 48 25335
40 0.80 10 40 29793 100 2.00 22 48 29408
40 1.00 10 32 32137



|

DIXI1 1537 CUTINOX Q @ @

SLITTING SAWS P.346 P.333
FOR STAINLESS STEEL

¢ Fine pitch slitting saws developed to cut-off stainless steel.

e CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

by

| 1
i I- A Ogood ©exce|lent
M k]

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘7 ‘ 8 ‘ 9 ‘ 10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

1 2‘3 4‘5‘6
© 000000000000 0000O0O0O0O0O0O0

Cast aluminium alloy alloy difficult S Ni/ Co il Hardened steel Hard castiron

- Wrought aluminium Cu+Pb Cu alloy Gold,  Granhite Plastic  Wood Special alloy Titanium, titanium

D1js12 Ao D, D, s Z CUTINOX
50 0.80 30 13 68 954330
50 1.00 30 13 68 954331
63 0.60 40 16 80 60407
63 0.70 40 16 80 995182
63 0.80 40 16 80 60408
63 1.00 40 16 80 60409
80 0.60 50 22 100 60410
80 0.80 50 22 100 60411
80 1.00 50 22 100 60414
100 0.80 60 22 120 60412
100 1.00 60 22 120 60413




DIXI 1640 R +

PARTING OFF SLITTING SAWS
LEFT AND RIGHT HAND CUTTING
¢ Parting off slitting saws, right cut, developed to cut-off turned

T_ q workpieces without cutting pins. Short chip formation contrary
‘b to turning inserts.

P.346 P.333

20°

=
‘)

e CUTINOX coating improves tool life, even at high temperatures,

D; D in low machinability materials.
I Fl
= 1
oA Ogood @excellent
M k|
Lowsloyisiosl Wbyl MG Ammteremsisl - gw ol e
‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
oo \©\©\©\O\O\ 00000000000

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

DIXI 1640
D, A, oo D, z CARBIDE CUTINOX ST,
5F !
50 0.50 13 100 977529 977548 &t !
50 0.80 13 80 977530 957215 >4 i /
50 1.00 13 80 977531 977549 W) \ :
63 0.50 16 128 977532 977552 & | : /
lif |
63 0.80 16 100 954255 977553 g VL
L,_’I, \_// /
63 1.00 16 100 977533 955787 T ¢ (
)
80 0.80 22 128 975393 975569 H /
80 1.00 22 100 977534 977554 ’*1 g
100 0.80 2 100 977535 977555 %ﬂl //;T
100 1.00 22 100 97753 977556 f“/ §
U
DIXI 1640 R
_ﬂ":.rqh'
D A D Z  CARBIDE CUTINOX £ W,
1js12 001 2Hp in)y -
r'/J E r_,"l
] @
50 050 13 100 977520 977537 £ ol wor 1
e g [
50 0.80 13 80 977521 977538 & 9
/ \ L
50 1.00 13 80 59024 977539 3 A\
63 0.50 16 128 977522 977540 ';; " J ,| /
63 0.80 16 100 977523 977541 9 )
63 1.00 16 100 977524 977542 N %
i~ Fd
80 0.80 2 128 977525 977543 ¥ :
80 1.00 22 100 977526 977544 N —
100 0.80 22 100 977521 977545 f __/ﬁ-hn,_ . g
100 1.00 22 100 977528 977547 “ LT “\ﬁ{ F e
g— e



- DIXI 2713

MILLING ARBORS
WITH FRONT CLAMPING

o 2| B
1 ! 1
! i, i 1
o T o)
! - i | — |
! } m j
| L Ly 2

¢ Milling arbors with front clamping. Use for right-hand revolution.
Each arbor is supplied with two spacers and a nut.

iy
.
—

D, D, D, L 5 B A Art,
3 5 5 60 7.00 4 3 968329
5 6 10 70 10.00 8 6 953911
5 10 10 80 10.00 8 6 953917
6 10 12 80 10.50 10 6 953918
8 10 15 80 10.00 13 6 954975
8 12 15 90 11.0 13 6 953919
10 10 18 80 10.50 15 6 954976
10 16 18 100 11.50 15 6 953920
13 16 22 110 12.00 19 6 953921
16 20 26 120 13.00 22 6 953922
22 16 32 120 12.00 27 6 347691

- DIXI 2714

MILLING ARBORS WITH REAR CLAMPING

e Milling arbors with rear clamping allowing a front space
reduction. Use for right-hand revolution. Each arbor is supplied

o (= {
m‘ l I I 1 — = ] with two spacers and a nut.
i f i
A2 L A —y
4 £ =
. =
R A max r } i
" 000 !3%
D1 h6 Dh6 D2 L L1 B Amax. Art
5 4 10 50 3.00 8 6 953923
6 5 12 60 3.00 10 6 953924
8 6 15 70 3.00 13 6 953925
8 7 15 80 3.00 13 6 953926
10 6 18 70 3.50 15 6 953927
10 8 18 90 3.50 15 6 953928
13 10 22 110 3.50 19 6 953929
16 12 26 120 3.50 22 6 953930



I DIXI 1525 TOOLS ON REQUEST

T-SLOT CUTTERS P346 P333
STRAIGHT FLUTE
I5 e Straight flute T-slot cutters developed for general machining.
a e Semi-finished products available from stock and adaptable to
y—] your needs (thickness and number of teeth).
- @
ik

O good @ excellent
M |

Low alloyed steel High alloved steel Martensitic Austenitic stainless steel grey nodular malleable
V! 9 V! stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

00000000000 00000O0
__-_-

Wrough;"ac:;mmlum el el C';I’I';b EIL]‘C:;';\{ Ssﬂgr Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
‘ ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
O\ 0000000 OO0O0O0OO0O0OO | |
D, L, D, L, D, L z CARBIDE  CUTINOX
2<4.0+001 0/-0.20 +0.2

?=4.0-0.05-0.10

2 0.20-1.00 1.00 3.00 4 42 3-6 O
3 0.20 - 1.50 1.50 3.50 4 42 3-6 O
4 0.20 - 1.50 2.50 6.00 4 42 3-6 O
5 0.50 - 1.50 3.00 6.00 5 42 3-6 O
6 0.50 - 2.50 3.50 7.00 6 42 4-8 O
8 0.50 - 3.00 4.00 9.00 8 50 5-10 O
10 0.50 - 4.00 5.00 9.00 10 50 5-12 O
12 0.50 - 3.50 5.00 11.50 6 50 6-16 O
12 0.50 - 4.00 6.00 14.00 10 50 6-16 O
15 0.50 - 5.00 8.00 14.00 10 60 8-18 O
16 0.50 - 2.90 8.00 14.00 10 60 8-20 O
16 3.00 - 6.00 8.00 14.00 10 60 8-20 O
18 0.50 - 2.90 8.00 14.00 10 60 10 - 24 0
18 3.00 - 6.00 8.00 14.00 10 60 10- 24 O
20 0.50 - 2.90 8.00 11.00 10 60 10 - 24 O
20 3.00 - 6.00 8.00 14.00 10 60 10- 24 O
25 0.50 - 3.90 8.00 13.00 10 60 10 - 32 O
25 4.00 - 8.00 8.00 18.00 10 60 10 - 32 O
30 0.50 - 3.90 8.00 18.00 10 60 10 - 36 0
30 4.00 - 8.00 8.00 18.00 10 60 10 - 36 O




DIXI 1528
»__ TOOLS ON REQUEST

T-SLOT CUTTERS P.346 P333
STAGGERED TOOTH

¢ Staggered tooth T-slot cutters developed to reduce vibrations
and to improve surface finish by slotting.

¢ Semi-finished products available from stock and adaptable
to your needs (thickness and number of teeth).

O bien © excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Low alloyed steel High alloyed steel
‘7 ‘ 8 ‘ 9 ‘ 10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

© 0000000000000 O0O0O0O0

C';I’I';b Cualloy ool Graphite  Plastio  Wood SPeaer “t""i“::l';‘il‘a"i“m Hardened steel  Hard cast ron
2 2 0w | w  x | x| 2 | | - | EREEERERE IEEEEEEEREEREN
©0 0000000 OOOCOOO©OO | |
D, L, D, L, D L Z CARBIDE CUTINOX
<4001 0-0.20 02
940-005-0.10
4 0.50 - 3.00 2.50 6.00 4 42 4-6 O
5 0.50 - 3.00 3.00 6.00 5 42 4-6 O
6 0.50 - 3.00 3.50 7.00 6 42 4-6 O
8 1.00 - 4.00 4.00 9.00 8 50 4-8 O
10 1.00 - 4.00 5.00 9.00 10 50 6-10 O
12 0.50 - 3.50 5.00 11.50 6 50 6-10 O
12 1.00 - 5.00 6.00 14.00 10 60 6-10 O
15 1.50 - 6.00 8.00 14.00 10 60 8-14 O
16 1.50 - 3.90 8.00 14.00 10 60 8-14 O
16 4.00 - 6.00 8.00 14.00 10 60 8-14 O
18 1.50 - 3.90 8.00 14.00 10 60 10- 16 O
18 4.00 - 6.00 8.00 14.00 10 60 10-16 O
20 1.50 - 3.90 8.00 11.00 10 60 10-18 O
20 4.00 - 6.00 8.00 14.00 10 60 10-18 O
25 1.50 - 4.90 8.00 13.00 10 60 10-24 O
25 5.00 - 10.00 8.00 18.00 10 60 14-24 o
30 1.50 - 4.90 8.00 13.00 10 60 18- 28 ]
30 5.00 - 10.00 8.00 18.00 10 60 18-28 d




DIXI 1527
»__ TOOLS ON REQUEST

T-SLOT CUTTERS P346  P333
FULL RADIUS
I;L._ R=L./2 e Full radius T-slot cutters developed for shape grooving.
L

: S /l e Semi-finished products available from stock and adaptable

1 V4 | to your needs (thickness and/or radius).

. L,

L
Ogood @ excellent
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘::ssitci:el Ausm{gﬂ;?&?f;ﬁ See] caiﬁron ::ST;:_Z; n;:gteie:l;!f

‘2‘ ‘4‘ ‘ ‘ ‘9‘10‘11‘12‘13‘141‘142‘143‘144‘15‘16‘17‘18‘19‘20‘

©/0/00 00 \@\@\@\O\O\O\O\O\O\O\O\@\@\O\O\O\ |
L s

WfOUgh;"aOI;minium el C‘;ﬁf;b g:lﬂflll?l\t’ gsgr Graphite  Plastic ~ Wood Spi‘cii?lczzllov ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
0000000000 OO0OOOCOO
D, L, D, L D,, L 4 CARBIDE  CUTINOX
?<4.0+0.03 0/-0.20 +0.2
2=4.0-0.05/-0.10
0.40 - 1.50 1.50 6.00 4 42 4 g
0.50 - 2.00 3.50 7.00 6 42 6 d
1.00 - 3.00 4.00 9.00 8 50 6 g
10 1.00 - 4.00 5.00 9.00 10 50 8 d
12 0.50 - 3.50 5.00 11.50 6 50 10 g
12 1.00 - 5.00 6.00 14.00 10 50 10 d
16 1.00 - 6.00 8.00 14.00 10 60 12 g

Other tooth shapes see page 267



WORKING DEPTH

\

1 - 2 teeth in material 3 - 4 material teeth More than 4 teeth in material
Not enough teeth = stable machining Too many teeth
= risk of vibration =risk of breakage

ASSEMBLY IN MILLING TRAINS

For assembly in a milling train, provide a hub to ensure parallelism between the various components.

CUSTOMIZED TOOLS

Shape tools to your specifications.

See pages 342 for suggested shapes.

On request Dixi adjusts keyways on all sawmill gauges




DIXI 1675 - 1680
TOOLS ON REQUEST

|

HOB CUTTERS
EPICYCLIC AND INVOLUTE PROFILE

e DIXI 1675 - Hob cutters for epicyclic teeth developed for
generation hobbing of gears and wheels (NIHS, EVJ, CETEHOR

- A -
- 7 standards...). Regrindable logarithmic profile.
) e DIXI 1680 - Hob cutters for involute teeth developed for
! generation hobbing of gears and wheels (DIN 867 like).
D; | Dy Regrindable logarithmic profile.
L]
|

O good © excellent
e I M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

© 0000000000000 0O00 | [ | [ ||
L s

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘

D, A D, YA CARBIDE
4-6 3.50 12 O
4-6 3.50 12-15 O

10 4-6 3.50 12-15 0

10 6 4.50 12-15 O

12 6 3.50 12-15 0

12 6-8 450 12-15 O

16 4-10 8.00 12-15 0

18 6 8.00 12-15 0O Coatings on request

18 6-8 8.00 12-15 0

24 8-15 8.00 12-15 d

Regrindable
logarithmic relief

Resulting tooth profile

DIXI 1675 DIXI 1680
Epicyclic Involute

DOUBLE STRAWER
ON REQUEST

If milling arbors are required, please contact the machine manufacturers.

Q



DIXI 1685
»__ TOOLS ON REQUEST

e Hob cutters developed for generation hobhing of gears
with asymmetrical profile (escape and locking wheels).
Regrindable logarithmic profile.

Ogood @ excellent
e I M |

Low alloyed steel High alloved steel Martensitic Austenitic stainless steel grey nodular malleable
V! 9 V! stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

8‘9
fm| 0 000 0000000000000 | | | |

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
o0 00000 | | OO0 | | |
D, A D, z CARBIDE

6 4-6 3.50 12 g
8 2-4-6 3.50 12 d
10 2-6 3.50 12 d
10 2-6 450 12 d
12 2-6 3.50 12 d
12 6-8 450 12 d0
16 4-10 8.00 12 g
18 6 6.00 12 d0
18 6-8 8.00 12 g
24 8 8.00 12 a Coatings on request
Resulting tooth profile Regrindable

logarithmic relief

If milling arbors are required, please contact the machine manufacturers.



DIXI 1674
»__ TOOLS ON REQUEST

MODULE CUTTERS
TOOTH PER TOOTH CUTTING

¢ Module cutters developed for radial, frontal and conical
tooth-by-tooth cutting. Regrindable logarithmic profile.

O good © excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel

Low alloyed steel High alloyed steel

1‘ ‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

4 5‘6‘7
© 0000000000000 | | | | ||
L s

O O

WfOUgh;"aOI;minium el C‘;ﬁf;b g:;f?cl:lllljl\t, gsgr Graphite  Plastic ~ Wood Spi‘cii?lcilloy ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
co0eoo0oo0o0o0oo | | OO | |
D, A D, s z CARBIDE Module (m) = 0.03 - 0.50
4-6 3.50 6-12 0
2-6 3.50 6-12 0 2
10 2-6 350 6-12 0 Y
10 2 4,50 6-12 0 !
10 6 4.50 6-12 0
12 2 3.50 6-12 0
12 6 3.50 6-12 O o
12 6-8 4.50 6-12 0 ' 4
16 4-10 8.00 6-12 0
18 6 6.00 6-12 0 Coat
- e Py S = oatings on request
2% 8-15 8.00 6-12 0
Resulting tooth profile Regrindable

logarithmic relief

If milling arbors are required, please contact the machine manufacturers.

Q



DIXI 1672 - 1673
»__ TOOLS ON REQUEST

HOB CUTTERS
L e DIXI 1672 - Monobloc hob cutters for epicyclic teeth developed
_ L. for generation hobbing of small gears and wheels (NIHS,EVJ,
B =) ‘ | | CETEHOR standards...). Ideal for direct collet clamping on sliding
ﬁ___ head turning machines. Regrindable logarithmic profile.
o (=)
| | == e DIXI 1673 - Monobloc module cutters developed for radial,
'_l L I frontal and conical tooth-by-tooth hobbing. Ideal for direct
% collet clamping on sliding head turning machines. Regrindable

logarithmic profile
Ognod @ excellent
o« m TS

" Martensitic Austenitic stainless steel grey nodular malleable
- il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

fs 0 0/0 0 0000000000000
1 T S I

- Wm'-'gh;"ao';mi"i"m Cast aluminium alloy Cl;ﬁr;b g:‘%?(l:lﬂt’ gﬁ:g; Graphite  Plastic ~ Wood sPeNCii?L:aO"'JV 'I'Itaniu:‘lll,ot‘iltanium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
el O O O 0O OO0O0OO | OO | |
 DIXI1672 B - DIX1 1673 ooy oo
5 C‘,‘ 5i ! 5‘,‘ K3
| ‘ Lg ' ‘ L2
DI LI D2 L2 Dh5 L Z CARBIDE D1 L1 D2 L2 Dh5 L Z CARBIDE
4 4 2.40 4 4 40 6-10 O 4 2 2.40 4 4 40 b O
5 4 3.00 4 5 40 6-10 O 5 2 3.00 4 5 40 6 O
5 4 4.00 4 6 40 6-10 O 5 2 4.00 4 6 40 6 O
6 4 4.00 4 6 40 6-10 O 6 2 4.00 4 6 40 6 O

Regrindable Module (m) = 0.03 - 0.50

logarithmic relief DOUBLE STRAWER
Coatings on request




DIXI1 1690

»__ TOOLS ON REQUEST
HOB CUTTERS
FRONTAL GEAR CUTTING

" ¢ Hob cutters developed for frontal gear cutting. Regrindable

logarithmic profile.

O good © excellent
e M x|

" Martensitic Austenitic stainless steel grey nodular malleable
Wiy sitered leryeltyesice A ) e stainless steel (DUPLEX/PH) castiron castiron castiron

‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

5‘8‘7
fms| 0 000 0000000000000 | | | |

Wrought aluminium

L Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium
alloy

Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©ooo0oo0o0000 | | OO | | |

D, A D, Z CARBIDE

8 2 3.50 2-6 O Module (m) = 0.03 - 0.50
10 2 3.50-4.50 2-6 O

12 2 3.50 - 4.50 2-6 O

Coatings on request

Resulting tooth profile
Regrindable
logarithmic relief

If milling arbors are required, please contact the machine manufacturers.



- DIX1 0700 - 0710

SUPPORTING DISCS

DIXI 0700-A DIXI 0700-B
L L

a8
28

E

) <

L, width from 3 to 5 mm L, width from 1to 2.99 mm

Up to 8 slots Up to 8 slots
DIX1 0710-D DIXI 0710-E
L'| Ly

N il ~
= =
L, width 5 mm L, width from 1to 4 mm
Up to 24 slots Up to 24 slots
Special discs shapes for DIXI 0710

G H

TOOLS ON REQUEST

DIXI 0700-C

i s

— -

038

L, width from 0.05 to 0.99 mm

Up to 8 slots

DIXI 0710-F

Ly

T

@27

L, width from 0.05 to 0.99 mm

Up to 24 slots

Slot shapes

Number of Width Disc shape Slot shape Number of
discs Dt L, GorH UorV Sl slots
U 0.20 3
Ex. 1 0710-E 1 G
0.24 5

a3




TOOLS ON REQUEST

INFORMATION ABOUT THE PART TO PRODUCE |

A df
Norm e | .
/ I A “'ﬁ
Design - |
N l e
DXF 1 i —
oy N =l 2=
Material to be machined T L | '
\' '
Module (m) ‘ i VY
- A /"
e | -

e DIXI 1675 A 22

Helix angle (profile) R[] L]

Number of profiles

Coating

Quantity

- DIXI 1672

Helix angle (profile) R[] ]

S

Number of profiles

Coating

Quantity

Notice

Q



TOOLS ON REQUEST

INFORMATION ABOUT THE PART TO PRODUCE

Norm

Design

DXF

Material to be

Module (m)

- DIXI 1674

Coating

Quantity

()
- DIXI 1673
Coating
Quantity
55
¢!
%

Notice




TOOLS ON REQUEST

Quantity

Material to be machined

®

A1 A1 A1 D 1
-
;ig 4
a’ Z =¥ a’
AZ AZ AZ D 2
1640 1640 R 1643
- — N
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TOOLS ON REQUEST L/l

T-SLOT CUTTERS
D D,
Quantity
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' __l i Material to be machined
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DIXI 1531 - 1533 - 1534

|

VDI CARBIDE
3323 Ve [mymin]
Unalloyed steel, leaded steel 1-5 120
Low alloyed steel <800 N/mm? 6-9 105
Rt 2
I-:tgri]n IaeI Isosysst:eee? If: rSrEOm,\zla/rTe?.' UUSE] s
Austenitic stainless steel < 700 N/mm? 14.1-14.2 100
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 75
Grey castiron < 250 HB 15-16 110
Ductile, malleable, nodular cast iron > 250 HB 17-20 95
Wrought aluminium alloy < 12% Si 21-22 350
Cast aluminium alloy >12% Si 23-25 325
Copper alloy good machinability with Pb 26 325
Copper alloy with difficult machinability 27-28 225
Plastic, wood 29-30 165
Gold, silver 225
Refractory alloy, Fe, Ni, Co base 31-35 30
Titanium, titanium alloy 36-37 60
Il DIXI 1539
VDI CARBIDE
3323 Ve [mymin]
Unalloyed steel, leaded steel 1-5 120
Low alloyed steel <800 N/mm? 6-9 105
I-shtg?n ?el!sosysi:;? If:rigom'\;/rTen::' =g s
Austenitic stainless steel < 700 N/mm? 14.1-14.2 100
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 15
Grey castiron < 250 HB 15-16 110
Ductile, malleable, nodular cast iron > 250 HB 17-20 95
Copper alloy good machinability with Pb 26 325
Copper alloy with difficult machinability 27-28 225
Gold, silver 225
Refractory alloy, Fe, Ni, Co base 31-35 30
Titanium, titanium alloy 36-37 60




Feed per tooth

0.0008 - 0.0016

0.0007 - 0.0014

0.0006 - 0.0012

0.0006 - 0.0012

0.0005 - 0.0010

0.0009 - 0.0018

0.0008 - 0.0016

0.0011 - 0.0024

0.0009 - 0.0018

0.0010 - 0.0020

0.0004 - 0.0008

0.0008 - 0.0016

0.0014 - 0.0020

0.0013 - 0.0018

0.0012 - 0.0016

0.0012 - 0.0016

0.0010 - 0.0014

0.0017 - 0.0024

0.0014 - 0.0020

0.0022 - 0.0030

0.0017 - 0.0024

0.0019 - 0.0026

0.0007 - 0.0010

0.0014 - 0.0020

0.0018 - 0.0025

0.0016 - 0.0020

0.0014 - 0.0020

0.0014 - 0.0020

0.0012 - 0.0015

0.0022 - 0.0030

0.0018 - 0.0025

0.0028 - 0.0035

0.0022 - 0.0030

0.0024 - 0.0030

0.0009 - 0.0012

0.0018 - 0.0025

Values based on use of cutting oil. The cutting parameters are very strongly influenced

gD, gD, @D, gD, @D,
15.00 - 30.00 | 30.00 - 50.00 | 50.00 - 80.00 | 80.00 - 125.00 | 125.00- 160.00
0.0015-0.0034 | 0.003-0.005 | 0.004-0.007 | 0.006-0.010 | 0.008-0.011
0.0014-0.0030 | 0.002-0.005 | 0.004-0.006 | 0.005-0.009 | 0.007-0.010
0.0012-0.0026 | 0.002-0.004 | 0.003-0.006 | 0.004-0.008 | 0.006-0.009
0.0012-0.0026 | 0.002-0.004 | 0.003-0.006 | 0.004-0.008 | 0.006-0.009
0.0011-0.0024 | 0.002-0.004 | 0.003-0.005 | 0.004-0.007 | 0.005-0.008
0.0018 - 0.0040 | 0.003-0.006 | 0.005-0.009 | 0.007-0.012 | 0.009-0.013
0.0015-0.0034 | 0.003-0.005 | 0.004-0.007 | 0.006-0.010 | 0.008-0.011
0.0023 - 0.0050 | 0.004-0.008 | 0.006-0.011 | 0.008-0.015 | 0.011-0017
0.0020-0.0042 | 0.004-0.007 | 0.005-0.009 | 0.007-0013 | 0.010-0.015
0.0023 - 0.0050 | 0.004 - 0.008 0.006 - 0.011 0.008 - 0.015 0.011-0.017
0.0018 - 0.0040 | 0.003-0.006 | 0.005-0.009 | 0.007-0.012 | 0.009-0.013
0.0023 - 0.0050 | 0.004-0.008 | 0.006-0.011 | 0.008-0.015 | 0.011-0017
0.0020-0.0042 | 0.004-0.007 | 0.005-0.009 | 0.007-0013 | 0.010-0.015
0.0008 - 0.0016 | 0.001 - 0.003 0.002 - 0.004 0.003 - 0.005 0.004 - 0.006
0.0015-0.0034 | 0.003-0.005 | 0.004-0.007 | 0.006-0.010 | 0.008-0.011

Feed per tooth
gD, gD, gD,
15.00 - 30.00 | 30.00 - 40.00 | 40.00 - 50.00

by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !




|

DIXI1 1537 - 1640

VDI CARBIDE CUTINOX
3323 Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 150 175
Low alloyed steel <800 N/mm? 6-9 125 145
I:Itg?n Iae”sosysifeee? If:r?fom'\;/:e?? LBLE 100 125
Austenitic stainless steel < 700 N/mm? 14.1-14.2 140 165
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 100 125
Grey castiron < 250 HB 15-16 280 300
Ductile, malleable, nodular cast iron > 250 HB 17-20 180 200
Wrought aluminium alloy < 12% Si 21-22 300 325
Cast aluminium alloy >12% Si 23-25 250 275
Copper alloy good machinability with Pb 26 300 325
Copper alloy with difficult machinability 27-28 220 240
Plastic, wood 29-30 150 175
Gold, silver - 220 240
Refractory alloy, Fe, Ni, Co base 31-35 40 65
Titanium, titanium alloy 36-37 90 115
. DIXI 1525 - 1527 - 1528
VDI CARBIDE CUTINOX
3323 Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 85 95
Low alloyed steel <800 N/mm? 6-9 80
e A e 10-13 B
Austenitic stainless steel < 700 N/mm? 14.1-14.2 15
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 55
Grey castiron < 250 HB 15-16 85 95
Ductile, malleable, nodular cast iron > 250 HB 17-20 65 70
Wrought aluminium alloy < 12% Si 21-22 130
Cast aluminium alloy >12% Si 23-25 150
Copper alloy good machinability with Pb 26 150
Copper alloy with difficult machinability 27-28 120
Plastic, wood 29-30 250
Gold, silver - 150
Refractory alloy, Fe, Ni, Co base 31-35 55
Titanium, titanium alloy 36-37 40 45




Feed per tooth

@D, @D, oD,
50.00 - 63.00 | 63.00 - 80.00 | 80.00 - 100.00
0.0045 - 0.0070 | 0.005-0.008 | 0.005- 0.008
0.0041-0.0062 | 0.004-0.007 | 0.004-0.007
0.0036 - 0.0056 | 0.004-0.006 | 0.004 - 0.006
0.0036 - 0.0056 | 0.004-0.006 | 0.004 - 0.006
0.0032 - 0.0048 | 0.003-0.005 | 0.003-0.006
0.0054 - 0.0084 | 0.006-0.009 | 0.006-0.010
0.0045 - 0.0070 | 0.005-0.008 | 0.005 - 0.008
0.0068 - 0.0104 | 0.007-0.011 | 0.007 - 0.012
0.0059 - 0.0090 | 0.006-0.010 | 0.006-0.010
0.0068 - 0.0104 | 0.007 - 0.011 0.007 - 0.012
0.0054 - 0.0084 | 0.006-0.009 | 0.006-0.010
0.0068 - 0.0104 | 0.007-0.011 | 0.007 - 0.012
0.0059 - 0.0090 | 0.006-0.010 | 0.006-0.010
0.0023 - 0.0034 | 0.002 - 0.004 0.002 - 0.004
0.0045 - 0.0070 | 0.005-0.008 | 0.005- 0.008
Feed per tooth
gD, gD, gD, gD, gD, gD, 20D,
2.00 - 5.00 5.00-8.00 | 8.00-12.00 | 12.00 - 15.00 | 15.00 - 20.00 | 20.00 - 25.00 | 25.00 - 30.00
0.0018-0.0046 | 0.004-0.007 | 0.007-0.011 | 0.010-0.013 | 0.013-0.017 | 0.016-0.021 | 0.020-0.025
0.0016 - 0.0042 | 0.004-0.007 | 0.006-0.010 | 0.009-0.012 | 0.011-0.015 | 0.015-0.019 | 0.018-0.022
0.0014-0.0036 | 0.004-0.006 | 0.006-0.009 | 0.008-0.011 | 0.010-0.014 | 0.013-0.017 | 0.016-0.020
0.0014-0.0036 | 0.004-0.006 | 0.006-0.009 | 0.008-0.011 | 0.010-0.014 | 0.013-0.017 | 0.016-0.020
0.0013-0.0032 | 0.003-0.005 | 0.005-0.007 | 0.007-0.009 | 0.009-0.012 | 0.012-0.015 | 0.014-0.017
0.0022 - 0.0056 | 0.005-0.009 | 0.008-0.013 | 0.012-0.016 | 0.015-0.021 0.020-0.025 | 0.024 - 0.030
0.0018-0.0046 | 0.004-0.007 | 0.007-0.011 | 0.010-0.013 | 0.013-0.017 | 0.016-0.021 | 0.020-0.025
0.0027 - 0.0070 | 0.007-0.011 | 0.010-0.016 | 0.015-0.020 | 0.019-0.026 | 0.025-0.032 | 0.030-0.037
0.0023-0.0060 | 0.006-0.009 | 0.009-0.014 | 0.013-0.017 | 0.016-0.022 | 0.021-0.027 | 0.026-0.032
0.0027 - 0.0070 | 0.007 - 0.011 0.010-0.016 | 0.015-0.020 | 0.019-0.026 | 0.025-0.032 | 0.030 - 0.037
0.0022 - 0.0056 | 0.005-0.009 | 0.008-0.013 | 0.012-0.016 | 0.015-0.021 | 0.020-0.025 | 0.024-0.030
0.0027 - 0.0070 | 0.007-0.011 | 0.010-0.016 | 0.015-0.020 | 0.019-0.026 | 0.025-0.032 | 0.030-0.037
0.0023-0.0060 | 0.006-0.009 | 0.009-0.014 | 0.013-0.017 | 0.016-0.022 | 0.021-0.027 | 0.026-0.032
0.0009 - 0.0024 | 0.002-0.004 | 0.003-0.005 | 0.005-0.007 | 0.006-0.009 | 0.008-0.011 | 0.010-0.012
0.0018-0.0046 | 0.004-0.007 | 0.007-0.011 | 0.010-0.013 | 0.013-0.017 | 0.016-0.021 | 0.020-0.025

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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SELECTION OF THREADING TOOLS

MICRO CUTTING TAPS

MICRO THREAD FORMERS

WHIRLING TOOLS

DRILLING THREAD WHIRLERS

SELF LOCKING THREAD TOOLS

HOB CUTTERS

THREAD MILLS

THREAD GAUGES

PLAIN GAUGES

SET OF THREAD GAUGES

INFORMATION

CUTTING CONDITIONS




SELECTION OF THREADING TOOLS

v = item from stock
*for non-ferrous material

= s E
= |z |3 2| 3| &
o = = > —
< < n = = i
Z | Page = = O & a a

MICRO CUTTING TAPS O u L u |

DIXI 1712

S030-S140 S 3 | 360 ¥

M 1.50 - M 2.00

DIXI 1712

SO60-S100  —— 3 | 361 v

DIXI 1713 S

S040-S140 3 | 362 v

DIXI 1708 2%° 4

S030-S1.40 =" 3 | 363 v v

DXITI0 T

$0.30- S 1.40 N 3 364 v

28°\

MICRO THREAD FORMERS

DIXI 1715

S040-S140  — - | 365 v

M 1.00- M 2.20 6)

DIXI 1716 @

S040-S1A0 i — 366 %

M 1.00 - M 1.40

WHIRLING TOOLS

DIXI 1739 — _

S030-S140 1 367 @ v

Partial profile

DIXI 1738

S0.50- S 1.40 ra— -

MI0OM300  m— 3 | 368 v/ N

Partial profile

DIXI 1737 .

S0B0-S1A0 3 | 369 v v %

M 1.00 - M 3.00

DIXI 1730-xD  ——

MOS0-M 1000  — 3-6 310 o) | V|V

DIXI 1735-xD . " 36| 31 @ Y v

UNFN°1-UNC1/2'

Q




- 1-5 | 6-9 | 10-13 | 14.1-14.4 | 15-20 | 21-22 | 23-25 | 26-28 | 29-30 | = 31-35 | 36-37 | 38-41

4 Y Y N\
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastic Silver Super | Titanium, H:{::In;d
Stee‘ alloyed | alloyed | stainless | Castiron W aluminium Jaluminium || Bronze Cgmp;:?tlte Gold alloy Titanium | = iron
: raphite -
steel steel steel alloy (Si) Brass ood Ni/Co alloy 5 45 HRC
L IN\_ I\, J

Ogood @excellent ﬂ 351



SELECTION OF THREADING TOOLS /= item from stock

CUTINOX

z Page

1 CARBIDE
il DAC
l DI-TOP

DRILLING THREAD WHIRLERS

DIXI 1740

$0.80 - S 0.90 *g 1-3| 374 @@
M 1.00 - M 10.00 05

<
AN

DIXI 1742-TC e @
A, 2 | 35 60° v

DIXI 1744-TC _——
M 5.00 - M 12.00 4 376 60° v

SELF LOCKING THREAD TOOLS

DIXI 1712-

S070-S090 e 3 | 3m

M 1.00 - M 10.00

DIXI 1716- w
S0.70- S0.90 = 378

M 1.00 - M 1.40

DIXI 1738-

S0.70-S0.90 ﬁ 3 379

M 1.00 - M 3.00

|
E

DIXI 1740- ————

S080-509)  mmm—— 1-2| 380

M 1.00 - M 3.00

&
<

DIX1 1718-

S070-5090  LRREcl - | 381

M 1.00 - M 3.00

B
<

DIXI 1719-

$0.70- S 0.90 W = 381

M 1.00 - M 3.00

®
<

DIXI 0418-

s070-5090  REECl e — -] 382 | o |V

M 1.00 - M 3.00

E

DIXI 0419-

$0.70- S 0.90 W - 382 NORM v/

M 1.00 - M 3.00

&




1-5 6-9 10-13 14.1-14.4 15-20 21-22 23-25 26-28 29-30 = | 31-35 36-37 38-41

Hardened
Low High Aust. Wrought | Castiron || Cualloy Plastic . Super Titanium,
Un;tlloxzed alloyed alloyed | stainless | Castiron l{ aluminium faluminium || Bronze || Composite %Iovlfir alloy Titanium cs::'fllrsln
ee steel steel steel alloy (Si) Brass Graphite Ni/ Co alloy
Wood > 45 HRC

O good @ excellent ﬂ ‘353



SELECTION OF THREADING TOOLS

v/ = item from stock

L >
= =
= = =
c = =
<
Z | Page 3 = 3
HOB CUTTERS O -
DIXI 1660 P o
DIXI 1661 P
THREAD MILLS
DIXI 7910 — =
M 1.40 - M 18.00 ﬁ 2-4| 38 v v
DIXI 7908 <
e v v
DIXI 7913-TC I =
MI000-MA0 0| Y v v
DIXI 7920 ——
ONCN2- UNC e 2-41 388 v | v
e S
DIXI 7918 S -
v e sy 95w @ v v
DIXI 7914-TC of
I R v v
- 8UNC
DIXI7923-TC ]
UNJFNe10- 3-4| 391 v
UNUF 172"
DIXI 7940
G1/16" - G1” 3-4| 392 v




- 15 | 6-9 | 1013 | 14.1-14.4 | 1520 | 202 | 2325 | 228 2930 - | 31-35 3637 3841
( Y Y )
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastic Silver Super | Titanium, H:{:;ngd
Stee‘ alloyed alloyed | stainless | Castiron | aluminium Jaluminium |l Bronze Cgmp?:tlte Gold alloy Titanium § °on
- raphite
steel steel steel alloy (Si) Brass Wood Ni/Co alloy 5 45 HRC
G . VL, J

CONNORRORNE O |0 |0 O O

Ogood @excellent ﬂ 355



SELECTION OF THREADING TOOLS

v =item from stock

L >
(] o
o =
cc =
Page S 3
THREAD MILLS WITH COUNTERSINK [
DIXI7915-xD-TC " IS0
MA00-MI60) 3-41 33 o |V v
DXI7925XDTC N
UNCNG-UNCSE it - 3-4 394 @ v/ v/
DIXI7935xD-TC 't UN
UNFNTO-UNFBE" i - 3-4) 3% @ vV
DRILLING THREAD MILLS WITH COUNTERSINK
DIXI 7985-HH i/ ) IS0
MA00-MI600 ey 396 @ vV
THREAD GAUGES
DIXI 1718-S 4H _ i
RS0M.-S100 e 397 06 v
DIXI11718-S 4H Dﬂ’ @
S0.50-S1.20 397 i v/
DIXI 1718-S 3G @
S0.30-S1.40 il — - 397 % v
RS030-5120 A 397 @ v
DIXI 1719-S 4H/3G - NIHS
S050-S1.20 397 06 v
DIXI 1718-M IS0
M 1.00 - M 3.00 R "E— 398 (150 v
DIXI 1719-M , )
M 1.00 - M 3.00 w 398 | (450 v

Q




| 31-35 3637 | 3841
( Y Y )
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastic Silver Super | Titanium, H:{:;ngd
Stee‘ alloyed alloyed | stainless | Castiron | aluminium Jaluminium |l Bronze Cgmp?:tlte Gold alloy Titanium § °on
- raphite
steel steel steel alloy (Si) Brass Wood Ni/Co alloy 5 45 HRC
G . VL, J

Ogood @excellent ﬂ 357



SELECTION OF THREADING TOOLS

v =item from stock

a
o
Page S
CHECK PLUGS O
DIXI1 1720 GO E NIHS
$0.30- S 1.40  —— - 399 @ v
DIXI 1720 NO GO TR NIHS
$030-S 140 w 399 06 v/
PLAIN GAUGES
DIX1 0418 GO e NIHS
$0.30-S1.40 Bﬁ' 400 06 v
DIXIHTIND GO regerem s
$0.30- S 140 40 | > |V
GAUGES SET
401 NIHS




- 1-5 | 6-9 | 10-13 | 141-14.4 | 15-20 | 21-22 | 23-25 | 26-28 | 29-30 | - | 31-35 | 36-37 | 38-41
. N Plastic B Hardened
Low High Aust. Wrought | Castiron || Cualloy ’ . Super Titanium,
Unalloyed ) Casti - . Composite ||  Silver ) steel &
alloyed alloyed | stainless astiron M aluminium Jaluminium || Bronze : alloy Titanium ]
Steel steel steel steel alloy (i) Brass || Graphite Gold Ni/ Co alloy castiron
Wood > 45 HRC

O good @ excellent ﬂ ‘359



DIXI 1712 Z=3 Q q
I1SO
< &/ 60°

|

MICRO CUTTING TAPS P.404/406
A L, e Micro cutting taps developed for the machining of materials
e with good machinabhility.
1 PR . e Thread according to NIHS 06-10 (IS0 1501/ DIN 14).
e e
! ‘ L L | /
- L )
O good @ excellent
B M k]
- Unalloyed steel Low alloyed steel High alloyed steel s'zlii;;‘asgssi‘t:el Ausm{gﬁ%igi?':;? tee! cags;?',on ::;l::g; T:Llf iargl:
- 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1 ‘ 12 ‘ 13 ‘ 14.1 ‘ 142 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
EEs o o |
- Wrough;"aolcminium Cast aluminium alloy ciﬁosb g;f?lllj\t/ g:::’r Graphite  Plastic ~ Wood SPe’\‘Cii?'C?y"JV ﬂtaniu:‘lll,;‘i:anium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s O O O O 00000
Drill @ Drill @
Pitch brass steel
D nom. P (5H minor @) (6H minor @) L, L, D, L NIHS-3G  NIHS-3G+ 1S02-6H
S0.30 0.08 0.23 0.24 1.0 0.25 15 30 62326
S0.35 0.09 0.27 0.28 15 0.27 1.5 30 965642
S0.40 0.10 0.32 0.34 2.0 0.30 15 30 62327 62328
S0.50 0.125 0.40 0.42 25 0.38 15 30 62329 62330
S 0.60 0.15 0.48 0.50 3.0 0.45 15 30 62331 62332
S0.70 0.175 0.56 0.58 3.0 0.52 1.5 30 62334 62335
S0.80 0.20 0.64 0.66 4 0.60 1.5 30 62337 62338
S0.90 0.225 0.72 0.74 4.0 0.67 15 30 62342 62343
S 1.00 0.25 0.80 0.82 4.0 0.76 15 30 62345 62346
S1.20 0.25 1.00 1.02 5.0 0.76 15 30 62348
S1.40 0.30 1.15 1.17 5.0 0.85 15 30 62351
M 1.50 0.30 1.26 1.28 6.0 0.85 2.0 38 62353
M 2.00 0.40 1.65 1.68 11.0 1.00 2.5 43 62354

Cutting conditions n =500 - 2'500 [rpm]



|

DIXI 1712 Z=3 Q @ @

MICRO CUTTING TAPS P.404/406
LEFT HAND CUTTING

e Micro cutting taps, left-hand thread, developed for the
machining of materials with very good machinability.

e Thread according to NIHS 06-10 (1ISO 1501/ DIN 14).

i
|

X
\
L |
I
O good © excellent
Com m x|
- Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘Z:ssitci:el Ausma;ﬂ;?&?'s;? i caiﬁron ::ST;:_Z; n;:gteia:l;:e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
oo (| [ /[ /[0t b1
- Wrough;llaJ;minium el el Cl;ﬁatb g:;:(l:';\t/ g.ﬁ::r Graphite  Plastic ~ Wood Spi‘cii?lcilloy ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
EEs OO0 0O000O0O0 | | [ [ [
Drill @ Drill @
Pitch brass steel

D nom. P (5H minor@)  (6H minor @) L, L, D, L CARBIDE

S0.60 0.15 0.49 0.51 4.0 0.45 1.5 30 969369

S0.70 0.175 0.57 0.59 4.0 0.52 15 30 969370

S0.80 0.20 0.65 0.67 4.0 0.60 1.5 30 969371

S0.90 0.225 0.73 0.75 4.0 0.67 1.5 30 969372

S 1.00 0.25 0.81 0.83 4.0 0.75 1.5 30 969373

Cutting conditions n =500 - 2'500 [rpm]



- DIXI1713  Z=3 Q @ @

HIGH PERFORMANCE MICRO CUTTING TAPS P.404/406

e Micro cutting taps developed for the machining of materials
with good machinability.

e Thread according to NIHS 06-10 (1SO 1501/ DIN 14).

D

O good @ excellent
M k]

= ot s MO Ao sed g e e
M 0 s [0 a0 w0 n % e e n % e
B oococof [ | [ [ 1 [ 10000 01111
s i
M o+ w s o  m s v ow - |  w m s w usls w 8w & u
s O O 0OO0/0OO0O0OO | O |
Drill @ Drill @
Pitch brass steel NIHS-3G
D nom. P (5H minor@)  (6H minor @) L, L, D, L CARBIDE
S0.40 0.10 0.33 0.34 25 0.30 2 32 969795
S 050 0.125 0.41 0.43 35 0.38 ) 32 969474
S 0.60 0.15 0.49 0.51 4.0 0.45 2 32 969497
S0.70 0.175 0.57 0.59 4.0 0.52 2 32 969498
S0.80 0.20 0.65 0.67 4.0 0.60 2 32 969499
S0.90 0.225 0.73 0.75 4.0 0.67 2 32 969500
S 1.00 0.25 0.81 0.83 4.0 0.76 2 32 969501
S1.20 0.25 1.01 1.03 5.0 0.76 2 32 969502
S 1.40 0.30 1.16 1.18 5.0 0.85 2 32 969503

Cutting conditions n =500 - 2500 [rpm]
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e Micro cutting taps, right-hand helix, developed for the tapping
of blind holes.

MICRO CUTTING TAPS P.404/406
RIGHT HAND HELIX
RIGHT HAND CUTTING

k 24°;" ; * Thread according to NIHS 06-10 (ISO 1501/ DIN 14).
O - i 'Dnom. * DI-TOP coating improves tool life in ferrous and non-ferrous
] oz L __| materials.
b - -

Ogood Q) excellent

e v T
D I— omalodsun  Honoloysael MOSle Aeiessnimesuol | wor e et
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
Booco oo [ [ [ [ 1 [ 10000111
.~ | s | i
= Wrough;”ac:;minium Cast aluminium alloy Cilr‘;b Cualloy oM Graphite Plastic  Wood Spe’\l"i?'c*:'“y “‘a"‘“;TI'I';\i,‘a"i“"‘ Hardened steel  Hard castiron
M o w s o  m s v ow - | w w s w usls w s w w u
Emas O O O O0/0O0O0O0 O |
Drill @ Drill @

Pitch brass steel NIHS-3G NIHS-3G

D nom. P (5H minor @) (6H minor @) L, L, D, L CARBIDE DI-TOP

S0.30 0.08 0.23 0.24 1.00 0.25 1.50 30 986881 303483

S0.35 0.09 0.27 0.28 1.50 0.27 1.50 30 986882 303484

S0.40 0.10 0.32 0.34 2.50 0.30 1.50 30 986883 303485

S0.50 0.125 0.40 0.42 3.50 0.38 1.50 30 984405 303486

S 0.60 0.15 0.48 0.50 4.00 0.45 1.50 30 983633 303487

S0.70 0.175 0.56 0.58 4.00 0.52 1.50 30 986884 303488

S0.80 0.20 0.64 0.66 4.00 0.60 1.50 30 986885 303439

S0.90 0.225 0.72 0.74 4.00 0.67 1.50 30 986886 303490

S 1.00 0.25 0.80 0.82 4.00 0.76 1.50 30 986887 303491

S1.20 0.25 1.00 1.02 5.00 0.76 1.50 30 986888 303492

S1.40 0.30 1.15 1.17 5.00 0.85 1.50 30 986889 303493

Cutting conditions n =500 - 2'500 [rpm]
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MICRO CUTTING TAPS P.404/406
LEFT HAND HELIX
RIGHT HAND CUTTING

e Micro cutting taps, with left-hand helix and right hand cutting
developed for the tapping of through holes.

e Thread according to NIHS 06-10 (1SO 1501/ DIN 14).

i

O good @ excellent
M |

O -

ot s MO Ao sed g e e
‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
00 O
WYDUQh;"aOI;minium el C';I;';b E;f?cl:m gsgr Graphite  Plastic ~ Wood Spi‘cii?lczzllov ﬁtaniu::l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
0 0o0oo0o00©00©00O0©0O
Drill @ Drill @
Pitch brass steel NIHS-3G
D nom. P (5H minor@)  (6H minor @) L, L, D, L CARBIDE
S0.30 0.08 0.23 0.24 1.00 0.25 1.50 30 986890
S0.35 0.09 0.27 0.28 1.50 0.27 1.50 30 986891
S0.40 0.10 0.32 0.34 2.50 0.30 1.50 30 986892
S 0.50 0.125 0.40 0.42 3.50 0.38 1.50 30 986893
S 0.60 0.15 0.48 0.50 4.00 0.45 1.50 30 986894
S0.70 0.175 0.56 0.58 4.00 0.52 1.50 30 986895
S0.80 0.20 0.64 0.66 4.00 0.60 1.50 30 986896
S0.90 0.225 0.72 0.74 4.00 0.67 1.50 30 986897
S 1.00 0.25 0.80 0.82 4.00 0.76 1.50 30 986898
S1.20 0.25 1.00 1.02 5.00 0.76 1.50 30 986899
S1.40 0.30 1.15 1.17 5.00 0.85 1.50 30 986900

Cutting conditions n =500 - 2'500 [rpm]
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MICRO THREAD FORMERS

|

L

P.404/406

P L e Micro thread formers developed for the deformation tapping
T2 of steels with good machinability.

e DI-TOP coating improves tool life in ferrous and non-ferrous
materials.

!_ \ 1 e Thread according to NIHS 06-10 (ISO 1501/ DIN 14) and ISO
= i m : Dnom 965 (DlN 13)
| L] { -'/;-

O good @ excellent

M I
Materials " Martensitic Austenitic stainless steel grey nodular malleable
description oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

Recommendations @ @ @ @ @ O O O O

10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

& s i
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
s O O O O O O O O O
Drill @ Drill @
Pitch brass steel NIHS-3GX
D nom. P (5H minor@)  (6H minor @) L, L, D L DI-TOP
$0.40 0.10 036-037  0.37-0.38 2.00 0.30 150 30 974654
S0.50 0.125 0.45 - 0.46 0.46 - 0.47 2.00 0.37 1.50 30 972407
S 0.60 0.15 0.54 - 0.55 0.55 - 0.56 2.40 0.45 1.50 30 970899
S0.70 0.175 0.62 - 0.63 0.63 - 0.64 2.80 0.52 1.50 30 970900
S0.80 0.20 0.70 - 0.71 0.71-0.72 3.20 0.60 1.50 30 970901
S0.90 0.225 0.81-0.82 0.82-0.83 3.60 0.67 1.50 30 970902
S 1.00 0.25 0.89-0.90 0.90-0.91 4.00 0.75 1.50 30 305793
S1.20 0.20 1.11-1.12 1.12-1.13 4.80 0.60 1.50 30 305794
S1.20 0.25 1.08 - 1.09 1.09-1.10 4.80 0.75 1.50 30 305795
S1.40 0.20 1.31-1.32 1.32-1.33 5.60 0.60 1.50 30 305796
S1.40 0.30 1.27-1.28 1.28-1.29 5.60 0.90 1.50 30 305797
Drill @ Drill @
Pitch brass steel 4HX 5HX 6HX
D nom. P (5H minor @) (6H minor @) L, L, Dy L DI-TOP DI-TOP DI-TOP
M 1.00 0.25 0.89-0.90 0.90-0.91 4.00 0.75 1.50 30 970903
M 1.20 0.20 1.11-112 1.12-1.13 4.80 0.60 1.50 30 978772
M 1.20 0.25 1.09-1.10 1.10-1.1 4.80 0.75 1.50 30 970904
M 1.40 0.20 1.31-132 1.32-1.33 5.60 0.60 1.50 30 973645
M 1.40 0.30 1.27-128 1.28-1.29 5.60 0.90 1.50 30 970905
M 1.50 0.30 137-138 1.38-1.39 6.00 0.90 1.50 38 971650
M 1.60 0.35 145-1.46 1.46-1.47 6.00 1.05 1.50 38 970906
M 1.80 0.20 1.71-172  1.72-1.13 7.00 0.60 1.50 38 975090
M 2.00 0.20 191-192 192-1.93 8.00 0.60 1.50 43 976259
M 2.00 0.40 1.83-1.84 1.83-1.84 8.00 1.20 1.50 43 970907
M 2.20 0.25 209-2.10 2.10-2.11 8.00 0.75 1.50 43 974959

Cutting conditions n =500 - 2'500 [rpm] ﬂ
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P.404/406
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ISO
60°

e Micro thread formers developed for the deformation tapping of
copper alloys.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14) and ISO

965 (DIN 1

3).

e DI-TOP coating improves tool life in ferrous and non-ferrous

materials.

O good @ excellent

Com m k]
D — sl sl ahalopdsue MoOSe  Aemtsonesd g e
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
femses O O OO O |
- Wrough;"aolcminium Cast aluminium alloy c:ﬁ;b 5:‘;;;';‘{ gsz; Graphite  Plastic ~ Wood Sp‘:\‘cii?lcﬂ")v ﬁtaniu;TI,‘Jt‘i;anium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
s O O © 0 0 0 O0OCO
_ Drill @ Drill @
Pitch brass steel NIHS-3GX
D nom. P (5H minor@)  (6H minor @) L, L, Ds L DI-TOP
S 0.40 0.10 0.36 - 0.37 0.37 - 0.38 1.60 0.20 1.50 30 992498
S0.50 0.125 0.45 - 0.46 0.46 - 0.47 2.00 0.25 1.50 30 992509
S 0.60 0.15 0.54 - 0.55 0.55 - 0.56 2.40 0.30 1.50 30 992514
S0.70 0.175 0.62 - 0.63 0.63-0.64 2.80 0.35 1.50 30 992515
S0.80 0.20 0.70 - 0.71 0.71-0.72 3.20 0.40 1.50 30 992516
S0.90 0.225 0.81-0.82 0.82-0.83 3.60 0.45 1.50 30 992517
S 1.00 0.25 0.89-0.90 0.90- 0.91 4.00 0.50 1.50 30 305799
S1.20 0.20 1.11-1.12 1.12-1.13 4.80 0.40 1.50 30 305800
S1.20 0.25 1.08 - 1.09 1.09 - 1.10 4.80 0.50 1.50 30 305801
S1.40 0.20 1.31-1.32 1.32-1.33 5.60 0.40 1.50 30 305802
S 1.40 0.30 1.27-1.28 1.28-1.29 5.60 0.60 1.50 30 305804
Drill @ Drill @
Pitch brass steel 4HX 5HX
D nom. P (5H minor@) (6H minor @) L, L, Ds L DI-TOP DI-TOP
M 1.00 0.25 0.89 - 0.90 0.90 - 0.91 4.00 0.50 1.50 30 992518
M 1.20 0.20 1.11-1.12 1.12-1.13 4.80 0.40 1.50 30 992519
M 1.20 0.25 1.09 - 1.10 1.10-1.11 4.80 0.50 1.50 30 992520
M 1.40 0.20 1.31-1.32 1.32-1.33 5.60 0.40 1.50 30 992521
M 1.40 0.30 1.27-1.28 1.28-1.29 5.60 0.60 1.50 30 992522

Cutting conditions n =500 - 2'500 [rpm]
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WHIRLING TOOLS P412  P406/410
PARTIAL PROFILE

e Whirling tools, partial profile, developed for the milling of
micro threads.

YD e Thread according to NIHS 06-10 (1ISO 1501/ DIN 14).

,jﬂ
w

O good © excellent
M L« ]

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
1 ‘ 2 ‘ 3 ‘ 4 ‘ B ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ n ‘ 12 ‘ 13 ‘14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
© 00 0000000000000 0000O0O0O0

Wrought aluminium Cu+Pb Cu alloy 6old, Groohite  Plastic  Wood Special alloy Titanium, titanium

il (st aflremam il alloy difficult Silver Ni/Co il eralenesice) | (3 e
G - O 0 2 O 0 = 2 T O T I
cooooo0©000 OO | OO | | |
D nom. Pitch Drill @ D, L, D, D, L CARBIDE
$0.30 0.08 0.23 0.21 0.70 0.12 3 38 961147
S0.35 0.09 0.27 0.25 0.90 0.15 3 38 984299
$0.40 0.10 0.32 0.29 0.90 0.18 3 38 961149
S0.50 0.125 0.40 0.37 120 0.23 3 38 961163
S 0.60 0.15 0.48 0.4 150 0.27 3 38 961164
$0.70 0.175 0.56 0.52 1.80 032 3 38 961165
$0.80 0.20 0.64 059 2.00 0.36 3 38 961166
$S0.90 0.225 0.72 0.67 2.20 0.41 3 38 961167
$1.00 0.25 0.80 0.74 2.40 0.46 3 38 961168
$1.20 0.25 1.00 0.94 3.00 0.66 3 38 961169
S1.40 0.30 115 1.08 3.30 0.74 3 38 961170
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WHIRLING TOOLS P412  P406/410
PARTIAL PROFILE

e Whirling tools, partial profile, developed for the milling of
micro threads.

’\ !
* o e Thread according to NIHS 06-10 (IS0 1501/ DIN 14) and I1SO

i — L] 2 DZ; ?/) 965 (DIN 13).

D

|
' e CUTINOX coating improves tool life, even at high
L - temperatures, in low machinability materials.

O good @ excellent
M |

—

Urtoed s Lowsloyisiosl Wbyl MG Amemteremsisl  gw ol e
_ ‘ ‘ ‘ 4 ‘ ‘ ‘ ‘ 9 ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
fmsies| © OO OO O \©\©\©\ © 00000000000 o0
- Wrough;"aolcmmlum Cast aluminium alloy c:ﬁ;b 5:‘;;;';‘{ gsz; Graphite  Plastic ~ Wood Sp‘:\‘cii?lcﬂ")v ﬁtaniu;TI,‘Jt‘i;anium Hardened steel Hard cast iron
_ ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
-©\ 060000000 OOOOOO©OO | |
Drill @
D nom. Pitch IS0 NIHS D, L, D, D, L CARBIDE CUTINOX
S 0.50 0.125 0.40 0.37 0.85 0.23 3 38 306969 318544
S 0.60 0.150 0.48 0.44 1.25 0.27 3 38 318623 318545
S0.70 0.175 0.56 0.52 1.80 0.31 3] 38 984319 985156
S0.80 0.20 0.64 0.59 2.30 0.35 3 38 965997 966008
S0.90 0.225 0.72 0.67 2.50 0.38 & 38 965996 966007
M 1.00 S 1.00 0.25 0.75 0.80 0.7 2.80 0.37 3 38 964485 966006
M 1.20 S1.20 0.25 0.95 1.00 0.91 3.40 0.57 3 38 965664 965943
M140  S140 030 110 1.15 1.05 400 0.64 3 38 965988 965998
M 1.40 0.20 1.22 1.15 4.00 0.77 3 38 965989 965999
M 1.60 0.35 1.30 1.19 450 0.65 3 38 965990 966000
0.35 150
M 1.80 (0.20) 1.60 1.39 5.10 0.71 3 38 965991 966001
0.40 1.65
M 2.00 0.20) 180 1.53 5.60 0.78 3 38 965992 966002
0.45 1.80
M 2.20 (0.25) 195 1.67 6.20 0.88 3] 38 965993 966003
0.45 2.10
(0.35) 2.15
M 2.50 (0.25) 995 1.97 7.00 1.17 3 38 965994 966004
(0.20) 2.30
0.50 2.50
(0.35) 2.65
M 3.00 (0.25) 975 2.40 8.40 1.60 3 38 965995 966005
(0.20) 2.80 P=0.20
One tool to machine several pitches (e.g. from 0.20 to 0.50) DIXI 1738 M3x0.50
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WHIRLING TOOLS P412  P406/410
FULL PROFILE

e Whirling tools, full profile, developed for the milling of
micro threads. No burrs thanks to the full profile.

]
_l e Thread according to NIHS 06-10 (IS0 1501/ DIN 14) and ISO

i
° e —— o s
' ‘ t
‘ L, e The extra smooth C-TOP coating improves tool life, even at
L b "‘i high temperatures, in difficult to machine materials. DRYCUT
o ) coating improves tool life in non-ferrous materials.

O good © excellent
M |

Unalloyed stel Low alloyed stee Highaloyed soel il uPLEG P R | s | B
1 ‘ 2 ‘ ‘ 4 ‘ ‘ ‘ ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
s O O O © 0 O \©\©\©\©\©\©\ © 000000000
Wmuqh;"aolcminium el C';I]';h 5:'%?3:'\{ gs:; Graphite  Plastic ~ Wood Spﬁi;\l{ﬂlov ﬁtaniu::l,‘:‘i;anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
0000 OO0 \©\ ©ooo
Pitch
Dnom. P Dillg D, L, D, D, L CARBIDE C-TOP  DRYCUT*

S0.50 0.125 0.33 - 0.40 0.37 0.85 0.22 8 38 378072 378089 378351
S0.60 0.15 0.46 - 0.49 0.44 1.25 0.26 3 38 378073 378090 378352
S0.70 0.175 0.54 - 0.57 0.52 1.80 0.31 3 38 378074 378091 378353
S0.80 0.20 0.61-0.64 0.59 2.30 0.35 3 38 378075 378092 378354
S0.90 0.225 0.69-0.73 0.67 2.50 0.40 3 38 378076 378093 378355
S 1.00 0.25 0.76 - 0.80 0.74 2.80 0.44 3 38 378077 378094 378356
S1.20 0.25 0.96 - 1.00 0.94 3.40 0.64 8 38 378078 378095 378357
S1.40 0.30 1.12-1.16 1.08 4.00 0.72 3 38 378079 378096 378358
M 1.00 0.25 0.73-0.77 0.71 2.80 0.37 3 38 378080 378097 378359
M 1.20 0.25 0.93-0.97 0.91 3.40 0.57 3 38 378081 378098 378360
M 1.40 0.30 1.08 - 1.12 1.05 4.00 0.64 3 38 378082 378099 378361
M 1.60 0.35 1.23-1.28 1.19 4.50 0.72 3 38 378083 378100 378362
M 1.80 0.35 1.43-1.48 1.39 5.10 0.91 3 38 378084 378101 378363
M 2.00 0.40 1.57 - 1.62 1.53 5.60 0.99 3 38 378085 378102 378364
M 2.20 0.45 1.72-1.78 1.67 6.20 1.06 8 38 378086 378103 378365
M 2.50 0.45 2.02-2.08 1.97 7.00 1.36 3 38 378087 378104 378366
M 3.00 0.50 246 - 2.53 240 8.40 1.72 3 38 378088 378105 378367

*for non-ferrous material
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WHIRLING TOOLS P412  P406/410

FULL PROFILE

¢ |SO whirling tools, full profile, 2xDnom. and 3xDnom.
necked-down, developed to reduce cutting forces in
comparison to thread mills. No burrs thanks to the full profile.

e Thread according to ISO 965 (DIN 13).

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M o«

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Low alloyed steel High alloyed steel
10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

s
©0/000000000000O0000
S I R

Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium
el Cast aluminium alloy alloy difficult Silver P Ni/Co alloy

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘39‘40‘41‘

©0 0000000 OOOOOOO

Hardened steel Hard castiron

D nom. PiFt>Ch D, D, D, L L, z DIXI  CARBIDE  TAIN
M 0.80 0.20 057 0.25 3 38 ;23 3 }Z§8§3 32??33 32???2
M 0.90 0.225 0.64 0.29 3 38 g;g 3 }Zigﬁg 32??;3 32?};;
M 1.00 0.25 0.7 0.32 3 38 ggg 3 :;gggg ggﬁg 32?}}2
wi®ooe2s o os 3@ g3 gad R0 e
M 1.40 0.30 1.05 0.58 3 38 igg 3 :;gggg 32??;2 22?‘1‘22,
wieo o e om 3@ pg s pad S e
M 1.80 0.20 155 1.23 3 38 ‘;;3 3 }§§8§B 32} }Eﬁ 32} }22
M 1.80 0.35 139 0.84 3 38 g;g 3 }§§8§3 32?%; 22?1‘3‘3‘
M 2.00 0.40 153 1.10 3 38 gﬁg 3 1338?;3 32??2? 32??33
M 2.20 0.20 194 163 3 38 3}3 3 }Z§8§3 32} }Eg 32} }Z’E
M 2.20 0.45 167 0.96 3 38 3}3 3 }Zigég ggﬁﬁﬁ 33??22
M 2.50 0.25 2.18 179 3 38 ‘Zgg 3 };38;3 32??23 32?‘,‘33
M 2.50 0.35 2.07 152 3 38 ggg 3 }Zigég 32??2? 32??33
waso oas 1w 3@ gan 3 ol o aenes
M 3.00 0.50 2.40 162 4 Iy ;gg 3 }Ziﬂﬁg 32??3? 32?‘1‘33
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WHIRLING TOOLS P412  P406/410
FULL PROFILE

Pitch
D nom. P D, D, D, L L, Z DIXI CARBIDE  TiAIN
wam o sU 200 4 @ gy 3 min o g
was 075 ae 226 T W * mewm g | s
Msm 080 405 2% 6 7 kw4 me  wim s
Mem 100 4B a6 T qam ' o wn | s
MeW 12 es1 48 8B g 6 T g g
Wi 1S 7% 88 8 B po 6 mn g gaines




. DIXI1735-xD 7=3-6
WHIRLING TOOLS P412  P406/410
FULL PROFILE )
1/ TPI * UN whirling tools, full profile, 2xDnom. and 3xDnom.
< ) Y necked-down, developed to reduce cutting forces in
! S ; T comparison to thread mills. No burrs thanks to the full profile.
I & 1
o ﬁ ﬁ (=)  Thread according to 1SO 5864 (ASME B1.1).
A !
b L Ay * TiAIN coating improves tool life in ferrous materials.
I L |
Ogood @excellent
I M k]
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e
_ 1 ‘ ‘ 3 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ " 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
i © 0 © ©0 © 0 000 0000000000000 O0
- Wrough;"aolcminium Cast aluminium alloy c:ﬁ;b 5:‘;;;';‘{ gsz; Graphite  Plastic ~ Wood Sp‘:\‘cii?lcﬂ")v ﬁtaniu;TI,‘Jt‘i;anium Hardened steel Hard cast iron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
mmsss O O 0 0 00 OO0 O OOOOOOO
UNC UNF  UNEF UN TPI D, D, Dps L L, z DIXI CARBIDE TiAIN
o 4.30 1735-2D 966664 966833
il 7214 088 3 ¥ 600 3 173530 966653 966852
o o 4.30 1735-2D 966663 966834
N°1 N2 64 18 07 3 B 600 3 173530 966652 966851
o o 5.00 1735-2D 966662 966835
L 2 g B 00 3 173530 966651 966850
o o 5.80 1735-2D 966661 966836
N°3 N°4 a8 190 1.06 3 58 8.10 3 1735-3D 966650 966849
o 7.30 1735-2D 966660 966837
AR A o J % q020 3 173530 966649 966848
. 6.60 1735-2D 966659 966838
N®4 40 211 1.1 4 42 9.10 3 1735-3D 966648 966847
o o 7.30 1735-2D 966658 966839
1 i e L e . g 10.20 : 1735-3D 966647 966846
o 9.60 1735-2D 966657 966841
N8 36 333 221 4 82 13.40 3 1735-3D 966646 966845
o 8.10 1735-2D 966656 966840
1 E ni et 4 e 11.30 2 1735-3D 966645 966844
o o o 9.60 1735-2D 960205 960628
N°8 N°10 N*12 32 3.24 1.98 4 % 13.40 3 1735-3D 961020 961062
wi o me sw m o an 2w 6w 20, D s seosr
woome s ow o sw s 6w [0 T2 s s
o 11.10 1735-2D 960395 960629
LY 24 360 193 4 % 550 3 173530 961052 961063
" " 14.60 1735-2D 960397 960631
14 5/16 200 48 28 6 % a3 % 173530 96105 961085



- DIXI1735-xD Z=3-6 @

WHIRLING TOOLS P412  P406/410
FULL PROFILE
UNC  UNF  UNEF UN TPI D, D, D, L L, Z DIXI CARBIDE TiAIN
7 . 18.20 1735-2D 960398 960635
5/16 9/16 18 6.28 4.04 8 63 T 6 e ssioss D
.. o 21.90 1735-2D 960399 960636
3/8 16 16 765 513 8 63 30.50 6 1735-3D 961056 961087
i " 25.60 1735-2D 960400 960637
7/16 7/8 14 8.96 6.08 10 75 e 6 e sy R
o 29.20 1735-2D 960402 960638
12 13 10.37 1.2 12 L 40.60 6 1735-3D 961058 961060
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DIXI 1740 1SO
60°

DRILLING THREAD WHIRLERS P414  P406/410
e Drilling thread whirlers developed for threading without
pre-drilling.

¢ : _ e Thread according to NIHS 06-10 (IS0 1501/ DIN 14) and I1SO
Sk ) 565 (DIN 131

)

|

L 1l Ly - e CUTINOX coating improves tool life, even at high

- temperatures, in low machinability materials.

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel

1‘2‘3‘4‘5‘6‘7 9
© 000000000000 000000O0O0O0O0

‘8‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©/00000000 ©0O0O0O0OCOO | | |

orom. P D, 5 D, L Z  CARBIDE CUTINOX
S0.80 0.20 0.60 240 3 38 1 977703 977716
S0.90 0.225 0.66 270 3 38 1 977704 977717
M 1.00 0.20 0.80 3.00 3 38 1 985121 985134
M 1.00 0.25 0.73 3.00 3 38 1 977656 977698
M 1.20 0.20 1.00 3.60 3 38 1 985136 985143
M 1.20 0.25 0.92 3.60 3 38 1 977705 977718
M 1.40 0.20 1.20 4.20 & 38 1 985144 985145
M 1.40 0.30 1.05 4.20 3 38 1 977706 977719
M 1.60 0.35 1.21 4.80 3 38 1 977707 977720
M 2.00 0.40 1.55 6.00 3 38 2 977708 977721

M 2.50 0.45 2.00 7.50 3 38 2 977709 977722
M 3.00 0.50 2.44 9.00 6 57 2 9777110 977723
M 4.00 0.70 3.20 12.0 6 57 2 977111 977724
M 5.00 0.80 4.00 15.0 6 57 2 977112 977725

Pitch

Dnom. P D, 5 D, L Z  CARBIDE CUTINOX P
M 6.00 1.00 4.85 18.0 6 57 3 977713 977726
M 8.00 1.25 6.50 24.0 8 75 3 977714 977727
M 10.00 1.50 7.90 30.0 8 75 3 977715 977728




|

- =2
DIXI 1742-TC DAC Q @ |§3

DRILLING THREAD WHIRLERS P414  P406/410
WITH THROUGH COOLANT

p e |SO drilling thread whirlers with through coolant developed for
s = 2y threading without pre-drilling of non-ferrous materials.

| s 1
=5
| e Thread according to 1ISO 965 (DIN 13).
=]
. ¢ DAC coating improves tool life in non-ferrous materials and
(1% | prevents the formation of built-up edges.
2

| 1
% =
}

g - L
Ognod ©exce|lent
M |
Lowaloyagsosl  Hghaloysus | MRS Mnitesanenaeel  gm ol el
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14,2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy Gold,  Granite Plastic  Wood Special alloy Titanium, titanium

alloy Cast aluminium alloy alloy difficult Silver Ni/Co alloy Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©00000000 ©0O
Pitch
D nom. P D, L, L, D, L DAC
M 5.00 0.80 4.00 12.5 1.50 8 60 303475
M 6.00 1.00 4.80 15.0 1.85 8 60 303476
M 8.00 1.25 6.40 20.0 2.30 8 75 303477
M 10.00 1.50 7.80 25.0 2.75 8 75 303478
M 12.00 1.75 9.50 30.0 3.10 10 100 308709




- Z=4
- DIXI 1744-TC CUTINOX Q @ Ig(?,

DRILLING THREAD WHIRLERS P416  P406/410
WITH THROUGH COOLANT

e |SO drilling thread whirlers with through coolant developed for
threading without pre-drilling of ferrous materials.

e Thread according to IS0 965 (DIN 13).

e CUTINOX coating improves tool life, even at high
temperatures, in low machinability materials.

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1‘2 3 4‘5‘6‘7 8‘9
©000000000000000000©0000
S

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
- eo0000
Pitch
D nom. P D, L, L, D, L CUTINOX

M 5.00 0.80 4.00 12.50 1.50 8 60 303479
M 6.00 1.00 4.80 15.00 1.85 8 60 303480
M 8.00 1.25 6.40 20.00 2.30 8 75 303481
M 10.00 1.50 7.80 25.00 275 8 75 303482
M 12.00 1.75 9.50 30.00 3.10 10 100 308710
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DIXI 1712- Z=3 Q @ @

MICRO CUTTING TAPS P.405
SELF LOCKING PROFILE

P e Micro-cutting taps with self locking profile developed for the
machining of materials with very good machinability.

L } e Thread according to DIXI internal standard.
S D
4 Ly

e

O good © excellent

Cow m TS
" Martensitic Austenitic stainless steel grey nodular malleable
- ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron
_ ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1 ‘ 12 ‘ 13 ‘ 14.1 ‘ 142 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
Wrought aluminium o Cu+Pb Cualloy 6old, Graonite  Plastic  Wood Special alloy Titanium, titanium )
- alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

Pitch AF/BT 4H
D nom. P Drill @ L, L, D, L CARBIDE
S0.70 0.175 0.59 3.00 0.35 150 30 995574
S0.80 0.20 0.68 3.50 0.40 150 30 995676
090 0.225 0.76 4,00 0.45 150 30 995677
M 1.00 0.25 0.84 4.00 0.50 150 30 995678
M1.20 0.25 1.04 5.00 0.50 150 30 995679
M 1.40 0.30 1.21 5.00 0.60 150 30 995680

Cutting conditions n =500 - 2'500 [rpm]




|

DIXI 1716-/F/57 DI-TOP @ Q @ @

THREAD FORMERS P.405
SELF LOCKING PROFILE

P L ¢ Thread formers with self locking profile developed for the
[ 2 deformation tapping of materials with good machinability.
\f\ | ¢ Thread according to DIXI internal standard.
D_'_ ) |Dnam
ga—-——_____ 1§
) L, y * DI-TOP coating improves tool life in ferrous and non-ferrous

-

v g materials.

L

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
4 ‘ 5 ‘ 6 ‘ 7 8 ‘ 9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

Pitch AF/BT 4HX
P Drill @ L, L, D, L DI-TOP
S0.70 0.175 065 280 0.35 150 30 995723
$0.80 0.20 0.74 3.20 0.40 150 30 995745
S0.90 0.225 0.83 3.60 0.45 1.50 30 995746
M 1.00 0.25 0.92 4.00 0.50 1.50 30 995747
M1.20 0.25 1.12 4.80 0.50 1.50 30 995748
M 1.40 0.30 1.31 5.60 0.60 1.50 30 995749

Cutting conditions n =500 - 2500 [rpm]



|

WHIRLING TOOLS P412  P405/410
SELF LOCKING PROFILE

e Whirling tools with self locking profile developed for the
milling of micro threads.

1 I S e Thread according to DIXI internal standard.
O m—— D,

i | g

==
L
Oguod ©exce|lent

s M k|
[0 I — slogsscd  Wabalopasuel MOTOSEe Wsianessed g e
_ ‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
] 0 000 0 0 000 0000000000000 0
-Wrough;;l:minium Cast aluminium alloy Cl;ﬁosb glumac":l’l\t/ gﬁl'gr Graphite ~ Plastic ~ Wood S”e,\fii%z"w “‘a"‘”gl‘l';::a"‘”'" Hardened steel  Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
mmssl 0 0 0 000 00O OOOOOOO |

Pitch

D nom. P Drill @ D, L, D, D, L CARBIDE
$0.70 0.175 059 0.54 1.80 0.34 3 38 995725
$0.80 0.20 0.68 062 2.30 0.39 3 38 995880
S0.90 0.225 0.76 0.70 2.50 0.44 3 38 995881
M 1.00 0.25 0.84 0.80 2.80 0.51 3 38 995882
M 1.20 0.25 1.04 0.98 3.40 0.69 3 38 995883
M 1.40 0.30 1.21 1.12 4.00 0.77 3 38 995884
M 1.60 0.35 138 126 450 0.86 3 38 995885
M 2.00 0.40 1.75 1.60 5.60 1.14 3 38 995886
M 2.20 0.45 1.91 1.70 6.20 1.18 3 38 995887
M 3.00 0.50 2.68 240 8.40 1.82 3 38 995888




DRILLING THREAD WHIRLERS P414  P405/410
SELF LOCKING PROFILE

¢ Drilling thread whirlers with self locking profile developed for
threading without pre-drilling.

¢ Thread according to DIXI internal standard.

O good @ excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘7 ‘ 8 ‘ 9 ‘ 10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

[ ]e ]
] © 0 00 00 00 0000000000000 00

Wrought aluminium - Cu+Pb Cu alloy Gold, . ; Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

©/00000000 ©0O0O0O0OCOO | | |

Pitch

D nom. P D, L, D, L Z CARBIDE
$0.80 0.20 0.60 240 3 38 1 300295
S0.90 0.225 0.66 2.70 3 38 1 300435
M 1.00 0.25 0.73 3.00 3 38 1 300436
M 1.20 0.25 0.92 3.60 3 38 1 300437
M 140 0.30 1.05 420 3 38 1 300438
M 160 0.35 121 4.80 3 38 1 300439
M 2.00 0.40 1.55 6.00 3 38 2 300440
M 2.20 0.45 1.70 6.60 3 38 2 300441
M 250 0.45 200 7.50 3 38 2 300444
M 3.00 050 244 9.00 6 57 2 300445



- DIXI 1718- -1719-

“G0” - “NO GO” THREAD GAUGES P.405
SELF LOCKING PROFILE

* Solid carbide thread gauges dedicated to the pitch
diameter inspection of self-locking threads according
to DIXI internal standard.

i I
N B e o
_ Drom _ Drom
Pitch 1718-AF/BT 1719-AF/BT
D nom. P L, 4H GO 4H/3G NO GO
$0.70 0.175 3.00 995572 995573
$0.80 0.20 3.50 995615 995664
S0.90 0.225 4.00 995616 995665
M 1.00 0.25 5.00 995617 995666
M 1.20 0.25 5.00 995619 995667
M 1.40 0.30 5.00 995620 995668
M 1.60 0.35 6.00 995621 995669
M 1.80 0.35 6.00 995622 995670
M 2.00 0.40 6.00 995623 995671
M 2.20 0.45 8.00 995624 995672
M 2.50 0.45 8.00 995631 995674
M 3.00 0.50 8.00 995626 995675




- DIXI 0418-"" - 0419- %

“G0” - “NO GO” PLAIN GAUGES P.405

FOR AF THREAD MINOR DIAMETER

 Solid carbide plain gauges dedicated to the inspection
of the minor diameter of self-locking threads according
to DIXI internal standard.

i |

L, I
! !
Pitch 0418-AF/BT 0419-AF/BT
D nom. P L, Tol. 4H GO Tol. 4H/3G NO GO
S0.70 0.175 5 4H 414480 4H/3G 414492
S0.80 0.20 5 4H 414481 4H/3G 414493
S0.90 0.225 5 4H 414482 4H/3G 414494
M 1.00 0.25 5 4H 414483 4H/36G 414495
M 1.20 0.25 5 4H 414484 4H/3G 414496
M 1.40 0.30 5 4H 414485 4H/3G 414497
M 1.60 0.35 5 4H 4144386 4H/3G 414498
M 1.80 0.35 6 4H 414487 4H/3G 414499
M 2.00 0.40 6 4H 414488 4H/3G 414500
M 2.20 0.45 6 4H 414489 4H/3G 414501
M 2.50 0.45 8 4H 414490 4H/3G 414502
M 3.00 0.50 8 4H 414491 4H/3G 414503




. DIX1 1660 Zz=94 @

HOB CUTTERS
FOR NIHS SCREWS

¢ Hob cutters developed for the external thread milling on
sliding head turning machines.

p ¢ Allow short cycle times and excellent thread quality.
L N\/L\N Cutting geometry for flat root.
fm =/
H@\/W\j/ e Thread according to NIHS 06-10 (IS0 1501/ DIN 14).
ATAA
NNV
4N /AD
O good © excellent
M |
Lowaloyd sl Hhalogsl e Mot suissod - gor ol

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

5‘6‘7 9
©0 00000000000 | | | | |
S

WfOUgh;"aOI;minium el C‘;ﬁf;b g:lﬂflll?l\t’ gsgr Graphite  Plastic ~ Wood Spi‘cii?lczzllov ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©00000000 | | ©00 | |
Pitch

D nom. P D,.0m D, . D, 4 A L, Ref.  CARBIDE
1.00 B 301926

S0.40 0.100 45 8 35 94 3 1.00 C 301927
1.10 B 301928

S0.50 0.125 45 8 35 94 3 110 C 301929
1.35 B 301930

S 0.60 0.150 45 8 35 94 3 1.35 © 301305
3.00 A 301931
1.60 B 301932

S0.70 0.175 45 8 35 94 3 1.60 C 301943
3.00 A 301945
1.80 B 301946

S0.80 0.200 45 8 35 94 3 1.80 © 301947
3.00 A 301948
2.00 B 301949

S0.90 0.225 45 8 35 94 3 2.00 C 301950
3.00 A 301951

S 1.00 0.250 45 8 35 94 3 3.00 A 301952

S1.40 0.300 45 8 35 94 3 3.00 A 301953

Ref. A Ref. B Ref.C @ 28 and @ 40 on request

A A
A = L'| ) .

i Flat root
g
bl B
4 5D
Y g
f
!




DIXI 1661 Z2=94 @

e Hob cutters developed for the external thread milling on
T sliding head turning machines. Allow short cycle times and

HOB CUTTERS
FOR NIHS SCREWS

excellent thread quality.
7
o
D:-' L & e Cutting geometry for radiused root.
! Z e Thread according to NIHS 06-10 (I1SO 1501/ DIN 14).
%
=] it N A
~ A Ogood @excellent
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘Z:ssitci:el Ausma;ﬂ;?&?'s;? See] caiﬁron ::ST;:_Z; n;:gteia:l;:e
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
0000000000000 O0C0OO0O | |

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

alloy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©0 0000000 | ©0O0
Ptich

D nom. P D, 0 D, D, z A L, Ref.  CARBIDE
1.00 B 334510

S0.40 0.100 45 8 35 94 3 1.00 c 327631
1.10 B 334511

S0.50 0.125 45 8 35 94 3 110 C 334512
1.35 B 334513

S0.60 0.150 45 8 35 94 3 1.35 C 334514
3.00 A 334515
1.60 B 334516

S0.70 0.175 45 8 35 94 3 1.60 C 334517
3.00 A 334518
1.80 B 334519

S0.80 0.200 45 8 35 94 3 1.80 C 334520
3.00 A 334521
2.00 B 334522

S0.90 0.225 45 8 35 94 3 2.00 C 334523
3.00 A 334524

S 1.00 0.250 45 8 35 94 3 3.00 A 334525

S1.40 0.300 45 8 35 94 3 3.00 A 334526

Ref. A Ref.B Ref.C @ 28 and @ 40 on request

A A
A = 1y —

i

! —} ﬁ §; // "5'9 '
A — | L gt f | -
¢ = \2 § | Radius
S — R\ L
P A8 AR Ell|A 1 at root
P ol = o § | || = &4 Flp
= "1 U NE gV §|™
-t ;| =1 |l Vg
e e - {
= % | /g Ell f
v B y 8 B\ 7
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i
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STRAIGHT FLUTE THREAD MILLS P416  P406/410

¢ |SO Straight flute thread mills developed for general
machining. No burrs thanks to the full profile.

e Thread according to IS0 965 (DIN 13).

¢ TiAIN coating improves tool life in ferrous materials.

Ogood © excellent
M k]

oslossod  Horoowisen Joeste  Asmiesgneswl g e ol
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
© 00000000000 0000000O000O0

Wrought aluminium L Cu+Pb Cu alloy Gold, . . Special alloy Titanium, titanium .
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©0 0000000 ©00O0 OO
Pitch
D nom. P D, L, D, L Z CARBIDE TIAIN
M 1.40 0.30 0.90 2.10 3 38 2 41565 56990
M 1.60 0.35 1.00 245 3 38 2 41566 56991
M 2.00 0.40 1.30 3.20 3 38 2 41568 56993
M 2.30 0.40 1.50 3.20 3 38 2 41569 56994
M 2.50 0.35 1.30 2.80 3 38 2 41567 56992
M 2.50 0.45 1.50 3.60 3 38 2 41570 56995
M 3.00 050 210 450 3 38 3 41571 56996
M 4.00 050 260 5,50 3 38 3 41572 56997
M 4.00 0.70 260 6.30 3 38 3 41573 56998
M 4.50 0.75 3.00 6.75 4 42 3 41574 56999
M 5.00 0.80 3.60 8.00 4 42 3 41576 57001
M 6.00 1.00 4.00 9.00 6 57 3 42578 55510
M 8.00 0.75 5.90 15.00 6 57 3 42577 57000
M 8.00 1.25 5.00 12.50 6 57 3 42579 57003
M 10.00 1.50 5.90 15.00 6 57 3 42580 57004
M 12.00 1.00 7.90 20.00 8 63 4 42554 57002
M 12.00 1.75 7.90 19.25 8 63 4 42590 57007
M 14.00 1.50 9.90 24.00 10 72 4 42561 57005
M 14.00 2.00 9.90 24.00 10 72 4 42591 57008
M 18.00 1.50 11.90 30.00 12 83 4 42589 57006

DIXI 7910 E = exterior

Pitch

D nom. P D, L, D,y L Z CARBIIDE  TAIN
M 3.00 0.50 5.90 15.00 6 57 3 42597 57013
M 4.50 0.75 7.90 19.50 8 63 4 42598 57014
M 6.00 1.00 9.90 24.00 10 72 4 4141 57015



DIXI7908 Z=3-6
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60°

HELICAL THREAD MILLS P418  P406/410

e |S0 thread mills developed for general machining. No burrs
thanks to the full profile.

e
| - |
__[__‘ N Fp— 4 * Thread according to 1SO 965 (DIN 13).
-
5 . = * TiAIN coating improves tool life in ferrous materials.
[ & |
I—'- —
L
—
O good @ excellent
M L«
" Martensitic Austenitic stainless steel grey nodular malleable
oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

A

B

s

L EEEEEAREE
W 0 0 0 00
Cw
o
- wimn
==

‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

© 0000000000 000000o0|

Wrough;"aolcminium e T Ty C';IT;*’ Cualoy ool Graphite Plastic  Wood SPeaer “ta"i“;‘;l':“;a"i“"‘ Hardened steel  Hard castron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©o0000000 ©0O0 | OO | | | |
Piitch
D nom. P D, L, D, L Z CARBIDE TIAIN
M 3.00 0.50 2.10 4.50 3 38 3 67420 952938
M 4.00 0.50 2.60 5.50 3 38 3 951594 952939
M 4.00 0.70 2.60 6.30 3 38 3 67452 952940
M 4.50 0.75 3.00 6.75 4 42 3 67453 952941
M 5.00 0.80 3.60 8.00 4 42 8 67454 952942
M 6.00 1.00 4.00 9.00 6 57 3 67455 952013
M 8.00 0.75 5.90 15.00 6 57 5 67461 952944
M 8.00 1.25 5.00 12.50 6 57 3 67274 952014
M 10.00 1.50 5.90 15.00 6 57 5 67456 952015
M 12.00 0.50 9.90 10.00 10 50 5 957036 957037
M 12.00 1.75 7.90 19.25 8 63 5 67457 952016
M 14.00 1.50 9.90 24.00 10 72 5 67463 952948
M 14.00 2.00 9.90 24.00 10 72 5 67459 952949
M 18.00 1.50 11.90 30.00 12 83 5 67464 952951
M 18.00 2.00 11.90 30.00 12 83 5 67465 952956
M 18.00 2.50 11.90 30.00 12 83 5 67458 952851
M 24.00 3.00 15.90 36.00 16 92 6 67460 952953
DIXI 7908 E = Exterior
Pitch
D nom. P D, L, Dy L Zz CARBIDE TIAIN
M 3.00 0.50 5.90 15.00 6 57 5 67466 952943
M 6.00 1.00 9.90 24.00 10 72 5 952947
M 10.00 1.50 11.90 30.00 12 83 5 67469 952950
M 14.00 2.00 11.90 30.00 12 83 5 67470 952952



DIXI 7913- Z=4-
913-TC 4-5 IS0
— 60°

ISO THREAD MILLS, FINE PITCH P418  P406/411
WITH THROUGH COOLANT

¢ |S0O necked-down thread mills with through coolant developed
for fine pitch and deep threading. Through coolant improves

| - ﬁ.P | chip removal.
! | T
al . S e Thread according to IS0 965 (DIN 13).
|
l | L 'l* e CUTINOX coating improves tool life, even at high
L temperatures, in low machinability materials.
L - 2 -—
-l Ogood © excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

1‘2 3 4‘5 6 9 ‘
©0000000000000000000000
S

WfDUgh;"aolcminium el CI;I)Ifush g;:l'l‘j’l\t’ SGLI:r Graphite  Plastic ~ Wood SP‘:\‘cii?ICZHDV ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©00000000 ©0O OO
Pitch
p D nom. D, L, L, D,, L Z  CARBIDE  CUTINOX
0.50 M 10 7.95 16 - 8 64 4 303435 303455
' M 14 11.95 20 31 12 80 4 303436 303456
M 10 7.95 16 - 8 64 4 303437 303457
0.75 M 12 9.95 16 25 10 70 4 303438 303458
M 14 11.95 20 31 12 80 4 303439 303459
M 12 9.95 16 25 10 70 4 303440 303460
1.00 M 16 11.95 20 31 12 80 4 303441 303461
' M 20 15.95 25 40 16 90 5 303442 303462
M 24 19.95 33 50 20 105 5 303443 303463
1.95 M 14 9.95 16 25 10 70 4 303444 303464
' M 16 11.95 20 31 12 80 4 303445 303465
M 14 9.95 16 25 10 70 4 303446 303466
150 M 16 11.95 20 31 12 80 4 303447 303467
' M 22 15.95 25 40 16 90 b 303448 303468
M 26 19.95 33 50 20 105 b 303449 303469
M 16 11.95 20 31 12 80 4 303450 303470
2.00 M 22 15.95 25 40 16 90 5 303451 303471
M 27 19.95 33 50 20 105 5 303452 303472
250 M 22 15.95 25 40 16 90 5 303453 303473
' M 30 19.95 33 50 20 105 5 303454 303474




- DIX17920 Z=2-4 @

STRAIGHT FLUTE THREAD MILLS P416  P406/410

e UN straight flute thread mills developed for general machining.
No burrs thanks to the full profile.

e Thread according to ISO 5864 (ASME B1.1).

* TiAIN coating improves tool life in ferrous materials.

1

O good @ excellent

I M k]
= —— Lowaloyedscel  Hihaloyedseel MOTOTSE  Ausonocssssteol | grey | natlar | mllabls
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ ‘ ‘ 10 ‘ " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144‘ ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
oy O O 00 O O O \ 00000000 \O\©\©\©\©\©\ |
- Wrough;"ac:;minium el el C';I’I';b EIL]‘C:;';\{ Ssﬂgr Graphite  Plastic ~ Wood sti?Eﬂlov ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e © 0 0000000 ©O©0O OO
UNC UNF UNEF UN TPI D, L, D, L 7 CARBIDE  TiAIN
N°2 N°3 56 1.50 3.17 3 38 2 41581 953797
N°5 N°6 40 2.10 4.44 3 38 3 41582 953798
N°8 36 3.00 6.35 4 42 3 39811 953799
N°8 N°10 N°12 32 3.00 6.35 4 42 3 41583 65997
5/16" 7/16" 32 5.90 14.28 6 57 8 39813 953806
N°12 5/16" 28 3.60 8.16 4 42 3 41584 64133
7/16" 9/16" 28 7.90 19.95 8 63 4 39815 953812
N°12 5/16" 24 4.00 8.46 6 57 3 41585 953802
5/16" 18 5.00 12.70 6 57 3 41587 953803
3/8" 116" 16 5.90 14.28 6 57 3 42600 953804
5/8" 16 11.90 28.57 12 83 4 42601 63605
1/2" 13 7.90 19.53 8 63 4 39824 953807
3/4" 10 11.90 27.94 12 83 4 39828 953820
DIXI 7920 E = Exterior
D nom. TPI D, L, D, L z CARBIDE TiAIN
UNF N°12 28 7.90 19.95 8 63 4 39851 953810
UNC 1/4" 20 9.90 22.86 10 72 4 39852 953818
UNC 5/16" 18 9.90 23.98 10 72 4 39853 953816



- DIXI 7918 Z=35

HELICAL THREAD MILLS P418  P406/410

e UN thread mills developed for general machining. No burrs
thanks to the full profile.

1"/TPI
| | |
¥ . I ! * Thread according to 1SO 5864 (ASME B1.1).
N &
i * TiAIN coating improves tool life in ferrous materials.
. |
|_- —
L
—
O good © excellent
m x|
" Martensitic Austenitic stainless steel grey nodular malleable
oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

‘ ‘4‘ ‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1‘2 3 5 6 9
©0000000000000000000000
S

Wrought aluminium L Cu+Pb Cu alloy Gold, . . Special alloy Titanium, titanium .
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ M ‘
©00000000 00 | | OO0 | | |

UNC UNF UNEF UN TPI D, L, D, L Z CARBIDE  TAIN

N°2 64 1.50 3.17 3 38 3 951595 952964

N°2 N°3 56 1.50 3.17 3 38 3 67489 952963

N°5 44 2.10 4.62 3 38 3 951482 952966

N°5 N°6 40 2.10 4.44 3 38 3 67491 952965

N°8 N°10 N°12 5/16" 32 3.00 6.35 4 42 3 67493 952967

5/16 716" 32 5.90 14.28 6 57 5 67497 952975

N°12 28 3.60 8.16 4 42 3 67494 952969

716" 9/16" 28 7.90 19.95 8 63 5 67498 952979

N°12 5/16" 5/8" 24 4.00 8.46 6 57 3 67495 952971

/4 5/16" 20 4.00 10.16 6 57 3 67496 952970

1/2" 34" 9/16" 20 9.90 22.86 10 72 5 67499 952985

5/16" 18 5.00 12.70 6 57 3 67500 952972

9/16" 18 9.90 23.98 10 2 5 67501 952983

3/8 7/16" 16 5.90 14.28 6 57 5 67502 952973

5/8' 16 11.90 28.57 12 83 5 67503 952990

/2 13 7.90 19.53 8 63 5 67505 952976

9/16" 12 9.90 23.28 10 72 5 67512 952981

1 1-1/16" 12 11.90 29.63 12 83 5 67506 952988

5/8" 1" 9.90 23.09 10 72 5 951597 952980

3/4" 10 11.90 27.94 12 83 5 951667 952986

DIXI 7918 E = Exterior

D nom. TPI D, L, D, L Z CARBIDE TIAIN
UNC N°6 32 5.90 14.28 6 57 5 67507 952974
UNF N°12 28 7.90 19.95 8 63 5 67508 952978
UNC 1/4" 20 9.90 22.86 10 72 5 67509 952984
UNC 5/16" 18 9.90 23.98 10 72 5 67510 952982
UNC 3/8" 16 11.90 28.57 12 83 5 67511 952989

4




- DIXI 7914-TC  Z=4-5 ‘ Q @ ‘

HELICAL THREAD MILLS P418  P406/411
WITH THROUGH COOLANT

e UN necked-down thread mills with through coolant developed
for fine pitch and deep threading. Through coolant improves

! — i chip removal.
& .ﬂg— « Thread according to 1SO 5864 (ASME B1.1).
| w B I e CUTINOX coating improves tool life, even at high
L temperatures, in low machinability materials.
2
L ] O good © excellent
- M |
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e
_ 1 ‘ ‘ ‘ 4 ‘ 5 ‘ 6 ‘ ‘ ‘ ‘ ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
B0 0 0 00000000000000000O0 00
- Wrough;"ﬂol;mmlum el CI;I)Ifush g;:l'l‘j’l\t’ Ssﬂgr Graphite ~ Plastic ~ Wood SP‘:\‘cii?ICZHDV ﬁtaniu::l,ot‘i;anium Hardened steel Hard castiron
_ ‘ ‘ ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 H
-©\©H©H©\©H©H©\©H - loelo| | | ool | [ | |
TPI D nom. D, L, L D, L Z CARBIDE  CUTINOX
32 172" 9.95 16 25 10 70 4 392460 392479
172" 9.95 16 25 10 70 4 392461 392480
24 5/8" 11.95 20 31 12 80 4 392462 392481
13/16" 15.95 25 40 16 90 5 392463 392482
11/16” 11.95 20 31 12 80 4 392464 392483
20 13/16” 15.95 25 40 16 90 5 392465 392484
1” 19.95 33 50 20 105 5 392466 392485
5/8" 11.95 20 31 12 80 4 392467 392486
18 7/8" 15.95 25 40 16 90 5 392468 392487
1” 19.95 33 50 20 105 5 392469 392488
5/8" 11.95 20 31 12 80 4 392470 392489
16 7/8" 15.95 25 40 16 90 5 392471 392490
1" 19.95 33 50 20 105 5 392472 392491
14 7/8" 15.95 25 40 16 90 5 392473 392492
12 /8" 15.95 25 40 16 90 5 392474 392493
1" 19.95 33 50 20 105 5 392475 392494
10 3/4" 11.95 20 31 12 80 4 392476 392495
1/8" 15.95 25 40 16 90 5 392477 392496
8 1" 19.95 33 50 20 105 5 392478 392497



- DIX17923-TC Z=3-4 Q @

HELICAL THREAD MILLS P418  P.406/410
WITH THROUGH COOLANT

e UNJF thread mills developed for general machining. No burrs
thanks to the full profile. Through coolant allows a better chip
removal.

/TPl

e Thread according to IS0 3161 (ASME B1.15).

O good © excellent
M |

Martensitic Austenitic stainless steel grey nodular malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Unalloyed steel Low alloyed steel High alloyed steel
‘7 ‘ 8 ‘ 9 ‘ 10‘11 ‘ 12‘13‘14.1‘14.2‘14.3‘14.4‘ 15‘16‘17‘18‘19‘20‘

4‘5‘6
©0/000000000000000000
S

Wrough;llaJ;minium Cast aluminium alloy Cl;ﬁr;b g:;:;m’ gsgr Graphite ~ Plastic ~ Wood SP':\“:ii?lcaO"'JV ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard cast iron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
©00000000 ©O OO |
TPI D, L D, L z CARBIDE
N°10 32 3.90 11.50 6 54 3 303381
1/4" 28 5.20 14.00 6 54 3 303382
5/16" 24 5.95 17.40 6 54 8 303383
3/8” 24 7.95 20.60 8 64 4 303384
7/16" 20 7.95 24.70 8 64 4 303385
1/2" 20 9.95 27.30 10 74 4 303386




=314
55°

STRAIGHT FLUTE THREAD MILLS P416  P.406/410

e BSP straight flute thread mills developed for general
machining. No burrs thanks to the full profile.

e Thread according to ISO 228.

O good @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 2 ‘ 3 ‘ ‘ ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

0000 ©000000000000000000O0

Wrought aluminium o Cu+Pb Cualloy 6old, Graonite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

ms#s0 0 000000 | 00 | OO | |

BSP TPI D, L, D, L Z CARBIDE

G1/16"~ G1/8" 28 5.90 1451 6 57 3 42603
G1/4" - G3/8" 19 7.90 18.7 8 63 4 42604

G1/2" - G5/8"- G3/4"- G7/8" 14 11.90 29.02 12 83 4 42605
Gr" 11 15.90 34.63 16 92 4 42606

For internal and external threads



60°

THREAD MILLS WITH COUNTERSINK P418  P406/411
AND THROUGH COOLANT

¢ |S0 thread mills with countersink developed for general
machining. No burrs thanks to the full profile. Through coolant
allows a better chip removal.

e Thread according to IS0 965 (DIN 13).

e CUTINOX coating improves tool life, even at high
temperatures, in low machinability materials.

O good © excellent
M |

Unalloyed steel Low alloyed steel High alloyed steel st'ri::zzssitti:el Ausm{;%‘;ig?}':;? i cagﬁron ::;ﬂz; n;:gte ;ELE
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
©0 0000000000000 000000 00

Wrought aluminium L Cu+Pb Cu alloy Gold, - . Special alloy Titanium, titanium )
iy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/Co alloy Hardened steel Hard cast iron

21‘22‘23‘24‘25‘ 7‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

26‘2
©0 0000000 ©00O0CO0O0COO | |

Pitch
D nom. P D, D, D, L Z L, L, DIXI CARBIDE  CUTINOX
735 79 7915-15D 392515 392532
M400 070 3.10 420 6 48 3 8.7 93 79152D 303387 303394
1085 114 7915-25D 392524 392541
9.15 99  7915-15D 392516 392533
M500 0.0 390 530 6 54 3 10.75 115 791520 303388 303395
13.15 139 7915-25D 392525 392542
1050 1130  7915-15D 392517 392534
M600  1.00 470 6.30 8 62 3 13.50 143 791520 303389 303396
16.50 173 7915-25D 392526 392543
13.10 141  7915-15D 392518 392535
M8O0  1.25 6.40 8.40 10 74 3 18.10 191 7915-2D 303390 303397
21.85 208  7915-25D 392527 392544
17.20 184  7915-15D 392519 392536
M10.00 150 8.10 10.50 12 80 4 21.70 229 791520 303391 303398
26.20 274 7915-25D 392528 392545
2005 215  7915-15D 392520 392537
M1200 175 9.95 12.60 14 9 4 2530 267 7915-2D 303392 303399
32.30 337 7915-25D 392529 392546
24.95 265  7915-15D 392521 392538
M1400 200 1150 1470 16 102 4 30.95 325 791520 392523 392540
36.95 385  7915-25D 392530 392547
26.95 286  7915-15D 392522 392539
M1600 200 1340 16.80 18 102 4 34.95 366  7915-2D 303393 303400
42.95 446  7915-25D 392531 392548




_ DIX17925-xD-TC  Z=3-4 ‘ Q @ l

THREAD MILLS WITH COUNTERSINK P418  P406/411
AND THROUGH COOLANT

e UNC thread mills with countersink developed for general
machining. No burrs thanks to the full profile. Through coolant
allows a better chip removal.

e Thread according to ISO 5864 (ASME B1.1).

‘:! e CUTINOX coating improves tool life, even at high
temperatures, in low machinability materials.

O good @ excellent

"
I M k]
D — sl sl ahalopdsuel MorOSe  Aemtsomessed g e

_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
il ©| 0|0 ©/© O O 00000000000 O0O0O0 OO0
- WfDUgh;folcminium Esielmiimelly c‘;l’lfush 5;:3:% gssr Graphite  Plastic ~ Wood Spi‘cii?lczllov ﬂtaniu::l,ot‘iltanium Hardened steel Hard castiron

_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
mws © O O 0 000 00 ©00O0OOCOO | |

UNC TPI D, D, D, L z L, L, DIXI  CARBIDE  CUTINOX
. 7,50 810  7925-15D 394340 394359
N8 32 310 440 6 4 3 9.10 970  7925-2D 303401 303411
1000 1080  7925-15D 394341 394360
N°10 2 3.60 5.10 6 54 3 1100 1190  7925-2D 303402 303412

13.20 14.00  7925-25D 394350 394369

10.00 1090  7925-1.5D 394342 394361
N°12 24 4.10 5.80 6 54 3 12.10 13.00 7925-2D 303403 303413
14.25 15.10  7925-25D 394351 394370

12.00 13.00  7925-1.5D 394343 394362
174" 20 4.80 6.70 8 62 3 14.50 15.60 7925-2D 303404 303414
17.10 18.10  7925-25D 394352 394371

14.75 15.90  7925-15D 394344 394363
5/16" 18 5.95 8.30 10 74 3 17.60 18.70 7925-2D 303405 303415
20.40 2150  7925-25D 394353 394372

16.60 17.90  7925-1.5D 394345 394364
3/8" 16 1.50 10.00 12 80 4 21.40 22.60 7925-2D 303406 303416
24.55 2580  7925-25D 394354 394373

19.00 2040  7925-1.5D 394346 394365
1/16" 14 8.80 11.70 12 80 4 24.40 25.90 7925-2D 303407 303417
28.05 2950  7925-25D 394355 394374

22.40 2390  7925-15D 394347 394366
172" 13 10.30 13.30 14 90 4 28.20 29.80 7925-2D 303408 303418
32.20 3370  7925-25D 394356 394375

24.25 26.00  7925-1.5D 394348 394367
9/16" 12 10.80 15.00 16 102 4 30.60 32.30 7925-2D 303409 303419
37.00 38.70  7925-25D 394357 394376

26.50 2830  7925-15D 394349 394368
5/8" " 11.90 16.70 18 102 4 35.70 37.60 7925-2D 303410 303420
40.35 4220  7925-25D 394358 394377
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THREAD MILLS WITH COUNTERSINK P418  P406/411
AND THROUGH COOLANT

e UNF thread mills with countersink developed for general
machining. No burrs thanks to the full profile. Through coolant
allows a better chip removal.

N (R e Thread according to ISO 5864 (ASME B1.1).

m “''« CUTINOX coating improves tool life, even at high
temperatures, in low machinability materials.

O good © excellent
M |

oslossod  Horoowisen Jose  Mswmesoesswl g e e
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 " ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
© 00000000000 000000O0O000O0

Wrought aluminium - Cu+Pb Cu alloy Gold, . . Special alloy Titanium, titanium .
il Cast aluminium alloy alloy difficult Silver Graphite ~ Plastic ~ Wood Ni/Co afliay Hardened steel Hard cast iron

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

©0 0000000 ©00O0CO0O0COO | |

UNF TPI D, D, Ds L z L, L DIXI CARBIDE ~ CUTINOX
8.30 9.00 7935-15D 392576 392603

N°10 32 3.60 5.10 6 54 3 10.70 11.30 7935-2D 392585 392612
12.30 1290  7935-25D 392594 392621
9.50 1030  7935-1.5D 392577 392604

N°12 28 4.10 5.80 6 54 3 12.20 13.00 7935-2D 392586 392613

14.00 1480  7935-25D 392595 392622

11.30 1210 7935-1.5D 392578 392605
1/4" 28 4.80 6.70 8 62 3 14.05 14.80 7935-2D 392587 392614
16.75 17.60  7935-2.5D 392596 392623

13.20 1410  7935-1.5D 392579 392606
5/16" 24 5.95 8.30 10 74 3 17.40 18.30 7935-2D 392588 392615
20.60 2150  7935-25D 392597 392624

16.35 17.40  7935-15D 392580 392607
3/8” 24 1.95 10.00 12 80 4 20.60 21.60 7935-2D 392589 392616
24.85 2580  7935-25D 392598 392625

18.35 19.60  7935-1.5D 392581 392608
116" 20 9.40 11.70 12 80 4 2470 25.90 7935-2D 392590 392617
28.55 2970  7935-25D 392599 392626

20.90 2210  7935-1.5D 392582 392609
172" 20 10.90 13.30 14 90 4 27.25 28.50 7935-2D 392591 392618
32.35 3350  7935-25D 392600 392627

23.25 2460  7935-1.5D 392583 392610
9/16” 18 10.80 15.00 16 102 4 30.30 31.60 7935-2D 392592 392619
35.95 3750  7935-25D 392601 392628

26.05 2750  7935-15D 392584 392611
5/8" 18 12.00 16.70 18 102 4 33.10 34.50 7935-2D 392593 392620
40.15 4160  7935-25D 392602 392629
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DRILLING THREAD MILLS WITH COUNTERSINK P418  P.406/411
AND THROUGH COOLANT

e |SO drilling thread mills with countersink developed for
general machining. No burrs thanks to the full profile. Through
coolant allows a better chip removal.

ls
= p e Thread according to 1S0 965 (DIN 13).
' N—1% |
&4 = e CUTINOX coating improves tool life, even at high
I R temperatures, in low machinability materials.
' =y
= L 2 il
(=]
1 O good © excellent
o om M x|
I E—— st suol  Maholoygsod MATSe Awollesunissuol gy gyt
_ 1 ‘ 2 ‘ 3 ‘ 4 ‘ B ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
B | | | | 000000
- Wmugh;lﬁ)l;lminium el Cl;lrol"/b 2:}?:.31’ gﬁ:lgr Graphite  Plastic ~ Wood Sps;\tl:iiilczlluy ﬁtaniu;f;{;:/tanium M sl Y] el
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
% 000000000 ©0O | |
Pitch
D nom. P D, D, D, L, L L, L, D, L CARBIDE CUTINOX
M4 0.70 3.20 4.20 3.30 8.90 8.90 9.50 0.70 6 48 303421 303428
M5 0.80 4.00 5.30 4.20 11.10 11.00 11.80 0.80 6 54 303422 303429
M 6 1.00 475 6.30 5.00 13.85 13.70 14.60 1.00 8 62 303423 303430
M8 1.25 6.35 8.40 6.75 18.60 18.40 19.60 1.30 10 74 303424 303431
M 10 1.50 7.95 10.50 8.50 22.40 22.20 23.70 1.50 12 80 303425 303432
M 12 1.75 9.95 12.60 10.25 26.00 25.50 27.40 1.50 14 90 303426 303433
M 16 2.00 13.20 16.80 14.00 35.90 35.10 37.60 1.50 18 102 303427 303434



. DIX11718-S - 1719-S

“G0" - “NO GO" THREAD GAUGES P.402
NIHS 06-12

¢ Solid carbide thread gauges dedicated to the pitch
diameter inspection of 3G and 4H left hand threads according
to NIHS 06-10 (ISO 1501 / DIN 14).

¢ Gauges tolerances according to NIHS 06-12.

Right-hand thread

Ly L
| |
! i3 ! (P
= DFUHI L D[:UHI
Pitch 1718-S 1718-S
D nom. P L, Tol. GO GO (flat base) Tol.
4H 965295 978958
S0.30 0.08 1.00 3G 983114 414460 4H/3G 965312
4H 965296 978959
S0.35 0.09 1.30 3G 983468 414461 4H/3G 965313
4H 965297 978960
S0.40 0.10 2.00 3G 983115 414462 4H/3G 965314
4H 965298 978961
S0.50 0.125 2.50 3G 983116 414463 4H/3G 965315
4H 965299 978962
S 0.60 0.15 3.00 36 983117 414464 4H/3G 965316
4H 965300 978963
S0.70 0.175 3.00 36 983236 414465 4H/3G 965317
4H 965301 978964
S0.80 0.20 3.50 36 983118 418466 4H/3G 965318
4H 965302 978965
S0.90 0.225 4.00 36 983119 418467 4H/3G 965319
4H 965303 978966
S 1.00 0.25 4.00 36 983120 414468 4H/3G 965320
4H 965304 978967
S1.20 0.25 5.00 36 983121 414469 4H/3G 965321
4H 965305 978968
S1.40 0.30 5.00 36 983122 414470 4H/3G 965322
Left-hand thread
i I
g e ¥ !
! | 1L &1
= Dnm‘ll = D nom
Pitch 1718-S | 1719-S
D nom. P L, Tol. GO Tol. NO GO
S 0.50 0.125 2.50 4H 968369 4H/3G 968370
S 0.60 0.15 3.00 4H 968345 4H/3G 968346
S0.70 0.175 3.00 4H 968344 4H/3G 968347
S0.80 0.20 3.50 4H 968343 4H/3G 968348
S0.90 0.225 4.00 4H 968925 4H/3G 968926
S 1.00 0.25 4.00 4H 969395 4H/3G 969396
S1.20 0.25 5.00 4H 982638 4H/3G 982639

4



- DIXI 1718-M - 1719-M

“G0” - “NO GO” THREAD GAUGES P402

 Solid carbide thread gauges dedicated to the pitch
diameter inspection of threads according to 1SO 965 (DIN 13).

* Gauges tolerances according to 1ISO 1502.

] i
L1 L

! i |

! T ! o

s Dnl'JITI = Dl'u"i

Pitch 1718-M 1719-M

D nom. P L, Tol. GO NO GO
M 1.00 0.25 5 5H 976633 976635
M 1.20 0.20 5 4H 305894 305900
’ 0.25 5 5H 976634 976636
M 1.40 0.20 5 4H 305895 305901
’ 0.30 6 5H 976693 976710
M 1.50 0.30 6 6H 976694 976711
M 1.60 0.20 5 4H 305896 305902
’ 0.35 6 6H 975716 975717
M 1.80 0.20 5 4H 305897 305903
’ 0.35 6 6H 976024 976026
M 2.00 0.20 5 4H 305898 305904
’ 0.40 6 6H 976699 976716
0.20 5 4H 305899 305905
M 2.20 0.25 5 5H 976701 976718
0.45 8 6H 976702 976719
M 3.00 0.50 8 6H 976705 976722



- DIX1 1720

“G0” - “NO GO” CHECK PLUGS - NIHS 06-12

¢ Solid carbide check plugs dedicated to the inspection of thread
rings for external threads according to NIHS 06-10(IS01501/DIN 14).

e Check plugs tolerances according to NIHS 06-12.

Ring Ring Ring
5h GO 4g GO 5h/4g NO GO

i
' !
i P
!_- D”(.l”l
Pitch
D nom. P L, GO NO GO GO NO GO GO NO GO
$0.30 0.08 1.00 417005 417016 417027 417038 417049 417060
035 0.09 130 417006 417017 417028 417039 417050 417061
S 040 0.10 2.00 417007 417018 417029 417040 417051 417062
S0.50 0.125 250 417008 417019 417030 417041 417052 417063
S0.60 0.15 3.00 417009 417020 417031 47042 417053 417064
S0.70 0.175 3.00 417010 417021 417032 417043 417054 417065
S0.80 0.20 3.50 417011 417022 417033 417044 417055 417066
S0.90 0.225 4.00 417012 417023 417034 417045 417056 417067
S 1.00 0.25 4.00 417013 417024 417035 417046 417057 417068
S1.20 0.25 5.00 417014 417025 417036 417047 417058 417069
S1.40 0.30 5.00 417015 417026 417037 417048 417059 417070
CHECK PLUGS DESCRIPTION
Type of thread Type of

ring check plug

,,,,,,,,,,, $1.40x0.30[5h/4g NO GO)|/

Source: NIHS 06-12

4



- DIX1 0418 - 0419 @

“G0” - “NO GO" PLAIN GAUGES P402

FOR NIHS THREAD MINOR DIAMETER

 Solid carbide plain gauges dedicated to the inspection of
the minor diameter of 5H and 6H threads according to
NIHS 06-10 (ISO 1501/ DIN 14).

e Gauge tolerances according to NIHS 06-12.

L L
1 1
Pitch 0418 0419

D nom. P L, Tol. GO Tol. NO GO
S0.30 0.08 2.00 5H 308301 5H 308307
S0.35 0.09 2.00 5H 308300 5H 308306
S0.40 0.10 3.50 5H/6H 308299 g: gggg?g
S0.50 0.125 3.50 5H/6H 308298 g: gggggg
$0.60 0.15 350 g: 2??;2; EH §3§§8§
$0.70 0.175 5.00 - JRan - sy
$0.80 0.20 5.00 g: i???lg EH 3823;2
S0.90 0.225 5.00 5H/6H 306814 g: gggggg
S1.00 0.25 5.00 5H/6H 306815 g: ggggg;
S1.20 0.25 5.00 5H/6H 306816 g: gggggg
S1.40 0.30 5.00 5H/6H 306817 g: gggggg



- DIXI1 1718 SET Q

SET OF NIHS THREAD GAUGES P402

Content Art. Content Art. Content Art.
DIXI 1718-S 4H GO DIXI 1718-S 3G GO DIXI 1718-S 4H GO
(S0.30-S1.40) (0.30-S1.40) (0.30-S1.40)
DIXI 1719-S 4H/3G NO GO 502989 DIXI 1719-S 4H/3G NO GO 202990 DIXI 1718-S 3G GO 205601
(S0.30-S1.40) (0.30-S1.40) (0.30-S1.40)

DIXI 1719- 4H/3G NO GO

(0.30-S1.40)
Empty box (NIHS 4H) 307437 Empty box (NIHS 36) 307438

Empty box (NIHS 4H & 3G) 307439

——

SET OF THREAD AND PLAIN GAUGES
FOR THE FULL CHECKING OF NIHS THREADS

Content Art.

DIXI 1718-S 4H GO
(S0.30-S1.40)
DIXI 1718-S 3G GO
(S0.30-S1.40)
DIXI 1719-S 4H/3G NO GO
(S0.30-S1.40)

308313
DIXI 0418-5H/6H GO
(S0.30-S1.40)
DIXI 0419-5H NO GO
(S0.30-S1.40)
DIXI 0419-6H NO GO
(S0.40-S1.40)

Empty box 312619



GAUGING INTERNAL THREADS
(SOURCE: IS0 1502)

Figure 1 Figure 2
DIXI1 1718 DIX11719

Figure 3 Figure 4
DIX1 0418 DIX1 0419

Gauging internal threads must be done with both thread and plain gauges. Each of these gauges has its own function,

way of use and result analysis.

Figure 1: GO thread gauge (DIXI 1718)

A GO thread gauge cheks the minimum limit of the pitch
diameter, taking into account pitch errors, errors in
flank angles and deviations of form, which produce an
apparent reduction of the pitch diameter of the workpiece.
In addition, it checks the minimum limit of the major
diameter and also whether the length of straight flank
is sufficient; i.e. that the rounding at the root of the
profile does not encroach too far upon the flank of the
thread. The GO thread gauge,when screwed by hand
without using excessive force,shall enter the whole
length of the workpiece thread.If entry is not possible, the
workpiece thread does not comply with the specification.
Wear of the GO thread gauge shall be monitored by
remeasurement of the gauge at intervals of time according
to the intensity of use. Note: This gauge does not check
the min or diameter of the workpiece thread.

Figure 3: GO plain gauge (DIXI 0418)

A GO plain gauge checks the minimum limit of the minor
diameter of the workpiece thread. The GO plain gauge,
when introduced by hand without using excessive force,
shall pass through the workpiece thread.

Q

Figure 2: NO GO thread gauge (DIXI 1719)

A NO GO thread gauge checks whether the actual pitch
diameter exceeds the specified maximum size.The NO
GO thread gauge, when screwed by hand without using
excessive force, may enter into both ends of the threaded
part, but by not more than two turns of thread. If it can be
screwed in by more than two turns of thread, the workpiece
thread does not comply with the specification. The NO GO
thread gauge shall not pass completely through a work-
piece with a length of thread of three threads or less.
It is recommended that the NO GO screw plug gauge be
checked regularly for wear. Note: This gauge does not
check the minor diameter of the workpiece thread.

Figure 4: NO GO plain gauge (DIXI 0419)

A NO GO plain gauge checks whether the actual minor
diameter exceeds the specified maximum size. The NO
GO plain gauge may enter into both ends of the workpiece
thread but only in a zone which has a distance of not more
than one pitch length from the start of the thread.



NIHS GAUGES

TECHNICAL DICTIONNARY Q

——ep

D,

El D, deviation

Ecart ES D, deviation
TD, allowance

4H GO gauges

3G GO gauges

NO GO gauges

TDui

Form allowance of NUT

internal thread

Form allowance of
external thread
(screw)

Pitch diameter.

Lower deviation of pitch diameter (D)

Upper deviation of pitch diameter (D, ).

Pitch diameter (D, ) allowance. TD, =ESD, - EI D,

They are used for inspection of S threads of finished parts (with or without galvanic coating
or heat treatment) in 4H tolerance according to NIHS 06-10.
NIHS 4H GO gauges replace the former NIHS NT GO gauges.

They are used for checking S threads of raw parts (before galvanic coating or heat treatment)
in 3G tolerance according to NIHS 06-10.
NIHS 3G GO gauges replace the former NIHS RT GO gauges.

They are used for the checking of raw parts (at the production stage) or finished parts (with
or without galvanic coating or heat treatment). NO GO gauges are identical in both 3G and
4H tolerances according to NIHS 06-10.

NIHS 4H/3G NO GO gauges replace the former NIHS NT/RT NO GO gauges.

NIHS 3G NIHS 4H
(for rough workpieces (for finished workpieces)

before coating)

i
1
I
1
I
I
|
£3
=
S—
3
(7]
=
(=}
[}
o
1
1
I
I
— — - — I_—_
=

|
|
|
A | )
' T
|
|
| “NT"” and “RT” NO GO thread
TD, ! gauges are identical
l |
ES Dy= 44ym | |
I I
' i
l |
o
| [
El Dz2=12pm ! |
i | '

GO and NO GO thread gauges tolerances - Example for a 0.25 mm pitch




TOLERANCE ZONES OF PITCH DIAMETERS
ON “S” MINIATURE THREADS (IS0 1501/ NIHS 06-10/ DIN 14)

1D,
3GX
El
' >
Tolerances of Tolerances of Tolerances of Tolerances of
internal thread DIXI cutting taps internal thread DIXI thread formers

TOLERANCE ZONES OF PITCH DIAMETERS
ON METRIC INTERNAL THREADS (IS0 965/ DIN 13)

>
Tolerances of Tolerances of Tolerances of Tolerances of
internal thread cutting taps according internal thread thread formers

10 1S0O 2857

404 | iy



AF THREAD - TECHNICAL ADVANTAGES Q

Screw at minimum
material profile
Screw at minimum ~ Nut at maximum Screw at maximum
material profile material profile material profile
On a S1.00x0.25 assembly, there can be up to 0.05mm free Whatever the screw size (minimum or maximum material profile),
space between the screw crest diameter and the nut root the contact line is guaranteed to be the same. Thus the
diameter. That clearance allows a freedom of movement manufacturing tolerances do not influence the assembly quality.
that could cause vibration loosening. This phenomenon is
accentuated by the narrow theoretical contact surface
between the flanks of both screw and nut. In some cases,
adhesives can be used to avoid vibration loosening. This Thanks to AF thread profile, no need to use

solution is inappropriate for assemblies on which visual adhesive anymore.
aspects are key (watch industry).

PROFILE DIRECTION - MACHINING DIRECTION

Unlike 60° thread, AF thread is made of an asymmetric profile. Depending on the tool
machining direction, the cutting profile is reversed.

<
<
<
<
<

The tool and the screw The tool and the screw

have the same screwing have opposite screwing
direction. direction.
Tools from stock Tools on request




DRILLING @ BEFORE TAPPING OR INTERNAL
WHIRLING OPERATION

NIHS 06-10 (ISO 1501 / DIN 14)

minor 5H minor 6H
Nominal@ Pitch Minorﬂ Drill @ .Minorﬂ Drill@
min. max. min. max.
S030 0.08 0.223 0.240 0.23 -
S035 0.09 0.264 0.286 0.275 -
S040 0.0 0.304 0.330 0.32 0.304 0.342 0.34
S045 0.10 0.354 0.380 0.37 0.354 0.392 0.39
S050 0.125 | 0.380 0.415 0.40 0.380 0.435 0.42
S055 0.125 | 0.430 0.465 0.45 0.430 0.485 0.47
S0.60 0.5 0.456 0.502 0.48 0.456 0.522 0.50
S070 0.175 | 0.532 0.585 0.56 0.532 0.605 0.58
S080 020 0.608 0.665 0.64 0.608 0.685 0.66
S090 0225 | 0.684 0.745 0.72 0.684 0.765 0.74
S1.00 025 0.760 0.825 0.80 0.760 0.845 0.82
S1.10 025 0.860 0.925 0.90 0.860 0.945 0.92
S120 025 0.960 1.025 1.00 0.960 1.045 1.02
S1.30 030 1.012 1.085 1.05 1.012 1.105 1.07
S1.40 030 1.112 1.185 1.15 1.112 1.205 117
UNF (ANSI B1.1/1S0 5864)
Nominal @ TPI Tolerance _ Minor @ Drill@
min. max.
N°1 72 2B 1.474 1.612 1.50
N°2 64 2B 1.756 1.912 1.80
N°3 56 2B 2.025 2.198 2.10
N°4 48 2B 221 2.458 235
N°5 44 2B 2.551 2.740 2,60
N°6 40 2B 2.820 3.022 2.90
N°8 36 2B 3.404 3.606 3.50
N°10 32 2B 3.963 4.165 4.05
N°12 28 2B 4.496 4724 4,60
1/4" 28 2B 5.360 5.588 5.50
5/16" 24 2B 6.782 7.035 6.90
3/8" 24 2B 8.382 8.636 8.50
1/16” 20 2B 9.729 10.033 9.80
1/2" 20 2B 11.329 11.607 11.40
9/16” 18 2B 12.751 13.081 12.90
5/8" 18 2B 14.351 14.681 14.50
3/4" 16 2B 17.323 17.678 17.50
1/8" 14 2B 20.270 20.675 20.40

UN (ANSI B1.1/1S0 5864)

Nominal@ TPl  Tolerance _Minor[Zl Drill @
min. max.

5/16” 28 2B 6.955  7.169 7.10
5/16° 20 2B 6.563  6.855 6.70
3/8" 28 2B 8543  8.756 8.60
3/8" 20 2B 8.150  8.442 8.30
116" 32 2B 10.253 10441  10.30
7/16” 16 2B 9394  9.752 9.60
112" 32 2B 11.841 12029 11.90
1/2" 16 2B 10.981 11340 11.20
9/16” 32 2B 13.428 13616  13.50
9/16” 28 2B 13305 13519 13.40
9/16” 20 2B 12913 13205 13.10
9/16” 16 2B 12569 12927 12.70
5/8" 32 2B 15.016  15.204  15.10
5/8" 28 2B 14.893 15106  15.00
5/8" 20 2B 14500 14792  14.60
5/8" 16 2B 14.156 14515 14.30
5/8" 12 2B 13.584 14.043 13.80
11/16” 32 2B 16.603 16.791 16.70
11/16” 28 2B 16.480 16.694  16.60
11/16” 20 2B 16.088 16.380  16.20
11/16" 16 2B 15.744  16.102  15.90
11/16" 12 2B 15.171  15.631  15.40
3/4" 32 2B 18.191 18379 18.30
3/4" 28 2B 18.068  18.281 18.20
3/4" 12 2B 16.759 17.218  17.00
13/16" 32 2B 19.778 19.966  19.90
13/16” 28 2B 19.655 19.869  19.80
13/16" 16 2B 18.919 19.277 19.10
13/16" 12 2B 18.346 18.806  18.60
/8" 32 2B 21.366 21.554  21.50
/8" 28 2B 21.243 21456  21.30
7/8" 16 2B 20.506 20.865  20.70
/8" 12 2B 19.934 20393  20.20
15/16" 32 2B 22.953 23.141  23.00
15/16" 28 2B 22.830 23.044 22.90
15/16” 16 2B 22.094 22452 2230
15/16” 12 2B 21.521 21981 21.80
1" 32 2B 24541 24729  24.60
1" 28 2B 24418 24631 24.50
1" 16 2B 23681 24.040 23.90
11/16” 28 2B 26.005 26.219 26.10
11/16” 20 2B 25.613 25.905 25.80
11/16” 18 2B 25460 25.783  25.60
11/16” 16 2B 25.269 25.627 25.40
11/16” 12 2B 24696 25.156  24.90



DRILLING @ BEFORE TAPPING OR INTERNAL
WHIRLING OPERATION

1S0 965 (DIN 13) UNC (ANSI B1.1/1S0 5864)
Nominal@ Pitch Tolerance .Minorﬂ Drill @ Nominal@ TPl  Tolerance _Minorﬂ Drill@
min. max. min. max.
M0.8 0.20 - 0.608  0.685 0.65 Ne°1 64 2B 1425 1582 1.50
M09  0.225 - 0.684  0.765 0.70 N°2 56 2B 1.695  1.871 1.80
M1.0 0.25 5H 0.729  0.785 0.75 N°3 43 2B 1.941 2.146 2.00
M 1.1 0.25 5H 0.829  0.885 0.85 N°4 40 2B 2157  2.385 2.25
M 1.2 0.25 5H 0.929 0.985 0.95 N°5 40 2B 2.487 2.697 2.60
M14 030 6H 1.075  1.142 1.10 N°6 32 2B 2645  2.895 2.75
M 1.6 0.35 6H 1.221 1.321 1.25 N°8 32 2B 3302 3530 3.50
M1.7 0.35 6H 1.321 1.421 1.35 N°10 24 2B 3683  3.962 3.80
M 1.8 0.35 6H 1.421 1.521 1.45 N°12 24 2B 4344 4597 4.50
M 2.0 0.40 6H 1.567  1.679 1.60 1/4" 20 2B 4979 5527 5.10
M2.2 0.45 6H 1713  1.838 1.75 5/16” 18 2B 6.401 6.731 6.50
M 2.5 0.45 6H 2.031 2.138 2.05 3/8" 16 2B 7.798  8.153 7.90
M 3.0 0.50 6H 2459 2.599 250 1/16" 14 2B 9.144 9550 9.30
M 3.5 0.60 6H 2.850  3.010 2.90 1/2" 13 2B 10592 11.023  10.70
M 4.0 0.70 6H 3.242 3.422 3.30 9/16" 12 2B 11.989 12446 1230
M 4.5 0.75 6H 3688  3.878 3.70 5/8" 11 2B 13.386 13.868  13.50
M.5.0 0.80 6H 4134 4.334 4.20 3/4" 10 2B 16.307 16.840  16.50

M 6.0 1.00 6H 4917  5.153 5.00
M7.0 1.00 6H 5917  6.153 6.00
M 8.0 1.25 6H 6.647  6.912 6.80
M9.0 1.25 6H 1647 7912 1.80

UNEF (ANSI B1.1/1S0 5864)

Nominal@ TPl  Tolerance Minor @ Drill @
M100 150 6H 8376  8.676 8.50 min. max.
M11.0 150 6H 9376 9.676 9.50 N°12 32 2B 4623  4.826 470
M120 175 6H 10.106  10.441  10.20 1/4” 32 2B 5.487  5.689 5.60
M140 2.00 6H 11.835 12.210  12.00 5/16" 32 2B 7.087  7.264 1.20
M16.0 2.00 6H 13.835 14.210 14.00 3/8" 32 2B 8.662  8.864 8.75
M180 250 6H 15.294 15744  15.50 7/16" 28 2B 10.135 10.337 10.25
M200 250 6H 17.294 17.744  171.50 1/2" 28 2B 11710 11938 11.85
M220 250 6H 19.294 19.744  19.50 9/16” 24 2B 13132 13.385  13.20
M240 3.00 6H 20.752 21.252  21.00 5/8" 24 2B 14732 14986 14.80
M 27.0 3.00 6H 23752 24.252  24.00 11/16" 24 2B 16.307 16.560  16.40
3/4" 20 2B 17.679 17.957 17.80
BSP (IS0 228) UNJF (IS0 3161)
Nominal @ TPI _ Minor @ Drill@ Nominal@ TPl  Tolerance _Minorﬂ Drill @
min. max. min. max.
G 1/16” 28 6.561 6.843 6.75 N°10 32 3B 4.054 4.225 410
G1/8" 28 8.566 8.848 8.75 1/4” 28 3B 5466  5.662 5.55
G1/4" 19 11.445 11.890 11.60 5/16" 24 3B 6.906  7.109 7.00
G 3/8" 19 14.950 15.395 15.20 3/8” 24 3B 8.494 8679 8.60
G1/2" 14 18.631 19.172 18.90 7/16" 20 3B 9.876  10.084  10.00
G 5/8" 14 20.587 21.128 20.90 1/2" 20 3B 11463 11.661 11.55
G 3/4" 14 24.117 24.658 24.40
G7/8" 14 21.871 28.418 28.20
G1” " 30.291 30.931 30.70



COMBINATION OF NOMINAL DIAMETERS AND
PITCHES ACCORDING ANSI B1.1/1S0 5854 NORM

@ nom. 80 | 72 | 64 | 56 | 48 44 | 40 | 36 | 32 28 | 24 20 18 16 | 14 13 | 12 11 | 10
inch | mm | 0318 | 0353 | 0397 | 0454 | 0529 | 0.577 | 0.635 | 0.706 | 0.794 | 0.907 | 1.058 | 1.270 | 1.411 | 1.588 | 1.814 | 1.954 | 2117 | 2.309 | 254
N°0 | 1.524
N°1 | 1.854 UNC
N2 | 2.184 UNC
N°3 | 2,515 UNC
N°4 | 2.845 UNC
N°5 | 3.175 UNC
N°6 | 3.505 UNC
N°g | 4.166 UNC
N°10 | 4.826 UNC
N°12 | 5.486 UNC
14" | 6.350 UNC
516" | 7.938 UN UN | UNC
38" | 9.525 UN UN UNC
716" | 11.113 UN UN | UNC
112" | 12700 UN UN UNC
9/16” | 14.288 UN | UN UN UN UNC
58" | 15.875 UN | UN UN UN UN | UNC
116" | 17.463 UN | Un UN UN UN
3/4" | 19.050 UN | UNn UNF UN UNC
13/16" | 20.638 UN | UN UN UN
778" | 22.225 UN | UN UN UN
15/16” | 23.813 UN | un UN UN
1" | 25400 UN | UN UN H
1-1/16" | 26.988 UN UN UN UN

COMPARISON BETWEEN “S” AND “M” THREADS
MINIATURE THREAD METRIC THREAD

Standard

Thread symbol

Designation example

Nominal @ range

(BASIC PROFILE)
P

(BASIC PROFILE)

P

{ B
S
w0
=4
e
i B0 . Y
Eice=—asl f —1
1‘ '
0.32074x P | = o 1% 1
Miniature thread
1S0 1501 NIHS 06-10 ASME B1.10M DIN 14
(Switzerland) (USA) (Germany)
“S” “UNM" “M”
S0.60x0.15 UNM 0.60 x 0.15 M 0.60 x 0.15
0.30mm 0.30mm
to 1.40mm t0 0.90mm
0.08mm 0.08mm
to 0.30mm to 0.225mm

Pitch range

Q

Metric thread
IS0

IS0 965

“M”

M 6.00 x 1.00
1.00mm
to 355mm

0.20mm
to 8.00mm




FIELD OF APPLICATION MILLING MILLS
THREAD MILLING / WHIRLING TOOLS

32
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“.\
\
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oo | — |

0.25

NUMBER OF RADIAL RUNS REQUIRED
FOR THREAD MILLING CUTTER

Nominal @
VDI
3323 <3mm <3-6mm <6mm
Unalloyed steel, leaded steel 1-5 - 2-3 1-2
Low alloyed steel <800 N/mm? 6-9 - 3-5 1-2
e i, LREN 36 [ 12
Austenitic stainless steel < 700 N/mm? 141-14.2 - 3-5 2-3
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 - 3-5 3-5
Grey castiron < 250 HB 15-16 1-2 1-2 1-2
Ductile, malleable, nodular castiron > 250 HB 17-20 - 2-3 1-2
Wrought aluminium alloy < 12% Si 21-22 1-2 1-2 1
Cast aluminium alloy >12% Si 23-25 1-2 1-2 1-2
Copper alloy good machinability with Pb 26 1-2 1-2 1
Copper alloy with difficult machinability 27-28 1-2 1-2 1
Plastic, wood 29-30 - 1 1-2
Gold, silver = 1-2 1-2 1-2
Refractory alloy, Fe, Ni, Co base 31-35 - 3-5 3-5
Titanium, titanium alloy 36-37 1-2 2-3 2-3
Hardened steel >45 HRC, hard castiron 38-41 - - 3-5




USE OF THREAD MILLING CUTTERS 0

THREAD MILLING CUTTERS

WHIRLING TOOLS o
=

L w3 &3 0O
DRILLING THREAD WHIRLERS
N
—3 .
—<
&b 123 3] (1)

410 +



USE OF THREAD MILLING CUTTERS Q

FINE THREAD MILLING CUTTERS (DIXI 7913 - 7914)

THREADING AND CHAMFERING CUTTERS (DIXI 7915 - 7925 - 7935)

DRILLING, THREADING AND CHAMFERING CUTTERS (DIXI 7985)




DIX11730 - 1735 - 1738 - 1739

VDI CARBIDE TAIN CUTINOX
3323 Ve [mymin] Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 70 115 135
Low alloyed steel <800 N/mm? 6-9 105 115
1 - 2
H|gi_1 alloy steel > 800 N/mm?, 10-13 90 100
stainless steel ferr.- marten. .
Austenitic stainless steel < 700 N/mm? 14.1-14.2 N 85 95
M [rpm]
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 80 80
Grey castiron < 250 HB 15-16 135 180
Ductile, malleable, nodular cast iron > 250 HB 17-20 70 105
Wrought aluminium alloy < 12% Si 21-22 \ 150
Cast aluminium alloy >12% Si 23-25 . f 115
[mm]
Copper alloy good machinability with Pb 26 140
Copper alloy with difficult machinability 27-28 110
Plastic, wood 29-30 115
Gold, silver - 140
Refractory alloy, Fe, Ni, Co base 31-35 Vf center = nxfzxzx(M-D,) 35 45
Titanium, titanium alloy 36-37 M 75 70
- DIX1 1737
VDI CARBIDE C-TOP DRYCUT
3323 Ve [mymin] Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 70 130
Low alloyed steel <800 N/mm? 6-9 0 115
High-alloy steel > 800 N/mm?, [rpm]
. 10-13 105
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 85
M
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 65
Grey castiron < 250 HB 15-16 90
Ductile, malleable, nodular cast iron > 250 HB 17-20 70
f
Wrought aluminium alloy < 12% Si 21-22 [mm] 150 185
Cast aluminium alloy >12% Si 23-25 115 150
Copper alloy good machinability with Pb 26 140 175
Copper alloy with difficult machinability 27-28 110 140
Plastic, wood 29-30 290 170
Gold, silver - 115 95
Refractory alloy, Fe, Ni, Co base 31-35 Vi center = nxfzxZ x(M-D,) 40
Titanium, titanium alloy 36-37 M 70 75




Feed per tooth

Values based on use of cutting oil and oil in emulsion.The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

@D, @D, @D, @D, @D, @D, @D,
0.20 - 0.40 0.40 - 0.60 0.60 - 1.10 1.10 - 1.60 1.60 - 2.40 2.40 - 5.00 5.00 - 8.00
0.0018 - 0.0040 0.004 - 0.007 0.007 - 0.012 0.012-0.018 0.018 - 0.026 0.026 - 0.056 0.055 - 0.080
0.0016 - 0.0036 0.004 - 0.006 0.006 - 0.011 0.011-0.016 0.016 - 0.024 0.024 - 0.050 0.050 - 0.080
0.0014 - 0.0032 0.004 - 0.005 0.005 - 0.010 0.010-0.014 0.014 - 0.022 0.022 - 0.046 0.045 - 0.070
0.0014 - 0.0032 0.004 - 0.005 0.005 - 0.010 0.010-0.014 0.014 - 0.022 0.022 - 0.046 0.045 - 0.070
0.0013 - 0.0029 0.003 - 0.005 0.005 - 0.009 0.009 - 0.013 0.013-0.019 0.019- 0.040 0.040 - 0.060
0.0022 - 0.0050 0.006 - 0.008 0.008 - 0.015 0.015 - 0.022 0.022 - 0.034 0.034 - 0.070 0.070-0.110
0.0016 - 0.0036 0.004 - 0.006 0.006 - 0.011 0.011-0.016 0.016 - 0.024 0.024 - 0.050 0.050 - 0.080
0.0027 - 0.0061 0.007 - 0.010 0.010-0.019 0.019-0.027 0.027 - 0.041 0.041-0.086 0.085-0.130
0.0022 - 0.0050 0.006 - 0.008 0.008 - 0.015 0.015-0.022 0.022 - 0.034 0.034-0.070 0.070-0.110
0.0027 - 0.0061 0.007 - 0.010 0.010-0.019 0.019-0.027 0.027 - 0.041 0.041-0.086 0.085-0.130
0.0022 - 0.0050 0.006 - 0.008 0.008 - 0.015 0.015-0.022 0.022 - 0.034 0.034-0.070 0.070-0.110
0.0032 - 0.0072 0.008 - 0.012 0.012-0.022 0.022 - 0.032 0.032 - 0.048 0.048-0.100 0.100 - 0.150
0.0024 - 0.0054 0.006 - 0.009 0.009 - 0.017 0.017 - 0.024 0.024 - 0.036 0.036 - 0.076 0.075-0.110
0.0008 - 0.0018 0.002 - 0.003 0.003 - 0.006 0.006 - 0.008 0.008 - 0.012 0.012-0.026 0.025 - 0.040
0.0019 - 0.0043 0.005 - 0.007 0.007 - 0.013 0.013-0.019 0.019-0.029 0.029 - 0.060 0.060 - 0.090
Feed per tooth
oD, @D, oD, @D, @D,
0.35-0.50 0.50 - 0.60 0.60 - 0.90 0.90 - 1.40 1.40 - 2.40
0.004 - 0.006 0.006 - 0.008 0.008 - 0.011 0.011-0.018 0.018-0.030
0.004 - 0.006 0.006 - 0.007 0.007 - 0.010 0.010-0.016 0.016 - 0.027
0.004 - 0.005 0.005 - 0.006 0.006 - 0.009 0.009 - 0.014 0.014 - 0.024
0.004 - 0.005 0.005 - 0.006 0.006 - 0.009 0.009 - 0.014 0.014 - 0.024
0.003 - 0.005 0.005 - 0.005 0.005 - 0.008 0.008 - 0.013 0.013-0.022
0.006 - 0.008 0.008 - 0.010 0.010-0.015 0.015-0.023 0.023 - 0.039
0.004 - 0.006 0.006 - 0.007 0.007 - 0.010 0.010-0.016 0.016 - 0.027
0.007 - 0.010 0.010-0.012 0.012-0.018 0.018-0.028 0.028 - 0.048
0.006 - 0.008 0.008-0.010 0.010-0.015 0.015-0.023 0.023-0.039
0.007 - 0.010 0.010-0.012 0.012-0.018 0.018-0.028 0.028 - 0.048
0.006 - 0.008 0.008-0.010 0.010-0.015 0.015-0.023 0.023-0.039
0.008 - 0.012 0.012-0.014 0.014-0.021 0.021-0.033 0.033 - 0.056
0.006 - 0.009 0.009 - 0.010 0.010-0.016 0.016 - 0.024 0.024 - 0.042
0.002 - 0.003 0.003 - 0.003 0.003 - 0.005 0.005 - 0.008 0.008 - 0.013
0.005 - 0.007 0.007 - 0.008 0.008 - 0.012 0.012-0.019 0.019-0.033




DIXI 1740

|

VDI CARBIDE CUTINOX
3323 Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 150
Low alloyed steel <800 N/mm? 6-9 130
1 - 2
ngh alloy steel > 800 N/mm?, 10-13 120
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70
M
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 50
Grey castiron < 250 HB 15-16 150 150
Ductile, malleable, nodular castiron > 250 HB 17-20 120 110
Wrought aluminium alloy < 12% Si 21-22 200
Cast aluminium alloy >12% Si 23-25 180
Copper alloy good machinability with Pb 26 150
Copper alloy with difficult machinability 27-28 110
Plastic, wood 29-30 120
Gold, silver - 140
Refractory alloy, Fe, Ni, Co base 31-35 Vf center = nxfzxZx(M-D,) 35 50
Titanium, titanium alloy 36-37 M 55
. DIX1 1742-TC
VDI DAC
3323 Ve [m/min]
Wrought aluminium alloy < 12% Si 21-22 250
Cast aluminium alloy >12% Si 23-25 200
Copper alloy good machinability with Pb 26-28 200
Copper alloy with difficult machinability 27-28 150
Plastic, wood 29-30 250
Vf center = nxfzxZ x(M-D,)
Gold, silver - M 200




Feed per tooth

@D, @D, @0, @D, @D, @D, @D,
0.60 - 0.80 0.80-1.10 1.10- 2550 250 - 3.00 3.00- 5.00 5.00 - 6.50 6.50 - 8.00
0.007 - 0.010 0.010-0.013 0.013 - 0.029 0.030 - 0.034 0.034 - 0.055 0.055 - 0.070 0.070 - 0.085
0.007 - 0.009 0.009 - 0.012 0.012 - 0.027 0.026 - 0.032 0.032 - 0.050 0.050 - 0.065 0.065 - 0.075
0.006 - 0.008 0.008 - 0.011 0.011-0.024 0.024 - 0.028 0.028 - 0.045 0.045 - 0.060 0.060 - 0.070
0.006 - 0.008 0.008 - 0.011 0.011 - 0.024 0.024 - 0.028 0.028 - 0.045 0.045 - 0.060 0.060 - 0.070
0.005 - 0.007 0.007 - 0.010 0.010 - 0.022 0.022 - 0.026 0.026 - 0.040 0.040 - 0.055 0.055 - 0.065
0.008 - 0.011 0.011-0.015 0.015-0.034 0.034 - 0.040 0.040 - 0.065 0.065 - 0.080 0.080 - 0.100
0.007 - 0.010 0.010-0.013 0.013 - 0.029 0.030 - 0.034 0.034 - 0.055 0.055 - 0.070 0.070 - 0.085
0.010-0.014 0.014-0.019 0.019 - 0.041 0.042 - 0.048 0.048 - 0.080 0.080-0.100 0.100-0.120
0.009 - 0.012 0.012-0.017 0.017 - 0.037 0.036 - 0.042 0.042-0.070 0.070 - 0.090 0.090-0.105
0.010-0.014 0.014-0.019 0.019 - 0.041 0.042 - 0.048 0.048 - 0.080 0.080 - 0.100 0.100-0.120
0.008 - 0.011 0.011-0.015 0.015-0.034 0.034 - 0.040 0.040 - 0.065 0.065 - 0.080 0.080 - 0.100
0.012-0.016 0.016 - 0.022 0.022 - 0.049 0.048 - 0.058 0.058 - 0.095 0.095-0.115 0.115-0.140
0.007 - 0.010 0.010-0.013 0.013-0.029 0.030 - 0.034 0.034 - 0.055 0.055 - 0.070 0.070 - 0.085
0.004 - 0.006 0.006 - 0.008 0.008 - 0.017 0.018 - 0.020 0.020 - 0.030 0.030 - 0.040 0.040 - 0.050
0.007 - 0.010 0.010-0.013 0.013-0.029 0.030 - 0.034 0.034 - 0.055 0.055 - 0.070 0.070 - 0.085

Values based on use of cutting oil and oil in emulsion.The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

Feed per tooth

M5 M6 M8 M10 M12
1200 1275 1'360 1360 1120
800 1°000 1100 1100 990
1200 1275 1'360 1360 1120
800 1°000 1100 1100 990
1200 1275 1360 1360 1120
800 1°000 1100 1100 990

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !




|

DIXI 1744

VDI CUTINOX
3323 Ve [mymin]
Unalloyed steel, leaded steel 1-5 170
Low alloyed steel <800 N/mm? 6-9 140
H - 2
ngh alloy steel > 800 N/mm?, 10-13 130
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 50
Grey castiron < 250 HB 15-16 D 170
Ductile, malleable, nodular cast iron > 250 HB 17-20 ! 120
M
Refractory alloy, Fe, Ni, Co base 31-35 Vi center = nxfzxZx(M-D,) 50
Titanium, titanium alloy 36-37 M
- DIXI 7910 - 7920 - 7940
VDI CARBIDE TAIN
3323 Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel 1-5 85 100
Low alloyed steel <800 N/mm? 6-9 80
1 - 2
ngh alloy steel > 800 N/mm?, 10-13 50
stainless steel ferr.- marten. n
Austenitic stainless steel < 700 N/mm? 14.1-14.2 [rpm] 80
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 50
Grey castiron < 250 HB 15-16 85 100
Ductile, malleable, nodular castiron > 250 HB 17-20 55 80
f
Wrought aluminium alloy < 12% Si 21-22 [mm] 220 285
Cast aluminium alloy >12% Si 23-25 150 220
Copper alloy good machinability with Pb 26 150 210
Copper alloy with difficult machinability 27-28 130 180
Plastic, wood 29-30 250 320
el Sl | Vicenter=nxfzxZx(M-D,) 150 210
Titanium, titanium alloy 36-37 M 40 50




Feed per tooth

oD, @D, oD, @D,
3.00-5.00 5.00 - 6.50 6.50 - 8.00 8.00 - 10.00
0.034 - 0.055 0.055 - 0.070 0.070 - 0.085 0.086 - 0.096
0.032 - 0.050 0.050 - 0.065 0.065 - 0.075 0.079 - 0.088
0.028 - 0.045 0.045 - 0.060 0.060 - 0.070 0.072 - 0.080
0.028 - 0.045 0.045 - 0.060 0.060 - 0.070 0.072 - 0.080
0.026 - 0.040 0.040 - 0.055 0.055 - 0.065 0.065 - 0.072
0.040 - 0.065 0.065 - 0.080 0.080 - 0.100 0.100 - 0.112
0.034 - 0.055 0.055 - 0.070 0.070 - 0.085 0.086 - 0.096
0.020 - 0.030 0.030 - 0.040 0.040 - 0.050 0.050 - 0.056
0.034 - 0.055 0.055 - 0.070 0.070 - 0.085 0.086 - 0.096

Feed per tooth

@D, @D, @D, @D, @D, @D,
0.90 - 2.00 2.00-3.00 3.00- 4.00 4.00 - 6.00 6.00- 10.00 10.00 - 16.00
0.005 - 0.012 0.012-0.018 0.018 - 0.024 0.024 - 0.035 0.035 - 0.060 0.060 - 0.100
0.005-0.011 0.011 - 0.0165 0.017 - 0.022 0.022 - 0.035 0.035 - 0.060 0.060 - 0.090
0.005-0.010 0.010-0.015 0.015-0.02 0.020 - 0.030 0.030 - 0.050 0.050 - 0.080
0.005 - 0.010 0.010- 0.015 0.015 - 0.02 0.020 - 0.030 0.030 - 0.050 0.050 - 0.080
0.004 - 0.009 0.009 - 0.014 0.014-0.018 0.018 - 0.025 0.025 - 0.050 0.050 - 0.070
0.006 - 0.014 0.014 - 0.021 0.021 - 0.028 0.028 - 0.040 0.040 - 0.070 0.070- 0.110
0.005 - 0.012 0.012-0.018 0.018 - 0.024 0.024 - 0.035 0.035 - 0.060 0.060 - 0.100
0.007 - 0.015 0.015-0.023 0.023-0.03 0.030 - 0.045 0.045 - 0.080 0.080-0.120
0.008 - 0.017 0.017 - 0.026 0.026 - 0.034 0.034 - 0.050 0.050 - 0.090 0.090 - 0.140
0.006 - 0.014 0.014-0.021 0.021 - 0.028 0.028 - 0.040 0.040 - 0.070 0.070-0.110
0.009 - 0.020 0.020 - 0.030 0.030 - 0.04 0.040 - 0.060 0.060 - 0.100 0.100 - 0.160
0.005 - 0.012 0.012-0.018 0.018 - 0.024 0.024 - 0.035 0.035 - 0.060 0.060 - 0.100
0.005 - 0.012 0.012-0.018 0.018 - 0.024 0.024 - 0.035 0.035 - 0.060 0.060 - 0.100
0.007 - 0.010 0.010- 0.013 0.013 - 0.029 0.030 - 0.034 0.034 - 0.055 0.055 - 0.070

Values based on use of cutting oil and oil in emulsion.The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7908 - 7913-TC - 7914-TC - 7915-TC
7918 - 7923-TC - 7925-TC - 7935-TC

|

VDI CARBIDE TIAIN
3323 Ve [m/min] | Vc [m/min]
Unalloyed steel, leaded steel 1-5 100 130
Low alloyed steel <800 N/mm? 6-9 105
H - 2
ngh alloy steel > 800 N/mm?, 10-13 65
stainless steel ferr.- marten.
n
Austenitic stainless steel < 700 N/mm? 14.1-14.2 [rpm] 60 105
Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 60
Grey cast iron < 250 HB 15-16 100 130
f
Ductile, malleable, nodular castiron > 250 HB 17-20 [mm] 65 105
Wrought aluminium alloy < 12% Si 21-22 265 370
Cast aluminium alloy >12% Si 23-25 180 285
Copper alloy good machinability with Pb 26 180 215
Copper alloy with difficult machinability 27-28 155 235
Plastic, wood 29-30 Vi center = nxfzxZx(M-D,) 300 415
Gold, silver - M 180 215
Titanium, titanium alloy 36-37 45 65
. DIXI 7985-HH
VDI CARBIDE CUTINOX
3323 Ve [m/min] | Ve [m/min]
Grey castiron < 250 HB 15-16 n 110 150
[rpm]
Wrought aluminium alloy < 12% Si 21-22 250 300
Cast aluminium alloy >12% Si 23-25 ¢ 180 210
[mm]
Copper alloy good machinability with Pb 26 180 210
Copper alloy with difficult machinability 27-28 180 210
Plastic, wood 29-30 250 250
) Vf center = nxfzxZ x(M-D,)
Gold, silver - e — 180 180




Feed per tooth

o0, o0, oD, oD, oD, oD,

3.00 - 4.00 4.00 - 5.00 5.00 - 8.00 8.00-10.00 | 10.00 - 14.00 | 14.00 - 20.00

0.022-0.029 | 0029-0036 | 0.036-0.057 | 0.058-0070 | 0.070-0.100 | 0.100-0.140

0.020-0.026 | 0026-0033 | 0.033-0.052 | 0.052-0065 | 0.065-0.090 | 0.090-0.130

0.018-0.024 | 0024-0.030 | 0.030-0.048 | 0.048-0060 | 0.060-0.080 | 0.080-0.120

0.018-0.024 | 0024-0030 | 0.030-0.048 | 0.048-0.060 | 0.060-0.080 | 0.080-0.120

0.016-0.022 | 0022-0.027 | 0027-0043 | 0.044-0055 | 0.055-0.080 | 0.080-0.110

0.025-0.034 | 0034-0042 | 0.042-0.067 | 0.068-0085 | 0.085-0.120 | 0.120-0.170

0.022 - 0.029 0.029 - 0.036 0.036 - 0.057 0.058 - 0.070 0.070 - 0.100 0.100 - 0.140

0.031-0.041 | 0.041-0051 | 0.051-0.081 | 0.082-0.100 | 0.100-0.140 | 0.140-0.200

0.027-0.036 | 0036-0045 | 0.045-0.072 | 0.072-0090 | 0.090-0.130 | 0.130-0.180

0.031-0.041 0.041 - 0.051 0.051 - 0.081 0.082 - 0.100 0.100 - 0.140 0.140 - 0.200

0.025-0.034 | 0034-0042 | 0.042-0.067 | 0.068-0085 | 0.085-0.120 | 0.120-0.170

0.036-0.048 | 0.048-0.060 | 0.060-0.096 | 0.096-0.120 | 0.120-0.170 | 0.170-0.240

0.022 - 0.029 0.029 - 0.036 0.036 - 0.057 0.058 - 0.070 0.070 - 0.100 0.100 - 0.140

0.022-0.029 | 0.029-0.036 | 0.036-0.057 | 0.058-0.070 | 0070-0.100 | 0.100-0.140

DRILLING THREADING
feed per lap Feed per tooth
oD, @D, oD, oD, @D, oD,

3.00 - 4.00 5.00 - 7.00 8.00 - 14.00 3.00 - 4.00 5.00 - 7.00 8.00 - 14.00
0.042 - 0.056 0.070 - 0.100 0.100 - 0.160 0.030 - 0.040 0.050 - 0.070 0.080 - 0.140
0.074 - 0,098 0.125-0.170 0.180 - 0.280 0.045 - 0.060 0.075 - 0.105 0.120 - 0.210
0.053 - 0.070 0.090 - 0.120 0.140 - 0.200 0.030 - 0.040 0.050 - 0.070 0.080 - 0.140
0.063 - 0.084 0.105 - 0.150 0.160 - 0.240 0.053 - 0.070 0.087 - 0.122 0.140 - 0.245
0.042 - 0.056 0.070 - 0.100 0.100 - 0.160 0.038 - 0.050 0.062 - 0.087 0.100 - 0.175
0.084-0.112 0.140 - 0.200 0.200 - 0.320 0.060 - 0.080 0.100 - 0.140 0.160 - 0.280
0.042 - 0.056 0.070 - 0.100 0.100 - 0.160 0.030 - 0.040 0.050 - 0.070 0.080 - 0.140

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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SELECTION OF REAMERS AND BORING TOOLS

SOLID CARBIDE REAMERS

EXPANSIBLE REAMERS

REAMERS ON REQUEST

BORING AND CHAMFERING TOOLS

BORING TOOLS

TOOLS ON REQUEST

CUTTING CONDITIONS

polytool
PRECISION REAMERS
ESCARIADORES DE PRECISION




SELECTION OF REAMERS AND BORING TOOLS

Vv = item from stock

5 3 m
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SELECTION OF REAMERS AND BORING TOOLS

v =item from stock

a 5 =
o S = =
- Hole g SR <SC_‘>
age tolerance O [ | [ ]
EXPANSIBLE REAMERS
— KOO s
05.80 - 055.00 ﬁ 4-6 42 ) . = :13
s
N o D IT5
POLY 4371 ¢ St
o oo e 16| 3 ) 6 | REQY
O 7
@ ) s
POLY 4364 ﬁ 4.6 45 N IT6
05.80 - 055.00 A
=1
X 75 1
ooy S— VES
4-6| 453 IT6 ReQ
05.80 - 055.00 PN
O mo OV
BORING AND CHAMFERING TOOLS
N\
DIXI 2577 B, —
00.26 - ©0.86 ;’_ 454 v
AN
DIXI 2567 — 455 @
0020-0100 v
BORING TOOLS
N\
=
DIXI 2578 - —
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= &3
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DIXI 2764
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POLY 4001 - 4001-TC /Q /q
B =l

STRAIGHT FLUTE REAMERS P462  >0298
IRREGULAR TEETH

| dr ¢ Solid carbide reamers with irregular straight teeth and through
Ref. A O — | coolant developed for the machining of blind and through

f L ! holes in all kind of materials.

 All @ with tolerance +2pm available through our express-service

=]
L - z !
Ret.B | =
]
Lg R
L
— - O good © excellent
M |
Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

rmesis O O O O O O O O © O O O O OO0 OO0 00 0 0
...~ | s | i |

10 n 12 13

4.1 14.2 14.3 144 15 16 17 18 19 20

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 - 29 30 31 32 33-35 36 37 38 39 40 4

ramenisis] O O O O O O O O O ©O 0 O O O o0 0O

Dnom. D, L L D, L Z RefCARBIDE Dnom. D, L L D, L Z Ref CARBIDE
H7 +15um H7 +15um

040 (0.407) 3 5 3 38 3 B 959801 0.66 (0.667) 4 7 3 38 3 B 200012
041 (0.417) 3 5 3 38 3 B 964623 0.67 (0.677) 4 7 3 38 3 B 200013
042 (0427) 3 5 3 38 3 B 959802 0.68 (0.687) 4 7 3 38 3 B 200011
043 (0437) 3 5 3 38 3 B 978100 0.69 (0.697) 4 7 3 38 3 B 200014
0.44 (0.447) 3 5 3 38 3 B 959803 070 (0.707) 4 7 3 38 3 B 200009
045 (0.457) 3 5 3 38 3 B 954360 071 (0.717) 4 8 3 38 3 B 955902
0.46 (0.467) 3 5 3 38 3 B 959804 072 (0.727) 4 8 3 38 3 B 200018
047 (0.477) 3 5 3 38 3 B 963057 073 (0.737) 4 8 3 38 3 B 959571
048 (0.487) 3 5 3 38 3 B 959805 074 (0.747) 4 8 3 38 3 B 200022
049 (0.497) 3 5 3 38 3 B 954359 075 (0.757) 4 8 3 38 3 B 200016
05 (0507 3 5 3 38 3 B 959662 076 (0767) 4 8 3 38 3 B 961872
051 (0517 4 6 3 38 3 B 200007 077 (0777) 4 8 3 38 3 B 200020
052 (0527) 4 6 3 38 3 B 200000 078 (0787 4 8 3 38 3 B 200019
053 (0.537) 4 6 3 38 3 B 200004 079 (0.797) 4 8 3 38 3 B 200021
054 (0.547) 4 6 3 38 3 B 200005 0.80 (0.807) 4 8 3 38 3 B 200017
055 (0.557) 4 6 3 38 3 B 200001 081 (0.817) 5 9 3 38 3 B 964624
056 (0.567) 4 6 3 38 3 B 966312 082 (0.827) 5 9 3 38 3 B 200025
057 (0.577) 4 6 3 38 3 B 326970 0.83 (0.837) 5 9 3 38 3 B 200029
058 (0.587) 4 6 3 38 3 B 200003 0.84 (0.847) 5 9 3 38 3 B 200028
059 (0.597) 4 6 3 38 3 B 200006 085 (0.857) 5 9 3 38 3 B 200023
0.60 (0.607) 4 6 3 38 3 B 200002 0.86 (0.867) 5 9 3 38 3 B 200030
0.61 (0.617) 4 7 3 38 3 B 964889 0.87 (0.877) 5 9 3 38 3 B 200031
0.62 (0.627) 4 7 3 38 3 B 200010 0.88 (0.887) 5 9 3 38 3 B 200026
0.63 (0.637) 4 7 3 38 3 B 965815 0.89 (0.897) 5 9 3 38 3 B 200027
0.64 (0.647) 4 7 3 38 3 B 200015 090 (0.907) 5 9 3 38 3 B 200024
0.65 (0.657) 4 7 3 38 3 B 200008



POLY 4001 - 4001-TC /q /%
e <&

STRAIGHT FLUTE REAMERS P462  >0298

IRREGULAR TEETH

Dnom. D, L L D, L Z RefCARBIDE Dnom. D, L L D, L Z RefCARBIDE
H7 £15um H7 £15um
091 (0917) 5 10 3 38 3 B 200039 138 (1.387) 6 13 3 38 3 B 966541
092 (0927) 5 10 3 38 3 B 200035 139 (1.397) 6 13 3 38 3 B 960202
093 (0937) 5 10 3 38 3 B 960023 140 (1.407) 6 13 3 38 3 B 200050
094 (0.947) 5 10 3 38 3 B 963188 1.4 (1.417) 7 15 3 38 3 B 957425
095 (0957) 5 10 3 38 3 B 200034 142 (1427) 7 15 3 38 3 B 955757
096 (0.967) 5 10 3 38 3 B 200036 143 (1.437) 7 15 3 38 3 B 955746
097 (0977) 5 10 3 38 3 B 200037 144 (1.447) 7 15 3 38 3 B 961345
098 (0.987) 5 10 3 38 3 B 200032 145 (1457) 7 15 3 38 3 B 200053
099 (0.997) 5 10 3 38 3 B 200033 146 (1.467) 7 15 3 38 3 B 66791
1.00 (1.007) 5 10 3 38 3 B 200038 147 (1417) 7 15 3 38 3 B 961456
1.01 (1.017) 5 11 3 38 3 B 959800 148 (1.487) 7 15 3 38 3 B 200051
1.02 (1.027) 5 1" 3 38 3 B 200040 149 (1497) 7 15 3 38 3 B 200052
1.03 (1.037) 5 1 3 38 3 B 966908 150 (1.507) 7 15 3 38 3 B 200054
1.04 (1.047) 5 1" 3 38 3 B 962626 151 (1517) 7 15 3 50 3 B 200104
105 (1057 5 11 3 38 3 B 200041 152 (1527) 7 15 3 50 3 B 200105
1.06 (1.067) 5 1" 3 38 3 B 966799 153 (1.537) 7 15 3 50 3 B 960836
107 (1.077) 5 1 & 38 8 B 968047 154 (1.547) 7 15 3 50 3 B 63795
1.08 (1.087) 5 n 3 38 3 B 200042 155 (1.557) 7 15 3 50 3 B 200125
1.09 (1.097) 5 12 3 38 3 B 955685 156 (1.567) 7 15 3 50 3 B 973910
110 (1.107) 5 12 3 38 3 B 200045 157  (1577) 7 15 3 50 3 B 963006
111 (1.117) 5 12 3 38 3 B 951529 1.58 (1.587) 7 15 3 50 3 B 961472
112 (1127) 5 12 3 38 3 B 951598 159 (1.597) 7 15 3 50 3 B 959620
113 (1.137) 5 12 3 38 3 B 968503 160 (1.607) 7 15 3 50 3 B 200111
114 (1.147) 5 12 3 38 3 B 968504 161 (1617) 7 16 3 50 3 B 59391
115 (1.157) 5 12 3 38 3 B 200043 162 (1.627) 7 16 3 50 3 B 955366
116 (1.167) 5 12 3 38 3 B 967147 163 (1.637) 7 16 3 50 3 B 326972
117 (1177) 5 12 3 38 3 B 956647 164 (1.647) 7 16 3 50 3 B 326973
118 (1.187) 5 12 3 38 3 B 67307 165 (1.657) 7 16 3 50 3 B 200124
119 (1.197) 5 12 & 38 3 B 960753 166 (1.667) 7 16 3 50 3 B 991141
120 (1.207) 5 12 3 38 3 B 200044 167 (1677) 7 16 3 50 3 B 965451
121 (1.217) 6 13 3 38 3 B 67308 168 (1.687) 7 16 3 50 3 B 326974
122 (1.227) 6 13 3 38 3 B 968605 169 (1.697) 7 16 3 50 3 B 952172
123 (1.237) 6 13 3 38 3 B 968606 170 (1.707) 7 16 3 50 3 B 200126
1.24  (1.247) 6 13 3 38 3 B 968607 171 (N 1 17 3 50 3 B 66359
125 (1.257) 6 13 3 38 3 B 200046 172 (1.721) 17 17 3 50 3 B 959573
1.26 (1.267) 6 13 3 38 3 B 968608 173 (1.737) 7 17 3 50 3 B 326975
127 (1.277) 6 13 3 38 3 B 964024 174 (1.747) 17 17 3 50 3 B 968498
128 (1.287) 6 13 3 38 3 B 200048 175 (1.757) 17 17 3 50 3 B 200127
129 (1.297) 6 13 3 38 3 B 950915 176 (1.767) 7 17 3 50 3 B 974605
130 (1.307) 6 13 3 38 3 B 200047 177 (1717) 7 17 3 50 3 B 961458
131 (1317) 6 13 3 38 3 B 959472 178 (1.787) 7 17 3 50 3 B 63459
132 (1327) 6 13 3 38 3 B 961369 179 (1.797) 7 17 3 50 3 B 200146
133 (1.337) 6 13 3 38 3 B 961963 180 (1.807) 7 17 3 50 3 B 200112
134 (1.347) 6 13 3 38 3 B 326971 181 (1.817) 8 17 3 50 3 B 962183
135 (1.357) 6 13 3 38 3 B 200049 182 (1.827) 8 17 3 50 3 B 960953
136 (1.367) 6 13 3 38 3 B 968242 183 (1.837) 8 17 3 50 3 B 951867
137 (1.377) 6 13 3 38 3 B 960591 184 (1.847) 8 17 3 50 3 B 326976
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POLY 4001 - 4001-TC /Q\ /q
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STRAIGHT FLUTE REAMERS P462  >02.98
IRREGULAR TEETH
Dnom. D, L, L D, L Z RefCARBIDE Dnom. D, L, L D, L Z Ref CARBIDE

H7 £15um H7 £15um

185 (1.857) 8 17 3 50 3 B 200113 232 (2327) 10 20 3 50 3 B 200135
186 (1.867) 8 17 3 50 3 B 964274 233 (2337) 10 20 3 50 3 B 957326
187 (1.877) 8 17 3 50 3 B 326977 234 (2.347) 10 20 3 50 3 B 956298
188 (1.887) 8 17 3 50 3 B 954731 235 (2357) 10 20 3 50 3 B 200130
189 (1.897) 8 17 3 50 3 B 200137 236 (2.367) 10 20 3 50 3 B 955027
190 (1.907) 8 17 3 50 3 B 200114 237 (2377) 10 20 3 50 3 B 958068
191 (1.917) 8 18 3 50 3 B 982028 238 (2387) 10 20 3 50 3 B 962361
192 (1.927) 8 18 3 50 3 B 326978 239 (2397) 10 20 3 50 3 B 965907
193 (1.937) 8 18 3 50 3 B 326979 240 (2407) 10 20 3 50 3 B 200129
194 (1.947) 8 18 3 50 3 B 67301 241 (2417) 10 20 3 50 3 B 950038
195 (1.957) 8 18 3 50 3 B 200115 242 (2.427) 10 20 & 50 3 B 950039
196 (1.967) 8 18 3 50 3 B 200145 243 (2.437) 10 20 3 50 3 B 955020
197 (1.977) 8 18 3 50 3 B 200106 244  (2.447) 10 20 3 50 3 B 962239
198 (1.987) 8 18 3 50 3 B 200107 245 (2.457) 10 20 3 50 3 B 200128
199 (1997) 8 18 3 50 3 B 200108 246 (2467) 10 20 3 50 3 B 32698
200 (2.007) 8 18 3 50 3 B 200102 247 (2477) 10 20 3 50 3 B 959535
201 (2.017) 8 18 3 50 3 B 200109 248 (2487) 10 20 3 50 3 B 200140
202 (2.027) 8 18 3 50 3 B 200110 249 (2.497) 10 20 3 50 3 B 200141
203 (2.037) 8 18 3 50 3 B 63271 250 (2507) 10 20 3 50 3 B 200103
204 (2.047) 8 18 3 50 3 B 200147 251 (2517) 10 20 3 61 4 B 200142
205 (2.057) 8 18 3 50 3 B 200121 252 (2527) 10 20 3 61 4 B 200143
206 (2.067) 8 18 3 50 3 B 954744 253 (2537) 10 20 3 61 4 B 954733
207 (2.077) 8 18 3 50 3 B 63796 254 (2547) 10 20 3 61 4 B 955042
208 (2.087) 8 18 3 50 3 B 57717 255 (2557) 10 20 3 61 4 B 200118
209 (2.097) 8 18 3 50 3 B 957058 256 (2567) 10 20 3 61 4 B 326985
210 (2.107) 8 18 3 50 3 B 200144 257 (2577) 10 20 3 61 4 B 326986
211 (2117) 8 18 3 50 3 B 952428 258 (2587) 10 20 3 61 4 B 958772
212 (2127) 8 18 3 50 3 B 952429 259 (2597) 10 20 3 61 4 B 971141
213 (2137) 8 18 & 50 3 B 967590 260 (2.607) 10 20 3 61 4 B 200117
214 (2.147) 8 18 3 50 3 B 968815 261 (2617) 10 25 3 61 4 B 970909
215 (2157 8 18 3 50 3 B 200120 262 (2627) 10 25 3 61 4 B 952158
216 (2.167) 8 18 3 50 3 B 968156 263 (2637) 10 25 3 61 4 B 326987
217 (2177) 8 18 3 50 3 B 959096 264 (2.647) 10 25 8 61 4 B 962551
218 (2.187) 8 18 3 50 3 B 968449 265 (2.657) 10 25 3 61 4 B 200116
219 (2197) 8 18 3 50 3 B 952213 266 (2.667) 10 25 3 61 4 B 954075
220 (2.207) 8 18 3 50 3 B 200139 267 (2.677) 10 25 3 61 4 B 200136
221 (2217) 8 18 3 50 3 B 968816 268 (2.687) 10 25 3 61 4 B 954450
222 (2.227) 8 18 3 50 3 B 953362 269 (2.697) 10 25 3 61 4 B 991586
223 (2.237) 8 18 3 50 3 B 326980 270 (2707) 10 25 3 61 4 B 200123
224 (2247) 8 18 3 50 3 B 326981 271 (2717) 10 25 3 61 4 B 954783
225 (2257) 8 18 3 50 3 B 200119 272 (2721) 10 25 3 61 4 B 326988
226 (2.267) 8 18 3 50 3 B 326982 273 (2737) 10 25 3 61 4 B 326989
227 (2.277) 8 18 3 50 3 B 956015 274 (2747) 10 25 3 61 4 B 969786
228 (2.287) 8 18 3 50 3 B 326983 275 (2757) 10 25 3 61 4 B 200122
229 (2297) 8 18 3 50 3 B 985826 276 (2767) 10 25 3 61 4 B 326990
230 (2.307) 8 18 3 50 3 B 200131 271 (2777) 10 25 3 61 4 B 326991
231 (2.317) 10 20 3 50 3 B 951944 278 (2.787) 10 25 3 61 4 B 954734
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POLY 4001 - 4001-TC /q /q
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STRAIGHT FLUTE REAMERS P462  >0298

IRREGULAR TEETH

Dnom. D, L L D, L Z RefCARBIDE Dnom. D, L L D, L Z RefCARBIDE
H7 £15um H7 £15um
279 (2.797) 10 25 8 61 4 B 965219 326 (3.268) 10 3 70 6 A 321230
280 (2.807) 10 25 3 61 4 B 200138 327 (3.278) 10 3 70 6 A 321231
281 (2.817) 10 25 3 61 4 B 953881 328 (3.288) 10 3 70 6 A 321232
282 (2827) 10 25 3 61 4 B 960888 329 (3298 10 3 70 6 A 321233
283 (2837) 10 25 3 61 4 B 326992 330 (3.308) 10 3 70 6 A 321234
284 (2.847) 10 25 3 61 4 B 326993 331 (3318 10 3 70 6 A 321235
285 (2857) 10 25 3 61 4 B 200132 332 (3328 10 3 70 6 A 321236
286 (2867) 10 25 3 61 4 B 326994 333 (3.338) 10 3 70 6 A 321237
287 (2877) 10 25 3 61 4 B 326995 334 (3.348) 10 3 70 6 A 321238
288 (2887) 10 25 3 61 4 B 326996 335 (3.358) 10 3 70 6 A 321239
289 (2897) 10 25 3 61 4 B 953937 336 (3.368) 10 3 70 6 A 321240
290 (2907) 10 25 3 61 4 B 200133 337 (3378 10 3 70 6 A 321241
291 (2917) 10 25 3 61 4 B 964090 338 (3.388) 10 3 70 6 A 321242
292 (2927) 10 25 3 61 4 B 66683 339 (3398 10 3 70 6 A 321243
293 (2937) 10 25 3 61 4 B 326997 340 (3408) 10 30 6 A 320244
294 (2947) 10 25 3 61 4 B 326998 341 (3.418) 10 3 70 6 A 321245
295 (2.957) 10 25 & 61 4 B 200134 342 (3.428) 10 3 70 6 A 321246
296 (2.967) 10 25 3 61 4 B 961012 343 (3.438) 10 3 70 6 A 321247
297 (2977) 10 25 3 61 4 B 959664 344 (3.448) 10 3 70 6 A 321248
298 (2987) 10 25 3 70 6 B 321202 345 (3458 10 3 70 6 A 321249
299 (2997) 10 25 3 70 6 B 321203 346 (3.468) 10 3 70 6 A 321250
300 (3.007) 10 25 3 70 6 B 321204 347 (3.478) 10 3 70 6 A 321251
301 (3.018 10 25 3 70 6 B 321205 348 (3488 10 3 70 6 A 321252
302 (3.028) 10 25 3 70 6 B 321206 349 (3498 10 3 70 6 A 321253
303 (3.038) 10 25 3 70 6 B 321207 350 (3.508) 10 3 70 6 A 321254
304 (3048 10 25 3 70 6 B 321208 351 (3518 10 3 70 6 A 321255
305 (3058 10 25 3 70 6 B 321209 352 (3528 10 3 70 6 A 321256
306 (3068 10 25 3 70 6 B 321210 353 (3538 10 3 70 6 A 321257
307 (3078 10 25 & 70 6 B 321211 354 (3548 10 3 70 6 A 321258
308 (308 10 25 3 70 6 B 321212 355 (3.558) 10 3 70 6 A 321259
309 (309%) 10 25 3 70 6 B 320213 356 (3568) 10 3 70 6 A 32120
310 (3.108) 10 3 70 6 A 321214 357 (3578 10 3 70 6 A 321261
311 (3.118) 10 3 70 6 A 321215 358 (3.588) 10 3 70 6 A 321262
312 (3128 10 3 70 6 A 321216 359 (3598 10 3 70 6 A 321263
313 (3.138) 10 3 70 6 A 321217 360 (3.608) 10 3 70 6 A 321264
314 (3.148) 10 3 70 6 A 321218 361 (3618 10 3 70 6 A 321265
315 (3.158) 10 3 70 6 A 321219 362 (3628 10 3 70 6 A 321266
316 (3.168) 10 3 70 6 A 321220 363 (3.638) 10 3 70 6 A 321267
317 (3.178) 10 3 70 6 A 321221 364 (3648 10 3 70 6 A 321268
318 (3.188) 10 3 70 6 A 321222 365 (3.658) 10 3 70 6 A 321269
319 (3.198) 10 3 70 6 A 321223 366 (3.668) 10 3 70 6 A 321270
320 (3.208) 10 3 70 6 A 321224 367 (3678 10 3 70 6 A 32121
321 (3218 10 3 70 6 A 321225 368 (3.688) 10 3 70 6 A 321272
322 (3228 10 3 70 6 A 321226 369 (3.698) 10 3 70 6 A 321273
323 (3238 10 3 70 6 A 321227 370 (3.708) 10 3 70 6 A 321274
324 (3.248) 10 3 70 6 A 321228 371 (3.718) 10 3 70 6 A 321275
325 (3.258) 10 3 70 6 A 321229 372 (3728) 10 3 70 6 A 321276
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POLY 4001 - 4001-TC /Q\ /q
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STRAIGHT FLUTE REAMERS P462  >(2.98
IRREGULAR TEETH
Dnom. D, L, L D, L Z RefCARBIDE Dnom. D, L, L D, L Z Ref CARBIDE
H7 £15um H7 £15um
373 (3.738) 10 8 10 6 A 321271 420 (4.208) 12 = 4 80 6 A 321324
374 (3.748) 10 3 70 6 A 321278 421 (4218) 12 - 4 80 6 A 321325
375 (3.758) 10 3 10 6 A 321279 422 (4228) 12 = 4 80 6 A 321326
376 (3.768) 10 3 70 6 A 321280 423 (4238) 12 - 4 80 6 A 321327
377 (3.778) 10 3 10 6 A 321281 424 (4.248) 12 = 4 80 6 A 321328
378 (3.788) 10 3 70 6 A 321282 425 (4.258) 12 - 4 80 6 A 321329
379 (3798 10 3 70 6 A 321283 426 (4.268) 12 = 4 80 6 A 321330
380 (3.808) 10 3 70 6 A 321284 427 (4278) 12 - 4 80 6 A 321331
381 (3818 10 3 70 6 A 321285 428 (4.288) 12 = 4 80 6 A 321332
382 (3828 10 3 70 6 A 321286 429 (4298) 12 - 4 80 6 A 321333
383 (3.838) 10 3 70 6 A 321287 430 (4.308) 12 = 4 80 6 A 321334
384 (3.848) 10 3 70 6 A 321288 431 (4318) 12 - 4 80 6 A 321335
385 (3.858) 10 3 70 6 A 321289 432 (4328) 12 = 4 80 6 A 321336
386 (3.868) 10 3 70 6 A 321290 433 (4.338) 12 - 4 80 6 A 321337
387 (3878) 10 3 0 6 A 321291 436 (4348) 12 - 4 80 6 A 321338
383 (3.888) 10 3 70 6 A 321292 435 (4.358) 12 - 4 80 6 A 321339
389 (3.898) 10 3 70 6 A 321293 436 (4.368) 12 = 4 80 6 A 321340
390 (3.908 10 3 70 6 A 321294 437 (4378) 12 - 4 80 6 A 321341
391 (3918 10 3 70 6 A 321295 433 (4.388) 12 - 4 80 6 A 321342
392 (3928 10 3 70 6 A 321296 439 (4398 12 - 4 80 6 A 321343
393 (3938 10 3 70 6 A 321297 440 (4.408) 12 - 4 80 6 A 321344
394 (3948 10 3 70 6 A 321298 441 (4418) 12 - 4 80 6 A 321345
395 (3.958) 10 3 70 6 A 321299 442 (4428) 12 = 4 80 6 A 321346
396 (3.968) 10 3 70 6 A 321300 443 (4438) 12 - 4 80 6 A 321347
397 (3978) 10 3 70 6 A 321301 444 (4.448) 12 = 4 80 6 A 321348
398 (3.983) 10 3 70 6 A 321302 445 (4458) 12 - 4 80 6 A 321349
399 (3.998) 10 3 70 6 A 321303 446 (4.468) 12 = 4 80 6 A 321350
400 (4.008) 10 3 70 6 A 321304 447 (4478) 12 - 4 80 6 A 321351
401 (4.018 10 3 70 6 A 321305 443 (4.488) 12 = 4 80 6 A 321352
402 (4.028) 10 3 70 6 A 321306 449 (4498 12 - 4 80 6 A 321353
403 (4.038) 10 3 70 6 A 321307 450 (4.508) 12 - 4 80 6 A 321354
404 (4.048) 10 3 70 6 A 321308 451 (4518) 12 - 4 80 6 A 321355
405 (4.058) 10 3 70 6 A 321309 452 (4528) 12 = 4 80 6 A 321356
406 (4.068) 10 3 70 6 A 321310 453 (4538) 12 - 4 80 6 A 321357
407 (4.078) 10 3 10 6 A 32131 454 (4548) 12 = 4 80 6 A 321358
408 (4.088) 10 3 70 6 A 321312 455 (4.558) 12 - 4 80 6 A 321359
409 (4.098) 10 3 70 6 A 321313 456 (4.568) 12 = 4 80 6 A 321360
410 (4.108) 10 3 70 6 A 420528 457 (4578) 12 - 4 80 6 A 321361
411 (4118) 10 3 70 6 A 420529 458 (4588) 12 = 4 80 6 A 321362
412 (4128) 10 3 70 6 A 420530 459 (4598 12 - 4 80 6 A 321363
413 (4138) 10 3 70 6 A 420531 460 (4608 12 = 4 80 6 A 321364
414 (4.148) 10 3 70 6 A 420532 461 (4618 12 - 4 80 6 A 321365
415 (4.158) 10 3 70 6 A 420533 462 (4628) 12 = 4 80 6 A 321366
416 (4.168) 10 3 70 6 A 420534 463 (4.638) 12 - 4 80 6 A 321367
417 (4178) 10 3 70 6 A 420535 464 (4648 12 = 4 80 6 A 321368
418 (4.188) 10 3 70 6 A 420536 465 (4.658) 12 - 4 80 6 A 321369
419 (4.198) 10 3 70 6 A 420537 466 (4.668) 12 = 4 80 6 A 321370
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STRAIGHT FLUTE REAMERS P462  >0298

IRREGULAR TEETH

Dnom. D, L L D, L Z RefCARBIDE Dnom. D, L L D, L Z RefCARBIDE
H7 £15um H7 £15um

467 (4.678) 12 4 80 6 A 32131 514 (5.148) 12 4 80 6 A 321418
468 (4.688) 12 4 80 6 A 321372 515 (5.158) 12 4 80 6 A 321419
469 (4698 12 4 80 6 A 321373 516 (5.168) 12 4 80 6 A 321420
470 (4.708) 12 4 80 6 A 321374 517 (5.178) 12 4 80 6 A 321421
471  (4718) 12 4 80 6 A 321375 518 (5.188) 12 4 80 6 A 321422
472 (4728) 12 4 80 6 A 321376 519 (5.198) 12 4 80 6 A 321423
473 (4738) 12 4 80 6 A 321377 520 (5.208) 12 4 80 6 A 321424
474 (4748) 12 4 80 6 A 321378 521 (5.218) 12 4 80 6 A 321425
475 (4.758) 12 4 80 6 A 321379 522 (5.228) 12 4 80 6 A 321426
476 (4.768) 12 4 80 6 A 321380 523 (5.238) 12 4 80 6 A 321427
477 (4778) 12 4 80 6 A 321381 524 (5.248) 12 4 80 6 A 321428
478 (4788) 12 4 80 6 A 321382 525 (5.258) 12 4 80 6 A 321429
479 (4798) 12 4 80 6 A 321383 526 (5.268) 12 4 80 6 A 321430
480 (4.808) 12 4 80 6 A 321384 527 (5.278) 12 4 80 6 A 321431
481 (4.818) 12 4 80 6 A 321385 528 (5.288) 12 4 80 6 A 321432
482 (4.828) 12 4 80 6 A 321386 529 (5.298) 12 4 80 6 A 321433
483 (4.838) 12 4 80 6 A 321387 530 (5.308) 12 4 80 6 A 321434
484 (4.848) 12 4 80 6 A 321388 531 (5.318) 12 4 80 6 A 321435
485 (4.858) 12 4 80 6 A 321389 532 (5.328) 12 4 80 6 A 321436
486 (4.868) 12 4 80 6 A 321390 533 (5.338) 12 4 80 6 A 321437
487 (4.878) 12 4 80 6 A 321391 534 (5.348) 12 4 80 6 A 321438
483 (4.888) 12 4 80 6 A 321392 535 (5.358) 12 4 80 6 A 321439
489 (4.898) 12 4 80 6 A 321393 536 (5.368) 12 4 80 6 A 321440
490 (4.908) 12 4 80 6 A 321394 537 (5.378) 12 4 80 6 A 321441
491 (4.918) 12 4 80 6 A 321395 538 (5.388) 12 4 80 6 A 321442
492 (4.928) 12 4 80 6 A 321396 539 (5.398) 12 4 80 6 A 321443
493 (4.938) 12 4 80 6 A 321397 540 (5.408) 12 4 80 6 A 321444
494 (4.948) 12 4 80 6 A 321398 541 (5.418) 12 4 80 6 A 321445
495 (4.958) 12 4 80 6 A 321399 542 (5.428) 12 4 80 6 A 321446
496 (4.968) 12 4 80 6 A 321400 543 (5.438) 12 4 80 6 A 321447
497 (4978) 12 4 80 6 A 321401 544 (5.448) 12 4 80 6 A 321448
498 (4.988) 12 4 80 6 A 321402 545 (5.458) 12 4 80 6 A 321449
499 (4.998) 12 4 80 6 A 321403 546 (5.468) 12 4 80 6 A 321450
500 (5.008) 12 4 80 6 A 321404 547 (5.478) 12 4 80 6 A 321451
501 (5.018) 12 4 80 6 A 321405 548 (5.488) 12 4 80 6 A 321452
5.02 (5.028) 12 4 80 6 A 321406 549 (5.498) 12 4 80 6 A 321453
5.03 (5.038) 12 4 80 6 A 321407 550 (5.508) 12 4 80 6 A 321454
5.04 (5.048) 12 4 80 6 A 321408 551 (5.518) 12 4 80 6 A 321455
505 (5.058) 12 4 80 6 A 321409 552 (5.528) 12 4 80 6 A 321456
506 (5.068) 12 4 80 6 A 321410 553 (5.538) 12 4 80 6 A 321457
507 (5.078) 12 4 80 6 A 321411 554 (5.548) 12 4 80 6 A 321458
508 (5.088) 12 4 80 6 A 321412 555 (5.558) 12 4 80 6 A 321459
509 (5.098) 12 4 80 6 A 321413 556 (5.568) 12 4 80 6 A 321460
510 (5.108) 12 4 80 6 A 321414 557 (5.578) 12 4 80 6 A 321461
511 (5.118) 12 4 80 6 A 321415 558 (5.588) 12 4 80 6 A 321462
512 (5.128) 12 4 80 6 A 321416 559 (5.598) 12 4 80 6 A 321463
513 (5.138) 12 4 80 6 A 321417 560 (5.608) 12 4 80 6 A 321464



POLY 4001 - 4001-TC /Q\ /q
— =l

STRAIGHT FLUTE REAMERS P462  >02.98
IRREGULAR TEETH
Dnom. D, L, L D, L Z RefCARBIDE Dnom. D, L, L D, L Z Ref CARBIDE
H7 £15um H7 £15um
561 (5.618) 12 4 80 6 A 321465 6.08 (6.090) 12 = 4 80 6 A 321512
562 (5.628) 12 4 80 6 A 321466 6.09 (6.100) 12 - 4 80 6 A 321513
563 (5.638) 12 4 80 6 A 321467 6.10 (6.110) 12 - 4 80 6 A 321514
564 (5.648) 12 4 80 6 A 321468 6.11 (6.120) 12 - 4 80 6 A 321515
565 (5.658) 12 4 80 6 A 321469 6.12 (6.130) 12 = 4 80 6 A 321516
566 (5.668) 12 4 80 6 A 321470 6.13 (6.140) 12 - 4 80 6 A 321517
567 (5.678) 12 4 80 6 A 32147 6.14 (6.150) 12 = 4 80 6 A 321518
568 (5.688) 12 4 80 6 A 321472 6.15 (6.160) 12 - 4 80 6 A 321519
569 (5.698) 12 4 80 6 A 321473 6.16 (6.170) 12 = 4 80 6 A 321520
570 (5.708) 12 4 80 6 A 321474 6.17 (6.180) 12 - 4 80 6 A 321521
571 (5.718) 12 4 80 6 A 321475 6.18 (6.190) 12 = 4 80 6 A 321522
572 (5.728) 12 4 80 6 A 321476 6.19 (6.200) 12 - 4 80 6 A 321523
573 (5.738) 12 4 80 6 A 321471 6.20 (6.210) 16 = 6 101 6 A 341670
574 (5.748) 12 4 80 6 A 321478 6.30 (6.310) 16 - 6 101 6 A 341680
575 (5.758) 12 4 80 6 A 321479 6.35 (6.360) 16 = 6 101 6 A 341685
576 (5.768) 12 4 80 6 A 321480 6.40 (6.410) 16 - 6 101 6 A 341690
577 (5.778) 12 4 80 6 A 321481 6.48 (6.490) 16 = 6 101 6 A 341698
578 (5.788) 12 4 80 6 A 321482 6.49 (6.500) 16 - 6 101 6 A 341699
579 (5.798) 12 4 80 6 A 321483 6.50 (6.510) 16 = 6 101 6 A 341700
580 (5.808) 12 4 80 6 A 321484 6.51 (6.520) 16 - 6 101 6 A 341701
581 (5.818) 12 4 80 6 A 321485 6.52 (6.530) 16 = 6 101 6 A 341702
582 (5.828) 12 4 80 6 A 321486 6.55 (6.560) 16 - 6 101 6 A 341705
583 (5.838) 12 4 80 6 A 321487 6.60 (6.610) 16 = 6 101 6 A 341710
584 (5.848) 12 4 80 6 A 321488 6.70 (6.710) 16 - 6 101 6 A 341720
585 (5.858) 12 4 80 6 A 321489 6.80 (6.810) 16 = 6 101 6 A 341730
586 (5.868) 12 4 80 6 A 321490 6.90 (6.910) 16 - 6 101 6 A 341740
587 (5.878) 12 4 80 6 A 321491 7.00 (7.010) 16 = 6 101 6 A 341750
588 (5.888) 12 4 80 6 A 321492 7.01 (7.020) 16 - 6 101 6 A 341751
589 (5.898) 12 4 80 6 A 321493 7.02 (7.030) 16 = 6 101 6 A 341752
590 (5.908) 12 4 80 6 A 321494 710 (7.110) 16 - 6 101 6 A 341760
591 (5.918) 12 4 80 6 A 321495 720 (7.210) 16 = 6 101 6 A 341770
592 (5.928) 12 4 80 6 A 321496 730 (7.310) 16 - 6 101 6 A 341780
593 (5.938) 12 4 80 6 A 321497 740 (7.410) 16 = 6 101 6 A 341790
594 (5.948) 12 4 80 6 A 321498 750 (7.510) 16 - 6 101 6 A 341800
595 (5.958) 12 4 80 6 A 321499 760 (7.610) 16 = 6 101 6 A 341810
596 (5.968) 12 4 80 6 A 321500 770 (7.710) 16 - 6 101 6 A 341820
597 (5.978) 12 4 80 6 A 321501 780 (7.810) 16 = 6 101 6 A 341830
598 (5.988) 12 4 80 6 A 321502 790 (7.910) 16 - 6 101 6 A 341840
599 (5.998) 12 4 80 6 A 321503 798 (7.990) 16 = 6 101 6 A 341848
6.00 (6.008) 12 4 80 6 A 321504 799 (8.000) 16 - 6 101 6 A 341849
6.01 (6.020) 12 4 80 6 A 321505 8.00 (8.010) 16 = 6 101 6 A 341850
6.02 (6.030) 12 4 80 6 A 321506 8.01 (8.020) 16 - 6 101 6 A 341851
6.03 (6.040) 12 4 80 6 A 321507 8.02 (8.030) 16 = 6 101 6 A 341852
6.04 (6.050) 12 4 80 6 A 321508 8.05 (8.060) 16 - 6 101 6 A 341855
6.05 (6.060) 12 4 80 6 A 321509 8.10 (8.110) 16 = 6 101 6 A 420538
6.06 (6.070) 12 4 80 6 A 321510 820 (8.210) 16 - 8 n7 6 A 420539
6.07 (6.080) 12 4 80 6 A 321511 830 (8.310) 16 = 8 M7 6 A 420540

Q



POLY 4001 - 4001-TC /Q ﬁ
e <&

STRAIGHT FLUTE REAMERS P462 >0298

IRREGULAR TEETH

Dnom. D, L L D, L Z Ref CARBIDE

H7 +1.5pum

840  (8.410) 16 8 17 6 A 4205H1
850  (8.510) 16 8 17 6 A 420542
870 (87100 16 8 17 6 A 420543
9.00  (9.010) 16 8 17 6 A 420544
9.30 (9.310) 16 8 117 6 A 420545
9.50 (9.510) 16 8 17 6 A 420546
9.70 (9.710) 16 8 117 6 A 420547
9.98 (9.990) 16 8 17 6 A 420548
9.99  (10.000) 16 8 17 6 A 420549
10.00  (10.010) 16 8 17 6 A 420550
10.01  (10.022) 16 8 117 6 A 420551
10.02  (10.032) 16 8 117 6 A 420552
10.04  (10.052) 16 = 8 17 6 A 420553
10.05  (10.062) 16 8 117 6 A 420554
10.10  (10.112) 16 - 8 117 6 A 420555
1040  (10.412) 19 - 10 133 6 A 420556
1050  (10.512) 19 - 10 133 6 A 420557
10.60  (10.612) 19 - 10 133 6 A 420558
11.00 (11.012) 19 - 10 133 6 A 420559
1150 (11.512) 19 - 10 133 6 A 420560
11.80  (11.812) 19 = 10 133 6 A 420561
1200 (12.012) 19 - 0 133 6 A 420562
1202 (12.032) 19 = 10 133 6 A 420563

All @ with tolerance +2pm available

through our express-service

POLY 4001 POLY 4001-TC

maxi~ | I

Tol

2/3 Tol.
mini l l

+ 1.5 um T




POLY 4005-TC /Q /q
B =l

HELICAL REAMERS, RIGHT-HAND HELIX P.462
RIGHT-HAND CUTTING, IRREGULAR TEETH

¢ Solid carbide reamers with right hand helix, right hand cut,
irregular theeth and through coolant developed for the
machining of blind holes in all kind of materials.

! .
] g B - e Better chip removal to the back of the tool compared to
o S -
! | straight flutes.
! 5 I} . . .
L = N : |  All @ with tolerance +2pum available through our express-service.
O good @ excellent

M k]

Materials Unalloyed steel laralayadsics Mgy e Martensitic Austenitic stainless steel grey nodular malleable

description stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

e O O O O O O O O O O O O O O 000000 0 0
...~ | s | i |

10 n 12 13

4.1 14.2 14.3 144 15 16 17 18 19 20

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 - 29 30 31 32 33-35 36 37 38 39 40 4

ramentsios] O O O O O O O O O ©O 0 O O O o0 0O

Dnom. D, L D, L Z CARBIDE Dnom. D, L D, L Z CARBIDE
H7 +15um H7 +15um
297  (2.977) 20 25 56 4 969074 3.55 (3.558) 20 3.0 56 4 969422
299 (2.997) 20 25 56 4 969379 3.58 (3.588) 20 3.0 56 4 969423
300  (3.007) 20 25 56 4 969382 3.60 (3.608) 20 3.0 56 4 969424
3.01 (3.018) 20 25 56 4 969398 3.61 (3.618) 20 3.0 56 4 969425
302  (3.028) 20 25 56 4 969399 3.65 (3.658) 20 3.0 56 4 969426
305  (3.058) 20 25 56 4 969400 3.68 (3.688) 20 3.0 56 4 969427
308  (3.088) 20 25 56 4 969401 3.70 (3.708) 20 3.0 56 4 969428
310 (3.108) 20 25 56 4 969402 3.7 (3.718) 20 3.0 56 4 969429
31 (3.118) 20 25 56 4 969403 3.75 (3.758) 20 3.0 56 4 969430
315 (3.158) 20 25 56 4 969404 3.78 (3.788) 20 3.0 56 4 969431
318 (3188) 20 25 56 4 969405 380 (3808) 20 30 56 4 969432
320 (3208) 20 25 56 4 959406 385 (38%) 20 30 56 4 969433
321 (3218) 20 25 56 4 969407 390 (3908) 20 30 56 4 969434
325  (3.258) 20 25 56 4 969408 3.95 (3.958) 20 3.0 56 4 969435
328  (3.288) 20 25 56 4 969409 4.00 (4.008) 20 3.0 56 4 969436
330  (3.308) 20 25 56 4 969410 4.04 (4.048) 22 35 63 6 993718
3.31 (3.318) 20 25 56 4 969411 4.10 (4.108) 22 35 63 6 969437
335  (3.358) 20 25 56 4 969412 4.20 (4.208) 22 35 63 6 969438
338  (3.388) 20 25 56 4 969413 4.30 (4.308) 22 35 63 6 969439
340  (3.408) 20 25 56 4 969414 4.40 (4.408) 22 35 63 6 969440
3.4 (3.418) 20 25 56 4 969415 4.50 (4.508) 22 4.0 63 6 969441
345  (3.458) 20 25 56 4 969416 4.60 (4.608) 22 4.0 63 6 969442
349  (3.498) 20 25 56 4 969417 4.70 (4.708) 22 4.0 63 6 969443
350  (3.508) 20 3.0 56 4 969418 4.80 (4.808) 22 4.0 63 6 969444
3.51 (3.518) 20 3.0 56 4 969421 4.90 (4.908) 22 4.0 63 6 969445



- POLY 4005-TC @ @ @ @

HELICAL REAMERS, RIGHT-HAND HELIX P462
RIGHT-HAND CUTTING, IRREGULAR TEETH

Dnom. D, L, D,y L Z  CARBIDE
H7 +15um
500 (5008 22 40 63 6 969446
5.10 (5.108) 22 4.0 63 6 969447
5.20 (5.208) 22 4.0 63 6 969448
5.30 (5.308) 22 4.0 63 6 969449
5.40 (5.408) 22 4.0 63 6 969450
5.50 (5.508) 22 5.0 63 6 969451
5.60 (5.608) 22 5.0 63 6 969452
5.70 (5.708) 22 5.0 63 6 969453
5.80 (5.808) 22 5.0 63 6 969454
5.90 (5.908) 22 5.0 63 6 969455
6.00 (6.008) 22 5.0 63 6 969456
6.10 (6.110) 22 5.0 63 6 969457
620 (6210 2 5.0 63 6 969458
6.30 (6.310) 22 5.0 63 6 969459
640 (64100 2 5.0 63 6 969460
6.50 (6.510) 22 5.0 63 6 969461

All @ with tolerance +2pm available

through our express-service o !
E 1.5111r1:1—‘
Tal.
2/3 Tol.
mini L




POLY 4007 - 4007-TC T\
P =

N
HELICAL REAMERS, LEFT-HAND HELIX P462  >02.97
RIGHT-HAND CUTTING, IRREGULAR TEETH _

¢ Solid carbide reamers with left hand helix, right hand cut,
1

Ref. A D: = | irregular theeth and through coolant developed for the

machining of through holes in all kind of materials.

= L == * Forward chip removal facilitated by the left hand helix.
| a  All @ with tolerance +2um available through our express-service.
! = 1
Ref. B O e ——
i E i
L .
= L . Ogood @ excellent
M |
Materials . Martensitic Austenitic stainless steel grey nodular malleable
description Wiy it ctliyas it el o) e stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13

rmaiios © O O O O O O O O O O OO O 000000 0 0

4.1 14.2 143 14.4 15 16 17 18 19 20

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, oohite  Plastic  Wood Special alloy Titanium, titanium X
description alloy Cast aluminium alloy alloy difficult Silver p Ni/Co alloy Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 - 29 30 31 32 33-35 36 37 38 39 40 4

mmais O O O O O O O O O © 0 OO O 0 0

Diywow & L D, L Z Ref CARBIDE Diywow & L D, L Z Ref CARBIDE
% 3 5 3 3 3 B 983079 067 4 7 3 38 3 B 20008
0.38 3 5 3 38 3 B 326999 0.68 4 7 3 38 3 B 200751
0.39 3 b 3 38 3 B 969543 0.69 4 7 3 38 3 B 200754
0.40 3 5 3 38 3 B 200716 0.70 4 7 3 38 3 B 200749
0.41 3 5 3 38 3 B 963823 0.71 4 8 3 38 3 B 965167
0.42 3 5 3 38 3 B 200717 0.72 4 8 3 38 3 B 200758
0.43 3 5 3 38 3 B 327000 0.73 4 8 3 38 3 B 327003
0.44 3 5 3 38 3 B 200718 0.74 4 8 3 38 3 B 200762
0.45 3 5 3 38 3 B 965207 0.75 4 8 3 38 3 B 200756
0.46 3 5 3 38 3 B 200719 0.76 4 8 3 38 3 B 327004
0.47 3 5 3 38 3 B 327001 0.77 4 8 3 38 3 B 200760
0.48 3 5 3 38 3 B 200720 0.78 4 8 3 38 3 B 200759
0.49 3 5 3 38 3 B 963716 0.79 4 8 3 38 3 B 200761
0.50 3 5 3 38 3 B 200746 0.80 4 8 3 38 3 B 200757
051 4 6 3 38 3 B 20015 081 5 9 3 38 3 B 965168
052 4 6 3 3 3 B 200038 & 5 9 3 3 3 B 200765
053 4 6 3 38 3 B 20042 8 5 9 3 3 3 B 200769
0.54 4 6 3 38 3 B 200743 0.84 5 9 3 38 3 B 200768
0.55 4 6 3 38 3 B 200739 0.85 5 9 3 38 3 B 200763
0.56 4 6 3 38 3 B 968834 0.86 5 9 3 38 3 B 200770
0.57 4 6 3 38 3 B 973253 0.87 5 9 3 38 3 B 200771
0.58 4 6 3 38 3 B 200741 0.88 5 9 3 38 3 B 200766
0.59 4 6 3 38 3 B 200744 0.89 5 9 3 38 3 B 200767
0.60 4 6 3 38 3 B 200740 0.90 5 9 3 38 3 B 200764
0.61 4 7 3 38 3 B 964652 0.91 5 10 3 38 3 B 200733
0.62 4 7 3 38 3 B 200750 0.92 5 10 3 38 3 B 200729
0.63 4 7 3 38 3 B 327002 0.93 5 10 3 38 3 B 327005
0.64 4 7 3 38 3 B 200755 0.94 5 10 3 38 3 B 327006
0.65 4 7 3 38 3 B 200748 0.95 5 10 3 38 3 B 200728
0.66 4 7 3 38 3 B 200752 0.96 5 10 3 38 3 B 200730

a



POLY 4007 - 4007-TC VAN
— =

"
HELICAL REAMERS, LEFT-HAND HELIX P16 > 0297
RIGHT-HAND CUTTING, IRREGULAR TEETH

Diyows L, L D, L Z Ref. CARBIDE Dwws Lt L Dy L Z Ref. CARBIDE
0.97 5 10 8 38 3 B 200731 1.44 1 15 8 38 3 B 327030
0.98 5 10 3 38 3 B 200726 1.45 7 15 3 38 3 B 200783
0.99 5 10 3 38 3 B 200727 1.46 1 15 3 38 3 B 327031
1.00 5 10 3 38 3 B 200732 1.47 7 15 3 38 3 B 327032
1.01 5 " 3 38 3 B 200715 1.48 7 15 3 38 3 B 200781
1.02 5 " 3 38 3 B 200772 1.49 7 15 3 38 3 B 200782
1.03 5 " 3 38 3 B 967191 1.50 7 15 3 38 3 B 200784
1.04 5 " 3 38 3 B 327007 1.51 7 15 3 50 3 B 200787
1.05 5 " 3 38 3 B 200773 1.52 7 15 3 50 3 B 200788
1.06 5 " 3 38 3 B 327008 1.53 7 15 3 50 3 B 327033
1.07 5 " 3 38 3 B 327009 1.54 7 15 3 50 3 B 327034
1.08 5 " 3 38 3 B 200774 1.55 7 15 3 50 3 B 200692
1.09 5 " 3 38 3 B 965169 1.56 7 15 & 50 3 B 976176
1.10 5 1 3 38 3 B 200777 1.57 7 15 3 50 3 B 964655
1.1 5 12 3 38 3 B 327010 1.58 7 15 3 50 3 B 63966
1.12 5 12 3 38 3 B 3270m 1.59 1 15 3 50 3 B 965174
1.13 5 12 3 38 3 B 327012 1.60 1 15 8 50 3 B 200794
1.14 5 12 3 38 3 B 327013 1.61 7 16 3 50 3 B 965175
1.15 5 12 3 38 3 B 200775 1.62 7 16 3 50 3 B 327035
1.16 5 12 3 38 3 B 327014 1.63 7 16 3 50 3 B 327036
1.17 5 12 3 38 3 B 327015 1.64 7 16 3 50 3 B 327037
1.18 5 12 3 38 3 B 63965 1.65 7 16 3 50 3 B 200691
1.19 5 12 3 38 3 B 327016 1.66 7 16 3 50 3 B 327038
1.20 5 12 3 38 3 B 200776 1.67 7 16 3 50 3 B 327039
1.21 6 13 3 38 3 B 965171 1.68 7 16 3 50 3 B 327040
1.22 6 13 3 38 3 B 327017 1.69 7 16 3 50 3 B 965209
1.23 6 13 3 38 3 B 327018 1.70 7 16 3 50 3 B 200693
1.24 6 13 3 38 3 B 327019 1.1 7 17 3 50 3 B 327041
1.25 6 13 3 38 3 B 200778 1.72 7 17 3 50 3 B 327042
1.26 6 13 3 38 3 B 963588 1.73 7 17 3 50 3 B 327043
1.27 6 13 3 38 S B 972014 1.74 1 17 3 50 3 B 327044
1.28 6 13 3 38 3 B 200780 1.75 7 17 3 50 3 B 200694
1.29 6 13 3 38 8 B 327020 1.76 7 17 3 50 3 B 327045
1.30 6 13 3 38 3 B 200779 1.77 7 17 3 50 3 B 327046
1.31 6 13 3 38 3 B 967299 1.78 7 17 3 50 3 B 327047
1.32 6 13 3 38 3 B 327021 1.79 7 17 3 50 3 B 200713
1.33 6 13 3 38 3 B 327022 1.80 7 17 3 50 3 B 200795
1.34 6 13 3 38 3 B 973390 1.81 8 17 3 50 3 B 327048
1.35 6 13 3 38 3 B 200734 1.82 8 17 3 50 3 B 327049
1.36 6 13 3 38 3 B 327023 1.83 8 17 3 50 3 B 971471
1.37 6 13 3 38 3 B 327024 1.84 8 17 3 50 3 B 327050
1.38 6 13 3 38 3 B 327025 1.85 8 17 3 50 3 B 200796
1.39 6 13 3 38 3 B 327026 1.86 8 17 3 50 3 B 972720
1.40 6 13 3 38 3 B 200735 1.87 8 17 3 50 3 B 964530
1.41 7 15 3 38 3 B 327027 1.88 8 17 3 50 3 B 971918
1.42 7 15 3 38 3 B 327028 1.89 8 17 3 50 3 B 200704
1.43 7 15 3 38 3 B 327029 1.90 8 17 3 50 3 B 20079

v



POLY 4007 - 4007-TC P
»—- )

HELICAL REAMERS, LEFT-HAND HELIX PI62 > 0297 -
RIGHT-HAND CUTTING, IRREGULAR TEETH
3 R L, Dps L VA Ref. CARBIDE Doz L L, D, L Z Ref. CARBIDE
1.91 8 18 3 50 3 B 965177 2.38 10 20 3 50 3 B 327076
1.92 8 18 3 50 3 B 327051 2.39 10 20 3 50 3 B 327077
1.93 8 18 3 50 3 B 327052 240 10 20 3 50 3 B 200696
1.94 8 18 3 50 3 B 327053 24 10 20 3 50 3 B 972007
1.95 8 18 3 50 3 B 200682 242 10 20 3 50 3 B 327078
1.96 8 18 3 50 3 B 200712 2.43 10 20 3 50 3 B 327079
1.97 8 18 3 50 3 B 200789 2.44 10 20 3 50 3 B 327080
1.98 8 18 3 50 3 B 200790 245 10 20 3 50 3 B 200695
1.99 8 18 3 50 3 B 200791 2.46 10 20 3 50 3 B 327081
2.00 8 18 3 50 3 B 200785 247 10 20 3 50 3 B 327082
2.01 8 18 3 50 3 B 200792 248 10 20 3 50 3 B 200707
2.02 8 18 3 50 3 B 200793 2.49 10 20 3 50 3 B 200708
2.03 8 18 3 50 3 B 327054 2.50 10 20 3 50 3 B 200786
2.04 8 18 3 50 3 B 200714 2.51 10 20 3 61 4 B 200709
2.05 8 18 3 50 3 B 200688 2.52 10 20 3 61 4 B 200710
2.06 8 18 3 50 3 B 327055 2.53 10 20 3 61 4 B 327083
2.07 8 18 3 50 3 B 327056 2.54 10 20 3 61 4 B 327084
2.08 8 18 3 50 3 B 327057 2.55 10 20 3 61 4 B 200685
2.09 8 18 3 50 3 B 968093 2.56 10 20 3 61 4 B 327085
2.10 8 18 3 50 3 B 200711 257 10 20 3 61 4 B 327086
2.11 8 18 3 50 3 B 327058 2.58 10 20 3 61 4 B 327087
2.12 8 18 3 50 3 B 968735 2.59 10 20 3 61 4 B 327088
2.13 8 18 3 50 3 B 327059 2.60 10 20 3 61 4 B 200684
2.14 8 18 3 50 3 B 968737 2.61 10 25 3 61 4 B 327089
2.15 8 18 3 50 3 B 200687 2.62 10 25 3 61 4 B 327090
2.16 8 18 3 50 3 B 327060 263 10 25 3 61 4 B 327091
2.17 8 18 3 50 3 B 327061 2.64 10 25 3 61 4 B 327092
2.18 8 18 3 50 3 B 327062 2,65 10 25 3 61 4 B 200683
2.19 8 18 3 50 3 B 967119 2.66 10 25 3 61 4 B 327093
2.20 8 18 3 50 3 B 200706 267 10 25 3 61 4 B 200703
2.21 8 18 3 50 3 B 327063 2,68 10 25 3 61 4 B 327094
2.22 8 18 3 50 3 B 327064 2,69 10 25 3 61 4 B 327095
2.23 8 18 3 50 3 B 327065 270 10 25 3 61 4 B 200690
2.24 8 18 3 50 3 B 327066 21 10 25 3 61 4 B 327096
2.25 8 18 3 50 3 B 200686 2.72 10 25 3 61 4 B 327097
2.26 8 18 3 50 3 B 327067 273 10 25 3 61 4 B 327098
2.27 8 18 3 50 3 B 327068 2.74 10 25 3 61 4 B 327099
2.28 8 18 3 50 3 B 327069 2.75 10 25 3 61 4 B 200689
2.29 8 18 3 50 3 B 327070 2.76 10 25 8 61 4 B 327100
2.30 8 18 3 50 3 B 200698 271 10 25 3 61 4 B 327101
2.31 10 20 3 50 3 B 327071 2.78 10 25 3 61 4 B 327102
2.32 10 20 3 50 3 B 200702 279 10 25 3 61 4 B 327103
2.33 10 20 3 50 3 B 327072 2.80 10 25 3 61 4 B 200705
2.34 10 20 3 50 3 B 327073 2.81 10 25 3 61 4 B 327104
2.35 10 20 3 50 3 B 200697 2.82 10 25 3 61 4 B 327105
2.36 10 20 3 50 3 B 327074 2.83 10 25 3 61 4 B 327106
237 10 20 3 50 3 B 327075 234 10 25 3 61 4 B 327107

a



POLY 4007 - 4007-TC VAN
— =

HELICAL REAMERS, LEFT-HAND HELIX P16 > 0297

RIGHT-HAND CUTTING, IRREGULAR TEETH

Diywow L L D, L Z Ref CARBIDE Diwow L L Dg L Z Ref. CARBIDE
2.85 10 25 3 61 4 B 200699 3.32 10 - 3 70 6 A 321558
2.86 10 25 3 61 4 B 327108 3.33 10 - 3 70 6 A 321559
2.87 10 25 3 61 4 B 327109 3.34 10 - 3 70 6 A 321560
2.88 10 25 3 61 4 B 327110 3.35 10 - 3 70 6 A 321561
2.89 10 25 3 61 4 B 327111 3.36 10 - 3 70 6 A 321562
2.90 10 25 3 61 4 B 200700 3.37 10 - 3 70 6 A 321563
2.91 10 25 3 61 4 B 327112 3.38 10 - 3 70 6 A 321564
2.92 10 25 3 61 4 B 327113 3.39 10 - 3 70 6 A 321565
2.93 10 25 3 61 4 B 327114 3.40 10 - 3 70 6 A 321566
2.94 10 25 3 61 4 B 327115 34 10 3 70 6 A 321567
2.95 10 25 3 61 4 B 200701 3.42 10 - 3 70 6 A 321568
2.96 10 25 3 61 4 B 327116 3.43 10 3 70 6 A 321569
2.97 10 25 3 61 4 B 200747 3.44 10 3 70 6 A 321570
2.98 10 25 3 70 6 B 321524 3.45 10 3 70 6 A 321571
2.99 10 25 8 70 6 B 321525 3.46 10 3 70 6 A 321572
3.00 10 25 3 70 6 B 321526 3.47 10 3 70 6 A 321573
3.01 10 25 8 70 6 B 321527 3.48 10 3 70 6 A 321574
3.02 10 25 3 70 6 B 321528 349 10 3 70 6 A 321575
3.03 10 25 3 70 6 B 321529 3.50 10 3 70 6 A 321576
3.04 10 25 3 70 6 B 321530 3.51 10 3 70 6 A 321577
3.05 10 25 8 70 6 B 321531 3.52 10 8 70 6 A 321578
3.06 10 25 3 70 6 B 321532 3.53 10 3 70 6 A 321579
3.07 10 25 3 70 6 B 321533 3.54 10 3 70 6 A 321580
3.08 10 25 3 70 6 B 321534 3.55 10 3 70 6 A 321581
3.09 10 25 3 70 6 B 321535 3.56 10 3 70 6 A 321582
3.10 10 - 3 70 6 A 321536 3.57 10 3 70 6 A 321583
3.1 10 - 3 70 6 A 321537 3.58 10 - 3 70 6 A 321584
3.12 10 - 3 70 6 A 321538 3.59 10 - 3 70 6 A 321585
3.13 10 - 3 70 6 A 321539 3.60 10 - 3 70 6 A 321586
3.14 10 - 3 70 6 A 321540 3.61 10 - 3 70 6 A 321587
3.15 10 - 8 70 6 A 321541 3.62 10 - B8 70 6 A 321588
3.16 10 - 3 70 6 A 321542 3.63 10 - 3 70 6 A 321589
3.17 10 - 3 70 6 A 321543 3.64 10 - 3 70 6 A 321590
3.18 10 3 70 6 A 321544 3.65 10 - 3 70 6 A 321591
3.19 10 3 70 6 A 321545 3.66 10 - 3 70 6 A 321592
3.20 10 3 70 6 A 321546 3.67 10 - 3 70 6 A 321593
3.21 10 3 70 6 A 321547 3.68 10 - 3 70 6 A 321594
3.22 10 3 70 6 A 321548 3.69 10 3 70 6 A 321595
3.23 10 3 70 6 A 321549 3.70 10 3 70 6 A 321596
3.24 10 3 70 6 A 321550 37 10 3 70 6 A 321597
3.25 10 3 70 6 A 321551 3.72 10 3 70 6 A 321598
3.26 10 3 70 6 A 321552 3.73 10 3 70 6 A 321599
3.27 10 3 70 6 A 321553 3.74 10 3 70 6 A 321600
3.28 10 3 70 6 A 321554 3.75 10 3 70 6 A 321601
3.29 10 3 70 6 A 321555 3.76 10 3 70 6 A 321602
3.30 10 3 70 6 A 321556 3.77 10 3 70 6 A 321603
3.31 10 B 70 6 A 321557 3.78 10 3 70 6 A 321604

v



- POLY 4007 - 4007-TC

HELICAL REAMERS, LEFT-HAND HELIX
RIGHT-HAND CUTTING, IRREGULAR TEETH

D,yows Lt D, L Z Ref CARBIDE
3.79 10 3 70 6 A 321605
3.80 10 3 70 6 A 321606
3.81 10 3 70 6 A 321607
3.82 10 3 70 6 A 321608
3.83 10 3 70 6 A 321609
3.84 10 3 70 6 A 321610
3.85 10 3 70 6 A 321611
3.86 10 3 70 6 A 321612
3.87 10 3 70 6 A 321613
3.88 10 3 70 6 A 321614
3.89 10 3 70 6 A 321615
3.90 10 3 70 6 A 321616
391 10 3 70 6 A 321617
3.92 10 3 70 6 A 321618
3.93 10 3 70 6 A 321619
3.94 10 3 70 6 A 321620
3.95 10 3 70 6 A 321621
3.96 10 3 70 6 A 321622
3.97 10 3 70 6 A 321623
3.98 10 3 70 6 A 321624
3.99 10 3 70 6 A 321625
4.00 10 3 70 6 A 321626
4.01 10 3 70 6 A 321627
4.02 10 3 70 6 A 321628
4.03 10 3 70 6 A 321629
4.04 10 3 70 6 A 321630
4.05 10 3 70 6 A 321631
4.06 10 3 70 6 A 321632
4.07 10 & 70 6 A 321633
4.08 10 3 70 6 A 321634
4.09 10 3 70 6 A 321635
4.10 10 3 70 6 A 420564
an 10 8 70 6 A 420565
412 10 3 10 6 A 420566
413 10 3 70 6 A 420567
414 10 3 70 6 A 420568
415 10 3 10 6 A 420569
4.16 10 3 70 6 A 420570
4.17 10 3 70 6 A 420571
4.18 10 3 70 6 A 420572
4.19 10 3 70 6 A 420573
4.20 12 4 80 6 A 321646
421 12 4 80 6 A 321647
4.22 12 4 80 6 A 321648
4.23 12 4 80 6 A 321649
4.24 12 4 80 6 A 321650
4.25 12 4 80 6 A 321651

—
N
P.462 > 02.97
D, goos Ly Dys L Zz Ref. CARBIDE
4.26 12 4 80 6 A 321652
4.27 12 4 80 6 A 321653
4.28 12 4 80 6 A 321654
429 12 4 80 6 A 321655
4.30 12 4 80 6 A 321656
431 12 4 80 6 A 321657
432 12 4 80 6 A 321658
433 12 4 80 6 A 321659
4.34 12 4 80 6 A 321660
4.35 12 4 80 6 A 321661
4.36 12 4 80 6 A 321662
437 12 4 80 6 A 321663
4.38 12 4 80 6 A 321664
439 12 4 80 6 A 321665
4.40 12 4 80 6 A 321666
4.4 12 4 80 6 A 321667
4.42 12 4 80 6 A 321668
4.43 12 4 80 6 A 321669
4.44 12 4 80 6 A 321670
4.45 12 4 80 6 A 321671
4.46 12 4 80 6 A 321672
447 12 4 80 6 A 321673
448 12 4 80 6 A 321674
449 12 4 80 6 A 321675
450 12 4 80 6 A 321676
451 12 4 80 6 A 321677
452 12 4 80 6 A 321678
453 12 4 80 6 A 321679
454 12 4 80 6 A 321680
455 12 4 80 6 A 321681
4.56 12 4 80 6 A 321682
457 12 4 80 6 A 321683
458 12 4 80 6 A 321684
459 12 4 80 6 A 321685
4.60 12 4 80 6 A 321686
461 12 4 80 6 A 321687
4.62 12 4 80 6 A 321688
463 12 4 80 6 A 321689
4.64 12 4 80 6 A 321690
4.65 12 4 80 6 A 321691
4.66 12 4 80 6 A 321692
4.67 12 4 80 6 A 321693
4.68 12 4 80 6 A 321694
4.69 12 4 80 6 A 32169
4.70 12 4 80 6 A 321696
4.1 12 4 80 6 A 321697
472 12 4 80 6 A 321698



POLY 4007 - 4007-TC VAN
— =

HELICAL REAMERS, LEFT-HAND HELIX PI62 0297
RIGHT-HAND CUTTING, IRREGULAR TEETH
Diyows L, L D, L Z Ref. CARBIDE Dwws Lt L Dy L Z Ref. CARBIDE
473 12 = 4 80 6 A 321699 5.20 12 = 4 80 6 A 321746
474 12 - 4 80 6 A 321700 5.21 12 - 4 80 6 A 321747
475 12 - 4 80 6 A 321701 5.22 12 - 4 80 6 A 321748
4.76 12 4 80 6 A 321702 5.23 12 - 4 80 6 A 321749
477 12 - 4 80 6 A 321703 5.24 12 = 4 80 6 A 321750
478 12 4 80 6 A 321704 5.25 12 - 4 80 6 A 321751
479 12 4 80 6 A 321705 5.26 12 - 4 80 6 A 321752
4.80 12 4 80 6 A 321706 5.27 12 - 4 80 6 A 321753
481 12 4 80 6 A 321707 5.28 12 - 4 80 6 A 321754
4.82 12 4 80 6 A 321708 5.29 12 4 80 6 A 321755
483 12 4 80 6 A 321709 5.30 12 - 4 80 6 A 321756
4.84 12 4 80 6 A 321710 5.31 12 4 80 6 A 321757
4.85 12 4 80 6 A 321711 5.32 12 4 80 6 A 321758
4.86 12 4 80 6 A 321712 5.33 12 4 80 6 A 321759
4.87 12 4 80 6 A 321713 5.34 12 4 80 6 A 321760
488 12 4 80 6 A 32174 5.35 12 4 80 6 A 321761
489 12 4 80 6 A 321715 5.36 12 4 80 6 A 321762
490 12 4 80 6 A 321716 5.37 12 4 80 6 A 321763
4.91 12 4 80 6 A 321717 5.38 12 4 80 6 A 321764
4.92 12 4 80 6 A 321718 5.39 12 4 80 6 A 321765
493 12 = 4 80 6 A 321719 5.40 12 4 80 6 A 321766
494 12 - 4 80 6 A 321720 5.41 12 4 80 6 A 321767
4.95 12 - 4 80 6 A 321721 5.42 12 4 80 6 A 321768
4.96 12 - 4 80 6 A 321722 5.43 12 4 80 6 A 321769
497 12 - 4 80 6 A 321723 5.44 12 4 80 6 A 321770
498 12 - 4 80 6 A 321724 5.45 12 4 80 6 A 321171
499 12 - 4 80 6 A 321725 5.46 12 - 4 80 6 A 321772
5.00 12 - 4 80 6 A 321726 5.47 12 - 4 80 6 A 321773
5.01 12 - 4 80 6 A 321727 5.48 12 - 4 80 6 A 321774
5.02 12 - 4 80 6 A 321728 5.49 12 - 4 80 6 A 321775
5.03 12 = 4 80 6 A 321729 5.50 12 = 4 80 6 A 321776
5.04 12 4 80 6 A 321730 5.51 12 - 4 80 6 A 321777
5.05 12 4 80 6 A 321731 5.52 12 = 4 80 6 A 321778
5.06 12 4 80 6 A 321732 5.53 12 - 4 80 6 A 321779
5.07 12 4 80 6 A 321733 5.54 12 = 4 80 6 A 321780
5.08 12 4 80 6 A 321734 5.55 12 - 4 80 6 A 321781
5.09 12 4 80 6 A 321735 5.56 12 - 4 80 6 A 321782
5.10 12 4 80 6 A 321736 5.57 12 4 80 6 A 321783
5.11 12 4 80 6 A 321737 5.58 12 4 80 6 A 321784
5.12 12 4 80 6 A 321738 5.59 12 4 80 6 A 321785
5.13 12 4 80 6 A 321739 5.60 12 4 80 6 A 321786
5.14 12 4 80 6 A 321740 5.61 12 4 80 6 A 321787
5.15 12 4 80 6 A 321741 5.62 12 4 80 6 A 321788
5.16 12 4 80 6 A 321742 5.63 12 4 80 6 A 321789
5.17 12 4 80 6 A 321743 5.64 12 4 80 6 A 321790
5.18 12 4 80 6 A 321744 5.65 12 4 80 6 A 321791
5.19 12 - 4 80 6 A 321745 5.66 12 4 80 6 A 321792

v



POLY 4007 - 4007-TC T\
— =

HELICAL REAMERS, LEFT-HAND HELIX Pa62 > 0297
RIGHT-HAND CUTTING, IRREGULAR TEETH
D, guoos Ly L, Dps L Z  Ref. CARBIDE D ooz L L, D, L Z  Ref. CARBIDE
5.67 12 4 80 6 A 321793 6.14 12 4 80 6 A 321840
5.68 12 4 80 6 A 321794 6.15 12 4 80 6 A 321841
5.69 12 - 4 80 6 A 321795 6.16 12 4 80 6 A 321842
5.70 12 4 80 6 A 321796 6.17 12 4 80 6 A 321843
5.7 12 - 4 80 6 A 321797 6.18 12 4 80 6 A 321844
5.72 12 - 4 80 6 A 321798 6.19 12 4 80 6 A 321845
5.73 12 - 4 80 6 A 321799 6.20 16 6 101 6 A 342052
5.74 12 - 4 80 6 A 321800 6.30 16 6 101 6 A 342062
5.75 12 - 4 80 6 A 321801 6.40 16 6 101 6 A 342072
5.76 12 - 4 80 6 A 321802 6.50 16 6 101 6 A 342082
5.77 12 - 4 80 6 A 321803 6.51 16 6 101 6 A 342083
5.78 12 - 4 80 6 A 321804 6.52 16 6 101 6 A 342084
5.79 12 - 4 80 6 A 321805 6.60 16 - 6 101 6 A 342092
5.80 12 4 80 6 A 321806 6.70 16 - 6 101 6 A 342102
5.81 12 4 80 6 A 321807 6.80 16 - 6 101 6 A 342112
5.82 12 4 80 6 A 321808 6.90 16 - 6 101 6 A 342122
5.83 12 4 80 6 A 321809 7.00 16 - 6 101 6 A 342132
5.84 12 4 80 6 A 321810 7.01 16 - 6 101 6 A 342133
5.85 12 4 80 6 A 321811 1.02 16 - 6 101 6 A 342134
5.86 12 4 80 6 A 321812 7.10 16 - 6 101 6 A 342142
5.87 12 4 80 6 A 321813 7.20 16 - 6 101 6 A 342152
5.88 12 4 80 6 A 321814 7.30 16 - 6 101 6 A 342162
5.89 12 4 80 6 A 321815 7.40 16 - 6 101 6 A 342172
5.90 12 4 80 6 A 321816 7.50 16 6 101 6 A 342182
5.91 12 4 80 6 A 321817 7.51 16 6 101 6 A 342183
5.92 12 4 80 6 A 321818 7.52 16 6 101 6 A 342184
5.93 12 4 80 6 A 321819 7.60 16 6 101 6 A 342192
5.94 12 4 80 6 A 321820 1.10 16 6 101 6 A 342202
5.95 12 4 80 6 A 321821 1.80 16 6 101 6 A 342212
5.96 12 4 80 6 A 321822 7.90 16 6 101 6 A 342222
5.97 12 - 4 80 6 A 321823 7.98 16 6 101 6 A 342230
5.98 12 - 4 80 6 A 321824 7.99 16 6 101 6 A 342231
5.99 12 - 4 80 6 A 321825 8.00 16 6 101 6 A 342232
6.00 12 - 4 80 6 A 321826 8.01 16 6 101 6 A 342233
6.01 12 - 4 80 6 A 321827 8.02 16 6 101 6 A 342234
6.02 12 - 4 80 6 A 321828 8.10 16 6 101 6 A 420574
6.03 12 - 4 80 6 A 321829 8.20 16 8 117 6 A 420575
6.04 12 - 4 80 6 A 321830 8.30 16 8 17 6 A 420576
6.05 12 - 4 80 6 A 321831 8.40 16 - 8 117 6 A 420577
6.06 12 4 80 6 A 321832 8.50 16 8 17 6 A 420578
6.07 12 - 4 80 6 A 321833 8.51 16 - 8 117 6 A 420579
6.08 12 4 80 6 A 321834 8.52 16 - 8 17 6 A 420580
6.09 12 4 80 6 A 321835 8.70 16 - 8 17 6 A 420581
6.10 12 4 80 6 A 321836 8.90 16 - 8 117 6 A 420582
6.11 12 4 80 6 A 321837 9.00 16 = 8 117 6 A 420583
6.12 12 4 80 6 A 321838 9.01 16 - 8 17 6 A 420584
6.13 12 4 80 6 A 321839 9.02 16 - 8 17 6 A 420585



- POLY 4007 - 4007-TC

HELICAL REAMERS, LEFT-HAND HELIX
RIGHT-HAND CUTTING, IRREGULAR TEETH

P462  >02.97

D,yows L L, D, L Z  Ref CARBIDE
9.10 16 = 8 17 6 A 420586
9.50 16 8 "7 6 A 420587
9.70 16 = 8 17 6 A 420588
10.00 16 - 8 "7 6 A 420589
10.01 16 = 8 17 6 A 420590
10.02 16 - 8 "7 6 A 420591
10.03 16 = 8 17 6 A 420592
10.10 16 - 8 n7 6 A 420593
10.48 19 = 10 133 6 A 420594
10.49 19 - 10 133 6 A 420595
10.50 19 = 10 133 6 A 420596
10.51 19 - 10 133 6 A 420597
10.52 19 = 10 133 6 A 420598
10.60 19 10 133 6 A 420599
10.98 19 - 10 133 6 A 420600
10.99 19 10 133 6 A 420601
11.00 19 10 133 6 A 420602
11.01 19 10 133 6 A 420603
11.02 19 10 133 6 A 420604
11.48 19 10 133 6 A 420605
11.49 19 10 133 6 A 420606
11.50 19 10 133 6 A 420607
11.51 19 10 133 6 A 420608
11.52 19 10 133 6 A 420609
11.80 19 10 133 6 A 420610
11.98 19 10 133 6 A 420611
11.99 19 10 133 6 A 420612
12.00 19 10 133 6 A 420613
12.01 19 = 10 133 6 A 420614
12.02 19 10 133 6 A 420615

All @ with tolerance +2pm available
through our express-service

POLY 4007

&

POLY 4007-TC
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POLY 4008-FC VN
— =

N
HELICAL REAMERS, LEFT-HAND HELIX P462  >02.97
RIGHT-HAND CUT
= * Solid carbide reamers with left hand helix, right hand cut,
Ref. A 1 "l irregular theeth and coolant in the flutes developed for the
el Di ﬂ ; machining of through holes in all kind of materials.
Ly
8 L - * Forward chip removal facilitated by the left hand helix.
=) e The extra smooth POLYCUT coating improves tool life even
Ref. B T — ﬂ' ! at high temperatures in difficult to machine materials.
| L, [
- Ly e
[ L i Ogood @excellent
M x|

VDI 3323 1 10 n 12 13

ramentzisn © 1 O O O O O O O O O O O O OO0 0000 0 o0

4.1 14.2 143 14.4 15 16 17 18 19 20

Materials Wrought alumini o Cu+Pb Cu alloy Gold, i i Special alloy Titanium, titani )
ey roug alﬁ]smlmum Cast aluminium alloy alloy pr— Silver Graphite  Plastic ~ Wood Ni/Co lamu::h‘l/amum Mt sed] ] et
VDI 3323 21 22 23 24 25 26 21 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
i O O O O O O O O O © 00O OO o 0
Dnom. D, L L D, L Z Ref POLYCUT Dnom. D, L L D, L Z Ref POLYCUT
H7 +1.5pum H7 +1.5pm

250 (2507) 10 25 3 70 4 B 416681 403 (4.038) 10 3 70 4 A 416711
251  (2517) 10 25 3 70 4 B 416682 450 (4.508) 12 4 80 4 A 416712
252 (2521) 10 25 3 70 4 B 416683 497 (4978) 12 4 80 4 A 416713
253 (2537) 10 25 3 70 4 B 416684 498 (4.983) 12 4 80 4 A 416714
260 (2607) 10 25 3 70 4 B 416685 499 (4998 12 = 4 80 4 A 416715
270 (2707) 10 25 3 70 4 B 416686 500 (5.008) 12 4 80 4 A 416716
280 (2807) 10 25 3 70 4 B 416687 501 (5.018) 12 = 4 80 4 A 416717
290 (2907) 10 25 3 70 4 B 416688 502 (5.028) 12 - 4 80 4 A 416718
297  (2977) 10 25 3 70 4 B 416689 503 (5.038) 12 = 4 80 4 A 416719
298 (2987) 10 25 3 70 4 B 416690 550 (5.508) 12 - 4 80 4 A 416720
299 (2997) 10 25 3 70 4 B 416691 597 (5.978) 12 = 4 80 4 A 416721
3.00 (3007) 10 25 3 70 4 B 416692 598 (5.988) 12 - 4 80 4 A 416722
301 (3018) 10 25 3 70 4 B 416693 599 (5.998) 12 - 4 80 4 A 416723
302 (3028) 10 25 3 70 4 B 416694 6.00 (6.008) 12 - 4 80 4 A 416724
303 (3038 10 25 3 70 4 B 416695 6.01 (6.0200 12 - 4 80 4 A 416725
310 (3.108) 10 25 3 70 4 B 416696 6.02 (6.030) 12 - 4 80 4 A 416726
320 (3208) 10 = 3 70 4 A 416697 6.03 (6.040) 12 - 4 80 4 A 416727
330 (3308 10 - 3 70 4 A 416698 6.50 (6.510) 16 6 101 6 A 416728
340 (3408) 10 = 3 70 4 A 416699 6.97 (6.980) 16 = 6 101 6 A 416729
350 (3508 10 - 3 70 4 A 416700 6.98 (6.990) 16 6 101 6 A 416730
360 (3608 10 = 3 70 4 A 416701 6.99 (7.000) 16 6 101 6 A 416731
370 (3708) 10 - 3 70 4 A 416702 7.00 (7.010) 16 6 101 6 A 416732
380 (3.808) 10 - 3 70 4 A 416703 7.01 (7.020) 16 6 101 6 A 416733
390 (3908) 10 3 70 4 A 416704 7.02  (7.030) 16 6 101 6 A 416734
397 (3978) 10 3 70 4 A 416705 7.03 (7.040) 16 6 101 6 A 416735
398 (3983 10 3 70 4 A 416706 750 (7.510) 16 6 101 6 A 416736
399 (3998 10 3 70 4 A 416707 797 (7.980) 16 6 101 6 A 416737
400 (4008 10 3 70 4 A 416708 7.98 (7.990) 16 6 101 6 A 416738
401 (4018) 10 3 70 4 A 416709 7.99 (8.000) 16 6 101 6 A 416739
402 (4028) 10 3 70 4 A 416710 8.00 (8.010) 16 6 101 6 A 416740

Q



POLY 4008-FC VAN
— =

HELICAL REAMERS, LEFT-HAND HELIX P462  >0297

RIGHT-HAND CUT

Dnom. D, L D, L Z Ref. POLYCUT

H7
8.01 (8.020) 16 6 101 6 A 416741
8.02  (8.030) 16 6 101 6 A 416742
8.03  (8.040) 16 6 101 6 A 416743
8.50 (8.510) 16 8 17 6 A 416744
8.97 (8.980) 16 8 117 6 A 416745
8.98  (8.990) 16 8 17 6 A 416746
8.99 (9.000) 16 8 117 6 A 416747
9.00 (9.010) 16 8 17 6 A 416748
9.01 (9.020) 16 8 117 6 A 416749
9.02  (9.030) 16 8 "7 6 A 416750
9.03 (9.040) 16 8 17 6 A 416751
9.50 (9.510) 16 8 17 6 A 421557
9.97 (9.980) 16 8 17 6 A 416752
9.98 (9.990) 16 8 "7 6 A 416753
9.99  (10.000) 16 8 17 6 A 416754
10.00  (10.010) 16 8 "7 6 A 416755
10.01  (10.022) 16 8 17 6 A 416756
1002  (10.032) 16 8 "7 6 A 416757
10.03  (10.042) 16 8 17 6 A 416758
1050  (10.512) 19 10 133 6 A 416759
1097  (10.982) 19 10 133 6 A 416760
10.98  (10.992) 19 10 133 6 A 416761
10.99  (11.002) 19 10 133 6 A 416762
11.00 (11.012) 19 10 133 6 A 416763
11.01  (11.022) 19 10 133 6 A 416764
11.02  (11.032) 19 10 133 6 A 416765
11.03  (11.042) 19 10 133 6 A 416766
1150  (11.512) 19 10 133 6 A 416767
11.97  (11.982) 19 10 133 6 A 416768
11.98  (12.992) 19 10 133 6 A 416769
11.99  (12.002) 19 10 133 6 A 416770
1200 (12.012) 19 10 133 6 A 416771
1201 (12.022) 19 10 133 6 A 416772
1202 (12.032) 19 10 133 6 A 416773
1203  (12.042) 19 10 133 6 A 416774
maxi [y
E1.5um _——
Tol.
2/3 Tal.
mini L




POLY 4361 /Q\ ﬁ
B < &

EXPANSIBLE REAMERS P.464

e Expandable tipped reamers developed for the machining
of blind and through holes in all kind of materials.

! ! e The expansion system compensates the tool wear.
ﬁ =] ’ e CERMET improves tool life and surface finish in low-alloy steels.

[
I | ¢ TiAIN coating improves tool life in ferrous materials.
L,
lecat : =
| L - Ogood ©exce|lent

o M |
T — owsloodsn Wb alodsod Mo Mscmtesulensed - wor ity el
_ 1 ‘ 2 3 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ &) ‘ 10 ‘ 1" ‘ 12 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
sl 0 000 00 0000000000000 0O00O0
- CL;ITOSb g::‘f?cl:m gﬂllgr iy = oy cad Sp(;\‘cii;llce;lloy ﬂtaniu;rlll,ot‘iltanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
B 0 © 0 00 O 00 O ©00O0OOCOCOO

D nom. D, L, L, D, L z POLY CARBIDE  TAIN  CERMET
H7 +1.5pum

4361 61859 965576 963287
6.00 (6.006) 10 40 12 80 4 4361-TC 61883 341107 964213
4361-FC 326753 955517 955527
4361 63863 341096 341122
7.00 (7.007) 10 40 12 80 4 4361-TC 341082 341108 964215
4361-FC 977363 955518 955528

4361 61860 341097 61594

8.00 (8.007) 10 40 12 80 4 4361-TC 61884 958621 62263
4361-FC 966766 955519 955529
4361 954994 341098 341123

9.00 (9.007) 10 50 12 90 4 4361-TC 974647 341109 61671
4361-FC 969137 955520 955530
4361 61666 987470 971287

10.00 (10.007) 10 50 12 90 6 4361-TC 61885 985270 305651
4361-FC 970436 955521 955531
4361 953002 341099 341124
11.00 (11.009) 10 50 12 100 6 4361-TC 341083 341110 952860
4361-FC 341089 982623 957205
4361 61862 953717 956390

12.00 (12.009) 10 50 12 100 6 4361-TC 61886 957400 61823
4361-FC 961924 955522 955532
4361 953441 953899 341125
13.00 (13.009) 10 50 12 100 6 4361-TC 951466 62899 951704
4361-FC 956383 994806 341139
4361 61709 950932 341126

14.00 (14.009) 10 50 12 100 6 4361-TC 61045 957939 64881
4361-FC 965308 955523 955533

4361 952323 953408 66609

15.00 (15.009) 14 50 12 100 6 4361-TC 955048 341 62055
4361-FC 964856 341118 961253

4361 61863 953900 990911

16.00 (16.009) 14 50 16 110 6 4361-TC 61044 341112 60455

4361-FC 959763 955524 955534



POLY 4361 (Q /q
e < &

EXPANSIBLE REAMERS P4ga
D nom. D, L, L, D,, L z POLY  CARBIDE  TAIN  CERMET
H7 +15um

4361 67322 341100 341127

17.00 (17.009) 14 50 16 110 6 4361-TC 320133 308083 341132
4361-FC 341090 964572 959907

4361 61864 341101 965018

18.00 (18.009) 14 50 16 110 6 4361-TC 61887 341113 341133
4361-FC 964631 955525 955535

4361 971893 341102 341128

19.00 (19.010) 14 60 20 130 6 4361-TC 341084 341114 341134
4361-FC 341091 969769 985097

4361 61866 341103 965020

20.00 (20.010) 14 60 20 130 6 4361-TC 61888 65708 341135
4361-FC 965283 955526 955536

4361 959277 341104 341129

21.00 (21.010) 14 60 20 130 6 4361-TC 341085 341115 341136
4361-FC 983187 341119 959112

4361 61867 953901 965019

2200 (22.010) 14 60 20 130 6 4361-TC 341086 341116 34137
4361-FC 341093 959097 965586

4361 956588 953901 341105

2300 (23.010) 14 60 20 130 6 4361-TC 341087 341116 34117
4361-FC 341094 959097 341120

4361 61868 341106 341131

24.00 (24.010) 14 60 20 130 6 4361-TC 341088 968505 969504
4361-FC 341095 341121 962965

POLY 4361 POLY 4361-TC POLY 4361-FC

3l -0 Wl oo 3 o=

maxi

Tol. +1.5um :}_T

1/2 Tol.

mini l




POLY 4371 /Q\ ﬁ
B < &

EXPANSIBLE REAMERS P.464

e Expandable tipped reamers developed for the machining
of blind and through holes in all kind of materials.

e The expansion system compensates the tool wear.

CERMET improves tool life and surface finish in low-alloy steels.

®

I ¢ TiAIN coating improves tool life in ferrous materials.
L il
O good @ excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

‘2‘3‘ ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

1 4 5‘6 9
©000 0000000000000 00000O0
S

Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium f
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

D nom. D, L, L, D, L z POLY CARBIDE  TAIN  CERMET
H7 +1.5um

43N 61869 341156 341186

6.00 (6.006) 10 80 12 120 4 4371-TC 958107 965969 341204
4371-FC 976190 955537 955547

43N 950528 341157 341187

7.00 (7.007) 10 80 12 120 4 4311-TC 968331 341166 341205
4311-FC 956371 955538 955548

437 61870 341158 341188

8.00 (8.007) 10 80 12 120 4 43711-TC 34141 341167 967206
4371-FC 973938 955539 955549

43N 954860 341159 341189

9.00 (9.007) 10 0 12 130 4 4311-TC 950120 341168 341206
431-FC 976838 955540 955550

437N 61871 310374 341190

10.00 (10.007) 10 0 12 130 6 43711-TC 341142 341169 341207
4371-FC 962768 955541 955551

43N 972464 982208 341191

11.00 (11.009) 10 100 12 150 6 4311-TC 341143 341170 341208
431-FC 312249 959071 341221

437 61872 310375 341192

12.00 (12.009) 10 100 12 150 6 4371-TC 962624 34NN 341209
4371-FC 986143 955542 955552

43N 952545 341160 341193

13.00 (13.009) 10 100 12 150 6 4311-TC 341144 341172 341210
431-FC 972342 977697 341222

437 61873 310950 965516

14.00 (14.009) 10 100 12 150 6 4371-TC 341145 341173 341211
4371-FC 964796 955543 955553

43N 64404 304409 341194

15.00 (15.009) 14 100 12 150 6 4311-TC 341146 341174 341212
431-FC 965648 976749 341223

437 61874 964387 341195

16.00 (16.009) 14 100 16 160 6 4371-TC 977162 341175 341213

43711-FC 982330 955544 955554



POLY 4371 (Q /q
e < &

EXPANSIBLE REAMERS P464
D nom. D, L, L, D,, L z POLY  CARBIDE  TAIN  CERMET
H7 +15um

43N 960993 59895 3411%

17.00 (17.009) 14 100 16 160 6 4371-TC 341147 341176 341214
4371-FC 341152 341184 341224

43N 61875 310376 341197

18.00 (18.009) 14 100 16 160 6 43711-TC 961483 341177 341215
4371-FC 962767 955545 955555

43N 66588 341161 341198

19.00 (19.010) 14 120 20 190 6 4371-TC 319972 341178 320656
4371-FC 955676 967797 341225

43N 61876 341162 341199

20.00 (20.010) 14 120 20 190 6 4371-TC 400483 341179 341216
4371-FC 341153 955546 955556

43N 334784 341163 341200

21.00 (21.010) 14 120 20 190 6 4371-TC 341148 341180 341217
4371-FC 994332 310771 983957

43N 963583 964388 341201

2200 (22.010) 14 120 20 190 6 4371-TC 341149 341181 34218
4371-FC 341154 965966 341226

43N 963174 341164 341202

2300 (23.010) 14 120 20 190 6 4371-TC 341150 341182 341219
4371-FC 962757 310773 341227

43N 62827 341165 341203

24.00 (24.010) 14 120 20 190 6 4371-TC 341151 341183 341220
4371-FC 341155 341185 341228

POLY 4371 POLY 4371-TC POLY 4371-FC

38 v=o 3@ oo Mo

maxi T
+ 1.5 um m—
Tol. T
2/3 Tol.
mini l




POLY 4261 - 4264 — :
N4

SOLID REAMERS P.464

* Tipped solid reamers, short length, straight irregular flute,
for blind and through holes.

_T__ ! * Tools developed for boring all types of materials.
=2 ﬂﬁ ’ e CERMET improves tool life and surface finish in low-alloy steels.
| ‘ L 1 ¢ TiAIN coating improves tool life in ferrous materials.
el
=
- Ogood @excellent
M k|
=2 onslosinl  Wohslonasea M Astesensed g el e
Cwew T O I e A e T e R AR A R
— © 0000000000000 000O0
-Wrough;IIal:;minium Castaluminium alloy c:ﬁr;b g:Jﬂ?cu&\t/ gﬁl':r Graphite  Plastic  Wood SpeNcii;nCe:)uov ﬁtaniu:‘lll,ot‘i/tanium N ——
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘3335‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
= 0 0 0 00 000 0 ©00O0O0O0O0O0O0O0O0O0

DI L1 L2 Dh6 L Z CARBIDE TIAIN POLYCUT C-TOP CERMET
5.800 - 7.609 10 40 12 80 4 O | | | ] [ ]
7610-8.609 10 40 12 80 4 O [ | | ] [ ]
8.610-9.609 10 50 12 90 4 O [ | [ | ]
9610-10.609 10 50 12 0 6 O [ | [ | [ ]
10.610 - 14.609 10 50 12 100 6 O [ | [ | [ ]
14.610 - 15.609 14 50 12 100 6 O [ | [ | [ |
15.610 - 18.609 14 50 16 110 6 O [ | [ | [ ]
18.610-21.109 14 60 20 130 6 O [ | [ | [ |
21.110-25.109 14 60 20 130 6 (] [ | [ | [ ]
25.110-26.109 14 75 25 145 6 ] [ ] [ | [ |
26.110-28.109 18 75 25 145 6 (] | | | ] ]
28.110-33.109 18 75 25 145 6 O [ ] [ | [ |
33.110-45.109 18 75 25 145 6 O [ | | ] ]
45.110-65.109 18 90 32 160 8 O [ | | ] [ ]
65.110-90.109 18 90 32 160 10 Od [ | | ] ]
90.110 - 130.000 18 90 32 160 12 O [ ] [ ] [ ]

POLY 4261-TC POLY 4261-FC
POLY 4261
; e AN VAN
@9 @ O @ O
POLY 4264-FC g

L

POLY 4264 15 um E=
= = — Taol Y ‘1
el @ W=




POLY 4271 - 4274 A A
e TOOLS ON REQUEST
=

SOLID REAMERS P.464

 Tipped solid reamers, long length, straightirregular flute,
for blind and through holes.

’ ¢ CERMET improves tool life and surface finish in low-alloy steels.

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M k|

B | || sl v || oo | w | u|w uue|ue|w|w|w|n|n|u|al
sl 0 000 0000000000000 000O00 0
-Wroughat"aolsmmlum Cast aluminium alloy c:lrosb (é:lﬂilaclll:)l\t/ Sﬁlﬁllgr Graphite  Plastic ~ Wood Spt:\‘ciii/ilcaollov ﬂtaniu::l,nt‘i/tanium Hardened steel Hard cast iron

_ ‘ ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
-©\ 0 000000 0O \O\O\O\ © 0 0 0 OO0

DI L1 L2 Dh6 L Z CARBIDE TIAIN POLYCUT C-TOP CERMET
5.800 - 7.609 10 80 12 120 4 O | | | |
7.610-8.609 10 80 12 120 4 O [ | | | [ |
8.610-9.609 10 90 12 130 4 O [ | | | [ |
9.610 - 10.609 10 90 12 130 6 OdJ [ | [ | | ]
10.610 - 14.609 10 100 12 150 6 O [ | | | ]
14.610 - 15.609 14 100 12 150 6 Od [ | [ | | ]
15.610 - 18.609 14 100 16 160 6 O [ | | | ]
18.610-21.109 14 120 20 190 6 Od [ | [ | | ]
21.110- 25.109 14 120 20 190 6 O [ | | | ]
25.110- 26.109 14 150 25 220 6 Od [ | [ | [ |
26.110- 28.109 18 150 25 220 6 Od | | | |
28.110-33.109 18 150 25 220 6 Od [ | [ | [ |
33.110-45.109 18 150 25 220 6 O | | |
45.110-65.109 18 180 32 250 8 Od [ | | | [ |
65.110-90.109 18 180 32 250 10 O | | |
90.110 - 130.000 18 180 32 250 12 O [ ] [ ] [ ]

POLY 4271-TC POLY 4271-FC
POLY 4271
AN N
POLY 4274-FC i

POLY 4274 £15um r:|~T
4




|

POLY 4361 - 4364 P
@ TOOLS ON REQUEST
"

EXPANSIBLE REAMERS P.464

e Expandable tipped reamers developed for the machining
of blind and through holes in all kind of materials.

!
‘! P = | e The expansion system compensates the tool wear.
(=] =
, ﬂ g e CERMET improves tool life and surface finish in low-alloy steels.

' - . . . . .
L1 ‘ : * TiAIN coating improves tool life in ferrous materials.
L,
— -
L -— Ognod @excellent

m TS

" Martensitic Austenitic stainless steel grey nodular malleable

il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

O -

| | 0000000000000 o0
L s

Wrought aluminium - Cu+Pb Cu alloy Gold, . ; Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

o
o
o
o
o
o
o
o

21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41‘

©00000000O ©0O0O0COCOOO | | |

D, L, L, D, L Z CARBIDE TIAIN CERMET
5.80-760 10 4 12 4 m| |
761-860 10 40 12 80 4 | |
861-9560 10 50 12 90 4 a |
961-1060 10 50 12 %0 6 m] |
1061-1460 10 50 12 100 6 m| |
1461-1560 14 50 12 100 6 0 |
1561 - 1860 14 50 16 110 6 a |
1861-21.10 14 60 2 130 6 0 |

21.11-2510 14 60 2 130 6 a |

2511-28.10 18 75 % 145 6 0 u

28.11-45.00 18 1 % 145 6 a |

45,00-55.00 18 90 2 160 8 a |
POLY 4361-TC POLY 4361-FC

POLY 4364 POLY 4364-FC

=z —_——

maxi

+ 1.5 um
Tal 7

2/3 Tol,

mini L




POLY 4371 - 4374 o TOOLS ON REQUEST
— @29

EXPANSIBLE REAMERS P.464

¢ Expandable tipped reamers developed for the machining
of blind and through holes in all kind of materials.

! — ¢ The expansion system compensates the tool wear.
= =
i | ¢ CERMET improves tool life and surface finish in low-alloy steels.
il ¢ TiAIN coating improves tool life in ferrous materials.
Ly
L -
O good © excellent
M |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron

1 ‘7‘8‘9
© 000 0000000000000 00O0O0O0O0

‘2‘3‘4‘5‘6 ‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©00000000O ©0O0O0COOCOO | | |

D, L, L, D, L Z CARBIDE TIAIN CERMET

580-7.60 10 80 12 120 4 ] |
761-860 10 80 12 120 4 d |
861-960 10 0 12 130 4 O |
961-1060 10 90 12 130 6 d |
1061 - 14.60 10 100 12 150 6 ] |
14.61-15.60 14 100 12 150 6 d |
15.61-18.60 14 100 16 160 6 ] |
1861-21.10 14 120 20 190 6 d |
21.11-25.10 14 120 20 190 6 O |
2511-28.10 18 150 25 220 6 d |
28.11-45.00 18 150 25 220 6 ] |
45.00 - 55.00 18 180 32 250 8 d |

POLY 4371-TC POLY 4371-FC

POLY 4374 POLY 4374-FC

— g

maxi
+ 1.5 um
7o 1
2/3Tol.
|
mini 1




DIXI 2577 /Q\ ﬁ
B < &

BORING AND CHAMFERING TOOLS P.464

e Micro boring and chamfering tools developed for boring,
0.03 bevelling and counter-bevelling of small turned parts.

e Geometry adapted to NIHS 06-10 threads (DIN 14, IS0 1501).

R
b

D

/
2-—
=

e The use of DIXI 2764 holders is recommended.

L N \ =
550
- Ognod ©exce|lent
m x|
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘(teZ:ssT:el Ausm&m‘;ﬁ&?':;? Sk caiﬁron ::;l;:_z; Tglslte;g!f
‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
©0000000000000000O00O0O0O0 o0

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 32 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

D, L, D, h H D,, L for... CARBIDE
0.26 0.84 0.14 0.06 0.20 3 46 S0.30 968880
0.35 1.04 0.21 0.07 0.28 3 46 S040 969086
044 1.35 0.28 0.08 0.36 3 46 S 050 969087
053 1.66 0.33 0.10 043 3 46 S0.60 969088
0.66 204 0.36 0.15 051 3 46 S0.70 969089
0.75 2.30 043 0.16 0.59 3 46 S0.80 969090
0.86 272 0.46 0.20 0.66 3 46 S0.90 969091

Blind hole reaming Through hole reaming Chamfering

R, O,

Tools holder p. 467



DIXI 2567 /Q\ ﬁ
e @ oD

BORING AND CHAMFERING TOOLS P.464

e Micro boring and chamfering tools developed for boring and

\47° counter-bevelling of small turned parts.
|_.._’“1.§_.._ ] ¢ The use of DIXI 2764 holders is recommended.
| =
LIl
L |
1
Ogood @excellent
M k]
Unalloyed steel Low alloyed steel High alloyed steel stzli:'IZ:ssT:el Auste(nDitliJ(;itEe;r/lI:;?steel caiﬁron ::;l;:_z; Tglslte;g!f
‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
© 0000000000000 000O0O0O0O0O0

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©0 0000000 ©00O0O00O0COO | |

D, L, h H D,, L CARBIDE
020 o 004 016 3 4 podads
030 o 006 024 3 4 ol
040 o 008 032 3 46 polada
050 oo 010 040 3 46 podacy
060 oo 012 048 3 46 podbon
070 o 014 056 3 46 podhes
080 o 016 064 3 46 ol
090 oo 018 072 3 46 podhos
100 e 020 080 3 46 podhen
Blind hole reaming Through hole reaming Chamfering
P S
W Vv
%

Tools holder p. 467



DIXI 2578 /Q\ ﬁ
e @ oD

BORING TOOLS P464

e Micro boring tools developed for boring and internal
straightening of small turned parts.

* Reinforced geometry for a longer tool life.

e The use of DIXI 2764 holders is recommended.

Oguod @ excellent
M k]

Martensitic Austenitic stainless steel grey nodular malleable

ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 6 ‘ 7 ‘ ‘ ‘ ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘
00 \ ©0000000000000 0
WfOUgh;"aOI;minium el C‘;ﬁf;b g:lﬂflll?l\t’ gsgr Graphite  Plastic ~ Wood Spi‘cii?lczzllov ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©00000000O ©0O0O0COCOOO | | |

D, L, Dy L CARBIDE
060 997948
0.30 0.90 3 46 997949
120 997950
0.80 997951
040 120 3 46 997952
1.60 997953
1.00 997954
050 150 3 46 997955
200 997956
120 997957
0.60 1.80 3 46 997958
240 997959
140 997960
0.70 210 3 46 997961
280 997962
1.60 997963
0.80 240 3 46 997964
360 997965
1.80 997966
0.90 270 3 46 997967
360 997968
200 997969
1.00 300 3 46 997970
400 997971



DIXI 2579 /Q\ /%
B < &

BORING TOOLS P464
¢ Boring tools developed for boring and internal facing of turned
parts.
1 ¢ Reinforced geometry for a longer tool life.
o #’ — i
I o
L
e —
L
— —
O good @ excellent
Materials " Martensitic Austenitic stainless steel grey nodular malleable
description oyt iz ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

e O O O O O O O O O O O O O OO0 O0O0O0 OO0 0 0
. ...~ | s |

Materials Wrought aluminium - Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium q
description alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 21 28 - 29 30 31 32 33-35 36 37 38 39 40 4

ramenisis. O O O O O O O O O © O O O O o 0

D, L, D, L CARBIDE
0.60 3 4 25 53197
0.80 4 4 25 53198
1.00 5 4 25 53199
1.20 6 4 25 53200
150 8 4 2 53201
1.80 9 4 32 53202
200 10 4 2 53203
250 12 4 32 53204
300 15 4 2 53205

- POLY 2764

BORING TOOLS HOLDER

i 5 DIXI 2577 and DIXI 2578 micro boring tools on sliding head

11
v * q l < turning machines.

! e Boring tool holders developed for the assembly of DIXI 2567,
|

S D, L c Art
1x1 3 146 7 305008
8x8 3 146 8 305009

10 x10 3 150 10 305010




- DIXI 2580 @

BORING TOOLS P464
BLIND HOLE

¢ Boring tools developed for the boring of blind and through holes.

e Used in a fixed position by turning or assembled on fine boring
heads.
Ogood ©exce|lent
M |
Lowaloyionl  Hohalowdsosl JMSE  Auitcssomssu gw s
‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
© 0000000000000 0O00 0

Wrought aluminium

L Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium
alloy

Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron

D, L, . L CARBIDE D, L, D, L CARBIDE
050 3 4 2% 36091 1000 45 65 804
080 4 4 2% 36092 12.00 54 8 70 805
1.00 4 4 2% 33855 1300 54 78 5603
120 6 4 2% 33856
150 7 4 28 33857 300 17 10 15 792
170 7 4 28 33858 400 21 10 19 793
200 9 4 30 33859 5,00 2 10 50 806
220 9 4 30 33860 600 2% 10 54 807
250 12 4 B 33861 700 28 10 56 808
300 14 4 35 33862 900 2 10 65 809
350 14 4 35 33863 1000 2 10 65 810
4,00 17 4 38 33864 12.00 45 10 70 811
500 px 4 8 794 1300 55 10 80 812
15.00 75 10 100 813
200 9 6 8 33865 18.00 75 10 100 814
250 12 6 40 33866
300 14 6 17 33867 800 30 12 70 815
400 17 6 45 33868 10.00 40 12 80 816
500 2 6 52 795 1300 60 12 90 817
600 2% 6 52 796 15.00 70 12 100 818
7.00 30 6 52 797 18.00 70 12 100 819
800 2 6 52 798
1000 4 6 60 800 1300 60 16 115 820
15.00 60 16 115 821
300 17 8 47 790 18.00 75 16 115 822
400 21 8 51 791 2000 75 16 115 824
500 2 8 52 801
6.00 2% 8 5 802
7.00 28 8 60 803



DIX] 2581 VAN
— )
N

BORING TOOLS Pa64
THROUGH HOLE

* Boring tools developed for the boring of through holes.

e Used in a fixed position by turning or assembled on fine boring
heads.
O good © excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
ey o) il e oy il stainless steel (DUPLEX/PH) castiron castiron castiron

‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘

7 8‘9
0000000000000 000O0

Wrought aluminium

L Cu+Pb Cu alloy Gold, Graphite Plastic  Wood Special alloy Titanium, titanium
alloy

Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron

D, L, D L CARBIDE D, L, Dps L CARBIDE
050 3 4 25 36093 9.00 45 8 65 755
0.80 4 4 25 36094 11.00 54 8 70 756
1.00 4 4 25 33869
120 6 4 25 33870 3.00 17 10 45 742
1.50 7 4 28 33871 400 21 10 49 743
1.70 7 4 28 33872 5.00 22 10 50 751
200 9 4 30 33873 6.00 25 10 54 758
220 9 4 30 33874 7.00 28 10 56 759
250 12 4 3 33875 9.00 32 10 65 760
3.00 14 4 35 33876 10.00 32 10 65 761
350 14 4 35 33877 12.00 45 10 70 762
400 17 4 38 33878 13.00 55 10 80 763
5.00 2 4 38 745 15.00 75 10 100 764

18.00 75 10 100 765
200 9 6 38 33879
250 12 6 40 33880 8.00 30 12 70 766
300 14 6 42 33881 10.00 40 12 80 767
400 17 6 45 33882 13.00 60 12 0 768
5.00 2 6 52 746 15.00 70 12 100 769
6.00 2 6 52 747 18.00 70 12 100 770
8.00 2 6 52 749 20.00 80 12 110 825
10.00 40 6 60 751

13.00 60 16 115 m
300 17 8 4 740 15.00 60 16 115 172
400 21 8 51 741 18.00 75 16 115 773
5.00 2 8 52 752
6.00 25 8 55 753
7.00 2 8 60 754



TOOLS ON REQUEST
POLY 4001 SP

Z=

Quantity

Dimension and tolerance
of the hole to be machined

Material to he machined

POLY 4007 SP

Z=

Quantity

Dimension and tolerance
of the hole to bhe machined

Material to be machined

POLY 4005 SP

=

Quantity

Dimension and tolerance
of the hole to he machined

Material to be machined

Ok=d 0]
b R
L]
[=

A

Y

!

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



TOOLS ON REQUEST

REAMERS WITH INSERTS

Quantity

Dimension and tolerance
of the hole to be machined

Material to be machined

[] Expansible
] Solid

Material to he machined

] CARBIDE

Cooling

[] CARBIDE + TiAIN

] CERMET

i W
L
1
D1
# A
A
| . 1
1 7
1
D, Expansion
580-9.60 +10°=D1+0.0025
9.61-21.10 +10°=D1 + 0.0035
21.11-51.10 +10° = D1 + 0.0050

[] Other:

Q@O0 00 00

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM
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POLY 4001 - 4005 - 4007

?:/32:3 Ve [mymin]
Unalloyed steel, leaded steel 1-5 n 30
Low alloyed steel <800 N/mm? 6-9 [rpm] 25
I-:tgtl]n IaeI Isosysst:eee(i If: r?.qom'\;/;tner?:' s 2
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 20
Grey castiron < 250 HB 15-16 30
Ductile, malleable, nodular cast iron > 250 HB 17-20 25
Wrought aluminium alloy < 12% Si 21-22 50
Cast aluminium alloy >12% Si 23-25 40
Copper alloy good machinability with Pb 26 40
Copper alloy with difficult machinability 27-28 . 40
Plastics, wood 29-30 [mm/rev] 40
Gold, silver - 30
Refractory alloy, Fe, Ni, Co base 31-35 - 10
Titanium, titanium alloy 36-37 15
. POLY 4008
o Velmimin]
Unalloyed steel, leaded steel i=1 n 120
Low alloyed steel <800 N/mm? 6-9 [rprm] 120
I-s“tg?n IaeI Isosys?[:eee‘i Ier?.qom'\;/:e?? Wl 30
Austenitic stainless steel < 700 N/mm? 14.1-14.2 40
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 30
Grey castiron < 250 HB 15-16 120
Ductile, malleable, nodular castiron > 250 HB 17-20 120
Wrought aluminium alloy < 12% Si 21-22 180
Cast aluminium alloy >12% Si 23-25 160
Copper alloy good machinability with Pb 26 180
Copper alloy with difficult machinability 27-28 ¢ 180
Plastics, wood 29-30 [mm/rev] 100
Gold, silver - 160
Refractory alloy, Fe, Ni, Co base 31-35 - 15
Titanium, titanium alloy 36-37 15




Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

Feed per tooth
@D, @D, @D, gD, gD, gD, @D,
0.40-0.80 0.80-1.20 1.20 - 2.50 250-4.20 4.20-6.20 6.20 - 8.00 8.00-12.00
f(rpm) ijnr?];;lll. f(rpm) Rifnnr;?ll. f(rpm) R(?fnn;—]z)all. f(rpm) Re(fnn;—]z)all. f(rpm) Re(?nn;—]z)all. f(rpm) Re(zr{;i)all. f(rpm) Rz?z:rl];';)ll.
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.18-0.25 0.2 0.25-0.30 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.18-0.25 0.2 0.25-0.30 0.2
0.01-0.02 0.05 0.02-0.03 0.05 0.04-0.05 0.05 0.08-0.10 0.1 0.08-0.10 0.1 0.08-0.10 0.2 0.08-0.10 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.18-0.25 0.2 0.18-0.25 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.15-0.20 0.2 0.15-0.20 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.18-0.25 0.2 0.25-0.30 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.1 0.15-0.20 0.1 0.18-0.25 0.2 0.25-0.30 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.1 0.25-0.30 0.2 0.30-0.40 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.1 0.25-0.30 0.2 0.30-0.40 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.1 0.25-0.30 0.2 0.30-0.40 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.1 0.25-0.30 0.2 0.30-0.40 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.15 0.25-0.30 0.2 0.30-0.40 0.2
0.03-0.04 0.05 0.04-0.06 0.05 0.06-0.08 0.1 0.10-0.15 0.1 0.20-0.25 0.1 0.25-0.30 0.2 0.30-0.40 0.2
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.05 0.08-0.10 0.1 0.10-0.12 0.1 0.12-0.015 0.15
0.02-0.03 0.05 0.03-0.04 0.05 0.05-0.06 0.05 0.08-0.10 0.05 0.08-0.10 0.1 0.10-0.12 0.1 0.12-0.15 0.15
@D, gD, @D, @D,
2.50-4.20 4.20 - 6.20 6.20 - 8.00 8.00 - 12.00
£ (rom) Re(;mn;)all. £ (rpm) Re(z:nmn-];lll. £ (rpm) Re(a:nn:r;;lll. £ (rpm) Re(?nmn;;dll.
0.200 - 0.300 0.1 0.300 - 0.400 0.1 0.500 - 0.600 0.2 0.600 - 0.800 0.2
0.200 - 0.300 0.1 0.300 - 0.400 0.1 0.500 - 0.600 0.2 0.600 - 0.800 0.2
0.120 - 0.150 0.1 0.150 - 0.200 0.1 0.200 - 0.250 0.2 0.250 - 0.300 0.2
0.100 - 0.150 0.1 0.150 - 0.200 0.1 0.300 - 0.400 0.2 0.400 - 0.500 0.2
0.100 - 0.150 0.1 0.150 - 0.200 0.1 0.300 - 0.400 0.2 0.400 - 0.500 0.2
0.250 - 0.300 0.1 0.300 - 0.400 0.1 0.500 - 0.600 0.2 0.600 - 0.800 0.2
0.250 - 0.300 0.1 0.300 - 0.400 0.1 0.500 - 0.600 0.2 0.600 - 0.800 0.2
0.300 - 0.400 0.1 0.500 - 0.600 0.1 0.800 - 1.000 0.2 1.000 - 1.200 0.2
0.300 - 0.400 0.1 0.500 - 0.600 0.1 0.800 - 1.000 0.2 1.000 - 1.200 0.2
0.300 - 0.400 0.1 0.500 - 0.600 0.1 0.800 - 1.000 0.2 1.000 - 1.200 0.2
0.300 - 0.400 0.1 0.500 - 0.600 0.1 0.800 - 1.000 0.2 1.000 - 1.200 0.2
0.200 - 0.300 0.1 0.300 - 0.400 0.15 0.600 - 0.800 0.2 0.800 - 1.000 0.2
0.300 - 0.400 0.1 0.500 - 0.600 0.1 0.800 - 1.000 0.2 1.000 - 1.200 0.2
0.080 - 0.100 0.05 0.100 - 0.120 0.1 0.150 - 0.200 0.1 0.150 - 0.200 0.15
0.080 - 0.100 0.05 0.100 - 0.120 0.1 0.150 - 0.200 0.1 0.150 - 0.200 0.15




POLY 4261-4264-4271-4274-4361-4364-4371-4374

|

VDI HM HM CERMET
3323 Ve [mymin] COAHN.G Ve [mymin]
Ve [mymin]
Unalloyed steel, leaded steel 1-5 50 120 140
Low alloyed steel <800 N/mm? 6-9 [r:m] 40 120 140
e 10-13 | » »
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 40
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-14.4 20 30
Grey castiron <250 HB 15-16 50 120 120
Ductile, malleable, nodular cast iron > 250 HB 17-20 50 120 120
Wrought aluminium alloy < 12% Si 21-22 70 180
Cast aluminium alloy >12% Si 23-25 60 160
Copper alloy good machinability with Pb 26 f 60 180
Copper alloy with difficult machinability 27-28 [mm/rev] 60 180
Plastics, wood 29-30 60 100
Gold, silver - - 50 160
Refractory alloy, Fe, Ni, Co base 31-35 15 15
Titanium, titanium alloy 36-37 15 15
DIXI 2567 - 2577 - 2578 - 2579 - 2580 - 2581
VDI Fixed tools Tuming tools
3323 Ve [mymin] Ve [mymin]
Unalloyed steel, leaded steel =5 100 - 150 70-110
Low alloyed steel <800 N/mm? 6-9 70-120 50 - 80
Austenitic stainless steel < 700 N/mm? 14.1-14.2 50 - 80 40 - 60
" Nickel-free stainless steel/DUPLEX >700 N/mm? 14.3-144 30-70 20-50
Grey castiron < 250 HB 15-16 60 - 150 40-110
Ductile, malleable, nodular castiron > 250 HB 17-20 30-90 20 - 60
Wrought aluminium alloy < 12% Si 21-22 200 - 400 140 - 280
Cast aluminium alloy >12% Si 23-25 180 - 350 130 - 250
Copper alloy good machinability with Pb 26 150 - 250 110 - 180
Copper alloy with difficult machinability 27-28 120 - 160 80-110
Plastics, wood 29-30 200 - 300 140 - 210
Gold, silver - 150 - 250 110 - 180
Refractory alloy, Fe, Ni, Co base 31-35 10- 20 10-10
Titanium, titanium alloy 36-37 15-40 10-30




Feed per tooth

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !

@D, oD, @D, @D, oD, @D,
5.80 - 9.609 9.610 - 18.609 18.610 - 23.109 23.110 - 31.109 31.110 - 45.109 45.110-70.00
f(rpm) Ri?nrrrlr-];lll. f(rpm) RE;?nn:r-l?ll. f(rpm) Ri?nn:r;?ll. f(rpm) Ri?nn:r-];lll. f(rpm) RE;;n:r-l?ll. f(rpm) Re(:::r;?ll.
0.40-0.50 0.2 0.60- 0.80 0.2 0.60 - 0.80 0.2 0.60-0.80 0.2 0.80-1.00 0.3 0.80-1.00 0.3
0.40-0.50 0.2 0.60 - 0.80 0.2 0.60 - 0.80 0.2 0.60 - 0.80 0.2 0.80-1.00 0.3 0.80-1.00 0.3
0.20-0.25 0.2 0.25-0.30 0.2 0.25-0.30 0.2 0.25-0.30 0.2 0.25-0.30 0.3 0.35-0.40 0.3
0.20-0.30 0.2 0.30-0.40 0.2 0.30-0.40 0.2 0.40-0.50 0.2 0.40-0.50 0.3 0.50 - 0.60 0.3
0.20-0.30 0.2 0.30-0.40 0.2 0.30-0.40 0.2 0.40- 0.50 0.2 0.40 - 0.50 0.3 0.50 - 0.60 0.3
0.40- 0.50 0.2 0.60 - 0.80 0.2 0.60 - 0.80 0.2 0.80-1.00 0.2 0.80 - 1.00 0.3 1.00-1.20 0.3
0.40- 0.50 0.2 0.60 - 0.80 0.2 0.60 - 0.80 0.2 0.80-1.00 0.2 0.80- 1.00 0.3 1.00-1.20 0.3
0.60- 0.80 0.2 1.00- 1.20 0.2 1.00-1.20 0.2 1.00- 1.20 0.3 1.00 - 1.20 0.3 1.20- 1.40 0.3
0.60-0.80 0.2 1.00-1.20 0.2 1.00-1.20 0.2 1.00-1.20 0.3 1.00-1.20 0.3 1.20- 1.40 0.3
0.60-0.80 0.2 1.00-1.20 0.2 1.00-1.20 0.2 1.00-1.20 0.3 1.00-1.20 0.3 1.20 - 1.40 0.3
0.60 - 0.80 0.2 1.00-1.20 0.2 1.00-1.20 0.2 1.00-1.20 0.3 1.00-1.20 0.3 1.20- 1.40 0.3
0.40 - 0.60 0.2 0.80-1.00 0.2 0.80-1.00 0.2 0.80- 1.00 0.3 0.80-1.00 0.3 1.00-1.20 0.3
0.60-0.80 0.2 1.00-1.20 0.2 1.00-1.20 0.2 1.00-1.20 0.3 1.00-1.20 0.3 1.20- 1.40 0.3
0.15-0.20 0.1 0.15-0.20 0.15 0.20-0.25 0.15 0.20-0.25 0.2 0.20-0.25 0.2 0.25-0.30 0.2
0.15-0.20 0.1 0.15-0.20 0.15 0.20-0.25 0.15 0.20-0.25 0.2 0.20-0.25 0.2 0.25-0.30 0.2
Feed per tooth
@D, @D, gD, @D, @D, gD, a0,
0.20- 0.50 0.50-0.80 | 08.00-1.00 1.00 - 3.00 3.00-6.00 | 6.00-10.00 | 10.00 -20.00
0.002-0.005 | 0.005-0.008 | 0.008-0.010 | 0.010-0.030 | 0.024-0.049 | 0.036-0.060 | 0.040-0.080
0.002-0.005 | 0.004-0.007 | 0.007-0.009 | 0.09-0.027 | 0.27-0.053 | 0.054-0.060 | 0.030-0.070
0.002-0.004 | 0.004-0.006 | 0.06-0.008 | 0.08-0.024 | 0.024-0047 | 0.048-0.050 | 0.030-0.070
0.001-0.004 | 0.004-0.006 | 0.006-0.007 | 0.07-0.022 | 0.022-0.044 | 0.044-0.050 | 0.030-0.060
0.001-0.003 | 0.003-0.005 | 0.005-0.006 | 0.06-0.018 | 0.018-0.035 | 0.036-0.040 | 0.020-0.050
0.003-0.008 | 0.007-0.012 | 0.012-0.015 | 0.015-0.044 | 0.044-0.089 | 0.088-0.090 | 0.060-0.120
0.002-0.006 | 0.006-0.009 | 0.009-0.012 | 0.012-0.035 | 0.035-0.071 0.070-0.070 | 0.050-0.100
0.004 - 0.011 0.011-0.017 | 0.017-0.022 | 0.022-0.065 | 0.065-0.130 | 0.130-0.140 | 0.080-0.180
0.004-0.010 | 0.010-0.016 | 0.016-0.020 | 0.020-0.059 | 0.059-0.118 | 0.118-0.120 | 0.080-0.170
0.004-0.010 | 0.010-0.016 | 0.016-0.020 | 0.020-0.059 | 0.59-0.118 | 0.118-0.120 | 0.080-0.170
0.002-0.006 | 0.006-0.010 | 0.010-0.012 | 0.012-0.037 | 0.037-0.074 | 0.074-0.080 | 0.050-0.100
0.004 - 0.011 0.011-0.017 | 0.017-0.022 | 0.022-0.065 | 0.065-0.130 | 0.130-0,140 | 0.080-0.180
0.004-0.010 | 0.010-0.016 | 0.016-0.020 | 0.020-0.059 | 0.059-0.118 | 0.118-0.120 | 0.080-0.170
0.001-0.003 | 0.002-0.004 | 0.004-0.005 | 0.005-0.015 | 0.015-0.030 | 0.030-0.030 | 0.020 - 0.040
0.002-0.006 | 0.006-0.009 | 0.009-0.012 | 0.012-0.035 | 0.035-0.071 0.070-0.070 | 0.050-0.100






SELECTION OF DIAMOND TOOLS

MILLING CUTTERS

ENGRAVING TOOLS

CHAMFERING TOOLS

FACE MILLING CUTTERS

TURNING TOOLS

DIADIX WHEEL DRESSERS

TOOLS ON REQUEST

CUTTING CONDITIONS




SELECTION OF DIAMOND TOOLS

Vv = item from stock

=] S <
o QO (]
Z Page o ] *
MILLING CUTTERS
DIXI 70600 PCD % : 174 @ v
00.50 - 610.00 @
DIXI 70630 PCD @
©3.00 - 912.00 E 1 475 @ v
DIXI 70600 DIA @
@3.00 - ©6.00 % 1 416 @ v
DIXI 72310 DIA i . @
©0.40 - 32.00 - 1 ar @ v
@6.00 - 12.00 1 418 @ @ v
DIXI 72420-SH @
01.00 - 020,00 i I @ @ v v
R
DIXI 70520-SH / @
= R e R
DIXI 70320-SH PCD ? -2 81 @ v
@2.00 - ©20.00 .| @
DIXI 70320 DIA @
32,00 - 810.00 % 1 482 v
DIXI 70330 DIA i : 183 @ %
©0.40 - @150 .l




- 1-5 | 6-9 | 10-13 | 141-144 | 15-20 | 21-2 | 23-25 | 26-28 | 29-30 | | 3135 36-37 38-41
( Y Y N
Unalloved Low High Aust. ) Wrought | Castiron || Cu alloy Plastlg Silver Super | Titanium, H:{:;ngd
St ‘1 alloyed alloyed | stainless | Castiron | aluminium Jaluminium |l Bronze Compo§|te Gold alloy Titanium castiron
ee steel steel steel alloy (Si) Brass Graphite Ni/Co alloy
ood > 45 HRC
. I\, I\ J

O

* Plastic only

O good

@ excellent

e | 469




SELECTION OF DIAMOND TOOLS

v =item from stock

[am] [am] < =
(&) = = o
o (8] [} (6]
Z | Page () | 2 2 A
ENGRAVING TOOLS
DIX1 70170 PCD a B B @@
00.10 - 60.20 ;9 1 484 v
DIXITOOT0PCD \ @@
00.05 - 00.20 3o 1] 48 v
DIXI 70170 DIA L. | ass @ Y
00.05 - 80.10 —_— +9
CHAMFERING TOOLS
A (K3
DIXI 76230 DIA I . @
00.10 - 60.30 % \ ,-90 1 487 v
DIXI 76231 DIA a w | 1 | 488 @ ..% v
FACE MILLING CUTTERS
DIXI 81000 @
040 - 0125 . 2 489 v
DIXI 82000 @
018 - 030 * 2. a9 v
e 2 v v
wer G W 0%




- 1-5 6-9 | 10-13 | 141-14.4 | 15-20 | 21-22 | 23-25 | 26-28 29-30 - | 31-35 36-37 | 38-41
( Y Y )
Low High Aust. Wrought | Castiron || Cualloy || Plastic Super || Titanium, Hardened
Unalloyed ) Casti - . Composite ||  Silver ) steel &
Steel alloyed alloyed | stainless astiron M aluminium Jaluminium || Bronze Granhit Gold alloy Titanium castiron
- raphite
steel steel steel alloy (Si) Brass Wood Ni/Co alloy 5 45 HRC
. I\, I\ J

©O 0 0 0|0

©O 0 0 0|0

|| | | o] jojolol | |

O good @ excellent

g | 471




SELECTION OF DIAMOND TOOLS

v =item from stock

[am] [am] < =
(&b ] > _ [ala]
Page - ‘: : 2
TURNING TOOLS ®
DIXI 26420 w 494 v v v v
=R
{
DIXI 26500 AV Fos 496 N'% v/
DIXI 26500 AR [ [ 496 & v
==
DIXI 26500 TR . 496
@. ; ST
DIXI 26500 FT e 496 oN REQY
DIADIX WHEEL DRESSERS
DIXI 1973 - 500
DIXI 1978 ‘ 500 v v




10-13
7 A" )
Low High
Un;tllo\qed alloyed | alloyed
ee steel steel
" J\ J

M
14.1-14.4

Aust.
stainless
steel

1520 02 %5 %28 2930 3135 3637 3841
( Y N\
Wrought | Castiron || Cualloy || Plastic . Super || Titanium, Hardened
i ini Composite || ~ Silver . steel &
Castiron | aluminium |aluminium || Bronze P alloy || Titanium ;
alloy (Si) Brass || Graphite Gold Ni/ Co alloy castiron
Wood >45HRC
. J\_ J

O

©]l©O0 | O] O O
©] 0 O |0 O
©l © o0 O
© © 0|0

©l  © o0 O

O good

@ excellent




- DIX170600 PCD  Z=1

SLOT DRILLS, CENTRE CUTTING
FOR FINISHING OPERATION

DHOG

P.504

e PCD end mills with flat bottom developed for burr-free and
deformation-free machining of non-ferrous materials. A typical
application: the finishing of watch components.

e PCD improves tool life and productivity.

Oguod © excellent

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium - Cu+Pb Cu alloy Gold,  oohite  Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ M

D‘Ii[].Ol Ll Dh5 L PCD
0.50 1.00 3 38 398840
0.60 1.20 3 38 398841
0.70 1.40 3 38 398842
0.80 1.60 3 38 398843
0.90 1.80 3 38 398844
1.00 2.00 3 38 398845
1.10 2.20 3 38 398846
1.20 2.40 3 38 398847
1.30 2.60 3 38 398848
1.40 2.80 3 38 398849
1.50 3.00 3 38 398850
1.60 3.20 3 38 398851
1.70 3.40 3 38 398853
1.80 3.60 3 38 398854
1.90 3.80 3 38 398855
2.00 4.00 3 42 398856
2.50 5.00 6 42 398857
3.00 6.00 6 42 398858

Di.oon L, L, D, L PCD

4.00 6.50 10.00 6 42 302390

5.00 6.50 10.00 6 50 302391

6.00 8.00 12.00 6 50 302393

8.00 10.00 15.00 8 60 339191

10.00 12.00 20.00 10 60 339192



FINISHING END MILLS P504
CENTRE CUTTING

¢ PCD superfinishing cutters developed to obtain transparent
faces in plastics.

D
D1 |

L -—
Ogood ©excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
et ) i) oyt site] il e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium Cu+Pb Cu alloy 6old,  Groohite  Plastic  Wood Special alloy Titanium, titanium

allcy, Cast aluminium alloy alloy difficult Silver Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
el T
PCD PCD
Di.om L, L, D, L finishing Regrinded
3 6 11.50 6 38 381663 381670
4 10 15.50 6 50 381665 381671
6 15 20.50 6 50 381666 381672
8 19 29.00 8 60 381667 381673
10 22 32.00 10 60 381668 381675
12 26 36.00 12 60 381669 381676




|

== T 0006

MONOCRISTALLINE DIAMOND P.506
END MILLS, CENTRE CUTTING

¢ Monocrystalline diamond end mills with flat bottom developed
for burr-free and deformation-free machining of non-ferrous
materials. A typical application: the finishing of watch components.

¢ DIAis used for mirror finish machining.

Ognod @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

D)
™ i

Do L, D, L DIA

3 2.50 6 30 302394
4 2.50 6 30 302395
5 2.50 6 30 302396
6 2.50 6 30 302397



|

MONOCRISTALLINE DIAMOND P.506
MICRO END MILLS

e Monocrystalline diamond micro end mills with centre cut
g developed for non-ferrous materials, precious metals and

/‘*‘—\"“ composites.

e DIAis used for mirror finish machining.

D
I I
I
Tl 2=
Dy

!

O good © excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
et ) it ot sitzel il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium - Cu+Pb Cu alloy Gold, . P Special alloy Titanium, titanium X
iy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co Ty Hardened steel Hard castiron

D\ L Dy L DIA
0.40 0.80 3 30 953424
0.50 1.00 3 30 953425
0.60 1.20 3 30 953426
0.70 1.40 3 30 953427
0.80 1.60 3 30 953428
0.90 1.80 3 30 953429
1.00 2.50 3 30 953430
1.10 2.50 3 30 953431
1.20 2.50 3 30 953432
1.30 2.50 3 30 953433
1.40 2.50 3 30 953434
1.50 2.50 3 30 953435
1.60 2.50 3 30 953436
1.70 2.50 3 30 953437
1.80 2.50 3 30 953438
1.90 2.50 3 30 953439
2.00 2.50 3 30 953440
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MONOCRISTALLINE DIAMOND P.508
END MILLS

e Monocrystalline diamond end mills, without centre cut, with
throught coolant, developed for finish contouring of non-ferrous
Ly materials, precious metals and composites.

e DIAis used for mirror finish machining.

.D
Dy |

Ognod @ excellent
M k]

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

|
©0 0000000 O |

DIA DIA
Diio L, Dps L, L Plastic
4 57 970120 341428
6 25 6 6 57 970122 341429
8 57 974360 341430
8 95 8 4 63 970126 341432
6 63 970128 341434
4 75 974317 341436
0 2 B 6 75 974318 341437
4 83 974321 341439
12 2% 12 6 83 974322 341440



|

DIXI 72420 - 72420-SH  Z=1-2 . @ @ @ @

END MILLS, CENTRE CUTTING P510 D,=06
AND THROUGH COOLANT

e PCD end mills with centre cut and through coolant developed for
the general machining of non-ferrous materials, precious metals
and composites.

| ] = - | /9 . PCDimproves tool life and productivity.
L NI %
Ogood @excellent

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, . . Special alloy Titanium, titanium .
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘26‘ ‘28‘-‘-‘29‘30‘31‘32‘33-35‘38‘37‘38‘39‘40‘41

21 ‘
©0 0000000000 |

-—
A

D, L L D, L Z PCD CWD D, L L D, L Z PCD CWD
1.00 2.00 6 42 1 979179 8.00 10.00 34 8 75 2 976396 301963
150  3.00 6 42 1 977382 800 10.00 50 8 100 2 976397

200  3.00 6 6 42 1 66785 8.00 10.00 75 8 125 2 976398

200  3.00 20 6 75 1 970175 9.00 10.00 35 10 75 2 976399

300 4.00 6 6 42 1 67540 301958 10.00  8.00 16 10 75 2 976410

3.00 4.00 15 6 75 2 970176 10.00 12.00 35 10 75 2 976411 301965
300 4.00 20 6 75 2 970177 10.00  12.00 75 10 125 2 976412

4.00 4.00 8 6 50 1 957593 11.00 12.00 38 12 83 2 976413

4.00 6.50 10 6 50 1 67541 1200 10.00 20 12 83 2 976414

400  6.50 15 6 75 2 970178 301959 1200 12.00 38 12 83 2 976415 301966
400 650 25 6 75 2 970179 1200 12.00 75 12 125 2 976416

5.00 5.00 10 6 50 2 957595 1400 12.00 24 14 83 2 976417 338991
500  6.50 10 6 50 2 53153 1400 12.00 38 14 83 2 976418

500  6.50 35 6 75 2 970166 14.00 12.00 75 14 125 2 976419

6.00 6.00 12 6 57 2 976391 301960 16.00  14.00 28 16 92 2 976420 338992
6.00 8.00 34 6 75 2 976392 301961 16.00  14.00 42 16 92 2 976421

6.00 8.00 50 6 100 2 976393 16.00 14.00 75 16 125 2 976422

7.00 8.00 34 8 75 2 976394 2000 18.00 36 20 104 2 976423

800  7.00 14 8 63 2 976395 301962 2000 18.00 50 20 125 2 976424

On request
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END MILLS, CENTRE CUTTING P510 D,=06
AND THROUGH COOLANT

¢ PCD end mills with corner radius, centre cut and through coolant
o .'-—R developed for the general machining of non-ferrous materials,
' precious metals and composites.

. PG LA
\ L

-
-

D

L, !
— -—
-
Ogood @excellent
m |
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
l‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, oo hite  Plastic  Wood Special alloy Titanium, titanium f
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron

D, L L D, L R Z PCD CW D, L L D, L R Z PCD CWD
100 2.00 - 6 42 0.0 1 984384 10.00 1200 35 10 75 0.0 2 953153 339001
200 3.00 6 6 42 0.10 1 967923 1000 1200 35 10 75 050 2 974479
200 3.00 6 6 42 020 1 973528 1000 1200 35 10 75 1.00 2 974480
300 4.00 15 6 75 0.10 2 987438 338995 1000 1200 75 10 125 050 2 974482
300 4.00 15 6 75 030 2 305810 1000 1200 75 10 125 1.00 2 974481
400 4.00 8 6 50 0.10 1 967925 1200 1000 20 12 83 0.0 2 984083 339004
400 6.50 10 6 50 0.0 1 971465 1200 1200 38 12 83 050 2 974483
400 6.50 15 6 75 0.10 2 305811 1200 1200 38 12 83 1.00 2 974484
400 650 15 6 75 050 2 302378 1200 1200 75 12 125 0.50 2 974485
500 5.00 10 6 50 0.10 2 305812 1200 1200 75 12 125 1.00 2 974486
500 5.00 10 6 50 050 2 975839 1400 1200 24 14 83 0.10 2 305814
6.00 6.00 12 6 57 0.10 2 967926 338996 1400 1200 24 14 83 050 2 305816 339012
600 6.00 12 6 57 0.50 2 968992 1400 1200 24 14 83  1.00 2 305817
600 800 34 6 75 010 2 995208 16.00 14.00 28 16 92 050 2 993052
600 8.00 34 6 75 050 2 974475 16.00 14.00 42 16 92 010 2 305818 339014
600 800 34 6 75 1.00 2 974476 16.00 14.00 42 16 92 1.00 2 305139
8.00 7.00 14 8 63 0.0 2 967927 339000 2000 18.00 36 20 104  0.10 2 987718
800 1000 34 8 75 0.50 2 974471 2000 18.00 36 20 104  0.50 2 305819
800 10.00 50 8 75 1.00 2 974478 2000 18.00 36 20 104  1.00 2 305820



- DIX170320-SHPCD Z=1-2 ‘ @ @ .l @

BALL-NOSE END MILLS P510 D,=06
WITH THROUGH COOLANT o
e PCD ball-nose end mills with through coolant developed for the
form machining of non-ferrous materials, precious metals and
L
21 composites.
qn_, -
| .
I_ 1
Ogood @excellent
M |
Unalloyed steel Low alloyed steel High alloyed steel stzli:'I‘;es:ssT:el Auste(nDitliJ(;itEe;ir/nI:;?steel cagﬁron ::S(:l;:z; n;:'g'?ﬁg:f
l‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, . q Special alloy Titanium, titanium )
Ty Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard cast iron

21‘22‘23‘24‘25‘28‘27 ‘

(2] - | 5|6 |
© 00000000000 | | |

D, L D L, L z PCD
6 42 1 953442
2 e g 25 75 1 970874
6 42 1 953443
3 2.50 6 25 75 1 970875
25 75 2 970876
8 50 1 959468
10 50 1 953444
4 3.00 6 10 50 2 970877
25 75 2 970878
35 75 2 981585
10 50 2 953445
5 400 6 25 75 2 970883
12 57 2 976433
6 4.00 6 34 75 2 976434
50 100 2 976435
14 63 2 976436
8 5.00 8 34 75 2 976437
75 125 2 976438
16 72 2 976439
10 6.00 10 35 75 2 976440
75 125 2 976441
20 83 2 976442
12 7.00 12 38 83 2 976443
75 125 2 976444
14 8.00 14 24 83 2 305821
16 9.00 16 28 92 2 300800
20 11.00 20 36 104 2 305822
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MONOCRISTALLINE DIAMOND P510
BALL-NOSE END MILLS

¢ Monocristalline diamond ball-nose end mills developed for

L form machining of non-ferrous materials, precious metals.
1
1 ¢ DIAis used for mirror finish machining.
gk
i LS
] ‘ 2
i
Ogood ©excellent
m x|
" Martensitic Austenitic stainless steel grey nodular malleable
et ) i) oyt site] il e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, . P Special alloy Titanium, titanium :
iy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

Do L, L, D L DIA
2 2.00 4 6 57 341443
3 2.50 6 75 341445
4 3.00 8 6 75 341447
6 4.00 12 8 75 341449
8 5.00 16 10 75 341450
10 6.00 20 12 75 341451
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DIXI 70330 DIA  Z=1 @ ‘l

MONOCRISTALLINE DIAMOND P506
END MILLS o _
L ¢ Monocristalline diamond ball nose end mills developed for
=N finishing complex shapes in non-ferrous materials.
7| i B
1 L [V e DIAis used for mirror finish machining.
o - 6:] g
- ) &l
L \xw//
i
Ogood ©exce|lent
M |
Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘::ssitci:el Ausm{gﬂ;?&?f;ﬁ See] caiﬁron ::ST;:_Z; n;:gteie:l;!f
1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, . P Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

21‘22‘23‘24‘25‘28‘27‘23‘

| | |
©o0o000000o0 o |

Do L Dys L DIA
0.40 0.80 3 30 4174
0.50 1.00 3 30 417115
0.60 1.20 3 30 417116
0.70 1.40 3 30 a7
0.80 1.60 3 30 417118
0.90 1.80 3 30 417119
1.00 2.50 3 30 417120
1.50 2.50 3 30 417150
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PCD ENGRAVING TOOLS P512
K e PCD engraving tools developed for the engraving of non-ferrous
7 hi= '-‘ materials, precious metals and composites.
| 0/ T > S . . .
i 8 . ‘ Y e PCD improves tool life and productivity.
af———————— 4 ¥
i |\ P = \ /
o -
L= |
Ogood @excellent
o M |
- Unalloyed steel Low alloyed steel High alloyed steel sth:i:'I‘Z:ssitci:el Ausma;ﬂ;?&?'s;? See] caiﬁron ::ST;:_Z; n;:gteia:l;:e
_1‘2‘3‘4‘5‘6‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20‘
-Wroughat"aolsminium el el Cl;ﬁatb g:;:(l:';\t/ g.ﬁ::r Graphite  Plastic ~ Wood Spi‘cii?lcilloy ﬁtaniu:;l,ot‘i,tanium Hardened steel Hard castiron
_ 21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33 35‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
h) L, D, L D, PCD 5
0.10 303081 - — Ny
60° 5 6 50 \ o i
0.20 303082 \/ Vi
0.10 303083 ;
90° 3 6 50
0.20 303084




- DIXI 70070 PCD Z=1 @ @

3/4 PCD ENGRAVING CUTTERS P512
ﬁ_l__l ¢ Engraving cutters developed for high end engraving.
*_ 5 } == '51 ¢ PCD is used for matt engraving.

e

1 -~
‘/' \aq___,
P
L
Ogood @excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

‘_
©000000000O |

i D, L D, PCD
- oy
w w2 w5 | |
T N
w w2 o oB 5
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MONOCRISTALLINE DIAMOND P512
ENGRAVING TOOLS

¢ Monocristalline diamond engraving tools developed for the

: ...LL. engraving of non-ferrous materials, precious metals and
5 composites.
P ___\\ - p
al b _’_'_ * DIAis used for mirror finish machining.
i /
A

~— -

Ogood @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

| | |
©o00000000 O |

L, D,s D, L DIA
3
o 005 302597 oy
o 140 6 20 0.10 302598 \/
. 0.05 302599 '
v 080 0 20 0.10 302600
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DIXI 76230 DIA Z=1 @ %

MONOCRISTALLINE DIAMOND P512
CHAMFERING TOOLS

* L * Monocristalline diamond chamfering tools developed for the
c‘]‘ A = machining of non-ferrous materials, precious metals and
composites.

\\
ﬁ b) — * DIAis used for mirror finish machining.

N /

L
I
Ogood @excellent
m TS
" Martensitic Austenitic stainless steel grey nodular malleable
et ) i) oyt site] il e stainless steel (DUPLEX/PH) castiron castiron castiron
1‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium o Cu+Pb Cualloy Gold, Graohite  Plastic  Wood Special alloy Titanium, titanium )
allcy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘

©\©\O\O\O\©\©\©\©\ o

5 L, D, D, D, L DIA
30° 2.80 2 *0.30 6 50 978382
60° 1.40 3 *0.10 6 50 302596
1.30 3 *0.30 6 50 978381
90° 0.80 3 *0.10 6 50 302595
0.70 3 *0.30 6 50 977871

* not cutting
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MONOCRISTALLINE DIAMOND P512
CHAMFERING TOOLS

e Monocristalline diamond chamfering tools, developed for the
L L finishing of non-ferrous materials, precious metals and
S composites. DIA is used for mirror finish machining.

I

Ogood @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium - Cu+Pb Cu alloy Gold, . P Special alloy Titanium, titanium :
liy Cast aluminium alloy alloy difficult Silver Graphite  Plastic ~ Wood Ni/ Co alloy Hardened steel Hard castiron

p o L S S D, L DA

4 10 = 3 4.10 10 60 974354
4 12 20 4 5.50 10 60 974355
4 14 20 5 7.00 10 60 974356
4 16 20 6 8.50 10 60 974357
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DIXI 81000 %

FACE MILLING HEADS FOR MIRROR FINISH P514

¢ Face milling heads developed for mirror finish machining of
non-ferrous materials and precious metals.

¢ The heads are delivered balanced and already assembled with
DIX1 20370 PCD for roughing and DIXI 20370 DIA inserts for

finishing.
Ogood @excellent
m IS
. Martensitic Austenitic stainless steel grey nodular malleable
i ) i) ety it el el il stainless steel (DUPLEX/PH) castiron castiron castiron
l‘2‘3‘4‘5‘ﬁ‘7‘8‘9‘10‘11‘12‘13‘14.1‘14.2‘14.3‘14.4‘15‘16‘17‘18‘19‘20

Wrought aluminium - Cu+Pb Cu alloy Gold, Gohite  Plastic  Wood Special alloy Titanium, titanium .
lloy Cast aluminium alloy alloy difficult Silver p Ni/Co alloy Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 2 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ Ll

FACE MILLING HEADS WITH SHANK

D, L, Do L PLASTIC ~ ALU/COPPER  BRASS
40 45 8 76 423639 423641 423643
40 45 12 76 423640 423642 423644
FACE MILLING HEADS
D, D, L PLASTIC ~ ALU/COPPER ~ BRASS
40 16 45 423645 423648 423651
50 16 45 423646 423649 423652
60 22 45 423647 423650 423653

FACE MILLING HEADS WITH INCLINATION SETTING

D
D, D, L PLASTIC ~ ALU/COPPER BRASS "
60 22 50 423654 423658 423662
85 27 55 423655 423659 423663
100 27 55 423656 423660 423664
125 40 58 423657 423661 423665




SPARE PARTS DIXI 81000

FACE MILLING HEADS WITH SHANK

D, L, D6 L Art.
40 45 10 45 347273
40 45 12 76 964273
FACE MILLING HEADS
D] D2 L Art.
40 16 45 970446
50 16 45 971872
60 22 45 962823
FACE MILLING HEADS WITH INCLINATION SETTING
D, D, L Art.
60 22 50 996583
85 27 55 962824
100 27 ) 964272
125 40 58 994652
ROUGHING INSERTS PCD
Material to be machined PCD
Non ferrous materials 968117
FINISHING INSERTS DIA
Material to be machined DIA
Plastic 968111
Aluminium / Copper 969556
Brass 969557
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DIXI 82000 %

SUPERFINISHING MILLS FOR MIRROR FINISH P514
MACHINING WITH CLAMPING SHANK

¢ Face milling heads developed for mirror finish machining of
non-ferrous materials and precious metals.

¢ The heads are delivered balanced and already assembled with
DIXI20470 PCD for roughing and DIXI 20470 DIA inserts for finishing.

O good @ excellent
M k]

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrough;"ﬂol;minium el C';]Lzh g#f?g:l\t’ gﬁ:g; Graphite  Plastic ~ Wood Spt:\‘cii?lczlllov ﬁtaniu:‘lll,‘:'t‘il'(anium Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 27 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
© 00000000 © |
-— D | —
SUPERFINISHING MILLS FOR MIRROR FINISH MACHINING WITH ' i
CLAMPING SHANK
D1 L, DhB L PLASTIC ALU/COPPER  BRASS
L
18 14 10 43 423666 423669 423672
30 14 10 43 423667 423670 423673 *L :
30 14 16 43 423668 423671 423674 l !
[— .._!
Dy
SPARE PARTS
ROUGHING INSERTS PCD
Material to be machined PCD
Non ferrous materials 39887
FINISHING INSERTS DIA
Material to be machined DIA ' 1
Plastic 391750
Aluminium / Copper 419761
Brass 419763 o

FACE MILLING HEADS
D, L, Dis L Art
18 14 10 48 398876
30 14 10 48 427108
30 14 16 48 410354




DIXI 20470
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CUTTING PINS
FOR BERMAQ MACHINES

e Diamond inserts developed for single pass polishing of plastics
and acrylics on dedicated machines.

e A colour code facilitates the choice of inserts according to the
desired operations.

¢ After re-sharpening, DIXI ensures the height adjustment of the
insertin its cassette (if supplied)

Ogood @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

Color Aspect D L Art.
Black Roughing 8 31 968179
Red Finishing 8 31 968181
Green satined surface 8 31 974193
Blue Transparent 8 31 968178
surface
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DIXI 80000 Z=6-16 @ @

ADJUSTABLE HOLDERS FOR ISO INSERTS P514
FOR FACE MILLING APPLICATION

¢ Face milling heads with accurate inserts height setting developed
for mirror finish machining of non-ferrous materials. Must be
assembled with APKT inserts.

O good @ excellent
M x|

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium - Cu+Pb Cu alloy Gold,  oohite  Plastic  Wood Special alloy Titanium, titanium
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy,

Hardened steel Hard castiron

D, L, H D, Z  Weight[kg] Art.
A
40.00 3 40 16 6 020 955446
50.00 3 40 22 7 035 955447
63.00 3 40 2 8 060 955448 H
80.00 3 50 27 1 120 955449 i
100.00 3 50 32 13 200 955451 ' ‘
125.00 3 50 32 16 220 955452 Y
A
Inserts delivered separately
- DIXI 2642 - 26420
ISO INSERTS FOR DIXI 80000
ISO D S D, R CARBIDE TIAIN PCD
APKT 100305 6.35 3.18 3.40 0.50 996517 996516 955606




DIXI 26420
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ISO INSERTS P58

¢ |SO Inserts developed to increase productivity.

e PCD is used for high speed turning.
DIA is used to obtain a mirror polished finish.
CBN is used for turning hard materials (> 55 HRC) .

Ognod @ excellent
M |

" Martensitic Austenitic stainless steel grey nodular malleable
il it et sitzl il ] stainless steel (DUPLEX/PH) castiron castiron castiron
1 ‘ 2 ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1" ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Wrought aluminium L Cu+Pb Cu alloy Gold, Gohite Plastic  Wood Special alloy Titanium, titanium )
alloy, Cast aluminium alloy alloy difficult Silver p Ni/Co allcy, Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ ‘ ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4

IS0 D, L S D, R PCD CVD DIA CBN*
CCGW 060202 6.35 238 280 020 992915 394994 394973 395128 ?\Q T M- PR
CCGW 060204 6.35 233 280 040 993323 410101 410106 395130 I AL

2
2
CCGW09T302 9525 2 397 4.40 0.20 302726
CCGWO09T304 9525 2 397 440 040 302728 394995 394974
CCGWO09T308 9525 2 397 440 0.80 302730 394996 394978 .
CCGW 120404 1270 2 476 550 020 993755 342927 345678 s 80/

* for ferrous materials

ISO D, L, S D, R PCD CvD DIA CBN*
DCGW 070202 635 2 238 280 0.20 993320 394999 394979 395131
DCGW 070204 635 2 238 280 0.40 996026 410102 410107 .--ﬁ
DCGW 070208 635 2 2338 280 0.80 302748
DCGW 117302 9525 2 3.18 3.40 0.20 302750 395000 394980 395132
DCGW 117304 9525 2 318 3.40 0.40 302752 395001 394981 395133
DCGW 117308 9.525 2 3.18 3.40 0.80 302754 395002 394982 395134 ] 55i

S -~

*for ferrous materials



- DIXI 26420

ISO INSERTS P58
IS0 D, L S D, R PCD CVD DIA CBN*
VCGW 070202 3.97 238 2.25 0.20 302785 410103 410108 ” __
VCGW 110302 6.35 3.18 2.80 0.20 302757 395003 394984 395135 o {; '. e
VCGW 110304 6.35 3.18 2.80 0.40 301634 395004 394985 395136 __,". - A

VCGW 110308 6.35 3.18 3.40 0.80 302788
VCGW 130302 7.94 3.18 340 0.20 395005 394987
VCGW 130304 7.94 3.18 3.40 0.40 395006 394988

467 4.40 0.20 302789 410104 410109

467 4.40 0.40 302791 410105 410110 395137 §
467 4.40 0.80 302792 395007 394992 395138

467 4.40 1.20 302794

556 5.50 3.00 395008 394993

VCGW 160402 9.525
VCGW 160404 9.525
VCGW 160408 9.525
VCGW 160412 9.525
VCGW 220530 12.70

N NN NN NN NN DN NN

* for ferrous materials




——

TURNING INSERTS
RIGHT-HAND CUTTING

BACK TURNING

DIXI 26500 R

P.58

DIXI 26500 AR R PCD (BIMU 060R)

A L, 0°/PCD  2°/PCD A
0.80 2.50 342916 345668 00}(20‘ f_f— !
1.00 2.50 342917 345669 v L
1.20 2.50 342918 345670 :
1.20 3.00 342919 345671 ]
1.50 3.00 342920 345672 i
1.80 450 342922 345673 \J
2.00 450 342923 345674
FRONT TURNING DIXI 26500 AV R PCD (BIMU 064R)
A L PCD Aea ‘
1,50 5.00 342931 L
A
TOOLS ON REQUEST
PARTING OFF DIXI1 26500 TR R PCD SP (BIMU 050R)
A L,
A .
0.80 4.00 { I
1.00 4.00 18°% Ly
1.20 5.00 A
1.50 6.50
1.80 6.50
2.00 6.50
TOOLS ON REQUEST
PLUNGING / TURNING DIXI 26500 FT R PCD SP (BIMU 060RP)
A L,
A
0.80 1.50 b if q
0.90 2.00 I L
1.00 2.50 i
1.10 2.50
1.20 2.50
1.30 2.50

{
(
;



- DIXI 26500

TURNING INSERTS P58
LEFT-HAND CUTTING

BACK TURNING DIXI 26500 AR L PCD (BIMU 060L)

A L 0°/PCD  2°/PCD A

1

/
0.80 2.50 342924 345675 P y 0%2°
1.00 2.50 342925 345676 )

|
1.20 2.50 342926 345677 l| |
1.20 3.00 342927 345678 |

1.50 3.00 342928 345679

1.80 4.50 342929 345680
2.00 4.50 342930 345681

FRONT TURNING DIXI 26500 AV L PCD (BIMU 064L)

A L PCD it

1.50 5.00 342932 Ly

TOOLS ON REQUEST

PARTING OFF DIXI 26500 TR L PCD SP (BIMU 050L)
A L, -
A
0.80 4.00 i i
1.00 4.00 L] ;18
1.20 5.00 y
1,50 6.50 -
1.80 6.50
4

2.00 6.50

TOOLS ON REQUEST

PLUNGING / TURNING DIXI 26500 FT L PCD SP (BIMU 060LP)

A L

0.80 150 ;
0.90 2.00 ®
1.00 250 4
1.10 250

1.20 250

1.30 250



- DIXI 20370 TOOLS ON REQUEST

TURNING AND MILLING DIAMOND TOOLS

Ref. A Ref. B

A large variety of diamond tools for turning and milling
on request.

When ordering, please specify the cutting material
(PCD - DIA - CVD)

and the material to be machined.

For a range of special shapes, see page 499.




RANGE OF SPECIAL SHAPES

g1 | 499



- DIXI 1973

DIADIX® HOLDERS,

DRESSING
Ref. D Art. '
DIXI 1973.0823 8 19459 = 1
DIXI 1973.1023 10 18512 i
DIXI 1973.1223 12 19979 S|
B 46.50 -
Ref. D Art.
DIXI 1973.1013 10 23707

This wheel-dresser compensates the 10° - 15° negative angle
of the diamond-holder on certain machines, which enables
the desired 0° dressing angle to be maintained.

Ref. Morse taper L Art.
DIX11973.0023 CMo0 46.50 18737
DIXI1973.0123 CM1 59.50 18514

16.50
—— L -—

Ref. Morse taper Art.
DIX11973.0013 CMo 23850
DIX11973.0113 CM1 23721 10°-15°

This wheel-dresser compensates the 10° - 15° negative angle
of the diamond-holder on certain machines, which enables
the desired 0° dressing angle to be maintained.

- DIX1 1978

INSERTS FOR ROUGH WHEEL DRESSING

Ref. PCD Ref. PCD

DIXI 1978.360° 23829 DIX11978.23 18814

Q



- DIXI 1973

DIADIX® HOLDERS,

PROFILING
Ref. D Art.
DIX11973.1025 10 24550
Ref. D Art.
DIXI 1973.0925-1 9.525 (3/8") 24549
Ref. Morse taper L Art.
DIXI1973.0125 CM1 36.50 26549
DIX11973.0125 CM1 58.50 24551

i

insert.

>

DIX1 1978

——

INSERTS FOR PROFILING DEVICES

PCD CvD

Ref.

Tool holder for profile dressing
with automatic centering of the

_ 1450
44.50

14.50

44.50

On request, DIXI can develop special

holders for various machines such as:
Agathon, Kellenberger, Studer, Tripet,
Tschudin (HTT), Voumard, etc...

DIXI 1978.2500 24623 973739

R PCD CVvD
DIX11978.2512 0.125 24624 973736
DIX11978.2520 0.200 24625 973732
DIXI1978.2525 0.250 24626 973731
DIXI1978.2550 0.500 24627 973738

4



DIADIX®, APPLICATION Q

DIADIX® WHEEL-DRESSERS

CHARACTERISTICS

Bonded to a tungsten CARBIDE pin, the diamond layer enables a significant cost saving through the combination of
the three cutting points and circular segment. The polycristalline diamond retains its sharpness and efficiency until it
has been completely used. The DIADIX® wheel-dresser breaks the crystals of the grinding wheel instead of planishing
them, thereby revealing a greater number of cutting points on the grinding wheel.

ADVANTAGES

The grinding wheels redressed with a DIADIX® tool produce more work-pieces with a better finish and greater
accuracy. The redressing intervals are longer, thus reducing down time. These advantages mean a significant
improvement of productivity.

CONDITIONS OF USE ' 3 i i K 1 Lo M 1
Wheels : Aluminium oxide (Al203) A A 2 K 2 L. 2 M 2
. . - . . i 3 J 3 K 3 K 3 M 3
and in certain cases silicon carbide (SiC) i % " K 2 E M 2
Hardness : up to L, possibly M (see table) I 5 J 5 K & L 5 M 5
. I b J 6 K 6 L 6 M 6
Structure : from 3 to 20, depending on the cases (see table) T T K 7 1 ] M 7
Grit size: 46 - 220 1 8 J 8 K 8 L 8 M 8
- ) 1 9 J 9 K 9 L 9 M 9
Rectifieuses : planer type, internal and external 1 10 J 10 K 10 L 10 M 10
indri ® » ® ® E
cylindrical type, from any manufacturer 3 g = = =
E # ® @ E
Light letters = Uncertain area
Heavy letters = Certain area
/ DIADIX® WHEEL-DRESSERS
WORKING CONDITIONS
0° L———-—*| \ The wheel-dresser must be leveled with the wheel axis.
— | 1] Dressing angle : 0°
Feed rate : faster than with a single crystal natural diamond
Cutting depth : possible up to 0.50 mm
Lubrification : necessary
o Examples of insert positioning
A— S
N . .
k\_h___f) For roughing operations.
o The wheel becomes more efficient when using the appropriate
e feed.
i [ -
S
g
<* /)_/\I For finishing operations.
d . . .
< 3-\/ In employing the whole or part of the insert's radius,
— s the grinding wheel gives an impeccable finish.




TOOLS ON REQUEST

DIXI Polytool designs and manufactures customized PCD, CVD and DIA tools in order to meet your needs within
short deadlines. From milling to turning, from matt machining to superfinishing, every options are feasible.

COOL+ TOOLS ON REQUEST




. DIXI 70600 PCD

ROUTING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 35-60'000 0.05-0.20 <09xL1
Cast aluminium alloy >12% Si 23 30 - 60'000 0.05-0.20 <09xL1
Copper alloy good machinability with Pb 26 25 - 50'000 0.05-0.20 <09xL1
Copper alloy with difficult machinability 21-28 20 - 45'000 0.05-0.20 <0.9xL1
Plastic, wood 29 25 -50'000 0.05-0.20 <0.9xL1
Gold, silver - 30 - 60'000 0.05-0.20 <0.9xL1
FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 35-60'000 <1x@D1 0.05-0.20
Cast aluminium alloy >12% Si 23 30 - 60'000 <1x@D1 0.05-0.20
Copper alloy good machinability with Pb 26 25 - 50'000 <1x@D1 0.05-0.20
Copper alloy with difficult machinability 27-28 20 - 45'000 <1x@D1 0.05-0.20
Plastic, wood 29 25 -50'000 <1x@D1 0.05-0.20
Gold, silver - 30 - 60'000 <1x@D1 0.05-0.20
. DIXI 70630 PCD
ROUTING
VDI n ae ap
3323 tr/min (mm) (mm)
I Plastic 29 10 - 25'000 0.05-0.10 <1x@D1
FACE MILLING
VDI n ae ap
3323 tr/min (mm) (mm)
I Plastic 29 10 - 25'000 <1x@D1 0.05-0.10




Feed per tooth

gD, gD, gD, gD, gD, gD, gD,
05-09 1-15 16-2 25-3 3-4 45-6 8-10
0.005-0009 | 0011-0016 | 0017-0021 | 0026-0032 | 0032-0.042 | 0048-0.065 | 0.080-0.110
0.005-0.008 | 0009-0.014 | 0015-0018 | 0023-0027 | 0027-0.036 | 0.040-0055 | 0.070-0.090
0.005 - 0.009 0.011-0.016 0.017 - 0.021 0.026 - 0.032 0.032 - 0.042 0.048 - 0.065 0.080-0.110
0.004-0008 | 0008-0.013 | 0013-0017 | 0021-0025 | 0025-0.034 | 0.038-0050 | 0.070-0.080
0.005-0009 | 0011-0016 | 0017-0021 | 0026-0032 | 0032-0.042 | 0.048-0065 | 0.080-0.110
0.004-0006 | 0007-0011 | 0011-0014 | 0018-0021 | 0021-0028 | 0032-0040 | 0.060-0.070
Feed per tooth
gD, gD, @D, gD, gD, gD, gD,
05-09 1-15 16-2 25-3 3-4 45-6 8-10
0.004-0008 | 0009-0.014 | 0014-0016 | 0022-0027 | 0024-0032 | 0036-0050 | 0.060-0.080
0004-0007 | 0008-0.012 | 0013-0014 | 0020-0023 | 0020-0.027 | 0030-0040 | 0.050-0.070
0.004 - 0.008 0.009-0.014 0.014-0.016 0.022 - 0.027 0.024 - 0.032 0.036 - 0.050 0.060 - 0.080
0.003-0007 | 0007-0011 | 0011-0013 | 0018-0021 | 0019-0.026 | 0029-0.040 | 0.050-0.060
0.004-0008 | 0009-0.014 | 0014-0016 | 0022-0027 | 0024-0032 | 0036-0050 | 0.060-0.080
0.003-0005 | 0.006-0.009 | 0009-0011 | 0015-0018 | 0016-0.021 | 0.024-0030 | 0.045-0.050
Feed per tooth

gD, gD,

3-6 8-12
0.027-0.045 | 0.060-0.090

gD, gD,

3-6 8-12
0.024-0041 | 0.054-0.081

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.

The cutting conditions must be adapted to the operating conditions !




. DIXI1 70600 DIA

ROUTING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 _ 35 - 60'000 0.03-0.08 <250
Cast aluminium alloy >12% Si 23 35-60'000 0.03-0.08 <250
Copper alloy good machinability with Pb 26 35 - 50'000 0.03-0.08 <250
Copper alloy with difficult machinability 27-28 35 - 45'000 0.03-0.08 <250
Plastic, wood 29 35 -50'000 0.03-0.08 <250
Gold, silver - 35- 60'000 0.03-0.08 <250
FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 35 - 60'000 <1x@D1 0.03-0.08
Cast aluminium alloy >12% Si 23 35-60'000 <1x@D1 0.03-0.08
Copper alloy good machinability with Pb 26 35 - 50'000 <1x@D1 0.03-0.08
Copper alloy with difficult machinability 21-28 35 - 45'000 <1x@D1 0.03-0.08
Plastic, wood 29 35 -50'000 <1x@D1 0.03 - 0.08
Gold, silver - 35- 60'000 <1x@D1 0.03 - 0.08
. DIXI 72310 DIA - 70330 DIA
ROUTING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 : 40 - 50'000 0.03- 0.05 <0.8xL1
Cast aluminium alloy >12% Si 23 40 - 50'000 0.03-0.05 <0.8xL1
Copper alloy good machinability with Pb 26 30 - 50'000 0.03 - 0.05 <0.8xL1
Copper alloy with difficult machinability 21-28 30 - 50'000 0.03- 0.05 <0.8xL1
Plastic, wood 29 35 - 50'000 0.03-0.05 <0.8xL1
Gold, silver - 40 - 50'000 0.03-0.05 <0.8xL1




Feed per tooth

@D, @D
3-4 4-6

0.008 - 0.009 0.009 - 0.012

0.007 - 0.008 0.008 - 0.010

0.008 - 0.009 0.009 - 0.012

0.006 - 0.007 0.007 - 0.010

0.008 - 0.009 0.009 - 0.012

0.005 - 0.006 0.006 - 0.008

Feed per tooth

@0, @D
3-4 4-6

0.007 - 0.008 0.007 - 0.009

0.006 - 0.007 0.006 - 0.008

0.007 - 0.008 0.007 - 0.009

0.005 - 0.006 0.005 - 0.008

0.007 - 0.008 0.007 - 0.009

0.004 - 0.005 0.005 - 0.006

Feed per tooth

@D, @D
04-09 1-2

0.002 - 0.004 0.004 - 0.006

0.002 - 0.004 0.003 - 0.005

0.002 - 0.004 0.004 - 0.006

0.002 - 0.003 0.003 - 0.005

0.002 - 0.004 0.004 - 0.006

0.001 - 0.003 0.003 - 0.004

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIX172310 DIA - 70330 DIA

FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 50'000 <1x@D1 0.03-0.05
Cast aluminium alloy >12% Si 23 20 - 50'000 <1x@D1 0.03-0.05
Copper alloy good machinability with Pb 26 15 - 40'000 <1x@D1 0.03-0.05
Copper alloy with difficult machinability 27-28 10 - 35'000 <1x@D1 0.03-0.05
Plastic, wood 29 15 - 40'000 <1x@D1 0.03 - 0.05
Gold, silver - 20 - 50'000 <1x@D1 0.03- 0.05
. DIXI 72421 SH DIA
ROUTING
VDI n ae ap
3323 tr/min (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 20 - 30'000 0.02 - 0.08 <0.8xL1
Cast aluminium alloy >12% Si 23 15 - 30'000 0.02-0.08 <0.8xL1
Copper alloy good machinability with Pb 26 10 - 20'000 0.02-0.08 <0.8xL1
Copper alloy with difficult machinability 21-28 10 - 20'000 0.02-0.08 <0.8xL1
Plastic, wood 29 10 - 20'000 0.02-0.08 <08xL1
Gold, silver - 15 - 30'000 0.02-0.08 <0.8xL1
FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 20 - 50'000 <1x@D1 0.02-0.08
Cast aluminium alloy >12% Si 23 15 - 50'000 <1x@D1 0.02-0.08
Copper alloy good machinability with Pb 26 10 - 40'000 <1x@D1 0.02-0.08
Copper alloy with difficult machinability 21-28 5-35'000 <1x@D1 0.02-0.08
Plastic, wood 29 10 -40'000 <1x@D1 0.02 - 0.08
Gold, silver - 15 - 50'000 <1x@D1 0.02-0.08




Feed per tooth

@D, @D
04-09 1-2

0.002 - 0.003 0.003 - 0.005

0.002 - 0.003 0.003 - 0.004

0.002 - 0.003 0.003 - 0.005

0.002 - 0.003 0.003 - 0.004

0.002 - 0.003 0.003 - 0.005

0.001 - 0.003 0.003 - 0.003

Feed per tooth

@D,
6-8 10-12

0.011-0.024 0.018 - 0.036

0.009 - 0.021 0.016 - 0.031

0.011-0.024 0.018 - 0.036

0.009 -0.019 0.014-0.029

0.011-0.024 0.018 - 0.036

0.007 - 0.016 0.012-0.024

Feed per tooth

@D,
6-8 10-12

0.009 - 0.020 0.015-0.031

0.008 - 0.018 0.014 - 0.026

0.009 - 0.020 0.015-0.031

0.008 - 0.016 0.012-0.025

0.009 - 0.020 0.015-0.031

0.062 - 0.014 0.010- 0.020

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 72420 PCD - 70520 PCD

|

ROUTING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 40'000 0.10- 1.00 <09xL1
Cast aluminium alloy >12% Si 23 20 - 40'000 0.10- 1.00 <09xL1
Copper alloy good machinability with Pb 26 15 - 35'000 0.10- 1.00 <0.9xL1
Copper alloy with difficult machinability 21-28 15 - 35'000 0.10- 1.00 <0.9xL1
Plastic, wood 29 15 - 30'000 0.10- 1.00 <0.9xL1
Gold, silver - 20 - 40'000 0.10- 1.00 <0.9xL1
FACE MILLING
VDI n ae ap
3323 tr/min (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 40'000 0.10- 1.00 <09xL1
Cast aluminium alloy >12% Si 23 20 - 40'000 0.10- 1.00 <09xL1
Copper alloy good machinability with Pb 26 15 - 35'000 0.10- 1.00 <0.9xL1
Copper alloy with difficult machinability 27-28 15 - 35'000 0.10- 1.00 <0.9xL1
Plastic, wood 29 15 - 30'000 0.10- 1.00 <0.9xL1
Gold, silver - ' 20 - 40'000 0.10- 1.00 <09xL1
. DIXI 70320-SH PCD
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 50'000 <0.10x@D1 | <0.10x@D1
Cast aluminium alloy >12% Si 23 20 - 50'000 <0.10x@D1 | <0.10x@D1
Copper alloy good machinability with Pb 26 15 - 40'000 <0.10x@D1 | <0.10x@D1
Copper alloy with difficult machinability 21-28 10 - 35'000 <0.10x@D1 | <0.10x@D1
Plastic, wood 29 15 - 40'000 <0.10x@D1 | <0.10x@D1
Gold, silver - 20 - 50'000 <0.10x@D1 | <0.10x@D1
. DIXI 70320 DIA
VDI n ae ap
3323 tr/min (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 50'000 0.03-0.08 0.03-0.08
Cast aluminium alloy >12% Si 23-25 20 - 50'000 0.03-0.08 0.03-0.08
Copper alloy good machinability with Pb 26 15 - 40'000 0.03-0.08 0.03-0.08
Copper alloy with difficult machinability 21-28 10 - 35'000 0.03-0.08 0.03-0.08
Plastic, wood 29-30 15 - 40'000 0.03-0.08 0.03-0.08
Gold, silver - 20 - 50'000 0.03-0.08 0.03-0.08




Feed per tooth

@D, @D, @D, @D,
1-2 3-6 7-12 13-20
0.009-0018 | 0027-0054 | 0063-0.108 | 0.098-0.150
0.008-0016 | 0023-0.047 | 0055-0064 | 0.085-0.130
0.009-0018 | 0027-0054 | 0063-0.108 | 0.098-0.150
0.007-0014 | 0022-0.043 | 0050-0.086 | 0.078-0.120
0.009-0.018 | 0027-0054 | 0063-0.108 | 0.098-0.150
0.006-0012 | 0018-0.036 | 0042-0072 | 0.065-0.100

Feed per tooth
@D, @D, @D, @D,
1-2 3-6 7-12 13-20
0.008-0016 | 0023-0047 | 0055-0094 | 0.085-0.130
0.007-0013 | 0020-0040 | 0046-0079 | 0.072-0.110
0.008-0.016 | 0023-0047 | 0055-0094 | 0.085-0.130
0.006-0012 | 0018-0036 | 0042-0072 | 0.065-0.100
0.008-0.016 | 0023-0047 | 0055-0094 | 0.085-0.130
0.005-0.010 0.014-0.029 0.034 - 0.058 0.052 - 0.080
Feed per tooth
@D, @D, @D,
2-4 5-8 10-20
0.014-0027 | 0034-0054 | 0.060-0.120
0012-0023 | 0.029-0047 | 0.052-0.104
0.014-0027 | 0034-0054 | 0.060-0.120
0.011-0022 | 0027-0043 | 0.048-0.096
0.014-0027 | 0034-0054 | 0.060-0.120
0.009-0018 | 0023-0036 | 0.040-0.080
Feed per tooth
@D, @D,
2-4 6-10
0.005-0.044 | 0.012-0015
0.005-0.009 | 0.010-0013
0.005-0011 | 0012-0.015
0.004-0.009 | 0.009-0.012
0.005-0.011 | 0.012-0.015
0.004-0.007 | 0.008-0.010

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions ! ﬂ



. DIXI 76230 DIA - 76231 DIA

CHAMFERING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 35 - 60'000 0.03-0.08 <08 xL1
Cast aluminium alloy >12% Si 23 35-60'000 0.03-0.08 <08xL1
Copper alloy good machinability with Pb 26 35 - 60'000 0.03-0.08 <0.8xL1
Copper alloy with difficult machinability 27-28 35 - 60'000 0.03-0.08 <08xL1
Plastic, wood 29 35 - 60'000 0.03-0.08 <08xL1
Gold, silver - - 35- 60'000 0.03-0.08 <08xL1
ENGRAVING
VDI n ae
3323 rpm (mm)
Wrought aluminium alloy < 12% Si 21-22 30 - 60'000 0.03-0.08
Cast aluminium alloy >12% Si 23 30 - 60'000 0.03-0.08
Copper alloy good machinability with Pb 26 30 - 60'000 0.03-0.08
Copper alloy with difficult machinability 27-28 30 - 60'000 0.03-0.08
Plastic, wood 29 30 - 60'000 0.03-0.08
Gold, silver - 30 - 60'000 0.03-0.08
. DIXI 70070 PCD - 70170 PCD
ENGRAVING
VDI n ae
3323 rpm (mm)
Wrought aluminium alloy < 12% Si 21-22 25 - 45'000 0.05-0.10
Cast aluminium alloy >12% Si 23 20 - 45'000 0.05-0.10
Copper alloy good machinability with Pb 26 15 - 35'000 0.05-0.10
Copper alloy with difficult machinability 27-28 10 - 30'000 0.05-0.10
Plastic, wood 29 15 - 35'000 0.05-0.10
Gold, silver - 20 - 45'000 0.05-0.10




Feed per tooth

oD, @D, @D,
0.1-09 1-39 4-16

0.003 - 0.007 0.008 - 0.012 0.011-0.019

0.003 - 0.006 0.007 - 0.010 0.009 - 0.017

0.003 - 0.007 0.008 - 0.012 0.011-0.019

0.002 - 0.005 0.006 - 0.009 0.009 - 0.015

0.003 - 0.007 0.008 - 0.012 0.011-0.019

0.002 - 0.005 0.005 - 0.008 0.007 - 0.013

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !

Feed per tooth

oD,
0.05-0.10

0.004 - 0.007

0.003 - 0.006

0.004 - 0.007

0.003 - 0.006

0.004 - 0.007

0.002 - 0.005

Feed per tooth

@D, @D,
005-010 | 0.10-0.20

0.003 - 0.006 0.007 - 0.011

0.003 - 0.005 0.006 - 0.009

0.003 - 0.006 0.007 - 0.011

0.002 - 0.005 0.006 - 0.009

0.003 - 0.006 0.007 - 0.011

0.002 - 0.004 0.005 - 0.007

The cutting parameters are very strongly influenced by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !



. DIXI1 81000

FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 2-7'000 <1x@D1 0.10- 0.50
Cast aluminium alloy >12% Si 23 2-7'000 <1x@D1 0.10-0.50
Copper alloy good machinability with Pb 26 2-6'000 <1x@D1 0.10- 0.50
Copper alloy with difficult machinability 21-28 2-5'000 <1x@D1 0.10- 0.50
Plastic, wood 29 2-5'000 <1x@D1 0.10- 0.50
Gold, silver - 2-7'000 <1x@D1 0.10-0.50
- DIXI 82000
FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 5-7'000 <1x@D1 0.10- 0.50
Cast aluminium alloy >12% Si 23 5-7'000 <1x@D1 0.10-0.50
Copper alloy good machinability with Pb 26 4-6'000 <1x@D1 0.10- 0.50
Copper alloy with difficult machinability 27-28 4-5'000 <1x@D1 0.10-0.50
Plastic, wood 29 4-5'000 <1x@D1 0.10-0.50
Gold, silver - 5-7'000 <1x@D1 0.10-0.50
. DIXI 80000
FACE MILLING
VDI n ae ap
3323 rpm (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 2-7'000 <1x@D1 0.10- 1.00
Cast aluminium alloy >12% Si 23 2-7'000 <1x@D1 0.10-1.00
Copper alloy good machinability with Pb 26 2-6'000 <1x@D1 0.10- 1.00
Copper alloy with difficult machinability 21-28 2-5'000 <1x@D1 0.10- 1.00
Plastic, wood 29 2-5'000 <1x@D1 0.10-1.00
Gold, silver - 2-7'000 <1x@D1 0.10-1.00




Feed per tooth

@D, @D,
40- 60 85 - 125

0.018 - 0.027 0.032 - 0.056

0.016 - 0.023 0.028 - 0.049

0.018 - 0.027 0.032 - 0.056

0.014 - 0.022 0.026 - 0.045

0.018 - 0.027 0.032 - 0.056

0.012-0.018 0.021 - 0.038

Feed per tooth

@D,
18- 30

0.008 - 0.014

0.007 - 0.012

0.008 - 0.014

0.006 - 0.011

0.008 - 0.014

0.005 - 0.009

Feed per tooth

@D, @D,
40-63 80 -125

0.024 - 0.189 0.060 - 0.244

0.021-0.164 0.052-0.211

0.024 - 0.189 0.060 - 0.244

0.019-0.151 0.048 - 0.195

0.024 - 0.189 0.060 - 0.244

0.016 - 0.126 0.040 - 0.163

Values based on use of cutting oil. The cutting parameters are very strongly influenced
by external parameters, such as tool and workpiece stability, etc.
The cutting conditions must be adapted to the operating conditions !
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TUNGSTEN CARBIDE
GROUND RODS

DIXI 6801

Q —
I
D, L CARBIDE D, L CARBIDE D, L CARBIDE D, L CARBIDE
0.30 30 201016 1.25 30 201067 2.10 61 200987 3.70 70 200964
0.35 30 200825 1.25 38 201072 2.10 102 200992 3.70 102 200879
0.40 30 200968 1.30 30 200916 2.75 102 201096 3.75 52 200838
0.45 30 200851 1.30 102~/ 200949 2.80 102 200872 3.80 55 201022
0.50 30 200912 1.40 102 201055 2.85 102 201015 3.80 75 201040
0.50 38 200917 1.45 38 200982 2.90 61 200885 3.80 102 201005
0.55 30 200861 1.50 30 200975 2.90 102 200926 3.85 55 201044
0.55 38 200869 1.50 30 v 323055 2.95 102 201097 3.90 55 201026
0.60 30 201064 1.50 32 981528 3.00 32 962285 3.90 75 200818
0.60 38 200976 1.50 40 ' 963071 3.00 38,5 960503 3.90 102 200804
0.65 30 200969 1.50 102 200961 3.00 46 301757 3.95 55 200835
0.65 38 201069 1.55 102 38577 3.00 5 977075 4.00 35 200938
0.70 30 v/ 200913 1.60 102 201076 3.00 61 v~ 201011 4.00 38,5 335046
0.70 38 v 200918 1.70 43 200884 3.00 102 200960 4.00 42 201054
075 30 /20090 170 102 20102 305 102 «/ 20084 400 51 v/ 332349
0.75 38 200865 1.80 46 201050 3.10 65 201053 4.00 55 v/ 200833
080 30 / 200862 180 102 200870 310 102 201079 400 62 /201017
0.80 38 v/ 200977 1.85 102 46203 3.15 102 201019 4.00 75 v/ 200817
0.80 102 200950 1.90 46 200948 3.175 30 303056 4.00 102 200857
0.85 30 v/ 201065 1.90 102 200852 3.175 38 201010 4.05 55 v/ 200889
0.85 38 v 200978 2.00 25 201058 3.175 102 966109 4.10 55 201024
0.90 30 200914 2.00 32 200988 3.20 65 200854 4.10 75 201094
0.90 38 v/ 200919 2.00 38 200986 3.20 102 200993 4.10 102 200874
0.95 30 v 200971 2.00 38 v/ 323064 3.25 102 200956 4.15 55 201104
0.95 38 v/ 201070 2.00 102 201057 3.30 65 200897 4.20 55 201085
1.00 30 v~ 201066 2.10 102 200925 3.30 102 200927 4.20 75 200830
1.00 30 323054 2.15 40 201013 3.35 102 200887 4.20 102 201098
1.00 32 ' 981529 2.20 53 200954 3.40 52 200836 4.25 55 201100
1.00 38 200979 2.20 102 201077 3.40 70 200924 4.25 102 973861
1.00 70 391314 2.30 53 200856 3.40 102 201080 4.30 58 201001
1.00 102 200907 2.30 102 200871 3.45 52 200941 4.30 80 201062
1.05 30 200972 235 102 47709 3.50 40 200859 4.30 102 200827
1.05 38 200866 2.40 57 201075 3.50 52 201025 4.35 58 200939
1.10 30 200915 240 102 200899 3.50 70 201060 4.40 58 201036
1.10 38 200920 2.45 102 46772 3.50 102 200873 4.40 102 201018
1.10 102 200902 2.50 32 201078 3.55 52 200837 4.45 58 200831
1.15 30 200863 2.50 43 v/ 323057 3.60 52 201034 4.50 50 v 312849
1.15 38 201071 2.50 102 200906 3.60 70 200908 4.50 58 200798
1.20 30 200973 2.60 57 200959 3.60 102 200994 4.50 80 200900
1.20 38 200980 2.60 102 200991 3.65 52 201103 4.50 102 200909
1.20 102 200947 2.65 102 38733 3.70 52 200890

Q



. DIXI 6801

TUNGSTEN CARBIDE
GROUND RODS

Dps L CARBIDE Dis L CARBIDE D5 L CARBIDE
4.55 58 201027 6.00 66 v/ 10665 10.00 67 335048
4.60 58 200877 6.00 66 v 200832 10.00 72 v 49215
4.60 80 201059 6.00 75 201082 10.00 73 332053
4.60 102 200828 6.00 81 975718 10.00 75 201083
4.65 58 200839 6.00 93 200883 10.00 90 200807
4.70 58 201086 6.00 102 200958 10.00 102 200945
4.70 102 201099 6.10 70 200898 10.00 133 200812
4.75 58 201020 6.10 102 200892 10.20 89 968835
4.80 62 200799 6.20 70 200911 10.20 133 200808
4.80 86 200819 6.20 102 201048 10.50 89 200810
4.80 102 201042 6.30 70 201051 10.50 133 201009
4.85 62 200840 6.30 102 200845 11.00 75 200998
4.90 62 200928 6.35 63 201056 11.00 102 200849
4.90 86 201041 6.35 76 200933 11.00 142 200813
4.90 102 200829 6.40 70 200967 11.50 102 201035
4.95 62 200891 6.40 102 201047 11.50 142 Ve 201092
5.00 62 201002 6.50 70 200943 12.00 74 v 333502
5.00 75 200996 6.50 102 200944 12.00 84 960550
5.00 86 200850 6.60 70 201081 12.00 102 200894
5.00 102 200962 6.60 102 201052 12.00 110 200905
5.10 62 200931 6.70 70 201063 12.00 151 201039
5.10 86 201012 6.70 102 201030 12.50 102 201090
5.10 102 200844 6.80 74 200997 12.50 151 200814
5.20 62 200800 6.80 109 966959 1270 76 200999
5.20 86 200963 6.90 75 201061 13.00 75 201006
5.20 102 200952 6.90 109 200951 13.00 102 200876
5.30 62 201087 7.00 60 200805 13.00 151 200882
5.30 86 200858 7.00 75 200929 13.50 107 201028
5.30 102 200878 7.00 109 200895 14.00 75 v/ 200930
5.40 66 200942 1.20 75 200881 14.00 76 v 960552
5.40 93 200953 71.50 74 201031 14.00 84 960551
5.40 102 200955 1.50 109 200811 14.00 107 200888
5.50 66 200801 7.80 79 v/ 200806 14.00 152 201045
5.50 102 200848 8.00 63,5 v 960546 14.00 160 201093
5.60 66 201043 8.00 75 396289 15.00 75 200880
5.60 102 200932 8.00 79 v 201007 15.00 m e 200935
5.70 66 201003 8.00 102 200893 16.00 83 v 335049
5.70 102 200802 8.00 17 200934 16.00 92 49217
5.80 66 201004 8.50 19 200965 16.00 102 201000
5.80 102 201088 8.50 17 967426 16.00 120 201105
5.90 66 200803 8.80 84 201038 16.00 152 v/ 201029
5.90 102 v’ 201037 9.00 67 201008 18.00 93 960557
6.00 32 v’ 994215 9.00 84 200995 18.00 125 200842
6.00 42 v~ 962222 9.00 102 201046 18.00 152 v 200843
6.00 50,5 v/ 960544 9.00 125 200946 20.00 105 960558
6.00 55 v’ 332354 9.50 84 200826 20.00 130 200816
6.00 57 960545 9.50 125 v 201091 20.00 152 v/ 201106
25.00 105 955903

4
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POLISHED CARBIDE BALLS

[mm] inches CARBIDE
0.500 11330
0.600 12684
0.700 11331
0.7938 1/32" 13962
0.800 11332
1.000 11333
1.100 14065
1.1906 3/64" 12735
1.200 12739
1.500 11336
1.5875 1/16" 13617
1.750 11337
2.000 11338
2.3815 3/32" 13963
2.500 11339
2.750 12786
2.7781 7/64" 12788
3.000 11340
3.175 1/8" 11328
3.200 12602
3.500 11341
3.750 12825

——

POLISHED AL, 0, - SIC BALLS

[mm] inches CERAMIC
1.50 19035
3.00 19036

3.175 1/8" 21267
4.00 19037
450 15864
5.00 22280

DIXI 6820

[mm] inches  CARBIDE
5.500 12226
3.9685 5/32" 13964
4.000 11342
4500 11343
4.762 3/16" 13586
5.000 11344
5.500 12226
5.5565 7/32" 13965
6.000 11345
6.350 1/4" 13957
6.500 10496
7.000 11346
7.1438 9/32" 13966
7.500 11347
7.9370 5/16" 13535
8.000 11348
8.500 13956
8.7315 11/32" 12920
9.000 11349
9.525 3/8" 13959
10.000 11350
11.000 11351
DIXI 6961
[mm] inches CERAMIC
7.00 28995
8.00 28994
10.00 29401
11.00 59670
12.00 37932

[mm] inches CARBIDE
11.112 7/16" 13536
15.000 12226
12.000 12671
12.700 1/2" 13550
14.000 12673
14.287 9/16" 12985
15.000 11352
15.081 19/32" 13983
15.875 5/8" 13960
16.000 12674
16.6688 21/32" 22063
17.000 12675
17.462 11/16" 13961
18.000 12676
19.050 3/4" 13958
20.000 12678
21.431 27/32" 28751
22.000 14179
23.000 13038
24.000 13012
25.000 13639
25.400 1" 11017



DIXI 6960

—

RUBY / SAPPHIRE POLISHED BALLS

[mm] inches RUBY [mm] inches RUBY [mm] inches sapphire
0.50 31368 2.00 13998 1.00 13859
0.70 19603 2.381 3/32" 19023 1.50 19024
0.7931 1/32" 23153 3.00 14048 1.5875 116" 60423
0.80 17774 3.175 1/8" 16644 2.00 15144
1.00 13996 4.00 14063 2.50 19025
1.1906 3/64” 30249 5.00 14811 3.00 13282
1.20 29360 6.00 16320 3.175 1/8" 17052
1.50 13997 6.35 174" 17706 4.00 16962
1.585 1/16" 19626 7.00 17211
1.75 21380 8.00 15716
BALLS
PROPERTIES OF MATERIALS
Tungsten carbide Ruby / Sapphire CERAMIC Silicon carbide
Compound 94 WC+6 Co Al, 0, Al, 0, SiC
Specific weight 14.90 3.98 3.90 3.1
Hardness HV 50 1700 - - 2500
Knoop hardness 180072200 2000
Modulus of elasticity E (kN/mm?) 640 420 350 400
Compression resistance (kN/mm?) 5.7 2.1 24 41
Tensile strength (kN/mm?) 1.7 0.019 0.025 0.4
Softening point (°C) 600 1800 1725 1400
Melting or dissociation point (°C) 2600 2050 2050 1900
Thermic dilatation (10-6/°C) 5 5.3-6.2 6.6 43
Specific heat (j/g/°C) 0.20 0.043 0.06 0.8
Porosity porous resistant porous porous
Resistance to acid attacks relative total total excellent
Resistance to alkaline attacks relative total total excellent

4




- DIXI 0420 - DIXI 0421

CARBIDE PLAIN GAUGES

DIXI 0420 (x 0.5um)

Ly

e —

R 7 007 0 50—

D, +0.0005 L

0.100 - 0.199 1.50
0.200 - 0.299 2.00
0.300 - 0.499 3.50
0.500 - 1.499 5.00
1.500 - 1.950 6.00
1.951 - 3.499 8.00
3.500 - 3.999 10.00

Standard each 0.001Tmm
Available in 72h.

Products available with an internal control
protocol or made by an external laboratory

PROTOCOLE DE CONTROLE DI
DIAMETRE DE TAMPON LISSE
Certificat N° : ... e N/C Page 1 sur 1
Date de mesure :. 15.08.2016
e N/C
Objet : ... Tampon lisse
Article ... 309161
Descriptio ... DIXI 0420 @ 1.000 + 0.5 ym L1= 5 D= 3 L= 38 SP
2299
Tolérance Tolérance
@ nominal voul 2 @ mesuré Ecart
(mm) inférieure supérieure (mm) (mm) Remarque
(¢m (#m
1.0000 -0. +0.! .0001 +0.0001 -a
1.0000 - + .0002 +0.0002 -b
1.0000 -0.! +0.. .9999 -0.0001 -
1.0000 -0. +0. .9998 -0.0002 -d
1.0000 -0.5 +0.5 1.0002 +0.0002 El-e
1.0000 -0.5 +0.5 1.0001 +0.0001 E2-f
E2 El
B A d c
I -— -— e [=
—: ' C r m 2
B A
- -—
B-B A-A
Instrument de mesure :................. Banc de mesure horizontal (inv. N® BM040)
de mesure : Entre touches plates
Instruction de contrdle N° :........... N/C
de mesure : 0.4pm
H 20°C
T H 1SO 9001:2008
Résultat de la mesure :................. Opérationnel
—
Le Locle, le 15.08.2016 il m;_
Date / Lieu Opérateur
oIl A Tél.+41(0)32933 54 44
150 cH Fax+41 (0)32 93189 16
150 dixy wwww diipolytool.com

DIXI 0421 (+ 1.0,um)

D, +0.001 L

0.10-0.19 1.50
0.20-0.29 2.00
0.30 - 0.49 3.50
0.50 - 1.49 5.00
1.50 - 1.95 6.00
1.96 - 3.49 8.00
3.50-3.99 10.00

From stock each 0.01mm

Contact us for any other set composition

SET 50 PIECES




NOTICE




PROBES & GAUGES

The materials used for DIXI probes are in accordance

with their intended application and geometrical specifications:
- Minimal inertia

- Minimal bending

- Wear and/or environment resistance

- Specific geometry

- Precision

Dimensions and materials must be indicated when ordering.

SOLID CARBIDE ANVILS

Absolutely necessary as a reference basis, DIXI anvils are
perfectly polished and manufactured to very fine flatness limits.
PCD and CBN anvils are also available on request.

Dimensions and diameters must be indicated when ordering.




SMALL-SIZE PRECISION VICE

This mini vice concentrates all the requirements that
we put into our daily work to ensure extreme quality
and perfect consistency in our products.

- compact, very handy and easy to use
- can be used on all measuring instruments

- can be rotated 360°

ANODIZED ALUMINUM VICE WITH STAINLESS STEEL SUPPORT
art : 369645

- dimensions 15 x 15 x 76
- gripping capacity 15.5 mm

Set of two clip-on jaws in stainless steel
art: 381484

- Set of smooth jaw and notched jaw
- dimensions 15x 3 x 8

Set of two clip-on jaws in Delrin
art: 381485

- Set of smooth jaw and notched jaw
- dimensions 15 x 3

Adjustable clip-on support
art: 367295

- dimensions 50x 37 mm







PICTOGRAMS AND INFORMATION

TOLERANCE CHART

HARDNESS CHART

ROUGHNESS CHART

SERVICES

APPLICATION FIELDS OF COATINGS

MATERIAL GROUPS AND EXAMPLES

TOOLS INDEX



PICTROGRAMS
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How to use Chamfer

Cutting conditions Radius

All directions possible Sharp corner

&
S
&

Only contouring Radius tolerance

Contouring and angular plunging 0006/ Profile form tolerance

Contouring and plunging Web thinning

DIN standards Centre cutting

ISO standards

DIXI standards No centre cutting

Parting off No cooling
Slotting TC cooling
Different helix angles FC cooling

Irregular teeth

@ With clamping flat
With chamfer P

For a through hole

For a blind hole

®
©

=
~
=

Material groups

\"4

-
(2]
S
(—]
=
=~
3

3

N

Hardness of material

a

Centre cutting for@> ...



INFORMATION

Cutting material
O Carbide

PCD ® Polycrystalline diamond
CvD B CVD Polycrystalline diamond
DIA & Monocristalline diamond
CBN A CBN Polycrystalline diamond
Coatings
TiAIN B With TIAIN coating 7 Number of teeth
DICUT | With DICUT coating Ve Cutting speed [m/min]
XIDUR B With XIDUR coating f Feed / revolution [mm/rev.]
C-TOP B With C-TOP coating Vf  Feedin[mm/min]
CUTINOX With CUTINOX coating n  Rotation speed [rpm]
DAC M With DAC coating ap  Depth of cut
DIXAL With DIXAL _ ae  Width of cut
It coatin
g Rm  Tensile strength [N/mm?]
DLC B With DLC coating fz Feed per tooth [mm]
DIAMANT M With diamond coating R Right-hand cutting
DINAC With DINAC coating Left-hand cutting
DITOP M  With DI-TOP coating P~ Page
DRYCUT B With DRYCUT coating
POLYCUT =  With POLYCUT coating
COOLANT STYLES
. w HH  Helicoidal holes Twist drill DIXI 1145-HH
Twist mills

. -SH Straight holes Straight flute slot drills  DIXI 72420-SH
@ = -TC Through hole Solid carbide reamers POLY 4001-TC

Straight holes - End mills
. # e radial outlet with flute coolant DIXI 7563-FC

— Peripheral
0 0 E -PH he”p era Micro-mills DIXI 1738-PH
oles
)
Solid carbide reamers

4



TOLERANCE CHART

286

[um]
[mm] D10 | E9 F7 B G7 | G9 H6 H7 H8 H9 | H10 | H11 | H12 | H13 | JS7 | JS9 | K6 K7 | M6 | M7 | N7 | N9 | P7 P9
B 3 +60 | +39 | +16 | +20 | +12 | +27 | +6 | +10 | +14 | +25 | +40 | +60 | +100 | +140 45 | 4125 0 0 -2 -2 -4 -4 -6 -6
+0 |+ | +6 | +6 | +2 | +2 | 0o | o | 0o | 0o | 0o | 0o |0 |0 |*®|* 6| -0 -8 |-12|-14| -9 -16]-3
3> g =6 +78 | +50 | +22 | +28 | +16 | +34 +8 +12 | +18 | +30 | +48 | +75 | +120 | +180 46 | 415 +2 +3 -1 0 -4 0 -8 -12
+0 | +20 [ +0 |40 | +4 | +4 | 0o | o | o | 0o | o] 0o 0o | 0o |*|* 6| -9 -9 -12|-16]-0 -0 -2
6 10 +98 | +61 +28 | +35 | +20 | +41 +9 +15 | +22 | +36 | +58 | +90 | +150 | +220 275 | 118 +2 +5 -3 -0 -4 0 -9 -15
+40 | +5 [ +13 |+ +5 | +5 | 0 0o | o | 0o | 0o | 0o | 0o | 0 [|* B T T R Y R T S R Y R
10 18 +120 | +75 | +34 | +43 | +24 | +49 | +11 | +18 | +27 | +43 | +70 | +110 | +180 | +270 +9 | 4215 +2 +6 -4 0 -7 0 -14 -2
+50 | +2 | +%6 | +16 | +6| +6 | 0 | o | o | 0o | o | 0o | 0o o ||| 9|5|-7|-n|-B8B|-52|-5-n
18 20 +149 | +92 | +41 +53 | +28 | +59 | +13 | +21 +33 | +52 | +84 | +130 | +210 | +330 105 | +% +2 +6 -4 0 -7 0 -14 -2
+65 | +0 [ +20 [ +20 | +7 | +7 | 0 | 0o | o | 0o | o] 0o 0| 0| S TR R T B O " T " T . - B 7
30 50 +180 | +112 | +50 | +64 | +34 | +71 | +16 | +25 | +39 | +62 | +100 | +160 | +250 | +3%0 L5 | 231 +3 +7 -4 0 -8 0 -17 -26
+80 | +50 | +5 [ +5 | +9 | +9 | 0o | o | o | 0o | 0| 0o | 0o | 0 | =g .| w5 - | e | 2| -8
50 30 +220 | +134 | +60 | +76 | +40 +19 | +30 | +46 | +74 | +120 | +190 | +300 | +460 o5 | ey +4 +9 -5 0 -9 0 -2 -2
+100 | +60 | +30 | +30 | +10 oo oo oo oo || 5| a|-2un|-30| -9 -n|-5]-00
+260 | +159 | +71 | +90 | +47 +22 | +35 | +54 | +87 | +140 | +220 | +350 | +540 +4 +10 -6 0 -10 0 -2 -3
8 2| o | v | +m | 43 | 412 o oo o] oo o o ™| g 5| .8|-35 -45|-87|-59]-1%
120 180 +305 | +185 | +83 | +106 | +54 +25 | +40 | +63 | +100 | +160 | +250 | +400 | +630 w0 | 250 +4 +12 -8 0 -12 0 -28 -43
+15 | 485 | +43 | +83 | +14 oo oo oo oo || a|l-8|-8|-0 52 -0|--6,]-11
+355 | +215 | +9%6 | +12 | +61 +29 | +46 | +72 | +115 | +185 | +290 | +460 | +720 +5 +13 -8 0 -14 0 -3 -50
1% B0 0 | 410 | 450 | 450 | 415 0o oo o oo oo B % m|.3| s -60)|-115-9-5
20 315 +400 | +240 | +108 | +137 | +69 +32 | +52 | +81 | +130 | +210 | +320 | +520 | +810 6 | 65 +5 +16 -9 0 -14 0 -3 -56
+190 | +110 | +5% | +56 | +17 oo oo oo o] o |*|*™ z|-%|-a|-5 -6 -10]-8]-
+440 | +265 | +119 | +151 | +75 +36 | +57 | +8) | +140 | +230 | +360 | +5/0 | +8%0 +7 +17 | -10 0 -16 0 -4 -62
35 800 | o | 415 | +62 | +62 | +18 o oo o oo oo BN n w|s|w B -wl -8 -w
[wm]
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HARDNESS CHART

Rm Brinell Vickers Rockwell Rm Brinell Vickers Rockwell
[N/mm2] [HB] [HV 30] [HRB] [HRC] [N/mm2] [HB] [HV 30] [HRC]
370 109 115 950 280 295 29.2
385 114 120 66.7 965 285 300 29.8
400 119 125 995 295 310 31.0
415 124 130 7.2 1030 304 320 32.2
430 128 135 1060 314 330 333
450 133 140 75.0 1095 323 340 34.4
465 138 145 1125 333 350 355
480 143 150 78.7 1155 345 360 36.6
495 147 155 1190 352 370 31.7
510 152 160 81.7 1220 361 380 38.8
530 156 165 1255 3N 390 39.8
545 162 170 85.0 1290 380 400 40.8
560 166 175 1320 390 410 41.8
575 17m 180 87.1 1350 399 420 42.7
595 176 185 1385 409 430 43.6
610 181 190 89.5 1420 418 440 445
625 185 195 1455 428 450 453
640 190 200 915 1485 437 460 46.1
660 195 205 925 1520 447 470 46.9
675 199 210 935 1555 456 480 41.7
690 204 215 94.0 1630 475 500 49.1
705 209 220 95.0 1700 494 520 50.5
720 214 225 96.0 1775 513 540 51.7
740 219 230 96.7 1845 532 560 53.0
755 223 235 1920 551 580 54.1
770 228 240 98.1 20.3 1995 570 600 55.2
785 233 245 213 2070 589 620 56.3
800 238 250 99.5 222 2145 608 640 57.3
820 242 255 23.1 660 58.3
835 247 260 101 24.0 680 58.3
850 252 265 24.8 700 60.1
865 257 270 102 25.6 720 61.0
880 261 275 26.4 740 61.8
900 266 280 104 760 62.5
915 21 285 780 63.3
930 276 290 105 800 64.0




ROUGHNESS CHART
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SERVICES

REGRINDING

DIXI Polytool offers its clients a complete regrinding service
for all types of carbide, HSS, PCD and natural diamond tools.

The service is available for the DIXI range of tools as well

as the assortments of the competition. The regrinding is realized

on 5 axes grinding machines, in order to guarantee perfect geometry
and advanced methods are utilized in the controls department.

Rapid execution allows our clients to maintain flexible planning.

E-SHOP

Order our standard tools online.

DIXI CHAT
m—— _ ’ Our engineers are at your disposal for any
questions directly on our DIXI CHAT.

S\

SPECIAL TOOLS QUOTATION REQUEST

Use our online formular.

Create your tool

Conting

Theough esalant

Quantity {e.g. : 5/10/20) *




APPLICATION FIELDS OF COATINGS

Material to be machined

TIAIN DICUT XIDUR C-TOP
VDI Hardness Temp. |Hardness Temp. | Hardness Temp. | Hardness Temp.
3323 (HV005)  max |(HVO05) max | (HVOO5) max |(HV005)  max
3100 80°C | 3000 80°C | 3100 00°C| 3400 1100°C
Unalloyed steel, leaded steel 1-5 O O O @
Low alloyed steel <800 N/mm? 6-9 O O O ©
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10 -13 O O @
Austenitic stainless steel < 700 N/mm? 14.1-14.2 O @ O @
M
Nickel-free stainless steel / DUPLEX > 700 N/mm? 143-14.4 O O O ©
Grey castiron < 250 HB 15-16 O O O
Ductile, malleable, nodular cast iron > 250 HB 17-20 O O O
Wrought aluminium alloy < 12% Si 21-22
Cast aluminium alloy >12% Si 23-25
Copper alloy good machinability with Pb 26
Copper alloy with difficult machinability 27 -28
Plastic, wood 29-30
Graphite
CRFP
Gold, silver
Platinum
Refractory alloy, Fe, Ni, Co base 31-35 O @ @
Titanium, titanium alloy 36 - 37 O O
Hardened steel >45 HRC, hard cast iron 38-41 @ O
x Inapplicable
O Good
@ Excellent




Engraving  Tapping  Reaming
CUTINOX DAC DIXAL DLC DRYCUT DIAMANT DINAC DI-TOP POLYCUT
e T e e T s Ty T e T e e
3200 1000°C| 1900 700°C| 2100  550°C| 4800  500°C | 7000 50°C | 10000 500°C| 3250  450°C| 320 450°C| 3200  450°C
@) % b4 b 4 @) @) (@)
@) % % % @) O @)
O % % 4 @) O ©
© 4 % 4 © © O
@) % b4 b 4 @) @) (@)

% % % O O
b 4 b 4 b 4 O O
@) @) @) @) O @)
O O © © O
O O @) @) O @)
O O O @) O @)
O ©
O © @)
O O
O @) @)
O O O O
O % % % O @)
b 4 b 4 b 4
b 4 b 4 b 4 O




MATERIAL GROUPS

2 W AISI/SAE DIN BS AFNOR JIS
i 0.0030 A366(1012); 1008 c10 040 A 10; 045 M 10; 1449 10 CS AF34 € 10;XC 10 s10c
! 1.0028 Ust 34-2(S25061T) A342 $5330
i 1,003 RSt34-2 (S25062T) 1449 34/20 HR, HS, CR, CS A34-2NE
! 1,003 51185 (Fe 310-0); St33 Fe 310-0; 1449 15 HR, HS A%
i 1.0036 ABT0; 6. 33,36 $235JRG1 (Fe 360 B) Ust 37-2 Fe 360 B; 4360-40 B
! 1.0037 $235JR (Fe 360 B) St37-2 Fe 360 B; 4360-40 B E 242 STKM 12A.C
! 1.0038 15 6S-CK16 030A04 $5330
q 1.0044 A5706r. 40 S275.R (Fe 430 B) St44-2 Fe 430 BFIY 1149 19725 R, HS E28-2 SM 400 AB;C
! 1.0045 S355.R 4360-50 B E36-2
! 1.0050 AB70 Gr50; A 572 Gr50 E295 (Fe 490-2); St 50-2 Fe 490-2 FN; 4360-50 B A50-2 $5490
! 1.0060 AB726r.65 E335 (Fe 590-2); St60-2 Fe 60-2; 4360-55 E; 55 C AG0-2 SM 570
! 1.0070 360 (Fe 690-2); St 70-2 Fe 690-2FN E282
! 10112 P2355 1501-164-3608 LT20 E36-2
i 10114 $2350U;5t37-3U 4360-40C A50-2
1 10116 AL :7531 %‘?BCA ST06r36C | 5536263 (Fe 360 D 1); St37-3 FER Dls';zf:g?” PEIE A60-2
i 10130 P2655 1501-164-4008 LT 20 A42AP
! 10143 S275J0; St44-3 U 4360-43C E283
! 10144 AB736r.70; A611 GiD S2750263(Fe 430D 1); St44-3 |  Fe430 D1 FF, 4360-43 C; 43 D £ 283 € 26-4 SM 400 AB;C
i 1.0149 S275J0H; RoSt 44-2 4360-43C
i 1.0226 DX51D; St022
! 1.0301 M 1010 c1o 040 A 10; 045 M 10; 1449 10 CS AF34C 10;XC 10 s10C
i 1.033 A621 (1008) DCO1; St2 St12 1449 4 CR; 14493 CS TE SPHD
! 1.0333 A619(1008) Ust 3 (DCO3G1); Ust 13 14492 CR:3 CR E SPCD
i 1033 A621 (1008) USEW 23 (DD1261) sC SPHE
! 1.0335 A622(1008) DD13; StW 24 1449 1 HR 3 SPHE
i 1.0338 A620(1008) DCO4; Std; St 14 14491 CR:2 CR ES SPCE
1501 Gr. 141-360
s | ASSGEEATG A pason
1501 Gr. 164-360; 161-360 :
1 1.0402 (M) 1020; M 1023 2 s %OHZ', 220 )ﬁ:Fz452; e s20¢
1 1.0402 1020 ) 050A20 26/20 cC20 s22¢
! 1.0402 1020103 c2 055 M 15, 070 M 20 2C AF 42 20; XC 251 C 22 $20C522¢
1501 Gr. 161-400;151-400 SPV 315; SPV 355
i 1.0425 P65GH  HII 1501 Gr. 164-360; 161-400 A42CP; AP S6 295; SGV 410
1501 Gr. 164-400;154-400 SGV 450; SGV 480
i 1,043 7276535 6S-45 Al E23-45 M
! 1.0539 S355NH;SKE 335 TSE 3554
! 1.0545 $356N; SE 355 4360-50E E355R
! 1.0545 S35ENLTS(E 365 4360-50EE E 355 FP
! 10547 $355J0H 4360-50C TSE355-3
1 1.0549 $365 NLHTStE 355
! 10533 $35500;5t52-3U 4360-50C E36-3
1 1.0562 A 633 Gr.C; A568 P355N; SIE 355 1501 Gr.225-490A LT 20 FEEsggER/K;N SN
AS510AP R
! 1.0565 PIBENH; WSHE 365 1501-225-4908 LT 20 A510 AP s20c
! 1.0566 A 366 (1012); 1008 P355NL1; TSE 355 1501-225-490A LT 50 AS10FP
. 1,070 1213 $355J263 St52-3 Fe51001 _Fiégg_‘go!ig/ 35 HR-HS E 36-3; E 36-4 SM 490 ABC; YAYB
1 10715 1213 9SMn 28 (1SMn30) 230M07 $250 SUM 22
! 10715 12L13 95Mn 28 20M07 S 250 SUM 22
! 10718 1108; 1109 9.SMnPb 28 (11SMnPb30) Fe 360 B; 436040 B S250Pb SUMZ LS




MATERIAL GROUPS

o W, AISI/SAE DIN BS AFNOR JIS
! 10721 11L08 10520 (210M 15) 10820, 10F2
! 10722 11108 10SPb20 10PbF2
! 1073% 1215 10SPb20 10PbF2 SUM25
! 10737 12114 9.SMn 36 11SMn37)
! 10072 A570 Gr50; A 572 Gr50 9.SMnPb 36 (11SMnPb37) 1501-40F30 E3150
! 10976 A5726r.65 S315MC; StE 300 TM 1501-43F35 E355D
! 10082 S3B5MC; QStE 360 T 1501-50F45
! 10984 SABOMC; QSE 460 TM E490D
! 10986 S500MC; QSE 500 T 1501 - 60F55 E560D
i 11121 1010 CK10(C10E) BOA10 XC10 S9CK;S10C
1 1121 St37-1 436040 A
i 11141 1015 CK 15(C15E) 040 A 15; 080 M 15 XC12 XCI5XC18 $15,515CK
i 11151 1020; 1023 C22E CK 22 2022 XCI8XC25 | S20C,S20CK;S22¢C
! 12080 D3 X210Cr 12 BD3 Z200C12
! A36 Sta42 4360 43A NFA 35501 E 28
i A621 (1008) StE320-32 1501160
! 18900 AB72:60 SE380 436055 E S25¢
i 10406 (M) 1025 c25 070M 26 1025
i 10416 A622(1008) 6538 20-400M
1 10473 A537CL1A414 G GAB12 P355GH 19Mn6 AB2CP SGV;&?&}’ =
080A32, 080 A 35080 M3 1035
i 10501 1035 c35 PRI ' AF55C 35 S35C
XC38
2 10503 1045 CF 45 (C456) 060 A 47080 M 46 XCA2H1TS S45C
2 10511 1040 c40 080 M 40 1C.40; AF60C 40 sa0c
2 1.0540 C50
2 10551 27036 6552 A2 280-480M
2 10553 A148:80-40 GS-60 % 320-560M
2 10577 AT38 $3650264 (Fe 510D 2) FoBI0 D2 FE 190 Sr224-460 AB2FP
2 10726 1140 BS2 212M3% 3BMF6
2 10727 1146 45520 (46520) 45MF4
2 11157 1035, 1041 40Mn4 150 M 36 3B5M5,40M5 S09CK; S25C
2 11158 1025 C25E, CK 25 (070 M 25) 2C25,XC25
2 11166 153 3UMnS 4360-50C
2 11170 1330 28Mn6 (150 M 28}, (150 M 18) 20M5,28Mn 6 SCMn 1
2 11170 1330 28Mn6 150M5 M5
2 11170 1330 28Mn6 M5 SCMn 1
2 11178 C30E; CK 30 080M30 XC32
2 11170 1330 28Mn6 (150 M 28}, (150 M 18) 20M5,28Mn 6 SCMn 1
2 11170 1330 28Mn6 150M5 M5
2 11170 1330 28Mn6 M5 SCMn 1
2 11178 C30E; CK 30 080M30 XC32
2 11180 1035 C35R; Cm 35 080A 35 3C35XC32
2 11181 1035, 1038 C35E CK 35 080 A 35; (080 M 36 2035, XC3ZXCa8H 1 S35C
2 11181 1035 C35E; CK 35 080 A 35; (080 M 36 $35¢
2 11191 1042 GS- Ck45 080 A6 XC45
2 1.1208 1049; 1050 C50E CK 50 080 M 50 2C50,XC48HT;XC50H 1
2 11213 1050; 1055 Cf53(C536) 070 M55 XC48HTS S50C
2 15423 4520 2Mo4 1503-245-420 SB450M

4




MATERIAL GROUPS

:32; W-Nr. AISI/SAE DIN BS AFNOR Jis
2 1.0481 A516 Gr70; A515 Gr. 0 A 414 GrF; G P295GH 17 Mn 4 1501 Gr. 224 A48 CpAP S6365, 5B 410 SGV 450
2 1.0503 1043 C35 060 A 47; 080 M 46; 1449 50 HS, CS 1C45; AF 65 C 45 sa5C
2 1.0614 1074 C76D; D752 XC75
2 1.0616 1086 C 86 D; D 852 XC80 SMn 433 H; SCMn 2
2 1.0618 1095 C920,0 %2 XC90 SN 438 (H); SCMin3
2 1.1165 1036, 1330 30M5 120 M 36, (150 M 28) BM5 saoc
2 11167 1335 30Mn5 150 M 36 HM5 S45C;S48C
3 1118 1040 CA0E CK 40 060 A 40, 080 A 40; 080 M 40 2C40;XC42H1 S50C
3 11191 1045 C4SE CK 45 080 M 46; 060 A 47 2C45,XC42H1;XC 45, XC 48 H 1
3 11201 1049 Ca5R; Cm 45 080 M 46 3C45,XCA2H 1;XC4BH 1 SMA00ABC
3 1.7242 18 CrMo 4
3 17337 A3876r.12C1 16CrMo4 4
3 17362 12CrMo 195 Z10CD5.05
3 AST2-60 17MAV6 3606-625 NFA 35501 E 36
3 1,035 1055 C55 436055 E 1C55,AF70C55 S55C
3 1.0601 1060 C80 070 M 55 1C60; AF70C 55 S58C
3 1.0603 1070 c67 060 A 62; 1449 HS,CS XC65
3 1.0605 1074; 1075 c75 080 A 67; 1449 70HS
3 11203 1055 C55E CK 55 14980 HS 2CHXCEEH 1 S55C
3 11209 1055 C55R Cm 55 060 A 57; 070 M 55 3CH5XCE5H 1
3 11221 1060; 1064 COE CK 60 070 M 55 2C60;XC60H 1 S58C
3 11231 1070 CK 67 (CH7E) 060 AB2 XC68
3 11248 1074; 1075; 1078 CK 75 (C75E) 060 A67 XC75
' 1.1269 1086 CK 85 (C85E) XC9
4 11274 1095 Ck 101 (CTOTE, C 125W XC 100 SUP4
' 1.1663 w2 C125W Y2120
‘ 1.0070 St702
4 1.7238 49CrMo 4
4 17701 51 CrMoV 4
4 10116 AS73.8165 St373 1360408
4 1.0345 A51565 Hi 1501 161
‘ 1.0841 5120 St523 150M 19
‘ 1.0904 955 555i7 250053
' 1.0904 954 5557 25045
5 1.0961 9262 60SiCr7 1501 161 60SC6
5 1.2067 13 100C16 BL3 100Cs
5 12108 b 90 CrSi5
6 12210 L2 115CrV3 100C3
6 12201 51CHV4
6 12311 40CiMnMo 7
6 12330 435 35CiMos4 08A37 UCD4 SCMA35TK
6 12419 105WCr5 BOI 105WC 13
6 12510 1 100 MnCrW 4 BSI 8M08 sks31
6 12582 s1 sWer?
6 12550 s1 BOWCIV7 55WC 20
6 12113 6 SENICMoV6 55NCDV 7 SKT4
6 1221 6 5ONICr13 55NCV 6
6 12842 02 90MnCIV8 BO2 0 M8
6 13501 E50100 100Cr2 55WC 20
6 13505 52100 100C16 25135535 A 99 100C6 SuJ2




MATERIAL GROUPS

oo W-Nr AISI/SAE DIN BS AFNOR Jis
6 1.5024 46Si7 45S7;46SI7
6 1.5025 9255 51Si7 5187;518i7
6 1.5026 9255 55Si7 251a58 5587
6 15027 9260 60Si7 251 A60; 251 H 60 60S7
6 1.5028 9260 H 65Si7 60S7 50P7 SUP6
6 15120 38 MnSi 4
6 1.5415 A 204 Gr.A; 4017 16Mo3; 15 Mo 3 1503-243 B 15D3
6 1.5419 4419 20Mo4 1503-243-430 SCPH M
6 1.5622 A350-LF5 14Ni6 16N 6
6 1.5732 3415 1NilCr10 14NCN
6 1.5752 3310; 3314 14NilCr14 655M13 12NC 15
6 1.6587 17CrNiMo6 820A16 18NCD 6
6 1.6657 14NiCrMo134
6 1.7015 5515 15Cr3 523 M 15 12C3 SCra15(H)
6 1.7033 5132 34Crd 530A32 32C4 SCra30(H)
6 1.7035 5140 41Crd 530M40 42C4 SCra40(H)
6 1.7045 5140 42Cri 530 A 40 42C4TS SCr440
6 1.71131 5115 16MnCr5 521M 17 16 MC5
6 1.7139 16MnCr5
6 1.7176 5515 55Cr3 527 A60 55C3 SUPY(A)
6 1.7220 4135; 4137 34CrMo4 708 Aa 37 35CD4
6 1.7223 4142 41CrMo4 SNB 22-1
6 1.7225 4140 42CrMo4 708 M0 42CD4
6 17176 5515 55Cr3 527 A 60 55C3 SUP9(A)
6 17220 4135, 4137 34CrMo4 708 Aa 37 350D 4
6 1.7223 4142 41CrMo4 SNB 22-1
6 17225 4140 42CrMo4 708M0 42CD4
6 1.7228 55NiCrMoV6G 823M30
6 17262 15CrMo5 28Mn6 12CD4
6 17321 20mOcR4 C30E; CK 30
6 1.7335 ASTM A182F-12 13CrMo4 4 1501-620Gr27
6 1.7335 A182-F11;12 13CrMo 44 1501620 Gr. 27 15CD 45 SCM415(H)
6 1.7380 ASTM A 182 F.22 10CrMo9 10 1501-622gR31; 45
6 1.7380 A182F-22 10CrMo 910 1501-622 12CD9.10
6 17715 14MoV6 3 1503-660-440
6 1.8509 A355A 41CrAIMo 7 905 M 39 40 CAD 6.12
7 1.0038 A570.36 $235JRG2 (Fe 360 B) RSt 37-2 Fe 360 B FU 1449 27/23 CR; 4360-40 B E 24-2NE
7 1.5710 3135 36NiCr6 640A35 35NC6
7 1.5755 31NiCr 14 653 M 31 18NC 13
7 1.6523 8620 2NiCrMo2 805M20 20NCD 2
7 1.6546 8740 40 NiCrMo 22 311-Tyre 7
7 1.7218 4130 25CrMo4 CDS 110 25CD4
7 1.7733 24 CrMoV 55 20CDV6
7 1.7755 GS-45CrMOV 104
7 1.8070 21CrMoV 511
8 1.2332 4142 47CrMo 4 708 M 40 42CD4 SCM (440)
8 1.3401 A128 (A) G-X120Mn 12 Z120M12 SCMnH 1, SCMn; H 11
8 1.5736 3435 36 NiCr 10 30NC T

4




MATERIAL GROUPS

3\13?3 W.-Nr. AISI/SAE DIN BS AFNOR JIS
8 1.6511 9840 36CrNiMo4 816M40 40NCD 3 SUP 10
8 1.6582 4340 35CrNiM 6 817 M 40 35NCD 6 SNCM 447
8 1.7361 32CeMo12 722M 24 30CD 12
8 1.8159 6150 50Crv 4 735 A 50 50CV 4
8 1.8161 58 Crv 4
8 1.8515 32CrMo 12 722M 24 30CD 12
8 1.8523 39CrMoV139 897M39
9 1.4882 X50 CrMnNiNbN 219 750 CMNNb 21.09
9 1.5710 3135 36NiCr6 640A35 35NC6 SNC236
9 1.5864 35niCr18
9 31 NiCrMo 134 830M 31
10 1.0144 A573-81 ST44-3 436043 C E28-3 SM 400A;B;C
10 1.0347 A619 DCO3; RSt;RRSt 13 14493 CR; 14492 CR B
10 1.0401 M 1015; M 1016; M 1017 C15 080 M 15 AF37C12,XC18 S15C
10 1.0570 ST52-3 436050 B E36-3 SM490A;B;C;YA,YB
10 1.0718 12L13 9 SMnPb 28 S250 Pb SUM 221
10 1.0723 15S822;155 20 210A15;210M 15 SUM 32
10 1.2083
10 1.2343 H1 X38CrMoV51 BH11 Z38CDV5
10 1.2344 H13 X40CrMoV51 BH13 Z40CDV5 SKD61
10 1.2363 A2 X100 CrMioV 51 BA2 Z100CDV5 SKD12
10 1.2379 D2 X155 CrVMo 121 BD2 Z160CDV 12
10 1.2379 HNV3 X210Cr12G BD2 Z160CDV 12
10 1.2436 D4(D6) X210 Crw 12 BD6 Z200CD 12
10 1.2581 H21 X30WCrV9 3 BH 21 Z30WCV9 SKD5
10 1.2601 X165 CrMoV 12
10 1.2606 H12 X 37CrMoW 51 BH12 Z35CWDV5
10 1.3343 D3 S6-5-2 BM2 Z2200C12 SUH3
10 1.2436 D4(D6) X210 Crw 12 BD6 Z2200CD 12
10 1.2581 H21 X30WCrv9 3 BH21 Z30WCV9 SKD5
10 1.2601 X165 CrMoV 12
10 1.2606 H12 X37CrMoW 51 BH12 Z35CWDV 5
10 1.3343 D3 S6-5-2 BM2 Z200C12 SUH3
10 1.4563 N08028 Z1NCDU 31-27-03
10 1.5662 ASTM A353 X8Ni9 1501-509;510 SLIN60(53)
10 1.5662 ASM A353 X8Ni9 502-650 9Ni
10 1.5680 2517 12Ni19 12Ni19 Z18N5
1 1.3202 S$12-1-4-5 BT 15 SKS 31
1 1.3207 $10-4-3-10 BT 42 Z130 WKCDV
1 1.3243 T15 S6-5-2-5 KCV 06-05-05-04-02 SKH55
11 1.3246 §$7-4-2-5 Z 110 WKCDV 07-05-04
1 1.3247 S$2-10-1-8 BM 42 Z110 DKCWV 09-08-04
1 1.3249 M 42 S$2-9-2-8 BM 34
n 1.3255 T4 $18-1-2-5 BT4 280 WKCV 18-05-04-0
n 1.3343 M2 S6-5-2 BM2 Z85WDCV SKH 51
1 1.3348 M7 $2-9-2 7100 DCWV 09-04-02
11 1.3355 T1 $18-0-1 BT1 Z80WCV 18-4-01
n 1.4548 630 Z7CNU 17-04
1 14718 HNV3 X45CrSi93 401845 Z245CS9 SUH1
il 1.4935 422 X20 CrMoWV 121
12 1.4000 403 X6Cr13 40317 Z6C13 SUS403
12 1.4001 X6Cr14
12 1.4001 (4108) X7Cr13 (403S7) Z8C13 SCPH 11
12 1.4002 405 X6CrA12 405817 Z8CA12
12 1.4002 405 X6 CrAl 13 405S17 Z6 CA13
12 1.4005 416 X12CrS 13 416S21 Z11CF13 SUS403




MATERIAL GROUPS

2 WANE, AISI/SAE DIN BS AFNOR Js
12 14006 410;CA-15 (6-X10Cr 13 410821 z10c13 SUS403
12 14016 430 X8Cr17 8017 430815
12 14016 X6Cr17 430815 Z8C17 SUS 430
12 14027 6-X20Cr14 420029 Z20C13M
12 14027 5140 G-X20Cr 14 420029 Z20C13M
12 14028 420 X30Cr 13 420845 230C13
12 1.4086 6-X120Cr29 452011
12 14104 430F X12CrMoS17 420837 Z10CF17 SUS430F
12 14112 4408 X90 CrMoV/ 18
12 14113 43 X6CrMo 17 434817 Z8CD17.01 SUS434
12 1.4340 G-X40CrNi27 4
12 14817 $31500 X2CrNiMOSi195
12 14418 X2 CrNoMoSi 1853 Z6 CND 16-04-01
12 14510 XM 8430 T; 439 X4 CrNiMo16 5 Z4cT17 SUS 430 LK
12 14511 XM 8; 430 T;; 439 X6CrNb 17(X 6 CrNb 17 Z4CNb 17 SUS 430 LK
12 14512 409 X 6.CrTi 12 (X2CrTi12) LW 19; 409 S 19 Z3CT12 SUH 409
12 14818 X2 CrNoMoSi 1853 Z6 CND 16-04-01
12 14510 XM 8; 430 T 439 X4 CrNiMo16 5 Z4CT17 SUS 430 LK
12 14511 XM 8; 430 T 439 X6 CrNb 17(X 6 CrNb 17 Z4CNb 17 SUS 430 LK
12 14512 409 X6 CrTi 12 (X2CrTi12) LW 19,409 S 19 Z3CT12 SUH 409
12 1.4720 X20CrMo13
12 14724 405 X10CrA113 403817 z10C13
12 14742 430 X10CrA118 439815 Z10CAS 18 SUS430
12 14747 HNV6 X80CrNiSi20 43865 Z80CSN 20.02 SUH4
12 14749 a6 X18.CrN 28
12 14762 a6 X10CrA124 Z10CAS 24 SUH446
12 14871 EV8 X 53 CrMnNiN 219 349 54 752 CMIN 21.09 SUH35,SUH36
12 302 X12CrNi 189 302831 Z10CN 18-09
12 429 X10CrNi 15
12 14521 43, 444 X2CrMoTi18-2 317816 SUS 444
13 14021 420 X20Cr13 420837 Z20C13
13 14031 0 X40Cr13 Z40C14
13 14034 X46Cr13 120845 Z40C14 SUS420J2
13 14057 31 X20CrNi172 431529 Z15CN 1602 sus31
13 14125 X105 CrMo 17 Z100CD 17
13 14313 8620 2NiCrMo2 805M20 20NCD 2
13 14504 S.524; S.526
13 1.4546 348 X5CrNiNb 18-10 78312 S's?géé%m” Haas;
13 14922 X20CrMoV12-1
13 14923 X2 CrMoV12 1
11 14305 303 X10CrNiS 189 303821 Z8CNF18-09
1.1 14306 304L X2CrNi18 9 304812 Z2CN1810 SCM (440)
11 14305 303 X10CrNiS 189 303821 78 CNF18-09
1.1 14306 3L X2CrNi18 9 30812 Z2CN1810 SCM (440)
12 14301 30 X5CrNi 189 304815 Z5CN 1809 SCMnH 1, SCMn; H 11
M| 2 14306 304L X2CrNi 1810 304811 Z3CN19-11
12 14308 CF8 X6.CrNi 189 304C 15 Z6CN18-10M SUP10
12 14310 301 X126 177 301521 Z12CN17.07 SNCM 447
12 14311 304N X2 CrNiN 18 10 304562 Z2CN1810
12 14312 G-X10CrNi188 302025 Z10CN189M
142 14312 305 X8 CrNi 18 12 305819




MATERIAL GROUPS

ool | WA AISSAE DIN BS AFNOR JIs
12 14322 X2CiNi 18:8 Z6CN18.09
12 14350 a0 X5CrNi18 9 30415 28 CMN 18- 08-05
142 14371 202 X3 CrMnNiN 18887 24516 Z3CND 17'”'01'71_?1(_:(;\'2?21773,1\;55791'\2'%;7'11'02;27CND
102 14401 316 XSCNiMo 17122, (4 CNMo 17-12:2) | 3165133165 17,3165 19:316531 3165 | 220D T RZRANE 8- 78 L0 1T 1-0h 28 CND SNC236
o | e | o | owmmmemn e —
12 14406 316LN X2 CrNiMoN 17 122 (X2CrNiMoN 18-10) 316.561;316.5 63
12 14408 CF-8M GXSCNIMONT 122, GX6 ko 316.C 16 (LT 196FANC 4 B" SM400AB;C
12 14429 316Ln X2 CrhiMo 17-13-3 316562 Z20ND 17-13A2
102 14435 316L X2.CrNiMo18 143 SIBS1ES 15 5963 TAI6S 3N L 2 23 0ND 17-12-03,Z3 CND 18-14-03 $15C
12 1443 316 XSCNIMo 7183 MACRNIMO | 316.519,316:5 31, 316:5 35 LW 25, LWCF 23 26 OND 18-12-03,27 CND 18-12-03 SM4S0ABCYAYE
12 14438 3L X2 CeNiMo 18 16.4; (X2CrNiMo 18-15-4) 31712 22 GND 19-15-04; 73 CND 19-15-04 sum 2L
12 14439 (s31726) X2CNiMo 1813 Z3CND 18-14-06 A7 SUM 32
12 14400 X5 CiMo 17133
12 1409 an X4CiliMo 2752 (X3CrNiMo27-5-2) 317516 (23 CND 25-07 Az); 25 CND 27-05 Az
12| 148491440 2 G-XTNCrMoCuNb25 20 23NCDU 2520M SKD61
12 14500 XINCrMoCuN25-20-5 22NCDU 2520 sKD12
12 14539 XINICrMoCuN25-20-5 Z1NCDU 2502 M
12 14539 S04 (G-IX1 NiCrMoCu 25205 Z6ONT 1810
12 14541 CN-7M X1 CNiMoN 20187 321531;321 S51 (1010;1105); LW 24 LWCF 24 z00C0 12
12 14507 21 X6 CNiMoTi 17122 SKDS
Mo 14571 531254 6-X 5 CrNiMoNb 20831 26 CNDT 17-12002
12 14581 X10CrNiMoNb 18 12 318017 Z4CNDNb 18.12M
102 14583 318 G-X7CrNiMoCuNb18 18 303521 Z15CNS 2012 SUH3
12 14585 X5 CrNiNb 1810
12 14891 Ss3015 X30WCHV9 3 Z20CNS 2504 SKD5
12 14893 530815 XBCrNiNb 11
12 14918 30 X6 CeNi 18 11 304551 250N 1809
13 14362 532304 X2 CrNiN 234 220N 2304 A7 SUH3
13 14410 G-X10CIMo189 Z5CNaD 20.12M
13 14460 29 XECrNiMo27 5 SLINGO(E3)
13 1462 X2CrNiMoN22 53 318513 B e s oy !
13 14823 310 G-XAOCHNiSiT 4 230N 26.05
144 14502 630 X5 CeNiCuNb 17 4; (XSCrNiCuNb 16-4) 27CNU 150527 CNU 17-04 SKs 31
144 14502 17-4PH 270NU 17-04
144 14550 7 X6 CeNiNb 1810 w1s1 Z6CNNb 1810 SKHS5
144 17-7PH 36 111
104 14821 Xa0CNiSi5 4 Z20CNS 2504
104 14828 309 XI5CHNiSi20 12 309524 Z15CNS 2012 SCs17
1a 14833 3098 X6 CrNi 22 13 309513 Z15CN 2813
14 14845 30s X12.CrNi 2521 310524 Z12CN 2520 SUH310
144 14878 o X6 CrNiTi 189 2180 Z6CNT18-12(B) sus321
144 14980 660 X6 NiCrTiMoVB25-15-2 E-Z6NCT 25
5 05010 A%8-208 66 10 Ft10D
5 06015 NO25B 6615 Grade 150 Ft15D FC150
5 06015 CLASS2S 66 15 Grade 150 Ft15D
15 06015 MB25B GG 15 Grade 150 Ft15D
15 06020 Ad8-30B 6620 Grade 220 Ft20D
15 06020 NO30B 6620 Grade 220 Ft20D FC200
5 06660 436 Type 2 GGL-NiCr202 L-NiCuCr202 L-NC 202
15 07040 60-40-18 66640 SNG 420/12 FCS 400-12 FOD400




MATERIAL GROUPS

o WA, AISI/SAE DIN BS AFNOR JIs
15 0.6660 A436 Type 2 GGL-NiCr202 L-NiCuCr202 L-NC 202
15 0.7040 60-40-18 GGG 40 SNG 420/12 FCS 400-12 FCD400
15 No20B GG 10 Ft10D FC100
16 0.6020 CLASS30 GG 20 Grade 220 Ft 20D
16 0.6030 CLASS45 GG 30 Grade 300 Ft 30D FC300
16 0.6030 A48-45B Grade 350 Ft 30D
16 0.6035 A48-50 GG 35 Grade 350 Ft35D FC350
16 0.6040 A48-60 B GG 40 Grade 400 Ft40D
16 0.7070 100/70/03 GGG 70 SNG700/2 FGS 700-2 FCD700
17 0.7033 GGG35.3
1 14 666-353 35022140 FBS 370/17
17 0.7040 60-40-18 GGG-40 SNG 420/12 FGS 400-12
1 07043 60/40/18 666-403 31071 FBS 370117
17 0.7050 80-55-06 GGG50 SNG500/7 FGS 500/7
17 65-45-12 GGG-50 SNG 500/7 FGS 500-7 FCD 500
17 0.7652 GGG-NiMn 137 S-NiMn 137 S-Mn 137
17 0.7660 A43D2 GGG-NiCr202 Grade S6 S-NC 202
17 SNG 370117 FGS 370-17
18 0.6025 A48-40 B GG25 Grade260 Ft25D
18 0.7060 66660 SNGE0U/3 FBS600-3 FC250
18 80/55/06 GGG-60 600/3 FGS 600/3
18 A4840B FCD600
19 0.8055 GTWS55
19 0.8135 32510 GTS-35-10 B 340/12 MN35-10
19 A47-32510 GTS-35-10 B 340/2 MN 35-10
19 0.8145 A220-40010 GTS-45-06 P 440/7 MN 450-6
19 GTS-35 B 340/12
19 8290/6 MN 32-8
19 32510 GTS-35 B340/12 MN 35-10
20 0.8035 GTM-35 W340/3 MB35-7 AC4A
20 0.8040 GTW-40 Wa10/4 MB40-10 FCMW330
20 0.8045
20 0.8065 GTMW-65
20 0.8155 A220-50005 GTS-55-04 P 510/4 MN 550-4
20 50005 GTS-55-04 P 510/4 MP 50-5
20 0.8165 70003 GTS-65-02 P 570/3 MN 650-3
20 08170 90001 GTS-70-02 P 690/2 MN 700-2 FCMP490
20 A220-90001 GTS-70-02 MN 700-2 FCMP590
20 0.8170 GTS-70-02 1P 70-2 FCMP690
20 1.1133 1022; 1518 20Mn5 120M19 20M5
20 1.1183 1035 Cf 35(C35G) 080 A 35 XC38H1TS
20 40010 GTS-45 P440/7 SMnC 420
20 70003 GTS-65 P 570/3 MP 60-3 S35C
21 3.0205 Al99
21 3.0255 1000 Al99.5 L31/34/36 A59050C FCMP540
2 33315 AlMg1
2 31325 AlCuMg 1
22 3.1655 AICuSiPb
22 3.2315 AlMgSi1
21 3.4345 7050 AlZnMgCu0,5 L86 AZ 4 GU/9051
23 3.2381 G-AlISi 10 Mg




MATERIAL GROUPS

VDI

3323 W.-Nr. AISI/SAE DIN BS AFNOR JIS
2 32382 GD-AISi10Mg
23 3.2581 G-AISi12
2 33561 G-AlMg5
2 35101 ZEM G-MgZn4sE1Zr1 MAG 5
23 35103 EZ33 MgSE3Zn27r1 MAG 6 G-TR3Z2
23 35812 AZ81 G-MgAI8Zn1 NMAG 1
2 35912 AZ9 G-MgAI9Zn1 MAG 7
24 21871 G-AlCu 4 TiMg
24 3.1754 G-AICu5Ni1,5
2% 32163 G-AISi9Cu3
24 3.2371 4218B G-AlSi7 Mg
2 323713 SC64D G-AISIIMGWA A-S7G C4BS
2 32313 G-AISi9 Mg
24 35106 QE22 G-MgAg3SE2Zr1 mag 12
2 GD-AISI2 G-ALMG5 LM5 A-SU12
23-24 3.2383 A360.2 G-AISioMg(Cu) LM9
23-24 A356-72 2789;1973 NF A32-201
23-24 356,1 LM25 A5052
23-24 A4132 G-AISi12 LM6
23-24 A413.1 G-AlISi 12 (Cu) LM20 ADC12
23-24 A4130 GD-AISi12 A6061
23-24 A380.1 GD-AISi8Cu3 LM24 AT7075
2% 2.1090 93200 G-CuSn75pb U-E7Z5pb4
26 2.1096 83600 G-CuSn5ZnPb LG2
26 2.1098 83600 G-CuSn 2 Znpb
26 2.1182 €23000 G-CuPb15Sn LB1 U-pb15E8
2 2.1182 €93800 G-CuPb15Sn Uu-PB 15e 8
27 2.0240 CuZn 15
27 2.0321 C27200 Cuzn 37 cz 108 CuZn 36, Cuzn 37
27 2.0590 G-CuZn40Fe
27 2.0592 C 86500 G-Cuzn35AI1 U-Z36N3 HTB1
27 2.059%6 C 86200 G-CuZn 34 Al 2 HTB 1 U-Z36N3
27 21293 C 18200 CuCrzZr cC102 U-Cr0.82r
2 2.0060 E-Cu57
28 2.0375 CuZn36Pb3
28 2.0596 C 94100 G-CuzZn34Al2 HTB1 U-Z36N3
2 2.0966 C 63000 CuAl10Ni5Fe 4 Ca 104 U-AT0N
28 2.0975 B-148-52 G-CuAl 10 Ni
28 2.1050 C 90700 G-CuSn 10 CT1
28 2.1052 C 90800 G-CuSn 12 pb2
28 21292 C 81500 G-CuCrF 35 CC1-FF
28 24764
31 1.4558 N 08800 X 2 NiCrAITi 32 20 NA 15
31 1.4562 N 08031 X 1NiCrMoCu 32287
31 1.4563 N 08028 X1 NiCrMoCuN 3227 4
31 1.4564 N 08330 X 12 NiCrSi 36 16 NA 17 Z12NCS 35.16
31 1.4564 330 X12 NiCrSi 36 16 NA17 Z12NCS37.18 SUH330
31 1.4865 G-X40NiCrSi38 18 330C40 SCH15
31 1.4958 X5 NiCrAITi
31 2.4668 AMS 5544 NiCr19NbMo NC20K14
32 1.4977 X 40 CoCrNi 2020 Z 42 CNKDWNb
33 2.4360 Monel 400 NiCu30Fe NA13 NU 30
33 2.4603 5390A NC 22 FeD
33 2.4610 Hastelloy C-4 NiMo16¢R16Ti
33 2.4630 Nimonic 75 NiCr20Ti HR 5,203-4 NC20T




MATERIAL GROUPS

o W-Nr. AISI/SAE DIN BS AFNOR JIS
33 24642 Inconel 690 NiC29Fe NC30Fe
33 2.4856 Inconel 625 NiCr22Mo9Nb NA21 NC 22 FeDNb
33 24858 Incoloy 825 NiCr21Mo NA 16 NC 21 Fe DU
34 24375 Monel k-500 NiCu30 Al NA18 NU 30 AT
34 24375 4676 NiCu30Al 3072-76
34 24631 NiCr20TiAl Hr40;601 NC20TA
34 2.4668 Inconel 718 NiCr19FeNbMo NC 19 Fe Nb
34 24694 Inconel NiCr16fE7TiAl NC 19 Fe Nb
34 2.4955 NiFe25Cr20NbTi
34 2.4668 5383 NiCr19Fe19NbMo HR8 NC 19 FeNB
34 24670 5391 S-NiCr13A16MoNb 3146-3 NC12AD
34 24662 5660 NiFe35Cr14MoTi Z8NCDT 42
34 24964 5537C CoCr20W15Ni KC20WN
34 AMS 5772 COCr22W14Ni KC22WN
35 2.4669 Inconel X-750 NiCr15Fe7TiAl NC15TNb A
35 2.4685 Hastelloy B G-NiMo28
35 24810 Hastelloy C G-NiMo30
35 24973 AMS 5399 NiCr19Co11MoTi NC19KDT
35 37115 TiAI5Sn2
36 3.7025 R 50250 Ti1 2TA1
36 37225 R 52250 Ti1pd TP1
36 24674 AMS 5397 NiCo15Cr10MoAITi
37 324 TiCu2 2TA21-24
37 3.7145 R 54620 TiAI6SN2Zr4Mo2Si
37 3.7165 TiAIBV4 TA10-13,TA 28 T-ABV
37 37185 TiAl4Mo4Sn2 TA 45-51; TA57
37 37195 TIAI3V25
37 TiAI4Mo4Sn4Si0.5
37 AMS R54520 TiAI5Sn2.5 TA1417 T-ASE
37 AMS R56400 TIAIBV4 TA10-13/TA28 T-A6V
37 AMS R56401 TIAIBVAELI TAN
38 1.1545 W1 C105W1 BW1A Y1105 SK3
38 1.1545 W210 C105W1 BW2 Y120 SUP4
38 1.2762 75 CrMoNiW 67
38 14125 440C X105 CrMo 17 Z100CD 17
38 1.6746 32nlcRm0 145 832M 31 35NCD 14
40 0.9620 Ni- Hard 2 G-X 260 NiCr 42 Grade 2A
40 0.9625 Ni- Hard 1 G-X330NiCr42 Grade 2B
40 0.9630 Ni- Hard 4 G-X 300 CrNiSi952
40 0.9640 G-X 300 CrMoNi 1521
40 0.9650 A5321llA25% Cr G-X 260 Cr 27 Grade 3D
40 0.9655 A53211l A25% Cr G-X 300 CrNMo 27 1 Grade 3E
40 1.2419 105WCr 6 105WC 13
40 1.4841 310 X15 CrNiSi 25 20 314831 Z15CNS 25-20
41 0.9635 G-X300CrMo 153
4 0.9645 G-X 260 CrMoNi 2021
41 0.9655 G-X300 CrNMo 27 1




TOOLS INDEX

DIXI Chapter Page DIXI Chapter Page DIXI Chapter Page
0418-0419 THREADING 400 1661 THREADING 384 4374 REAMING 453
0418-AF THREADING 382 1672 - 1673 SLITTING 337 6801 WEAR PARTS 518
0419-AF THREADING 382 1674 SLITTING 336 6820 WEAR PARTS 520
0420-0421 WEAR PARTS 522 1675 - 1680 SLITTING 334 6960 WEAR PARTS 521
0700-0710 SLITTING 339 1685 SLITTING 335 6961 WEAR PARTS 520
1101 DRILLING 12 1690 SLITTING 338 7007 ENGRAVING 294
1106 DRILLING 13 1708 THREADING 363 7012 - 7016 ENGRAVING 296
1106 L DRILLING 14 1710 THREADING 364 7017 ENGRAVING 292
1107 DRILLING 15 1712 THREADING 360 7020 - 7024 ENGRAVING 296
1108 DRILLING 16 172L THREADING 361 7025 ENGRAVING 295
1109 DRILLING 17 1712-AF/BT THREADING 3717 7027 ENGRAVING 293
1110 DRILLING 18 1713 THREADING 362 7032 MILLING 170
1 DRILLING 19 1715 THREADING 365 7033 MILLING 179
1112-1114-1118 DRILLING 68 1716 THREADING 366 7042 MILLING 172
1126 DRILLING 20 1716-AF/BT THREADING 378 7045 MILLING 174
1130 DRILLING 22 1718-AF/BT THREADING 381 7046 MILLING 173
1130L DRILLING 24 1718-M THREADING 398 7047 MILLING 174
131 DRILLING 28 1718-S THREADING 397 7060 MILLING 106
1131L DRILLING 31 1719-AF/BT THREADING 381 7063 MILLING 107
1132 DRILLING 26 1719-M THREADING 398 7070 MILLING 165
1133 DRILLING 2] 1719-S THREADING 397 7102 MILLING 180
1134 DRILLING 40 1720 THREADING 399 7112 MILLING 181
1135 DRILLING 42 1730 THREADING 370 7202 MILLING 119
1136 DRILLING 45 1735 THREADING 372 7203 MILLING 131
1137 DRILLING 34 1737 THREADING 369 7204 MILLING 144
1138 DRILLING 43 1738 THREADING 368 7210 MILLING 151
1139 DRILLING 50 1738-AF/BT THREADING 379 7213 MILLING 152
1145 DRILLING 57 1739 THREADING 367 7214 MILLING 153
1146 DRILLING 59 1740 THREADING 374 7215 MILLING 154
1147 DRILLING 55 1740-AF/BT THREADING 380 217 MILLING 155
1149 DRILLING 53 1742 THREADING 375 7220 MILLING 156
1151 DRILLING 63 1744 THREADING 376 1222 MILLING 120
1152 DRILLING 65 1973 - 1978 DIAMOND 500 7223 MILLING 132
1280 DRILLING 61 2567 REAMING 455 7224 MILLING 145
1290 DRILLING 67 2577 REAMING 454 7232 MILLING 108
1501 DRILLING 69 2578 REAMING 456 7233 MILLING 109
1502 DRILLING 70 2579 REAMING 457 7240 MILLING 121
1503 DRILLING n 2580 REAMING 458 7242 MILLING 116
1504 DRILLING 72 2581 REAMING 459 7243 MILLING 128
1512-1514-1518 DRILLING 69 2713 - 2714 SLITTING 329 7244 MILLING 143
1525 SLITTING 330 2764 REAMING 457 7250 MILLING 162
1527 SLITTING 332 4001 REAMING 426 7253 MILLING 138
1528 SLITTING 331 4005 REAMING 434 7254 MILLING 147
1531 SLITTING 318 4007 REAMING 436 7264 MILLING 146
1533 SLITTING 320 4008 REAMING 444 7265 MILLING 166
1534 SLITTING 326 4261 - 4264 REAMING 450 7273 MILLING 140
1537 SLITTING 321 4271 - 4274 REAMING 451 7305 MILLING 111
1539 SLITTING 323 4361 REAMING 446 7306 MILLING 113
1640 SLITTING 328 4364 REAMING 452 7307 MILLING 114
1660 THREADING 383 431 REAMING 448 7308 MILLING 115



DIXI Chapter Page DIXI Chapter Page
7315 MILLING 112 26500 L DIAMOND 497
7323 MILLING 141 70070 PCD DIAMOND 485
7333 MILLING 133 70170 DIA DIAMOND 486
7342 MILLING 118 70170 PCD DIAMOND 484
7343 MILLING 128 72310 DIA DIAMOND 477
7353 MILLING 164 72420 DIAMOND 479
7442 MILLING 157 72421-SH-DIA DIAMOND 478
7443 MILLING 158 70320 DIA DIAMOND 432
7453 MILLING 160 70320-SH PCD DIAMOND 431
7520 MILLING 149 70330 DIA DIAMOND 483
7532 MILLING 176 70520 DIAMOND 480
7542 MILLING 178 70600 DIA DIAMOND 476
7543 MILLING 136 70600 PCD DIAMOND 474
7552 MILLING 168 70630 PCD DIAMOND 475
7554 MILLING 167 76230 DIA DIAMOND 487
7560 MILLING 148 76231 DIA DIAMOND 488
7561 MILLING 110 80000 DIAMOND 493
7563 MILLING 139 81000 DIAMOND 189
7565 MILLING 169 82000 DIAMOND 491
7572 MILLING 121 SMALL-SIZE PRECISION VICE WEAR PARTS 525
7582 MILLING 126 PROBES WEAR PARTS 524
7583 MILLING 137 SET OF THREAD GAUGES THREADING 401
7593 MILLING 142

7623 ENGRAVING 297

7624 ENGRAVING 299

7625 ENGRAVING 298

7626 ENGRAVING 303

7627 ENGRAVING 304

7628 ENGRAVING 305

7632 ENGRAVING 302

7656 ENGRAVING 300

7658 ENGRAVING 301

7102 MILLING 161

7800 MILLING 150

7908 THREADING 386

7910 THREADING 385

7913 THREADING 387

7914 THREADING 390

7915 THREADING 393

7918 THREADING 389

7920 THREADING 388

7923 THREADING 391

7925 THREADING 394

7935 THREADING 395

7940 THREADING 392

7985 THREADING 396

20370 DIAMOND 498

20470 DIAMOND 492

26420 DIAMOND 494

26500 DIAMOND 496
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