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CUTTING TOOLS DEDICATED TO THE MACHINING
OF PLASTIC, COMPOSITES AND ALUMININUM
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COMPANY PROFILE

DIXI POLYTOOL S.A.

DIXI Polytool S.A. is specialized in the production of tungsten carbide and diamond cutting tools as well
as precision reamers. The company is based in Le Locle since 1946.

With the introduction of the Lean Project, and the heavy investments in the production, our efforts are also focused
on supporting our (customers and) 250 co-workers.

Eager to guarantee the quality of its products while preserving the environment, DIXI Polytool S.A. elaborated
a system of certified management according the standards IS0 9001 and ISO 14001

A daily commitment to be eco-friendly

For several years, DIXI POLYTOOL SA has decided to use only 100% recycled paper,
natural colouring ink for our catalogues and flyers. Furthermore, we are proud to be a precursor by using
green energy for the maintenance of the building and the production.

Our commitment for the sustainable development...
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MILLING
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SLITTING / HOB CUTTERS

THREADING

BORING / REAMING
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SELECTION OF DRILLS

CENTRE AND SPOTTING DRILLS

HELICAL GUN DRILLS Z =1

TWIST DRILLS

TWIST DRILLS - REINFORCED SHANK

SELF CENTERING TWIST DRILLS

SELF CENTERING TWIST DRILLS

WITH THROUGH COOLANT

TWIST DRILLS FOR HARDENED STEEL > 45 HRC

TWISTDRILLS Z =3

TWIST DRILLS FOR COMPOSITES / KEVLAR®

TOOLS ON REQUEST

GEOMETRY, INFORMATION

CUTTING CONDITIONS



SELECTION OF DRILLS

=item from stock
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L Elzs
Page | cutting ] = =
CENTRE AND SPOTTING DRILLS length | [ - -
DIXI 1101
0.80 - §4.00 12
DIXI 1106 3
@1.00 - 312.00
DIXI 1106 "
©4.00 - 96.00
DIXI 1107 5
©1.00 - @12.00
DIXI 1108
00.50 - @2.50 16 1-2x0@
DIXI1 1109
00.50 - @2.50 17 1-2x0
DIXI1 1110
0.80 - 91.45 18 1-2x0
HELICAL GUN DRILLS Z =1
DIXI 1111
00.10 - @2.00 19 4-9x0
TWISTDRILLS Z=2
DIXI 1126
@1.00 - @14.00 20
7-12x0
DIXI 1130 DIN
©0.30 - @14.00 22 @
2-16x0
DIX1 1130 7 4 160

20.30 - 88.00
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Low High as. | W wrought | castiro Cuallo P' t Titanium, || Hardene
Unalloyed . osite Silve . t I&
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SELECTION OF DRILLS = item from stock
* for non-ferrous material
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Z | Page | cutting S = : g E g
TWIST DRILLS Z =2 length | O | m ™ m
DIXI 1132
00.40 - 92.00 2 26 4-15x@
DIXI 1133
@0.50 - 96.00 2 27 4-18x0
TWIST DRILLS - REINFORCED SHANK Z =2
DIXI 1131 > 28
00.05 - 92.45
4-9x@
DIN
DIXI 1131 fih
00.10 - 92.45 2 31
4-9x0
DIXI 1137-5D .
00.15 - §6.00 2 34 50
DIXI 1137-8D .
00.15 - 96.00 2 37 8x0
DIXI 1134 1299
00.20 - 92.49 2 40
6-9x0
DIXI 1135
©0.20 - 92.49 2 42 3-8x0
DIXI 1136
©0.20 - 91.99 2 45 4-8x0
DIXI 1138
00.05 - §2.80 2 48 4-9x0
DIXI 1139
00.50 - 93.00 2 50 12x0
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High as. | W wrought | castiro Cuallo P' t Titanium, || Hardene
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SELECTION OF DRILLS

=item from stock

Ll
(=)
= = 5
Page | cutting S |<_£ g
SELF-CENTERING DRILLS Z=2 length O [ | [ |
DIXI 1149 DIN
©1.00 - @14.00 53 @
3-4x0
DIXI 1147
0.50 - 96.00 55 6.5x0
SELF-CENTERING DRILLS
WITH THROUGH COOLANT Z=2
DIXI 1145-HH 57 @
@0.70 - 314.00
5-7x0
DIXI 1146-HH
30.80 - 310.00 59 10x@
TWIST DRILLS FOR
HARDENED STEEL > 45 HRC
DIXI 1280
00.25 - @12.00 61 3-7x0
TWISTDRILLSZ=3
DIXI 1151
©1.00 - @14.00 63 3-8x0
DIXI 1152
00.15 - @2.90 65 6-10x0
DRILLS FOR COMPOSITE MATERIALS / KEVLAR ®
DIXI 1290 67 N

02.50 - 312.00




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
( N\
Low High Aust. Wrought | Castiro Cu alloy Plastic Super Titanium, Hardened
Unalloyed . . LY L Composite Silver steel &
alloyed alloyed | stainless | Castiron J| aluminium § aluminium || Bronze alloy Titanium .
Steel steel steel steel allo (Si) Brass Graphite Gold Ni/Co allo castiron
Y Wood V' | >45HRC
. J
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SELECTION OF DRILLS

=item from stock

Ll
TOOLS ON REQUEST %
o
Page | cutting I
SPADE DRILLS length | [
DIXI 1112 R+
00.08 - 35.99 68
HALF-MOON BITS
DIXI 1114 R+
30.08 - 35.99 68
STRAIGHT FLUTE SLOT DRILLS
DIXI 1118 R+
30.08 - 35.99 68
STEPPED TWIST DRILLS
DIXI 1501 R+ 69
DIXI 1502 R+ 70
DIXI 1503 R+ 7
DIXI 1504 R+ 72
DIXI 1512 72
DIXI 1514 72
DIXI 1518 72
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II y d II y d stainless | Castiron Ji aluminium [§ aluminium Bronze II y 'I'|tan|um
Steel G pht Go Id
steel alloy Bra Ni/Co 45 HRC

O O O © O 0O

O O 0000 0 0O
O O o0 o O O 0 O
o 00 0o o0 0 0 0o 0 o OO0
© 000000l O 0 O O
o 0o 0O 0/l 0o 0jlo O 00 O
O OO0 0O 0000 O 0 O O
O OO © O O

O OANORNORNCERORNEC)

O O/ o0 o O 0O




T T wOoe

CENTRE DRILLS P74 P73  D,=315

¢ Centre drills, according to DIN 333A, developed for tailstock

holes.
O good © excellent
m ]
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description S EEEL] HemellEgered) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 41 14.2 143 14.4 15 16 17 18 19 20

wamsis O O © © © O O OO OO OO0 0000000000

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium
description alloy alloy Silver alloy

10 1 12 13

Cast aluminium alloy Cu alloy difficult Graphite  Plastic  Wood Special alloy Ni/ Co 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

rmeis QO O O O O O O O O O O O O O o O

D, L, D, L CARBIDE
0.80 " 1.30 01 3.15 3150 = 37253
1.00 %" 1.60 -02 3.15 31.50 = 37254
125 *" 1.90 =02 3.15 3150 = 37255
160 5" 240 w02 4.00 35.50 = 37256
200 9 2.90 2 5.00 40.00 = 29156
250 0 3.60 02 6.30 4500 = 37257
3.15 440 w3 8.00 50.00 = 24756

400 *0°® 5.60 04 10.00 56.00 = 32950



DIXI 1106 90° Z=2 @

SPOTTING DRILLS P74 P73

¢ 90° spotting drills developed for general machining.
Usable for 45° chamfering. Can only be used on the point.

* TIiAIN coating improves tool life in ferrous materials.

O good © excellent

m T
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 10 1 12 13

41 14.2 143 14.4 15 16 17 18 19 20

mmmas O O O O © © © O O O OO OO0 O0O0O0O0O0O0O0O0O0

Mate_rla_ls Bligmugiti i Cast aluminium alloy Cu+Pb Cu alloy difficult G_old, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard cast iron
description alloy alloy Silver alloy
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 O O 0 0O

D, s L, D, L CARBIDE  TiAIN
1.00 3 3 38 956799 957230
1,50 5 3 38 956800 957231
2.00 5 3 38 956801 957232
D, L, L CARBIDE TIAIN
1.00 3 32 953781 953780
1.50 5 32 953778 953779
2.00 5 32 47101 62892
3.00 9 38 43231 34090
4.00 10 50 36911 61280
5.00 13 50 47716 63736
*6.00 13 57 42788 63757
8.00 27 63 42789 63758
10.00 30 72 43233 61561
* 12,00 35 83 43064 41463

* logarithmic relief



DIXI 1106 | 90° Z=2 Q

LEFT HAND SPOTTING DRILLS P74 P73

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

e Can only be used on the point.

Ogood @ excellent
M T

High Martensitic Austenitic stainless steel Grey Nodular Malleable
Unalloyed steel Low alloyed steel alloyed steel 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 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

©

| e
0000000 ODO0OO0O0O0OO0O0O0O00OO0OOOOO
I T S e T

Wrought aluminium Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
alloy alloy Silver alloy
21 ‘ 22 ‘ 23 ‘ 2% ‘ 25 ‘ 26 ‘ 21 ‘ 28 ‘ - ‘ - ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘ 33-35 ‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ M ‘

©0000000D0DO0ODODO0ODOOO0OCODO

D, L, L CARBIDE
4 10 50 47714
5 13 50 47715

6 13 57 48813



DIXI 1107 120° Z=2

SPOTTING DRILLS P74 P73

* 120° spotting drills developed for general machining.

¢ Can only be used on the point.

O good © excellent

W ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 1" 12 13 14.1 14.2 14.3 14.4 15 16 17 18 19 20

e O O © © © © © OO OO0 O0OO0O00O0O0O0O0O0O0O0

Mate_rla_ls Bligmugiti i Cast aluminium alloy Cu+Pb Cu alloy difficult G_old, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard cast iron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33-35 36 37 38 39 40 4

et QO O O O O O O O O O O O O O 0 0O

D, L, L CARBIDE
1 38 985118
2 38 985120
3 38 43236
4 10 50 36914
* 6 13 57 43238
8 27 63 43239
10 30 72 43240
* 12 35 83 43241

* logarithmic relief



DIXI 1108 90° =2

SPOTTING DRILLS P74 P73
REINFORCED SHANK

* 90° spotting drills developed for setting preparation.

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M ok

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 ¢ 10 n 12 13 14.1 14.2 14.3 14.4 15 16 17 18 19 20

et O O O O © © © 0O OO OO O0OO0O0O0O0O0O0O0O0O0O0

R V/rought aluminium CutPb o ooy difficutt 39%  Graphite Plastic  Wood Special alloy Ni/ Co TRENTN, ERRLD
description alloy alloy Silver alloy

Cast aluminium 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

s Q O O O O O O O O O O O O O O O O

D, i D, L CARBIDE TAIN D, 3 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
0.80 150 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
0.85 150 3 38 956684 956685 1.60 3.00 3 38 956755 956756
0.90 150 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
0.95 150 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
1.00 150 3 38 956708 956707 1.75 3.00 3 38 956767 956768
1.02 2.00 3 38 956709 956710 1.77 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
112 2.00 3 38 956717 956718 1.87 3.00 3 38 956777 956778
115 2.00 3 38 956719 956720 1.90 3.00 3 38 956779 956780
117 200 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
122 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
132 200 3 38 956733 956734 2.30 3.00 3 38 956828 956830
135 2.00 3 38 956735 956736 240 300 3 38 956837 RS
137 2.00 3 38 956737 956738 2.50 3.00 3 38 956845 956846
1.40 2.00 3 38 956739 956740



SPOTTING DRILLS

REINFORCED SHANK

description

1S0

Materials

VDI 3323

Recommendations @

description

1S0

Materials

VDI 3323

DIX1 1109 120°

=2 @

P74 P73

* 120° spotting drills developed for pilot holes on uneven
surfaces.

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M x|

High Martensitic Austenitic stainless steel Grey Nodular Malleable
Wrellmyed iz eyellryed) et alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
1 2 3 5 6 7 8 9 10 1" 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20
Wrought aluminium Cast aluminium alloy Cu+Pb Cu alloy difficult G_uld, Graphite  Plastic ~ Wood Special alloy Ni/ Co R, i Hardened steel Hard castiron
alloy alloy Silver alloy
21 22 23 24 25 26 27 28 29 30 31 32 33-35 36 37 38 39 40 4

wmeies O O O O O O O O O O O O O O O O O

Dipore L D, L CARBIDE DICUT Diyome L D, L CARBIDE DICUT
050 100 150 30 62674 67354 180 350 200 32 931831 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 1.50 30 52127 67360 2.30 4.00 2.50 32 981837 981853
0.90 2.00 1.50 30 52128 60990 240 4.00 2.50 32 981838 981854
0.95 2.00 1.50 30 52129 67361 2.50 4.00 2.50 32 981320 981327
100 200 150 30 52130 60991
1.05 2.00 1.50 30 52131 67362
1.10 2.00 1.50 30 52132 60992
1.15 240 1.50 30 52133 62487
1.20 240 1.50 30 52134 60993
1.25 240 1.50 30 52135 67363
1.30 240 1.50 30 52136 60994
1.35 2.40 1.50 30 52137 67364
1.40 240 1.50 30 52138 63485
1.45 240 1.50 30 52139 67365
150 300 200 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
175 350 200 32 981830 981844



DIXI 1110 120° Z=2 @

SPOTTING AND CHAMFERING DRILLS pn P73

¢ Spotting and chamfering drills, developed for general machining.

* TIiAIN coating improves tool life in ferrous materials.

O good @ excellent

m ]
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Wi ot sotiliovectiee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 141 14.2 143 144 15 16 17 18 19 20

rmekis Q O O O O O O O O O O OO O O O O O O O OO0 0

Mate_na_ls Ui i Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 27 28 29 30 31 32 33-35 36 37 38 39 40 4

mmemiios ©Q O O O O O O O O O O O O O O O O

D, grom L, D, L CARBIDE  TAIN
0.80 2.00 3 38 60268 64055
0.85 2.00 3 38 60269 67239
0.90 200 3 38 60270 64000
0.95 200 3 38 60271 67240
1.00 200 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 2.40 3 38 60278 67244
1.35 240 3 38 60279 67245
140 240 3 38 60280 64002
1.45 240 3 38 60281 67246



HELICAL GUN DRILLS

1S0

Materials
description

VDI 3323

Recommendations @ ©

1

Unalloyed steel

2

DIXI 1111 Z=1 @

P74 P73

* Helical gun drills developed to achieve high-precision holes in
materials with good machinability.

e D1+/-1pm on request. Other diameters until #5.99 mm

on request.
O good @ excellent
M k]
High Martensitic Austenitic stainless steel Grey Nodular Malleable
Low alloyed steel alloyed steel  stainless steel (DUPLEX/PH) castiron castiron castiron
7 8 9 10 " 12 13 14.1 14.2 143 144 15 16 17 18 19 20

d“e":ctz:)':fn W"’“g";”ao';mi”i“m Cast aluminium alloy C‘;m’ Cualloy dificutt 0% Graphite Plastic  Wood Special alloy Ni/ Co “‘a"i”gﬁg\i"a"i“"‘ 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
il © O O O O O O O O

D o000 L, Dys L CARBIDE D o000 L, Dys 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
0.55 450 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



DIXI 1126 Z=2 Q

TWIST DRILLS P16 P73 D, =31

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

¢ DICUT coating improves tool life in ferrous materials.

Ogood @ excellent
M Lk

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description ST Lopisioises alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 b 6 7 8 9 10 n 12 13 14.1 14.2 143 144 15 16 17 18 19 20

rmates © O O O O O O O O OO OO OO0 OO0 OO0 O0O0

d’:':c‘::)':':n W’°“9h;|f:)'\”,'”i"i“m Cast aluminium alloy C‘;I’I'o:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”;‘l‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u % % 7 » - - 2 £ 31 2 | BB ¥ 3 % a0 n
s QO O O O O O O O ©O O O O O o O
D L, L CARBIDE DICUT D 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 53747
1.60 20 43 40703 53703 450 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 21 h3 40125 53709 5.10 52 86 42022 53754
2.30 21 53 43515 53710 5.20 52 86 40062 53755
2.40 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
2.70 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 53737 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



DIXI 1126 Q

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
7.50 69 109 40912 54315
1.0 75 17 53196 54318
7.80 75 17 45792 54321
8.00 75 117 40073 54324
8.50 75 17 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 94 142 40127 54793
11.50 94 142 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



DIXI 1130 Z=2 Q

TWIST DRILLS P76 P73 D, =31

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

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description S Loklaloverttee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1

s Q O O O O O O O O O O O O O OO0 0o OO0 0O

10 n 12 13 14.1 14.2 143 144 15 16 17 18 19 20

d’:':c‘:::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u % % 7 » - - 2 £ 31 2 | BB ¥ 3 % a0 n
remeisins @ O O O O O O O O ©O O O O O o O
D L, L CARBIDE DICUT D L, L CARBIDE DICUT
0.30 5 30 24828 953165 1.75 9 38 21 54505
0.35 5 30 37861 953167 1.80 9 38 272 54506
0.40 6 30 244 953169 1.85 9 38 32277 54507
0.45 6 30 245 953171 1.90 9 38 274 54509
0.50 6 30 246 54430 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 54434 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 1" 43 42869 54531
1.00 7 30 256 54490 2.45 1" 43 4563 54532
1.05 8 30 257 54491 2.50 1 43 43351 54533
1.10 8 30 258 54492 2.55 " 43 41514 54534
1.15 8 30 259 54493 2.60 " 43 41874 54535
1.20 8 30 260 54494 2.65 1 43 4564 54536
1.25 8 30 261 54495 2.70 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 4191 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



DIX1 1130

WO

TWIST DRILLS
Dis L, L CARBIDE DICUT
3.20 14 19 42023 54547
3.25 14 19 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 55 042 54565
3.95 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
430 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
4,60 18 58 39013 54580
465 18 58 19790 54581
470 18 58 42170 54582
475 18 58 40791 54583
4.80 20 62 29756 54584
485 20 62 42524 54585
4.90 20 62 1914 54586
4.95 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 4217 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
7.20 25 74 50671 54628
7.30 25 74 53054 54629
7.50 25 74 5389 54631
7.60 27 79 53056 54632
7.10 27 79 22351 54633
7.80 27 79 50331 54634
7.90 27 79 53057 54635
8.00 27 79 42821 54636
8.10 27 79 53058 54639
8.20 27 79 25291 54640
8.30 27 79 53479 54641
8.40 27 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
1150 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



DIXI 1130 =2 @

LEFT HAND TWIST DRILLS P76 P73 D,=31

1

e Left-hand cylindrical twist drills, developed for general machining.

¢ DICUT coating improves tool life in ferrous materials.

Ogood @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description S Loklaloverttee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 b 6 7 8 9 10 n 12 13 14.1 14.2 143 144 15 16 17 18 19 20

rmates © O O O O O O O O OO OO OO0 OO0 OO0 O0O0

d’:':c‘:::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u % % 7 » - - 2 £ 31 2 | BB ¥ 3 % a0 n
s QO O O O O O O O ©O O O O O O O
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 3 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



LEFT HAND TWIST DRILLS

DIXI 1130

P.76

P73

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
3.10 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
4.15 22 50 40576 54733
4.20 22 50 384 54734
4.25 22 50 39658 54735
430 2 50 385 54736
4.35 24 50 37966 54737
4.45 2% 50 27518 54739
4.50 24 50 387 54740
4.55 2% 50 37968

4.85 25 50 37971 54747
4.95 25 50 37972 54749
5.00 25 50 392 54750
5.20 25 50 na

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



DIXI 1132 Z=2 @

TWIST DRILLS P80 PT3
e Cylindrical twist drills developed for the drilling of long chip
materials.
¢ DICUT coating improves tool life in ferrous materials.
Ogood @excellent
M x|
e lovsloedseel L Mas e w0 e 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
remeniis. O O O O O O O © O O O O O © © 0 O o OO0 OO0
. . ... s | i |
d":::ﬁ;‘:':n W’““ghatuao'\”l"‘i“i“m Cast aluminium alloy C‘;’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\ifa"‘”’" Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 = = 29 30 3 32 33-35 36 37 38 39 40 4
s QO O O O O O O O O © O O O O © O
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 1 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.

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1

rmeies. O O O O O O O O O OO O O © © 0o o OO0 OO0

10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

d"e":::;)':fn W’°“9";|ﬁ)'$”“"i”"‘ Cast aluminium alloy C‘;ITOF\:" Cu alloy difficult gﬂgr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;rl'l'cfiv‘a"i“m 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
memniios QO O O O O O O O © O O O O O O
D, 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 40 119 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 9% 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 450 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 38 111 55623
1.55 16 38 2972 55625
1.60 16 38 112 55627
1.65 16 38 3360 55629
1.70 16 38 13 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



1899

TWIST DRILLS P76 P13
REINFORCED SHANK

¢ Twist drills with reinforced shank, according to DIN 1899,
developed for general machining.

e DICUT coating improves tool life in ferrous materials.

* DLC coating improves tool life in non-ferrous materials in case
of dry machining or with emulsion.

O good @ excellent
M Lk

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

s O O O O O O O O OO OO OO0OO0OO00o o O0O0O0

d’:'::‘:l::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m 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
remmeniaios. @ QO O O O O O O O © O O O O O ©O

Diyoos L D, L CARBIDE DICUT  DLC* Diyoos L D, L CARBIDE DICUT  DLC*
005 035  1.00 30 962703 0.31 15 1.00 30 35421 952592 955964
006 040  1.00 30 962702 032 15 100 30 38662 952593 955965
007 050  1.00 30 962701 032 30 100 30 62515 952594 962715
008 060 1.0 30 962700 033 15 100 30 38663 952595 955966
009 065  1.00 30 962699 033 30 100 30 62516 952596 962716
010 070  1.00 30 36792 034 15 100 30 29570 952597 955967
011 070  1.00 30 40829 034 30 100 30 62517 952598 962717
012 070  1.00 30 40627 035 15  1.00 30 31747 952599 955968
013 070  1.00 30 40628 03 15  1.00 30 39018 952600 955970
014 070  1.00 30 40629 0.37 15 1.00 30 40633 952601 955971
015 100  1.00 30 35600 038 15  1.00 30 40634 952602 955972
016 100  1.00 30 38658 039 15  1.00 30 40635 952603 955973
017 100  1.00 30 38659 040 20  1.00 30 25992 63706 955974
018 100  1.00 30 38660 0.41 20 1.00 30 29571 952604 955975
019 100  1.00 30 38661 042 20 100 30 38419 952605 955976
0.20 1.00 1.00 30 26824 952580 955953 043 2.0 1.00 30 35804 950186 955977
0.21 1.00  1.00 30 29609 952581 955954 0.44 2.0 1.00 30 40636 952606 955978
022 100  1.00 30 29610 952582 955955 0.45 36 1.00 30 45726 59562 955979
023 100  1.00 30 29611 950087 955956 0.46 36 1.00 30 45727 952607 955980
023 220  1.00 30 62513 952583 962712 0.47 36 1.00 30 45728 952497 955981
024 100  1.00 30 25957 952496 955957 0.48 3.6 1.00 30 45/29 952608 955982
024 220  1.00 30 62514 952584 962713 043 40 1.00 30 45730 952609 955983
025 100  1.00 30 28712 950088 955958 050 40 1.00 30 25394 55141 955984
025 220  1.00 30 38282 952585 962714 0.51 4.0 1.00 30 45731 55142 955985
026 100  1.00 30 38665 952587 955959 052 40 100 30 45132 55143 955986
027 100  1.00 30 37358 952588 955960 053 40  1.00 30 45733 55144 955387
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 355989
030 15 100 30 28713 952591 955963 05 45 100 30 41925 55147 955990

* for non-ferrous material



TWIST DRILLS
REINFORCED SHANK

D

10/-0.004

0.57
0.58
0.59
0.60
0.61
0.62
0.63
0.64
0.65
0.66
0.67
0.68
0.69
0.70
0.7
0.72
0.73
0.74
0.75
0.76
0.77
0.78
0.79
0.80
0.81
0.82
0.83
0.84
0.85
0.86
0.87
0.88
0.89
0.90
0.91
0.92
0.93
0.94
0.95
0.96
0.97
0.98

1

4.50
4.50
4.50
4.50
5.00
5.00
5.00
5.00
5.00
5.00
5.00
5.60
5.60
5.60
5.60
5.60
5.60
5.60
5.60
6.30
6.30
6.30
6.30
6.30
6.30
6.30
6.30
6.30
6.30
7.10
7.10
7.10
7.10
7.10
7.10
7.10
7.10
7.10
7.10
8.00
8.00
8.00

h5

1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.00
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50

L

30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30

CARBIDE

40641
40642
40643
29643
37639
25270
40644
40645
41679
41886
42286
42287
41788
32099
42288
40983
35422
36102
35423
18579
42706
41887
36640
402
36144
34510
42290
27400
35551
29254
42291
19601
41789
32100
42292
36859
42293
42167
35183
37741
29255
42294

DIXI 1131

DICUT

55148
55149
55150
55151
55152
55153
55154
55155
55156
55157
55158
55159
55160
55161
55162
55163
55164
55165
55166
55167
55168
55169
55170
55171
55172
55173
55174
55175
55176
55177
55178
55179
55180
55181
55182
55183
55184
55185
55186
55188
55189
55190

DLC*

955991
955993
955997
956048
956049
956050
956051
956052
956053
956054
956055
956056
956057
956058
956059
956060
956061
956062
956063
956064
956065
956066
956068
956069
956070
956071
956072
956074
956075
956076
956077
956080
956081
956082
956083
956084
956085
956086
956087
956088
956089
956091

P.76

D1wnnm
0.99
1.00
1.01
1.02
1.03
1.04
1.05
1.06
1.07
1.08
1.09
1.10
1.1
1.12
1.13
1.14
1.15
1.16
1.17
1.18
1.19
1.20
1.21
1.22
1.23
1.24
1.25
1.26
1.27
1.28
1.29
1.30
1.31
1.32
1.33
1.34
1.35
1.36
1.37
1.38
1.39
1.40

* for non-ferrous material

P73

8.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
9.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
10.00
11.20
11.20
11.20
11.20
11.20
11.20
11.20
11.20

DIN
1899

h5

1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50

L

30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30

CARBIDE

41790
406
34996
42876
34778
43984
4774
43985
42228
43198
28779
407
43986
43347
42853
43987
3530
22712
4775
42230
41791
408
42168
25751
23285
45524
3531
42005
3761
42169
37694
409
45525
29712
34695
45526
3532
45527
35556
45055
45297
410

DICUT

55191
55192
55193
55195
55196
55200
55201
55202
55203
55204
55205
55206
55207
55208
55209
55210
55211
55212
55213
55214
55215
55216
55217
55218
55219
55220
55221
55222
55223
55224
55225
55226
55227
55228
55229
55230
55231
55232
55233
55234
55235
55236

DLC*

956092
956093
956094
956095
956096
956097
956098
956099
956100
956101
956102
956103
956104
956105
956106
956107
956108
956109
956110
956111
956112
956113
956114
956115
956116
956118
956119
956120
956121
956122
956124
956125
956128
956130
956131
956132
956133
956134
956135
956136
956137
956138



TWIST DRILLS
REINFORCED SHANK

D

10/-0.004

1.41
1.42
143
1.44
145
146
147
148
1.49
150
151
152
153
1.54
155
156
157
158
159
1.60
161
1.62
163
1.64
165
1.66
167
168
1.69
1.70
17
172
173
1.74
175
176
177
178
1.79
1.80
1.81
1.82

1

11.20
11.20
11.20
11.20
11.20
11.20
11.20
11.20
11.20
11.20
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00

h5

1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00

L

30
30
30
30
30
30
30
30
30
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38

CARBIDE

33499
43348
45056
45528
36006
45529
45530
45057
35681
a1
27735
27736
23286
45909
25686
58194
55541
39953
34993
412
40288
46968
45605
45910
32283
47198
50763
31684
45339
M3
45911
27925
42609
45912
45734
45913
38757
46957
45340
31497
45914
46969

DIXI 1131

DICUT

55237
55238
55239
55240
55241
55242
55243
55244
55245
55246
55247
55248
55249
55250
55251
58196
58193
55252
55253
55254
55255
55256
55257
55258
55259
55260
55261
55262
55263
55264
55265
55266
55267
55268
55269
55270
61408
55271
55272
55273
55274
55275

DLC*

956139
956140
956141
956142
956143
956144
956145
956146
956147
956148
956149
956150
956151
956152
956153
956154
956155
956156
956157
956158
956159
956160
956161
956162
956163
956164
956165
956166
956167
956169
956175
956177
956178
956179
956180
956181
956182
956183
956185
956186
956187
956188

=2 ®

P.76

D

10/-0.004

1.83
1.84
1.85
1.86
1.87
1.88
1.89
1.90
1.91
1.92
1.93
1.94
1.95
1.96
1.97
1.98
1.99
2.00
2.01
2.02
2.03
2.04
2.05
2.10
2.15
2.20
2.25
2.30
2.34
2.35
240
2.45

*for non-ferrous material

P73

12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00
12.00

DIN
1899

h5

2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50
2.50

L

38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
43
43
43
43
43
43
43
43
43
43
43
43
43
43
43

CARBIDE

58717
46970
36793
50761
36487
45801
45341
415
45915
45916
44853
45917
32284
60692
50332
46959
45342
416
45498
48962
50685
60958
40813
42295
40814
418
40815
419
955569
6341
420
40816

DICUT

61407
55276
55277
55278
55279
55280
55281
55282
55283
55284
55285
55286
55287
61404
61401
55288
55289
55290
55291
61399
55292
60962
55293
55294
55295
55296
55297
55298
955572
55299
55300
55301

DLC*

956189
956190
956191
956192
956195
956196
956197
956198
956200
956201
956202
956203
956204
956205
956206
956207
956208
956209
956210
956211
956212
956213
956214
956215
956216
956217
956218
956219
956228
956220
956221
956222



DIXI 1131 BiNi
1899

LEFT HAND TWIST DRILLS P76 P73
REINFORCED SHANK

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

* DICUT coating improves tool life in ferrous materials.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Licioedtesl Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

rmamnizis QO O O ©O O O O O O O O O O O OO 0o o OO OO0

Materials Wrought aluminium Cu+Pb
description alloy alloy

Titanium, titanium

Hardened steel Hard castiron
alloy

Cast aluminium alloy Cu alloy difficult Siﬁ:g'r Graphite  Plastic ~ Wood Special alloy Ni/ Co

VDI 3323 21 22

s QO O O O O O O O © O O O O © O

2 32 33-35 36 37 38 39 40 4

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

0.67 5.00 1.00 30 36838 55319
0.68 5.60 1.00 30 21766 55320

0.69 5.60 1.00 30 4021 55321



1899

LEFT HAND TWIST DRILLS P.76 P73
REINFORCED SHANK

D, or00me L, D, L CARBIDE DICUT D, or00me L, D, L CARBIDE DICUT
0.70 5.60 1.00 30 450 55322 1.1 9.00 150 30 37009 55363
0.71 5.60 1.00 30 38078 55323 1.12 9.00 150 30 37010 55364
0.72 5.60 1.00 30 38182 55324 1.13 9.00 150 30 14573 55365
0.73 5.60 1.00 30 22294 55325 1.14 9.00 150 30 37011 55366
0.74 5.60 1.00 30 38080 55326 1.15 9.00 150 30 19337 55367
0.75 5.60 1.00 30 36975 55327 1.16 9.00 150 30 37012 55368
0.76 6.30 1.00 30 36976 55328 1.17 9.00 1,50 30 37013 55369
0.7 6.30 1.00 30 40866 55329 1.18 9.00 1,50 30 37014 55370
0.78 6.30 1.00 30 36978 55330 1.19 10.00 150 30 37015 55371
0.79 6.30 1.00 30 38082 55331 1.20 10.00 1,50 30 37016 55372
0.80 6.30 1.50 30 38317 55332 1.21 10.00 1.50 30 26225 55373
0.81 6.30 1.50 30 36981 55333 1.22 10.00 1.50 30 37017 55374
0.82 6.30 150 30 36982 55334 123 10.00 150 30 5717 55375
0.83 6.30 1.50 30 36983 55335 1.24 10.00 1.50 30 37019 55376
0.84 6.30 1.50 30 38292 55336 1.25 10.00 1.50 30 26763 55377
0.85 6.30 1.50 30 38293 55337 1.26 10.00 1,50 30 27862 55378
0.86 7.10 150 30 38294 55338 197 10.00 150 30 6197 55379
0.87 710 1.50 30 38251 55339 1.28 10.00 1.50 30 25663 55380
0.88 710 1.50 30 36988 55340 1.29 10.00 1.50 30 27863 55381
0.89 710 1.50 30 36989 55341 1.30 10.00 1,50 30 459 55382
0.90 710 1.50 30 24182 55342 1.31 10.00 1,50 30 37020 55383
0.91 7.10 150 30 38295 55343 132 10.00 150 20 37021 55384
0.92 7.10 1,50 30 36360 55344 133 11.20 150 30 37022 55385
0.93 7.10 150 30 35871 55345 134 11.20 150 30 45718 55386
0.94 7.10 1,50 30 38086 55346 135 11.20 150 30 37024 55387
0.95 110 1.50 30 455 95347 1.36 11.20 1.50 30 37025 55388
0.96 8.00 1.50 30 38296 55348 1.37 11.20 150 30 37026 55389
0.97 8.00 1.50 30 36996 55349 1.38 11.20 150 30 37027 55390
0.98 8.00 1.50 30 36997 55350 1.39 11.20 150 30 37028 55391
0.99 8.00 150 30 36998 55351 140 11.20 150 30 460 55392
1.00 9.00 1.50 30 36999 55352 141 11.20 150 30 26226 55393
1.01 9.00 1.50 30 37000 55353 142 11.20 150 30 37029 55394
1.02 9.00 1.50 30 37001 55354 143 11.20 1,50 30 37030 55395
1.03 9.00 1.50 30 37002 55355 1.44 11.20 1.50 30 37031 55396
1.04 9.00 1.50 30 37003 55356 1.45 11.20 1.50 30 26459 55397
1.05 9.00 150 30 37004 55357 146 11.20 150 20 37032 55398
1.06 9.00 150 30 37005 55358 147 11.20 150 30 37033 55399
1.07 9.00 1.50 30 37006 55359 148 11.20 1.50 30 37034 55400
1.08 9.00 150 30 37007 55360 1.49 11.20 150 30 37035 55401
1.09 9.00 150 30 37008 55361 150 11.20 2,00 38 161 55402

1.10 9.00 1.50 30 457 55362 1.51 12.00 2.00 38 38089 55403



DIXI 1131 BiNi
1899

LEFT HAND TWIST DRILLS P76 P73

REINFORCED SHANK

Divooe L D, L CARBIDE DICUT Dipose L D, L CARBIDE DICUT
152 1200 200 38 38962 55404 193 1200 200 38 50158 58056
153 1200 200 38 38938 55405 1.94 1200  2.00 38 60780 60782
1.54 1200 200 38 45531 55406 1.95 1200  2.00 38 45719 55436
155 1200 200 38 38090 55407 1.96 12.00 2.00 38 61368 61370
156 1200  2.00 38 45532 55408 197 12.00 2.00 38 61372 61371
157 1200  2.00 38 45351 55409 1.98 12.00 2.00 38 44254 57892
1.58 12.00 2.00 38 38252 55410 1.99 12.00 2.00 38 58741 60784
159 12.00 2.00 38 45533 55411 2,00 12.00 250 3 466 55437
1.60 12.00 2.00 38 37234 55412 2,01 12.00 250 43 38096 55438
161 12.00 2.00 38 40655 55413 2.02 12.00 2.50 43 47857 55439
162 12.00 200 28 29286 55414 2.03 1200 250 43 61256 61375
®one o w e e s oEm e 8 omoam
1.64 12.00 2.00 38 41297 55416 210 1200 250 B 167 .
1.65 12.00 2.00 38 37235 55417 212 1200 253 3 47858 55441
1.66 1200 200 38 45534 55418 215 1200 250 3 38097 55442
167 1200 200 38 44015 55419 2.45 1200 250 43 38098 55443
168 1200 200 38 38092 55420
169 1200 200 38 45535 55421
1.70 1200 200 38 463 55422
1.71 1200 200 38 45536 55423
172 12.00 2.00 38 45075 55424
173 12.00 2.00 38 43415 55425
1.74 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 1200 200 38 58197 58199
1.80 1200 200 38 464 55429
1.81 1200 200 38 58636 61392
1.82 1200 200 38 26183 55430
183 1200  2.00 38 61388 61390
1.84 1200 200 38 50611 55431
1.85 12.00 2.00 38 38094 55432
1.86 12.00 2.00 38 61385 61387
187 12.00 2.00 38 42119 55433
1.88 12.00 2.00 38 61382 61384
1.89 12.00 2.00 38 50657 55434
1.90 12.00 2.00 38 #1217 55435
1.91 12.00 2.00 38 61150 61367

1.92 12.00 2.00 38 48963 57890



DIXI 1137-5D Z=2 ®

TWIST DRILLS P78 P73 D,=05
REINFORCED SHANK !

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

* C-TOP coating improves tool life in difficult to machine materials.

* DRYCUT coating improves tool life in non-ferrous materials.

O good @ excellent
M Lk

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel Lo el Seet alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

rmeiios @ O O O O O O O O O O © O O O © O OO0 OO O O

1S0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

Cast aluminium alloy Cu alloy difficult Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron

description alloy alloy Silver alloy

VDI 3323 21 22 23 24 25 26 27 28 = = 29 30 3 32 33-35 36 37 38 39 40 4
wemeii O O O O O O O O O O 0 O 0 O

Diyoms Ly D, L CARBIDE C-TOP DRYCUT* Do L D, L CARBIDE C-TOP DRYCUT*
015 080  1.00 30 377730 416324 378235 045 230 1.00 30 377760 416354 378265
016 080  1.00 30 377731 416325 378236 046 230 1.00 30 377761 416355 378266
017 090  1.00 30 377732 416326 378237 047 240  1.00 30 377762 41635 378267
018 090  1.00 30 377733 416327 378238 048 240  1.00 30 377763 416357 378268
019 100  1.00 30 377734 416328 378239 049 250  1.00 30 377764 416358 378269
020 100  1.00 30 377735 416329 378240 050 250  1.00 30 377765 416359 378270
021 110 1.00 30 377736 416330 378241 051 260  1.00 30 377766 416360 378271
022 110  1.00 30 377737 416331 378242 052 260  1.00 30 377767 416361 378272
023 120  1.00 30 377738 416332 378243 053 270  1.00 30 377768 416362 378273
024 120  1.00 30 377739 416333 378244 054 270  1.00 30 377769 416363 378274
025 130  1.00 30 377740 416334 378245 055 280  1.00 30 377770 416364 378275
026 130  1.00 30 377741 416335 378246 056 280  1.00 30 377771 416365 378276
027 140  1.00 30 377742 416336 378247 057 290  1.00 30 377772 416366 378277
028 140  1.00 30 377743 416337 378248 058 290  1.00 30 377773 416367 378278
029 150  1.00 30 377744 416338 378249 059 300  1.00 30 377774 416368 378279
030 150  1.00 30 377745 416339 378250 060 300  1.00 30 377775 416369 378280
031 160  1.00 30 377746 416340 378251 061 310  1.00 30 377776 416370 378281
0.32 1.60 1.00 30 377747 416341 378252 062 310 1.00 30 377777 416371 378282
0.33 1.70 1.00 30 377748 416342 378253 063 320 1.00 30 377778 416372 378283
0.34 1.70 1.00 30 377749 416343 378254 0.64 3.20 1.00 30 377779 416373 378284
0.35 1.80 1.00 30 377750 416344 378255 065 330 1.00 30 377780 416374 378285
0.36 1.80 1.00 30 377751 416345 378256 066  3.30 1.00 30 377781 416375 378286
037 190  1.00 30 377752 416346 378257 067 340  1.00 30 377782 416376 378287
038 190  1.00 30 377753 416347 378258 068 340  1.00 30 377783 416377 378288
039 200  1.00 30 377754 416348 378259 069 ~ 350  1.00 30 377784 416378 378289
040 200 100 30 377755 416349 378260 070 350 100 30 377785 416379 378230
041 210 100 30 377756 416350 378261 071 360 100 30 377786 416380 378291
042 210 100 30 377757 416351 378262 072 360 100 30 377787 416381 378292
043 220 100 30 377758 416352 378263 073 370 100 30 377788 416382 378233
044 220 100 30 377759 416353 378264 074 370 100 30 377789 {63637 [NaT629%

*for non-ferrous material



TWIST DRILLS
REINFORCED SHANK

D

10/-0.004

0.75
0.76
0.77
0.78
0.79
0.80
0.81
0.82
0.83
0.84
0.85
0.86
0.87
0.88
0.89
0.90
0.91
0.92
0.93
0.94
0.95
0.96
0.97
0.98
0.99
1.00
1.01
1.02
1.03
1.04
1.05
1.06
1.07
1.08
1.09
1.10
1.1
1.12
1.13
1.14
1.15
1.16
1.17
1.18

3.80
3.80
3.90
3.90
4.00
4.00
4.10
4.10
4.20
4.20
4.30
4.30
4.40
4.40
4.50
4.50
4.60
4.60
4.70
4.70
4.80
4.80
4.90
4.90
5.00
5.00
5.10
5.10
5.20
5.20
5.30
5.30
5.40
5.40
5.50
5.50
5.60
5.60
5.70
5.70
5.80
5.80
5.90
5.90

h5

1.00
1.00
1.00
1.00
1.00
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50

L

DIX11137-5D

CARBIDE C-TOP

377790
377791
377792
377793
377794
377795
377796
377797
377798
377799
377800
377801
377802
377803
377804
377805
377806
377807
377808
377809
377810
377811
377812
377813
371814
377815
422878
422879
422880
422881
377816
422882
422883
422884
422885
377817
422886
422887
422888
422889
377818
422890
422891
422892

416384
416385
416386
416387
416388
416389
416390
416391
416392
416393
416394
416395
416396
416397
416398
416399
416400
416401
416402
416403
416404
416405
416406
416407
416408
416409
423038
423039
423040
423041
416410
423042
423043
423044
423045
416411
423046
423047
423048
423049
416412
423050
423051
423052

DRYCUT*

378295
378296
378297
378298
378299
378300
378301
378302
378303
378304
378305
378306
378307
378308
378309
378310
378311
378312
378313
378314
378315
378316
378317
378318
378319
378320
423198
423199
423200
423201
378321
423202
423203
423204
423205
378322
423206
423207
423208
423209
378323
423210
423211
423212

P78

D1wnnm
1.19
1.20
1.21
1.22
1.23
1.24
1.25
1.26
1.27
1.28
1.29
1.30
1.31
1.32
1.33
1.34
1.35
1.36
1.37
1.38
1.39
1.40
1.41
1.42
1.43
1.44
1.45
1.46
1.47
1.48
1.49
1.50
1.51
1.52
1.53
1.54
1.55
1.56
1.57
1.58
1.59
1.60
1.61

*for non-ferrous material

P73

1

6.00
6.00
6.10
6.10
6.20
6.20
6.30
6.30
6.40
6.40
6.50
6.50
6.60
6.60
6.70
6.70
6.80
6.80
6.90
6.90
7.00
7.00
7.10
7.10
1.20
1.20
1.30
1.30
7.40
7.40
1.50
1.50
1.60
1.60
1.70
1.70
71.80
1.80
7.90
7.90
8.00
8.00
8.10

D, =05
D, L
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
1.50 30
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32
2.00 32

CARBIDE C-TOP

422893
377819
422894
422895
422896
422897
377820
422898
422899
422900
422901
377821
422902
422903
422904
422905
377822
422906
422907
422908
422909
377823
422910
422911
422912
422913
377824
422914
422915
422916
422917
377825
422918
422919
422920
422921
377826
422922
422923
422924
422925
371827
422926

423053
416413
423054
423055
423056
423057
416414
423058
423059
423060
423061
416415
423062
423063
423064
423065
416416
423066
423067
423068
423069
416417
423070
423071
423072
423073
416418
423074
423075
423076
423077
416419
423078
423079
423080
423081
416420
423082
423083
423084
423085
416421
423086

DRYCUT*

423213
378324
423214
423215
423216
423217
378325
423218
423219
423220
423221
378326
423222
423223
423224
423225
378327
423226
423221
423228
423229
378328
423230
423231
423232
423233
378329
423234
423235
423236
423237
378330
423238
423239
423240
423241
378331
423242
423243
423244
423245
378332
423246



DIXI 1137-5D @

TWIST DRILLS P78 P73 D ,=05

REINFORCED SHANK '

Do L D, L CARBIDE C-TOP DRYCUT* Diyoms L D, L CARBIDE C-TOP DRYCUT*
162 810 200 32 422927 423087 423247 270 1350 300 38 377842 416436 378347
163 820 200 32 422928 423088 423248 280 1400 300 38 377843 416437 378348
164 820 200 32 422929 423089 423249 290 1450 300 38 377844 416438 378349
165 830 200 32 377828 416422 378333 300 1500 300 38 377845 416439 378350
166 830 200 32 422930 423090 423250 310 1600 400 60 415972 416440 416148
167 840 200 32 422931 423091 423251 320 1600 400 60 415973 416441 416149
168 840 200 32 422932 423092 423252 330 1700 400 60 415974 416442 416150
169 850 200 32 422933 423093 423253 340 1700 400 60 415975 416443 416151
170 850 200 32 377829 416423 378334 350 1800 400 60 415976 416444 416152
171 860 200 32 422934 423094 423254 360 1800 400 60 415977 416445 416153
172 860 200 32 422935 423095 423255 370 1900 400 60 415978 416446 416154
173 870 200 32 422936 423096 423256 380 1900 400 60 415979 416447 416155
174 870 200 32 422937 423097 423257 390 2000 400 60 415980 416448 416156
175 880 200 32 377830 416424 378335 400 2000 400 60 415981 416449 416157
176 880 200 32 422938 423098 423258 410 2100 600 75 415982 416450 416158
177 890 200 32 422939 423099 423259 420 2100 600 75 415983 416451 416159
178 890 200 32 422940 423100 423260 430 2200 600 75 415984 416452 416160
179 900 200 32 422941 423101 423261 440 2200 600 75 415985 416453 416161
180 900 200 32 377831 416425 378336 450 2300 600 75 415986 416454 416162
181 910 200 32 422942 423102 423262 460 2300 600 75 415987 416455 416163
182 910 200 32 422943 423103 423263 470 2400 600 75 415988 416456 416164
183 920 200 32 422944 423104 423264 480 2400 600 75 415989 416457 416165
184 920 200 32 422945 423105 423265 490 2500 600 75 415990 416458 416166
185 930 200 32 377832 416426 378337 500 2500 600 75 415991 416459 416167
186 930 200 32 422946 423106 423266 510 2600 600 75 415992 416460 416168
187 940 200 32 422947 423107 423267 520 2600 600 75 415993 416461 416169
188 940 200 32 422948 423108 423268 530 2700 600 75 415994 416462 416170
189 950 200 32 422949 423109 423269 540 2700 600 75 415995 416463 416171
190 950 200 32 377833 416427 378338 550 2800 600 75 415996 416464 416172
191 960 200 32 422950 423110 423270 560 2800 600 75 415997 416465 416173
192 960 200 32 422951 423111 423271 570 2900 600 75 415998 416466 416174
193 970 200 32 422952 423112 423272 580 2900 600 75 415999 416467 416175
194 970 200 32 422953 AZ3M3 423273 590 3000 600 75 416000 416468 416176
195 980 200 32 377834 416428 378339 6.00 3000  6.00 75 416001 416469 416177

1.96 9.80 2.00 32 422954 423114 423274
1.97 9.90 2.00 32 422955 423115 423275
1.98 9.90 2.00 32 422956 423116 423276
1.99 10.00 2.00 32 422957 423117 423277
2.00 10.00 3.00 38 377835 416429 378340
2.10 10.50 3.00 38 377836 416430 378341
2.20 11.00 3.00 38 377837 416431 378342
2.30 11.50 3.00 38 377838 416432 378343
2.40 12.00 3.00 38 377839 416433 378344
2.50 12.50 3.00 38 377840 416434 378345
2.60 13.00 3.00 38 377841 416435 378346

*for non-ferrous material



DIXI 1137-8D ®

TWIST DRILLS P78 P73 D.=05
REINFORCED SHANK !

* Self-centering twist drills with reinforced shank , 8xD, cutting
length, developed for the drilling of lead-free brass and high
tech materials.

e C-TOP coating improves tool life in difficult to machine materials.

¢ DRYCUT coating improves tool life in non-ferrous materials.

O good @ excellent
M ok

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Licioedtesl Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

ramaisios © O O O O O O O O O O O O O O © O © O O O O O

d“e"::fl::fn W“’”ghgll‘ﬂ:mi"i”"‘ Cast aluminium alloy CL;ITOFV"’ Cu alloy difficult gﬁ/‘gr Graphite Plastic  Wood Special alloy Ni/ Co “'a"iugl‘l'fv'a"i“"‘ Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 - - 29 30 3 32 33-35 36 37 38 39 40 4
remeisis: @ O O O O O O O O ©O © O 0 O

Diyome L D, L CARBIDE C-TOP DRYCUT* Diyome L D, L CARBIDE C-TOP DRYCUT*
015 120  1.00 30 416002 416470 416178 044 360  1.00 30 416031 416499 416207
016 130  1.00 30 416003 416471 416179 045 360  1.00 30 416032 416500 416208
017 140  1.00 30 416004 416472 416180 046 370  1.00 30 416033 416501 416209
018 150  1.00 30 416005 416473 416181 047 380  1.00 30 416034 416502 416210
019 160  1.00 30 416006 416474 416182 048 390  1.00 30 416035 416503 416211
020 160  1.00 30 416007 416475 416183 049 400  1.00 30 416036 416504 416212
021 170  1.00 30 416008 416476 416184 050 400  1.00 30 416037 416505 416213
022 180  1.00 30 416009 416477 416185 051 410  1.00 30 416038 416506 416214
022 190  1.00 30 416010 416478 416186 052 420  1.00 30 416039 416507 416215
024 200  1.00 30 416011 416479 416187 053 430  1.00 30 416040 416508 416216
025 200  1.00 30 416012 416480 416188 054 440  1.00 30 416041 416509 416217
026 210  1.00 30 416013 416481 416189 055 440  1.00 30 416042 416510 416218
027 220  1.00 30 416014 416482 416190 056 450  1.00 30 416043 416511 416219
028 230  1.00 30 416015 416483 416191 057 460  1.00 30 416044 416512 416220
029 240  1.00 30 416016 416484 416192 058 470  1.00 30 416045 416513 416221
030 240  1.00 30 416017 416485 416193 059 480  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
032 260  1.00 30 416019 416487 416195 061 490  1.00 30 416048 416516 416224
033 270  1.00 30 416020 416488 416196 062 500 100 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
036 290 1.00 30 416023 416491 416199 065 520 1.00 30 416052 416520 416228
037 300 1.00 30 416024 416492 416200 066 530 1.00 30 416053 416521 416229
038 310  1.00 30 416025 416493 416201 067 540  1.00 30 416054 416522 416230
039 320 1.00 30 416026 416494 416202 068 550  1.00 30 416055 416523 416231
040 320 1.00 30 416027 416495 416203 069 560  1.00 30 416056 416524 416232
041 330 100 30 416028 416496 416204 070 560  1.00 30 416057 416525 416233
042 340 100 30 416029 416497 416205 071 570 100 30 416058 416526 416234
0.43 350 1.00 30 416030 416498 416206 0.72 5.80 1.00 30 416059 416527 416235

* for non-ferrous material



DIXI 1137-8D @

TWIST DRILLS P78 P73 D, =05
REINFORCED SHANK
Diyouw L  Dg L CARBIDE C-TOP DRYCUT* Diyouw L Dy L CARBIDE C-TOP DRYCUT*
073 590 100 30 416060 416528 416236 117 940 150 38 422071 423131 423291
074 600 100 30 416061 416529 416237 118 950 150 38 422072 423132 423292
075 600 100 30 416062 416530 416238 119 960 150 38 422073 423133 423293
076 610 100 30 416063 416531 416239 120 960 150 38 416091 416559 416267
077 620 100 30 416064 416532 416240 121 970 150 38 422074 423134 423294
078 630 100 30 416065 416533 416241 122 980 150 38 422975 423135 423295
079 640 100 30 416086 416534 416242 123 990 150 38 422076 423136 423296
080 640 150 30 416067 416535 416243 124 1000 150 38 422077 423137 423297
081 650 150 30 416068 416536 416244 125 1000 150 38 416002 416560 416268
082 660 150 30 416069 416537 416245 126 1010 150 38 422978 423138 423298
083 670 150 30 416070 416538 416246 127 1020 150 38 422979 423139 423299
084 680 150 30 416071 416539 416247 128 1030 150 38 422980 423140 423300
085 680 150 30 416072 416540 416248 129 1040 150 38 422981 423141 423301
08 690 150 30 416073 416541 416249 130 1040 150 38 416003 416561 416269
087 700 150 30 416074 416542 416250 131 1050 150 38 422982 423142 423302
088 7.0 150 30 416075 416543 416251 132 1060 150 38 422983 423143 423303
089 720 150 30 416076 416544 416252 133 1070 150 38 422984 423144 423304
090 720 150 30 416077 416545 416253 134 1080 150 38 422985 423145 423305
091 730 150 30 416078 416546 416254 135 1080 150 38 416004 416562 416270
092 740 150 30 416079 416547 416255 136 1090 150 38 422986 423146 423306
093 750 150 30 416080 416548 416256 137 1100 150 38 422087 423147 423307
094 760 150 30 416081 416549 416257 138 1110 150 38 422988 423148 423308
095 760 150 30 416082 416550 416258 139 1120 150 38 422989 423149 423309
09 770 150 30 416083 416551 416259 140 1120 150 38 416095 416563 416271
097 780 150 30 416084 416552 416260 141 1130 150 38 422990 423150 423310
098 790 150 30 416085 416553 416261 142 1140 150 38 422091 423151 423311
099 800 150 30 416086 416554 416262 143 1150 150 38 422992 423152 423312
100 800 150 30 416087 416555 416263 144 1160 150 38 422993 423153 423313
101 810 150 38 422958 423118 423278 145 1160 150 38 416096 416564 416272
102 820 150 38 422959 423119 423279 146 1170 150 38 422994 423154 423314
103 830 150 38 422960 423120 423280 147 1180 150 38 422995 423155 423315
104 840 150 38 422061 423121 423281 148 1190 150 38 422996 423156 423316
105 840 150 38 416088 416556 416264 149 1200 150 38 422097 423157 423317
106 850 150 38 422962 423122 423282 150 1200 200 38 416007 416565 416273
107 860 150 38 422963 423123 423283 151 1210 200 38 422998 423158 423318
108 870 150 38 422964 423124 423284 152 1220 200 38 422999 423159 423319
109 880 150 38 422965 423125 423285 153 1230 200 38 423000 423160 423320
110 880 150 38 416089 416557 416265 154 1240 200 38 423001 423161 423321
111 890 150 38 422966 423126 423286 155 1240 200 38 416098 416566 416274
112 900 150 38 422067 423127 423287 156 1250 200 38 423002 423162 423322
113 910 150 38 422968 423128 423288 157 1260 200 38 423003 423163 423323
114 920 150 38 422969 423129 423289 158 1270 200 38 423004 423164 423324
115 920 150 38 416090 416558 416266 159 1280 200 38 423005 423165 423325
116 930 150 38 422970 423130 423290 160 1280 200 38 416099 416567 416275

* for non-ferrous material
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TWIST DRILLS P78 P73 D ,=05

REINFORCED SHANK !

Diyoos L D, L CARBIDE C-TOP DRYCUT* Dipoos Ly D, L CARBIDE C-TOP DRYCUT*
161 129 20 38 423006 423166 423326 260 208 30 50 416113 416581 416289
162 130 20 38 423007 423167 423327 270 216 30 50 416114 416582 416290
163 131 20 38 423008 423168 423328 280 24 30 50 416115 416583 416291
164 132 20 38 423009 423169 423329 290 232 30 50 416116 416584 416292
165 132 20 38 416100 416568 416276 300 240 30 50 416117 416585 416293
166 133 20 38 423010 423170 423330 310 250 4.0 75 416118 416586 416294
1.67 134 20 38 423011 423171 423331 320 260 4.0 75 416119 416587 416295
168 135 20 38 423012 423172 423332 330 270 40 75 416120 416588 416296
169 136 20 38 423013 423173 423333 340 280 40 75 416121 416589 416297
170 136 20 38 416101 [416569 ' 416277 350 280 40 75 416122 416590 416298
1187 200 38 423014 423174 423334 360 290 40 75 416123 416591 416299
172 138 20 38 423015 23V IB2agED 370 300 40 75 416124 416592 416300
173 1880200 ss 42016 IRl 380 310 40 75 416125 416593 416301

1.74 14.0 20 38 423017 423177 423337
1.75 14.0 20 38 416102 416570 416278
1.76 14.1 20 38 423018 423178 423338
1.77 14.2 20 38 423019 423179 423339
1.78 14.3 20 38 423020 423180 423340
1.79 14.4 20 38 423021 423181 423341
1.80 14.4 20 38 416103 416571 416279
1.81 14.5 20 38 423022 423182 423342
1.82 14.6 20 38 423023 423183 423343
1.83 14.7 20 38 423024 423184 423344
1.84 14.8 20 38 423025 423185 423345
1.85 14.8 20 38 416104 416572 416280
1.86 14.9 20 38 423026 423186 423346
1.87 15.0 20 38 423027 423187 423347
1.88 15.1 20 38 423028 423188 423348
1.89 15.2 20 38 423029 423189 423349
1.90 15.2 20 38 416105 416573 416281
1.91 15.3 20 38 423030 423190 423350
1.92 15.4 20 38 423031 423191 423351

3.90 32.0 4.0 75 416126 416594 416302
4.00 32.0 4.0 75 416127 416595 416303
4.10 33.0 6.0 100 416128 416596 416304
4.20 34.0 6.0 100 416129 416597 416305
4.30 35.0 6.0 100 416130 416598 416306
4.40 36.0 6.0 100 416131 416599 416307
4.50 36.0 6.0 100 416132 416600 416308
4.60 37.0 6.0 100 416133 416601 416309
4.70 38.0 6.0 100 416134 416602 416310
4.80 39.0 6.0 100 416135 416603 416311
4.90 40.0 6.0 100 416136 416604 416312
5.00 40.0 6.0 100 416137 416605 416313
5.10 41.0 6.0 100 416138 416606 416314
5.20 42.0 6.0 100 416139 416607 416315
5.30 43.0 6.0 100 416140 416608 416316
5.40 44.0 6.0 100 416141 416609 416317
5.50 44.0 6.0 100 416142 416610 416318
5.60 45.0 6.0 100 416143 416611 416319

T e e o 570 460 60 100 416144 416612 416320
190 156 20 38 423033 423193 423353 580 470 60 100 416145 416613 416321

1.97 15.8 20 38 423035 423195 423355
1.98 15.9 20 38 423036 423196 423356
1.99 16.0 20 38 423037 423197 423357
2.00 16.0 3.0 50 416107 416575 416283
2.10 16.8 3.0 50 416108 416576 416284
2.20 17.6 3.0 50 416109 416577 416285
2.30 18.4 3.0 50 416110 416578 416286
2.40 19.2 3.0 50 416111 416579 416287
2.50 20.0 3.0 50 416112 416580 416288

* for non-ferrous material
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TWIST DRILLS P80 P73
REINFORCED SHANK

¢ Twist drills with reinforced shank, according to DIN 1899,
developed for the drilling of long chip materials.

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M Lk

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisioeatesl foiaioed sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

fmeies O O O O OO O O O OO OO0 00000 O0OO0OO0O0

d’\en::rei:)i:ii)sn W“’”g";ﬁxmi"i””‘ Cast aluminium alloy CZI’I'D';" Cu alloy difficult gﬁ/‘gr Graphite Plastic ~ Wood Special alloy Ni/ Co “ta"iugigya"i“m 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
mmesis O O O O O O © O O O O O o ©

Diyome L D,, L CARBIDE DICUT Dyyome L D,s 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 4.50 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 9.00 150 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 113 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 10.00 150 30 50299 957893
0.88 7.10 1.50 30 958001 958002 117 10.00 1.50 30 52449 957895
0.89 7.10 1.50 30 56626 957806 118 10.00 150 30 58333 957897
0.90 710 1.50 30 182 95687 1.19 10.00 1.50 30 958026 958027
0.91 7.10 1.50 30 958006 958007 1.20 10.00 150 30 39036 55762
0.92 7.10 1.50 30 957949 958004 1.21 10.00 150 30 50233 957899
0.93 7.10 1.50 30 957042 957808 122 10.00 1.50 30 59610 957901
0.94 7.10 1.50 30 957043 957810 123 10.00 150 30 16797 957902
0.95 7.10 1.50 30 39032 55689 1.24 10.00 1.50 30 958029 958030
0.96 9.00 1.50 30 49329 957812 125 10.00 150 30 37037 55764
0.97 9.00 1,50 30 957045 957829 126 10.00 150 30 65858 50057
0.38 3.00 150 30 43438 957831 127 10.00 150 30 50558 957912
0.93 9.00 1.50 30 61003 957834 128 10.00 1.50 30 958032 958033
1.00 9.00 1:50 30 164 55691 129 1000 150 30 958035 958037
1.01 9.00 1.50 30 48709 957865 130 10,00 150 20 187 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

P73

DIN
1899

D, 00 L, D, L CARBIDE  DICUT
132 11.20 1.50 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
1.50 11.20 2.00 38 39040 55780
155 12.00 2.00 38 52209 55782
1.60 12.00 2.00 38 52210 55786
165 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
185 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



DIXI 1135 Z=2 @

TWIST DRILLS P80 P73
REINFORCED SHANK

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

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M Lk

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisioeatesl foiaioed sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

famaisios O O O O O O O ©O ©O O OO OO0 O OO0 o OO0 O0O0

d’\en::rei:)i:ii)sn W“’”g";ﬁxmi"i””‘ Cast aluminium alloy CZI’I'D';" Cu alloy difficult gﬁ/‘gr Graphite Plastc  Wood Special alloy Ni/ Co “ta"iugigya"i“m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2% % 7 2 - - 2 3 3 2 | 3B ® 3 38 3 40 n
wmeies O O O O O O O O O OO0 ©0o
D]O/_&004 L, D, L CARBIDE DICUT DIU/-O.OM 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 4.50 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 0.66 450 1.50 30 60938 61034
0.38 2.50 1.50 30 950290 950307 0.67 450 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 0.69 450 1.50 30 60940 61037
0.41 3.00 1.50 30 950310 950332 0.70 450 1.50 30 56364 57571
0.42 3.00 1.50 30 950311 950333 0.71 4.50 1.50 30 56365 57573
0.43 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 4.50 1.50 30 56367 57577
0.45 3.00 1.50 30 950314 950336 0.74 4.50 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



hb

1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50

TWIST DRILLS
REINFORCED SHANK
DIO/-O.(]04 L1
0.78 4.50
0.79 4.50
0.80 5.00
0.81 5.00
0.82 5.00
0.83 5.00
0.84 5.00
0.85 5.00
0.86 5.00
0.87 5.00
0.88 5.00
0.89 5.00
0.90 5.00
0.91 5.00
0.92 5.00
0.93 5.00
0.94 5.00
0.95 5.00
0.96 5.00
0.97 5.00
0.98 5.00
0.99 5.00
1.00 5.00
1.01 5.00
1.02 5.00
1.03 5.00
1.04 5.00
1.05 5.00
1.06 5.00
107 5.00
1.08 5.00
1.09 5.00
1.10 5.00
1.1 5.00
1.12 5.00
113 5.00
1.14 5.00
1.15 5.00
1.16 5.00
1.17 5.00
1.18 5.00
119 5.00
1.20 6.00

1.50

L

DIXI 1135

CARBIDE

56372
56373
52140
52141
52142
52143
52144
52145
52146
52147
52148
52149
52150
52151
52152
52153
52154
52155
52156
52157
52158
52159
52160
52161
52162
52163
52164
52165
52166
52167
52168
52169
52170
52171
52172
52173
52174
52175
52176
52177
52178
52179
52180

DICUT D

57583
57585
55801
55803
55805
55807
55809
55811
55813
55815
55817
55819
55821
55823
55825
55827
55829
55831
55833
55835
55837
55839
55841
55842
55844
55848
55850
55852
55854
55856
55858
55860
55861
55863
55865
55871
55872
55873
55875
55877
55878
55893
55880

P.80

10/-0.004

1.21
1.22
1.23
1.24
1.25
1.26
1.27
1.28
1.29
1.30
1.31
1.32
1.33
1.34
1.35
1.36
1.37
1.38
1.39
1.40
1.41
1.42
1.43
1.44
1.45
1.46
1.47
1.48
1.49
1.50
1.51
1.52
1.53
1.54
1.55
1.56
1.57
1.58
1.59
1.60
1.61
1.62
1.63
1.64
1.65
1.66
1.67
1.68

P.73

6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
6.00
7.00
1.00
7.00
7.00
7.00
1.00
7.00
7.00
7.00
7.00
7.00
71.00
7.00
71.00
7.00
7.00
7.00
1.00
7.00

h5

1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
1.50
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00
2.00

L

30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
30
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38
38

CARBIDE

52181
52182
52183
52184
52185
52186
52187
52188
52189
52190
52191
52192
52193
52194
52195
52196
52197
52198
52199
52200
52201
52202
52203
52204
52205
52206
52207
52208
52216
56431
56374
56375
56376
56377
56378
56379
56380
56381
56382
56383
56384
56385
56386
56387
56388
56389
56390
56391

DICUT

55882
55884
55886
55896
55898
55900
55902
55904
55906
55908
55910
55912
55914
55916
55918
55920
55922
55924
55926
55929
55932
55934
55936
55938
55940
55942
55944
55946
55948
57591
57593
57595
57597
57599
57601
57603
57605
57607
57609
57611
57613
57615
57617
57619
57621
57623
57625
57627



TWIST DRILLS

DIXI 1135

P80 P73
REINFORCED SHANK
Diyows Ly D, L CARBIDE DICUT Diyaws Ly D, L CARBIDE DICUT
1.69 7.00 2.00 38 56392 57629 2.09 9.00 2.50 43 951043 951214
1.70 7.00 2.00 38 56393 57631 2.10 9.00 2.50 43 951058 951215
1.7 7.00 2.00 38 56394 57633 2.1 9.00 2.50 43 951059 951216
1.72 7.00 2.00 38 56395 57635 212 9.00 2.50 43 951060 951217
1.73 1.00 2.00 38 56396 57637 2.13 9.00 2.50 43 951061 951218
1.74 1.00 2.00 38 56397 57639 2.14 9.00 2.50 43 951062 951219
1.75 1.00 2.00 38 56398 57641 2.15 9.00 2.50 43 951063 951220
1.76 8.00 2.00 38 56399 57643 2.16 9.00 2.50 43 951064 951621
1.77 8.00 2.00 38 56400 57645 2.17 9.00 2.50 43 951065 951622
1.78 8.00 2.00 38 56401 57647 2.18 9.00 2.50 43 951066 951624
1.79 8.00 2.00 38 56402 57649 2.19 9.00 2.50 43 951067 951625
1.80 8.00 2.00 38 56403 57651 2.20 9.00 2.50 43 951068 951626
1.81 8.00 2.00 38 56404 57653 2.21 9.00 2.50 43 951069 951627
1.82 8.00 2.00 38 56405 57655 222 9.00 2.50 43 951070 951628
1.83 8.00 2.00 38 56406 57657 2.23 9.00 2.50 43 951071 951629
1.84 8.00 2.00 38 56407 57659 224 9.00 2.50 43 951072 951630
1.85 8.00 2.00 38 56408 57661 2.25 9.00 2.50 43 951073 951631
1.86 8.00 2.00 38 56409 57663 2.26 9.00 2.50 43 951074 951632
1.87 8.00 2.00 38 56410 57665 2.27 9.00 2.50 43 951075 951633
1.88 8.00 2.00 38 56411 57667 2.28 9.00 2.50 43 951076 951634
1.89 8.00 2.00 38 56412 57669 2.29 9.00 2.50 43 951077 951636
1.90 8.00 2.00 38 56413 57671 2.30 9.00 2.50 43 951078 951637
1.91 8.00 2.00 38 56414 57673 2.31 9.00 2.50 43 951079 951638
1.92 8.00 2.00 38 56415 57675 2.32 9.00 2.50 43 951080 951639
193 800 200 38 56416 57677 233 900 250 43 951081 951640
194 800 200 38 56417 57679 234 900 250 43 951082 951641
195 800 200 38 56418 57681 235 900 250 43 951083 951642
1.96 8.00 2.00 38 56419 57683 2.36 9.00 2.50 43 951084 951643
1.97 8.00 2.00 38 56420 57685 2.37 9.00 2.50 43 951085 951644
1.98 8.00 2.00 38 56421 57687 2.38 9.00 2.50 43 951086 951645
1.99 8.00 2.00 38 56422 57689 2.39 9.00 2.50 43 951087 951646
2.00 9.00 2.50 43 951030 951165 2.40 9.00 2.50 43 951089 951647
2.01 9.00 2.50 43 951034 951166 2.4 9.00 2.50 43 951090 951648
2.02 9.00 2.50 43 951035 951167 242 9.00 2.50 43 951091 951649
2.03 9.00 2.50 43 951036 951168 2.43 9.00 2.50 43 951092 951650
2.04 9.00 2.50 43 951039 951169 2.44 9.00 2.50 43 951093 951651
2.05 9.00 2.50 43 59122 951170 2.45 9.00 2.50 43 951094 951652
2.06 9.00 2.50 43 951040 951171 2.46 9.00 2.50 43 951095 951653
2.07 9.00 2.50 43 951041 951172 247 9.00 2.50 43 951096 951654
2.08 9.00 2.50 43 951042 951173 248 9.00 250 43 951097 951655
249 9.00 2.50 43 951098 951656



DIXI 1136 Z=2 @

TWIST DRILLS P80 P73
REINFORCED SHANK

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

¢ The diameter tolerance is 0/+4 pym.

¢ DICUT coating improves tool life in ferrous materials.

O good @ excellent
M Lk

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisioeabies foiaioedsteel alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s O O O O OO O OO OO0 OO0O0O00O0O0OO0O OO0 O0O0

d“::c‘z:)':fn W“’”g"glﬁx’"i"i“”‘ Cast aluminium alloy C:ﬁor;b Cu alloy difficult gﬁ/'gr Graphite Plasic ~ Wood Special alloy Ni/ Co T”a"‘“'anl'gya"‘“m Hardened steel  Hard castiron
VDI 3323 20 2 3 u % % 7 » - - 2 kY 3 2 | BB ¥ 3 % a0 n
wmie O O O O O O O O © OO0 0o

D, y000e L, D, L CARBIDE DICUT D y000e L, D, 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 4.50 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 0.63 450 1.50 30 990629 990598
0.35 2.50 1.50 30 990671 990649 0.64 450 1.50 30 990599 990604
0.36 2.50 1.50 30 990632 990650 0.65 450 1.50 30 990600 990612
0.37 2.50 1.50 30 990672 990651 0.66 450 1.50 30 990601 990613
0.38 2.50 1.50 30 990673 990652 0.67 450 1.50 30 990602 990614
0.39 3.00 1.50 30 990653 990633 0.68 450 1.50 30 990440 990615
0.40 3.00 1.50 30 990654 990634 0.69 450 1.50 30 990603 990611
0.4 3.00 1.50 30 990655 990635 0.70 450 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 4.50 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



TWIST DRILLS

REINFORCED SHANK

DIXI 1136

Dore L D, L CARBIDE DICUT
078 450 150 30 990531 990590
0.79 450 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
094 500 150 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
10 500 150 30 990429 990491
11 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

=2 ®

P80 P73

Do 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
140 600 150 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 1.00 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
156 700 200 38 990538 990483
1.57 7.00 2.00 38 990539 990484
1.58 71.00 2.00 38 990540 990501
1.59 7.00 2.00 38 990541 990502
1.60 1.00 2.00 38 990542 990503
1.61 7.00 2.00 38 990545 990486
1.62 1.00 2.00 38 990546 990487
1.63 7.00 2.00 38 990547 990513
1.64 71.00 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



P.80

P73

DIXI 1136 Z=2
TWIST DRILLS
REINFORCED SHANK

D, yoom L, D, L CARBIDE DICUT
170 7.00 200 38 990374 990565
1N 7.00 2.00 38 990375 990585
1.72 71.00 2.00 38 990376 990586
1.73 7.00 2.00 38 990377 990587
1.74 71.00 2.00 38 990378 990553
1.75 1.00 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
186 8.00 200 38 99033 990571
187 8.00 200 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



DIXI 1138 Z=2 @

TWIST DRILLS P.80 P73 D,>08

REINFORCED SHANK

IS0

Materials
description

VDI 3323

¢ Twist drills with reinforced shank developed for
general machining.

* TIAIN coating improves tool life in ferrous materials.

O good @ excellent
M x|

High Martensitic Austenitic stainless steel Grey Nodular Malleable
Clovedtee] poilovedtee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

famanisios: O O O O O O O O O O OO OO0 0 00O OO OO0 OO0

d“e":c‘::;:fn W'””g";ﬁx’“i"i“”‘ Cast aluminium alloy C‘;ITO';” Cu alloy difficult g;ﬂgr Graphite Plastic ~ Wood Special alloy Ni/ Co “ta"‘“;'l‘l':ya"‘“’" Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
wmesses O O O O O O O O O OO0 ©o0
D, 000 L, D, L, D L CARBIDE TAIN
0.05 0.35 1.50 5.35 3 38 962810
0.06 0.40 1.50 5.40 3 38 962809
0.07 0.50 1.50 5.50 3 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, o000 L, D L CARBIDE TIAIN
0.50 4.00 3 38 200157 200439
0.53 450 3 38 960034 200514
0.55 4.50 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
0.7 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



TWIST DRILLS

REINFORCED SHANK

DIX1 1138

Dyome Ly D,y L CARBIDE TAIN
0.84 6.30 3 38 200168 200450
0.85 6.30 3 38 200151 200433
0.86 7.10 3 38 200211 200493
0.87 7.10 3 38 200207 200489
0.88 7.10 3 38 200208 200490
0.89 7.10 3 38 200204 200486
0.90 7.10 3 38 200152 200434
0.91 7.10 3 38 200209 200491
0.92 7.10 3 38 200213 200495
0.93 7.10 3 38 200184 200466
0.94 7.10 3 38 200186 200468
0.95 7.10 3 38 200192 200474
0.96 9.00 3 38 200160 200442
0.97 9.00 3 38 200187 200469
0.98 9.00 3 38 200201 200483
0.99 9.00 3 38 200182 200464
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
112 900 3 38 200183 200465
113 900 3 38 200212 20049
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
128 1000 3 38 200218 200500
129 1000 3 38 200222 200504
1.30 10.00 3 38 200153 200435

Z=2 @

P8O P73 D, >08
Diyome 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
160 1200 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
235 1500 3 38 95004 200524
240 1500 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



DIXI 1139 Z=2
L, =12xD,

TWIST DRILLS P80 P73
REINFORCED SHANK

o Twist drills with reinforced shank , 12xD1 cutting length,
developed for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M Lk

IS0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description S Loalovedbtee) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 &) 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

famanisios: O O O O O O O O O O OO OO0 0 00O OO OO0 OO0

d’:':c‘fi:)i:’ifn W“’“g";”ao'y“i"i“”‘ Cast aluminium alloy CZI’I'D';” Cu alloy difficult g;ﬂgr Graphite Plastc  Wood Special alloy Ni/ Co “ta"i“gl‘lgya"i“m Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 = = 29 30 3 32 33-35 36 37 38 39 40 4
oo O O © O 0O 0 0 O O O © O

D, o/00me L, D, L CARBIDE TAIN D, or00me 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 7.10 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 317749 317920 0.99 11.90 3 38 317778 317949
0n 8.50 3 38 317750 317921 1.00 12.00 3 38 317779 317950
0.72 8.70 3 38 317751 317822 1.01 12.10 3 38 317780 317951
073 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



TWIST DRILLS
REINFORCED SHANK

DIXI 1139

D, 00004 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
(R 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 3 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  3179%4
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

=2
L, =12xD,

P80 P73
Diyows L 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



P.80

P.73

DIXI 1139 Z=2
L, =12xD,
TWIST DRILLS
REINFORCED SHANK

D, g000e L, D, L CARBIDE TIAIN
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 3 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 3 61 317883 318054
2.25 27.00 3 61 317884 318055
2.30 27.60 3 61 317885 318056
235 28.20 3 61 317886 318057
2.40 28.80 3 61 317887 318058
2.45 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
2.70 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 Z=2 Q

SELF-CENTERING TWIST DRILLS P82 P73
REINFORCED SHANK

¢ Self-centering twist drills with reinforced shank , according
to DIN 6537K.

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

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisioyedbiee foiaioved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

IS0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

famaisios. ) O O O O O O OO O OO0 OO0 O OO0 O OO0 OO0

d’:':c‘z:)':':n W’°”g";|ﬁ)'3mi"i“m Cast aluminium alloy C‘;ITD';” Cu alloy difficult gﬂgr Graphite Plastic  Wood Special alloy Ni/ Co T"a"‘“;’;[;\i,‘a"i“m Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 = = 29 30 3 32 33-35 36 37 38 39 40 4
remeisios O O O O O O O O O o O O o0 O
Diis L, L, D L TIAIN D, s 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 4.10 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 7 25 3 38 976863 4.40 17 40 6 66 43323
1.70 7 25 3 38 976864 4.50 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 4.70 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
2.40 9 35 3 50 43304 5.10 20 38 6 66 966749
250 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
2.70 1 31 4 50 43307 5.40 20 38 6 66 966750
2.80 11 31 4 50 4777 5.50 20 38 6 66 43332
2.90 1 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



DIXI 1149 TiAIN Z=2 Q

SELF-CENTERING TWIST DRILLS P82 P73

REINFORCED SHANK

D, L, 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
7.20 29 38 8 79 56826
1.50 29 38 8 19 43542
7.80 29 38 8 79 43543
8.00 29 = 8 19 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 4 10 89 43546
9.80 35 4 10 89 43547
10.00 3 - 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 48 12 102 59472
11.00 40 48 12 102 43551
11.50 4 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

SELF-CENTERING TWIST DRILLS P82 P73
REINFORCED SHANK

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

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

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M ok

IS0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description LEalevertee! ponlalovebtec) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 &) 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

amanisios. @ O O O O O O O © © © O O O O O O O O O O OO0

d"e"::;:)i:fn W’“”gh;”alxmi"i”m Cast aluminium alloy C‘; I’I'Dzb Cu alloy difficult Sﬁlﬁ/'gr Graphite Plastc  Wood Special alloy Ni/ Co “‘a"i“;‘i;\i,‘a"i“m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2% % 7 2 - - 2 3 3 2 | 3B ® 3 38 3 40 n
pomial O O O O O © 00O O

Diis L, L, D L TIAIN D, s L, L, D, L TIAIN
0.50 3.30 29 3 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 4.20 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 79 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 2470 48 6 79 960154
1.00 6.50 31 3 43 960478 3.90 25.40 47 6 79 961304
1.10 7.20 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 21.30 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 960436 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
2.40 15.60 Y| 4 62 960141 5.30 34.50 48 6 89 960170
2.50 16.30 40 4 62 960142 5.40 35.10 48 6 89 966742
2.60 16.90 39 4 62 960143 5.50 35.80 47 6 89 960171
2.70 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



P.82

P.73

DIXI 1147 TiAIN Z=2
L,=65xD,
SELF-CENTERING TWIST DRILLS
REINFORCED SHANK

D, L, 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 43 8 102 960182
7.20 46.80 47 8 102 960183
7.50 48.80 45 8 102 960184
1.80 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 AN~ Z=2 Q @

SELF-CENTERING TWIST DRILLS P84 P73
REINFORCED SHANK
WITH THROUGH COOLANT * 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.

O good @ excellent
M Lk

IS0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisloedtte foiaioedSeel alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 &) 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

s O O O O O O OO 0O O OO O OO O0OO0OO0OO0O OO0 O0 O0

d,:::fi:)i:fn W“’”g";ﬁxmi"i””‘ Cast aluminium alloy C‘E‘”’I'O';b Cu alloy difficult g;ﬂgr Graphite Plastc  Wood Special alloy Ni/ Co T“a"i“gl‘lr;ya"i“’“ Hardened steel  Hard castiron

VDI 3323 2 2 3 u 2% % 7 2 - - 2 3 3 2 | 3B ® 3 38 3 40 n
s ) O O O O O O O O o O O o0 O

Diis L, L, D L TIAIN D, s L, L, D, L TIAIN
0.80 5 26 3 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 " 20 3 38 956692 430 29 36 6 74 62995
1.60 11 20 3 38 956690 4.40 29 36 6 74 956579
1.70 11 20 3 38 956688 450 35 38 6 82 953840
1.80 11 20 3 38 956686 460 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
2.40 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
2.70 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
375 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



DIXI 1145-HH TIAIN ~ 2=2 Q @

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
7.20 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
1.60 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 A4771
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 43 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
L, =10xD, @

SELF-CENTERING TWIST DRILLS P84 P73
REINFORCED SHANK
WITH THROUGH COOLANT * Self-centering twist drills with reinforced shank and through

coolant, 10xD, cutting length.

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

¢ TiAIN coating improves tool life in ferrous materials.

O good @ excellent
M ok

IS0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lisioyedbiee foiaioved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 &) 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

amanisios. @ O O O O O O O © O © O O O O O OO O O O OO0

d"e"::fi:)i:‘ifn W“’”g";”a'o's’"i"i””‘ Cast aluminium alloy c:ﬁozb Cu alloy difficult gﬁ/‘gr Graphite Plastc  Wood Special alloy Ni/ Co “‘a"i“'a“urot\i,‘a"i“m Hardened steel ~ Hard castiron
VDI 3323 2 2 3 u 2% % 7 2 - - 2 3 3 2 | 3B ® 3 38 3 40 n
wminl O O O O O © 00 O O
Diis L, L, D L TIAIN D, s L, L, D, 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 960248
1.40 14.00 32 3 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 1 3 62 960219 470 47.00 49 6 102 966734
1.80 18.00 40 3 62 960220 4.30 48.00 48 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 4 6 102 960254
2.60 26.00 48 4 79 960228 5.60 56.00 56 6 118 966738
2.70 21.00 47 4 79 960229 5.70 57.00 b5 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 48 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



DIXI 1146-HH TiAIN Z=2
L, =10xD, @

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
1.20 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



DIXI1 1280 XIDUR Z=2 Q Q

TWIST DRILLS FOR HARDENED STEEL P81 P73
REINFORCED SHANK

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

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

O good @ excellent
M ok

IS0

T ol M Mee | nsecoangsel  Go N Wl

VDI 3323 1 2 3 4 5 6 7 8 9 0 M 12 13 141 142 143 14 15 16 17 18 19 20

Recommendations

d’;":c‘;:)i:’ifn W’””ghglﬁxmi”i”m Cast aluminium alloy CL;I’I'D';” Cu alloy difficult gﬁje'r Graphite Plastc ~ Wood Special alloy Ni/ Co “‘a"i“gﬁxa"i“m Hardened steel  Hard castiron

VDI 3323 2 2 3 % 2% % bl 2 - - 2 3 3 2 | 3B ® 3 38 3 40 n

Recommendations O O @ @ @ @ @

00.25-0 2499 @ 2.50-612.00

D, 0/-0004 L, L, Dys L XIDUR D, 0/-0.004 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 2.70 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 2.40 6.50 3 38 956663 3.175 20 4 66 62848
0.90 2.70 7.50 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
1.50 450 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



DIX1 1280 XIDUR Q Q

TWIST DRILLS FOR HARDENED STEEL P81 P73

REINFORCED SHANK

D, 0/-0.004 L Dys L XIDUR
4.50 30 6 66 62859
4.60 30 6 66 62860
470 30 6 66 62861
4762 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 19 62872
6.35 40 8 79 62874
6.50 40 8 79 62877
6.80 40 8 79 62535
7.00 40 8 19 62878
1.50 40 8 79 62880
1.80 40 8 19 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



3 FLUTE TWIST DRILLS

IS0

Materials

Unalloyed steel

DIXI 1151 Z=3 @

P.86 P73

¢ 3 flute twist drills with cylindrical shank developed to guarantee
excellent precision and straightness of the hole.

 Suitable for titanium alloys.

O good @ excellent
M x|

Low alloyed steel High Martensitic Austenitic stainless steel Grey Nodular Malleable

description alloyedsteel  stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 7 8 9 w0 1M 12 13 141 w2 w3 | 44 15 6 17 18 19 20
wmsss O O O O O O O O O 0o
50 T e e
d’:'::z:)‘:fn W"’“g";lﬁ]'i'"i"i“m Cast aluminium alloy C:ﬁo':’b Cu alloy difficult g;ﬂgr Graphite  Plastic ~ Wood Special alloy Ni/ Co T"a"i“;‘l‘l';ya"i“m Hardened steel  Hard castiron
VDI 3323 2 2 B | u % % | 2z 2 2 2 ® | w @ 2 | BB % R T w | oa
wmits O O O O O o o o
D, L, L CARBIDE D L, L CARBIDE
1.00 8 30 31446 2.60 14 43 42140
1.05 8 30 47890 2.10 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 b5 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 b5 29111
1.75 12 38 43738 4.30 24 58 32871
1.80 12 38 31579 4.40 24 58 334271
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
2.40 14 43 39320 5.30 26 62 31717
2.50 14 43 41454 5.40 28 66 34791



3 FLUTE TWIST DRILLS

DIXI 1151

Z=3 @

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
7.50 34 14 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



3 FLUTE TWIST DRILLS

DIXI 1152 Z=3 ®

P.86 P73
REINFORCED SHANK
e 3flute twist drills with reinforced shank developed to guarantee
excellent precision and straightness of the hole.
* Suitable for titanium alloys.
O good © excellent
50 M x|
dosarinton Unslloyed steel Low slloyed steel doyensteel  staniosssteel o DUPLEXPR R o || atcror
VDI 3323 1 2 3 5 7 8 9 10 1 12 13 141 142 | 143 144 15 16 17 18 19 20
Recommendations O O O O O O O O O © ©
dh::ctfi:)i:fn Wruugh;”aulsminium Cast aluminium alloy C:ﬁo';b Cu alloy difficult gﬁ:gr Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug;l,ot\i,tanium Hardened steel Hard castiron
VDI 3323 2 2 23 % 25 2% 27 2 - - 29 30 31 32 33-35 36 37 38 39 40 M
Recommendations © @ © © © © © ©
D, o000 L, D, L, D L CARBIDE
0.15 1.50 1.50 6.80 3 38 962817
0.20 1.50 1.50 6.80 3 38 962818
0.25 2.00 1.50 1.35 3 38 962819
0.30 2.00 1.50 1.35 3 38 962820
0.35 2.00 1.50 1.35 3 38 962821
0.40 2.00 1.50 1.35 3 38 962822
0.45 3.60 1.50 1.35 3 38 962850
D1 gro00e L, Dps L CARBIDE
0.50 4.00 3 38 962851
0.53 450 3 38 962852
0.55 450 3 38 962853
0.60 450 3 38 962854
0.62 5.00 3 38 962855
0.65 5.00 3 38 962856
0.70 5.60 3 38 962857
0.71 5.60 3 38 962858
0.75 5.60 3 38 962859
0.80 6.30 3 38 962860
0.81 6.30 3 38 962861
0.82 6.30 3 38 962862
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



3 FLUTE TWIST DRILLS
REINFORCED SHANK

DIXI 1152

D, 0/-0.004 L Dys L CARBIDE
0.89 7.10 3 38 962869
0.90 1.10 3 38 962870
0.91 7.10 3 38 962871
0.92 7.10 3 38 962872
0.93 7.10 3 38 962873
0.94 7.10 3 38 962874
0.95 7.10 3 38 962875
0.96 9.00 3 38 962876
0.97 9.00 3 38 962877
0.98 9.00 3 38 962878
0.9 9.00 3 38 962879
1.00 9.00 3 38 962880
1.01 9.00 3 38 962881
1.02 9.00 3 38 962882
1.03 9.00 3 38 962883
1.04 9.00 3 38 962884
1.05 9.00 3 38 962885
1.06 9.00 3 38 962886
1.07 9.00 3 38 962887
1.08 9.00 3 38 962888
1.09 9.00 3 38 962889
1.10 9.00 3 38 962890
1.1 9.00 3 38 962901
1.12 9.00 3 38 962902
1.13 9.00 3 38 962903
1.14 9.00 3 38 962904
1.15 9.00 3 38 962905
1.16 10.00 3 38 962906
1.17 10.00 3 38 962907
1.18 10.00 3 38 962908
1.19 10.00 3 38 962909
1.20 10.00 3 38 962910
1.21 10.00 3 38 962911
1.22 10.00 3 38 962912
1.23 10.00 3 38 962913
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 3 38 962923
1.34 11.20 3 38 962925
1.35 11.20 3 38 962926

Z=3 @

P8 P73
D, y.omm L, D,y L CARBIDE
1.36 11.20 3 38 962927
1.37 11.20 3 38 962928
1.38 11.20 3 38 962930
1.39 11.20 3 38 962931
1.40 11.20 3 38 962932
1.45 11.20 3 38 962933
1,50 1120 3 38 962934
1.55 12.00 3 38 962935
1.60 12.00 3 38 962936
1.65 12.00 3 38 962937
1.67 12.00 3 38 969259
1.70 12.00 3 38 962938
1.75 12.00 3 38 962940
1.80 12.00 3 38 962941
1.85 12.00 3 38 962942
1.90 12.00 3 38 962943
1.95 12.00 3 38 962944
2.00 12.00 3 38 962945
2.03 15.00 3 38 969260
2.04 15.00 3 38 969261
2.0 15.00 3 38 963109
2.10 15.00 3 38 963111
2.15 15.00 3 38 963115
2.20 15.00 3 38 963116
2.25 15.00 3 38 963117
2.30 15.00 3 38 963118
2.35 15.00 3 38 963119
240 15.00 3 38 963120
245 15.00 3 38 963121
2.50 15.00 3 38 963122
2.55 15.00 3 38 963123
2.60 15.00 3 38 963124
2.70 16.00 3 38 963125
2.80 16.00 3 38 963126
2.90 16.00 3 38 963127



DIXI 1290 Z=2

TWIST DRILLS FOR COMPOSITES / KEVLAR® P73

¢ Twist drills with cylindrical shank developed for the drilling
of composite materials / Kevlar® and plastics.

* Reduces delamination phenomena.

O good @ excellent

M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lalieciteel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 &) 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20
Recommendations

oy~ .| s | i |

d"e":c‘::)':fn W'ng";mmi"i””‘ Cast aluminium alloy C‘;ﬁo';b Cualloy dificutt % Graphite Plastic  Wood Special alloy Ni/ Co “‘a"‘“gl‘[;\i,‘a"‘“’" Hardened steel  Hard castiron
VDI 3323 21 22 23 24 25 26 27 28 = = 29 30 3 32 33-35 36 37 38 39 40 4
Recommendations O O
0 2.50 - @ 5.556 0 5.60 - 9 12.00
Dy inches L, L CARBIDE Dys 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
4.10 22 50 29224 12.00 50 100 26723
4.20 25 55 27951
450 25 58 27731
4.80 25 62 29324
5.00 25 62 29299
5.20 25 62 29072 Cutting conditions : Ve =100 - 150 m/min
5.50 25 66 21952 f=0.05-0.15 mm/rev

5.556 1/32" 25 60 26588



DIXI 1112 R+

SPADE DRILLS

0.08-5.99

DIXI 1114 R+
HALF-MOON BITS
EXECUTION AORB
3 0.08-5.99
Ref A
@
' Ref B
\ B
DIXI 1118 R+

STRAIGHT FLUTE SLOT DRILLS

4 0.08-5.99

&

=2

P74

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
4.50 - 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
OF STEP DRILL

P78 - 86

| DIXI 1501 L] DIXI 1514 (Z=1)

Helix angle depending on the material to be machined.

L] DIX11512(Z =2) L1 DIXI1518 (Z=2)

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

Helix angle

Quantity

Material to he machined

Notice

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



DRAWINGS FOR ORDERS
STEP DRILL

P.78 - 86
1 DIXI 1502 L] DIXI1514(Z2=1)
Helix angle depending on the material to be machined.
L1 DIXI1512(2=2) L] DIXI1518 (Z=2)

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

Helix angle

Quantity

Material to be machined

Notice

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



DRAWINGS FOR ORDERS
STEP DRILL

P.78 - 86
1 DIXI 1503 L] DIXI1514(Z=1)
Helix angle depending on the material to be machined.
L1 DIXI1512(Z2=2) L] DIXI1518 (Z=2)

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

Helix angle

Quantity

Material to be machined

Notice

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



DRAWINGS FOR ORDERS
STEP DRILL

P.78 - 86
| DIXI 1504 L] DIXI1514(Z=1)
Helix angle depending on the material to be machined.
L] DIXI1512(Z=2) L] DIXI1518 (Z=2)

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

Helix angle

Quantity

Material to be machined

Notice

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



DRILL GEOMETRY

Symbol Description
D, Drill diameter
D Shank diameter
L Overall length
L, Land length
L, Flute length
L, Cylindrical length
L, Shank length
P Lead of helix
0 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




DIX11101 - 1106 - 1107 - 1108 - 1109 - 1110

VDI CARBIDE TIAIN DICUT
3323 Ve [m/min] | Ve [m/min] | Vc [m/min]
Unalloyed steel, leaded steel 1-5 50 - 80 60 - 90 60 - 90
Low alloyed steel <800 N/mm? 6-9 [r:m] 40-70 50 - 80 50 - 80
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 10-13 30-50 40 - 60 40 - 60
M 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 castiron > 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
Gold, silver - 50 - 80 65- 100
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 al
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 70 <6x@D1
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 <8x@D1
Copper alloy with difficult machinability 27-28 70-110 <4x@D1
f
[mm/rev]
Gold, silver - 50 - 80 <6x@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, @D,
050-1.00 | 1.00-150 | 150-2.00 | 2.00-300 | 3.00-500 | 500-7.00 | 7.00-10.00 | 10.00 - 12.00
0.009 - 0.020 | 0.016 - 0.030 | 0.024 - 0.04 | 003 -005 | 005-010 | 008-014 | 0.11-020 | 0.6 - 022
0.007 - 0.015 | 0.013 - 0.023 | 0020 - 0.03 | 003 - 0.04 | 004 -008 | 0.07-011 | 009-015 | 0.13-0.18
0.006 - 0.015 | 0.011 - 0.023 | 0017 - 0.03 | 002 - 0.04 | 003 -008 | 0.06-011 | 008-015 | 0.11-0.15
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 002-004 | 003-008 | 006-011 | 008-015 | 0.11-0.15
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 002 - 004 | 003-008 | 006-011 | 008-015 | 0.11-0.15
0.007 - 0.015 | 0.013 - 0.023 | 0.020 - 0.03 | 003 - 0.04 | 004 -008 | 007-011 | 009-015 | 0.13-0.18
0.011 - 0.030 | 0.020 - 0.045 | 0.030 - 0.06 | 004 -008 | 006-015 | 010-021 | 014-030 | 020 - 028
0.011 - 0.030 | 0.020 - 0.045 | 0.030 - 0.06 | 004-008 | 006-015 | 0.10-021 | 0.14-030 | 020-028
0.011 - 0.030 | 0.020 -0.045 | 0.030 - 0.06 | 004 -008 | 006-0.15 | 010-021 | 0.14-030 | 020-028
0.013 - 0.045 | 0.027 - 0.068 | 0.041 - 0.09 | 005-011 | 008-023 | 014-032 | 019-045 | 027 - 038
0.011-0.030 | 0.020 - 0.045 | 0.030 - 0.06 | 004 - 0.08 | 006 -0.15 | 0.10-021 | 0.14-030 | 020 - 0.42
0.006 - 0.015 | 0.011 - 0.023 | 0.017 - 0.03 | 002 - 0.04 | 003 -008 | 006-011 | 008-015 | 0.11-0.15
0.009 - 0.020 | 0.016 - 0.030 | 0.024 - 0.04 | 003 -005 | 005-010 | 0.08-014 | 011-020 | 0.16 - 0.22
Feed per revolution
@D, @D, @D, @D, @D, @D,
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




DIX11126 - 1130

Pecking cycle
VDI CARBID_E DICUT_ 01
3323 Ve[m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 60 50 - 70 <1.5x@D1
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 [rprn] 25 40 <05x@D]
marten.
Austenitic stainless steel < 700 N/mm2 141-142 45 - 60 <0.3x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 <0.3x@D1
Grey cast iron < 250 HB 15-16 50 - 80 60 - 90 <2x0@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 [mm'/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 CARBIQE DICUT DLC . Y
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 <05x@D1
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 cast iron > 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 [mm'/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 | 400-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00
00024-0012 | 0008-0024 | 0016-0.050 | 0.030-0.070 | 0040-0.110 | 0.060-0.120 | 0.060-0.140
0.0022-0011 | 0008-0022 | 0014-0.045 | 0030-0060 | 0040-0.100 | 0.050-0.110 | 0.050-0.130
0.0019-0010 | 0.006-0020 | 0012-0.040 | 0.030-0.060 | 0.030-0090 | 0.050-0.100 | 0.050-0.110
0.0020-0.010 | 0006-0020 | 0014-0.040 | 0030-0.060 | 0.040-0.090 | 0.050-0.100 | 0.050-0.120
0.0018-0.009 | 0006-0018 | 0012-0.035 | 0.020-0.050 | 0.030-0080 | 0.050-0.090 | 0.050-0.110
00029-0014 | 0010-0028 | 0020-0.060 | 0.040-0.090 | 0050-0.130 | 0.070-0.140 | 0.070-0.170
00024-0012 | 0008-0024 | 0016-0050 | 0.030-0.070 | 0040-0.110 | 0.060-0.120 | 0.060-0.140
0.0036-0.018 | 0.012-0.036 0.024 - 0.070 0.050-0.120 0.060 - 0.170 0.090-0.180 0.090-0.210
0.0036-0.018 | 0012-0036 | 0024-0070 | 0.050-0.120 | 0.060-0.170 | 0.090-0.180 | 0.090-0.210
0.0041-0.020 | 0014-0040 | 0028-0080 | 0.050-0.120 | 0070-0.190 | 0.100-0.200 | 0.100-0.240
00029-0014 | 0010-0028 | 0020-0060 | 0.040-0.090 | 0050-0.130 | 0070-0.140 | 0.070-0.170
0.0031-0016 | 0010-0028 | 0020-0060 | 0.040-0.090 | 0050-0.130 | 0.080-0.160 | 0.080-0.180
0.0024-0012 | 0008-0024 | 0016-0050 | 0.030-0.070 | 0.040-0.110 | 0.060-0.120 | 0.060-0.140
0.0012-0.006 | 0004-0012 | 0008-0025 | 0.020-0.040 | 0.020-0.060 | 0030-0060 | 0.030-0.070
0.0024-0012 | 0008-0024 | 0016-0050 | 0.030-0.070 | 0.040-0.110 | 0060-0.120 | 0.060-0.140

Feed per revolution
@D, @D, @D, @D, @D, @D,
0.05-0.15 | 0.15-030 | 030-0.60 | 060-1.00 | 1.00-2.00 | 200-245

0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0012 | 0008-0024 | 0016-0.029
0.0004- 0.0016 | 0.0011-0.0032 | 0.002-0.006 | 0004-0011 | 0007-0022 | 0014-0.026
0.0003 - 0.0014 | 0.0010-0.0029 | 0.002 - 0.006 0.004 - 0.010 0.006 - 0.019 0.013-0.024
0.0003-0.0014 | 0.0010-0.0029 | 0.002-0006 | 0004-0010 | 0006-0.019 | 0.013-0.024
0.0003 - 0.0013 | 0.0008-0.0025 | 0.002-0.005 | 0003-0.008 | 0.006-0.017 | 0.011-0.021
0.0005-0.0022 | 0.0014-0.0043 | 0.003-0009 | 0006-0014 | 0010-0.029 | 0.019-0.035

0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 0.005 - 0.012 0.008 - 0.024 0.016 - 0.029

0.0007 - 0.0031 | 0.0020-0.0061 | 0004-0012 | 0008-0.020 | 0014-0.041 | 0.027-0.050

0.0005-0.0023 | 0.0016-0.0047 | 0003-0.009 | 0006-0014 | 0010-0.031 | 0.021-0.038

0.0008 - 0.0036 | 0.0024-0.0072 | 0005-0014 | 0010-0024 | 0016-0.048 | 0.032-0.059

0.0005-0.0022 | 0.0014-0.0043 | 0003-0.009 | 0006-0014 | 0010-0.029 | 0.019-0.035
0.0006 - 0.0027 | 0.0018-0.0054 | 0.004-0.011 | 0007-0018 | 0012-0036 | 0.024-0.044
0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0012 | 0008-0024 | 0.016-0.029
0.0002 - 0.0009 | 0.0006-0.0018 | 0.001-0.004 | 0002-0006 | 0004-0012 | 0.008-0.015
0.0004 - 0.0018 | 0.0012-0.0036 | 0.002-0.007 | 0005-0012 | 0008-0024 | 0.016-0.029




DIX11137-5D - 8D

Pecking cycle
VDI CARBIDE C-TOP DRYCUT 0
3323 Ve [m/min] | Ve [m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 40 - 80 50 - 110 <3x0@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 14.1-142 35-60 <0.3x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-55 <0.5x@D1
Grey cast iron < 250 HB 15-16 80 - 150 90 - 160 <2x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 40 - 80 50 - 100 <1x0@D1
Wrought aluminium alloy < 12% Si 21-22 80 - 150 90 - 200 <3x0@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 <6x@D1

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 <6x@D1

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




Feed per revolution

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

0.15-0.40 0.40-0.70 0.70 - 1.00 1.00 - 1.50 1.50 - 2.00 2.00 - 3.00 3.00 - 4.00 4.00 - 6.00
0.0026-0.0100 | 0.007-0017 | 0012-0.025 | 0017-0037 | 0026-0.050 | 0.034-0.074 | 0.050-0096 | 0.060-0.135
0.0024-0.0090 | 0006-0.016 | 0011-0.023 | 0016-0.035 | 0024-0.046 | 0.032-0070 | 0.046-0.090 | 0.056-0.125
0.0021-0.0080 | 0.006-0.014 | 0010-0.020 | 0014-0030 | 0021-0.040 | 0.028-0.060 | 0.040-0076 | 0.048-0.110
0.0016-0.0060 | 0.004-0.010 | 0.007-0.015 | 0010-0022 | 0016-0.030 | 0.020-0.044 | 0.030-0058 | 0.036-0.080
0.0014-0.0055 | 0.004-0.009 | 0.006-0.013 | 0.009-0.020 | 0014-0.026 | 0018-0.040 | 0.026-0052 | 0.032-0.070
0.0035-0.0130 | 0.009-0.023 0.016 - 0.033 0.023 - 0.050 0.035 - 0.066 0.046 - 0.100 0.066 - 0.128 0.080 - 0.180
0.0017-0.0065 | 0.005-0.012 | 0008-0.017 | 0012-0.025 | 0017-0.033 | 0024-0050 | 0.034-0064 | 0.040-0.090
0.0035-0.0130 | 0.009-0023 | 0016-0.033 | 0023-0050 | 0035-0.066 | 0046-0.100 | 0.066-0.128 | 0.080-0.180
0.0030-0.0115 | 0.008-0.020 | 0014-0029 | 0020-0043 | 0030-0.05 | 0040-0.08 | 0058-0.112 | 0.070-0.160
0.0043-00165 | 0.012-0.029 | 0020-0041 | 0029-0062 | 0043-0.083 | 0058-0.124 | 0082-0.160 | 0.100-0.225
0.0033-00125 | 0009-0022 | 0015-0.031 | 0022-0047 | 0033-0.063 | 0044-0.094 | 0062-0.122 | 0076-0.170
0.0030-0.0115 | 0.008-0.020 | 0014-0.029 | 0020-0043 | 0030-0.058 | 0040-0.08 | 0.058-0.112 | 0.070-0.160
0.0009-0.0035 | 0.002-0.006 | 0.004-0.008 | 0006-0012 | 0009-0.017 | 0012-0.024 | 0016-0032 | 0.020-0.045
0.0017-0.0065 | 0.005-0012 | 0008-0.017 | 0012-0025 | 0017-0.033 | 0024-0050 | 0.034-0064 | 0.040-0.090

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

0.40-1.00 1.00 - 2.00 2.00 - 4.00 4.00-6.00 | 6.00-10.00 | 10.00-12.00 | 12.00 - 14.00
0.0005-0.003 | 0.002-0.006 | 0.004-0.010 | 0.006-0.014 | 0.008-0.026 | 0.110-0.220 | 0.014-0.048
0.0058-0.022 | 0.014-0044 | 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

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 !

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




DIX11132 - 1134 - 1135
1136 - 1138 - 1139

Pecking cycle
VDI CARBIQE DICUT T|AIN. 0
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 [rpm] 25 40 25 40 <06x@D]
marten.
Austenitic stainless steel < 700 N/mm2 141-142 45 - 60 45 - 60 <0.4x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 30-50 <0.4x@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 27-28 f 40-70 <1x@D1
Plastic, wood 29-30 (mm/rev] 30-60 <2x@D1
Gold, silver - 50 - 80 <0.5x@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
DIXI 1133
Pecking cycle
VDI CARBID_E DICUT 0
3323 Ve[m/min] | Ve [m/min]
Unalloyed steel, leaded steel 1-5 . 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 10-13 40- 60 <05x0D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm2 141-142 45 - 60 <0.3x@D1
Nickel-free stainless steel / DUPLEX > 700 N/mm2 143-144 30-50 <0.3x@D1
Grey cast iron < 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 ; 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

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

0.05-0.15 0.15-0.30 0.30 - 0.60 0.60 - 1.00 1.00 - 2.00 2.00 - 2.50 250 - 3.00
0.0004 - 0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0.006-0016 | 0010-0.033 | 0019-0.041 | 0.024-0.049
0.0003-0.0018 | 0.0012-0.0044 | 0.003-0.009 | 0005-0015 | 0009-0.030 | 0018-0.037 | 0.022-0.045
0.0003-0.0017 | 0.0011-0.0040 | 0.002-0.008 | 0005-0.014 | 0008-0.027 | 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 | 0008-0.026 | 0015-0.032 | 0.019-0.039
0.0004 - 0.0023 | 0.0015-0.0056 | 0.003-0.011 | 0007-0.019 | 0011-0038 | 0022-0.048 | 0.028-0.057
0.0004 - 0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0.006-0.016 | 0010-0.033 | 0019-0041 | 0.024-0.049
0.0005 - 0.0028 | 0.0018-0.0068 | 0.004-0.014 | 0008-0.023 | 0014-0046 | 0.027-0058 | 0.034-0.069
0.0005 - 0.0025 | 0.0016-0.0060 | 0.004-0.012 | 0.007-0.020 | 0012-0.041 | 0.024-0051 | 0.030-0.061
0.0005-0.0028 | 0.0018-0.0068 | 0.004-0.014 | 0.008-0023 | 0014-0046 | 0.027-0058 | 0.034-0.069
0.0004 - 0.0023 | 0.0015-0.0056 | 0.003-0.011 | 0.007-0019 | 0011-0038 | 0022-0048 | 0.028-0.057
0.0005-0.0028 | 0.0018-0.0068 A 0.004-0.014 0.080 - 0.023 0.014 - 0.046 0.027 - 0.058 0.034 - 0.069
0.0004 - 0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0006-0016 | 0.010-0033 | 0019-0.041 | 0.024-0.049
0.0002-0.0012 | 0.0007-0.0028 | 0.002-0.006 | 0003-0010 | 0006-0019 | 0011-0024 | 0.014-0029
0.0004 - 0.0020 | 0.0013-0.0048 | 0.003-0.010 | 0006-0016 | 0010-0.033 | 0019-0.041 | 0.024-0.049

Feed per revolution
gD, gD, gD, gD, gD, gD, gD,

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
0.0035-0009 | 0004-0014 | 0008-0020 | 0010-0.026 | 0014-0.040 | 0018-0048 | 0.020-0.066
0.0032-0008 | 0004-0012 | 0006-0018 | 0010-0.024 | 0012-0.036 | 0016-0044 | 0.018-0.060
0.0028-0.007 | 0.004-0010 | 0006-0016 | 0008-0.020 | 0012-0.032 | 0014-0038 | 0016-0.052
0.0030-0.008 | 0004-0.012 | 0006-0016 | 0008-0.022 | 0012-0.034 | 0016-0040 | 0.018-0.05
0.0026-0.007 | 0.004-0.010 | 0006-0014 | 0008-0.020 | 0010-0.030 | 0014-0036 | 0.016-0.050
0.0042-0011 | 0006-0.016 | 0008-0024 | 0012-0032 | 0016-0.046 | 0022-0058 | 0.024-0.080
0.0035-0.009 | 0004-0.014 | 0008-0020 | 0010-0.026 | 0014-0.040 | 0018-0.048 | 0.020-0.066
0.0060 - 0.015 | 0.008 - 0.022 0.012-0.034 0.018 - 0.044 0.024 - 0.066 0.030 - 0.082 0.034-0.112
0.0046-0.012 | 0006-0.016 | 0010-0026 | 0014-0.034 | 0018-0.050 | 0.024-0062 | 0.028-0.086
0.0060-0.0015 | 0008-0.020 | 0012-0.034 | 0018-0044 | 0024-0066 | 0.030-0.082 | 0.034-0.112
0.0042-0.011 | 0006-0.016 | 0008-0.024 | 0012-0.032 | 0016-0.046 | 0.022-0058 | 0.024-0.080
0.0035-0.009 | 0004-0014 | 0008-0.020 | 0010-0.026 | 0014-0.040 | 0018-0048 | 0.020-0.066
0.0035-0.009 | 0004-0014 | 0008-0.020 | 0010-0.026 | 0014-0.040 | 0018-0048 | 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 TiAIN

Pecking cycle
VDI TIAIN Y
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 14.1-142 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 <4x0@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 TiAIN
Pecking cycle
VDI TIAIN a
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 70 - 100 <3x@D1
Low alloyed steel <800 N/mm? 6-9 60 - 90 <1.5x@D1
n
High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 10-13 [rpm] 40-70 <2x@D1
Austenitic stainless steel < 700 N/mm? 14.1-142 40 - 60 <0.75x@D1
M
Nickel-free stainless steel / DUPLEX > 700 N/mm? 143-144 30-50 <0.75x@D1
Grey castiron < 250 HB 15-16 70 - 100 <4x0@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

@D, @D, @D, @D, @D, @D, @D,
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 | 0080-0.145 | 0090-0.190 | 0.110-0.260 | 0.150-0.290 | 0.160-0.310
0.028-0074 | 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 | 0.080-0.170 | 0.100-0.230 | 0.140-0.260 | 0.140-0.280
0.012-0030 | 0022-0044 | 0030-0050 | 0030-0.070 | 0.040-0.090 | 0.060-0.100 | 0.060-0.110
0.010-0026 | 0020-0040 | 0026-0045 | 0030-0060 | 0.040-0.080 | 0.050-0090 | 0.050-0.100
0.034-0092 | 0068-0.138 | 0.090-0160 | 0.100-0210 | 0.130-0.290 | 0.170-0320 | 0.180-0.350
0.026-0070 | 0052-0.104 | 0066-0120 | 0080-0.160 | 0.100-0.220 | 0.130-0240 | 0.130-0.260
0.008 - 0.024 0.018-0.034 0.022 - 0.040 0.030 - 0.050 0.030- 0.070 0.040 - 0.080 0.040 - 0.090
0012-0032 | 0024-0048 | 0032-0055 | 0040-0.070 | 0040-0.100 | 0.060-0110 | 0.060-0.120
Feed per revolution
@D, @D, @D, @D, @D, @D, @D,

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
0.012-0024 | 0.024-0036 | 0036-0055 | 0050-0070 | 0.060-0.100 | 0.100-0.120 | 0.120-0.150
0.013-0026 | 0.026-0038 | 0.038-0055 | 0060-0.080 | 0070-0.110 | 0.110-0.130 | 0.130-0.150
0.012-0024 | 0024-0036 | 0036-0055 | 0050-0070 | 0.060-0.100 | 0.100-0.120 | 0.120-0.150
0.011-0.021 0.021 - 0.032 0.032- 0.045 0.050 - 0.060 0.050 - 0.090 0.090-0.110 0.110-0.130
0.010-0020 | 0020-0029 | 0030-0045 | 0040-0060 | 0.050-0.080 | 0.080-0100 | 0.100-0.120
0.023-0.045 | 0045-0068 | 0068-0100 | 0.100-0.140 | 0.120-0.200 | 0.200-0230 | 0.230-0.270
0.020-0039 | 0039-0059 | 0058-0090 | 0090-0.120 | 0.100-0.170 | 0.170-0200 | 0.200-0.240
0.020-0039 | 0039-0059 | 0058-0090 | 0.090-0.120 | 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
0020-0.039 | 0039-0059 | 0.058-0090 | 0090-0.120 | 0.100-0.170 | 0.170-0200 | 0.200-0.240
0.015-0.030 | 0030-0.045 | 0046-0070 | 0070-0.090 | 0080-0.130 | 0.130-0.160 | 0.160-0.180
0014-0027 | 0027-00405 | 0.040-0.060 | 0060-0.080 | 0070-0.120 | 0.120-0.140 | 0.140-0.160
0011-0023 | 0023-0.034 | 0034-0050 | 0050-0.070 | 0060-0.100 | 0.100-0.120 | 0.120-0.140
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

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-HH TiAIN

Pecking cycle

VDI TIAIN Y
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 90 - 130
Low alloyed steel <800 N/mm2 6-9 [ n I 80-115
rpm
High-alloy steel > 800 N/mm2, stainless steel ferr.- marten. 10-13 50 - 90
Austenitic stainless steel < 700 N/mm2 14.1-142 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 cast iron > 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 [mmf/rev] 80 - 105
Gold, silver - 105- 130
Refractory alloy, Fe, Ni, Co base 31-35 20 - 40
Titanium, titanium alloy 36-37 40-80 <3x@D1
DIXI 1146-HH TiAIN
Pecking cycle
VDI TIAIN Y
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 [ n ! 90 - 130
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 14.1-142 40 - 65 <3x@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
Refractory alloy, Fe, Ni, Co base 31-35 [mm/rev] 20 - 40
Titanium, titanium alloy 36-37 40 - 80 <3x@D1
DIXI 1280 XIDUR
Pecking cycle
VDI XIDUR 01
3323 V¢ [m/min]
Refractory alloy, Fe, Ni, Co base 31-35 15- 30 0.25x@D1
n Hardened steel (50 to 65 HRC) 38-41 15-25 0.25x@D1




Feed per revolution

@D, @D, @D, @D, @D, @D, @D,
0.80-1.10 1.10 - 2.50 2.50 - 4.00 400-6.00 | 6.00-10.00 | 10.00-12.00 A 12.00 - 14.00
0.013-0.024 0.020 - 0.055 0.046 - 0.090 0.070-0.130 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 | 0.090-0.180 | 0.130-0.190 | 0.130-0.200
0.011-0021 | 0017-0047 | 0038-0075 | 0060-0.110 | 0.090-0.190 | 0.140-0200 | 0.140-0.210
0.009-0.018 | 0015-0041 | 0034-0065 | 0.050-0.100 | 0.080-0.170 | 0.120-0.180 | 0.130-0.190
0.015-0.029 0.024 - 0.066 0.054 - 0.105 0.090 - 0.160 0.130- 0.260 0.190-0.290 0.200-0.170
0.013-0.024 | 0020-0055 | 0046-0090 | 0070-0.130 | 0.110-0220 | 0.160-0.240 | 0.170-0.250
0.019-0036 | 0030-0083 | 0068-0130 | 0.110-0.200 | 0.160-0330 | 0.240-0.360 | 0.250-0.380
0.016-0031 | 0026-0072 | 0058-0115 | 0.090-0.170 | 0.140-0.290 | 0.210-0310 | 0.220-0.330
0.019-0036 | 0030-0.083 | 0068-0130 | 0.110-0.200 | 0.160-0330 | 0.240-0.360 | 0.250-0.380
0.015-0.029 | 0024-0066 | 0054-0105 | 0.090-0.160 | 0.130-0.260 | 0.190-0290 | 0.200-0.300
0.013-0.024 0.020 - 0.055 0.046 - 0.090 0.070-0.130 0.110-0.220 0.160 - 0.240 0.170 - 0.250
0.006-0012 | 0010-0028 | 0022-0045 | 0040-0070 | 0050-0.110 | 0.080-0.120 | 0.080-0.130
0.013-0024 | 0020-0055 | 0.046-0.090 | 0070-0.130 | 0.110-0.220 | 0.160-0240 | 0.170-0.250
Feed per revolution
@D, @D, @D, @D, @D, @D, @D, @D,
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 | 0.092-0.185 | 0.110-0260 | 0.150-0.290 | 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
0.044-0074 | 0054-0.110 | 0071-0129 | 0008-0020 | 0082-0.165 | 0.100-0230 | 0.140-0.260 | 0.140-0.280
0.018-0030 | 0022-0045 | 0029-0052 | 0008-0022 | 0.034-0065 | 0.040-0090 | 0.060-0.100 | 0.060-0.110
0016-0.027 | 0020-0040 | 0026-0.047 | 0008-0020 | 0030-0.060 | 0.040-0.080 | 0.050-0.090 | 0.050-0.100
0.054-0092 | 0068-0.138 | 0089-0161 | 0012-0032 | 0.102-0205 | 0.30-0290 | 0.170-0320 | 0.180-0.350
0.041-0.069 | 0051-0.104 | 0067-0121 | 0010-0026 | 0076-0.155 | 0.100-0.220 | 0.130-0.240 | 0.130-0.260
0.014-0023 | 0017-0035 | 0022-0040 | 0010-0026 | 0026-0050 | 0030-0070 | 0.040-0.080 | 0.040-0.090
0.022-0037 | 0027-0055 | 0036-0064 | 0010-0.026 | 0.040-0.085 | 0050-0.120 | 0.070-0.130 | 0.070-0.140
Feed per revolution
gD, @D, @D, @D, @D, @D, @D, @D,
0.25-0.50 0.50 - 1.00 1.00 - 2.50 250 - 3.00 3.00 - 4.00 4.00 - 5.00 5.00-8.00 | 8.00-12.00
0012-0018 | 0018-0027 | 0024-0036 | 0028-0042 | 0036-0.053 | 0045-0.067 | 0049-0.073 | 0.065-0.097
0.008 - 0.012 0.016 - 0.024 0.02-0.03 0.024 - 0.036 0.032 - 0.048 0.041 - 0.061 0.041-0.061 0.049 - 0.072




DIXI 1151 - 1152

Pecking cycle
VDI CARBIDE Y
3323 Ve [m/min]
Unalloyed steel, leaded steel 1-5 N 90 - 130 <1x@D1
[rpm]
Low alloyed steel <800 N/mm2 6-9 80-115 <1x@D1
Grey cast iron < 250 HB 15-16 90 - 130 <4x@D1
Ductile, malleable, nodular cast iron > 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]
Titanium, titanium alloy 36-37 40 - 80 <0.75x@D1
DIXI 1501 - 1502 - 1503 - 1504
Pecking cycle
VDI CARBIDE TIAIN a
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
n
High-alloy steel > 800 N/mm2, stainless steel ferr.- 10-13 [rpm] 30- 60 <05x0D1
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 cast iron < 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 27-28 f 40 -70 <2x@D1
[mm/rev]
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

gD, gD, gD, gD, gD, gD, gD,
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
0.0014-0008 | 0005-0016 | 0010-0022 | 0014-0.045 | 0020-0.080 | 0040-0.120 | 0.050-0.140
0.0012-0007 | 0004-0014 | 0008-0020 | 0012-0.040 | 0020-0.070 | 0030-0.110 | 0.050-0.130
0.0016-0.009 | 0.005-0.018 | 0010-0028 | 0016-0.055 | 0025-0.095 | 0040-0.140 | 0.060-0.170
0.0014-0.008 | 0.005-0.016 | 0010-0.022 | 0014-0.045 | 0020-0080 | 0.040-0.120 | 0.050-0.140
0.0018-0.010 | 0.006 - 0.020 0.012 - 0.030 0.018 - 0.060 0.025-0.100 0.050 - 0.160 0.070-0.180
0.0020-0011 | 0007-0.022 | 0014-0034 | 0020-0070 | 0030-0.115 | 0050-0.180 | 0.080-0.210
0.0014-0.008 | 0005-0.016 | 0010-0022 | 0014-0.045 | 0020-0.080 | 0040-0.120 | 0.050-0.140
0.0014-0.008 | 0005-0.016 | 0010-0022 | 0014-0.045 | 0020-0.080 | 0040-0.120 | 0.050-0.140
Feed per revolution
gD, gD, gD, gD, gD, gD, gD, gD, gD,
0.05-030 | 0.30-0.60 | 060-100 | 1.00-200 | 200-300 | 3.00-400 | 4.00-6.00 | 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 | 0004-0011 | 0007-0022 | 0014-0032 | 0022-0.043 | 0028-0065 | 0.040-0080 | 0.060-0.110
0.0003-0.0029 | 0.002-0.006 | 0.004-0.010 | 0006-0.019 | 0013-0.029 | 0019-0.038 | 0026-0060 | 0030-0070 | 0.60-0.100
0.0003-0.0029 | 0.002-0.006 | 0.004-0.010 | 0006-0.019 | 0013-0.029 | 0019-0.038 | 0026-0060 | 0030-0.070 | 0.060-0.100
0.0003-0.0025 | 0.002-0.005 | 0.003-0.008 | 0006-0.017 | 0011-0025 | 0017-0.034 | 0022-0050 | 0030-0.060 | 0.050-0.080
0.0005-0.0043 | 0003-0.009 | 0006-0.014 | 0010-0.029 | 0019-0.043 | 0029-0058 | 0.038-0.085 | 0050-0.100 | 0.090-0.140
0.0004-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0.024 | 0016-0.036 | 0024-0048 | 0032-0070 | 0040-0.080 | 0.070-0.120
0.0006-0.0054 | 0.004-0011 | 0007-0018 | 0012-0036 | 0024-0054 | 0036-0072 | 0048-0.110 | 0.060-0130 | 0.110-0.180
0.0005-0.0047 | 0.003-0009 | 0006-0016 | 0010-0031 | 0021-0047 | 0031-0062 | 0042-0095 | 0.050-0110 | 0.090-0.160
0.0006 - 0.0054 | 0.004-0011 | 0007-0018 | 0012-0036 | 0024-0054 | 0036-0072 | 0048-0.110 | 0.060-0130 | 0.110-0.180
0.0005-0.0043 | 0.003-0.009 | 0006-0.014 | 0010-0029 | 0019-0043 | 0029-0.058 | 0038-0085 | 0.050-0100 | 0.090-0.140
0.0006-0.0054 | 0.004-0011 | 0007-0018 | 0012-0036 | 0024-0054 | 0036-0072 | 0048-0.100 | 0.060-0130 | 0.110-0.180
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
0.0002-0.0018 | 0.001-0.004 | 0002-0.006 | 0004-0012 | 0008-0018 | 0012-0.024 | 0016-0.035 | 0020-0.040 | 0.040-0.060
0.0004-0.0036 | 0.002-0.007 | 0005-0.012 | 0008-0.024 | 0016-0.036 | 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 stabhility, etc.
The cutting conditions must be adapted to the operating conditions !
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SELECTION OF END MILLS

* for non-ferrous material
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SELECTION OF END MILLS = item from stock
* for non-ferrous material

CUTINOX
DIXAL

VA Page | Roughing
END MILLS Z=3 Finishing

O CARBIDE
H TIAIN

B DIAMANT*

Roughing
26.00 - @20.00 Finishing @ @g
ay

Roughing @
DIX1 7273

3 140

3.00 - #16.00 Finishing ’

Roughing @
DIXI 7323
@3.00 - @12.00 3 141 Finishing @

Roughing
DIXI 7593 3 142 @ @
6.00 - @20.00 Finishing @

END MILLS Z=4

Roughing N (@ A

DIXI 7244 4 143 @ @
{0.40 - §20.00 Finihing @ Gm
552}

Roughing @
DIXI 7204 D
©2.00 - 96.00 4 144 Finishing @

Roughing @ @
DIXI 7224 4 145
3.00 - 620.00 Finishing @

£1.50 - @20.00 4 146 Finishing

Roughing 4 A
DIXI 7264 @

Roughing [ A
DIXI 7264-3D @

4 | 146

36.00 - 920.00 Finishing ¥
210/ \ 4

Roughing @ @
DIXI 7254 Y

4 147

©3.00 - @12.00 Finishing ()




-__ m “__““
14.1-14.4

2= R R
© 0 O O
Ol0/0 000 0 0 00 O
©
o ©
© 0/ 0jl0le|0 00 0 0 O
© 0006/ 0006 0 O0 O
O 00006 0 006 0 O0 O
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= item from stock

SELECTION OF END MILLS
* for non-ferrous material
=) S
Zlz|5| S (2|
Z | Page | Roughing S| 2 o g g <13
MULTI-TOOTH END MILLS Finishing O m m L
Roughing @ A
00.35 - 320.00 Finishing
1>6
Roughing 5 )
DIXI 7520 3-10 | 149 @
£0.40 - 916.00 Finishing ‘
Roughing L ]
DIXI 7800 4-6 150 @
312.00 - B35.00 Finishing @
ROUGHING END MILLS
Roughing [ A
R
©3.00 - 912.00 Finishing @
Roughing N (@ A
DIXI 7213 3 152 @
©4.00 - §20.00 Ak @
Roughing a A
DIXI 7214 4 153 @
@6.00 - 920.00 Finishing @
Roughin a A
e @®
6.00 - 916.00 i @
Roughing y [ A
DIXI 7215-FC 3 154 @ @
£6.00 - 316.00 Finishing @
Roughing
DIXI 7217 4 155 @
06.00 - 12.00 Finishing @
Roughing 4 A
DIXI 7220 3.4 156 @ @
03.00 - 916.00 Finishing @
Roughing 4 A
DIXI 7220-3D 3.4 156 @
£3.00 - #8.00 Finishing
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SELECTION OF END MILLS

= jtem from stock

= S
) oc = o ) > =
Z | Page | Roughing S| = O g 2
COOL: TECHNOLOGY END MILLS Finishing O | m | |
Roughing [ \
DIXI 7442 COOL 5T 3% @
0.30 - @5.00 Finishing @ @
Roughing [ )
DIXI 7443 COOL 3 158 @
£0.30 - @10.00 Finishing @ Z
/)
Roughing [ A
DIXI 7443-5D COOL 3 159 @ @
20.30 - 410.00 Finishing @ @
Roughing / \
DIXI 7453 COOL 3 | 160 Y
0.40 - @10.00 Finishing @ z
“
HIGH FEED END MILLS
Roughing @
DIXI 7702 [
00.50 - 812.00 2 161 Finishing @
END MILLS WITH CORNER RADIUS
Roughing a R
DIXI 7250-3D 9 162 @ @
20.40 - B3.00 Finishing @
Roughing 4 A
DIXI 7353 3 164 @ @
0.40 - 12.00 Finishing @ @
Roughing [ A
DIXI 7070 4-6 165 @
93.00 - 912.00 Finishing ‘
Roughing nye A
DIXI 7265 4 166 @ @
02.00 - @12.00 Finishing 7.
Roughing 7 @
DIXI 7554 ¥/ \ods
£2.00 - @12.00 4 167 Finishing
Roughing 4 \
DIXI 7552 9 168 @
23.00 - 316.00 Finishing
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SELECTION OF END MILLS

= jtem from stock
* for non-ferrous material

foll
= =
- £/ 8/12|E |2
Page | Roughing SIE5 8 5 3
END MILLS WITH CORNER RADIUS Finishing 0| m m m
Roughing 4 \
DIXI 7565 169 @
34.00 - 320.00 Finishing @
Roughing @
DIXI 7565-FC 169 us
6.00 - @20.00 Finishing
BALL-NOSE END MILLS
Roughing
.| 68
0.06 - 316.00 Finishing
Roughing @
DIXI 7042 172 @
22.00 - 320.00 Finishing .l
Roughing @ @
DIXI 7046 173
00.20 - @12.00 Finishing .'
Roughing @ @
DIXI 7045 174
20.20 - 312.00 Finishing .’
Roughing @ @
DIXI 7047-8D 174
90.20 - 912.00 Finishing .'
Roughing @ @
DIXI 7047-10D 174
£0.20 - 312.00 Finishing .’
Roughing
DIXI 7047-12D 174 2% @
20.20 - @5.00 Finishing .I
Roughing @ @
DIXI 7047-15D 174
20.20 - 44.00 Finishing .l
Roughing @ @
DIXI 7047-18D 174
0.20 - 33.00 Finishing .'
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SELECTION OF END MILLS

= jtem from stock
* for non-ferrous material

L
a
o = o= ES
oc = = ()
Page | Roughing S = 5 =
BALL-NOSE END MILLS Finishing O | [ | [ ]
Roughing
DIXI 7532 176 @ @
00.20 - 410.00 Finishing
Roughing @ @
DIXI 7532-3D 177
£0.20 - 310.00 Finishing .'
Roughing @ @
DIXI 7532-5D 177 )
20.20 - 410.00 Finishing ‘l
Roughing @ @
DIXI 7532-8D 177
£0.20 - 34.00 Finishing
Roughing @ @
DIXI 7532-10D 177 @
£0.40 - 93.00 Finishing .( )
Roughing @ @
DIXI 7532-12D 177 @
00,50 - 32.00 Finishing .( )
Roughing @ @
DIXI 7532-15D 177 @ 7/
20.60 - @2.00 Finishing ‘( ’
Roughing @ @
DIXI 7542 178 ' Z/
1.00 - 912.00 Finishing .’
Roughing @
DIXI 7033 179
21.00 - 910.00 Finishing "
ROUTERS FOR COMPOSITES / KEVLAR®
Roughing 4 A
DIXI 7102 180 @ @
06.00 - 312.00 Finishing @
Roughing @
DIXI 7112
£5.00 - §12.70 181 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

. Graphite castiron
alloy (s || Brass [ o Ni7Co | alloy I 45 HRe

( N\
Low High Aust. Wrought | Castiro Cu alloy Plastic Super Titanium, Hardened
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DIXI 7060 Z=1 @ @

STRAIGHT FLUTE END MILLS P.184

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

» Atypical application, the finishing of watch components.
(micromecanics, watch and medical industries,etc.)

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations

oy~ .| s | i |

d"::c‘:;':':n W’°“9h;|f:)'\”,'”i"i“m Cast aluminium alloy Cl;ﬁozb Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
. O O O O O © O © 0 O O O O O
D.. oo L, D, 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
450 6.00 6 50 960662
5.00 7.00 6 50 960663
6.00 7.00 8 50 960664



DIXI 7063 Z=1 @ @

3/4 SINGLE FLUTE END MILLS P.184

* Left hand end mills, right hand cut, with polished flute faces
and reliefs.

 Tools with high cutting and chip removal abilities. Recommended
for excellent surface finishes in plastics, woods and HPL.
The left-hand helix reduces burrs and improves the workpiece

stability.
Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O O O O

Cu+Pb Gold, Titanium, titanium

d“e":c‘z:,':fn W’““g";m”‘i"i““‘ Cast aluminium alloy oy Coslloydifioutt GO Graphite Plastic  Wood Special alloy Ni/ Co g 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
s O O O O O O O O ©O O O O o O
D,. oo L, D, L, D 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

Di.oo L, Dps L CARBIDE

1.80 3.50 4 35 987601

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



DIXIT232  Z=2 2R /DN
6528

STRAIGHT FLUTE SLOT DRILLS P.186

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

Roughing Finishing Ogood ©excel|ent
m ]
High Martensitic Austenitic stainless steel Grey Nodular Malleable
Unalloyed steel Low alloyed steel alloyed steel 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

Wrought aluminium
alloy

Titanium, titanium
alloy

Cu+Pb
alloy

Gold,

Cast aluminium alloy Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron

2 2 = 0w x| 0®» 2 0»m - - | x  x  w  w ws % v B » w0 4

\
O00bo0oo0o0o0o00 OO

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



DIXI 7233 Z=3 @ @

STRAIGHT FLUTE END MILLS P.186

e Straight flute end mills with polished flute and reliefs.

* Tools dedicated to burr-free and deformation-free machining of
materials with good machinability. A typical application, the
finishing of watch components.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O O O O

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

—— e ©0 00 OO O O

D, L, D, L CARBIDE
D200 01002
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
0.90 270 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 378221
180 4,00 3 38 378228
1.90 400 3 38 378229
200 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



DIXI 7561 Z=1 ‘ @ @ @

SINGLE FLUTE END MILLS FOR ALUMINIUM P186

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

¢ DLC coating improves tool life in non-ferrous materials in case
of dry machining or using emulsion.

Roughing Finishing O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) HemellEgered) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations
50 Ty T

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy

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

renmeniains Q) Q| O O O O O O O

D,,, @ L, D, L CARBIDE DLC*
2 0.10x45° 4 3 38 46560 971284
3 0.15x45° 3 38 46561 971285
4 0.15x 45° 12 4 50 46562 971286
5 0.15x45° 14 5 50 46563 960345
6 020x45° 16 6 50 4654 967038
8 0.20 x45° 20 8 60 46565 992675
10 0.20 x 45° 22 10 70 46566 996345
12 0.20x45° 25 12 70 46567 965525

* for non-ferrous material



DIXI 7305 Z=1 @ @

SINGLE FLUTE END MILLS FOR PLASTIC P188
RIGHT HAND HELIX

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

¢ Tools with high cutting and chip removal abilities.
Recommended for excellent surface finishes in plastics,
woods and HPL.

Roughing Finishing O good @ excellent
M o«
Lowaliydsed MO0 Mt Asecsgmsed - Gm o Nodler Mol
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 141 142 | 143 144 15 16 17 18 19 20
Recommendations
d'\:sactfi:)i:I:n Wrough;”eijlcminium Cast aluminium alloy cgl]'u:b Cu alloy difficult Siﬁ:g'r Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;rlnl,ut‘iltanium 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 © ©
D,., D, L, L CARBIDE D,., D, L, 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 2 i Bl
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
8 0 s & w6
2.00 4.00 8 60 372577 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
8 60 372583 6.00 6.00 24 70 372615
10 30 372584 30 70 372616
300 300 10 38 372585 38 80 372617
15 50 372586 42 80 423984
8 60 372587 20 80 372618
3.00 4.00 10 40 372588 25 80 372619
15 50 372589 6.00 8.00 30 80 372620
32 80 372621
10 50 372530 38 80 372622
10 60 372591
300 6.00 12 60 372592 23 60 312623
20 60 372593 25 80 372624
8.00 8.00 32 80 372625
220 &2l :(2) zg :izz: 33 80 372626
38 80 372627
0 4.00 12 %0 3725% 8.00 10.00 33 7 42398
3.50 5.00 12 50 376933 ’ ' 5 5
8 50 376934 10.00 10.00 24 75 372628
12 50 379597 30 75 372629
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



DIXI 7315 Z=1 @ @

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

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

* Tools with high cutting and chip removal abilities. Recommended
for excellent surface finishes in plastics, woods and HPL.
The right-hand helix reduces burrs and improves the workpiece

stability.
Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations

o~ s | i

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations © ©

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

—_
N
~
N
—_
N

100 414408



DIXI 7306 Z=1 @ @

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.

¢ Tools with high cutting and chip removal abilities. Recommended
for excellent surface finishes in plastics, woods and HPL.
The left-hand helix reduces burrs and improves the workpiece

stability.
Roughing Finishing O good @ excellent
M o«
lowatopegseol W Mot Ascptesariessse G Nl Wl
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 141 142 143 144 15 16 17 18 19 20
Recommendations
d'\:sactfi:)i:I:n Wrough;”eijlcminium Cast aluminium alloy cgl]'u:b Cu alloy difficult Siﬁ:g'r Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;rlnl,ut‘iltanium 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 © ©
D198 Dhs L1 L CARBIDE D1es Dh5 L1 L CARBIDE
4 30 379705 12 50 372658
1.00 3.00
4 38 372632 12 60 372659
6 30 379706 4.00 6.00 12 80 372660
1.50 3.00 6 28 372633 12 101 379721
150 3.00 8 60 372634 2l 5 RIS
2.00 2.00 8 30 372635 16 50 379724
5.00 5.00 16 60 372661
9 - ey 30 70 372662
2.00 3.00 8 38 372636
16 60 372663
2.00 4.00 8 60 379708 5.00 6.00 20 60 372664
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 30 379 12 60 379728
2.50 3.00 8 38 372639 20 50 372666
8 60 372640
6.00 6.00 20 60 372667
8 60 372641 24 70 372668
10 30 379712 30 70 372669
3.0 3.00 10 38 372642 38 80 22670
8 60 372644 25 80 372672
3.00 4.00 10 40 372645 6.00 8.00 30 80 372673
15 50 372646 32 80 379729
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
3.50 350 12 50 372651 E i ELATE
10 60 372652 38 80 312611
3.50 400 12 50 379713 10,00 10.00 2% 75 372678
3.50 5.00 12 50 379717 ' ' 30 75 372679
8 50 379718 30 80 372680
12 50 372653 V=LY o 51 100 379732
12 60 372654
4.00 4.00 16 60 372655
22 60 372656
25 60 379720

30 70 372657



DIXI 7307 Z=1 @ @

SINGLE FLUTE END MILLS P.188

* Right hand end mills with polished flute and reliefs.

¢ Tools with high cutting and chip removal abilities.
Recommended for excellent surface finishes in aluminium,
composites (Dibond®, Alucobond®).

e DLC coating improves tool life in non-ferrous materials in case
of dry machining or with emulsion.

Roughing Finishing Ogood @excellent
d“e"::fiﬂfifn Unalloyed steel Low alloyed steel e | ey B e castiron ettinon
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 144 15 16 17 18 19 20
Recommendations
d’::ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult glﬁlg;' Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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 O
D,, D, L, L CARBIDE DLC* D,, D, L, L CARBIDE DLC*
1,00 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
200 5 5 30 379685 372723 8.00 8 24 60 372713 372751
2.00 6 5 38 372687 372725 ;2 gg g;‘z‘;‘}g g;‘z‘;;g
250 3 6 30 372688 372726 10.00 10 30 75 379716 379754
6 38 372689 312121 40 100 372717 372755
5 B 6N g 18 64 414414 414420
3.00 3 8 30 372691 372123 12.00 12 30 80 372718 372756
8 38 37262 38 100 376944 376945
3.00 4 8 40 372693 372731 .
; s IR * for non-ferrous material
3.00 6 10 50 372694 372732
5 40 372695 372733
4.00 4 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



DIXI 7308-xD Z=1 ‘ @

SINGLE FLUTE END MILLS, NECKED DOWN, P188
FOR ALUMINUM PROFILE

¢ Necked down right hand end mills with polished flute and
reliefs.

* Tools with high cutting and chip removal abilities.
Recommended for excellent surface finishes in aluminium

profiles.
Roughing Finishing O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable

description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

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
Recommendations

Mate_ria_ls Wrought aluminium Cast aluminium alloy Cu+Pb Cu alloy difficult G_old, Graphite  Plastic ~ Wood Special alloy Ni/ Co R, i Hardened steel Hard castiron

description alloy alloy Silver alloy

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

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

20 5.6 35 8 80 1.5 372757

22 16 50 10 90 1.5 372758



DIXI7242  2=2 @

SLOT DRILLS WITH REINFORCED SHANK P.190 D >6
1

e Slot drills with reinforced shank, for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1

s QO QO O O O O O O O O O O OO OO0 O0OO0OO0O0 0

10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

d’:l:ctfig:fn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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
remmeniaions. () O O O O O O O © O O O O 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 %8 35248 36237
0.20 0.40 3 38 45705 60021 ' 6.00 48357 Il
0.25 0.60 3 38 47916 64921 125 2.60 8 38 4196 5172
0.60 42172 60121 1.30 2.60 3 38 35249 57173
vel 1.00 . = 48850 60122 135 2.80 3 38 47927 57174
0.35 0.80 3 38 47917 950699 1.40 2.80 3 38 35250 36239
o 238 . . :;; g? gg} 313; 1.45 3.00 3 38 47928 57175
: 3.00 38489 36240
0.45 1.00 3 38 47918 952421 150 7.00 3 38 18858 57176
1.00 35241 36230
0.50 o 3 38 et b01%5 1.60 3.20 3 38 38490 57177
0.55 1.20 3 38 47921 952422 1.70 340 3 38 38491 B
05 o ; N e p— 1.80 3.60 3 38 4209 38613
: 3.00 48853 60126 1.90 4.00 3 38 38493 57178
0.65 1.40 3 38 47922 952423 2.00 6.00 3 38 42784 39577
1.40 35243 36232 2.10 7.00 3 38 44058 64794
Lt 350 . E 48854 57162
- 2.20 7.00 3 38 43956 64795
075 1.60 3 38 47923 57163 230 7.00 3 38 44877 60627
0.80 1.60 3 38 35244 36233 240 7.00 3 38 43527 64796
4.00 48855 57164
2.50 7.00 3 38 42201 36242
0.85 1.80 3 38 47066 57165
3.00 7.00 6 57 41806 46440
06T 1.80 . - 35245 36234
: 4.50 48856 57166 3.50 7.00 6 57 43353 57179
0.95 2.00 3 38 42846 57167 4.00 8.00 6 57 41856 57180
1,00 2.00 3 38 35246 36235 450 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
1.10 220 3 38 35247 57169 6.00 10.00 6 57 41907 57183



DIXI 7242 ‘
Lo

SLOT DRILLS WITH REINFORCED SHANK P190 D,>6
D, L, D, L CARBIDE  TAIN
000002
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



DIXI 7342 Z=2 @ @

SLOT DRILLS WITH REINFORCED SHANK P192

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

¢ The extra smooth C-TOP coating improves tool life even at high
temperatures in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) Lowlelvedieee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

ks Q O O O O O O O O © © © © O © O O OO O O OO O

d’:':c“:l:)':':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
iz O O O O O O O O O © 00 0 O
D, L, D, L CARBIDE C-TOP D, L, D, L CARBIDE C-TOP
0<2.00- 0/-0.01 0<2.00- 0/-0.01
0<3.00- 0/-0.02 B<3.00- 0/-0.02
023.00- e8 023.00- 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 7.50 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
0.80 1.20 4 38 334860 334920
0.90 1.40 4 38 334861 334921
1.00 1.50 4 38 334862 334922
1.10 1.70 4 38 334863 334923
1.20 1.80 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 2.70 4 38 334870 334930



DIXI 7202 Z=2 @ @

SLOT DRILLS P19

e Slot drills for general machining.
* TiAIN coating improves tool life in ferrous materials.

* DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

ey O © © O © O OO O OO OO0OO0O0O0OO0O0OO00O0O0O0

Mate_na_ls Bligmugiti llumailum Cast aluminium alloy Cu+Pb Cu alloy difficult old, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
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 O

D L D L CARBIDE TiAIN DIAMANT *

1e8 1 h5

0<2.00 - 0/-0.01
0=2.00-e8

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
4.50 12 4.50 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 12 699 57075

12.00 22 12.00 73 30940 57077

* for non-ferrous material



DIXI 7222 Z=2 @ @

SLOT DRILLS P212
LONG SERIES

* Long length slot drills for general machining.
* TIiAIN coating improves tool life in ferrous materials.

* DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

emeii O O O O O OO0 O0OO0OO0OO0O0O0O0000O0O0O0O0 0

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
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 0 O O o O

D, L, D, L CARBIDE TAIN DIAMANT *
3 30 3 60 44756 57124 60231
4 30 4 60 44757 57125 60232
5 35 5 75 44758 57133 60233
6 40 6 100 44759 57134 60234
8 40 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

* for non-ferrous material



DIXI 7240 Z=2 @ @

SLOT DRILLS, EXTRA SHORT P.198
REINFORCED SHANK

e Extra short slot drills with reinforced shank for general
machining.

¢ TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s QO O O O O O O O OO OO OO OO0 OO0 OO0 0

Mate'na.ls Uil Cast aluminium alloy Cu+Pb Cu alloy difficult G_uld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy allo Silver alloy
P Y
VDI 3323 21 22 23 24 25 26 21 28 @ 29 30 31 32 33-35 36 37 38 39 40 4

remeies O O O O O O O O O O O O O O 0 O

D, L, D, L CARBIDE TAIN D, L, D, L CARBIDE TiAIN
0<E00-0.002 05500-0.002
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 150 150 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 1.75 175 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 2.30 2.30 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 3.50 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

* 3xD,, 5xD,, 8xD,, 10xD,, 12xD,, 15xD, extra short slot drills
for general machining.

* TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O O OO OO O O OO0 OO0 OO0 0

Mate_rlalls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

remeios. O O O O O O O O O O O O O O 0 O

D, L, D, D, L L, DIXI CARBIDE TIALN
0<2.00 - 0/-0.01
B<3.00 - 0/-0.02
0=3.00 - e8
0.15 0.15 0.13 3 38 045 7240-3D 66047 66149
0.20 0.20 0.17 3 38 060 7240-3D 66068 66150
0.25 0.25 022 3 38 075 7240-3D 66070 66151
0.90 7240-3D 66071 66152
0.30 0.30 0.21 3 e 150 7240-5D 66196 66254
1.05 7240-3D 66072 66153
0.35 Ui Lz . E 175 7240-5D 66197 66255
1.20 7240-3D 66073 66154
0.40 0.40 037 3 38 2.00 7240-5D 66199 66256
3.20 7240-8D 66296 66355
1.35 7240-3D 66074 66155
045 045 042 3 38 25 7240-5D 66201 66257
360 7240-8D 66297 66356
1.50 7240-3D 66075 66156
250 7240-5D 66202 66258
4,00 7240-8D 66298 66357
0.50 0.50 045 3 38 5.00 7240-10D 978569 979371
6.00 7240-12D 979313 979447
750 7240-15D 979475 979497
1,65 7240-3D 66076 66157
275 7240-5D 66203 66259
440 7240-8D 66299 66358
Ui Uik Ll . e 550 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
480 7240-8D 66300 66366
0.60 0.60 055 3 38 6.00 7240-10D 979333 979374
7.20 7240-12D 979416 979449

9.00 7240-15D 979430 979499



EXTRA SHORT SLOT DRILLS

DIXI 7240-xD

T WHEEO

P198
NECKED DOWN
D, L, D, D, L L, DIXI CARBIDE TIALN
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
UG UG UEY . = 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 0.65 3 38 7.00 7240-10D 979335 979376
8.40 7240-12D 979419 979451
1050 7240-15D 979483 979503
225 7240-3D 66080 66161
375 7240-5D 66208 66263
6.00 7240-8D 66303 66369
Ui L L . E 7550 7240-10D 979336 979377
9.00 7240-12D 979420 979452
11.25 7240-15D 979484 979505
240 7240-3D 66081 66162
400 7240-5D 66209 66264
6.40 7240-8D 66304 66370
080 080 075 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
125 7240-5D 66210 66265
6.80 7240-8D 66305 66371
Uz Uiz Uil 4 & 850 7240-10D 979338 979409
1020 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
090 090 085 3 38 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
760 7240-8D 66307 66373
Ui U9 U=l 9 & 950 7240-10D 979340 979380
11.40 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
315 7240-3D 66113 66168
5.25 7240-5D 66214 66269
8.40 7240-8D 66309 66375
e e L . & 1050 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



EXTRA SHORT SLOT DRILLS P198
NECKED DOWN
D, L, D, D, L L, DIXI CARBIDE TIALN
0<2.00 - 0/-0.01
B<3.00 - 0/-0.02
0=3.00 - e8
3.5 7240-3D 66116 66170
5.75 7240-5D 66219 66271
920 7240-8D 66313 66377
1 Lt Uik 3 38 1150 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 1.20 115 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
e e 2 3 38 12.50 7240-10D 979346 979386
15.00 7240-12D 979437 979462
18.75 7240-15D 979494 979516
390 7240-3D 66119 66173
6.50 7240-5D 66222 66274
10.40 7240-8D 66316 66380
1.30 1.30 1.25 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
e e e 3 3t 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
14.50 7240-10D 979350 979390
17.40 7240-12D 979441 979466
450 7240-3D 66125 66177
750 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



EXTRA SHORT SLOT DRILLS P198
NECKED DOWN
D, L, D, D, L L, DIXI CARBIDE TIALN
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
it i L . & 14.00 7240-8D 66327 66389
17.50 7240-10D 979356 979396
5.40 7240-3D 66133 66184
9.00 7240-5D 66232 66284
1.80 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
i e e 3 38 14.80 7240-8D 66329 66391
18.50 7240-10D 979358 979399
570 7240-3D 66135 66186
950 7240-5D 66234 66286
1.90 1.90 1.85 3 38 15.20 7240-8D 66330 66392
19.00 7240-10D 979359 979400
5.85 7240-3D 66136 66167
975 7240-5D 66235 66287
e 5 e . & 15.60 7240-8D 66333 66393
19.50 7240-10D 979360 979401
6.00 7240-3D 66137 66188
10.00 7240-5D 66236 66288
200 200 1.90 6 50 16.00 7240-8D 66334 66394
20.00 7240-10D 979361 979402
6.30 7240-3D 66138 66189
10.50 7240-5D 66237 66289
2 2 e i i 16.80 7240-8D 66335 66395
21.00 7240-10D 979362 979403
6.60 7240-3D 66194 66195
11.00 7240-5D 66238 66290
220 220 210 6 50 17.60 7240-8D 66350 66396
22.00 7240-10D 979363 979404
6.90 7240-3D 66139 66190
1150 7240-5D 66239 66291
Al Al el b & 18.40 7240-8D 66351 66397
23.00 7240-10D 979364 979405
7.20 7240-3D 66140 66191
12.00 7240-5D 66240 66292
240 240 2.30 6 %0 19.20 7240-8D 66352 66398
21,00 7240-10D 979368 979406
7550 7240-3D 66143 66192
12.50 7240-5D 66241 66293
Al Al 4Rl ? i 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 3.00 290 6 50 2400 7240-8D 66354 66400

30.00 7240-10D 979370 979408



DIXI 7582 Z=2 @

SLOT DRILLS WITH REINFORCED SHANK P274

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

¢ TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations O O O O O
0 Ty

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

reonmeniaios Q) O O O O O O O O O O

D, L, D, L CARBIDE  TiAIN

B 00

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
4.50 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



DIXI 7572 Z=2 ‘ @

SLOT DRILLS hye
LONG SERIES

¢ Long length slot drills developed for the machining of soft
materials.

* TiAIN coating improves tool life in ferrous materials.

* DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O O O O

Cu+Pb Gold, Titanium, titanium

Mate_rla_ls Bt dlummatlim Cast aluminium alloy Cu alloy difficult . Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

mmesis O O O O O O O O O O O O

D, L, D, L CARBIDE TAIN DIAMANT*
3 14 3 50 324384 56320 57045

4 16 4 50 32485 56321 57046

5 18 5 60 32486 56322 57047

6 20 6 75 32487 56337 57048

7 2 7 75 3488

8 25 8 75 32489 56336 57050

10 30 10 90 3291 56341

12 36 12 100 32492 56342

*for non-ferrous material



DIXI7243  Z=3 @

END MILLS WITH REINFORCED SHANK P.190 D.>6
1

¢ End mills with reinforced shank for general machining.

* TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O O OO OO O O OO0 OO0 OO0 0

Mate_rlalls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

remeios. O O O O O O O O O O O O O OO0 00 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

0.35 1.00 3 38 956955 956956 450 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 600>  12.00 8 63 43409 57214
0.75 2.40 3 38 48090 57205 6.50 13.00 8 63 28948 57691
0.80 2.40 3 38 66799 61845 7.00 13.00 8 63 42562 57217
0.90 2.70 3 38 60383 952308 7.50 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 800>  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 48092 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

2.40 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 42341



DIXI 7343 Z=3 @

END MILLS WITH REINFORCED SHANK P204
AND VARIABLE HELIX

¢ High performance end mills with reinforced shank and
variable helix.

¢ Tools developed for the machining of tough materials.

¢ The extra smooth C-TOP coating improves tool life even at high
temperatures in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s Q O O O O O O O O O O O O © OO0 OO OO0 OO0 O0

d"e":::;)':fn W’°“9";|ﬁ)'$”“"i”"‘ Cast aluminium alloy C‘;ITOF\:" Cu alloy difficult gﬂgr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;rl'l'cfiv‘a"i“m Hardened steel  Hard castiron
VDI 3323 2 2 3 % 2 % b 2 - ; 2 £ 3 2 | BB ¥ 3 % a0 n
wmiee O O O O O O O O O 0o 0 00 O
D, L, Dys L CARBIDE C-TOP
0<0.30- 0/-0.01
it
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 2.40 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



DIXI 7343-5D C-TOP z

@
END MILLS WITH REINFORCED SHANK P08
AND VARIABLE HELIX

* High performance end mills with reinforced shank and
variable helix and 5xD, necked down.

* Tools developed for the machining of tough materials.

¢ The extra smooth C-TOP coating improves tool life, even
at high temperatures, in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) Lowlelvedieee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s @ O O O O O O O O O O O O OO O OO O O OO O

1S0

d’:':c“:l:)':':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy cil’lfo:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
e O O O O O O O O © © 00O O
D, L, D, L, D L C-TOP
0600002
26.00-e8
0.30 0.70 0.27 1.60 4 38 412124
0.40 0.90 0.36 2.20 4 38 412125
0.50 1.10 0.45 2.70 4 38 412126
0.60 1.40 0.54 3.20 4 38 12127
0.70 1.60 0.63 3.80 4 38 412128
0.80 1.80 0.72 4.30 4 38 412129
0.90 2.00 0.81 4.80 4 38 412130
1.00 2.20 0.90 5.20 4 38 412131
1.10 2.40 0.99 5.80 4 38 412132
1.20 2.60 1.08 6.30 4 38 412133
1.30 2.80 1.17 6.70 4 38 412134
1.40 3.00 1.26 7.30 4 38 412135
1.50 3.20 1.39 7.80 4 38 412136
1.60 3.40 1.48 8.30 4 38 412137
1.70 3.60 1.58 8.70 4 38 412138
1.80 3.80 1.67 9.20 4 38 412139
1.90 4.00 1.76 9.70 4 38 412140
2.00 450 1.85 10.30 6 55 M4
2.50 5.50 2.35 12.80 6 55 412142
3.00 6.50 2.80 15.30 6 55 412143
4.00 8.50 3.75 20.40 6 55 412144
5.00 10.60 4.65 25.40 6 66 412145
6.00 13.30 5.55 30.50 6 66 412146
8.00 18.30 7.40 40.70 8 80 412147
10.00 22.50 9.25 50.80 10 100 412148
12.00 26.40 11.10 61.00 12 120 412149



T @BH6e

END MILLS P196

* End mills for general machining.

* TIiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

wmssis O O © © © O O OO OO O0OO0OO0OO0O0O00O0O0O0O0 0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

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 12 350 38 34761 57101
4.00 12 4.00 50 704 57102
5.00 15 5.00 50 3626 57103
6.00 18 6.00 50 34621 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 12 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



DIXI 7223 Z=3 ‘ @ @ @

END MILLS p212
LONG SERIES

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

* DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Sreleverbte) Lowllevediee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wmasis O O O O O O OO0 O0OO0OO0OO0O0OO0OO0000O0O0O0O0 0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

Cast aluminium allo 2
description alloy Y alloy Silver alloy

Cu alloy difficult Hardened steel Hard castiron

VDI 3323 21 22 3 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

D,., L, D, L CARBIDE TAIN 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



EXTRA SHORT END MILLS

1S0

Materials
description

VDI 3323

1 2

Unalloyed steel

3 4

Recommendations © @ @ ©

1S0

Materials

description

VDI 3323

Wrought alumini
alloy

21 22

ium

23 24

Cast aluminium alloy

5 6

© O

all

Cu+Pb

T @6H6e

Low alloyed steel

Cu alloy difficult

oy

25 26 21 28

High
alloyed steel

Gold,

P.200

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

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

O good @ excellent
M ok

Roughing Finishing

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

Titanium, titanium

. Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron
Silver alloy
29 30 31 32 33-35 36 37 38 39 40 4

frecenmenizins () O O OO O © O O

D, L, D, L CARBIDE CUTINOX
pom 0120
0=3.00 - e8
0.30 0.30 3 38 977719 977815
0.35 0.70 3 38 986521 373287
0.40 0.40 3 38 977780 977816
0.50 0.50 3 38 977781 977817
0.60 0.60 3 38 977782 977818
0.70 0.70 3 38 977783 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 977181 977823
1.20 1.20 3 38 977788 977825
130 130 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 3 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



EXTRA SHORT END MILLS P.200
NECKED DOWN

* 3xD,, 5xD,, 8xD, necked down extra short end mills
with reinforced shank, for general machining.

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

rmeiios Q O O O O O O O O O O O © O O © OO O O OO O

d’:l:ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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
Recommendations O O O O O © @ © @ O O O @ @
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
2.40 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 4.50 7333-5D 978907 978908
1.20 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



EXTRA SHORT END MILLS

P200
NECKED DOWN
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
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
450 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
7.50 7333-3D 978850 978851
2.50 2.50 240 3 38 12.50 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 7333-6D 978935 978936
24.00 7333-8D 979046 979047
4.00 4.00 3.80 4 42 12.00 7333-3D 978854 978855



DIXI 7543 XIDUR Z=3 @

EXTRA SHORT END MILLS P214
REINFORCED SHANK

¢ Extra short end mills with reinforced shank developed for the
high-speed machining of stainless steel.

* XIDUR coating improves tool life even at high temperatures in
low machinability materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wmeii @ O © © © O O OO OO O0OO0000O00O000O0O0

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations © ©

D, L, D L XIDUR
05 om
02300 - 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

—_
N

83 51712



1S0

Materials
description

VDI 3323

1

Unalloyed steel

2 3

Recommendations O O O

1S0

4 5

O O

T @Be6ee

END MILLS WITH REINFORCED SHANK

Low alloyed steel

High
alloyed steel

P.218

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

* TIiAIN coating improves tool life in ferrous materials.

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

O good @ excellent
M ok

Roughing Finishing

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

d“:::z;‘:':n W’°“9";|ﬁ)'3”“"i“"‘ Cast aluminium alloy C‘;ITOF\:" Cu alloy difficult gﬁl'gr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;rl'l';‘i,‘a"i“m Hardened steel  Hard castiron
VDI 3323 2 2 3 % 2 % b 2 - 2 £ 3 2 | BB ¥ 3 % a0 n
wmi 0 O O O O 0 0 OO O O O 0

D, L, D L CARBIDE TiAIN DLC *
0300-0.002
023.00- e8

0.30 0.60 3 38 972403 972404 975572

0.40 0.80 3 38 972405 972406 982427

0.50 1.00 3 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 2.40 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 3 38 66508 66509 983112

2.00 4.00 3 38 39304 40081 61971

2.50 5.00 3 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



¢ Necked down extra short end mills with variable helix.

DIXI 7253 CUTINOX Z=3 @

END MILLS WITH VARIABLE HELIX P.268
NECKED DOWN

* High-performance tools developed for the machining of tough
materials.

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 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 OO O OO0 0 0O 00O O0O0

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations © © © © ©

D, L, D, L, D, L CUTINOX

0<2.00 - 0/-0.01

8<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 6 460 15 6 57 968766
6 7 5,50 18 8 63 968767
8 9 7.50 24 10 72 968768
10 1" 9.30 30 10 72 968769
12 13 11.20 36 12 83 968770

16 17 15.20 48 16 92 968771



DIXI 7563 - 7563-FC DIXAL Z=3 @

END MILLS WITH VARIABLE HELIX P.276

* Necked down end mills with variable helix and double-groove
geometry developed for the machining of non-ferrous materials.

¢ DIXI 7565-FC with coolant in the flutes.

* DIXAL coating improves tool life in non-ferrous materials and
prevents built-up edges.

Roughing Finishing O good @ excellent
M o«
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

description alloy (s alnim il alloy Silver alloy

Cu alloy difficult 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

Recommendations © © © © © O O O O

7563 7563-FC

Do D, D, L, L, L DIXAL DIXAL
4 3.60 4 9 14 57 991388 =
; 560 ; 8 i; g T
8 7.40 8 ;? gg 16030 991-390 gglggg
1 630 L 2 " w0 s
12 11.00 12 gg % 18230 991-392 gglggf
16 15.00 16 3(25 14020 19520 991-393 gﬂggg
0 1000 0 i 9 W

DIXI 7563 DIXI 7563-FC




DIXI 7273 Z=3 @

FINISHING END MILLS P218 D, =12

¢ End mills developed for the finishing of soft materials.

* TIiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s O O O O O O OO O0OO0OO0OO0O0O0OO0OO0O0O0O0OO0O0O0O0

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 2 25 26 2 28 = 29 30 31 32 33-35 36 37 38 39 40 4

e QO O O O O O O O O O o O

D, L, 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 3221 57259
10 22 10 72 34228 57260
12 22 12 73 34229 57261

16 27 16 82 35745



DIXI 7323 Z=3
DHO

FOAM MILLING CUTTER P216

¢ End mills developed for soft materials machining.

* Recommended tools for obtaining surfaces without tearing
of dense foams.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

Recommendations ©

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 0 6 100 389849
8 25 760 45 G 75 389850
8 40 760 70 8 100 389851
10 40 960 0 10 100 389852
10 50 9.60 85 10 120 389853

12 50 11.60 115 12 150 389854



DIXI 7593 Z=34 ‘ @ @ @

END MILLS P.194
NECKED DOWN

* Necked down end mills developed for the machining of deep
pockets and grooves in aluminium alloys.

Roughing Finishing O good @ excellent
m ]
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations

o~ | s | i |

dr:;:ig:il)sn Wruughatlfaxminium Cast aluminium alloy C:IJIror\’/b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium Hardened steel Hard castiron
VDI 3323 21 22 23 2 25 26 2 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
Recommendations @ @ @ @ @

D, s L, D, L, D, L z 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



1S0

Materials
description

VDI 3323

1

Unalloyed steel

2 3

Recommendations © @ ©

T wecee

END MILLS WITH REINFORCED SHANK

Low alloyed steel

High
alloyed steel

P.196

¢ End mills with reinforced shank developed for general machining.
* TiAIN coating improves tool life in ferrous materials.

* DIAMANT coating improves tool life in abrasive non-ferrous
materials.

O good @ excellent
M ok

Martensitic Austenitic stainless steel Grey Nodular Malleable
stainless steel (DUPLEX/PH) castiron castiron castiron

Roughing Finishing

. ... s | i |

d“::c‘z;,':fn W’°“9";|ﬁ)'3”“"i”"‘ Cast aluminium alloy C‘;ITOF\:" Cu alloy difficult gﬁl'gr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;rl'l';‘i,‘a"i“"‘ Hardened steel  Hard castiron

VDI3323 2 2 B | u % | 2z 2 - - ® | w | @ 2 | BB v | ® w | a
s ) O O O O O O O O O O O o O

D, L, Ds L CARBIDE TIAIN DIAMANT *
0200 - 0/-0.01
pao0-en

0.40 1.20 3 38 45695 61846

0.50 1.50 3 38 45696 61345

1.00 3.00 3 38 55964 57230 63697

1.50 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 41881 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

10.00 22.00 10 72 42361 57247

12.00 26.00 12 83 39946 57248

14.00 26.00 14 83 42362 57249

16.00 32.00 16 92 42363 57251

20.00 38.00 20 104 42227 57253

* for non-ferrous material



DIXI 7204 Z=4 ‘ @ @ @

END MIILLS P.196 D,=6

¢ End mills developed for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et @ O © © © O O OO OO O0OO0OO0OO00O00O0O0O0O0 0

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 2 25 26 2 28 29 30 31 32 33-35 36 37 38 39 40 4

remeisis. O O O O O O ©O O O O O O o O

D,., L, D,y 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



T @eee

END MILLS P212 D.=6
LONG SERIES !

¢ 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 O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

ey O O O O O O OO0 O0OO0OO0OO0O0OO0O0000O0O0O0O0 0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

D,., L, D, L CARBIDE TAIN DIAMANT*
3 30 3 60 44769 57152 60255
4 30 4 60 44770 57154 60258
5 35 5 75 447N 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



DIXI 7264 - 7264-3D CUTINOX Z=4 @

END MILLS WITH VARIABLE HELIX P.268
AND IRREGULAR TEETH

* 3xD, necked down end mills with variable helix and irregular
teeth developed for the machining of tough materials.

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent
M k.
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis O O O O O O O O O O O 0O O OO0 OO0 0000 O0

d"::c‘:;':':n W’°“9h;|f:)'\”,'”i"i“m Cast aluminium alloy C‘AI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
Recommendations O © O O O
D, L, D, L CUTINOX D, L, D, L, D, L  CUTINOX
8<3.00- 0/-0.02 0<3.00- 0/-0.02
23,00 - e8 023.00- e8
1.50 3 38 974805 6.00 13 5.70 18 6 57 997930
2.00 3 38 974804 8.00 19 7.70 24 8 63 997931
3.00 6 57 968672 10.00 22 9.60 30 10 72 997932
4.00 1 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 12 968682
12.00 26 12 83 968683
16.00 32 16 92 968684

20.00 38 20 104 968685



DIXI 7254 CUTINOX Z=4

END MILLS WITH VARIABLE HELIX P.268
NECKED DOWN

* Necked down short length end mills with variable helix developed
for the machining of tough materials.

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

ey O O O O O O O O OO 0O 0O OO0 0000000 O0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

Recommendations © © © © ©

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 12 968690
10 " 9.30 30 10 72 968691

12 13 11.20 36 12 83 968692



DIXI 7560 Z=3-8 @

MULTI-TOOTH END MILLS P.220 D,>6 D, <190

¢ Multi-tooth end mills developed for finishing.
¢ TiAIN coating improves tool life in ferrous materials.

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

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s Q O O O O O O © O O O O O O O O O o o O O OO0 O

d’:':c“:l::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 20 2 3 u % % 7 » - - 2 kY 3 2 | BB ¥ 3 % a0 n
00 0O 0000 O
D, L, D, L Z CARBIDETIAIN DLC* D, L, D L Z CARBIDETIAIN DLC*
gt C6C @ omw C O C
0.35  0.90 3 38 3 964114 966117 966057 210 525 3 38 5 964137 966145 966097
0.40  1.00 3 38 3 964115 966118 966058 220 550 3 38 5 964140 966146 966098
045 1.0 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
055 140 3 38 3 964118 966121 966061 250  8.00 3 38 5 964109 964110 964111
060 1.0 3 38 3 964119 966122 966062 260  6.50 3 38 5 964143 966149 966102
065 170 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
0.80  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 12.00 4 50 5 45658 49684 964325
090 225 3 38 3 964125 966128 966068 5.00 14.00 5 50 5 45659 49685 966115
095 240 3 38 3 964126 966129 966069 6.00 16.00 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
120 3.00 3 38 3 964129 966132 966072 10.00 2200 10 72 6 45548 49690
130 325 3 38 3 964130 966133 966073 1200 26.00 12 83 6 45662 49691
140 350 3 38 3 964131 966134 966074 16.00 3200 16 92 6 45549 49693
150 375 3 38 3 964132 966136 966075 2000 38.00 20 104 8 45550 49694
160  4.00 3 38 3 964133 966138 966076 * for non-ferrous material
170 425 3 38 3 964134 966139 966094
180 450 3 38 3 964135 966140 966095
190 475 3 38 3 964136 966142 966096
200 8.00 3 38 5 964108 964112 964113



DIXI 7520 XIDUR Z=3-10
@ 010x45° ‘

MULTI-TOOTH END MILLS P222 D,>6 D, <150

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

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

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O O O

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult Graphite  Plastic ~ Wood Special alloy Ni/ Co

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

Recommendations O O O © © © ©

D L D L z XIDUR

1 1 h5

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

0=3.00-e8

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
2.50 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



DIXI 7800  Z=46 ‘ @ @ %

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

Roughing Finishing O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) HemellEgered) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations
.~ s | i |

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy

VDI 3323 21 22 23 2 25 26 2 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations ©

Do L D,, L Z  CARBURE CARBURE
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



DIXI 7210 Z=3 ‘
WEwe

ROUGHING END MILLS P.224

* Roughing end mills with fine chip breaker developed for
general machining.

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

sy O O © © © © © © © OO0 0000000000 O0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

description alloy Cesiallrmlom ey alloy Silver alloy

Cu alloy difficult 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

wamiss © O O O O © O O © O O

D, L, D,y 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

7 16 8 63 955086 955085 on request
8 16 8 63 955082 955033

10 22 10 12 955093 955094

12 25 12 83 959048 956993



DIXI 7213 Z=3 @

ROUGHING END MILLS P.228

* Roughing end mills developed for general machining.

* TIiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s Q O O O O O O O O OO O OO O OO0 OO0 O 0 0

1S0

Cu+Pb
alloy

Titanium, titanium
alloy

Gold,
Silver

Materials Wrought aluminium

e Cast aluminium alloy Cu alloy difficult Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron
description alloy

VDI 3323 21 22 23 2 25 26 21 28 29 30 31 32 33-35 36 37 38 39 40 4

wams O O O O O O O O O O O O

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 72 43214 57024 367636 367631
" 22 12 83 37142 57025 367646 367626
12 25 12 83 37143 57026 367644 367635
14 27 14 83 37144 57027 367643 367641
16 36 16 100 37145 57028 367628 367627
20 40 20 104 37588 57029 367637 367639



DIXI 7214 Z=4 ‘
WEwe

ROUGHING END MILLS P.228

* Roughing end mills developed for general machining.

* TIiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s Q O O O O O O O O O O O O O O O OO0 O O O 0 0

1S0

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

DIN 6535 HA DIN 6535 HB

D,,, L, D, L CARBIDE TIAIN CARBIDE TIAIN
15 6 57 45798 61412 367654 367651

16 10 72 39954 62426 367657 367650

10 22 10 72 37146 31133 367648 367656
12 25 12 83 37148 60949 367647 367658
16 3 16 100 37151 63333 367652 367655
2 40 2 104 37152 63334 367653 367649




DIXI 7215 - 7215-FC DAC Z=3 ‘ @ ’ @

ROUGHING END MILLS FOR ALUMINIUM P232

* Roughing end mills with coolant in the flutes developed for
non-ferrous materials machining.

¢ DIXI 7215-FC with coolant in the flutes.

¢ DAC coating improves tool life in non-ferrous materials and
prevents swarf build-up edges.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations
50 s i

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations @ @ @ @ @ @ © @ ©

1215 1215-FC

D,y L, D, L DAC  DAC

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 e 16 92 993019 307320

DIXI 7215 DIXI 7215-FC



DIXI 7217 Z=3 ‘
@O

ROUGHING END MILLS FOR PLASTICS P.234

* Roughing end mills developed for plastics machining.

Roughing Finishing O good @ excellent
m L«
High Martensitic Austenitic stainless steel Grey Nodular Malleable
L2luvedse] penloverites) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1 ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

Cu+Pb Gold, Titanium, titanium

Wroughat"aolcminium Cast aluminium alloy iy Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co Al Hardened steel Hard castiron
21 ‘ 22 ‘ 23 ‘ 24 ‘ 25 ‘ 26 ‘ 2 ‘ 28 ‘ @ ‘ e ‘ 29 ‘ 30 ‘ 31 ‘ 32 ‘33-35‘ 36 ‘ 37 ‘ 38 ‘ 39 ‘ 40 ‘ 4 ‘
e
D, D, L, L CARBIDE
6 6 16 50 381093
25 75 381095
8 8 22 63 381096
33 79 381097
32 73 381098
L L 42 102 381100

12 12 42 102 381101



DIXI 7220 - 7220-3D C-TOP Z=3-4 @ @

ROUGHING END MILLS P.236
FOR TOUGH MATERIALS

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

¢ Available with or without neck.

¢ The extra smooth C-TOP coating improves tool life, even at high
temperatures, in difficult to machine materials.

Roughing Finishing O good @ excellent
M k.
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et © O O O © © © O ©©O©O 0000000000 O0O0

d’:l:ctfi:)ifilfn Wrough;”e;lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug?l,;\i,tanium 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
Recommendations O O O © © © © © ©
1220 7220-3D
D,,, D, L Z L, CTOP 0, L D L D, L Z CTOP
3,00 6 55 3 4.50 358881 300 450 280 9.00 6 55 3 358882
800 358883 350 550 330 1050 6 55 3 358885
3.50 6 55 3 550 358884 400 600 370 1200 6 55 3 358887
4.00 6 55 3 1660000 gggggg 450 700 420 1350 6 55 3 358890
450 6 55 3 ; 60 e 500 750 460 15.00 6 55 3 358892
: 7'50 e 6.00 900 550 18.00 6 55 4 358895
5.00 6 55 3 13.00 358893 800 1200 7.50 24.00 8 64 4 358898
6 55 9.00 358894
6.00 8 64 Y 1300 358896
12.00 358897
L J 2 4 16.00 358899
1000 10 67 4 el

22.00 358902

18.00 358903 on request
12.00 12 83 4 26.00 358905

16.00 16 92 4 24.00 358906



o T e eeo

END MILLS, REINFORCED SHANK P240
WITH ACCELERATED LUBRICATION

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

¢ The patented COOL+ coolant concept allows higher productivity.

¢ The extra smooth C-TOP coating improves tool life even at high
temperatures in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

ramanisios Q O O O O O O O O ©O O © O © © © O O O O O O O

1S0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy 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

© © O O ©O © © 0 O
D, B D, L L, CARBIDE C-TOP

0<2.00-0/-0.01
8>6.00 - 0/-0.02

030 045 4 38 210 381928 381944

0.40 0.60 4 38 2.10 381929 381945

050 080 4 38 210 381930 381946

0.60 0.90 4 38 2.90 381931 381947

070 110 4 38 300 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

1.60 240 6 55 450 383393 384649

1.70 2.60 6 55 3.90 384641 384650

1.80 270 6 55 3.90 384642 384651

190 290 6 55 520 334644 384653

2.00 3.00 6 55 5.10 384645 384654

250 380 6 55 500 384646 384655

3.00 4.50 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



DIXI 7443 cOOL © Z=3 @

END MILLS, REINFORCED SHANK boad
WITH ACCELERATED LUBRICATION

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

* The patented COOL+ coolant concept allows higher productivity.

* The extra smooth C-TOP coating improves tool life even at high
temperatures in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s Q O O O O O O O O ©O O © O © O O OO O O O OO0

1S0

d’:':c“:l::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
© 0 0 O © 000 O
D, L, L, D L CARBIDE C-TOP
D260 0002
0=600-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 388771 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 383808
1.50 3.20 450 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
4.00 8.30 12.00 8 % 423015 413887
64 388795 388817
55 425016 413888
5.00 10.30 15.10 8
64 388796 388318
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 79 423534 423537



DIXI 7443-5D coOL ©® Z=3 @

5XD; NECKED DOWN END MILLS P28
WITH ACCELERATED LUBRICATION

¢ High performance end mills with reinforced shank with variable
helix and 5xD, necked down developed for the machining of
tough materials.

¢ The patented COOL+ coolant concept allows higher productivity.

¢ The extra smooth C-TOP coating improves tool life, even at high
temperatures, in difficult to machine materials.

Roughing Finishing O good @ excellent
Lowsllosgsionl M Mot Aeniosaiensus oy | Nodr - Maleate
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
remeisios. @ O O O O O O O O © O © © © O O © OO O O OO0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy 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

© 0 0 © © 0 0 0 O

D, L, D, L, D, L C-TOP

pam s

0=6.00 - 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 2.70 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 2.40 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 7.80 4 38 412162
1.60 3.40 1.48 8.30 6 b5 412163
1.70 3.60 1.58 8.70 6 b5 412164
1.80 3.80 1.67 9.20 6 55 412165
1.90 4.00 1.76 9.70 6 55 412166
2.00 450 1.85 10.30 6 55 412167
2.50 5.50 2.32 12.80 6 55 412168
3.00 6.50 2.78 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 412171
6.00 13.30 5.55 30.70 8 74 423538
8.00 18.30 7.40 42.30 10 90 423539
10.00 22.50 9.25 51.90 12 105 423540



DIXI 7453 cOOL © Z=3 @

CORNER RADIUS END MILLS P.252
WITH ACCELERATED LUBRICATION

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

¢ The patented COOL+ coolant concept allows higher productivity.

¢ The extra smooth C-TOP coating improves tool life, even at high
temperatures, in difficult to machine materials.

Roughing Finishing Ogood @excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) melberE alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
p Y
VDI 3323 1 2 3 4 5 6 7 8 9 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 © OO0 O 0O O O OO0 O

d’::ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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 © @ @ @ @ © @ © @
D, L, L, D L R C-TOP D, L, L, D, L R C-TOP
@>0.40 - 0/-0.01 R=0.10+001 @ >0.40 - 0/-0.01 R=<0.10+0.01
0 <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
040 090 190 4 3 0 S0 030 413186
: 4.00 8.50 12.00 8 64 050 413187
0.05 413164 1.00 413188
0.50 1.10 2.80 4 38 0.10 413165
0.05 413166 030 425020
0.60 1.40 2.80 4 38 -
0.10 413167 500 1060  15.10 8 55 050 425021
0.05 413168 100 425022
0.70 1.60 2.90 4 38 010 413169
0.05 413170 0.30 413189
L B g0 a3 500 1060 1510 8 66 050 413190
1.00 413191
090 200 303 4 B 0 T
' 0.30 425664
0.10 413174 0.50 425665
1.00 2.20 3.10 4 38 020 413175 6.00 1330  16.90 8 60 100 425666
150 320 450 4 3 010 IS o S
: : : 020 413177 050 425668
020 413179 100 425669
2.00 450 6.70 6 55 s e 8.00 1830  21.90 10 70 150 425670
0.20 pre— 2.00 425671
2.50 5.50 7.10 6 55 0:30 413182 0.50 425672
1.00 425673
0.20 413183 10.00 2250  26.90 12 79 150 425674
3.00 6.50 9.20 6 55 0.30 413184 200 425675
0.50 413185
0.30 425017
400 8.50 12.00 8 55 0.50 425018

1.00 425019



DIXI 7702 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.

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

Roughing Finishing O good @ excellent
M o«
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

e Q O O O O O O O O O O O © O OO0 O 0O O O 0 OO0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy 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
rmesis. O O O O O ©O O O O ©O O O O o O o O O
D, L, D, L, D, L XIDUR
Do 000
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
3.00 240 2.65 9.00 6 40 997923
4.00 3.20 3.53 12.00 6 57 997924
5.00 4.00 4.42 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



EXTRA SHORT CORNER RADIUS SLOT DRILLS P198
NECKED DOWN

* 3xD, necked down extra short slot drills with corner radius
developed for general machining.

* TIAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s Q O O O O O O O O OO O OO O OO0 OO0 O 0 0

1S0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

st Al Cast aluminium alloy il Cu alloy difficult Silver Graphite ~ Plastic ~ Wood Special alloy Ni/ Co alloy 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
et O O O O O © © © O O O O O O
D, L, D, D L L, R CARBIDE TIAIN
e
0=3.00-e8

0.40 0.40 0.37 3 38 1.20 0.05 958447 958452
0.45 0.45 0.42 3 38 1.35 0.05 958453 958454
0.50 0.50 0.45 3 38 1.50 0.05 958455 958456
0.55 0.55 0.50 3 38 1.65 0.05 958457 958458
0.60 0.60 0.55 3 38 1.80 0.05 958465 958466
0.65 0.65 0.60 3 38 1.95 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 2.10 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 1.05 1.00 3 38 3.15 0.10 958486 958487
1.10 1.10 1.05 3 38 3.30 0.10 958488 958439
1.15 1.15 1.10 3 38 3.45 0.10 958490 958491
1.20 1.20 1.15 3 38 3.60 0.10 958492 958493
1.25 1.25 1.20 3 38 3.75 0.10 958494 958495
1.30 1.30 1.25 3 38 3.90 0.10 958496 958497
1.35 1.35 1.30 3 38 4.05 0.10 958499 958501
1.40 1.40 1.35 3 38 4.20 0.10 958502 958503
1.45 1.45 1.40 3 38 4.35 0.10 958504 958505
1.50 1.50 1.45 3 38 4.50 0.20 958506 958507
1.55 1.55 1.50 3 38 4.65 0.20 958508 958509



EXTRA SHORT CORNER RADIUS SLOT DRILLS

DIXI 7250-3D

=2 0

P.198
NECKED DOWN
D, L, D, D, L L, R CARBIDE TIAIN
010002
0300 - e8

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 1.20 0.20 958888 958889
2.50 2.50 2.40 6 50 1.50 0.20 958890 958891
3.00 3.00 2.90 6 50 9.00 0.20 958892 958893



DIXI 7353 Z=3 @

CORNER RADIUS END MILLS P64
WITH VARIABLE HELIX

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

¢ The extra smooth C-TOP coating improves tool life, even at high
temperatures, in difficult to machine materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s Q O O O O O O O O O O O O © OO0 OO O OO OO0 O

d’:l:ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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 © @ © @ @ © @ © @
D1 L1 Dh5 L R CARBIDE C-TOP D1 L1 Dhs L R CARBIDE C-TOP
0 >0.40 - 0/-0.01 R=<0.10+0.01 0 >0.40 - 0/-0.01 R<0.10+0.01
0<2.00- 0/-0.02 R<030+0.015 0 <2.00- 0/-0.02 R<0300.015
0 =6.00 - e8 R=0.30+0.02 0 =6.00 - e8 R=0.30 £ 0.02
0.05 392798 392915 0.20 392821 392938
ey bed . = 0.10 392799 392916 0.30 392822 392939
4.00 8.30 6 55
0.05 392800 392917 0.50 392823 392940
0.50 1.10 4 38 010 392801 392918 100 392824 392941
060 1404 8 010 39803 392920 500 1030 6 % ?gg gggggs ggggﬁ
0.70 1.60 A 38 0.05 392804 392921 .
o R
0.05 392806 392923 6.00 13.00 6 55 )
0.80 1.80 4 38 0.10 292807 392924 1.00 392830 392947
. 1.50 392831 392948
090 200 4 g 005 392808 392925 050 392832 392949
0.10 392809 392926
8.00 18.00 8 64 1.00 392833 392950
1.00 220 4 28 0.10 392810 392927 : : 1.50 392834 392951
’ ’ 0.20 392811 392928 2.00 392835 392952
150 320 4 5 010 392812 392929 050 392836 392953
0.20 392813 392930 10.00 9900 10 67 1.00 392837 392954
0.10 392814 392931 ’ ' 1.50 392838 392955
200 430 4 38 020 392815 392932 200 392839 392956
0.30 392816 392933 0.50 392840 392957
020 392817 392934 1.00 392841 392958
2.50 5.30 4 38 0.30 392818 392935 1200 26.00 12 7 1.50 392842 392959
2.00 392843 392960
3,00 6.30 6 55 0.20 392819 392936

0.30 392820 392937



DIXI 7070 XIDUR Z=4-6 @ ‘

MULTI-TOOTH CORNER RADIUS END MILLS P27
NECKED DOWN

¢ Necked down multi-tooth end mills with corner radius developed
for the machining of moulds and dies.

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

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O

Mate_rla_ls Bligmugiti i Cast aluminium alloy Cu+Pb Cu alloy difficult G_old, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard cast iron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 @ @ 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations O O O © © © ©

D,., L, D, L, D,y L Z R XIDUR
450 275 12.00 6 57 4 0.5 56643

6.00 370 1350 6 57 4 05 56644

7.50 4.60 17.50 6 57 4 0.5 56645

0.5 56627

0.8 56646

6 9.00 5.50 24.00 6 66 4 10 56628
15 56647

05 56634

1.0 56635

8 10.00 1.50 28.00 8 75 6 15 56648
20 56649

05 56636

1.0 56637

10 12.00 9.25 30.00 10 75 6 1.5 56650
2.0 56651

25 56652

1.0 56653

12 12.00 11.00 32.00 12 75 6 20 56655

3.0 56656



DIXI 7265 CUTINOX Z=4 @ l

CORNER RADIUS END MILLS p268
WITH VARIABLE HELIX

e

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

¢ CUTINOX coating improves tool life, even at high temperatures,
in low machinability materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis O O O O O O O O O O O 0O OO0 O OO0 OO0 O0O0 0

Mate_na_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations © © © © ©

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 0.5 997939
05 997940
6 13.00 6 57 10 997941
0.5 997942
8 19.00 8 63 10 997943
0.5 997944
10 22.00 10 72 10 997945
12 26.00 12 83 0.5 St

1.0 997947



CORNER RADIUS END MILLS P.196
NECKED DOWN

T 00
D,=6

* Necked down corner radius end mills developed for
general machining.

* TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

wmssis O O O © © O O O O OO O0OO0OO0OO0O0O00O0O0O0O0 0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

o Cast aluminium alloy Cu alloy difficult . Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 @ @ 29 30 31 32 33-35 36 37 38 39 40 4
Recommendations O O O O O O O O O O O © ©
D, L, D, L, D, L R CARBIDE TIAIN
0<3.00 - 0/-0.02
0=3.00 - e8
1.90 10 4 42 0.20 64465 64466
2.80 15 6 57 0.20 64467 64468
4 5 3.80 18 6 57 0.30 64469 64470
0.50 64471 64472
6 ! 5.70 20 6 57 1.00 64473 64474
0.50 64475 64476
8 10 170 30 g 63 1.00 64477 64478
0.50 64479 64480
10 12 9.60 35 10 & 1.00 64481 64482
12 14 11.50 40 12 83 050 64485 64486

1.00 64487 64488



DIXI 7552 Z=2 @

CORNER RADIUS END MILLS P274
NECKED DOWN

* Necked down corner radius end mills developed for the
machining of low hardness materials.

¢ DICUT coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et O 1O O O O O OO0 O OOOO OO0 O0O0O0O0

d"::c‘::)':':n W’“”ghatlﬁ)'\”,mi"i“’“ Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gmr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“"‘ Hardened steel  Hard castiron
VDI 3323 2 2 B | w0 % | 2 2 - - ® | w | @ 2 | BB v | o®m w | w
s 0 O © O O 0 © O O 0 o
D, L, D, L, D, L R CARBIDE DICUT
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 1 9.25 30 10 75 1.50 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 P76
STANDARD LENGTH, NECKED DOWN

&6

* Necked down corner radius end mills with variable helix
developed for the machining of non-ferrous materials.

¢ DIXI 7565-FC with coolant in the flutes.

¢ DIXAL coating improves tool life in non-ferrous materials and
prevents built-up edges.

Roughing Finishing O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

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

Recommendations

Mate'ria_ls Bligmugiti llumailum Cast aluminium alloy Cu+Pb Cu alloy difficult old, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy

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

Recommendations @ © © © © O O O O

7565 7565-FC

D, L, D, L, D,, L R DIXAL  DIXAL
0.50 339042
& 4 e U e & 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 L o A J E 2.00 339049 339072
3.00 339050 339073
0.50 339051 339074
1.00 33905 339075
10 22 93 30 10 & 2.00 339053 339076
3.00 339054 339077
0.50 33905 339078
1.00 33905 339079
2 % Uikl 0 2 83 2.00 339057 339080
3.00 339058 339081
1.00 339059 339082
2,00 339060 339083
16 32 150 2 16 %2 3.00 339061 339084
100 339062 339085
1.00 339063 339086
2.00 339064 339087
2 38 19.0 50 2 104 - e | e
400 339066 339089
DIXI 7565 DIXI 7565-FC

0 <



DIXI 7032 Z=2 @

BALL-NOSE END MILLS P.280

* Ball-nose end mills developed for general machining.
* TiAIN coating improves tool life in ferrous materials.

0.006 . DIAMANT coating improves tool life in abrasive non-ferrous
materials.

DICUT coating improves tool life in copper-based materials.

Roughing Finishing O good @ excellent
M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O O O O O O OO O OO0 OO0 OO0 0

1S0

Cu+Pb
alloy

Materials Wrought aluminium

e Gold, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium
description alloy

Cast aluminium alloy . Hardened steel Hard castiron
Silver alloy

Cu alloy difficult

VDI 3323 21 22 23 24 25 26 21 28 =

s O O O O © O © O © O © © O O O 0 ©

32 33-35 36 37 38 39 40 4

D, L, D, L CARBIDE TAIN DICUT DIAMANT *

5. 0402

AT
0.06 0.12 3 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 3 38 952825 952826 952824 950365
1.00 1.50 3 38 952827 952828 952829 952830
1.10 1.70 3 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



BALL-NOSE END MILLS

DIXI 7032 Z=2 @

P.280
D, L, D, L CARBIDE TIAIN DICUT DIAMANT *
e
2.10 3.00 3 38 55540 956247 956248 956249
2.20 3.50 3 38 43457 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 12 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
ForD,<0.15:
D,=120

L,=5.30



DIXI 7042 Z=2 @

BALL-NOSE END MILLS P.280

* Long length ball-nose end mills developed for general machining.
* TiAIN coating improves tool life in ferrous materials.

0.006 * DIAMANT coating improves tool life in abrasive non-ferrous

materials.
Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Sreleverbte) Lowllevediee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wmesiy O O © © © O OO 0O OO 0000000 O0O0O0O0 0

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

rmesis O O O O O O © O © © 0O O O O O O

D,., L, D, L CARBIDE TAIN DIAMANT *
2 10 2 61 41974 56238 60224
3 10 3 61 39512 56239 60225
4 12 4 15 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



DIXI 7046 Z=2 @

BALL-NOSE END MILLS P.278
NECKED DOWN

¢ Necked down ball-nose end mills developed for general
machining.

¢ TiAIN coating improves tool life in ferrous materials.

0.006 » DIAMANT coating improves tool life in abrasive non-ferrous
materials.

¢ DICUT coating improves tool life in copper-based materials.

Roughing Finishing O good @ excellent
™ ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

s QO O O O O O O O OO O OO O OO0 OO0 OO0 0

VDI 3323 21 22 23 2 25 26 27 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
wmetn O O O O O © 0 © © © © © OO O 0 O
D, L, D, L, D, L CARBIDE  TAIN DICUT  DIAMANT*
b von
0.20 0.50 0.18 1.00 4 b5 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 55 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 55 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 1.70 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 - 7047xD Z=2 @ "

BALL-NOSE END MILLS P278
NECKED DOWN

e 8xD,, 10xD, 12xD,, 15xD1’18xD] necked down ball-nose end mills
developed for general machining.

* TiAIN coating improves tool life in ferrous materials.

/| 0.006 L o .
- * DIAMANT coating improves tool life in abrasive non-ferrous
materials.
* DICUT coating improves tool life in copper-based materials.
Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s QO O O O O O O O OO OO O O OO0 OO0 O 0 0

d’:l:ct:i;)igijsn Wrough;”e:)lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug?l,;\i,tanium 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
meiios. QO O O O O O O © © © © O O O 0 0O
D, L, D, D, L L, DIXI  CARBIDE TAIN  DICUT  DIAMANT*
8<3.00 - 0/-0.02
0=3.00-e8
1.00 7045 64694 64699 64704 64709
1.60 7047-8D 979531 979555 979576 979595
2.00 7047-10D 64735 64742 64750 64755
020 050 018 4 62 2.40 7047-12D 979613 979626 979639 979664
3.00 7047-15D 979711 979722 979732 979744
3.60 7047-18D 979756 979768 979779 979790
1.50 7045 64695 64700 64705 64710
240 7047-8D 979534 979558 979578 979596
3.00 7047-10D 64738 64743 64751 64756
0.30 0.60 027 4 62 3.60 7047-12D 979614 979627 979640 979652
4.50 7047-15D 979712 979724 979733 979745
5.40 7047-18D 979757 979769 979780 979791
2.00 7045 64696 64701 64706 64711
3.20 7047-8D 979535 979559 979579 979597
0.40 0.80 037 4 62 4.00 7047-10D 64739 64744 64752 64757

4.80 7047-12D 979615 979628 979641 979653
6.00 7047-15D 979713 979723 979734 979746
1.20 7047-18D 979758 979770 979781 979792

3.00 7045 64491 64503 64515 64527
1,00 7047-8D 979536 979560 979580 979598
500  7047-10D 6459 64608 64623 64635
0.50 1.00 0.45 4 62 600  7047-12D 979616 979629 979642 979654
750 7047-15D 979714 979725 979735 979747
900  7047-18D 979759 979771 979782 979793
400 7045 64697 64702 64707 64712
480 7047-8D 979537 979561 979581 979599
600  7047-10D 64740 64745 64753 64758
Uil ED U v e 720 7047-12D 979617 979630 979643 979655
900  7047-15D 979715 979726 979736 979748
1080  7047-18D 979760 979772 979783 979794
5.00 7045 64698 64703 64708 64713
6.40 7047-8D 979538 979562 979582 979600
800  7047-10D 64741 64746 64754 64759
080 1.80 075 4 62 960  7047-12D 979618 979631 979644 979656
1200 7047-15D 979716 979727 979737 979749
1440 7047-18D 979761 979773 979788 979795

* for non-ferrous material



DIXI 7045 - 7047xD

BALL-NOSE END MILLS
NECKED DOWN

D

1

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

1.00

1.50

2.00

2.50

3.00

4.00

5.00

6.00

8.00

10.00

12.00

L

1

25

0.95

1.45

1.90

240

2.80

3.80

4.80

5.70

1.70

9.60

11.60

*for non-ferrous material

h5

10

12

75

75

75

75

102

102

102

102

17

133

151

z

6.00
8.00
10.00
12.00
15.00
18.00

9.00
12.00
15.00
18.00
22.50
27.00

12.00
16.00
20.00
24.00
30.00
36.00

12.00
20.00
25.00
30.00
37.50
45.00

12.00
24.00
30.00
36.00
45.00
54.00

15.00
32.00
40.00
48.00
60.00

15.00
40.00
50.00
60.00

15.00
48.00
60.00

25.00
64.00
80.00

30.00
80.00
90.00

40.00
96.00
110.00

P.278

DIXI

7045
7047-8D
7047-10D
7047-12D
7047-15D
7047-18D

7045
7047-8D
7047-10D
7047-12D
7047-15D
7047-18D

7045
7047-8D
7047-10D
7047-12D
7047-15D
7047-18D

7045
7047-8D
7047-10D
7047-12D
7047-15D
7047-18D

7045
7047-8D
7047-10D
7047-12D
7047-15D
7047-18D

7045
7047-8D
7047-10D
7047-12D
7047-15D

7045
7047-8D
7047-10D
7047-12D

7045
7047-8D
7047-10D

7045
7047-8D
7047-10D

7045
7047-8D
7047-10D

7045
7047-8D
7047-10D

CARBIDE

64492
979540
64597
979619
975225
979522

64493
979541
64598
979620
979717
979763

64494
979542
64599
979621
972993
979765

64495
979544
64600
979622
979719
979766

64496
979545
64601
979623
979720
979767

64497
979547
64602
979624
979721

64498
979549
64603
979625

64499
979550
64604

64500
979551
64605

64501
979552
64606

64502
979553
64607

TIAIN

64504
979563
64609
954101
979728
979774

64505
979565
64610
979632
979729
979775

64506
979566
64611
979633
954105
979776

64507
979567
64612
979635
979718
979771

64508
979568
64613
979636
979730
979778

64509
979569
64614
979637
979731

64510
979570
64615
979638

64511
979571
64616

64512
979572
64617

64513
979573
64618

64514
979574
64619

WHOO

DICUT

64516
979583
64624
979314
979738
979785

64517
979585
64625
979645
979739
979786

64518
979588
64626
979646
979740
979787

64519
979589
64627
979648
979741
979788

64520
979590
64628
979649
979742
979789

64521

979591
64629
979650
979743

64522
979592
64630
979651

64523
979593
64631

64524
979594
64632

64525
979586
64633

64526
979587
64634

DIAMANT *

64528
979601
64636
979657
979750
979523

64529
979602
64637
979658
979751
979799

64530
979603
64638
979659
979752
979796

64531

979604
64639
979660
979753
979797

64532
979605
64640
979661
979754
979798

64533
979607
64641

979662
979755

64534
979608
64642
979663

64536
979609
64643

64537
979610
64644

64538
979611
64645

64539
979612
64646



DIXI 7532 XIDUR Z=2 @‘I

BALL-NOSE END MILLS P.282

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

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

Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations O O

Mate_na_ls Wi LGl Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations O O O @ @ @ ©

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
3.00 240 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

—_
o

90 67255



DIXI 7532-xD XIDUR Z=2 @

BALL-NOSE END MILLS P.282
NECKED DOWN

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

» XIDUR coating improves tool life, even at high temperatures,

in low machinability materials up to 65 HRC.
Roughing Finishing O good @ excellent
M Kk
docarnton Unalloyed steel Low alloyed steel dloyesesl | stanicenseel U R ot 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
Recommendations O O
d’:sa:fi:)i:ilc'sn Wrough;”aulsminium Cast aluminium alloy C:JO")/b Cu alloy difficult gﬁjgr Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,ut\i,tanium 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
Recommendations O O O @ © @ ©
b, L D, L L, DIXI  XIDUR b, 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
06 753230 978593 30 753230 979065
020 020 4 50 1.0  75325D 979083 50  75325D 979092
16  7532:8D 979102 80  75328D 979111
09 753230 979058 o e ® w00 7w 9792
030 030 4 50 15  7532-5D 979084 120 7532120 979141
24 75328D 979103 150 7532-15D ESi9148
20 753250 979085 75 753250 SSHSGES
040 040 4 50 39 7532.8D 979104 250 12 A 50 120  75328D 979112
40 7532100 979116 150 7532-100 R
180 7532-12D 979142
;g ;ggggg g;gggg 225  7532-15D 979149
050 050 4 50 40  7532-8D 979105 6.0 753230 979067
50 7532100 979117 100 7532-5D 979094
o w0 4w 11 mE e
e ;535'33 9;906; 240 7532-12D 979143
ig 7232';3 273‘1’36 300 7532150 979150
Y s o oo n e
72 7532120 979137 : -
o0 7m0 N 300 2806 5T g0 75380 979114
P 300 7532-10D 979125
35 753-5D 979088 120  7532-3D 979069
56 753280 979107 400 320 6 66 200 7532-5D 979096
070 0.70 4 50 70 7532-10D 979119 320  7532-8D 979115
84  7532-12D 979138 150  7532-3D 979070
105 7532-15D 979145 500 400 6 66 250 753250 979097
24 753230 979063 180  7532-3D 979071
40  75325D 979089 . g £ 300 753250 979098
6.4  75328D 979108
0.80 0.80 4 50 240  7532-3D 979072
a6 mai RO Rt P w0 oamg
' ’ 300 753230 979073
120  7532-15D 979146
21 o NS LU L t 500 753250 979100
45  75325D 979091
090 080 A 50 72 7532-8D 979109

9.0 7532-10D 979121
10.8  7532-12D 979140
135  7532-15D 979147



DIXI 7542 XIDUR Z=2 @‘l

BALL-NOSE END MILLS P.282
NECKED DOWN

* Necked down long-length ball-nose end mills developed for
machining hardened steels.

* XIDUR coating improves tool life, even at high temperatures,

0.006 in low machinability materials up to 65 HRC.
Roughing Finishing O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

Recommendations O O

Mate_nefls Wi LGl Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations O O O © © © ©

D L D L D L XIDUR

1 1 2 2 h5

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

1.00 2 0.90 3.20 6 66 61355
1.50 3 1.40 470 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 9 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



DIXI 7033 Z=3 @

BALL-NOSE END MILLS P.280

¢ Ball-nose end mills developed for general machining.

¢ TiAIN coating improves tool life in ferrous materials.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

et O O © © © O O OO OO O0OO0OO0OO0000O0O0O0O0 0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

e . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

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

o QO O O O O O O © © © OO O 0 0

D,., L, D, L CARBIDE  TAIN
1.00 200 3 38 45950 56154
1,50 250 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 72 32970 56166

—_
o



DIXI 7102 Z=2 ‘@ @@

COMPRESSION CUTTERS P.284

e Compression milling cutters, double helix right and left,
developed for machining fibrous composite materials such
as wood, MDF and chipboard.

¢ The double helix reduces delamination on both sides of the
material.

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

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations

o~ | s | i |

Materials Wrought aluminium Cu+Pb Cu alloy difficult Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

e 2 Hardened steel Hard cast iron
description alloy alloy Silver alloy

Cast aluminium alloy

VDI 3323 21 22 23 2% 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4

Recommendations © @

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 delamination



DIXI 7112 Z=2 %

ROUTERS FOR COMPOSITES / KEVLAR®

* Routers developed for the machining of fibrous composite
materials.

¢ Reduce delamination phenomena.

Roughing Finishing O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations

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

Recommendations © ©

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 12" 27 1270 75 26254

CUTTING CONDITIONS :

Routing Vc =250 - 500 m/min

Vf =500 - 2000 mm/min



TOOLS ON REQUEST
DIXI7631SP R[] L[] Z=

STEPPED END MILLS

D 2

k)
D - D

Quantity L

Material to be machined L

DIXI7645SP R[] [ [
TAPERED END MILLS

Z= D a
Dl

Quantity

L1
Material to be machined L

a R
D D1
L1
L

VISIT OUR E-QUOTATION ON WWW.DIXIPOLYTOOL.COM



NUMBER OF TEETH CHOICE

Key Slotting 22

Ramping 22-23
Slotting 22-723
Routing (roughing) 23-24

Routing (finishing) Multi-tooth



DIXI 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 < 05x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 175 <0.4x0D1 <1xL1
Copper alloy good machinability with Pb 26 170 < 0.5x@D1 <1xL1
Copper alloy with difficult machinability 21-28 150 < 0.4x@D1 <1xL1
Plastic, wood 29-30 150 < 05x@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 < 04x@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 <05x@D1
Gold, silver - 105 1x@D1 < 0.3x@D1
Titanium, titanium alloy 36-37 40 1x@D1 <0.2x@D1




Feed per tooth

oD, @D, @D, @D, @D, oD,
040-090 | 100-150 | 160-200 | 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, @0, oD, @D, @0, 9D,
040-090 | 1.00-150 | 160-200 | 220-280 | 3.00-400 | 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 !



DIXI 7232-7233

ROUTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
n 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 <0.40x0@D1 <0.95xL1
Copper alloy with difficult machinability 27-28 100 <0.25x@D1 <0.95xL1
Gold, silver - 120 <0.25x@D1 <0.95xL1
H Titanium, titanium alloy 36-37 45 <0.30x@D1 <0.95xL1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
n Unalloyed steel, leaded steel 1-5 70 1x@D1 <0.95xL1
Wrought aluminium alloy < 12% Si 21-22 200 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
n Titanium, titanium alloy 36-37 45 1x@D1 <0.95%L1
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, @D,
050-0.70 | 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, @0, oD, @D, @D, oD,
050-0.70 | 0.80-1.00 | 1.10-150 | 160-190 | 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, @D, @D,
200-300 | 400-500 | 600-800 | 10.00-12.00

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 !



DIXI 7305 - 7306 - 7307 - 7308-xD - 7315

ROUTING
VDI CARBIDE DLC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
CHFEITEi a'”{gi’;g'ﬁg;"’y S 20-22 330 380 <03x0D1 | <05x@D1
Aieides ("E‘!’)'(t;‘a?]‘(’j‘:z rg\a/g)“"ab"“y 2 400 460 | <05x0D1 | <15x@D1
P'as‘icfpvé’i;g"‘l‘,‘;dl_f’r;g” Qg_i,hl,i;‘abi"ty 2 400 460 | <04x0D1 | <15x@D1
P'a(s‘ctgcnf;;ict? S\'/fgcsl'; Q(ag:\‘/:m;"ty 2 400 460 | <03x0D1 | <15x@D1
Wood 20 400 460 | <03xOD1 | <15x@D1
Glued wood (agglomerated, plywood) 30 400 460 <03x@D1 | <1.5x@D1
SLOTTING
VDI CARBIDE DLC ae ap
3323 Ve [m/min] | Ve [m/min] (mm) (mm)
Wr°”9hta'”('3il'gg'£§)”°y< 1B ) 330 380 1x801 | <05x@D1
Aieies (":fga%‘:j‘;‘:j rg\alg“"ab"ity 2 400 460 1x0D1 | <15x0D1
P"’SﬁCfP"E’iTtg'"F‘f:,d;rgs g‘g_cphp";abi"w 2 400 460 1x0D1 | <15x0D1
P'a(sctgcnfs’;i:? F‘,j\'/fgcgl'; Q(agmmi"w 2 400 460 1x0D1 | <15x0D1
Wood 20 400 460 1x0D1 | <15x0D1
Glued wood (agglomerated, plywood) 30 400 460 1x@D1 <1.5x@D1




Feed per tooth

@D, @D, @D, @D, @D,
1-1.50 2.00 - 3.00 4.00 - 5.00 6.00 - 8.00 | 10.00-12.00
0.018 - 0.027 0.036 - 0.054 0.062 - 0.080 0.070- 0.100 0.110-0.130
0.030-0.045 | 0.060-0.090 | 0.104-0130 | 0.120-0.160 | 0.180-0.220
0027-0041 | 0054-0081 | 0094-0.115 | 0110-0.140 | 0.160-0.190
0.024-0036 | 0048-0072 | 0.084-0105 | 0.100-0.130 | 0.140-0.170
0.030-0.045 | 0.060-0090 | 0.104-0130 | 0.120-0.160 | 0.180-0.220
0.021-0032 | 0042-0063 | 0072-0090 | 0.080-0.110 | 0.130-0.150
Feed per tooth
@D, @D, @D, @D, @D,
1-1.50 2.00 - 3.00 4.00 - 5.00 6.00 - 8.00 | 10.00-12.00
0.005-0.007 | 0007-0.011 | 0012-0015 | 0017-0.023 | 0.026-0.032
0.008-0012 | 0012-0018 | 0020-0025 | 0029-0.038 | 0.044-0.053
0.006-0.010 | 0010-0.014 | 0016-0020 | 0023-0.031 | 0.035-0.042
0.006-0.008 | 0.008-0.013 | 0014-0020 | 0020-0.027 | 0.031-0.037
0.008-0012 | 0012-0018 | 0020-0025 | 0029-0.038 | 0.044-0.053
0.006-0.008 | 0.008-0.013 | 0014-0020 | 0020-0.027 | 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/mm? 6-9 80 <0.20x@D1 <1xL1
High-alloy steel > 800 N/mm?, stainless steel 10-13 55 <0.15%@D1 <xl1
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 80 <0.15x@D1 <1xL1
M Nickel-free stainless steel / DUPLEX 143-144 55 <0.10x@D1 <1xl1
>700 N/mm?
Grey castiron < 250 HB 15-16 110 125 <0.40x@D1 <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 75 100 <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 <0.40x@D1 <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/mm? 6-9 55 1x@D1 <0.30x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 m 1x@D1 <0.20x@D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 55 1x@D1 <0.20x@D1
M Nickel-free stainless steel / DUPLEX 143-144 m 1x@D1 <0.15x@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 90 100 1x@D1 <0.50x@D1
Ductile, malleable, nodular cast iron > 250 HB 17-20 60 70 1x@D1 <0.35x@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

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

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
0.0008 - 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 | 0.017-0024 | 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 | 0.027-0.033 | 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
gD, gD, gD, gD, gD, gD, gD, gD,

0.10-0.30 | 0.35-0.60 | 0.65-100 | 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 | 0.014-0020 | 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 | 0.014-0025 | 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 !




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 <1.50x@D1
Low alloyed steel <800 N/mm? 6-9 125 <0.30x@D1 | <1.50x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 85 <030x@D1 | <150x@D1

ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.30x@D1 | <150x@D1
= Nickel-free stainless steel / DUPLEX 143-144 65 <025x@D1 | <150x@D1

>700 N/mm?
Grey castiron < 250 HB 15-16 170 180 <040x@D1 | <150x@D1
Ductile, malleable, nodular cast iron > 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 <040x@D1 | <150x@D1
Copper alloy with difficult machinability 27-28 95 <040x@D1 | <150x@D1
Gold, silver 165 <0.40x@D1 <150x@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/mm? 6-9 95 1x@D1 <1.00x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 65 1x@D1 <1.00x@D1

ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1.00x@D1
. Nickelfree i“;'l;ge,jf nfrtﬁf” DUPLEX 143144 50 1x@D1 | <1.00x0D1
Grey castiron < 250 HB 15-16 100 135 1x@D1 <1.00x@D1
Ductile, malleable, nodular castiron > 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

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

0.10-060 | 070-100 | 1.10-150 | 1.60-250 | 3.00-500 | 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 | 0.042-0070 | 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
gD, gD, gD, gD, gD, gD, gD,

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 | 0.009-0.013 | 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 | 0.022-0035 | 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 !




DIXI 7342

DRILLING
ol CARBIDE C-TOP D'\gs;‘h
3323 Ve [m/min] | Ve [m/min] (mm)
Unalloyed steel, leaded steel 1-5 85 <1.25x@D1
Low alloyed steel <800 N/mm? 6-9 70 <1.00x@D1
- —
High-alloy steel > 800 N/mm?, stainless steel 10-13 50 <0.80x@D]
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 55 <0.40x@D1
M . .
Nickel-free stainless steel / DUPLEX 143-144 m <0.20x@D1
>700 N/mm?
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
DIXI 7593
ROUTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 400 <0.4x@D1 1x@D1
Cast aluminium alloy >12% Si 23-25 400 <0.4x@D1 1x@D1
SLOTTING
VDI CARBIDE ap
3323 Ve [m/min] (mm)
Wrought aluminium alloy < 12% Si 21-22 400 <0.5x@D1
Cast aluminium alloy >12% Si 23-25 400 <0.5x@D1




Feed per tooth

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

0.10-060 | 070-1.00 | 1.10-150 | 1.60-250 | 3.00-500 | 6.00-8.00 | 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

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

6.00 - 8.00 8.00-10.00 | 1.00-12.00 | 12.00-16.00 | 16.00-18.00 | 18.00 -20.00
0.011-0.015 | 0.015-0.025 | 0.025-0.030 0.03-0.04 0.04-0.045 0.045-0.05
0.010-0.013 | 0.013-0.024 | 0.024-0.029 | 0.029-0.04 0.04-0.044 | 0.044-0.048

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

6.00 -8.00 8.00-10.00 | 1.00-12.00 | 12.00-16.00 | 16.00-18.00 | 18.00 -20.00
0.007-0.011 | 001-0.015 | 0.014-0.024 | 0.023-0.029 | 0.027-0.038 | 0.037-0.043
0.007-0.011 | 001-0.015 | 0.014-0.024 | 0.023-0.029 | 0.027-0.038 | 0.037-0.043




DIXI1 7202 - 7203 - 7204 - 7244 - 7554

ROUTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [mymin] | Ve [mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 95 <0025x@D1 | <1xL1
Low alloyed steel <800 N/mm? 6-9 85 <0025x@D1 | <1xL1
High-alloy steel > 800 N/mm?, stainless steel 10-13 65 <0015x0D1 | <1xL1
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-142 65 <0015x@D1 | <1xL1
M Nickel-free stainless steel / DUPLEX 143-144 55 <0010x@D1 | <1xL1
> 700 N/mm?
Grey cast iron < 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 <0040x@D1 | <1xL1
Copper alloy with difficult machinability 27-28 100 <0025x@D1 | <1xL1
Plastic, wood 29-30 110 <0040x@D1 | <1xL1
Graphite 200 <0.160x@D1 | <1xL1
Gold, silver 90 <0.030x@D1 | <1xL1
Titanium, titanium alloy 36-37 50 65 <0025x@D1 | <1xL1
SLOTTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [mymin] | Ve[m/min] | Ve[m/min] | (mm) (mm)
Unalloyed steel, leaded steel 1-5 75 1x@D1 <0.12x@D1
Low alloyed steel < 800 N/mm? 6-9 70 1x@D1 <0.10x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 50 1x@D1 <0.10x0D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 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/mm?
Grey castiron < 250 HB 15- 16 100 100 1x@D1 <0.14x@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 <0.14x@D1
Copper alloy good machinability with Pb 26 100 1x@D1 <0.16x@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
Titanium, titanium alloy 36-37 40 50 1x@D1 <0.12x@D1




Feed per tooth

gD, 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
0.003-0.011 | 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 | 0.036-0043 | 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 | 0.032-0.038 | 0.044-0050 | 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 | 0.043-0.058 | 0.068-0.075 | 0.100-0.120 | 0.120-0.140 | 0.150-0.170
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
0.005-0.017 | 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 | 0.016-0.021 | 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 | 0.043-0.058 | 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 | 0.024-0032 | 0.040-0.064 | 0.080-0096 | 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
gD, 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
0.002-0.008 | 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 | 0.025-0030 | 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 | 0.022-0.027 | 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 | 0010-0.013 | 0.017-0.027 | 0.034-0.041 | 0.048-0053 | 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 | 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
0.003-0.011 | 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 | 0.034-0041 | 0.048-0053 | 0.070-0.085 | 0.080-0.100 | 0.110-0.120
0.004-0012 | 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 | 0.028-0.034 | 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 | 0.028-0034 | 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 [my/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 100 <0.3x@D1 <1x@D1
Low alloyed steel <800 N/mm? 6-9 80 <0.2x@D1 <1x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 55 <0.2x0D1 <1x0D1
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 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/mm?
Grey castiron < 250 HB 15-16 110 125 <0.4x@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 <0.4x@D1 <1x@D1
Cast aluminium alloy >12% Si 23-25 260 <0.4x@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 <0.4x0@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/mm? 6-9 55 1x@D1 <0.8x@D1
High-alloy steel > 800 N/mm?, stainless steel 10-13 2 1x@D1 <06x@D]
ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 55 1x@D1 <0.6x@D1
M Nickel-free stainless steel / DUPLEX 14.3-14.4 m 1x@D1 <0.6x0D1
>700 N/mm?
Grey castiron < 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 7250-3D / 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

@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
0.0003-0.0011 | 0.002-0.004 | 0004-0.008 | 0008-0012 | 0012-0016 | 0016-0.025 | 0028-0032 | 0.036-0.044
0.0002-0.0009 | 0.001-0.004 | 0.004-0.007 | 0007-0011 | 0011-0014 | 0014-0020 | 0.025-0028 | 0.032-0.039
0.0002-0.0008 | 0.001-0.003 | 0.003-0.006 | 0.006-0.009 | 0009-0.012 | 0012-0020 | 0021-0024 | 0.027-0.033
0.0002-0.0008 | 0.001-0.003 | 0.003-0.006 | 0.006-0009 | 0009-0012 | 0012-0020 | 0.021-0024 | 0.027-0.033
0.0002-0.0007 | 0.001-0.003 | 0.003-0.005 | 0.005-0008 | 0008-0.010 | 0.010-0.015 | 0018-0020 | 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 | 0010-0.015 | 0016-0.020 | 0020-0.030 | 0035-0.040 | 0.045-0.055
0.0005-0.0020 | 0.003-0.008 | 0008-0.014 | 0015-0023 | 0023-0.029 | 0030-0.045 | 0053-0.060 | 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 | 0.058-0.072
0.0005-0.0020 | 0.003-0.008 | 0008-0.014 | 0015-0023 | 0023-0.029 | 0030-0.045 | 0053-0.060 | 0.068-0.083
0.0004 - 0.0016 | 0.002 - 0.006 0.007 - 0.011 0.012-0.018 0.019-0.023 0.024 - 0.035 0.042 - 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 | 0053-0.060 | 0.068-0.083
0.0003-0.0014 | 0.002-0.005 | 0006-0.010 | 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 | 0.014-0016 | 0.018-0.022
0.0003-0.0014 | 0.002-0.005 | 0.006-0.010 | 0010-0015 | 0016-0.020 | 0.020-0.030 | 0.035-0.040 | 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 - 4.00 450 - 5.50
0.0002-0.0010 | 0.002-0.003 | 0.003-0.006 | 0.006-0.009 | 0009-0.012 | 0012-0020 | 0021-0024 | 0.027-0.033
0.0002 - 0.0010 | 0.001 - 0.003 0.003 - 0.005 0.005 - 0.008 0.008 - 0.011 0.011-0.015 0.019-0.021 0.024 - 0.029
0.0002-0.0010 | 0.001-0.002 | 0.002-0.005 | 0.005-0007 | 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 | 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 | 0.002-0.004 | 0.004-0006 | 0.006-0.008 | 0.008-0.010 | 0.014-0015 | 0.017-0.021
0.0003-0.0010 | 0.002-0.005 | 0005-0.008 | 0009-0.014 | 0014-0017 | 0018-0.025 | 0032-0036 | 0.041-0.050
0.0002-0.0010 | 0.002-0.004 | 0005-0.008 | 0008-0.011 | 0012-0015 | 0015-0.025 | 0.026-0030 | 0.034-0.041
0.0004-0.0020 | 0.002-0.006 | 0006-0.011 | 0011-0.017 | 0017-0022 | 0023-0.035 | 0040-0.045 | 0.051-0.062
0.0003-0.0010 | 0.002-0.005 | 0005-0.009 | 0010-0015 | 0015-0019 | 0020-0.030 | 0.035-0.039 | 0.044-0.054
0.0004-0.0020 | 0.002-0.006 | 0006-0.011 | 0011-0017 | 0017-0.022 | 0023-0.035 | 0040-0.045 | 0.051-0.062
0.0003 - 0.0010 | 0.002 - 0.005 0.005 - 0.008 0.009-0.014 0.014-0.017 0.018-0.025 0.032 - 0.036 0.041-0.050
0.0004-0.0020 | 0.002-0.006 | 0006-0.011 | 0011-0017 | 0017-0.02 | 0023-0.035 | 0040-0.045 | 0.051-0.062
0.0002-0.0010 | 0.002-0.004 | 0005-0.008 | 0008-0.011 | 0012-0015 | 0015-0.025 | 0.026-0030 | 0.034-0.041
0.0001-0.0004 | 0.001-0.002 | 0002-0.003 | 0003-0.005 | 0005-0.006 | 0.006-0.010 | 0011-0012 | 0014-0017
0.0002-0.0010 | 0.002-0.004 | 0005-0.008 | 0008-0.011 | 0012-0015 | 0015-0.025 | 0.026-0030 | 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 [mvmin] | Ve [mymin] (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
o stoel fore, martan. 10-13 <0000 | <IxDD1
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 <0.25%x@D1 <1x@D1
Grey castiron < 250 HB 15-16 180 200 <0.50x@D1 <1x@D1
Ductile, malleable, nodular castiron > 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 [my/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
o ol e, martn. 10-13 1D | <0800
Austenitic stainless steel < 700 N/mm? 14.1-14.2 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 cast iron > 250 HB 17-20 65 75 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 <04x@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

DIXI17333-3D / DIXI 7333-5D = (ap & ae) -25 %
DIXI17333-8D / DIXI 7333-10D = (ap & ae) -50 %
DIXI7333-12D / DIXI 7333-15D = (ap & ae) -75 %



Feed per tooth

gD, gD, gD, gD, gD, gD, gD,
0.30-050 | 060-1.00 | 1.10-150 | 160-200 | 250-300 | 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 | 0.013-0016 | 0.020-0.024 | 0.32-0.050 | 0.060 -0.065
0.002-0.004 | 0.004-0007 | 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 | 0.024-0030 | 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 | 0.009-0015 | 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
gD, gD, gD, gD, gD, gD, gD,
0.30-050 | 060-1.00 1.10-150 | 160-200 | 250-300 | 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 | 0.004-0007 | 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 | 0.01-0012 | 0.015-0.018 | 0.024-0.040 | 0.045-0.050
0.002-0.003 | 0.004-0.006 | 0.007-0.009 | 0.01-0012 | 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 | 0.01-0.014 | 0.014-0018 | 0.023-0.027 | 0.036-0.055 | 0.065-0.070
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0015 | 0.019-0.023 | 0.030-0.045 | 0.055-0.060
0.003-0.006 | 0.007-0.011 | 0.013-0.017 | 0.018-0023 | 0.029-0.034 | 0.045-0.070 | 0.085-0.090
0.002-0.005 | 0.005-0.009 | 0.010-0.014 | 0.014-0018 | 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 | 0.006-001 | 0.011-0.015 | 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 CARBIQE CUTINQX Ramp I;\Q ;:1(1
3323 Ve[m/min] | Velm/min] | anlgec (mm)
Unalloyed steel, leaded steel 1-5 120 <8 <1x@D1
Low alloyed steel <800 N/mm? 6-9 95 <5° <1x@D1
Ttg?n IaeI Isosysifaee? If: rSrEOm'\:J/rTe?T' e 70 <& <080D1
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 castiron > 250 HB 17-20 80 100 <5° <1x@D1
Wrought aluminium alloy < 12% Si 21-22 2170 <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 < <1x@D1
Refractory alloy, Fe, Ni, Co base 31-35 20 30 <2° <0.4x@D1
Titanium, titanium alloy 36-37 55 65 <3 <1x@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,
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
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 - 0.003 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
0002-0004 | 0.005-0008 | 0.009-0.012 | 0013-0.016 | 0020-0.023 | 0031-0048 | 0.056-0.064
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 0.004 - 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
tainess ot for: maren: 10-13 B <00 | <201
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 cast iron > 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? 6-9 95 1x@D1 <1.5x@D1
tsnoss stolfor:maran: 10-13 B 100 <O
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 castiron < 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

@D, @D, @D, @D, @D, @D, @D,
0.30-0.70 | 0.80-1.40 | 150-190 | 200-300 | 4.00-6.00 | 8.00-10.00  12.00- 16.00
0.004-0.010 | 0.012-0.022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.003-0.009 | 0.011-0.020 | 0.021-0.027 | 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 | 0.012-0.022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.005-0.014 | 0.018-0.031 | 0.033-0.042 | 0.044-0.066 | 0.088-0.135 | 0.160-0.190 | 0.200 - 0.240
0.004-0.012 | 0.015-0.025 | 0.027-0.035 | 0.036-0.055 | 0.072-0.110 | 0.130-0.150 | 0.170 - 0.200
0.004-0.010 | 0.012-0.022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
0.002-0.006 | 0.007-0.013 | 0.014-0017 | 0.018-0.027 | 0.036-0.055 | 0.070-0.080 | 0.080 - 0.100
0.004-0.010 | 0.012-0.022 | 0.023-0.030 | 0.031-0.047 | 0.062-0.095 | 0.120-0.130 | 0.140-0.170
Feed per tooth
@D, @D, @D, @D, @D, @D, @D,
0.30-0.70 | 0.80-1.40 | 150-1.90 | 200-3.00 | 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 | 0.019-0.028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100
0.003-0.009 | 0.011-0.019 | 0.020-0.025 | 0.027-0.040 | 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 - 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 | 0.019-0.028 | 0.038-0.055 | 0.070-0.080 | 0.080-0.100
0.001-0.004 | 0.004-0.008 | 0.008-0.010 | 0.011-0.016 | 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 !




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 3715 <0.04x@D1 | <2x@D1
I:Itgtl]n IaeI L(JSVSS;E; If: rﬁeom'\;/;tne?? etk 2s SUEHE] |- <El
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 cast iron > 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 | 080-140 | 150-190 & 200-300 | 400-600 | 800-10.00 | 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 | 0.075-0.111 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
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
0.003 - 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 !




DIXI 7343-5D

ROUTING / ROUGHING
4} D1 1] D1 4} D1
0.30-1.50 1.60 - 450 4.60-12.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmymin] | Velmymin] | 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
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
M
Nickel-free stainless steel / DUPLEX 143144 20- 45 50-115 75- 180
> 700 N/mm?
n 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
[4] D1 4] D] g D1
0.30-1.50 1.60 - 450 4.60-12.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[mymin] | Ve[nmymin] | 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
H - 2
High-alloy steel > 800 N/mm, 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 2550 50- 150 90- 230
> 700 N/mm?
n 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,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5,00-12.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)
<0.30x@ <0.40x0 <0.90x0 <0.90x@ <0.90x0 <0.30x@
0000T-0002 |y, | O002-0004 | gy, gy | 00006-0002 1 50 g | 0002-0006 | 5ppeg | 0040010 | Hooxg | 907090 | o n0xp
<0.25x0 <0.40x@ <0.90x@ <0.90x@ <0.90x@ <0.25x@
00001-0003 | g, gy | Q00B-0005 | o5, gy | QOO0S-0002 | o5 g | 0002-0006 | o5, | 004-0088 | ypp.q | 000B-0018 | )0k
<0.25x0@ <0.40x0 <0.90x@ <0.90x@ <0.90x0 <0.25x0@
0000T-0008 |y g, | O000B-00006 | gy gy | 0006-0002 | o pp g | 0001-0005 | 5ppxg | 0004008 | yooxg | O006-0018 | 5 h0g
<0.25x0 <0.40x@ <0.90x@ <0.90x@ <0.90x@ <0.25x@
00001-00003 | 55, gy | Q00GB-00005 | 55, gy | QOOOS-0002 | o5 g | O00T-005 | o5, | 00A-0088 | opg.q | 000B-0018 | )0k
<0.20x0@ <0.40x0 <0.90x@ <0.90x0@ <0.90x@ <0.20x0@
0000T-0002 | 5 g | O0002-00008 | oy g | 0000402 | opp.g | 000T-0005 | ;ppkg | 0003008 | oooxg | O006-006 | 5 h0g
<0.30x@ <0.40x@ <0.90x@ <0.90x@ <0.90x@ <0.30x@
00002-00088 | 5 g, | 00000007 | o, g | O000-0002 1 o5y g | 0002-0007 | o5 g | 0005-0010 1 opgq | 00B-002 1 5400
<0.30x0@ <0.40x0 <0.90x@ <0.90x0 <0.90x@ <0.30x0
00002-00005 | o, g | O00H-0009 | 5 g g | O000B-0008 | 5ppg | 0003-00090 | yooxg | Q006-00M | onocg | 0OT-00X0 | 5 noup
<0.30x@ <0.40x@ <0.90x@ <0.90x@ <0.90x@ <0.30x@
00002-00004 | g, | Q00040007 | o, g | QO007-0002 1 o5y g | 0002-0008 | o5 q | 0005-0012 1 opg g | 00B-0024 1 500
<0.30x0 <0.40x0 <0.90x@ <0.90x0 <0.90x@ <0.30x0
00002-00008 |, | O000B-0007 | 5 g g | O000-002 | 5pgq | 0002-0007 | ygoxg | Q00-0010 | oppg | 000B-002 | 5 pn.g
<0.15x@ <0.40x@ <0.90x@ <0.90x@ <0.90x@ <0.15x@
00001-00002 | 2o o® | Q000T-00008 | o't | 00008-0001 | oo | 0001-0003 | oot o | 0002-0004 | ot | 0004-0010 | oo o
<0.30x0 <0.40x0@ <0.90x0 <0.90x@ <0.90x@ <0.30x0
00002-0000% | g, | Q0000007 | g,y | O0007-0002 | 5o g | 0002-0008 | 5npeg | O0%5-0010 | opog | 00B8-002 1 5p0sp
@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 *5.00-12.00
ae ae ae ae ae ae
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)

<0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x@
00004-00007 | 2,0 o | 00007-0002 | Zoe” | 0002-0006 | oo | 0005-0013 | ot o 0011-0022 | oot o 0016-0046 | oo o
<0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
00003-00006 | 2, o | 00008-0008 | oo-c | 0002-0006 | oo | 0005-0012 | o000 o 0010-0019 | oot o 00M-002 | oo
<0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
LB | gy | BHVRRIS | oo | WU g | BRI oy | SRR ey BURARRD e
<0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
00003-00006 | 2, o | 00007-0002 | e o | 0002-0005 | oo o | 0004-0011 | oot o 0008-0018 | oo | 00M-000 | oo o
<0.10x0@ <0.10x@ <0.10x0@ <0.10x0 <0.10x@ <0.10x0@
00003-00006 | 5 o, g | O0007-0002 | opp, g | 0002-005 | 500 | 0040010 | opoug | 000007 | opoxg | 99B3-00% | op0xp
<0.20x0@ <0.20x @ <0.20x@ <0.20x0@ <0.20x@ <0.20x@
00004-00008 | Z, 0" o | 00008-0003 | To0et | 0002-0007 | Jpo” o 0006-001 | oo 0012-004 | Tt o | 0018-0080 | T o
<0.20x0 <0.20x 0@ <0.20x@ <0.20x@ <0.20x@ <0.20x@
00006-00012 |, g | 000M-0005 | 5 g g | 0008-0000 | 5poug | O009-002 | ypoeg | QOB-007 | onoeg | 20Z-00B | 5 noup
<0.20x0@ <0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x0@
00005-00010 | 5, g | 00012-0004 | 5 g | 0008-0009 | 5 pgg | OU07-0018 | ohgeg | 001-0080 | oppyg | 002-008 1 s 00.p
<0.20x0 <0.20x@ <0.20x@ <0.20x0 <0.20x@ <0.20x0@
00005-00009 |, | 000T-0004 | 5 poug | 0002-008 | opoxg | 0070017 | opoxg | D408 | onocg | 002000 | 500
<0.08x0 <0.08x@ <0.08x@ <0.08x@ <0.08x@ <0.08x 0
00002-00004 | 55, | Q00040001 | 5 g, | OO0T-0008 | 5 ppg | 00080006 | opgg | 000-00TT 1 oppng | O0B-0024 1 s 00.p
<0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x0@ <0.20x0
0004-00009 | 55, | 0001-0004 | 5y | 0002-0007 | opgup | 00060016 | oppeg | Q01005 | oppeg | 0O19-00% | 5p0.p

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




DIXI1 7343-5D

SLOTTING
7} D1 g D1 4] D1
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[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
1 - 2
High-alloy steel > 800 N/mnr’, 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
M . )
Nickel-free stainless steel / DUPLEX 143144 15- 40 40-100 65- 155
> 700 N/mm?
n Ductile, malleable, nodular cast iron >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
4] D1 1} D1 1} D1
0.30-1.50 1.60 - 450 4.60-12.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Velmymin] | Velmyminl | Velmymin] | Velnmymin] | Velmymin] | 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
Rl )
ngh 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
M ) .
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

ap, ap, ap, ap, ap, gD,
0.30-0.50 0.50-0.80 0.80-1.60 1.60- 3.00 300-5.00 *500-12.00

fz (ni?n) fz (ni?n) fz (ni?n) fz (ni?n) fz (ni?n) fz (ni?n)
00002- 00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00007-0002 = <2.00x@ | 0002-0006 | <2.00x@ | 0005-0010 | <2.00x@ | 0009-00200 | <1.00x@
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@ | 0.0006-0002  <2.00x@ | 0001-0005 | <2.00x@ | 0004-0008 | <2.00x@ | 0007-0018 | <1.00x@
00002- 00004 | <0.50x@ | 00007-00006 | <1.00x@ | 00006-0002  <2.00x@ | 0001-0005 | <2.00x@ | 0004-0008 | <2.00x@ | 0007-0018 | <1.00x@
0.0002- 00004 | <0.25x@ | 00004-00006 | <0.50x@ | 00005-0002 | <1.00x@ | 0001-0005 | <1.00x@ | 0004-0008 | <1.00x@ | 0007-0016 | <0.25x@
0.0002- 00004 | <0.50x@ | 00007-00008 | <1.00x@ | 0.0007-0003 = <2.00x@ | 0002-0007 <200x@ | 0006-0012 | <2.00x@ | 0010-002 | <1.00x@
00003-00006 | <0.50x@ | 00007-00012 | <1.00x@ | 0001-0003 | <2.00x@ | 0003-0009 | <2.00x@ | 0008-0016 | <2.00x@ | 0013-0030 | <1.00x@
0.0003-00006 | <0.50x@ | 00007-00010 | <1.00x@ | 00008-0003 | <2.00x@ | 0002-0008 | <2.00x@ | 0006-0012 | <2.00x@ | 0011-0024 | <1.00x@
00002-00004 | <0.50x@ | 00007-00008 | <1.00x@ | 00007-0003 | <2.00x@ | 0003-0009 | <2.00x@ | 0006-0012 | <2.00x@ | 0010-002 | <1.00x@
00001-00002 | <0.50x@ | 00002-00004 | <0.25x@ | 00003-0001 | <0.50x@ | 0001-0003 | <1.00x@ | 0003-0006 | <1.00x@ | 0004-0010 | <0.25x@
00003-00006 | <0.25x@ | 00007-00010 | <1.00x@ | 00008-0003 | <2.00x@ | 0002-0008 | <2.00x@ | 0006-0012 | <2.00x@ | 0011-0024 | <1.00x@

Feed per tooth
ap, @D, @D, an, an, an,
0.30-050 050-0.80 0.80-1.60 1.60-3.00 300-5.00 *500-12.00

fz al®) fz al®) fz al®) fz al®) fz al®) fz al®)
0.0002 - 0.0004 <15° 0.0004- 00008 <10° 0.0007 - 0.002 <10° 0002 - 0.005 <10° 0004- 0008 <10° 0.007 - 0.020 <15°
00002 - 0.0004 <15° 00003- 0.0008 <10° 0.0006 - 0002 <10° 0002-0005 <10° 0.004-0008 <10° 0.006 - 0.018 <15°
0.0002- 0.0004 <15° 0.0003- 00007 <10° 0.0006 - 0.002 <10° 0002 - 0.004 <10° 0.004-0.008 <10° 0.006-0.018 <15°
00002 - 0.0004 <15° 0.0003- 0.0007 <10° 0.0006 - 0002 <10° 0.002-0004 <10° 0.004-0008 <10° 0.006 - 0.018 <15°
00002 - 0.0004 <35° 0.0003- 0.0007 <5b° 0.0006 - 0.002 <5b° 0.001-0004 <5° 0.003-0.006 <5° 0.006-0.016 <3.5°
00002 - 0.0004 <10° 0.0004- 00009 <12.5° 00008 -0.002 <12.5° 0.002-0.006 <12.5° 0005-0010 <12.5° 0.008 - 0.022 <10°
0.0003 - 0.0006 <10° 00005-00013 <12.5° 00011-0003 <12.5° 0.003-0008 <12.5° 0.006-0012 <12.5° 0.011-0.030 <10°
0.0003 - 0.0006 <10° 00004-00010 <12.5° 00008 - 0.003 <125° 0.002-0.006 <125° 0005-0010 <125° 0.008 - 0.024 <10°
0.0002 - 0.0004 <10° 0.0004-00009 <12.5° 00008 - 0002 <12.5° 0.002- 0006 <12.5° 0005-0010 <12.5° 0.008 - 0.022 <10°
0.0001 - 0.0002 <2° 0.0002-0.0004 <25° 0.0004 - 0.001 <25° 0001-0003 <25° 0.002-0004 <2.5° 0.004-0.010 <2°
0.0003 - 0.0006 <3.5° 00004-00010 <5° 0.0008-0.003 <5° 0.002-0.006 <5° 0005-0010 <5° 0.008 - 0.024 <3.5°

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




DIXI 7222 - 7223 - 7224

ROUTING
VDI CARBIDE TAIN DIAMANT ae ap
3323 Ve [mymin] | 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 <0.015x@D1 <1xL1
.
Austenitic stainless steel <700 N/mm? 14.1-14.2 65 <0005x@D1 | <1xL1
M Nickel-free stainless steel / DUPLEX 143144 55 <0005x0D1 | <11
>700 N/mm?
Grey castiron < 250 HB 15-16 125 125 <0.040x@D1 <1xL1
Ductile, malleable, nodular cast iron > 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 <0020x@D1 | <1xL1
Gold, silver 90 140 <0.020x@D1 <1xL1
H Titanium, titanium alloy 36-37 50 70 <0.015x@D1 <1xL1




Feed per tooth

@D, @D, @D, @D, @D,
300-400 | 500-600 | 7.00-800 | 10.00-1200 | 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? 6-9 125 <0.30 x@D1 <1x@D1
H - 2
AL S L i, 10-13 100 <025x0D1 <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.25 x@D1 <1x@D1
M
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 cast iron > 250 HB 17-20 130 <0.35 x@D1 <1x@D1
Titanium, titanium alloy 36-37 70 <0.40 x@D1 <1x@D1
SLOTTING
VDI XIDUR ae ap
3323 Ve [m/min] (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
ity sz > DL, 10-13 75 1x@D1 <08x0D]1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
M
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
Titanium, titanium alloy 36-37 55 1x@D1 <1x@D1
TROCHOIDAL MILLING
VDI XIDUR ae ap
3323 Ve [mymin] (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
it G ETRe] > SIS, 10-13 230 <003x0D1 <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.03x@D1 <1x@D1
M
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

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

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,
1.00-150 | 200-250 | 300-400 | 500-6.00 | 8.00-12.00

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, @D,
100-150 | 200-250 | 300-400 | 500-6.00 | 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, @D,
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, @D,
300-400 | 6.00-800 | 10.00-12.00

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 stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7583 - 7273

ROUTING
VDI CARBIDE TAIN DLC ae ap
3323 Ve[mymin] | 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
l-s“tg?n Iael!s?sysiteee? If:régom':/:er?i' 10-13 80 <02xBD1 | <1xL1
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 <04x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 265 400 <0.4x@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
Titanium, titanium alloy 36-37 65 70 <0.3x@D1 <1xL1
SLOTTING
VDI CARBIDE TAIN DLC ae ap
3323 Ve[m/min] | Velm/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 <1x@D1
Illtgil]n Iae”sosysst:eeeel Ier?EOm'\;/:tneT:’ el % 1001 <08x0D1
Austenitic stainless steel < 700 N/mm? 14.1-14.2 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 <1x@D1
Ductile, malleable, nodular castiron >250 HB | 17-20 65 75 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
Titanium, titanium alloy 36-37 45 55 1x@D1 <1x@D1




Feed per tooth

gD, gD, gD, gD, gD, gD, gD, gD,
0.30-050 | 060-1.00 | 1.10-150 | 1.60-200 | 250-3.00 & 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 | 0.004-0007 | 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 | 0.016-0020 | 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 | 0.024-0030 | 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 | 0.009-0015 | 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 | 0.007-0012 | 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 | 0.009-0015 | 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
gD, gD, gD, gD, gD, gD, gD, gD,
0.30 - 0.50 0.60 - 1.00 1.10- 1.50 1.60 - 2.00 2.50 - 3.00 400-6.00 | 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 | 0.004-0006 | 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 | 0.010-0012 | 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 | 0.014-0018 | 0.023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.004 | 0.005-0.008 | 0.008-0.011 | 0.012-0015 | 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 | 0.080-0.110 | 0.130-0.160
0.002-0.005 | 0.006-0.010 | 0.011-0.015 | 0.016-0020 | 0.025-0.029 | 0.040-0.060 | 0.070-0.090 | 0.110-0.140
0.003-0.006 | 0.007-0011 | 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] | angle o (mm)
Unalloyed steel, leaded steel 1-5 100 <6° <1x@D1
Low alloyed steel < 800 N/mm? 6-9 85 <& <1x@D1
I-:tgrl]n IaeI Isosysstzee? If: F?E(]m'\;/:tﬂef?:, =il 5 <¥ <08x0D1
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 <> <0.7x@D1
Grey castiron < 250 HB 15- 16 125 145 <7 <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 < <1x@D1
Copper alloy good machinability with Pb 26 110 140 <r° <1x@D1
Copper alloy with difficult machinability 27-28 95 120 < <1x@D1
Plastic, wood 29-30 150 190 <6° <1x@D1
Gold, silver - 125 160 <3 <1x@D1
Titanium, titanium alloy 36-37 45 55 <2 <1x@D1

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-s“t("ylln IaeI LOSV;;(‘—;‘T If: r??om'\:\/rTe?f' [0S % <004xBD1 | <1xLi
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 cast iron > 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 <007x@D1 | <1xL1
Gold, silver - 135 170 <0.07x@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

@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 - 3.00 400-6.00 | 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 | 0.008-0.010 | 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 | 0.004-0006 | 0.006-0.009 | 0.010-0.012 | 0.015-0.018 | 0.024-0.035 | 0.040-0.060 | 0.060 - 0.090
0.002-0.005 | 0.006-0.009 | 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 | 0.009-0.012 | 0.013-0.016 | 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 | 0.014-0.018 | 0023-0.027 | 0.036-0.055 | 0.060-0.090 | 0.100-0.130
0.002-0.004 | 0.004-0.007 | 0.008-0.011 | 0.011-0.014 | 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 | 0.014-0.018 | 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
@D, @D, @D, @D, @D, @D, @D, @D,
0.35-0.50 0.55 - 1.00 1.10 - 1.50 1.60 - 2.00 2.50 - 3.00 400-6.00 | 8.00-12.00 | 12.00 - 20.00
0.0028 - 0.0040 | 0.004-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 0.032-0.050 | 0.060-0.080 | 0.080-0.120
0.0025 - 0.0036 | 0.004 - 0.007 0.008 - 0.011 0.012-0.014 0.018 - 0.022 0.028 - 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 | 0.015-0.019 | 0.024-0.029 | 0.038-0.060 | 0.80-0.100 | 0.100-0.140
0.0028-0.0040 | 0.004-0.008 | 0.009-0.012 | 0.013-0.016 | 0.020-0.024 | 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 - 0.024 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 | 0.013-0.016 | 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)
R 2
Mg el SE Wi, 10-13 250 <0.070x0D1 <IxL
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31-35 150 <0.040x@D1 <1xL1
Hardened steel (45 to 55 HRC) 38 200 <0.040x@D1 <1xL1
Hardened steel (55 to 65 HRC) 39 100 <0.025x@D1 <1xL1
SLOTTING
VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
H - 2
Highsalloyistaal 180U/ 10-13 40 1x001 <0.05%0D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31-35 40 1x@D1 <0.03x@D1
Hardened steel (45 to 55 HRC) 38 40 1x@D1 <0.02x@D1
Hardened steel (55 to 65 HRC) 39 15 1x@D1 <0.010x@D1
RAMPING
VDI XIDUR Max. depth Ramp anlge
3323 Ve [m/min] (mm) o
High-alloy steel > 800 N/mm?, 10-13 190 <1x0D1 <
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31-35 115 <1x@D1 <3°
Hardened steel (45 to 55 HRC) 38 150 <1x@D1 <3°
Hardened steel (55 to 65 HRC) 39 5 <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 0.004 - 0.006 0.010-0.013 0.016 - 0.019 0.026 - 0.038 0.052 - 0.065 0.075-0.090
0.002-0.002 | 0003-0.004 | 0006-0.008 | 0010-0.012 | 0016-0.024 | 0032-0.040 | 0.050-0.055

0.0010-0.0014 | 0.002-0.002 | 0004-0.005 | 0006-0.007 | 0.010-0.014 | 0020-0025 | 0.030-0.035
0.0007-0.0011 | 0.001-0.002 | 0003-0.004 | 0.004-0.005 | 0.007-0011 | 0014-0.020 | 0.020-0.025
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
0.0024-0.0032 | 0.003-0.005 | 0008-0.010 | 0013-0.015 | 0021-0030 | 0042-0052 | 0.060-0.072
0.0016-0.0016 | 0.002-0.003 | 0005-0.006 | 0008-0.010 | 0013-0019 | 0026-0032 | 0.040-0.044
0.0008-0.0011 | 0.002-0.002 | 0003-0.004 | 0005-0.006 | 0.008-0011 | 0016-0.020 | 0.024-0028
0.0006-0.0009 | 0.001-0.002 | 0002-0.003 | 0.003-0.004 | 0.006-0.003 | 0011-0016 | 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
0.0016-0.002 | 0.003-0.004 | 0006-0.008 | 0010-0012 | 0016-0.024 | 0.032-0.040 | 0.050-0.055
0.0010-0.001 | 0.002-0.002 | 0004-0.005 | 0.006-0.007 | 0010-0014 | 0020-0.025 | 0.030-0.035

0.0010-0.0014 | 0.0017-0.0024 | 0.004-0.005 | 0.006-0.007 | 0.010-0.014 | 0020-0025 | 0.030-0.035
0.0007-0.0011 | 0.0012-0.0018 | 0.003-0.004 | 0.004-0.005 | 0.007-0011 | 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
(X ARt EdlPYE] 29 750 <1x@D1 <1mm
Plastics with moderate machinability
(PETG, PPH, PC, PE-PP) 29 700 <1x@D1 <1mm
Plastics with difficult machinability
(compact PVC, black PMMA) =) 650 <1x0D1 <Tmm
DIXI 7210
ROUTING
VDI CARBIDE CUTINOX ae ap
3323 Ve[mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 135 <04x0@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 105 <0.4x@D1 <1xL1
N 2
il ety izel 00 b, 10-13 80 <02x@D1 | <1xL1
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? 143-144 80 <0.2x@D1 <1xL1
Grey castiron < 250 HB 15- 16 180 200 <0.4x@D1 <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 95 130 <0.4x0@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 320 <0.4x@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 260 <0.4x0@D1 <1xL1
Copper alloy good machinability with Pb 26 160 <0.4x0@D1 <1xL1
Copper alloy with difficult machinability 27-28 140 <0.4x@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, @D,

3.00 - 4.00 5.00 - 6.00 7.00-8.00 | 10.00-12.00
0.032-0.044 | 0.054-0064 | 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 | 0.042-0050 | 0.058-0.068 | 0.070-0.076
0.043-0.058 | 0.072-0.08 | 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 [m/min] | Ve [mymin] (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
I:Itg?n IaeI Isosysizee? If: r??gm'\:la/rTeT:' el % UsdZ <A
Austenitic stainless steel < 700 N/mm? 14.1-14.2 15 1x@D1 <1x@D1
M
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 <15x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 65 15 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 <1.5x@D1
Copper alloy with difficult machinability 27-28 100 1x@D1 <1x@D1
Gold, silver - 130 1x@D1 <1x@D1
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 oo (mm)
Unalloyed steel, leaded steel 1-5 120 <6° <1.2x@D1
Low alloyed steel <800 N/mm? 6-9 95 <4° <1x@D1
ol s for marian, 10-13 mo| < | <BD
Austenitic stainless steel < 700 N/mm? 14.1-14.2 85 <3 <1x@D1
" 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° <1.5x@D1
Copper alloy with difficult machinability 27-28 120 <4° <1x@D1
Gold, silver - 150 <3° <1x@D1
Titanium, titanium alloy 36-37 55 <2° <1x@D1




Feed per tooth

@D, @D, @D, @D,
300-400 | 500-600 & 7.00-800 | 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 | 7.00-8.00 | 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 !



DIXI 7213 - 7214

ROUTING
VDI CARBIDE TAIN ae ap
3323 Ve [m/min] | Ve [mymin] (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
il o fac mrtan 10-13 W | <020 | <l
M Austenitic stainless steel < 700 N/mm? 14.1-14.2 90 <0.2x@D1 <1xL1
Grey castiron < 250 HB 15-16 85 100 <0.4x0@D1 <1xL1
Ductile, malleable, nodular cast iron > 250 HB 17-20 70 85 <0.4x0@D1 <1xL1
Wrought aluminium alloy < 12% Si 21-22 125 <0.4x0@D1 <1xL1
Cast aluminium alloy >12% Si 23-25 220 <0.4x0@D1 <1xL1
Copper alloy good machinability with Pb 26 40 <0.3x@D1 <1xL1
Copper alloy with difficult machinability 27-28 150 <0.4x@D1 <1xL1
Gold, silver - 150 <0.4x@D1 <1xL1
Titanium, titanium alloy 36-37 150 <0.4x@D1 <1xL1
SLOTTING
VDI CARBIDE TAIN ae ap
3323 Ve [m/min] | Ve [mymin] (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
Ttg?n fe”sosysizeeei If: r??gm'\;/r[tner?:, T & L U
M Austenitic stainless steel < 700 N/mm? 14.1-14.2 65 1x@D1 <0.80x@D1
Grey castiron < 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, @D,
400-500 | 600-7.00 & 8.00-9.00 | 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, @0, @D,
400-500 | 6.00-7.00 | 800-9.00 | 10.00-1200 | 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 stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7213 - 7214

HELICAL INTERPOLATION
VDI CARBIDE TAIN Ramp ap

3323 Ve[m/min] | Velm/min] | angle o (mm)
Unalloyed steel, leaded steel 1-5 70 <6° <1x@D1
Low alloyed steel <800 N/mm? 6-9 55 <4° <1x@D1
o e e e 1013 B | | <0mD
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° <1x0@D1
Gold, silver - 105 <4 <1x@D1
Titanium, titanium alloy 36-37 105 <3° <1x@D1




Feed per tooth

@D, @D, @D, @D, @D,
400-500 | 6.00-7.00 | 800-9.00 | 10.00-1200 | 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 stabhility, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7215 - 7215-FC

ROUTING
VDI DIXI7215 | DIXI715-FC ae ap
3323 Ve [mvmin] | Ve [mymin] (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 <04x@D1 <1xL1
Gold, silver - 200 325 <04x@D1 <1xL1
SLOTTING
VDI DIXI7215 | DIXI715-FC ae ap
3323 Ve [mymin] | Ve [m/min] (mm) (mm)
Wrought aluminium alloy < 12% Si 21-22 380 490 1x@D1 <1.5x@D1
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 <15x@D1
Copper alloy with difficult machinability 27-28 110 150 1x@D1 <1x@D1
Gold, silver - 200 260 1x@D1 <1x@D1
RAMPING
VDI DIXI7215 | DIXI715-FC d”;a’t‘r'] Ramp
3323 Ve [nmvmin] | Ve [my/min] P angle o
(mm)
Wrought aluminium alloy < 12% Si 21-22 380 490 <1x@D1 <15x@D1
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, oD,
4.00-6.00 | 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, @D,
400-6.00 | 8.00-1000 | 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, @D,
400-6.00 | 8.00-1000 | 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 [mymin] (mm) (mm)
Plastics with good machinability )
] 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) & 250 | <040xDT | <1xLi
SLOTTING
VDI CARBIDE ae ap
3323 Ve [mymin] (mm) (mm)
Plastics with good machinability )
(expanded PVC) 21-22 400 1x@D1 <1.5x0D1
Plastics with moderate machinability
(PETG, PPH, PC, PE-PP) 23-25 300 1x@D1 <1.5x@D1
Plastics with difficult machinability
(compact PVC, black PMMA) 26 250 1x@D1 <15x@D1
RAMPING
VDI CARBIDE ae ap
3323 Ve [mymin] (mm) (mm)
Plastics with good machinability ) o
I 21-22 400 <12 <1.5x0D1
Plastics with moderate machinability 5
(PETG, PPH, PC, PE-PP) 23-25 300 <10 <1.5x@D1
Plastics with difficult machinability o
(compact PVC, black PMMA) ) 250 <8 <1.5x0D1




Feed per tooth

@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

Feed per tooth

@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

Feed per tooth

@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
by external parameters, such as tool and workpiece stabhility, 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 < 0.40x@D1 <1xL1
Low alloyed steel <800 N/mm? 6-9 125 < 0.35x@D1 <1xL1
b 10-13 % 0G0 | <l
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 < 0.30x@D1 <1xL1
M Nickel-free stainless steel/DUPLEX 143-144 65 < 0.25%0D1 <xl1
>700 N/mm?
Grey castiron < 250 HB 15-16 175 < 0.40x@D1 <1x L1
Ductile, malleable, nodular cast iron > 250 HB 17-20 110 < 0.40x@D1 <1xL1
Copper alloy good machinability with Pb 26 200 < 0.40x@D1 <1xL1
Copper alloy with difficult machinability 27-28 170 < 0.40x@D1 <1IxL1
Gold, silver - 150 < 0.40x@D1 <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 35 < 0.20x@D1 <1x L1
Titanium, titanium alloy 36 - 37 65 < 0.40x@D1 <1xL1
SLOTTING
VDI C-T0P 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
sl o far mrtan, 10-13 65 B0 | <1BD1
Austenitic stainless steel < 700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
M Nickel-free stainless steel/DUPLEX 143-144 50 1x@D1 <0.80x@D1
>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 <1.25x@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 <1.50x@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 & 8.00-10.00 | 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 stabhility, 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

stalass szelfore. martan, 10-13 M QusOD | <l

Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.04x@D1 <1xL1

. Nickelfree it;’[i)’[‘]":\‘s/;sr;‘ie'/ DUPLEX 143144 130 <0.03x0D1 <Ll
Grey castiron < 250 HB 15-16 430 <0.05x@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] a (mm)
Unalloyed steel, leaded steel 1-5 120 <6° <1.2xL1

Low alloyed steel <800 N/mm? 6-9 95 <4° <1xL1
I:Itg?n fel Isosysizee? If: r??gm'\;/r[tnen::, T 70 < <08xL1

Austenitic stainless steel < 700 N/mm? 14.1-14.2 85 <3 <1xL1
M Nickel-free it;\(i)ralelz\‘s/:r;nsr;c;eI/DUPLEX 143144 60 < <07xL1
Grey castiron < 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° <15xL1

Copper alloy with difficult machinability 27-28 120 <4° <1xL1

Gold, silver - 150 <3° <1xL1
Refractory alloy, Fe, Ni, Co base 31-35 60 <1° <0.5xL1

Titanium, titanium alloy 36-37 110 <2° <1xL1




Feed per tooth

@D, @D, @D, @D,
300-400 | 500-6.00 | 8.00-10.00 | 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, @D, @D,
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 stability, etc.
The cutting conditions must be adapted to the operating conditions !



DIXI 7442 COOL+

ROUTING / ROUGHING
ap, 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 Ve[mymin] | Ve[nmymin] | 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
N 2
High-alloy steel > 800 N/mn’, 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 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
Ductle, malleable, nodular castiran 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
anp, ap, anp,
0.30-0.70 0.80-150 1.60- 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[mymin] | Ve[nmymin] | 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
H - 2
High-alloy steel > 800 N/mmr, 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 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




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 <0.90x 0 <0.90x0 <0.90x 0 <0.90x 0@
DR <1.50x@ BULEHNLS <150x@ Lt <1.50x@ -0 <150x@ LU <150x@
<0.90x0 <0.90x@ <0.90x@ <0.90x@ <0.90x@
0002-008 | 455, | 008-005 | yg,g | Q0OH0000 1 ggg.g | 008-008 1 ygpg | 0016002 T hn.g
<0.90x@ <0.90x 0 <0.90x@ <0.90x 0 <0.90x 0
e <1.50x@ L <150x@ LAl <1.50x@ LEE <150x@ k(Y <150x@
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
0002-0003 <150x@ 0.03-0005 <1500 0004-0010 <1500 0008-0018 <1500 0015-0080 <1500
<0.90x0 <0.90x0 <0.90x@ <0.90x@ <0.90x@
1 I T S o IR I (PP L B T
<0.90x@ <0.90x0@ <0.90x@ <0.90x0@ <0.90x@
0002-0005 <150x@ 0.004-0007 <150x@ 0006-0015 <150x@ 0012-0028 <150x@ 0023-0046 <1500
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@
DI <150x@ LY <1.50x0 Calll <1.50x 0 = <1.50x0 D) <1.50x 0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
008-0005 | 45y | 0005009 | ygpg | Q7007 1 qgg.g | 00002 1 ygpeg | 0000 T gp.g
<0.90x@ <0.90x0@ <0.90x@ <0.90x0@ <0.90x@
Dle2-0ihs <150x@ WAL <150x@ DL <150x@ U <150x@ et <1500
<0.90x@ <0.90x 0@ <0.90x@ <0.90x 0@ <0.90x@
0002-0004 <150x@ 0.003-0006 <1.50x0 0005-0013 <1.50x 0 0011-0024 <1.50x0 0020-0040 <1.50x0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0
Byl <1.50x 0 LI <150x@ BUZHEY <1.50x@ L <150x@ LGS <1.50x0
<0.90x0 <0.90x0 <0.90x@ <0.90x0 <0.90x0
0.002-0004 <150x@ 0.004-0007 <150x@ 00060014 <1500 0012-00%6 <150x@ 002-0044 <150x@
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
ap ap ap ap ap
fz (mm) fz (mm) fz (mm) fz (mm) fz (mm)

00015- 00030 | <050x0 0,003-0005 <1.00x0 0.004-0010 <150x@ 0008-0018 <150x0 0015-0030 <150x@
00014-00028 | <050x@ 0,002-0004 <1.00x@ 0.004-0009 <150x0 0007-0017 <150x@ 0014-0028 <150x@
00013-00026 | <050x@ 0,002-0.004 <1.00x@ 0003-0008 <150x@ 0007-0016 <150x@ 0013-0026 <150x@
00013-00026 | <050x@ 0,002- 0.004 <1.00x@ 0003-0008 <150x@ 0,007-0016 <150x@ 0013-0026 <150x@
00012-000%4 | <025x@ 0,002- 0.004 <050x@ 0003-0008 <1.00x@ 0007-0015 <1.00x@ 0012-0024 <1.00x@
00020-00040 | <050x@ 0.003-0006 <1.00x@ 0005-0013 <150x@ 0011-0024 <150x@ 0020-0040 <150x0
00017-00034 | <050x@ 0003-0005 <1.00x@ 0.004-0011 <150x@ 0009-0020 <150x@ 0017-0034 <150x@
00023-00046 | <050x@ 0.004-0.007 <1.00x@ 0006-0015 <150x@ 0012-0028 <150x@ 0023-0046 <150x@
00018-00036 | <050x@ 0,003-0.006 <1.00x@ 0005-0012 <150x@ 0010-0022 <150x@ 0018-0036 <150x@
00017-00034 | <050x@ 0,003-0.005 <1.00x@ 0004-0011 <150x@ 0,009-0020 <150x@ 0017-0034 <150x@
00008-00016 |  <050x0 0001-0002 <025x@ 0002-0005 <050x@ 0.004-0009 <1.00x0 0008-0016 <1.00x@
00018-00036 | <0.25x@ 0.003-0.006 <1.00x0 0,005-0012 <150x@ 0010-0022 <150x0 0018-0036 <150x@




DIXI 7442 COOL+

ROUTING / FINISHING
ap, anD, anD,
0.30-0.70 0.80-150 1.60 - 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[mymin] | Velmymin] | 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
1 - 2
High-alloy steel > 800 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 2550 50 - 150 90 - 230
>700 N/mm?
Grey castiron < 250 HB 15- 16 25-50 30-50 50-150 | 50-150 | 90-210 | 190 - 350
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
g D1 4] D] 4] D]
0.30-0.70 0.80-1.50 1.60 - 5.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[mymin] | Velmymin] | Ve[mymin] | Ve[mymin] | Velmymin] | 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 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 cast iron>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




Feed per tooth

@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)
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
0,002- 0,004 P 0,003-0006 ] 0005-0012 P 0010-0022 ] 0018-0036 ]
<0.30x0 <0.30x@ <0.30x0@ <0.30x@ <0.30x@
0002-0003 <1.50x@ 00030005 <150x@ 0004-0010 <1.50x@ 0003-0019 <150x@ 0016-0062 <150x@
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
D0 <1.50x@ B0 <1500 (-l <1.50x@ LA <1500 -l <1500
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
00020003 <150x0 0.008-0005 <1.50x0 0004-0010 <150x@ 0.008-0018 <1.50x0 0015-0030 <150x@
<0.30x0@ <0.30x0 <0.30x0@ <0.30x0 <0.30x0
Db ey <150x@ Bl <150x@ AL <150x@ BLEH <150x@ itk <150x@
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
00020005 <1.50x@ 0004-0007 <1.50x0 0006-0015 <1.50x0 0012-0028 <1.50x0 0023-0046 <1.50x 0
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
DL L <150x@ LRI <150x@ PO <1500 BOAL <150x@ PR <150x@
<0.30x@ <0.30x0@ <0.30x@ <0.30x0@ <0.30x0@
00030005 <150x@ 0.05-0009 <150x@ 0007-0017 <150x@ 0014-0032 <150x@ 0027-0054 <150x@
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
DO S <150x@ Ll <1.50x0 DI <1.50x 0 Uil <1.50x0 Uzl <1.50x0
<0.30x@ <0.30x@ <0.30x@ <0.30x@ <0.30x@
0002-0004 <1.50x 0 0003-0006 <150x@ 0005-0013 <150x@ 0011-0024 <150x@ 0020-0040 <1.50x0
<0.30x0 <0.30x@ <0.30x@ <0.30x@ <0.30x@
QOO1-00R2 | qeheq [ O002:008 1 iepep | 00020006 | qcoxg [ %000 q0xp | O0F00B - ils0xm
<0.30x@ <0.30x0@ <0.30x@ <0.30x0@ <0.30x@
0002-0004 <150x@ 0004-0007 <150x@ 00060014 <150x@ 0012-00% <150x@ 002004 <150x@
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 a9 fz al®) fz a9 fz al®) fz al(°)
0.0010-0.0020 <30° 0002-0003 <30° 0.003-0.006 <30° 0005-0012 <30° 0010-0020 <30°
0.0009-0.0018 <30° 0001-0003 <30° 0,002-0.006 <30° 0005-0011 <30° 0009-0018 <30°
0,0008- 00016 <30° 0001-0003 <30° 0,002- 0,005 <30° 0004-0010 <30° 0008-0016 <30°
0.0008-0.0016 <30° 0001-0003 <30° 0,002-0.005 <30° 0004-0010 <30° 0008-0016 <30°
0,0008- 00016 <15° 0001-0003 <15° 0,002- 0,005 <15° 0004-0010 <15° 0008-0016 <15°
00013-00026 <30° 0.002- 0,004 <30° 0.003- 0,008 <30° 0007-0015 <30° 0013-0026 <30°
00011-0002 <30° 0002-0003 <30° 0,003-0.007 <30° 0006-0013 <30° 0011-002 <30°
00015-00030 <35° 0002-0005 <35° 0,004-0010 <35° 0008-0018 <35° 0015-0030 <35°
00012-00024 <35° 0,002- 0.004 <35° 0,003-0008 <35° 0006-0014 <35° 0012-0024 <35°
00011-00022 <35° 0002- 0003 <35° 0.003- 0007 <35° 0006-0013 <35° 0011-0022 <35°
0,0005-00010 < 0001-0002 <8 0001-0003 <8 0003-0006 <8 0005-0010 <8
00012-00024 <15° 0,002- 0,004 <15° 0003-0008 <15° 0006-0014 <15° 0012-0024 <15°




DIXI 7443 COOL+

ROUTING / ROUGHING
ap, ap, 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] | Velmymin] | 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
Fela 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? 14.1-142 25-50 50 - 150 100 - 230
Nickel-free stainless steel/ DUPLEX 143-144 20- 45 50-115 75-180
>700 N/mm?

n Ductile, malleable, nodular cast iron>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
ap, ap, ap,
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] | Velmymin] | Ve[mymin] | Velmymin] | 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? 14.1-142 20 - 50 50 - 125 85-195
M . .
Nickel-free stainless steel/DUPLEX 143-14.4 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, @, @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)
<0.90x@ <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x@
0002-0004 | o gy | 0008-006 | opoxg | 0080012 | ooeg | Q00002 | op5.g | 0018-008 | op.p | UOB-0000 1 ook
<0.90x0 <0.90x0 <0.90x@ <0.90x@ <0.90x0 <0.25x0
0002-008 | 5 pgug | 0008-0005 | 5ppug | 00040010 | 9hoeg | QO09-0019 | opgyg | 00T6-002 1 5p0,g | 00B-00% 1 5ok
<0.90x@ <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.25x0
0002-008 | Zoo0C o 0008-0005 | oo o 00040010 | oot o | 0008-0018 | oot o | 0015-0080 | oot o 0021008 | oot e
<0.90x@ <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.25x@
0002-0008 |5 gy | 00B-0005 | 5pg,g | Q0040010 | 5p0,g | QU800 | oppeg | 00000 1 opoeg | 0021002 1 yh0kp
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.20x@
BIBEELE | iy | PN g | WRRILS gy BRI gy TR ey | WS
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
0002-0004 | 5 pgug | 00B-0006 | 5p0,g | Q00008 | 5p0cg | Q0002 1 oppeg | 00000 1 opokg | 008008y h0p
<0.90x0 <0.90x 0@ <0.90x 0 <0.90x @ <0.90x0 <0.15x0
00B-0005 | 59 | 0050009 | opoug | Q007-0017 | oppug | O0M-00R | onoxg | Q0700 | onocg | 00000 | 500k
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x@
0002-0004 | 5, | 0040007 | oog.g | 000B-004 | oppg | 0012008 | ong.g | 002-004 | ohog | 0000072 1 o0
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 o <0.30x0
0002-0004 | 5o, | 0008-0006 | 5 ogug | 00000018 | opoeg | QOM-002 | oppg | 0020-000 | opg.p | 0OB-0085 | s n0xp
<0.90x @ <0.90x@ <0.90x0 <0.90x@ <0.90x @ <0.30x@
0001-0002 | 5 pgug | 0002-008 | 5pg.g | 0020006 | opg.q | 00-00T | oppyg | 008001 1 opg.g | 008000 1 5ok
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x0@ <0.30x@
0002-0004 | 5 ppug | 0040007 | 5ppxg | 0006-00M | Hooxg | W012008 | op5g | 002-008 1 op.g | OON0-0022 | ook
Feed per tooth
@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
fz ap fz ap fz ap fz ap fz ap fz ap
(mm) (mm) (mm) (mm) (mm) (mm)

00015-00030 | <050x@ | 0003-0005 | <100x@ | 0004-0010 | <200x@ | 0008-0018 | <200x@ | 0015-0030 | <200x@ | 0025-0048 | <1.00x0
00014-0000 | <050x@ | 0002-0004 | <100x@ | 0004-0009 | <200x@ | 0007-0017 | <200x@ | 0014-008 | <200x@ | 0023-004 | <1.00x@
00013-0006 | <050x@ | 0002-0004 | <100x@ | 0003-0008 | <200x@ | 0007-0016 | <200x0 | 0013-0025 | <200x@ | 0021-0040 | <100x@
00013-0006 | <050x@ | 0002-0004 | <100x@ | 0003-0008 | <200x@ | 0007-0016 | <200x@ | 0013-0026 | <200x@ | 0021-0040 | <1.00x@
00012-00024 | <025x@ | 0002-0004 | <050x@ | 0003-0008 | <100x@ | 0007-0015 | <1.00x@ | 0012-0024 | <100x@ | 0020-0038 | <050x@
00017-00034 | <050x@ | 0003-0005 | <100x@ | 0004-0011 | <200x@ | 0009-0020 | <200x@ | 0017-003%4 | <200x0 | 0028-0052 | <1.00x@
00023-00046 | <050x@ | 0004-0007 | <100x@ | 0006-0015 | <200x@ | 0012-0028 | <200x@ | 0023-0046 | <200x@ | 0013-0024 | <1.00x0
00018-000% | <050x0 | 0003-0006 | <1.00x@ | 0005-0012 | <200x@ | 0010-0022 | <200x@ | 0018-003 | <200x@ | 0030-0058 | <1.00x@
00017-00034 | <050x@ | 0003-0005 | <100x@ | 0004-0011 | <200x@ | 0009-0020 | <200x@ | 0017-0034 | <200x@ | 0038-0072 | <100x@
00008-00016 | <025x@ | 0001-0002 | <025x@ | 0002-0005 | <050x@ | 0004-0009 | <1.00x@ | 0008-0016 | <100x@ | 0030-0058 | <050x@
000180003 | <050x@ | 0003-0006 | <100x@ | 0005-0012 | <200x@ | 0010-002 | <200x@ | 0018-0036 | <200x@ | 0028-0052 | <1.00x0

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




DIXI 7443 COOL+

ROUTING / FINISHING
aD, aD, @D,
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Velmyminl | Velmyminl | Ve[mymin] | Ve[mymin] | Vel[myminl | 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
i - 2
High-alloy steel > 800 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 143-144 2550 50- 150 90- 230
>700 N/mm?

n 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 - 330
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
1} Dl 4] D] 4] D1
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | Ve[mymin] | Ve[mymin] | Velmymin] | 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
Fle 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
M . .
Nickel-free stainless steel/DUPLEX 143144 15-30 40-80 65 - 120
>700 N/mm?

n Ductile, malleable, nodular cast iron>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




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)

<0.20x@ <0.20x0@ <0.20x@ <0.20x0@ <0.20x0 <0.20x@

0002-0004 | 5 ppug | 000B-0006 | 5ppug | 00080012 | opoeg | QO10-002 | op5,q | OO18-008 | 5pg,p | OON-0000 1 5ok
<0.15x@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@

0002-008 | 5 pgug | 0008-0005 | 5pgug | 00040010 | ohgeg | QO09-0019 | yppng | 00T6-00R2 | op.g | 00Z-008 1 o0k
<0.15x0@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@

00R2-0008 | 5 ppug | 0008-0005 | 5 pgug | 00040010 | 5p0eg | Q00B-0018 | _5pgug | 0O-0000 | opg,p | 00B-00R2 | 5 noup
<0.15x0@ <0.15x 0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@

0002-008 | g, | 0008-0005 | 5g.g | 00040010 | ohgeg | QOB-0018 | ypoeg | 0050000 | opg,g | 008002 1 500
<0.10x0 <0.10x0 <0.10x0 <0.10x0 <0.10x0@ <0.10x0@

0001-0008 | o9 | 00020055 | 5ppeg | 0040089 | opp.p | 008007 | opoxg | 001008 | Hpokg | 004008 | 500k
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0

0002-0004 | 5 pgyg | 00B-0006 | 5p,g | Q005008 | 5p0g | Q0002 1 oppeg | 00000 1 opokg | 0080086y h0p
<0.20x0 <0.20x@ <0.20x0 <0.20x0 <0.20x0 <0.20x0

0003-0005 | 5 ppug | 0005-0009 | 5ppug | Q0070017 | oppug | QOM-00R2 | opgeg | Q0Z0BR | opocg | VOO0 o h00g
<0.20x0 <0.20x@ <020x@ <0.20x@ <0.20x@ <0.20x0

0002-0004 | 5y | Q0040007 | 5pgug | 0006-00M | op0g | Q012008 | op0g | 002008 1 opoeg | 00002 1 oh0kp
<0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x0@ <0.20x@

00R2-0004 | _5pg.g | 000B-0006 | 5pgug | 005008 | opoeg | Q010021 opoeg | 002000 opg.p | Q000 | ook
<0.08x0 <0.08x@ <0.08x0 <0.08x@ <0.08x0@ <0.08x@

0001-0002 | 50, | 0002-008 | 5 pg.g | 00020006 | ohg.g | Q000N T ohgeg | Q0008 1 op0ug | 0015000 1 s ok
<0.20x@ <0.20x0@ <0.20x0 <0.20x@ <0.20x0 <0.20x@

0002-0004 | o ppug | 000007 | 5poxg | 0006-00M | Hooxg | W012008 | ophg | 002-00M 1 op.p | 000022 | ook

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
fz al) fz ald) fz al) fz al) fz a9 fz al)

00010-00020 <30°

00009-00018 <30°

00008-00016 <30°

00008-00016 <30°

00008-00016 <15°

00011-00022 <30°

00015-0,0030 <35°

00012-00024 <35°

00011-00022 <35°

00005-00010 <8°

00012-00024 <15°

0.002-0.003 <30°

0.001-0.003 <30°

0.001-0.003 <30°

0.001-0.003 <30°

0.001-0.003 <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°

0.002-0.005 <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°

0.001-0.003 <8°

0.003-0.008 <15°

0.005-0012 <30°

0005-0011 <30°

0.004-0010 <30°

0.004-0010 <30°

0004-0010 <15°

0.006-0013 <30°

0.008-0018 <35°

0.006-0014 <35°

0.006-0.013 <35°

0.003-0.006 <8

0.006-0014 <15°

0.010-0020 <30°

0.009-0018 <30°

0.008-0.016 <30°

0.008-0016 <30°

0.008-0.016 <15°

0011-0022 <30°

0015-0.030 <35°

0.012-0024 <35°

0.011-0022 <35°

0.005-0010 <8

0012-0024 <15°

0.025-0048 <20°

0023-0.044 <20°

0021-0.040 <20°

0021-0.040 <15°

0020-0.038 <10°

0.028-0.052 <20°

0038-0072 <25°

0.030-0.058 <25°

0.028-0052 <25°

0013-0024 <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
@D, ap, an,
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmyminl | 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
1 - 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? 14.1-14.2 25-50 50 - 150 100 - 230
Nickel-free stainless steel/ DUPLEX 143-144 20- 45 50-115 75-180
>700 N/mm?

n Ductile, malleable, nodular cast iron>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
0.30-150 160 - 4.50 460-10.00
VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Ve[mymin] | Velnymin] | 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
H - 2
H|gi_1 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
M . .
Nickel-free stainless steel/DUPLEX 143144 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, @D, @D, @D, @D, @D,
0.30-0.50 050-0.80 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)
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x 0@ <0.30x@
0000Z-00004 | 5 e | 0000000 | gy | O001-0008 | o ppug | 0002-0009 | 5ppkg | 0006-00M | Hooxg | Q010002 1 o h0xg
<0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.90x@ <0.25x@
00002-0000% | g5, | Q0040008 | o g | 0001-008 | 5 pg, g | 0002-008 | 5 g.g | 0005-0012 1 o0 | 000002 1 ohhig
<0.90x0 <0.90x0 <0.90x0 o <0.90x0 <0.90x0 <0.25x0
Q000Z-00004 | 5 e | OO0H-00007 | oy | OO01-002 | 5ppg | 0002-008 | 5 npug | 00080012 | opoeg | O009-00D | s hng
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.25x0
00002-00004 |+ 9 5, g | Q000400007 | 5 gy | 0001-0002 | o, | 00020008 | o pgg | 0050012 1 yhp,g | 00090020 | o0k
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.20x@
VLU oy || PRI gy | WIS gy | WU gy | BRI e | BREEERY o
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
0002-00006 |~ 0" o | 0000500010 | oot 00010003 | To\ec | 0080010 | o' 0007-001 | ot o 000110026 | o o
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
000B-00007 |, g, gy | Q00000013 | o5 g | O00T-0008 | oppeg | 000014 1 opoxg | 0089-000 | 5pokg | 0015008 | )00k
<0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.90x0 <0.30x0
00002-00005 | 5 g, g | 00006-00000 | g, | OD0T-008 | 5 ppg | 008-001T 1 ohoeg | Q070016 | opoeg | Q012008 1 o h00p
<0.90x0 <0.90x@ <0.90x0 <0.90x@ <0.90x@ <0.30x@
0O0C-00006 | g 5o | O006-00000f 5 pgeq | DO01-00B | o opup | Q0030010 ) ognxg | 9097-00M | onoxg | 901005 5r0.p
<0.40x0@ <0.50x@ <0.50x0 <0.50x@ <0.50x0 <0.15x@
0000T-00002 | 55, g | O0002-00004 | g, | OOUH-0000 | 5 | OT-0005 | ) gg | 0030006 | ypgg | 005-0012 1 oh0up
<0.90x0 <0.90x0 <0.90x0@ <0.90x0 <0.90x0 o <0.30x0
0000Z-00006 | 5,y | O000B-00010 | g, gy | O001-0008 | o ppug | O003-001T | opoxg | O007-00M | Hooxg | 9012008 | 5 00.p
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
ap ap ap ap ap ap
fz (mm) fz (mm) fz (mm) fz (mm) fz (mm) fz (mm)

00003-00006 | <050x@ | 00005-00012 | <100x@ | 0001-0008 | <200x@ | 0002-0009 | <200x@ | 0008-0016 | <200x@ | 0013-0024 | <1.00x0
00003-00006 | <050x@ | 00005-00010 | <1.00x@ | 00009-0003 | <200x@ | 0002-0008 | <200x@ | 0007-0014 | <200x@ | 0011-002 | <100x@
00003-00006 | <050x0 | 00004-00010 | <100x@ | 00008-0003 | <200x@ | 0002-0008 | <200x@ | 0006-0012 | <200x@ | 0011-0020 | <100x@
00003-00006 | <050x@ | 00004-00010 | <100x@ | 00008-0003 | <200x@ | 0002-0008 | <200x@ | 0006-0012 | <200x@ | 0011-0020 | <100x@
00002-00004 | <025x@ | 00004-00009 | <050x@ | 00008-0003 | <100x@ | 0002-0007 | <1.00x@ | 0006-0012 | <1.00x@ | 0010-0020 | <0.25x@
00003-00006 | <050x@ | 00006-00013 | <100x@ | 00011-0004 | <200x@ | 0003-0010 | <200x@ | 0008-0016 | <200x@ | 0014-006 | <1.00x0
00005-00010 | <0.80x@ | 00008-00017 | <150x@ | 00014-0005 | <200x@ | 0012-0028 | <200x@ | 0011-002 | <200x@ | 0019-0036 | <150x@
0004-00008 | <0.80x@ | 00006-00014 | <150x@ | 00012-0004 | <200x@ | 0010-0022 | <200x@ | 0009-0018 | <200x0 | 0015-008 | <1.50x@
00003-00006 | <0.80x@ | 00006-00013 | <150x@ | 00011-0004 | <200x@ | 0009-0020 | <200x@ | 0008-0016 | <200x0 | 0014-00%6 | <1.50x@
00002-00004 | <025x@ | 00003-00006 | <025x@ | 00005-0002 | <050x@ | 0001-0005 | <1.00x@ | 0004-0008 | <100x@ | 0006-0012 | <0.25x@
00003-00006 | <050x@ | 00006-00013 | <100x@ | 00011-0004 | <200x@ | 0003-0010 | <200x@ | 0009-0018 | <200x@ | 0014-0028 | <100x0

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




DIXI 7443-5D COOL+

ROUTING / FINISHING
ap, ap, 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] | Velmymin] | 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/mr, 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 25 - 50 50- 150 90- 230
>700 N/mm?

n 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
ap, anp, anp,
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | Velmymin] | 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
1 - 2
High-alloy steel > 800 N/mn’, 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 15- 40 40- 100 65 - 155
>700 N/mm?

n 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




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)
<0.20x@ <0.20x@ <0.20x@ <0.20x@ <0.20x0 <0.20x@
00005-00009 | 55, | 000090008 | _opg,p | O002-008 | oppug | 0060006 | opoxg | O9M-00Z | oooxg | 99208 1 o h0xp
<0.15x@ <0.15x0@ <0.15x@ <0.15x0@ <0.15x@ <0.15x@
00004-00008 | ~' " o | 000B-00B | Jo’e” | 0002-0007 | ot o | 0006-0015 | ot o 0012-004 | Tt o 0018-00M | oo o
<0.15x@ <0.15x0@ <0.15x@ <0.15x@ <0.15x@ <0.15x@
00004-0008 |y ey | Q000700 | _opg g | OO2-0007 | o pp.g | 0005-00M | opokg | OO0 | Hooxg | D700 1 o h0g
<0.15x@ <0.15x0@ <0.15x@ <0.15x0@ <0.15x@ <0.15x@
0000R-0008 |y 55, g | 000070002 | oy g | 0002-0007 1 g, | 0005-001 1 o hgkg | 001002 1 ohoeg | Q07000 1 o h0sp
<0.10x0 <0.10x0 <0.10x0@ <0.10x@ <0.10x0@ o <0.10x0
00003-00007 | o g,y | O0007-00R | 5 pp.g | 0002-0006 | 5 pgug | 00080018 | ypoxg | QOM-002 | 555, | OO16-008 | 5 noup
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
00005-00010 | 95, | O00B-0008 | 5 g, g | QOB-008 | oppg | 0007008 | opoxg | Q0000 | ohoeg | 0020082 | s o
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
VLIEINE | oy | SRS oy | DB oy | BRI iy | BRSO o | MRS o
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
0000B-00013 | 5 ggyg | Q00T-000% | o5, | 000B-00T 1 yhgeg | 0009-008 | ypo.g | Q019008 | ohoug | 00B008 1 5 h0kg
<0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0 <0.20x0
00006-00012 | 955, | QOM-00F | opgug | W0B-0010 | opoxg | 0080021 | opoxg | Q0005 | opoeg | OOEO002 | 500xp
<0.08x0 <0.08x@ <0.08x0 <0.08x@ <0.08x0@ <0.08x@
00002-0005 | 55, | OOOA01 | g, g | O00T-000 1 o ppug | 0008008 1 o hokg | Q07-00M T ohokg | 0010002 1 o h0ug
<0.20x0 <0.20x@ <0.20x0 <0.20x@ <0.20x@ <0.20x@
0000G-Q00T1 5 gy | WOOTOO | opnxg | 900B-0008 | opoxg | O007-008 | opn.m | OU16-0081 1 onpng | OOB-00B | o poxp
Feed per tooth
gD, @D, ap, ap, ap, gD,
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 al() fz al®) fz al(9) fz al®) fz al®) fz al(°)
0000300006 <10° 00005-00012 <10° 0,001-0003 <10° 0,003-0007 <10° 0,006-0012 <10° 0010-0024 <15°
0000300006 <10° 00005-00010 <10° 0.0009-0003 <10° 0.002-0006 <10° 0.005-0010 <10° 0009-0022 <715°
0000300006 <10° 0000400010 <10° 0,0008- 0003 <10° 0.002-0006 <10° 0,005-0010 <10° 0009-0020 <715°
0000300006 <10° 00004-00010 <10° 0,0008- 0003 <10° 0002-0006 <10° 0.005-0010 <10° 0009-0020 <715°
00002-00004 <5° 00004-00009 <5° 0.0008-0.003 <5° 0002-0006 <5° 0.005-0010 <5° 0,008-0020 <35°
00003-0006 | <125° | 00006-00013 | <125° | 00011-0004 | <125° | 0003-0008 | <125° | 0007-0014 | <125° | 0011-00% <10°
00005-00010 | <125° | 0000B-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° | 0011-00%6 <10°
00002-00004 |  <25° 00003-00006 |  <2.5° 0.0005- 0002 <25° 0.001-0004 <25° 0.003-0006 <25° 0005-0012 <2°
00004-00008 <5° 00006-00014 <5° 0.0012- 0004 <5° 0.003-0009 <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
ap, ap, ap,
0.30-1.50 1.60-450 4,60 -10.00

VDI CARBIDE C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmyminl | Ve[mymin] | Ve[mymin] | Ve[mymin] | 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

sainess oot maran, | 1071 n-2 50-60 750
Austenitic stainless steel < 700 N/mm?* | 14.1-14.2 20-40 50 - 100 85- 155

" Nikelee f?gg",’\‘s/fn Seol/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, ap, ap,
0.30-1.50 1.60-450 4.60-10.00

VDI CARBIDE | C-TOP | CARBIDE | C-TOP | CARBIDE | C-TOP
3323 Velmyminl | Velmymin] | 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

Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 -50 50 - 125 85-195

M kel fee it;‘(';[‘)"f\ls/fns;“ie'/ DUPLEX | 143.144 15.- 40 40 - 100 65 - 155
n 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




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

fz al) fz al) fz al9) fz al) fz al) fz al)
00017-00034 <25° 0003-0005 <25° 0005-0011 <25° 0.009-0021 <25° 0017-0034 <25° 0025-0048 <20°
00015-00030 <25° 0003-0005 <25° 0004-0010 <25° 0008-0018 <25° 0015-0030 <25° 0023-0044 <20°
00015-00030 <25° 0002-0005 <25° 0004-0009 <25° 0.008-0017 <25° 0015-0030 <25° 0021-0040 <20°
00015-00030 <2° 0002-0005 <2° 0004-0009 <20° 0.008-0017 <2° 0015-0030 <2° 0021-0040 <15°
00014-00028 <15° 0002-0004 <15° 0.004-0009 <15° 0007-0016 <15° 0014-0028 <15° 0020-0038 <10°
00019-00038 <25° 0008-0006 <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° 0026-0.052 <30° 0038-0072 <25°
00021-00042 <30° 0008-0007 <30° 0005-0013 <30° 0011-0025 <30° 0021-0042 <30° 0030-0058 <25°
00019-00038 <30° 0003-0006 <30° 0005-0012 <30° 0010-0023 <30° 0019-0038 <30° 0028-0052 <25°
00009-00018 <10° 0001-0003 <10° 0002-0005 <10° 0005-0010 <10° 0.009-0018 <1 0013-0024 <5°
00021-00042 <20° 0003-0007 <20° 0005-0013 <20° 0011-0025 <20° 0021-0042 <2° 0030-0058 <15°

Feed per tooth
@D, oD, oD, oD, @, @D,
0.30-050 050-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-10.00

fz s fz ) fz ) fz ) fz u fz )
00015- 00030 | <0.50x@ | 0003-0005 | <1.00x@ | 0004-0010 | <200x@ | 0008-0018 | <200x@ | 0015-0080 | <2.00x@ | 0025-0048 | <1.00xQ
00014-00028 | <0.50x@ | 0002-0004 | <1.00x@ | 0004-0009 | <2.00x@ | 0007-0017 | <2.00x@ | 0014-0028 | <2.00x@ | 0023-0044 | <1.00x0
00013-00026 | <050x@ | 0002-0004 | <1.00x0 | 0003-0008 | <2.00x@ | 0007-0016 | <2.00x@ | 0013-0026 | <200x@ | 0021-0040 | <1.00x@
00013-0002%6 | <050x@ | 0002-0004 | <1.00x0 | 0003-0008 | <2.00x@ | 0007-0016 | <2.00x@ | 0013-0026 | <2.00x0 | 0021-0040 | <1.00x@
00012-00024 | <050x@ | 0002-0004 | <1.00x@ | 0003-0008 | <150x@ | 0007-0015 | <1.00x@ | 0012-0024 | <1.00x@ | 0020-0038 | <0.50x@
00017-00034 | <0.50x@ | 0003-0005 | <1.00x@ | 0004-001 <2.00x@ | 0009-0020 | <2.00x@ | 0017-0034 | <2.00x@ | 0028-0052 | <1.00x@
00023-00046 | <050x@ | 0004-0007 | <1.00x@ | 0006-0015 | <200x@ | 0009-0020 | <200x@ | 0017-0034 | <200x@ | 0038-0072 | <1.00x@
00018-00036 | <0.50x@ | 0003-0006 | <1.00x@ | 0005-0012 | <2.00x@ | 0004-0009 | <2.00x0 | 0008-0016 | <2.00x@ | 0030-0088 | <1.00x@
00017-00034 | <0.25x@ | 0003-0005 | <1.00x@ | 0004-0011 | <2.00x@ | 0010-002 | <2.00x@ | 0018-0036 | <2.00x@ | 0028-0082 | <1.00x@
0.0008-00016 | <0.25x@ | 0001-0002 | <0.50x@ | 0002-0005 | <1.00x@ | 0004-0009 | <1.00x@ | 0008-0016 | <1.00x@ | 0013-0024 | <0.50x@
00018-00036 | <0.50x@ | 0003-0006 | <1.00x@ | 0005-0012 | <2.00x@ | 0010-002 | <2.00x@ | 0018-0036 | <2.00x0 | 0030-0058 | <1.00x@

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




DIXI 7453 COOL+

ROUTING / ROUGHING
1} D1 1} Dl 4} D1
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | 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
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 143144 20- 45 50 - 115 75.- 180
>700 N/mm?
n 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
4] D] 4] D] 7] D1
0.30-1.50 1.60 - 450 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | Velmymin] | 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 > 800 N/mr’, 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 25- 50 50 - 150 90 - 230
>700 N/mm?
n 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 - 330
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

ap, ap, ap, ap, ap, ap,
0.30-0.50 0.50-0.80 0.80-1.60 1.60-3.00 300-5.00 *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)
oo | S0P oumam | 90 wsom | 00 woom | 00 oo | 98D omsaon | 3000
omom | 980 omons | 300 oo 00 omons| 00 weow | 00 o 30
omomn | 920 omons | 20 omoon 300 omons 3D wsow | S0 o 30
omom | 920 omons | 300 oo 300 om0 s | 00w 30
wom | 00w | 000w S0 owow | 20 weom | 900 omaon|
mom | 00 oo 00w 2D omom 20 wmwo | 900 omaon| I
woms | 00 o | 00 awaon | DD onwom | 20 wpom | 900 omaon | 0
om0 unow | 90w B0 oo 00 wmaw | I oman | S
o | 80 o | S0 wwons D0 anom S0 wwow | SO0 wmow | 00
w00 o | 90 weow | 00 wwon S0 owons | 98D oowaon | 20
oo | 00 om0 wmons | 00w 90 omone | I8P omaon | 3000

Feed per tooth

gD, aD, @b, gD, @D, gD,
0.30-050 050-0.80 0.80-1.60 1.60-3.00 300-5.00 *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)

mon | 30 omomw | 20w | 920 wnam | 920 wowaon | S22 omam | 2
s | 90 oo | S0 om0 wsan | S50 oo | YD s | 250
s | 90 oo | S0 ooon | S womam | S50 oo | 9D wma | 2150
s | 90 oo 0 owoon | D womam | S50 oo | 9D wma | 350
wrows | 90D owaon | S wmam | D00 w00 wwom | HE omons 0
o | 92 wnow | 00 wwons | S0 wonam | 00 owonn 90D o | 907
omons | 92D ommaon| 92D wmam | 920w | S0 wmom | 320 o 30
oo | 92D omeaon| 920 womams | 92 | wrom | S0 wmow | 320 omor | 30
omon | 920 omaon | 92D comam | 92 wnom | S0 wwow | 320 omom | 30
oo | 0w | 0w | O wsam | 900 ooaon| 30D oosown 0L
omon | 30 omow | S0 wmons | 920 | wram | 92D omaon| 92D | omarn | 2

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




DIXI 7453 COOL+

DRILLING
g D1 g D1 g D1
0.30-150 160 - 4.50 4.60-10.00
VDI CARBIDE C-TOP CARBIDE C-TOP CARBIDE C-TOP
3323 Ve[mymin] | Velmymin] | Velmymin] | Ve[mymin] | 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
Rl 2
H|gf_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
M . .
Nickel-free stainless steel/DUPLEX 143144 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
g D1 7} D1 1} D1
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[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
i - 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
M . .
Nickel-free stainless steel/DUPLEX 143-144 15-30 40-80 65 - 120
>700 N/mm?
n Ductile, malleable, nodular cast iron>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




Feed per tooth

ap, ap, gD, a0, ap, gD,
0.30-050 0.50-0.80 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)
00008-00016 | <0.75x@ | 00014-00026 | <1.00x@ | 00022-00052 | <1.25x0 00035-0008 | <1.25x0 0006-0.012 <1.25x0 0007 -0016 <1.25x0
00008-00016 | <050x@ | 00012-00024 | <0.75x@ | 00020-00048 | <1.00x@ | 00035-0008 | <1.00xd 0005-0010 <1.00x@ 0005-0014 <1.00x@
00007-00014 | <050x@ | 00012-0002 | <0.75x@ | 00018-0.0044 | <1.00x0 0.0030- 0.007 <1.00x0 0005-0.010 <1.00x@ 0004-0010 <1.00x0
00005-00010 | <0.25x@ | 00008-00016 | <050x@ | 00014-00032 | <0.75x@ | 00025-0005 | <0.75x@ 0.004- 0008 <0.75x@ 0004-0010 <0.75x@
00005-00010 | <0.25x@ | 00008-00016 | <050x@ | 00014-00032 | <0.75x0 00025-0005 | <0.75x0 0.004-0.008 <0.75x0 0004-0010 <0.75x0
00007-00014 | <0.75x@ | 00012-0002 | <1.00x@ | 00018-00044 | <1.25x@ | 00030-0007 | <1.25x@ 0005-0010 <1.25x0 0006-0014 <1.25x@
0.0009-0.0018 <1x@ 00016-00030 | <1.25x@ | 0.0026-00060 | <15x@ 0.0045-0.010 <15x@ 0007-0.014 <15x0 0008-0018 <15x0
00008-0.0016 | <0.75x@ | 0.0012-0.0024 <1x@ 00020-00048 | <1.25x@ 00035-0008 | <1.25x@ 0005-0.010 <1.25x@ 0006-0014 <1.25x@
00007-00014 | <0.75x@ | 00012-00022 <1x@ 00018-00044 | <1.25x@ | 00030-0007 | <1.25xM@ 0005-0010 <1.25x0 0006-0014 <1.25x@
0.0003 - 0.006 <0x@D1 | 00006-00010 | <0.25x@ | 0.0008-0.0020 <05x@ 00015-0.003 <05x0@ 0.002-0.004 <05x0 0.003 - 0.006 <05%@
0.0006-0.0012 <05x0@ 00001-00020 | <0.75x@ | 00016-0.0040 <1x@ 0.0030- 0.006 <1x@ 0.005-0010 <1x@ 0.005-0.012 <1x@
Feed per tooth
ap, aDn, ap, @D, ap, @D,
0.30-050 0.50-0.80 0.80-1.60 1.60-3.00 3.00-5.00 *5.00-10.00
fz al) fz al) fz a9 fz al) fz ald) fz al)
0.0017-00034 <20° 0003-0005 <25° 0005-0.011 <25° 0009-0.021 <25° 0017-0.034 <25° 0025-0.048 <20°
0.0015-00030 <20° 0003-0005 <25° 0004-0.010 <25° 0008-0018 <25° 0015-0.030 <25° 0023-0.044 <20°
00015-00030 <20° 0002-0005 <25° 0004-0.009 <25° 0008-0017 <25° 0015-0.030 <25° 0021-0.040 <20°
00015-00030 <15° 0002-0005 <20° 0.004-0.009 <20° 0.008-0017 <20° 0015-0.030 <20° 0021-0.040 <15°
00014-00028 <10° 0002-0004 <15° 0004-0.009 <15° 0007 -0.016 <15° 0014-0.028 <15° 0020-0.038 <10°
00022-00044 <20° 0003-0006 <25° 0005-0.012 <25° 0010-0.023 <25° 0019-0.038 <25° 0028-0.052 <20°
00026-00052 <25° 0004-0008 <30° 0007 -0.016 <30° 0014-0.031 <30° 0026 - 0.052 <30° 0038-0.072 <25°
00021-00042 <25° 0003-0007 <30° 0005-0.013 <30° 0011-002% <30° 0021-0042 <30° 0030-0.058 <25°
00019-00038 <25° 0003-0006 <30° 0005-0.012 <30° 0010-0.023 <30° 0019-0038 <30° 0028-0.052 <25°
00009-00018 <5° 0001-0003 <10° 0.002-0.005 <10° 0005-0.010 <10° 0009-0018 <10° 0013-0.024 <5°
00021-00042 <15° 0003-0007 <20° 0005-0013 <20° 0011-0.025 <20° 0021-0.042 <20° 0030-0.058 <15°

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




DIXI 7702

PLUNGE MILLING
VDI XIDUR ap
3323 Ve [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
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
Hardened steel >45 HRC, hard castiron 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
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
Hardened steel >45 HRC, hard cast iron 38-41 200 0.75




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

0.004 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 a
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 36-37 100 0.50°
Hardened steel >45 HRC, hard cast iron 38-41 200 0.75°
ROUTING
VDI XIDUR ap
3323 Ve [m/min] [mm]
Unalloyed steel, leaded steel 1-5 250 <050x@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 castiron > 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 <0.50x@D1
Copper alloy with difficult machinability 26-28 350 <0.50x@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 castiron 38-41 200 <040x@D1




Feed per tooth

@D, | @D, | @D, | @D, | @D, | @D, | @D | @D, | @D | @D, | @D | @D,
0.50 0.80 1.00 1.50 2.00 3.00 4.00 5.00 6.00 8.00 10.00 12.00
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 0317 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,
0.50 0.80 1.00 1.50 2.00 3.00 4.00 5.00 6.00 8.00 10.00 12.00
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 <Ixe¢

High-alloy steel > 800 N/mm?, stainless steel ferr.- marten. 12-13 150 <0.8x¢
Austenitic stainless steel < 700 N/mm? 14.1-1442 110 <0.8x¢

Grey castiron < 250 HB 15-16 150 <1Ix¢

Ductile, malleable, nodular cast iron > 250 HB 17-20 100 <Ix¢
Wrought aluminium alloy < 12% Si 21-22 400 <Ix¢

Cast aluminium alloy >12% Si 23-25 300 <1Ixe¢

Copper alloy with difficult machinability 26-28 350 <Ix¢
Refractory alloy, Fe, Ni, Co base 31-35 80 <0.5x ¢
Titanium, titanium alloy 36-37 100 <0.5x ¢

Hardened steel >45 HRC, hard cast iron 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,




Feed per tooth

@D, @D, @D, @D, @D, @D, @D, @D, @D, @D, @D, @D,
0.50 0.80 1.00 1.50 2.00 3.00 4.00 5.00 6.00 8.00 1000 | 12.00
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 0010 | 0012 | 0018 | 0024 | 0036 | 0048 0.060 0072 | 0.09% 0.120 0.144
0.025 0.04 0.05 0.10 0.15 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




DIXI 7353

ROUTING
VDI CARBIDE C-TOP ae ap
3323 Ve [mymin] | Ve [m/min] (mm) (mm)
Unalloyed steel, leaded steel 1-5 150 <0.4xD1 <2x@D1
Low alloyed steel <800 N/mm? 6-9 125 <0.3xD1 <2x@D1
Fley 2
ity i) > HO0LY it 10-13 85 <03xD1 | <2x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.3xD1 <2x@D1
M . .
Nickel-free stainless steel/DUPLEX 143144 65 <0.25%D1 <2%0D1
>700 N/mm?
Grey castiron < 250 HB 15-16 170 180 <04xD1 <2x@D1
Ductile, malleable, nodular cast iron>250HB 17-20 95 130 <0.3xD1 <2x@D1
Copper alloy good machinability with Ph 26 110 <0.4xD1 <2x@D1
Copper alloy with difficult machinability 27-28 95 <0.4xD1 <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 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? 6-9 95 1x@D1 <1.5x@D1
1 - 2
it el sityel > SED i 10-13 65 101 <1x@D1
stainless steel ferr.- marten.
Austenitic stainless steel <700 N/mm? 14.1-14.2 70 1x@D1 <1x@D1
M . .
Nickel-free stainless steel/ DUPLEX 143124 50 1x@D1 <0.8x@D1
>700 N/mm?
Grey castiron < 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 | 0.015-0.019 | 0.020-0.025 | 0.030-0.040 | 0.060-0.080 | 0.100-0.120
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
0.004-0.007 | 0.008-0013 | 0.014-0.017 | 0.018-0.023 | 0.027-0.036 | 0.055-0.070 | 0.090-0.110
0.003-0.006 | 0.007-0.011 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 | 0.014-0.021 0.023-0.029 | 0.031-0.038 | 0.046-0.062 | 0.090-0.120 | 0.150-0.180
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
0.003-0.005 | 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 | 0.009-0.011 | 0.012-0.015 | 0.018-0.024 | 0.035-0.050 | 0.060 - 0.070
0.003-0.005 | 0.005-0.008 | 0.009-0011 | 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 | 0.007-0.012 | 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
0.004-0.008 | 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 | 0.006-0008 | 0.008-0.010 | 0.012-0.016 | 0.025-0.030 | 0.040-0.050
0.003-0.006 | 0.007-0.010 | 0.010-0014 | 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 !




DIXI 7353

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 10 <15° <1x@D1
M . .
Nickel-free stainless steel/DUPLEX 143-14.4 50 <10° <1x0D1
>700 N/mm?
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° <15x@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 30 35 <5° <0.5x@D1
Titanium, titanium alloy 36-37 50 60 <10° <1x@D1
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? 6-9 375 <0.04x@D1 <2x@D1
i - 2
High-alloy steel > 800 N/mm, 10-13 255 | <004x0D1 | <2x@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 190 <0.04x@D1 <2x@D1
M . .
Nickel-free stainless steel/ DUPLEX 143-144 130 <0.04x0D1 <2x0D1
>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 <0.04x@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

@D, @D, @D, @D, @D, @D, @D,
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
0.002-0.005 | 0.006-0.008 | 0.008-0.011 | 0.011-0.014 | 0.017-0.022 | 0.032-0.048 | 0.056 - 0.068
0.002-0.004 | 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 | 0.007-0.011 | 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

@D, @D, @D, @D, @D, @D, @D,
040-0.80 | 090-140 | 150-190 | 2.00-250 | 3.00-400 | 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 | 0.027-0.035 | 0.036-0.046 | 0.055-0.072 | 0.110-0.150 | 0.170 - 0.200
0.006 - 0.013 | 0.016-0.025 | 0.027-0.035 | 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 | 0.023-0.036 | 0.038-0.048 | 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
0.010-0.023 | 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 | 0.038-0.048 | 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 | 0.011-0.018 | 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




DIXI 7353

DRILLING
VDI CARBIDE C-TOP Depth
3323 Ve [mymin] Ve [mymin] (mm)
Unalloyed steel, leaded steel 1-5 115 <1.25x@D1
Low alloyed steel <800 N/mm? 6-9 95 <1x@D1
1 - 2
H|gh alloy steel > 800 N/mm?, 10-13 65 <Ix@D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 10 <0.25x@D1
M . .
Nickel-free stainless steel/DUPLEX 143-14. 50 <0.250D1
>700 N/mm?
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
DIXI 7253 - 7254 - 7264 - 7264-3D - 7265
ROUTING
VDI CUTINOX ae ap
3323 Ve [mymin] (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
H - 2
it 575 el > EL s, 10-13 100 <03x@D1 <1xL1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 95 <0.3x@D1 <1xL1
M . .
Nickel-free stainless steel/ DUPLEX 143-144 85 <0.25x0D1 <xli
>700 N/mm?
Grey castiron < 250 HB 15- 16 180 <0.4x@D1 <1xL1
Ductile, malleable, nodular cast iron>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 <0.4x@D1 <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 !

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

@D, @D, @D, @D, @D,
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 | 0.022-0.035 | 0.040-0.060 | 0.070-0.085 | 0.100-0.125
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
0.016-0.021 | 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
Al 2
il izl > E00 b, 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 143-14.4 60 1x@D1 <05x@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 125 1x@D1 <1x@D1
Ductile, malleable, nodular cast iron>250 HB 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
High-alloy steel > 800 N/mm?, 10-13 200 <0.03x0D1 <IxLi
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 <0.03x0D1 <xli
>700 N/mm?
Grey castiron < 250 HB 15-16 450 <0.04x@D1 <1xL1
Ductile, malleable, nodular cast iron>250HB 17-20 315 <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
Low alloyed steel <800 N/mm? 6-9 120 <6° <1xL1
H - 2
H|gi_1 alloy steel > 800 N/mm?, 10-13 g5 <5 <Ixl1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 80 <5° <1xL1
M . .
Nickel-free stainless steel/ DUPLEX R
700 N/mm? 14.3-144 70 <5 <1xL1
Grey castiron < 250 HB 15-16 155 <10° <1xL1
Ductile, malleable, nodular cast iron>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, @D,
150-2.00 | 300-500 & 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 | 300-500 | 6.00-8.00 | 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, @0, @D,
150-2.00 | 300-500 | 6.00-800 | 10.00-12.00 | 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 !



ROUTING

DIXI 7070

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 <0.04x@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 <0.04x@D1
Hardened steel (55 a 65 HRC) 39 100 1x@D1 <0.02x@D1
RAMPING
VDI XIDUR Depth Ramp angle
3323 Ve [m/min] (mm) a
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, @D,
300-400 | 500-6.00 | 8.00-1200

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, oD,
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, @0, @D,
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

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] | Ve[m/min] | Ve[mymin] | 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 > 250 HB | 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 <03x@D1 | <1xL1
Graphite - 200 <03x@D1 | <1xL1
Gold, Silber - 165 230 <03x@D1 | <1xL1
Titanium, titanium alloy 36-37 60 70 <03x@D1 | <1xL1
SLOTTING
VDI CARBIDE TAIN DICUT | DIAMANT ae ap
3323 Ve[m/min] | Ve[m/min] | Ve[mymin] | Velmymin] | (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 | <02x@D1
Grey castiron < 250 HB 15- 16 100 135 <1x@D1 | <0.5x@D1
Ductile, malleable, nodular castiron > 250 HB | 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
Titanium, titanium alloy 36-37 55 60 <1x@D1 | <0.25x@D1




Feed per tooth

@D, @D, @D, @D,
1.00-300 | 4.00-6.00 | 800-12.00 | 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, @D,
100-300 | 400-6.00 | 8.00-12.00 | 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 DIXI 7563 DIXI 7563-FC ae a
2323 DXI7565 | DIXITSGSFC | %) (m[’;)
Ve [m/min] Ve [m/min]
Wrought aluminium alloy < 12% Si 21-22 385 550 0.45x@D1 <0.95xL1
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 0.45x@D1 <0.95xL1
SLOTTING
VDI DIXI 7563 DIXI 7563-FC ae a
2323 DIXI7S65 | DIXITS65FC | = (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
R
?}/32'3 DIXI7565 | DIXI7565-FC a:"" (njfn)
Ve [m/min] Ve [m/min] angie o
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
Gold, Silber - 175 250 <5° <1x@D1




@D, @D, @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 | 8.00-1000 | 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 !



DIXI1 7045 - 7046 - 7047-xD

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 <0.5x@D1 | <0.12x@D1
Low alloyed steel <800 N/mm? 6-9 150 <0.5x@D1 | <0.1x@D1
A, 2
el ety sie > B i, 10-13 125 <05x0D1 | <008x0D1
stainless steel ferr.- marten.
Austenitic stainless steel
<700 N/mm? 14.1-14.2 110 <0.5x@D1 | <0.08x@D1
M
Nickel-free stainless steel/DUPLEX 143144 100 <05x@D1 | <006x@D1
>700 N/mm?
Grey castiron < 250 HB 15-16 225 250 <0.5x@D1 | <0.16x@D1
DG i bl el gt 17-20 185 205 <05x0D1 | <012x0D1
iron>250HB
Rletobia b ey 21-22 325 <05x0D1 | <0.16x0D1
<12% Si
Cast aluminium alloy >12% Si 23-25 275 <0.5x@D1 | <0.14x@D1
Cprelooinaa oy 2% 325 300 <05x@D1 | <0.16x0D1
with Pb
Bl ey il 277-28 185 300 <05x0D1 | <012x0D1
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 / DIXI 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 | 6.00-8.00 | 10.00- 1200
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 !




DIXI 7032 - 7033 - 7042

VDI CARBIDE | DICUT TAIN | DIAMANT ae ap
3323 Ve [mymin] | Ve[mymin] | Velfmymin] | 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
H - 2
High-alloy steel > 800 Nfmm?, |4 ;4 125 <050x@D1 | <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_aIIeabIe, nodular cast 17-20 185 205 <050x@D1 | <0.15@D1
iron>250HB
Ciiretteln e T ) £115) 20-2 35 <050x0D1 | <0.20x@D1
<12% Si
Cast aluminium alloy >12% Si 23-25 275 <050x@D1 | <0.18x@D1
Sepper el el 2% 325 300 <050x@D1 | <0.20x@D1
with Pb
Brpperelioy i ahier 27-28 185 300 <050x0D1 | <0.15x@D!1
machinability
Plastic, wood 29-30 250 <050 @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 | 300-6.00 | 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 stabhility, etc.

The cutting conditions must be adapted to the operating conditions !




DIXI 7532 - 7542 - 7532-3D

VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
H - 2
Al s EI i, 10-13 240 <03x@D1 | <007x@D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (50 to 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 to 65 HRC) 39 120 <0.2x@D1 <0.02x@D1

DIXI 7532-5D - 8D

VDI XIDUR ae ap
3323 Ve [m/min] (mm) (mm)
1 - 2
Aty SERlEL Wi, 10-13 240 <03x0D1 | <007x@D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (50 to 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 to 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
Al SERIEL YW, 10-13 240 <03x0D1 | <007x@D1
stainless steel ferr.- marten.
Refractory alloy, Fe, Ni, Co base 31- 35 65 <0.3x@D1 <0.04x@D1
Hardened steel (50 to 55 HRC) 38 200 <0.3x@D1 <0.03x@D1
Hardened steel (55 to 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 | 0.014-0018 | 0027-0054 | 0072-0.108 | 0.144-0.162
0.004-0007 | 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
@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
0.003-0.006 | 0008-0011 | 0013-0016 | 0.024-0.048 | 0.064-009% | 0.130-0.145
0.003-0.006 | 0.007-0010 | 0011-0014 | 0022-0.043 | 0.058-008 | 0.115-0.130
0.003-0.006 | 0007-0010 | 0011-0014 | 0022-0043 | 0.058-008 | 0.115-0.130
0.002-0.003 | 0.004-0006 | 0.006-0.008 | 0012-0.024 | 0032-0048 | 0.065-0.070
Feed per tooth
gD, gD, gD, gD, gD, @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 | 0010-0013 | 0019-0.038 | 0.051-0077 | 0.105-0.115
0.002-0.005 | 0.006-0.008 | 0009-0011 | 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
0.001-0002 | 0.003-0005 | 0.005-0.006 | 0010-0.019 | 0026-0038 | 0.050-0.055




DIXI 7102

ROUTING
VDI CARBIDE ae
3323 Ve [mymin] (mm)
Plastics 29 400 <0.4x0D1
Wood 30 350 <0.6x@D1
SLOTTING
VDI CARBIDE ae ap
3323 Ve [m/min] (mm) (mm)
Plastics 29 350 1x@D1 <15x@D1
Wood 30 325 1x@D1 <2x0D1
RAMPING
VDI CARBIDE Ramp andle o Depth
3323 Ve [m/min] pang (mm)
Plastics 29 350 <10° <15x@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 stabhility, 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




SELECTION OF ENGRAVING TOOLS

=item from stock
* for non-ferrous material

(NN
e (&)
o
oc < 5
Page S % =
1/2 ENGRAVING TOOLS O u
DIXI 7017 D = 3.00-4.00 *
5= 30° - 120° 232 _005020
2/3 ENGRAVING TOOLS
DIXI 7027 D =3.00
5 = 35° - 60° 233 | p -005015
3/4 ENGRAVING TOOLS
D=3.00
DIXI 7007
o _qMe 294 | D,=0.05-0.20
6=30°-30 R 0.05 - R 0.20
HELICAL ENGRAVING TOOLS
D = 3.00-4.00
DIXI 7025 295 | 5 o100
SEMI-FINISHED ENGRAVING TOOLS
D = 3.00-8.00
DIXI 7012 296 | 5 100260
DIXI1 7016 296 D = 2.00-8.00
DIXI 7020 296 D = 2.00-10.00
DIXI 7024 296 D = 3.00-6.00




10-13 ‘ 141-14.4 ‘ 15-20 21-22 23-25 26-28 29-30 ‘ 31-35 36-37 38-41
( N\
Low High Aust. Wrought | Castiro Cu alloy Plastic Super Titanium, Hardened
Unalloyed . . LY L Composite Silver . steel &
alloyed alloyed | stainless | Castiron J| aluminium § aluminium || Bronze alloy Titanium .
Steel steel steel steel allo (Si) Brass Graphite Gold Ni/Co allo castiron
Y Wood V' | >45HRC
. J

©O o OO0 O 0o 0o 0 0 O O




SELECTION OF ENGRAVING TOOLS

=item from stock

= 5
@ = =
[a'm =
Page I < 5
CHAMFERING TOOLS O u
DIXI 7623 297 @ @
20.50 - 12.00
DIXI 7625 i
0 =60°-120° 298
o 7624 e
00.20-5.70 299
DIXI 7656 @ @9
R0.10-1.00 300
on 7658 B&
R 1.00 - 6.00 301
MULTIFUNCTION END MILLS
DIXI 7632 @ @
£0.10 - 12.00 302
FOLDING AND SLOTTING END MILLS
DIXI 7626 303 @ @
d=60°- 160°
_®e
0 =45°-92°
DIXI 7628 i @ @

0=92°-135°




10-13 ‘ 14.1-14.4 ‘ 15-20 21-22 23-25 26-28 29-30 31-35 36-37 38-41

Low High Aust. Wrought | Castiro Cu alloy Plastic Super Titanium, Hardened
Unalloyed . Composite Silver . steel &
alloyed alloyed | stainless | Castiron J| aluminium § aluminium || Bronze alloy Titanium .
Steel steel steel steel allo (Si) Brass Graphite Gold Ni/Co allo castiron
Y Wood V' | >45HRC

OANOENORNCRNCREEC) O O O

© O ©O0 O0
© O ©0 O
© O ©O0 o0 0
O
© O ©O0 o0 0
O
O




DIXI 7017 @ @

1/2 ENGRAVING TOOLS P.306

* 1/2 engraving tools developed for general engraving.

¢ Easily regrindable.

DINAC coating improves tool life in ferrous and non-ferrous
materials.

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

O good @ excellent

M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et © O © O © © © O OO OO O0OO0OO0OO0O0O0O00O0O0O0

dh::ctfi:)i:il)sn Wrough;”e:)lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug?l,;\i,tanium 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
Recommendations © © O O O @ © © © O O O O O
5 L, L, D, L D, o CARBIDE DINAC DLC *
0.05 961336 962814 961337
o 0.10 961338 962813 961339
Y 2t L J i 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° 240 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
%0 145 8.00 g & 0.10 961247 961249
o 0.05 961322 961323
120 0.84 8.00 3 38 0.10 961324 961325
* for non-ferrous material
\\\/ - ) \‘\\//

N
N



DIXI 7027 @

2/3 ENGRAVING TOOLS P.306

* 2/3 engraving tools developed for general engraving.
» Better rigidity compared to 1/2 geometry.

¢ DINAC coating improves tool life in ferrous and non-ferrous

materials.
O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

mamssis. © O © O © © © O O 00O 00000000000 O0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

P . Hardened steel Hard castiron
description alloy alloy Silver alloy

Cast aluminium alloy Cu alloy difficult

VDI 3323 21 22 29 30 31 32 33-35 36 37 38 39 40 4

s O O O O O O O O O O O OO0 O o 0O

) L D L D CARBIDE DINAC

1 h5 1001

0.05 326662 326682
0.07 326663 326683

3 460 3 8 008 3ueee 326684
010 326665 326685
005 326666 326686 3
007 326667 326687 0
0 390 3 38 008 326668 326688 —
010 326669 326689 \
005 326670 326690

0.07 326672 326692
50° 3.10 3 38 0.08 326673 326693
0.10 326674 326694
0.15 326675 326695

0.05 326676 326696 D1
0.06 326677 326697
0.07 326678 326698
0.08 326679 326699
0.10 326680 326700
0.15 326681 326701

0.05 326671 326691 \
N
Q

60° 2.50 3 38



DIXI 7007

3/4 ENGRAVING TOOLS P306
* 3/4 engraving tools developed for general engraving.
* Better rigidity compared to 1/2 geometry. Also recommended
for crimping preparations.
¢ DINAC coating improves tool life in ferrous and non-ferrous
materials.
Ogood @excellent
M k]
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 7 9 10 1" 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20
emenisis O O O O O O O O O O O O © © 0 OO0 O OO OO0 o0

1S0
dh::ctfi:)i:il)sn Wrough;”e:)lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic
VDI 3323 21 22 23 24 25 26 27 28 ° 29
Recommendations O O @ © © © © © © O
6 L L D, D, L D, CARBIDE DINAC
0.05 976370 976374
o 0.08 976371 976375
30 250 340 1.50 3 38 0.10 976372 976376
0.15 976373 976377
0.05 65846 959722
0.08 961244 961245
35° 200 340 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° 170 320 1.50 3 38 0.10 961226 961239
0.15 961227 961240
0.20 961228 961241
0.05 976258 976264
o 0.08 976260 976265
50 140 230 150 3 38 0.10 976261 976266
0.15 976263 976267
0.05 976361 976365
o 0.08 976362 976366
60 1.10 230 1.50 3 38 0.10 976363 976367
0.15 976364 976368
o 0.10 414120 442
90 060 230 1.50 3 38 0.15 M2 14123
6 L L D, D, L R, CARBIDE DINAC
0.05 51736 959718
o 0.10 51625 959719
35 190 340 1.50 3 38 015 51734 959720
0.20 51735 959721

Wood

30

Titanium, titanium

Hard cast iron
alloy

Special alloy Ni/ Co Hardened steel

31 32 33-35 36 37 38 39 40 4
© O O 0 0 O O
o
\ \, - \‘\\/
\\\ ///
N
N
N
D1
g
\ /// \‘\\/,
\\ ///
N



DIXI 7025

HELICAL ENGRAVING TOOLS, 60° P.306

* 60° helical engraving tools developed for deep engraving of
low hardness materials.

O good © excellent
M k|

High Martensitic Austenitic stainless steel Grey Nodular Malleable
L2luvedse] penloverites) alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
5 ‘ 6 ‘ 7 ‘ 8 ‘ 9 ‘ 10 ‘ 1 ‘ 12 ‘ 13 ‘ 14.1 ‘ 14.2 ‘ 143 ‘ 14.4 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20

|
oo

Titanium, titanium

Wroughat"aolcminium Cast aluminium alloy CL;IJIro?/b Cu alloy difficult gﬂ‘:llgr Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy Hardened steel Hard castiron
21‘22‘23‘24‘25‘26‘27‘28‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘35‘40‘41‘

© 0 OO0 O0OO0OO0OO0O

D L L D L CARBIDE

1£0.02 1 2 h5

0.10 2.50 9 3 38 43624

0.15 3.30 12 4 50 45812 @
D'I




1/2 ENGRAVING TOOLS, 30°

SEMI-FINISHED STYLE

DIXI 7012

* 1/2 engraving tool blanks. Must be ground according to
the shape and material to be machined.

D, L, L, Ds L CARBIDE
*1.00 3.70 4 3 38 35505
*1.30 5.00 5 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
Dis L, L, L CARBIDE
2 1.70 4 25 32852
3 2.60 6 38 23585
4 3.50 8 50 23586
5 4.30 10 50 35082
6 5.20 12 57 29726
8 6.90 14 63 29721
DIXI 7020
1/2 ENGRAVING TOOLS, 180°
SEMI-FINISHED STYLE
Dps 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° * 60° helical engraving tools blanks. Must be ground
SEMI-FINISHED STYLE according to the shape and material to be machined.
Dps L, L, L CARBIDE
3 2.60 9 38 35678
4 3.50 12 50 35679
6 5.20 15 50 35680



DIXI 7623 Z=3 @ %

CHAMFERING TOOLS P.308

¢ 90° chamfering tools developed for general machining.

* TiAIN coating improves tool life in ferrous materials.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s © O © © © O O OO OO OO0 O0OO0O00000O0O0

dh:::?i:)itailusn Wrough;lﬁ.:;minium Cast aluminium alloy CL;IJI'D':b Cu alloy difficult Siﬁllg'r Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;TI,;‘i,tanium 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
rmasis QO O O O O O O O o O O O O O

D, ., L D, D, L CARBIDE TAIN

8<2.00 - 0/-0.01

0<3.00 - 0/-0.02

*0.50 1.50 0.05 3 38 983778 ~

*0.80 1.50 0.08 3 38 956868 956870 o ¢ o ;

*1.00 2.00 0.10 3 38 956867 956869 g‘ / 90°

*2.00 3.00 0.20 3 38 956865 956866 4 *

*3.00 5.00 0.30 3 38 956861 956862 |_1

*4.00 6.00 0.40 4 50 956863 956864
D, s L D, D, L CARBIDE TAIN

5.00 2.25 0.50 5 50 49019 952294

>
6.00 2.70 0.60 6 57 49020 63603 —— e .
8.00 3.60 0.80 8 63 49021 950927 ﬁ% 90
10.00 450 1.00 10 72 49022 63604 +
12.00 5.40 1.20 12 73 49023 952295 L,



DIXI 7625 Z=3

CHAMFERING TOOLS P.306
INNER CORNERS

¢ Chamfering tools for inner corners developed to minimise
manual bevelling operations.

O good @ excellent
M k|

High Martensitic Austenitic stainless steel Grey Nodular Malleable
Unalloyed steel Low alloyed steel alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
‘ 13 ‘ 14.1 ‘ 14.2 ‘ 14.3 ‘ 144 ‘ 15 ‘ 16 ‘ 17 ‘ 18 ‘ 19 ‘ 20 ‘

e el s e e e

Wrought aluminium Cu+Pb old, Titanium, titanium

Cast aluminium alloy Cu alloy difficult G Graphite  Plastic ~ Wood Special alloy Ni/ Co Hardened steel Hard castiron
al on alloy Silver alloy

1 2‘3
OO OO0 O

‘3‘24‘25‘26‘27‘2&‘-‘-‘29‘30‘31‘32‘33-35‘36‘37‘38‘3&‘40‘41‘

©\\\O\O\©\©\©\©\\\\\\\\\\\\\

5 L, D, L CARBIDE
60° 2.60 3 38 310782
90° 1.50 3 38 306130
120° 0.90 3 38 312243

Inner corner



DIXI 7624 Z=1-4 @ %

CHAMFERING TOOLS P.308
DOUBLE TAPER

* Double taper chamfering tools developed for 45° bevelling and
counter-bevelling.

O good © excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

sy O O © © © O O O OO OO O0OO0OO0O000000O0O0

d“::c‘z::':n W’°“9";|ﬁ)'3”“"i”"’ Cast aluminium alloy C‘;ITOF‘;" Cu alloy difficult glﬁllgr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;‘?l';‘i,‘a"i“"‘ Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2% % b 2 - ; 2 £ 3 2 | BB ¥ 3 % a0 n
s © O O O O O O O O o O O O O O
D, yom L, D, L, ch D, L VA CARBIDE
0.20 0.1 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 1.20 0.12 3 38 3 997995
0.70 0.35 0.42 1.40 0.14 3 38 3 997996
0.80 0.40 0.48 1.60 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
1.30 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 1.36 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



DIXI 7656 Z=2 @ %

CORNER ROUNDING END MILLS P.308

* Corner rounding end mills developed for general machining.

* TiAIN coating improves tool life in ferrous materials.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis © O © © O O O OO OO OO0 O0OO0O000O00O0O0

d"::c‘:;':':n W’°“9h;|f:)'\”,'”i"i“m Cast aluminium alloy Cl;ﬁozb Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI 3323 2 2 3 % 2% % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
s @ O O O O O O O O o O O O O O

R, 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 3 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 3 38 969595 969606
1.00 0.80 1.10 3 38 969596 969607

*not-cutting



DIXI 7658 Z=4 %

CORNER ROUNDING END MILLS P.308

e Corner rounding end mills developed for general machining.

O good @ excellent
M Lk

1S0
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

mmesis O O © O O O O OO OO OO0O0OO0O000O0O0O0O0O0

Materials Wrought aluminium Cu+Pb Titanium, titanium

T alloy Cast aluminium alloy il Cu alloy difficult giﬁle’r Graphite  Plastic ~ Wood Special alloy 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
s Q0 O O O O O O O O © O O OO 0 0
R, D, L, D, D, L CARBIDE
1 10 10 8 6 42 381167
2 10 10 6 6 42 381168
3 12 10 6 8 42 381169
4 12 10 4 8 42 381170
5 16 10 6 8 42 381171
6 16 10 4 8 42 381172
6 20 10 8 8 42 381173

*not-cutting



DIXI 7632 Z=2 @ @

MULTIFUNCTION END MILLS P310

¢ Multifunction end mills developed for general machining
(spotting, drilling, chamfering, slotting, contouring).

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

O good @ excellent
M x|

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

mmeiie. O O O O O OO O0OO0OO0OO0OOO0O0OO0O00000O0O0O0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

Ao Al Cast aluminium alloy alloy Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy Hardened steel Hard castiron
VDI 3323 21 2 3 2 25 2 27 28 - - 29 30 31 32 33-35 36 37 38 39 40 il
Recommendations © © O O O O O O O O O O O
D, L D, D, L CARBIDE CUTINOX D, L D, D, L CARBIDE CUTINOX
0.10 0.20 0.01 3 38 333883 333907 1.30 2.60 0.13 3 38 333895 333919
0.20 0.40 0.02 3 38 333884 333908 1.40 2.80 0.14 3 38 333896 333920
0.30 0.60 0.03 3 38 333885 333909 1.50 3.00 0.15 3 38 333897 333921
0.40 0.80 0.04 3 38 333886 333910 2.00 4.00 0.20 3 38 333898 333922
0.50 1.00 0.05 3 38 333887 333911 2.50 5.00 0.25 3 38 333899 333923
0.60 1.20 0.06 3 38 333888 333912 3.00 6.00 0.30 4 50 333900 333924
0.70 1.40 0.07 3 38 333889 333913 4.00 8.00 0.40 5 50 333901 333925
0.80 1.60 0.08 3 38 333890 333914 500 10.00 0.50 6 50 333902 333926
0.90 1.80 0.09 3 38 333891 333915 6.00 1200 0.0 8 60 333903 333927
1.00 2.00 0.10 3 38 333892 333916 8.00 16.00 0.80 10 70 333904 333928
1.10 2.20 0.1 3 38 333893 333917 10.00 18.00 1.00 12 70 333905 333929
1.20 2.40 0.12 3 38 333894 333918 12.00 20.00 1.20 12 70 333906 333930
(1) (2] (3] (4 (5] (6]

@ Counterbore

@ Spotting

© Drilling

O Engraving

© O Chamfering



DIXI 7626 Z=2 @ @

CHAMFERING TOOLS WITH BRAZED INSERT

¢ Chamfering tools with brazed insert developed for bevelling
operation on plastic materials (PMMA, PET, PVC...), especially
for POS applications.

* These tools allow burr-free machining.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy 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 © ©
h) D L, L, Dy D, 005 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 45 35 8 0.30 48 381116 381125
140° 20 35 35 8 0.30 47 381117 381126
150° 20 26 35 8 0.30 46 381118 381127
160° 20 1.7 35 8 0.30 45 381119 381128
* not-cutting

Cutting conditions n = 15'000 - 18000 [rpm]
Vf=1'000 - 1'500 [mm/min]



DIXI 7627 Z=2 @ @

FOLDING AND SLOTTING END MILLS

* Folding and slotting end mills developed for bending and
grooving operations in plastic materials (PMMA, PET, PVC...),
especially for POS applications.

O good @ excellent

m Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20
Recommendations

o~ s | i

d"::c‘:;':':n W’“”gh;ﬁ)'\”,mi"i“’“ Cast aluminium alloy C‘;w’ Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI 3323 2 2 3 % 2% % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
Recommendations O O
5 D, s L, L, Dys D, 4005 L CAr?e?/\IIDE E‘QI?IELEE
45° 16 19.0 22 8 0.20 50 381129 381137
90° 8 39 22 8 0.20 50 381130 381138
90° 12 5.9 22 6 0.20 50 420802
90° 12 5.9 22 12 0.20 50 381131 381139
90° 16 79 22 8 0.20 50 381132 381140
90° 16 79 22 16 0.20 50 381133 381141
90° 22 10.9 22 20 0.20 50 381134 381142
90° 24 11.9 22 20 0.20 50 381135 381143
92° 12 5.6 22 12 0.20 50 381136 381144

Cutting conditions n = 15'000 - 18'000 [rpm]
Vf=2'000 [mm/min]



DIXI 7628 =2 @

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.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovediteel Lot alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e il Cast aluminium alloy iy Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co Al 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
Recommendations © ©
d D, s L, L, D,, D, .uus 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]
Vi=2'000 - 4'000 [mm/min]




DIXI 7007 - 7017 - 7025 - 7027

ENGRAVING
D,20.05-0.10 D, 20.15-0.50
VDI CARBIDE DINAC DLC ap ap
3323 nlrpm] | nlrpm] | n[rpm] (mm) (mm)
Unalloyed steel, leaded steel 1-5 20 - 35°000 | 20 - 35000 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
1 - 2
allEIIR7E Rt s 10-13 20 - 35000 0.05-0.20 | 0.10-026
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 20 - 35'000 0.05-0.20 | 0.10-0.34
M . .
Nickel-free stainless steel/DUPLEX 143144 20 - 35000 0.05-025 | 0.10-030
>700 N/mm?
Grey castiron < 250 HB 15-16 20 - 35'000 | 20 - 35000 0.05-0.45 | 0.10-0.45
Ductile, malleable, nodular cast iron > 250 HB 17-20 20 - 35°000 | 20 - 35000 0.05-0.40 | 0.10-0.45
Wrought aluminium alloy < 12% Si 21-22 20 - 35000 | 20 - 35000 | 20 - 35°000 | 0.05-0.60 | 0.10-0.45
Cast aluminium alloy >12% Si 23-25 20 - 35000 | 20 - 35000 | 20 - 35°000 | 0.05-0.45 | 0.10-0.50
Copper alloy good machinability with Pb 26 20 - 35°000 | 20 - 35000 | 20 - 35000 | 0.05-0.45 | 0.10-0.45
Copper alloy with difficult machinability 27-28 20 - 35°000 | 20 - 35000 | 20 - 35'000 | 0.05-0.40 | 0.10-0.45
Plastic, wood 29-30 20 - 35000 | 20 - 35000 | 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 - 25'000 0.04-0.10
Titanium, titanium alloy 36-37 20 - 35000 | 20 - 35000 | 20 - 35°000 | 0.05-0.35 | 0.10-0.45
n Hardened steel >45 HRC, hard cast iron 38-41 20 - 35'000 0.02 - 0.06
DIXI 7625
ENGRAVING
VDI CARBIDE ap
3323 n [rpm] (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




@D, @D,
0.05-0.10 0.15- 0.50

50 - 250 80- 350

50 - 200 60 - 275

50- 150 50- 200

50 - 200 60 - 275

50- 200 50- 250

50 - 400 110 - 450

50 - 300 90 - 450

50 - 400 110 - 450

50 - 300 90 - 450

50 - 500 150 - 450

50 - 400 110 - 450

50 - 400 110 - 450

50- 300 90- 450

20-100

50 - 300 80 - 375

10-50

@D,
0.05-0.10

50 - 200
50 - 250
50 - 250
50 - 250
50 - 250

Feed rate

Feed rate



DIXI 7625

CHAMFERING
VDI CARBIDE ap

3323 n [rpm] {mm)

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 [m/min] (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
Il ] S B i, 10-13 95 <05x0D1 | <05x0D1
stainless steel ferr.- marten.
Austenitic stainless steel < 700 N/mm? 14.1-14.2 80 <0.5x@D1 <0.5x@D1
M . .
Nickel-free stainless steel/DUPLEX 143144 55 <0.255x@D1 | <0.25x@D1
>700 N/mm?

Grey castiron < 250 HB 15-16 85 100 <0.5x@D1 <0.5x@D1
Ductile, malleable, nodular cast iron > 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
0.001-0002 | 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
0.001-0002 | 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 | 0.005-0008 | 0.010-0.012 | 0.014-0.036 | 0.048-0.060 | 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 | 0.060-0.075 | 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 - 0.011 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 | 0.043-0.060 | 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
0.001-0.002 | 0.002-0.004 | 0.004-0.005 | 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 !




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-sllc?:n Iae| LOSVS’?‘[LZT If: r??oml\;/:enr‘i' 10-13 % i
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 35
Nickel-free s;t;lll)r(;lola\ls/?n s;::el/ DUPLEX 143-14.4 25 30
Grey cast iron < 250 HB 15-16 55 70
Ductile, malleable, nodular castiron > 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 15
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
I-sllc?:n Iae| !sc;ysi:;? If:régom'\;/:en:' =15 e &
Austenitic stainless steel < 700 N/mm? 14.1-14.2 25 35
Nickel-free s;t;a(l)r(;lola\ls/fn s;]tgell DUPLEX 143-14.4 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 15
Plastic, wood 29-30 150 165
Gold, silver - 65 15
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
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
0.0007 - 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 - 0.0010 | 0.002 - 0.004 0.004 - 0.005 0.006 - 0.015 0.020 - 0.025 0.030 - 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

@D, @D, @D, @D, @D, @D, @D,
010-030 & 040-070 | 0.80-100 | 120-300 | 400-500 | 6.00-800 | 10.00- 1200
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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SLITTING SAWS P344  P333
COARSE PITCH TEETH

¢ Coarse pitch slitting saws developed for deep grooving.
For optimal performance, it is recommended to have
3 to 5 teeth in material.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

s O O O O O O O O © O O O OO OO O 0 0o OO 0 O

d’:':c“:l::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
wmis. O O O O O 0 OO 0 00O OO OO O O
D1js12 A D, VA CARBIDE Dnsu A D, VA 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



T @O wEme

SLITTING SAWS P31 P33
COARSE PITCH TEETH

Dy Aom Dy Z  CARBIDE Div  Aus Dy Z  CARBIDE

30 400 8 2 42468 80 090 2 48 49665

40 040 10 48 42470 80 1.00 2 18 3054

40 0.50 10 %0 2662 80 1.20 2 48 4016

40 0.60 10 40 6348 80 1.50 2 48 3349

40 0.70 10 40 17953 & 1:60 2 48 34308

40 0.80 10 40 42471 80 180 2 40 22178
80 200 2 40 2807

0 090 0 32 38817 80 2.50 2 40 42484

40 100 10 32 3034 80 3.00 2 40 21847

40 1.20 10 3 3307 100 100 2 o 8542

40 1,50 10 2 3326 100 1.20 2 64 38543

40 1,60 10 ) 3798 100 1,50 2 48 35387

40 1.80 10 2% 39499 100 1,60 ) 48 29146

40 200 10 24 42472 100 1.80 2 48 38927

40 250 10 24 42473 UL 2.00 22 48 38928

1 200 0 " soa7s 100 250 2 48 36588
100 3.00 2 40 38713

0 400 10 2 42475 125 1.00 2 80 42489

50 040 13 48 26023

50 0.50 13 48 42477 125 1-20 Z b 42490

50 0.60 13 48 42478 125 150 22 64 38480

50 0.70 13 48 14681 2 1.60 22 64 42492

i Py 3 2 3330 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 1.20 13 40 8637

50 1.40 13 32 3336

50 150 13 2 25731

50 1,60 13 &) 3337

50 1.80 13 32 3657

50 2.00 13 32 2533

50 2,50 13 3 3339

50 3.00 13 2% 42479

63 0.80 16 48 3342

63 090 16 48 49467

63 1.00 16 48 609

63 1.20 16 40 3658

63 1.50 16 40 3345

63 1,60 16 40 3346

63 1.80 16 40 3347

63 200 16 40 610

63 250 16 &) 42483

63 3.00 16 32 611

80 0.80 22 64 6070



T WO @men

SLITTING SAWS P344  P333
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.
O good @ excellent
M Lk
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O ©O O O O OO OO O 0 0o OO 0 O

d’:':c“:l::':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy CZI’I'O:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
s O O O O O O O O O O O O O 0O o0 0O
Dljs12 Ao D, 46 Z CARBIDE Dnsu Ao D, s A 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, i1z Ao D, s Z CARBIDE D, 12 Ao D, 6 JA 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 43 36384 50 1.10 13 80 1663
30 1.30 8 438 3417 50 1.20 13 80 2536
30 1.40 8 438 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 8 438 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 2774
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 43 31882
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SLITTING SAWS P.344 P333

FINE PITCH TEETH

D”S]2 Ao D, 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.

¢ Atypical application is the milling of watch screw slots.

O good @ excellent
M ok

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Sl ] foiaved sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s © O O © O © © OO OO0 0000000000 O0

d"e"::fl;)':fn W'“”g"glﬁx’"i"i”’“ Cast aluminium alloy C‘;IT;" Cu alloy difficult Sﬁlﬁl'gr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"i“;'l‘l';‘i,‘a"i“"' Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
wmeses O O O O O 0O OO OOO OO O 0

D, 05 A, s D, 46 Z CARBIDE D, 5 A, oos D, ks A 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 5 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



SLITTING SAWS

DIXI 1539

EXTRA FINE TEETH
Doows  Aoons Z  CARBIDE
20 1.00 5 100 40328
20 1.10 5 100 40330
20 1.20 5 100 40332
20 1.40 5 100 40334
20 150 5 100 40336
20 0.12 6 100 40315
20 0.14 6 100 40308
20 0.16 6 100 40309
20 0.18 6 100 40310
20 0.20 6 100 40311
20 0.25 6 100 40312
20 0.30 6 100 40313
20 0.35 6 100 40316
20 0.40 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
20 0.90 6 100 40327
20 1.00 6 100 40329
D1js10 Ao 2Hp VA CARBIDE
25 0.20 6 120 3649
25 0.25 6 120 40339
25 0.30 6 120 40341
25 0.35 6 120 40343
25 040 6 120 40345
25 0.50 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
25 1.00 6 120 40357
25 110 6 120 40359
25 1.20 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
Dljsl(] Ao D, e Z CARBIDE
25 0.50 8 120 40348
2% 060 8 120 40350
25 0.70 8 120 40352
25 0.80 8 120 40354
2 0.90 8 120 40356
25 1.00 8 120 40358
25 1.10 8 120 40360
%5 1.20 8 120 40362
%5 1.40 8 120 40364
25 1,50 8 120 40366
30 0.30 8 128 40367
30 035 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
30 150 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
40 035 10 160 10396
40 040 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



DIXI 1539 ”

SLITTING SAWS P344  P333

EXTRA FINE TEETH

Dusm Ao D, Zz 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
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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.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

s O O O O O O O OO OO0 OO0 O 00O OO OO0 OO0 O0

Mate_rlalls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

remeiios. Q0 O O O O O O O O © O O OO0 OO0

D1jslz Ao D, ks z CARBIDE D]jslz Ao D, 4s Z CARBIDE
20 0.30 5 32 34869 40 2.00 10 24 35310
20 0.50 5 24 29836 50 0.50 13 43 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 32 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 43 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 1.50 8 20 38204 63 1.80 16 40 377817
30 0.30 8 40 42434 63 2,00 16 40 23845
30 0.40 8 40 42435 63 2.50 16 32 35380
30 0.50 8 40 28826 63 3.00 16 32 28828
30 0.60 8 32 3308 80 0.80 22 64 36043
30 0.80 8 32 33804 80 1.00 22 43 29219
30 1.00 8 32 38806 80 1.20 22 43 35967
30 1.20 ] 24 36576 80 1.50 22 48 18568
30 1.30 8 2 38114 80 2.00 22 40 28829
30 150 8 2 36577 100 0.80 22 64 35381
30 1.60 8 24 38756 100 1.00 22 64 35429
30 2.00 8 24 35379 100 1.20 22 64 35431
40 0.50 10 40 34152 100 1.50 22 43 25267
40 0.80 10 40 29793 100 2.00 22 43 29408

40 1.00 10 32 32137
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SLITTING SAWS P346  P333
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.

O good © excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

mmssis O O © O O © © OO © OO0 00 0000 O0O0O0O0

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

description alloy (s alnim il alloy Silver alloy

Cu alloy difficult 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

Recommendations O O O O O © © O © ©

D1is12 Ao D, D, 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
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PARTING OFF SLITTING SAWS P36 P333
LEFT AND RIGHT HAND CUTTING

¢ Parting off slitting saws, right cut, developed to cut-off turned
workpieces without cutting pins. Short chip formation contrary
to turning inserts.

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

O good @ excellent
M x|

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wmssis O O © O O © © 0 © OO O OO0 OO OO0 00 00

Mate_rla_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

remesios. QO O O O O O O O O O O OO0 o0 0

DIXI 1640
Dy A.on D6 Z  CARBIDE CUTINOX
50 0.50 13 100 977529 977548
50 0.80 13 80 977530 957215
50 1.00 13 80 977531 977549
63 0.50 16 128 977532 977552
63 0.80 16 100 954255 977553
63 1.00 16 100 977533 955787
80 0.80 22 128 975393 975569
80 1.00 22 100 977534 977554
100 0.80 22 100 977535 977555
100 1.00 22 100 977536 977556
DIX1 1640 R
Do Augn D, 6 Z  CARBIDE CUTINOX
50 050 13 100 977520 977531
50 0.80 13 80 977521 977538
50 1.00 13 80 59024 977539
63 0.50 16 128 977522 977540
63 0.80 16 100 977523 977541
63 1.00 16 100 977524 977542
80 0.80 22 128 977525 977543
80 1.00 22 100 977526 977544
100 0.80 22 100 977521 977545

100 1.00 22 100 977528 977541



DIXI 2713

MILLING ARBORS

WITH FRONT CLAMPING
¢ Milling arbors with front clamping. Use for right-hand revolution.
Each arbor is supplied with two spacers and a nut.

Dy Dy D, L L, B A Art.
3 5 5 60 1.0 4 3 968329
5 6 10 70 9.0 6 953911
5 10 10 80 9.0 8 6 953917
6 10 12 80 9.5 10 6 953918
8 10 15 80 10.0 13 6 954975
8 12 15 90 10.0 13 6 953919
10 10 18 80 10.5 15 6 954976
10 16 18 100 10.5 15 6 953920
13 16 22 110 11.0 19 6 953921
16 20 26 120 12.0 22 6 953922
22 16 32 132 13.0 21 6 347691

DIXI 2714

MILLING ARBORS WITH REAR CLAMPING

¢ Milling arbors with rear clamping allowing a front space
reduction. Use for right-hand revolution. Each arbor is supplied
with two spacers and a nut.

D, 6 D, D, L L, B A Art.
5 4 10 50 3.0 8 6 953923
6 5 12 60 3.0 10 6 953924
8 6 15 80 3.0 13 6 953925
8 7 15 80 3.0 13 6 953926
10 6 18 70 35 15 6 953927
10 8 18 90 35 15 6 953928
13 10 22 110 3.5 19 6 953929
16 12 26 120 35 22 6 953930



DIXI 1525 @ TOOLS ON REQUEST

T-SLOT CUTTERS P346  P333
STRAIGHT FLUTE

e Straight flute T-slot cutters developed for general machining.

¢ Semi-finished products available from stock and adaptable to
your needs (thickness and number of teeth).

O good @ excellent

M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis, © O © © © © © O © O OO0 OO0 OO0 000 O0O0O0O0

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
rmeisins. ) O O O O O O O © O o0 o0 o o O O
D, L, D, yan L, .0s D, L z CARBIDE  CUTINOX
0<40+0.01

0 =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 1.00 6 42 4-8 O
8 0.50 - 3.00 4.00 9.00 8 50 5-10 g
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 d
12 0.50 - 4.00 6.00 14.00 10 50 6-16 d
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 O
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 O
30 4.00 - 8.00 8.00 18.00 10 60 10 - 36 O



DIXI 1528 @ TOOLS ON REQUEST

T-SLOT CUTTERS P346  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 good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel Sl alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

wmssis O O O O O © © O © © © OO0 0 00 OO 0000

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

T alloy Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy 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
s Q) O O O O O O O O O O O O O o0 0

D, L, D, yom L .., D, L z CARBIDE  CUTINOX
#<4.0+001
0 =4.0-0.05/-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 d

6 0.50 - 3.00 3.50 7.00 6 42 4-6 ]

8 1.00 - 4.00 4.00 9.00 8 50 4-8 d

10 1.00 - 4.00 5.00 9.00 10 50 6-10 g

12 0.50 - 3.50 5.00 11.50 6 50 6-10 d

12 1.00 - 5.00 6.00 14.00 10 60 6-10 ]

15 1.50 - 6.00 8.00 14.00 10 60 8-14 d

16 1.50 - 3.90 8.00 14.00 10 60 8-14 ]

16 4.00 - 6.00 8.00 14.00 10 60 8-14 d

18 1.50 - 3.90 8.00 14.00 10 60 10- 16 ]

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 d

25 1.50 - 4.90 8.00 13.00 10 60 10-24 ]

25 5.00 - 10.00 8.00 18.00 10 60 14 -24 d

30 1.50 - 4.90 8.00 13.00 10 60 18- 28 O

30 5.00 - 10.00 8.00 18.00 10 60 18- 28 O



DIXI 1527 @ TOOLS ON REQUEST

T-SLOT CUTTERS P346  P.333
FULL RADIUS

 Full radius T-slot cutters developed for shape grooving.

¢ Semi-finished products available from stock and adaptable
to your needs (thickness and/or radius).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis, © O © © © © © O © O OO0 OO0 OO0 000 O0O0O0O0

d?:::i:)i:il)sn Wruugh:m)lcminium Cast aluminium alloy C:IJIro[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium Hardened steel Hard castiron
VDI 3323 21 22 23 2 25 26 2 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
rmeisis. O O O O O O O O O OANOCANCAROINOINOING)
D, L, D, yan L, .0s D, L z CARBIDE  CUTINOX
0<40+0.01
0 =4.0-0.05/-0.10
0.40 - 1.50 1.50 6.00 4 42 4 0
0.50 - 2.00 3.50 7.00 6 42 6 O
1.00 - 3.00 4.00 9.00 8 50 6 O
10 1.00 - 4.00 5.00 9.00 10 50 8 O
12 0.50 - 3.50 5.00 11.50 6 50 10 ]
12 1.00 - 5.00 6.00 14.00 10 50 10 O
16 1.00 - 6.00 8.00 14.00 10 60 12 O

Other tooth shapes see page 267



WORKING DEPTH Q

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



DIXI1 1675 - 1680 TOOLS ON REQUEST

HOB CUTTERS
EPICYCLIC AND INVOLUTE PROFILE

o DIXI 1675 - Hob cutters for epicyclic teeth developed for
generation hobbing of gears and wheels (NIHS, EVJ, CETEHOR
standards...). Regrindable logarithmic profile.

e DIXI 1680 - Hob cutters for involute teeth developed for

generation hobbing of gears and wheels (DIN 867 like).
Regrindable logarithmic profile.

Ogood @ excellent
s M k.

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

ks Q O O O O O O O © O O O OO O O O
o~ | s | i |

d’:':c‘:;':':n W"’”ghatlﬁj'\”,mi"i“’“ Cast aluminium alloy CZI’I'O:’," Cualoydifficult S Graptite  Plastic  Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“’" Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
wmie O O O O O O O O O o o
D, A D, VA CARBIDE Module (m) = 0.03 - 0.50
3.50 12 O
3.50 12-15 0
10 4-6 3.50 12-15 O
10 6 4.50 12-15 O
12 6 3.50 12-15 O
12 6-8 450 12-15 0
16 4-10 8.00 12-15 O
18 6 8.00 12-15 o Coatings on request
18 6-8 8.00 12-15 O
24 8-15 8.00 12-15 O

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.



DIXI 1685 TOOLS ON REQUEST

HOB CUTTERS
FOR INDEX

¢ Hob cutters developed for generation hobbing of gears
with asymmetrical profile (escape and locking wheels).
Regrindable logarithmic profile.

O good @ excellent
s I M Lk

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s Q0 O O O O O O O O O O O O O O O O

Materials Wrought aluminium Cu+Pb Gold, Graphite Plasic ~ Wood Special alloy Ni/ Co Titanium, titanium

description alloy Cesiallrmlom ey alloy Silver alloy

Cu alloy difficult 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

D, A D, s YA CARBIDE
4-6 3.50 12 O

8 2-4-6 3.50 12 O

10 2-6 3.50 12 O

10 2-6 450 12 O

12 2-6 3.50 12 O

12 6-8 450 12 O

16 4-10 8.00 12 O

18 6 6.00 12 0 Coatings on request

18 6-8 8.00 12 O

24 8 8.00 12 O

Regrindable
logarithmic relief

Resulting tooth profile

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.

Ogood @ excellent
s M k|

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O O O O O O O O O O
o~ | s | i |

dr:;:ig:il)sn Wruughatlfaxminium Cast aluminium alloy C:IJIror\’/b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium Hardened steel Hard castiron
VDI 3323 21 22 23 2 25 26 2 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
Recommendations O O @ @ @ @ @ @ @ O O
D, A D, .5 Zz CARBIDE Module (m) = 0.03 - 0.50
3.50 6-12 ]

8 2-6 3.50 6-12 d0

10 2-6 3.50 6-12 O

10 2 450 6-12 d0

10 6 4.50 6-12 O

12 2 3.50 6-12 d

12 6 3.50 6-12 d0

12 6-8 4.50 6-12 = Coatings on request

16 4-10 8.00 6-12 O

18 6 6.00 6-12 0

18 6-8 8.00 6-12 0

24 8§-15 8.00 6-12 d

Resulting tooth profile

Regrindable
logarithmic relief

If milling arbors are required, please contact the machine manufacturers.



DIX11672 - 1673 TOOLS ON REQUEST

HOB CUTTERS

o DIXI 1672 - Monobloc hob cutters for epicyclic teeth developed
for generation hobbing of small gears and wheels (NIHS,EVJ,
CETEHOR standards...). Ideal for direct collet clamping on sliding
head turning machines. Regrindable logarithmic profile.

e DIXI 1673 - Monobloc module cutters developed for radial,
frontal and conical tooth-by-tooth hobbing. Ideal for direct
collet clamping on sliding head turning machines. Regrindable

logarithmic profile
g P O good @ excellent

« | m ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

s Q0 O O O O O O O O O O O O O O O O

Materials Wrought aluminium Cu+Pb Gold, Graphite  Plastic Wood Special alloy Ni/ Co Titanium, titanium

description alloy (s alnim il alloy Silver alloy

Cu alloy difficult 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

waeiss O O O O O O O O © O O

DIXI 1672 DIXI 1673
D, L D, L D, L Z CARBIDE D, L D, L D, L Z CARBIDE
4 4 2.40 4 4 40 6-10 g 4 2 2.40 4 4 40 5 0
5 4 3.00 4 5 40 6-10 O 5 2 3.00 4 5 40 6 00
5 4 4.00 4 6 40 6-10 O 5 2 4.00 4 6 40 6 ]
6 4 4.00 4 6 40 6-10 ] 6 2 4.00 4 6 40 6 d

Regrindable Module (m) = 0.03 - 0.50

logarithmic relief DOUBLE STRAWER
Coatings on request



DIXI 1690 TOOLS ON REQUEST

HOB CUTTERS
FRONTAL GEAR CUTTING

* Hob cutters developed for frontal gear cutting. Regrindable
logarithmic profile.

O good @ excellent

< [ S L TS

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s QO O O O O O O © O O O O O O O O
o~ | s | i |

Mate_ria_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult Gpld, Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 27 28 = 29 30 31 32 33-35 36 37 38 39 40 M

rmeiis. O O O O O O O O O o O

D, A D, ., Z CARBIDE Module (m) = 0.03 - 0.50
8 2 3.50 2-6 O
10 2 3.50 - 4.50 2-6 g
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.



DIXI 0700 - 0710 TOOLS ON REQUEST

SUPPORTING DISCS

DIXI10700-A DIXI1 0700-B DIXI 0700-C

L, width from 3 to 5 mm L, width from 1to 2.99 mm L, width from 0.05 to 0.99 mm

Up to 8 slots Up to 8 slots Up to 8 slots
DIXI 0710-D DIXI 0710-E DIXI 0710-F
L, width 5 mm L, width from 1 to 4 mm L, width from 0.05 to 0.99 mm
Up to 24 slots Up to 24 slots Up to 24 slots
Special discs shapes for DIXI 0710 Slot shapes
G H U v
g
Number of Width Disc shape Slot shape Number of
discs DD L, GorH UorV slod slots
U 0.20 3
Ex. 1 710-E 1

0710 G Y 0.24 5




TOOLS ON REQUEST

INFORMATION ABOUT THE PART TO PRODUCE

Norm
Design
DXF

Material to be machined

Module (m)

DIXI 1675
Helix angle (profile) R[] H
Number of profiles
Coating
Quantity

o

DIX1 1672

Helix angle (profile) R[] ]

Number of profiles
Coating

Quantity

Notice




TOOLS ON REQUEST

INFORMATION ABOUT THE PART TO PRODUCE

Norm
Design
DXF

Material to be machined

Module (m)
DIXI 1674
Coating
Quantity
=
DIX1 1673
Coating D
Quantity

Notice




TOOLS ON REQUEST

Quantity

Material to be machined

A, A, A, D,
a a’ a’
A2 AZ AZ D 2
1640 1640 R 1643
A
@ ]
o ] O
1650 1650 1650
B L
L
|
1650 1650 [p 1650
Ca—




TOOLS ON REQUEST

T-SLOT CUTTERS
D Dz
Quantity
Material to be machined
Z=
L3
L
o ] o ]
CHE L L |
o | [ |
o e F__]

VISIT OUR E-QUOTATION ON
WWW.DIXIPOLYTOOL.COM



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
I-s“tgl?n IaeI L(JSV;LG; If:r?.qom,\;/:e?? =1 7
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 castiron > 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

DIXI 1539

VDI CARBIDE

3323 Ve [mymin]
Unalloyed steel, leaded steel 1-5 120
Low alloyed steel <800 N/mm? 6-9 105
I-shtgz]arl‘n IaeI Isosys?cfaee? If:r?.qom’\;/rTen::l LBLE 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
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, gD, gD, gD,
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 0.011-0.017
0.0020 - 0.0042 | 0.004 - 0.007 0.005 - 0.009 0.007 - 0.013 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 0.011-0.017
0.0020 - 0.0042 | 0.004 - 0.007 0.005 - 0.009 0.007 - 0.013 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, @D, 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 !




DIXI 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
Ttg:n IaeI Isosysiteee(i If: rf:.[iom'\;/;tner?:' =1 100 125
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
S 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, @D,
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
@D, @D, @D, @D, @D, @D, @D,
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

= item from stock

* for non-ferrous material

= S| 5| a
o = % = i~ o
Z | Page g = '; g E 'E_'
MICRO CUTTING TAPS O [ | ]
DIXI 1712 RS @
S0.30-S1.40 3 30  —
M 1.50 - M 2.00 —
NIHs
DIX1 1712
$0.60-S1.00 3 361
N
NIHS
DIXI 1713 S 06/
$0.40-S1.40
N
NIk
DIXI 1708
$0.30-S1.40 3 363 |
o A
NIKs
DIX1 1710
S0.30-S1.40 3 | b4 | e
—
N
MICRO THREAD FORMERS
DIXI 1715 i @
S0.40-S1.40 3 | 365 | —
M 1.00 - M 2.20 (—
=l=
DIXI 1716 NS (S
S0.40-S1.40 3 | 366 | —
M 1.00 - M 1.40 \
==
WHIRLING TOOLS
DIXI 1739
S0.30-S1.40 1 367
Partial profile
DIXI 1738
S0.50-S1.40 0
M 1.00 - M 3.00 3 | 368 @@
Partial profile
DIX1 1737 G (5
S0.50-S1.40 3 | 369 O@
M 1.00 - M 3.00 L 4
DIXI 1730-xD
M 0.80 - M 10.00 36 | 370 60°
DIXI 1735-xD a6 | 372

UNFN°1-UNC1/2'

UN
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SELECTION OF THREADING TOOLS

DRILLING THREAD WHIRLERS

DIXI 1740
S0.80-S0.90
M 1.00 - M 10.00

Page

1 CARBIDE

CUTINOX

= item from stock

l DAC

M DI-TOP

1-3

374

600

DIXI 1742-TC
M 5.00 - M 12.00

375

o

DIXI 1744-TC
M 5.00 - M 12.00

376

O®

SELF LOCKING THREAD TOOLS

DIXI1712-
S0.70-S0.90
M 1.00 - M 1.40

3717

DIXI

=2
S
=
=

DIXI 1716-
S0.70-S0.90
M 1.00 - M 1.40

378

()
O

=2
S
=
S

DIXI11738-
S0.70-S0.90
M 1.00 - M 3.00

379

DIXI 1740-
S0.80-S0.90
M 1.00 - M 3.00

1-2

380

DIX11718-
S0.60-S0.90
M 1.00 - M 3.00

381

DIXI1719-
S0.60-S0.90
M 1.00 - M 3.00

381

DIXI 0418-
S0.60-S0.90
M 1.00 - M 3.00

382

DIXI 0419-
S0.60 - S0.90
M 1.00 - M 3.00

382

BB ® BB B
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Low High Aust. Wrought | Castiro Cu alloy Plastic Super Titanium, Hardened
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SELECTION OF THREADING TOOLS

= item from stock

= 5
2 = =
= =
Z | Page < |<—£ 5
HOB CUTTERS ° =
DIXI 1660 — -
S040-5140 | ' ' " rm 9% | 383 ‘@
DIXI 1661 -
s040-S140 | ] ] " rm o | 38 .@
THREAD MILLS
DIXI 7910 _ -
M 1.40 - M 18.00 2-4 | 385 @
DIXI 7908 —~
M 3.00 - M 24.00 3.6 386 @
c o®
DIXI 7913-T ]
M 10.00 - M 30.00 4-5| 387
DIXI 7920 -
UNCN=2- UNC 34" 2-4 388 @
DIXI 7918 .
UNFN°2- UNC 34" 3.5 | 389 n
DIXI 7914-TC @
1/2"- 32 UN- von | a0
1-8UNC
DIXI 7923-TC @
UNJFNe10- aal 3o
UNJF 172"
DIXI 7940 =

G1/16"-G1”
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SELECTION OF THREADING TOOLS

= item from stock

= S
@ =
|_
Z | Page g 2
THREAD MILLS WITH COUNTERSINK O
DIXI 7915-xD-TC @
x -
M 4.00 - M 16.00 3-4) 3%
DIXI 7925-xD-TC @
UNCN°8-UNC5/8' AR
DIXI 7935-xD-TC @
UNFN°10- UNF5/8” 3-41 3%
DRILLING THREAD MILLS WITH COUNTERSINK
DIXI 7985-HH @
M 4.00 - M 16.00 2 336
THREAD GAUGES
DIX11718-S 4H )
RS0.30-S1.40 397
DIXI1718-S 4H
S0.50-S1.20 i 591
DIXI 1718-S 3G @
S030-S1.40 - 397 06
DIXI 1719-S 4H/3G ) o @
RS030-S1.20 06
DIXI 1719-S 4H/3G
S050-S120 - | 3
DIXI 1718-M
M 1.00 - M 3.00 i Gk
DIXI 1719-M
M 1.00 - M 3.00 i 398
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Y Wood Vol HRC
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SELECTION OF THREADING TOOLS

= item from stock

L
()
@
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Page g
CHECK PLUGS O
DIXI 1720 GO
$030-S 140 399
DIXI 1720 NO GO 299 @
S0.30-S1.40 06
PLAIN GAUGES
DIXI 0418 GO
$0.30-S1.40 i
DIXI 0419 NO GO 400 @
S030-S1.40 06
GAUGES SET
401
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DIXIT712  z=3 @ @ @

MICRO CUTTING TAPS P404/406

* Micro cutting taps developed for the machining of materials
with good machinability.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations O O

dh::ctfi:)i:il)sn Wrough;”e:)lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug?l,;\i,tanium 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
Recommendations O O O O O @ © © @
Drill @ Drill @
Pitch brass steel
D nom. P (5H minor @) (6H minor @) L, Dy L L, NIHS-3G  NIHS-3G+ 1S02-6H
S0.30 0.08 0.23 0.24 0.25 15 30 1.0 62326
S0.35 0.09 0.27 0.28 0.27 1.5 30 15 965642
2.0 62327
S0.40 0.10 0.32 0.34 0.30 1.5 30 25 62328
25 62329
S0.50 0.125 0.40 0.42 0.38 15 30 35 62330
3.0 62331
S0.60 0.15 0.48 0.50 0.45 15 30 40 62332
3.0 62334
S0.70 0.175 0.56 0.58 0.52 1.5 30 40 62335
35 62337
S0.80 0.20 0.64 0.66 0.60 1.5 30 40 62338
S0.90 0.225 0.72 0.74 0.67 15 30 4.0 62342 62343
S 1.00 0.25 0.80 0.82 0.76 1.5 30 4.0 62345 62346
S1.20 0.25 1.00 1.02 0.76 1.5 30 5.0 62348
S1.40 0.30 1.15 1.17 0.85 1.5 30 5.0 62351
M 1.50 0.30 1.26 1.28 0.85 20 38 6.0 62353
M 2.00 0.40 1.65 1.68 1.00 25 43 11.0 62354

Cutting conditions n =500 - 2'500 [rpm]



DIXI 1712 2-3 PN
o/ @

MICRO CUTTING TAPS P404/406
LEFT HAND CUTTING

* Micro cutting taps, left-hand thread, developed for the
machining of materials with very good machinability.

¢ Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e il Cast aluminium alloy iy Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co Al 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
Recommendations O O O O O © © © ©
Drill @ Drill @
Pitch brass steel NIHS-3G
D nom. P (5H minor @)  (6H minor @) L, L, Dps L CARBIDE
S 0.60 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 1.5 30 969370
S0.80 0.20 0.65 0.67 4.0 0.60 15 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]



DIXITT3  z-3 PN
\zj/kﬂyqﬁb

HIGH PERFORMANCE MICRO CUTTING TAPS P404/406

¢ Micro cutting taps developed for the machining of materials
with good machinability.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations © © O O

VDI 3323 21 22 23 2 25 26 2 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
wmess O O O O O O O O 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
S0.50 0.125 0.41 0.43 35 0.38 2 32 969474
S0.60 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 - 2'500 [rpm]



DIXI1708  z-3 PN
o/ @

MICRO CUTTING TAPS

RIGHT HAND HELIX P.404/406

RIGHT HAND CUTTING * Micro cutting taps, right-hand helix, developed for the tapping
of blind holes.

¢ Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

¢ DI-TOP coating improves tool life in ferrous and non-ferrous

materials.
O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O O O

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy Hardened steel Hard castiron

VDI 3323 21 22 23 2% 25 26 2 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
wmetis O O O O O O O O
Drill @ Drill @
Pitch brass steel NIHS-3G NIHS-3G

D nom. P (5H minor @) (6H minor @) L, L, D L CARBIDE D-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 0.34 250 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 303489
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]



DIXI1 1710 Z=3 VAN
=l

MICRO CUTTING TAPS P.404/406
LEFT HAND HELIX :
RIGHT HAND CUTTING * 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 (ISO 1501/ DIN 14).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations O O O O

d"::c‘:;':':n W’°“9h;|f:)'\”,'”i"i“m Cast aluminium alloy Cl;ﬁozb Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI3323 2 2 B | w0 % | 2 2 - - ® | w | @ 2 | BB v | o®m w | w
wemtirl O O O O O O O O O
Drill @ Drill @
Pitch brass steel NIHS-3G
D nom. P (5H minor @) (6H minor @) L, L, D L CARBIDE
$0.30 0.08 0.23 0.24 1.00 0.25 1.50 30 986890
$0.35 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
S0.50 0.125 0.40 0.42 3.50 0.38 1.50 30 986893
S0.60 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
$0.90 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
S$1.20 0.25 1.00 1.02 5.00 0.76 1.50 30 986899
$1.40 0.30 1.15 117 5.00 0.85 1.50 30 986900

Cutting conditions n = 500 - 2500 [rpm]



DIX1 1715 DI TOP Z=3
A A IS0
7 60°
MICRO THREAD FORMERS P.404/406
¢ Micro thread formers developed for the deformation tapping
of steels with good machinability.
e Thread according to NIHS 06-10 (ISO 1501/ DIN 14) and ISO
965 (DIN 13).
¢ DI-TOP coating improves tool life in ferrous and non-ferrous
materials.
O good @ excellent
m k]
el Unalloyed steel Lol et dloyoaeel  stamesssisel o DUPLEOPR ot o astiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14.1 142 143 144 15 16 17 18 19 20
Recommendations @ @ © © @ O O O O
d'\::ctrei:)i:fn Wruugh;lﬁjlsminium Cast aluminium alloy Cl;ﬁu:b Cu alloy difficult giﬁ/e'r Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;rlnl,ot‘iltanium 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 O O O O O O
Drill @ Drill @
Pitch brass steel NIHS-3GX
D nom. P (5H minor @)  (6H minor @) L, L, Dps L DI-TOP
S0.40 0.10 0.36 - 0.37 0.37 - 0.38 2.00 0.30 1.50 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
S1.00 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, D 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
M1.20 0.20 1.11-112 1.12-1.13 4.80 0.60 1.50 30 978772
M1.20 0.25 1.09-1.10 1.10- 1.1 4.80 0.75 1.50 30 970904
M 1.40 0.20 1.31-1.32 132-1.33 5.60 0.60 1.50 30 973645
M 1.40 0.30 127-128 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  1.72-1.73 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 0.40 183-1.84 1.83-1.84 8.00 1.20 1.50 43 970907
M 2.20 0.25 2.09-2.10 2.10-211 8.00 0.75 1.50 43 974959

Cutting conditions n =500 - 2'500 [rpm]



DIXI 1716 DI-TOP Z=3
A A IS0
7 60°
MICRO THREAD FORMERS P404/406
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 13).
¢ DI-TOP coating improves tool life in ferrous and non-ferrous
materials.
O good @ excellent
R owalosenl M Matete | Asecsmnessel G o et
VDI 3323 1 2 3 4 5 6 7 8 9 10 " 12 13 141 14.2 143 144 15 16 17 18 19 20
Recommendations O O O O O
d’::ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'or;b Cu alloy difficult glﬁlg;' Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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 © © © © © @ © © ©
Drill @ Drill @
Pitch brass steel NIHS-3GX
D nom. P (5H minor @)  (6H minor @) L, L, D L DI-TOP
S0.40 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
S1.00 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
S1.40 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- 1.1 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]



DIXI 1739 Z=1 @ @

WHIRLING TOOLS
PARTIAL PROFILE P412  P406/410

* Whirling tools, partial profile, developed for the milling of
micro threads.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

mmess © O © © © O O O OO OO O O0OO0OO0O0O0O0O0O0O0O0

d“::c‘z::':n W’°“9";|ﬁ)'3”“"i”"’ Cast aluminium alloy C';ﬁozb Cu alloy difficult glﬁllgr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;‘h;‘i,‘a"i“"‘ Hardened steel  Hard castiron
VDI3323 2 2 B | u % | 2z 2 - - ® | w | @ 2 | BB v | ® w | a
remenies. O O O O O O O O O o O o O
Pitch

D nom. P Drill @ D, L, D, D L CARBIDE
$0.30 0.08 0.23 0.21 0.70 0.12 3 38 961147
$0.35 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
$0.50 0.125 0.40 0.37 1.20 0.23 3 38 961163
$0.60 0.15 0.48 0.44 1.50 0.27 3 38 961164
$0.70 0.175 0.56 0.52 1.80 0.32 3 38 961165
S0.80 0.20 0.64 0.59 2.00 0.36 3 38 961166
S0.90 0.225 0.72 0.67 2.20 0.41 3 38 961167
S1.00 0.25 0.80 0.74 2.40 0.46 3 38 961168
S1.20 0.25 1.00 0.94 3.00 0.66 3 38 961169
S1.40 0.30 1.15 1.08 3.30 0.74 3 38 961170



60°

WHIRLING TOOLS
. P.404/406
PARTIAL PROFILE Fa12 /

* Whirling tools, partial profile, developed for the milling of
micro threads.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14) and ISO
965 (DIN 13).

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

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

s O QO O O O O O O O O O O OO O OO0 O O O OO OO0 O

d’::ctfilgzi)sn Wrough;”e;lcminium Cast aluminium alloy Cl;;l'o[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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
rmesis QO O O O O O O O O o0 o0 OO0 o o
Pitch Drill @
D nom. P IS0 NIHS D, L, D, D, L CARBIDE CUTINOX
S0.50 0.125 0.40 0.37 0.85 0.23 3 38 306969 318544
S0.60 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 3 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
M 1.40 S1.40 0.30 1.10 1.15 1.05 4.00 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 1.50
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) 1.80 1.53 5.60 0.78 3 38 965992 966002
0.45 1.80
M2.20 (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
0.50 250
(0.35) 2.65
M 3.00 (0.25) 275 240 8.40 1.60 3 38 965995 966005
(0.20) 2.80

One tool to machine several pitches (e.g. from 0.20 to 0.50)



60°

WHIRLING TOOLS P412  P.406/410

FULL PROFILE

e Whirling tools, full profile, developed for the milling of
micro threads. No burrs thanks to the full profile.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14) and ISO
965 (DIN 13).

¢ The extra smooth C-TOP coating improves tool life, even at
high temperatures, in difficult to machine materials.

¢ DRYCUT coating improves tool life in non-ferrous materials.

O good @ excellent
M ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 144 15 16 17 18 19 20

s O QO O O O O O O O O O O OO O O O O O OO0 00 O0

mais © O O O O 0 0O O © O O O 0 O O O
Pitch
D nom. P Drill @ D, L, D, D, L CARBIDE C-TOP  DRYCUT*
S0.50 0.125 0.38-0.40 0.37 0.85 0.22 3 38 378072 378089 378351
S 0.60 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
S1.00 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 3 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 1.19 450 0.72 3 38 378083 378100 378362
M 1.80 0.35 1.43-1.48 1.39 5.10 091 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 3 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 2.46 - 2.53 2.40 8.40 1.72 3 38 378088 378105 378367

* for non-ferrous material



- z=3
DIXI 1730-xD 1SO
60°

WHIRLING TOOLS P412  P406/410

FULL PROFILE
¢ SO whirling toals, 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 k|
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

rmeiis QO O O O O O O O © O O O © © © © © OO OO O0O0

Mate_rlalls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

meiios O O O O O O O O O O O OO0 O o0 0

D nom. Plgh D, D, D, L z L, DIXI  CARBIDE  TiAIN
wm w3 w3 [ am o ses e
woo vms w3 w3 b mwm o wme s
oo s w3 w3 B Em o smn s
T T T
o w0 ws  ew 5w 3 @ [mm o omm o
T T
wp s w3 w1 40 mm o owmwm o oam
e
wmwe w3 w5 o s s
R
wm W e w3 w3 3 am o sm s
wm e s w3 mwm o s s
o s w w3 w3 W Do s we
o ws e w3 w3 amo see s
M 3.00 0.50 940 162 4 9 3 7.00 1730-2D 955698 960462

9.60 1730-3D 961171 961190



WHIRLING TOOLS

DIXI 1730-xD

z

=3-6 ”

60°

P412  P406/410
FULL PROFILE
Pitch
D nom. P D, D, . L 7 L, DIXI  CARBIDE  TAIN
930 1730-20 955699 960463
4 i L AL g e E 1280 173030 961172 961191
1040 173020 413655 113656
M 4.50 0.75 3.61 242 6 57 4 1440 173030 413658 413659
1150 173020 957925 960464
3l L i B t & & 1600 173030 961173 961192
1380 173020 957982 960465
M6.00 1.00 481 3.23 6 57 4 1920 173030 961174 961193
1840 173020 958039 960466
e 22 £ = : 1 i 2560 173030 961175 961194
2300 173020 958040 960467
M1000 150 790 5.53 8 7 6 3200  1730-30 960883 961195



DIXI 1735-xD Z=3-6 @ @

WHIRLING TOOLS P412  P406/410

FULL PROFILE
¢ UN 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 5864 (ASME B1.1).
¢ TiAIN coating improves tool life in ferrous materials.
O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Unalloyed steel IR alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

rmeiis QO O O O O O O O © O O O © © © © © OO OO O0O0

Mate_rlalls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

meiios O O O O O O O O O O O OO0 O o0 0

UNC UNF  UNEF UN TPI D D D L Z L DIXI CARBIDE TiAIN

430  1735-2D 966664 966833
6.00 1735-3D 966653 966852

430  1735-2D 966663 966834

N°1 12 1.44 0.88 3 38 3

N°1 N°2 64 139 077 3 38 3 600 1735-3D 966652 966851
N2 e 16 0% 3@ 3 g uRE O s
R B e 3 w3 gl DT D anasis
s wo2e w3 w3 b T e samoe
e w20 e w s 0 D e saee
NN L B S oo
N B osmoo2 4 w3 g T e soneds
s I - veos o
NE N N2 2 oosu s 4 s 3 g U Moo selog
oo s w am 2 s & 4 o URI SR e
veoone s w o s® 0 s 6 s 4 o D S e
o %380 18 4 8% 3 oo T s sioe
- g6 20 w8 286 6 - s 1460 1735-2D 960397 960631

2030 1735-3D 961054 961085



WHIRLING TOOLS

DIXI 1735-xD

z

WO

P412  P.406/410
FULL PROFILE

UNC UNF  UNEF UN TPI D, D, D, L yA L, DIXI CARBIDE TiAIN
" ™ 18.20 1735-2D 960398 960635
5/16 16 18 6.28 4.04 8 63 6 2540 1735-3D 961055 961086
. ” 2190 1735-2D 960399 960636
I8 76 16 7.65 513 8 63 6 3050 1735-3D 961056 961087
" - 2560 1735-2D 960400 960637
e 8 14 8.96 6.08 10 & 6 3550 1735-3D 961057 961088
" 2920 1735-2D 960402 960638
172 13 1037 721 12 & 6 40.60 1735-3D 961058 961060



60°

DRILLING THREAD WHIRLERS P414  PA0B/410

e Drilling thread whirlers developed for threading without
pre-drilling.

¢ Thread according to NIHS 06-10 (IS0 1501/ DIN 14) and ISO
965 (DIN 13).

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

O good @ excellent

M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

et © O © © © O O OO OO O0OO0OO0OO0O000000O0O0

Mate_rla_ls Wimugii dllumIatli Cast aluminium alloy Cu+Pb Cu alloy difficult G,OId’ Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = 29 30 31 32 33-35 36 37 38 39 40 4

wmeniios O O O O O O O O O ©O 0 OO O o0 0

Dnom. P D L D L Z CARBIDE CUTINOX

S080 020 060 240 3 38 1 977703 977716
S090 0225 066 270 3 38 1 977704 977711
M100 020 080 3.00 3 38 1 985121 985134
M100 025 073 3.00 3 38 1 977656 977698
M120 020 1.00 3.60 3 38 1 985136 985143
M120 025 092 3.60 3 38 1 977705 977718
M140 020 120 420 3 38 1 985144 985145
M140 030 105 420 3 38 1 977706 977719
M160 035 121 480 3 38 1 9771707 977720
M200 040 155 6.00 3 38 2 977708 9777121
M250 045 2.00 7.50 3 38 2 977709 977722
M3.00 050 244 9.00 6 57 2 977710 977723
M4.00 070 320 120 6 57 2 977711 977724
M500 080 400 15.0 6 57 2 977712 977725

Pitch
Dnom. P D L D L Z CARBIDE CUTINOX

M6.00 100 485 180 6 57 3 977713 977726
MB8.00 125 650 240 8 75 977714 977721
M1000 150 7.90 300 8 75 3 977715 977728

w



- 2=2
DIX1 1742-TC DAC Q @ |(§09,

DRILLING THREAD WHIRLERS
WITH THROUGH COOLANT P14 PADB/AN0

* S0 drilling thread whirlers with through coolant developed for
threading without pre-drilling of non-ferrous materials.

¢ Thread according to 1SO 965 (DIN 13).

¢ DAC coating improves tool life in non-ferrous materials and
prevents the formation of built-up edges.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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
Recommendations
Mate_ria_ls Wrought aluminium Cast aluminium alloy Cu+Pb Cu alloy difficult Gold, Graphite  Plastic ~ Wood Special alloy Ni/ Co R, i Hardened steel Hard castiron
description alloy alloy Silver alloy
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
Pitch
D nom. P D, L, L, D, L DAC
M 5.00 0.80 4.00 125 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 25.0 275 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(g

DRILLING THREAD WHIRLERS
WITH THROUGH COOLANT PA16  P406/410

e |S0 drilling thread whirlers with through coolant developed for
threading without pre-drilling of ferrous materials.

e Thread according to ISO 965 (DIN 13).

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

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wmssis O O O O O O O O O OO 00O 0O OO0 O 000 00 O

dh::ctfi:)i:il)sn Wruugh;lfaolcminium Cast aluminium alloy Cl;ﬁor;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniu;r;l,;\i,tanium 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
Recommendations © © © © ©
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



DIXI 1712- z

&
0
Q
&

MICRO CUTTING TAPS P405
SELF LOCKING PROFILE i

¢ Micro-cutting taps with self locking profile developed for the
machining of materials with very good machinability.

¢ Thread according to DIXI internal standard.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

Recommendations O O

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

ot oy Cast aluminium alloy aoy  Cuslloydificutt  Gio Graphite Plastic  Wood Special alloy Ni/ Co oy Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2% 2% 7 bt - - 2 30 3 2 wB 3B 3 38 3 40 !
wame O O O O O © O O ©
Pitch AF/BT 4H
D nom. P Drill @ L, L, D, L CARBIDE
S0.70 0.175 0.59 3.00 0.35 1.50 30 995574
S0.80 0.20 0.68 3.50 0.40 1.50 30 995676
S0.90 0.225 0.76 4.00 0.45 1.50 30 995677
M 1.00 0.25 0.84 4.00 0.50 1.50 30 995678
M 1.20 0.25 1.04 5.00 0.50 1.50 30 995679
M 1.40 0.30 1.21 5.00 0.60 1.50 30 995680

Cutting conditions n =500 - 2'500 [rpm]



DIXI 1716-"/ /1" DI-TOP @ @ @ %

THREAD FORMERS P05
SELF LOCKING PROFILE '

¢ Thread formers with self locking profile developed for the
deformation tapping of materials with good machinability.

¢ Thread according to DIXI internal standard.

¢ DI-TOP coating improves tool life in ferrous and non-ferrous

materials.
O good @ excellent
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

Recommendations © © © @ © O O O O
o v | s | i |

d"::c‘:;':':n W’“”gh;ﬁ)'\”,mi"i“’“ Cast aluminium alloy C‘;w’ Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘“;‘l‘l';\i,‘a"‘“m Hardened steel  Hard castiron
VDI3323 2 2 B | w0 % | 2 2 - - ® | w | @ 2 | BB v | o®m w | w
wmis O O O O O O O O O
Pitch AF/BT 4HX
D nom. P Drill @ L, L, D, L DI-TOP
S0.70 0.175 0.65 2.80 0.35 1.50 30 995723
$0.80 0.20 0.74 320 0.40 1.50 30 995745
$0.90 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
M 1.20 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 - 2'500 [rpm]



DIXI 1738- Z=3 @ %

WHIRLING TOOLS
SELF LOCKING PROFILE P2 PADS/AT0

* Whirling tools with self locking profile developed for the
milling of micro threads.

e Thread according to DIXI internal standard.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

wmesis O O O © 0 0O © OO 0 0000 00000000 O0

Materials Wrought aluminium Cu+Pb Gold, Titanium, titanium

e alloy, Cast aluminium alloy il Cu alloy difficult Silver Graphite  Plastic ~ Wood Special alloy Ni/ Co alloy Hardened steel Hard castiron
VDI 3323 21 22 23 24 25 26 2 28 - - 29 30 31 32 33-35 36 37 38 39 40 4
rmaiis O O O O O O O O O GINCINCINCINGINCINEC)
Pitch
D nom. P Drill @ D, L, D, D, L CARBIDE
S0.70 0.175 0.59 0.54 1.80 0.34 3 38 995725
S0.80 0.20 0.68 0.62 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 2.80 051 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 1.38 1.26 4.50 0.86 3 38 995885
M 2.00 0.40 1.75 1.60 5.60 1.14 3 38 995886
M2.20 0.45 1.91 1.70 6.20 1.18 3 38 995887
M 3.00 0.50 2.68 2.40 8.40 1.82 3 38 995888



DIXI 1740- Z=1-2 @ %

DRILLING THREAD WHIRLERS
SELF LOCKING PROFILE PAI4 RADSTO

* Drilling thread whirlers with self locking profile developed for
threading without pre-drilling.

» Thread according to DIXI internal standard.

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

wamssis O O © © © O O O O OO OO O0OO0OO0O000O00O0O0

VDI 3323 21 22 23 2 25 26 2 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 0 0
Pitch
D nom. P D, L, D, L Z CARBIDE
S 0.80 0.20 0.60 2.40 3 38 1 300295
S0.90 0.225 0.66 270 3 38 1 300435
M 1.00 0.25 0.73 3.00 3 38 1 300436
M1.20 0.25 0.92 3.60 3 38 1 300437
M 1.40 0.30 1.05 4.20 3 38 1 300438
M 1.60 0.35 1.21 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 2.50 0.45 2.00 7.50 3 38 2 300444
M 3.00 0.50 2.44 9.00 6 57 2 300445



“G0" - “NO GO" THREAD GAUGES

DIXI 1718-

SELF LOCKING PROFILE

D nom.

S 0.60

S0.70

S 0.80

S0.90

M 1.00

M1.10

M 1.20

M 1.30

M 1.40

M 1.60
M 1.80
M 2.00
M 2.20
M 2.50
M 3.00

Pitch

0.15

0.175

0.20

0.225

0.25

0.25

0.25

0.30

0.30

0.35
0.35
0.40
0.45
0.45
0.50

-1719-

3.00
3.00
3.50
4.00
5.00
5.00
5.00
5.00

5.00

6.00
6.00
6.00
8.00
8.00
8.00

Tol.

4H
3G
4H
3G
4H
3G
4H
3G
4H
3G
4H
3G
4H
3G
4H
3G
4H
3G
4H
4H
4H
4H
4H

4H

P.405

¢ Solid carbide thread gauges dedicated to the pitch
diameter inspection of self-locking threads according
to DIXl internal standard.

1718-AF/BT
GO

308810
391440
995572
391441
995615
391442
995616
442047
995617
397448
442052
442048
995619
442049
312180
442050
995620
442051
995621
995622
995623
995624
995631

995626

Tol.

4H/3G
4H/3G
4H/3G
4H/3G
4H/3G
4H/3G
4H/3G
4H/3G

4H/3G

4H/3G
4H/3G
4H/3G
4H/3G
4H/3G
4H/3G

1719-AF/BT

NO GO

961669

995573

995664

995665

995666

443909

995667

312181

995668

995669
995670
995671
995672
995674
995675



DIXI 0418-" " - 0419- %

“G0" - “NO GO" PLAIN GAUGES P405
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.

Pitch 0418-AF 0419-AF

D nom. P L, Tol. GO Tol. NO GO
4H 442060

S 0.60 0.15 5.0 3G 389763 4H/3G 389767
4H 414480

S0.70 0.175 5.0 3G 389764 4H/3G 414492
4H 414481

S0.80 0.20 5.0 3G 389765 4H/3G 414493
4H 414482

S0.90 0.225 5.0 3G 1442054 4H/3G 414494
4H 414483

M 1.00 0.25 5.0 3G 442055 4H/3G 414495
4H 442061

M1.10 0.25 5.0 3G 142056 4H/3G 442053
4H 414484

M1.20 0.25 5.0 3G 442057 4H/3G 414496
4H 442062

M 1.30 0.30 5.0 3G 142058 4H/3G 443910
4H 414485

M 1.40 0.30 5.0 3G 442059 4H/3G 414497

M 1.60 0.35 5.0 4H 414486 4H/3G 414498

M 1.80 0.35 6.0 4H 414487 4H/3G 414499

M 2.00 0.40 6.0 4H 414488 4H/3G 414500

M2.20 0.45 6.0 4H 414489 4H/3G 414501

M 2.50 0.45 8.0 4H 414490 4H/3G 414502

M 3.00 0.50 8.0 4H 414491 4H/3G 414503



DIXI 1660 Z=94 @

* Hob cutters developed for the external thread milling on
sliding head turning machines.

HOB CUTTERS
FOR NIHS SCREWS

¢ Allow short cycle times and excellent thread quality.
Cutting geometry for flat root.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lreloeditel foiaoved el alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
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

amaisios. Q9 O O O O O O O O O O O O O O O O
oy~ . | s | i |

Mate_ria_ls Wrought aluminium Cast aluminium alloy Cu+Pb Cu alloy difficult G.Uld' Graphite  Plastic ~ Wood Special alloy Ni/ Co Titanium, titanium Hardened steel Hard castiron
description alloy alloy Silver alloy
VDI 3323 21 22 23 24 25 26 21 28 = = 29 30 31 32 33-35 36 37 38 39 40 4
Recommendations © © © © © @ © © © © ©
Pitch
D nom. P D, 0 D, . D, z 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
S0.60 0.150 45 8 35 94 3 1.35 C 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
S1.00 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

Flat root



DIXI 1661 Z=94 @

* Hob cutters developed for the external thread milling on
sliding head turning machines. Allow short cycle times and
excellent thread quality.

HOB CUTTERS
FOR NIHS SCREWS

¢ Cutting geometry for radiused root.

e Thread according to NIHS 06-10 (ISO 1501/ DIN 14).

O good @ excellent

M ok
Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) ponlovecttee] alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 14.3 144 15 16 17 18 19 20

s @ O O O O O O O O O O O O OO O O
oy~ .| s | i |

dh::ctfi:)i:il)sn Wrough;”e:)lcminium Cast aluminium alloy Cl;ﬁo[;b Cu alloy difficult gﬁ:g} Graphite  Plastic ~ Wood Special alloy Ni/ Co ﬁtaniug?l,;\i,tanium 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
Recommendations © © © © © @ © © © © ©
Pitch
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 227631
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
Radius

atroot



2=2-4
DIXI 7910 1SO
60°

STRAIGHT FLUTE THREAD MILLS PA16  PA406/410

* |S0 Straight flute thread mills developed for general
machining. 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 ok

1S0

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Lealovecttel Il alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron
VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 14.1 14.2 143 14.4 15 16 17 18 19 20

s QO O O O O O O O O O O O O OO0 OO0 OO0 OO0 0

d"e":::;)':fn W’°“9";|ﬁ)'$”“"i”"‘ Cast aluminium alloy C‘;ITOF\:" Cu alloy difficult gﬂgr Graphite Plasic ~ Wood Special alloy Ni/ Co “‘a"i“;rl'l'cfiv‘a"i“m Hardened steel  Hard castiron
VDI 3323 2 2 3 % 2 % b 2 - ; 2 £ 3 2 | BB ¥ 3 % a0 n
wei © O O O O O O OO O O O O
Pitch
D nom. P D, L, D L VA CARBIDE TIAIN
M 1.40 0.30 0.90 2.10 3 38 2 41565 56990
M 1.60 0.35 1.00 2.45 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 0.50 2.10 450 3 38 3 41571 56996
M 4.00 0.50 2.60 5.50 3 38 3 41572 56997
M 4.00 0.70 2.60 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
DIX1 7910 E = exterior
Pitch
D nom. P D, L, D L VA CARBIDE TIAIN
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 12 4 4141 57015



Z2=3-6
DIXI 7908 1SO
60°

HELICAL THREAD MILLS P418 P.406/411

¢ |S0 thread mills developed for general machining. 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 ok

Materials High Martensitic Austenitic stainless steel Grey Nodular Malleable
description Rrelevecte) Lowlelvedieee alloyed steel stainless steel (DUPLEX/PH) castiron castiron castiron

1S0

VDI 3323 1 2 3 4 5 6 7 8 9 10 n 12 13 141 14.2 143 144 15 16 17 18 19 20

s QO O O O O O O O OO O OO OO0 0O 00 OO0 OO0

d’:':c“:l:)':':n W’°“9h;|f‘o'\”,'”i"i“m Cast aluminium alloy cil’lfo:’," Cu alloy difficult gﬁjgr Graphite Plastic ~ Wood Special alloy Ni/ Co “‘a"‘”gl‘l';\i,‘a"‘”m Hardened steel  Hard castiron
VDI 3323 2 2 3 u 2 % 2 2 - - 2 kY 3 2 | BB ¥ 3 % a0 n
s © O O O O O O O o o o O
Pitch
D nom. P D, L, D L VA CARBIDE TIAIN
M 3.00 0.50 2.10 450 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 3 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, D L VA 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