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OMNMWUCAHWE CBEPJ1

AnMasHbIn
WHCTPYMEHT

Diamond
tools

Pexxywmii MmaTepuan

TABLE OF DRILLS

n

HM

TiN

> Crp. 311

Cutting material

PCD
N DICUT 1N XIDUR |
Mo 3anpocy
TIALN N DIAMANT On request ¢ \)
HenernposaHHas cranb / HuskonermposaHHas cTanb
< 600 H/mm?

Unalloyed steel / Low alloyed steel

HenernposaHHas cranb / HuskonermposaHHas cTanb

Unalloyed steel / Low alloyed steel

ABTOMaTHas CTajb C MPUMECSAMU CBUHLIA

Lead alloyed cutting steel

BbicokonernpoBaHHas crasb

High alloyed steel

Hepxasetowas crasnb

Stainless steel

3akaneHHasi CTanb U YyryH

Tool steel and cast iron

CepblVi MUTENHBIN YyryH / MepAUTHbIA MUTEAHBIA YyryH

Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIi YyryH / NepnuTHbIN IMTERHbIA YYTryH

Alloyed cast iron / Nodular iron pearlitic

YyryH ¢ waposuaHbIM rpacdutoM / KoBkuiA YyryH

Nodular iron pearlitic / Malleable cast iron

Crnieucninasbl / XXaponpoyHble cnewlcniasbl

Special alloys / Heat resisting stainless steel

TwuTaH / TUTaHOBbLIE Cr/aBbI

Titanium / Titanium alloy

MepHble crninaBbl - nerkoobpabatbiBaeMble (1aTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaebl - TpyAHOOOpabaTbiBaeMble (anitoMuUHKI - 6poH3a) (CuAlFe)

Copper alloy - difficult to machine / Aluminium bronze
AnntoMrHUeBble criasbl / MarHueBble Crinasbl

Aluminium alloy / Magnesium alloy

ANNIOMUHUEBbIN NUTENHBINM CMaB C COAEPXKAHUEM KPEMHUS
Aluminium cast iron

ANNIOMUHUEBbIN NUTENHBINM CNAB C COAEPXKAHUEM KPEMHUS
Aluminium cast iron

Ipadut

Graphite

Mnactunk

Plastic

Matepuan Tuna Kevlar®

3onoto, Cepebpo

Gold, silver

600 — 1500 H/MM?

700 — 1500 H/MM?

400 — 700 H/mM™m?

> 1500 H/MM? (50-65 HRC)

TBEpAOCTb < 250 HB

TBEepAoCTb > 250 HB

Inconel

Nimonic
Hastelloy

(Ampco)

Si < 8%

Si > 8%

© 66 606 606 0 0 0 0
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DIXI 1101 R
@ 0.80 - 4.00
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DIXI 1106 R+
@ 1.00 - 20.00

Crp. 13
Crp. 14

O

DIXI 1107 R
@ 3.00 - 20.00

Crp. 15

OS]

DIXI 1108 R
@ 0.60 - 2.50

Crp. 16

Crp. 18

n

DIXI 1109 R
@ 0.50 - 1.45

n

DIXI 1110 R
@ 0.80 - 1.45

n n
n
n
n
n n
n n
n n
n n
n n
n
n
n n
n
n n
n n
n n
n n

a MNpopomkeHne Ha cTp. 6

DIXI 1111 R+
@ 0.10 - 2.00
Crp. 20

no

no©

no©

Continued on page
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DIXI 1112 R+ DIXI 1114 R+

@ 0.08 - 5.99 @ 0.08 - 5.99
OMNCAHNE CBEP/1
Crp. 21 Crp. 22
TABLE OF DRILLS T
i |
N HM N DICUT N DLC Mo 3anpocy
TiN TIALN N DIAMANT On request ( ) ( \)

HenernposaHHas cranb / HuskonermposaHHas cTanb
< 600 H/mm?
P Unalloyed steel / Low alloyed steel ne®

HenervpoBaHHas cTanb / HU3konernposaHHas cranb
) 600 — 1500 H/MM?
Unalloyed steel / Low alloyed steel

ABTOMaTHas cTasb C npuMecsMu CBMHLa

Lead alloyed cutting steel

BbicokonermposaHHas ctanb
P 700 — 1500 H/MM?
High alloyed steel

Hepxasetowas crasnb
M 400 — 700 H/mm?
Stainless steel

3aKaneHHast ctanb U YyryH
H > 1500 H/MM? (50-65 HRC)
Tool steel and cast iron

CepblVi MUTENHBIN YyryH / MepAUTHbIA MUTEAHBIA YyryH
K TBEpAOCTb < 250 HB n @
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIi YyryH / NepnuTHbIN IMTERHbIA YYTryH
K TBEepAoCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YyryH c WwapoBuaHbIM rpacuToM / KOBKMI YyryH

Nodular iron pearlitic / Malleable cast iron

Crnieucninasbl / XXaponpoyHble cnewlcniasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwuTaH / TuTaHOBbLIE Cr/aBbI

Titanium / Titanium alloy

MepHble crinaBbl - nerkoobpabatbiBaeMble (1aTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaebl - TPyAHOOOpabaTbiBaeMble (anitoMuUHKI - 6poH3a) (CuAlFe)

Copper alloy - difficult to machine / Aluminium bronze (Ampco)

AnntoMuHMeBble cnnaebl / MarHueBble crnaBbl

Aluminium alloy / Magnesium alloy

ANSTIOMUHUEBBIV NIUTEWHBIV CNNaB C COAEPXXaHUEM KpeMHust  Si < 8%

Aluminium cast iron

ANNIOMUHUEBBIN NIUTENHBIN CNIAB C COAEPXKaHUEM KpeMHUS  Si > 8%

Aluminium cast iron

Ipacout
N

Graphite

Mnactuk
N

Plastic

N Matepuan Tuna Kevlar®

3onoto, Cepebpo

Gold, silver




DIXI 1118 R+ DIXI 1126 R DIXI 1130 R DIXI 1130 DIXI 1131 R+ DIXI 1132 R

@ 0.08 - 5.99 @ 1.00 - 14.00 @ 0.30 - 16.00 @ 0.30 - 8.00 @ 0.05-2.45 @ 0.40 - 2.00
e
Wi o
Ctp. 23 Crp.24 ||/ Ctp. 26 Ctp. 29 Crp. 41
R\ g 35"
\\"' y »
)l
. \“_é‘_/- \ﬁavl‘ N, . '\r‘ .\__;"]é:z -\__{ﬂ];,?
> > P \> MIN | ) (’“) (/mﬁ (/> g ‘\) /) (’ mg ( > Q
@ SN 838 N/ N/ 653 Gy U W Y 489 Nl
no® n n n n n n n n
n n n n
no® n n n n
n
n n n n n n
no® n n n n n n n n
n n n n
no® n n n n n n n n
n n n n n n
n n n n
neo n n n n n
no® n n n n n n
n n n n n n n n n
no® n n n n n n n n n
neo n n n n n n n n n
n n n n n
n n n n n
n n n n n

‘ MNpopomkeHne Ha cTp. 8 Continued on page 8




DIXI 1133 R DIXI 1134 R

@ 0.50 - 6.00 @ 0.50 - 1.95
OMUCAHWME CBEPJ1 .
Crp. 42 Crp. 44 7
3" 7
TABLE OF DRILLS x i
@ )
N HM N DICUT N XIDUR Mo 3anpocy i <
© 12
i i On request € dh N (1N (DN
TiN TIALN N DIAMANT q \\\) @ \v> Q €

HenernposaHHas cranb / HuskonermposaHHas cTanb
P < 600 H/mMM? n n
Unalloyed steel / Low alloyed steel

HenernposaHHas cranb / HuskonermposaHHas cTanb
) 600 — 1500 H/MM?
Unalloyed steel / Low alloyed steel

ABTOMaTHas CTajb C MPUMECSAMU CBUHLIA

Lead alloyed cutting steel

BbicokonermposaHHas ctanb
700 — 1500 H/MM?
P High alloyed steel n n

Hepxasetowas crasnb
400 — 700 H/mM™m?
M Stainless steel n n n n

3aKaneHHast ctanb U YyryH
H > 1500 H/MM? (50-65 HRC)
Tool steel and cast iron

CepblVi MUTENHBIN YyryH / MepAUTHbIA MUTEAHBIA YyryH
K TBEpAOCTb < 250 HB n n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIi YyryH / NepnuTHbIN IMTERHbIA YYTryH
K TBEepAoCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YyryH ¢ waposuaHbIM rpacdutoM / KoBkuiA YyryH

Nodular iron pearlitic / Malleable cast iron

Crnieucninasbl / XXaponpoyHble cnewlcniasbl Inconel
S Nimonic n n
Special alloys / Heat resisting stainless steel Hastelloy

TwuTaH / TuTaHOBbLIE Cr/aBbI

Titanium / Titanium alloy

MepHble crinaBbl - nerkoobpabatbiBaeMble (1aTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaebl - TPyAHOOOpabaTbiBaeMble (anitoMuUHKI - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)

AnntoMuHMeBble cnnaebl / MarHueBble crnaBbl

Aluminium alloy / Magnesium alloy

ANSTIOMUHUEBBIV NIUTEWHBIV CNNaB C COAEPXXaHUEM KpeMHust  Si < 8%

Aluminium cast iron
N ANNIOMUHUEBBIN NIUTENHBIN CNIAB C COAEPXKaHUEM KpeMHUS  Si > 8%
Aluminium cast iron
N Ipacout
Graphite
Mnactuk
N ' n
Plastic

N Matepuan Tuna Kevlar®

3onoto, Cepebpo

Gold, silver




DIXI 1135 R

@ 0.20 - 2.49
-
Crtp. 46 i
(4
i;j\.
) T ’
4" > /"’\\)
@b @

n
n n
n n
n
n n
n

DIX1 1138 R
@ 0.05 - 2.80
Crp. 51
i
(
@
; 1
n
n
n
n
n

DIXI 1145 R
@ 0.70 - 14.00

E

.,

Crp. 53

DIXI 1146 R
@ 0.80 - 10.00

Ctp. 55

DIXI 1147 R
@ 0.50 - 10.00

“ Mpoaomkerune Ha cTp. 10

DIXI 1149 R
@ 2.00 - 14.00

Continued on page 10



DIXI 1151 R DIXI 1152 R

@ 0.20 - 16.00 @ 0.20 - 2.90
OMUCAHUE CBEPSI 1
Crp. 61 | % Ctp. 64
TABLE OF DRILLS
N HM N DICUT N XIDUR o Mo sanpocy S
. ) o // / ™ ATy
TiN TiALN N DIAMANT n request \\v> \\_) \v> (\_)

HenernposaHHas cranb / HuskonermposaHHas cTanb
) < 600 H/mm? n n
Unalloyed steel / Low alloyed steel

HenernposaHHas cranb / HuskonermposaHHas cTanb
) 600 — 1500 H/MM?
Unalloyed steel / Low alloyed steel

ABTOMaTHas CTajb C MPUMECSAMU CBUHLIA

Lead alloyed cutting steel

BbicokonermposaHHas ctanb
P 700 — 1500 H/MM?
High alloyed steel

Hepxasetowas crasnb
M 400 — 700 H/mm?
Stainless steel

3aKaneHHast ctanb U YyryH
H > 1500 H/MM? (50-65 HRC)
Tool steel and cast iron

CepblVi MUTENHBIN YyryH / MepAUTHbIA MUTEAHBIA YyryH
K TBEpAOCTb < 250 HB n n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIi YyryH / NepnuTHbIN IMTERHbIA YYTryH
K TBEepAoCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YyryH ¢ waposuaHbIM rpacdutoM / KoBkuiA YyryH

Nodular iron pearlitic / Malleable cast iron

Crnieucninasbl / XXaponpoyHble cnewlcniasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwuTaH / TuTaHOBbLIE Cr/aBbI

Titanium / Titanium alloy

MepHble crinaBbl - nerkoobpabatbiBaeMble (1aTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaebl - TPyAHOOOpabaTbiBaeMble (anitoMuUHKI - 6poH3a) (CuAlFe)

Copper alloy - difficult to machine / Aluminium bronze (Ampco)

AnntoMuHMeBble cnnaebl / MarHueBble crnaBbl

Aluminium alloy / Magnesium alloy

ANSTIOMUHUEBBIV NIUTEWHBIV CNNaB C COAEPXXaHUEM KpeMHust  Si < 8%

Aluminium cast iron

ANNIOMUHUEBBIN NIUTENHBIN CNIAB C COAEPXKaHUEM KpeMHUS  Si > 8%

Aluminium cast iron

Ipacout
N

Graphite

Mnactuk
N

Plastic

N Matepuan Tuna Kevlar®

3onoto, Cepebpo

Gold, silver



DIXI 1280 R DIXI 1290 R DIXI 1500 R+ DIXI 1600 R+
@ 0.25-12.00 @ 2.50 -12.70 @ 0.08 - 5.99

| i | ]

Ctp.66 @ |~ CTp. 68 p; CTp. 69
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DIXI 1101 R 60°

LLEHTPOBbIE CBEPJIA 7 =2 /’\I @,
S =
CENTRE DRILLS /fr W\, |’ P
o a8
Crp. 72

ISO 513: P MK

Bo3MoXHO ¢ fieBoi pe3bboit (L) no 3anpocy

Available with left-hand cut (L) on request.

D, L, Dig L HM
0.803* 1.30:0 3.15 31.50=2 ]
1.00 . 1.60 3.15 31.502 ]
1.25% 1.907 3.15 31.50:2 ]
1.60% 2.40+0 4.00 35.50:2 |
2.00.0, 2.90° 5.00 40.00+ |
2.50% 3.607 6.30 45.00+ |
*3.159" 4.40=0 8.00 50.00+2 ]
*4.00,,, 5.60 10.00 56.00:3 |

* = YMeHblUEeHNe TONLWWHBI nepeMbIYKn

* =

* = With web thinning




DIXI 1106 R 90°
[

* = JlorapuTMmyeckoe wnmcoBaHue

* =

* = Logarithmically ground.

@ P 7 =2 LIEHTPOBbIE CBEPJIA /14 CTAHKOB 4Iy
o
—’ \)
ﬂ' ‘“\) NC-CENTRE DRILLS
b Y
Crp. 72 |
ISO 513: P MK )
* D, L, Dig L HM  TIiALN
o b 1.00 3 3 38 m =
1.50 5 3 38 u n
T 2.00 5 3 38 u n
' B L - D L, L HM  TiALN
1.00 3 32 ™ n
1.50 5 32 u n
2.00 5 32 u n
3.00 9 38 u n
4.00 10 50 u n
5.00 13 50 u n
- g A 6.00+ 13 57 m =
s | . 5&: * 8.00e 27 63 | |
T o *10.00e 30 72 ] ]
*12.00e 35 83 [ [
e *16.00e 46 92 [ | [ |
' *20.00e 52 104 [ ] [

e = 3axnMHas KoHburypaums no ctaHgapty DIN 6535-HB nav HE no

3anpocy.
e = DIN 6535-HB HE .

» = Clamping configuration according to DIN 6535-HB or HE on

request.

£

% 45°

k\\\i&\\\w ___________ K\\\i

85

[ a— - [




DIXI 1106 | 90°

LLEHTPOBbIE CBEPJ1A /19 CTAHKOB 4y 7 =2 /’\ @
| |
L =
NC-CENTRE DRILLS ‘ /ir W\]
Wy
Crp. 72

ISO 513: P MK

Dhe L, L HM
4.00 10 50 |
5.00 13 50 ]
6.00 13 57 |

e = 3axuMHas koHurypaums no craHgapty DIN 6535-HB unu HE no

3anpocy.
e = DIN 6535-HB HE.
» = Clamping configuration according to DIN 6535-HB or HE on

request.

\\\\\\:\&\\\\3 ___________ k\\i\{ ______________
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ISO 513: P MK

DIXI 1107 R 120°
\

N
I

=2 LIEHTPOBbIE CBEPJ1A AJ19 CTAHKOB 4I1y

NC-CENTRE DRILLS

Dyg L, L HM
3.00 9 38 |
4.00 10 50 |
) 6.00 e 13 57 |
“'--\q}ﬁ. - * 8.00 » 27 63 [ |
R . %10.00 o 30 72 -
"\IF
{:’}T‘“‘E T %12.00 35 83 m
- 1 - *16.00 o 46 92 n
= *20.00 » 52 104 |
* = JloraputMmyeckoe wnmdosaHne
.= Logarithmically ground.
e = 3axXMMHas KoHburypaums no craHgapty DIN 6535-HB nav HE no
3anpocy.
e = DIN 6535-HB HE .
» = Clamping configuration according to DIN 6535-HB or HE on
request.
'
i



DIXI 1108 R 90°

LIEHTPOBbIE CBEPJ1A C YCUJIEHHbIM 7 =2 P @\
XBOCTOBWKOM , | | )
\\__,/} \ - /
g; \'c\i
CENTRE DRILLS ‘ \* 4
REINFORCED SHANK ' Crp. 80
ISO513: PMKS
Bo3MoXHO ¢ fieBoi pe3bboit (L) no 3anpocy
Available with left-hand cut (L) on request.
D; 16 L, Dig L HM  TiN  TiALN
0.60 1.0 3 38 [
0.65 1.0 3 38 [
0.70 1.0 3 38 [
0.75 1.0 3 38 [
0.80 1.5 3 38 [
0.82 1.5 3 38 [
0.85 1.5 3 38 [
0.87 1.5 3 38 [
0.90 1.5 3 38 [
0.92 1.5 3 38 [
0.95 1.5 3 38 [
0.97 1.5 3 38 [
1.00 1.5 3 38 [
1.02 2.0 3 38 [
1.05 2.0 3 38 [
1.07 2.0 3 38 [
1.10 2.0 3 38 [
1.12 2.0 3 38 [
1.15 2.0 3 38 [
1.17 2.0 3 38 [
1.20 2.0 3 38 u 1 A .
1.22 2.0 3 38 [ e
1.25 2.0 3 38 m = r ettt Bhe
1.27 2.0 3 38 [ i ¢
1.30 2.0 3 38 [ b
1.32 2.0 3 38 u - L -
1.35 2.0 3 38 [
1.37 2.0 3 38 [
1.40 2.0 3 38 [
1.42 2.0 3 38 [
1.45 2.0 3 38 [
1.47 2.0 3 38 [
1.50 2.0 3 38 [
1.52 3.0 3 38 [
1.55 3.0 3 38 [
1.57 3.0 3 38 [
1.60 3.0 3 38 [
1.62 3.0 3 38 [
1.65 3.0 3 38 [
1.67 3.0 3 38 [
1.70 3.0 3 38 [

MpopomkeHue Ha cTp.17 Continued on page 17 ﬁ



DIXI 1108 R 90°
\

@ P LLEHTPOBbIE CBEPJIA C YCUNEHHbLIM
1 ) XBOCTOBUKOM
—
E
Gy CENTRE DRILLS
Crp. 80 | REINFORCED SHANK
ISO 513: P MK
D; 16 L, Dig L HM TiN  TiALN
1.72 3.0 3 38 [ | ]
; 1.75 3.0 3 38 [ | ]
: wl . 1.77 3.0 3 38 [ | ]
1i . . 180 3.0 3 38 u -
3 a ...................................... A L .-E} 182 30 3 38 H ]
- L 1.85 3.0 3 38 [ ] [ |
b 1.87 3.0 3 38 [ | u
L 1.90 3.0 3 38 [ | [ ]
1.92 3.0 3 38 [ | ]
1.95 3.0 3 38 [ | ]
1.97 3.0 3 38 [ | ]
2.00 3.0 3 38 [ | ]
2.02 3.0 3 38 [ | ]
2.05 3.0 3 38 [ | ]
2.07 3.0 3 38 [ | ]
2.10 3.0 3 38 [ | ]
2.12 3.0 3 38 [ | ]
2.15 3.0 3 38 [ | ]
2.17 3.0 3 38 [ | ]
2.20 3.0 3 38 [ | ]
2.22 3.0 3 38 [ | ]
2.25 3.0 3 38 [ | ]
2.27 3.0 3 38 [ | ]
2.30 3.0 3 38 [ | ]
2.32 3.0 3 38 [ | ]
2.35 3.0 3 38 [ | ]
2.37 3.0 3 38 [ | ]
2.40 3.0 3 38 [ | ]
2.42 3.0 3 38 [ | u
2.45 3.0 3 38 [ | ]
2.47 3.0 3 38 [ | ]
2.50 3.0 3 38 [ | ]




DIXI 1109 R

LIEHTPOBbBIE CBEPJIA C YCU/IEHHbBIM 7Z=2 o
XBOCTOBUKOM /’\I Q |
L =
G
CENTRE DRILLS Ao /'
REINFORCED SHANK ¢ | Cr. 50
ISO513: PMKS
Bo3MoXHO ¢ fieBoi pe3bboit (L) no 3anpocy
Available with left-hand cut (L) on request.
D 0/0.004 L, Dig L HM  DICUT
0.50 1.0 1.5 30 | m
0.55 1.0 1.5 30 ] n
0.60 1.2 1.5 30 | m
0.65 1.2 1.5 30 ] n
0.70 1.5 1.5 30 | m
0.75 1.5 1.5 30 ] n
0.80 2.0 1.5 30 | m
0.85 2.0 1.5 30 ] n
0.90 2.0 1.5 30 | m
0.95 2.0 1.5 30 ] m £
1.00 2.0 15 30 ] m i L Wy
1.05 2.0 15 30 m o a 1 Nt e
1.10 2.0 15 30 | | - bt
1.15 2.4 1.5 30 [ | [} BT
1.20 2.4 1.5 30 u | L T
1.25 2.4 1.5 30 ] n -
1.30 2.4 1.5 30 | m
1.35 2.4 1.5 30 ] n
1.40 2.4 1.5 30 | m
1.45 2.4 1.5 30 ] n
T A o
120° e 1200




DIXI 1110 R 120°
[

@\ e Z=2 LLEHTPOBbIE CBEPJ1IA U CBEPNA AJ14
_ i ) CHATUA ®ACOK
— N
A
f\' Ap/) CENTRE AND CHAMFERING DRILLS
Cp. 88 .
(s
ISO 513: P MK :
Bo3MoXHO ¢ N1eBoit pe3bboit (L) no 3anpocy
Available with left-hand cut (L) on request. o
D1 0/-0.004 Ly Dhe L HM TIALN
0.80 2.0 3 38 |
0.85 2.0 3 38 |
0.90 2.0 3 38 |
P R 0.95 2.0 3 38 |
ELy ‘. 1.00 2.0 3 38 |
e 1.05 2.0 3 38 _
iy ek ] [T 1,10 2.0 3 38 |
e . 1.15 2.4 3 38 [ ]
_ L | 1.20 2.4 3 38 |
1.25 2.4 3 38 |
1.30 2.4 3 38 |
1.35 2.4 3 38 |
1.40 2.4 3 38 |
1.45 2.4 3 38 |



DIXI 1111 R+

CMELWMAJIbHBIE CBEP/IA =1
(CMUPAJIBHO - MYLLIEYHBIE)
HELICAL GUN DRILLS
(
2
]
D1 0/-0.004 Ly Dhe L HM
0.10 0.7 1.0 30 |
0.15 1.0 1.0 30 |
0.20 1.0 1.0 30 |
0.25 1.0 1.0 30 |
0.30 1.5 1.0 30 |
0.35 1.5 1.0 30 |
0.40 2.0 1.0 30 |
0.45 3.6 1.0 30 |
0.50 4.0 1.0 30 |
0.55 4.5 1.0 30 |
0.60 4.5 1.0 30 |
0.65 5.0 1.0 30 |
0.70 5.6 1.0 30 |
0.75 5.6 1.0 30 |
0.80 6.3 1.5 30 |
0.85 6.3 1.5 30 |
0.90 7.1 1.5 30 |
0.95 7.1 1.5 30 |
1.00 9.0 1.5 30 |
1.05 9.0 1.5 30 |
1.10 9.0 1.5 30 |
1.15 9.0 1.5 30 |
1.20 10.0 1.5 30 |
1.30 10.0 1.5 30 |
1.40 10.0 1.5 30 |
1.45 10.0 1.5 30 |
1.50 12.0 2.0 38 |
1.60 12.0 2.0 38 |
1.65 12.0 2.0 38 |
1.70 12.0 2.0 38 |
1.75 12.0 2.0 38 |
1.80 12.0 2.0 38 |
2.00 12.0 2.5 43 |

OvameTpbl oT $5.99 no 3anpocy.

Others diameters until 5.99 on request.

s -~
r’{ ’_\\l @\\\:
\\\U /’J \Q_—,”
. p—
{ \) { v"'\‘l.
\\\_,/' \\x f'p/,;
Crp. 71 Crp. 74
ISO 513: PN
i
(7
1 '
i - e
= ] |}:- e
3



DIXI 1112 R+
[

=2 CMEUNANBbHBIE CBEPJ1A (JIOMNATOYHBIE )

(6
N
t/,“\\)
&
N
|

SPADE DRILLS
; "‘\\ N
(1 A:' X1
gy W

Crp. 74 Crp. 71

ISO 513: PKN

MNpw 3akase cneayeT yKasblBaTh:

- lmameTp n gonyck.

- HanpasneHue pe3bbbl: R (npaBoe); L (nesoe).
- ObpabaTbiBaeMbIvi MaTepuan.

- MokperTue. D1 0/-0.004 Ly Dhe L HM
Mo 3anpocy, DIXI n3rotaBnMBaeT CTyneH4aTble

cneunasnbHbl€ CBEPNa. 0.08 - 0.14 0.7 1.0 30 [ |
0.15-0.29 1.0 1.0 30 [ |
0.30 - 0.39 15 1.0 30 |
0.40 - 0.44 2.0 1.0 30 [ |
0.45 - 0.48 3.6 1.0 30 [ |
0.49 - 0.53 4.0 1.0 30 [ |
0.54 - 0.60 4.5 1.0 30 [ |
0.61 - 0.67 5.0 1.0 30 [ |
0.68 - 0.75 5.6 1.0 30 |
0.76 - 0.79 6.3 1.0 30 [ |
0.80 - 0.85 6.3 15 30 |
0.86 - 0.95 7.1 15 30 [ |
0.96 - 0.99 8.0 15 30 |
1.00 - 1.18 9.0 15 30 [ |
1.19-1.32 10.0 15 30 |
When ordering, please specify: 1.33 - 1.49 11.2 1.5 30 [ |
- Dimensions and tolerances. 1.50 - 1.99 12.0 2.0 38 ]
- Direction of cut: R = right; L = left. 2.00 - 2.49 12.0 25 43 ]
- Material to be machined. 2.50 - 2.99 15.0 3.0 46 ]
- Coating. 3.00 - 3.49 18.0 3.5 50 [ |
On request, DIXI deliver stepped spade drills. 3.50 - 3.99 18.0 4.0 50 ]
4.00 - 4.49 20.0 4.5 50 [ |
4.50 - 4.99 22.0 5.0 50 |
5.00 - 5.49 25.0 5.5 50 [ |
5.50 - 5.99 25.0 6.0 50 |
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DIXI 1114 R+

CMNELMAJIbHBIE CBEPJIA (MOJTYKPYTIbIE) 7=1 P e
WUCMOJIHEHME A NN B { | _\J ;
o
r’;r 1"':'-\\[
HALF-MOON BITS A
EXECUTION A OR B Crp. 74
ISO513: PN

MNpw 3aKkase cnepyeT ykasblBaTh:

- OnameTp 1 gonyck.

- HanpasneHnue pe3bbbl: R (NpaBoe); L (nesoe).
- ObpabaTbiBaeMbli MaTepuan.

- MNokpeiTHe.

D1 0/-0.004 Ly Die L HM Mo 3anpocy, DIXI usrotaBivMBaeT CTyrneH4YaTble
NoNyKpyrnble cBepna.
0.08 - 0.14 0.7 1.0 30 |
0.15 - 0.29 1.0 1.0 30 |
0.30 - 0.39 1.5 1.0 30 |
0.40 - 0.44 2.0 1.0 30 |
0.45 - 0.48 3.6 1.0 30 |
0.49 - 0.53 4.0 1.0 30 |
0.54 - 0.60 4.5 1.0 30 |
0.61 - 0.67 5.0 1.0 30 |
0.68 - 0.75 5.6 1.0 30 |
0.76 - 0.79 6.3 1.0 30 |
0.80 - 0.85 6.3 15 30 |
0.86 - 0.95 7.1 15 30 |
0.96 - 0.99 8.0 1.5 30 |
1.00 - 1.18 9.0 15 30 |
1.19-1.32 10.0 1.5 30 u When ordering, please specify:
1.33-1.49 11.2 1.5 30 u - Dimensions and tolerances.
1.50 - 1.99 12.0 2.0 38 u - Direction of cut: R = right; L = left.
2.00 - 2.49 12.0 2.5 43 | - Material to be machined.
2.50 - 2.99 15.0 3.0 46 u - Coating.
3.00 - 3.49 18.0 3.5 50 u On request, DIXI deliver stepped half-moon bits.
3.50 - 3.99 18.0 4.0 50 |
4.00 - 4.49 20.0 4.5 50 |
4.50 - 4.99 22.0 5.0 50 |
5.00 - 5.49 25.0 5.5 50 |
5.50 - 5.99 25.0 6.0 50 |
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- |
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Crp. 74 Crp. 71

ISO 513: PKN

MNpw 3akase cneayeT yKasblBaTh:

- JnameTp v gonyck.

- HanpaeneHue pe3bbbl: R (npaBoe); L (nesoe).

- ObpabaTbiBaeMbIvi MaTepuan.

- MNokpbiTHE.

Mo 3anpocy, DIXI usrotaBnmeaeT CTyrneH4yaTble
cBepra “EUREKA”.

When ordering, please specify:

- Dimensions and tolerances.

- Direction of cut: R = right; L = left.

- Material to be machined.

- Coating.

On request, DIXI deliver stepped EUREKA drills.

DIXI 1118 R+

[

Z2=2 CNELUNAJIbHBIE CBEPJTA “EUREKA”
EUREKA DRILLS
D1 0/-0.004 Ly Dpe L HM
0.08 - 0.14 0.7 1.0 30 u
0.15-0.29 1.0 1.0 30 u
0.30 - 0.39 15 1.0 30 u
0.40 - 0.44 2.0 1.0 30 u
0.45 - 0.48 3.6 1.0 30 u
0.49 - 0.53 4.0 1.0 30 u
0.54 - 0.60 4.5 1.0 30 u
0.61 - 0.67 5.0 1.0 30 u
0.68 - 0.75 5.6 1.0 30 u
0.76 - 0.79 6.3 1.0 30 u
0.80 - 0.85 6.3 15 30 u
0.86 - 0.95 7.1 15 30 u
0.96 - 0.99 8.0 15 30 u
1.00-1.18 9.0 15 30 u
1.19-1.32 10.0 15 30 u
1.33-1.49 11.2 15 30 u
1.50 - 1.99 12.0 2.0 38 u
2.00 - 2.49 12.0 2.5 43 u
2.50 - 2.99 15.0 3.0 46 |
3.00 - 3.49 18.0 3.5 50 u
3.50 - 3.99 18.0 4.0 50 u
4.00 - 4.49 20.0 4.5 50 u
4.50 - 4.99 22.0 5.0 50 u
5.00 - 5.49 25.0 5.5 50 u
5.50 - 5.99 25.0 6.0 50 u



DIXI 1126 R

CMNPAJTbHBIE CBEPJIA Z2=2 (,\) /’\I @:
“ NS
o
TWIST DRILLS ( DIN
\Ap / \ 338
CTp 71 Crp. 76
ISO 513: P MK
Dre L, L HM TiN DICUT
1.00 12 34 _ u
1.10 14 36 u |
1.20 16 38 u u R ~
1.30 16 38 | [ ] LR ! - _ P
1.40 18 40 - - mig R i r_;_x
1.50 18 40 | ] " i " |
1.60 20 43 u | :
1.70 20 43 u |
1.80 22 46 _ u
1.90 22 46 u |
2.00 24 49 u |
2.10 24 49 _ u
2.20 27 53 u u
2.30 27 53 _ u
2.40 30 57 u |
2.50 30 57 _ u
2.60 30 57 u u
2.70 33 61 u u
2.80 33 61 u u
2.90 33 61 u u
3.00 33 61 u u
3.10 36 65 u u
3.20 36 65 u u
3.30 36 65 u u
3.40 39 70 _ u
3.50 39 70 u u
3.60 39 70 u u
3.70 39 70 u u
3.80 43 75 _ u
3.90 43 75 u |
4.00 43 75 u |
4.10 43 75 u |
4.20 43 75 u |
4.30 47 80 u |
4.40 47 80 u |
4.50 47 80 u |
4.60 47 80 u |
4.70 47 80 u |
4.80 52 86 u |
4.90 52 86 _ u

MNpoposmkeHue Ha cTp.25

Continued on page 25 A



DIXI 1126 R

I
<

@ P {,/ ™ Dig L, L TiN DICUT
P i
—’

! Qo 5.00 52 86 m m

— 5.10 52 86 - -

/DIN, ﬂ \'?\) //\l 5.20 52 86 m m
[}

@ Ao 5.30 52 86 m m

N & W 5.40 57 93 n n

5.60 57 93 m -

ISO 513: PMK 5.70 57 93 [ ] [ |

5.80 57 93 m -

5.90 57 93 - -

6.00 57 93 - n

6.10 63 101 n -

6.20 63 101 - -

6.30 63 101 m -

6.40 63 101 - -

6.50 63 101 m -

6.60 63 101 - -

6.70 63 101 m -

6.80 69 109 - -

6.90 69 109 m -

7.00 69 109 n m

7.50 69 109 - -

7.70 75 117 n -

7.80 75 117 - -

8.00 75 117 n n

8.50 75 117 m -

i AN 9.00 81 125 n m

==']'-.3.€ ......................... e TomsCmETAeE WP 950 81 125 [ u

S R 10.00 87 133 m m

- L | 10.20 87 133 m m

' 10.50 87 133 - -

11.00 94 142 m n

11.50 94 142 - -

12.00 101 151 m n

12.50 101 151 - -

13.00 101 151 m n

13.50 108 160 - -

14.00 108 160 m n



DIXI 1130 R

CIMPAJTIbHBIE CBEPJIA
TWIST DRILLS
Die L, L HM TiN DICUT
0.30 5 30 | |
0.35 5 30 | |
0.40 6 30 | ]
0.45 6 30 | |
0.50 6 30 | |
0.55 6 30 | |
0.60 6 30 | |
0.65 6 30 | |
0.70 6 30 | |
0.75 6 30 | |
0.80 7 30 | |
0.85 7 30 | |
0.90 7 30 | |
0.95 7 30 | |
1.00 7 30 | ]
1.05 8 30 | |
1.10 8 30 | |
1.15 8 30 | |
1.20 8 30 | m
1.25 8 30 | |
1.30 8 30 | |
1.35 8 30 | |
1.40 8 30 | m
1.45 8 30 | |
1.50 8 30 | |
1.55 9 38 | |
1.60 9 38 | |
1.65 9 38 | |
1.70 9 38 | |
1.75 9 38 | m
1.80 9 38 | |
1.85 9 38 | |
1.90 9 38 | |
1.95 9 38 | |
2.00 9 38 | |
2.05 9 38 | |
2.10 9 38 | |
2.15 10 40 | |
2.20 10 40 | ]

MpopomkeHue Ha cTp.27

Continued on page 27 ﬁ
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/DIN \'?\ @ \
‘\@?J) \AP/ 1 4
Crp. 78 Crp. 71‘
ISO 513: P MK
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DIXI 1130 R

Dhe L, L HM TiN DICUT
2.25 10 40 | |
2.30 10 40 | |
2.35 10 40 | |
2.40 11 43 | |
2.45 11 43 | |
2.50 11 43 | |
2.55 11 43 | |
2.60 11 43 | |
2.65 11 43 | |
2.70 12 46 | |
2.75 12 46 | |
2.80 12 46 | |
2.85 12 46 | |
2.90 12 46 | |
2.95 12 46 | |
3.00 12 46 | |
3.05 14 49 | |
3.10 14 49 | |
3.15 14 49 | |
3.20 14 49 | |
3.25 14 49 | |
3.30 14 49 ] |
3.35 14 49 ] ]
3.40 15 52 ] |
3.45 15 52 | |
3.50 15 52 | |
3.55 15 52 ] |
3.60 15 52 | |
3.65 15 52 ] |
3.70 15 52 ] ]
3.75 15 52 ] |
3.80 17 55 ] ]
3.85 17 55 ] |
3.90 17 55 ] ]
3.95 17 55 ] |
4.00 17 55 ] |
4.05 17 55 ] ]
4.10 17 55 ] |
4.15 17 55 ] ]
4.20 17 55 ] |
4.25 17 55 ] ]
4.30 18 58 ] |
4.35 18 58 ] ]
4.40 18 58 ] |
4.45 18 58 ] ]
4.50 18 58 ] ]
4.55 18 58 ] |
4.60 18 58 ] ]
4.65 18 58 ] |
4.70 18 58 ] ]
4.75 18 58 ] |
4.80 20 62 ] ]
4.85 20 62 ] |
4.90 20 62 ] ]
4.95 20 62 ] |

MNpoposmkeHne Ha cTp.28

Continued on page 28



DIXI 1130 R

Dhe L, L HM TiN DICUT
5.00 20 62 | |
5.10 20 62 | |
5.20 20 62 | |
5.30 20 62 | |
5.40 21 66 ] |
5.50 21 66 | |
5.60 21 66 ] |
5.70 21 66 | |
5.80 21 66 ] |
5.90 21 66 | |
6.00 21 66 | |
6.10 23 70 | |
6.20 23 70 | |
6.30 23 70 | |
6.40 23 70 | |
6.50 23 70 | |
6.60 23 70 | |
6.70 23 70 | |
6.80 25 74 | |
6.90 25 74 | |
7.00 25 74 ] ]
7.10 25 74 ] |
7.20 25 74 ] |
7.30 25 74 ] |
7.40 25 74 ] |
7.50 25 74 ] |
7.60 27 79 | |
7.70 27 79 ] |
7.80 27 79 ] |
7.90 27 79 ] |
8.00 27 79 ] |
8.10 27 79 ] ]
8.20 27 79 m m
8.30 27 79 ] ]
8.40 27 79 ] |
8.50 27 79 ] ]
8.80 29 84 ] |
9.00 29 84 ] |
9.20 29 84 ] ]
9.50 29 84 ] |
10.00 31 89 ] |
10.20 31 89 ] ]
10.50 31 89 m m
11.00 33 95 ] |
11.50 33 95 ] ]
12.00 35 102 ] ]
12.50 35 102 ] |
13.00 35 102 ] |
13.50 37 107 ] ]
14.00 37 107 ] ]
16.00 38 115 ] ]
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DIXI 1130

@l I/ﬁ) ( ) £=2
— .

» AR
\AP/\/

Crp. 78 Crp. 71‘

ISO 513: P MK

CMWPAJIbHBIE CBEPJIA

I
<

TWIST DRILLS

TiN DICUT

Dh6 Ll L
0.30 5 30
0.35 ) 30
s 0.40 6 30
£ 0.45 6 30
3§ | et N L
2y - L 0.50 6 30
- e gd 0.55 6 30
I S - 0.60 6 30
0.65 6 30
0.70 6 30
0.75 6 30
0.80 8 30
0.85 8 30
0.90 8 30
0.95 8 30
1.00 8 30
1.05 10 30
1.10 10 30
1.15 10 30
1.20 10 30
1.25 10 30
1.30 10 30
1.35 10 30
1.40 10 30
1.45 10 30
1.50 10 30
1.55 16 38
1.60 16 38
1.65 16 38
1.70 16 38
1.75 16 38
1.80 16 38
1.85 16 38
1.90 16 38
1.95 16 38

ﬂ MpopomxkeHune Ha cTp.30

Continued on page 30



DIXI 1130

Die L, L HM TiN DICUT
2.00 16 38 | |
2.05 16 38 | |
2.10 16 38 | |
2.15 16 40 | |
2.20 16 40 | |
2.25 16 40 | |
2.30 16 40 | |
2.35 16 40 | |
2.40 16 43 | |
2.45 16 43 | |
2.50 16 43 | |
2.55 16 43 | |
2.60 16 43 | |
2.65 16 43 | |
2.70 16 46 | |
2.75 16 46 | |
2.80 16 46 | |
2.85 16 46 | |
2.90 16 46 | |
2.95 16 46 | |
3.00 16 46 | |
3.05 18 49 | |
3.10 18 49 | |
3.15 18 49 | |
3.20 18 49 | |
3.25 18 49 | |
3.30 18 49 | |
3.35 18 49 | |
3.40 20 50 | |
3.45 20 50 | |
3.50 20 50 | |
3.55 20 50 | |
3.60 20 50 | |
3.65 20 50 | |
3.70 20 50 | |
3.75 20 50 | |
3.80 22 50 | |
3.85 22 50 | |
3.90 22 50 | |
3.95 22 50 | |
4.00 22 50 | |
4.05 22 50 | |
4.10 22 50 | |
4.15 22 50 | |
4.20 22 50 | |
4.25 22 50 | |
4.30 24 50 | |
4.35 24 50 | |
4.40 24 50 | |
4.45 24 50 | |

MpoposmkeHne Ha cTp.31

Continued on page 31 m
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DIXI 1130

(G T 41 Dis L, L HM  TiN  DICUT
\U} I\) U ) 4.50 24 50 ] m
4.55 24 50 u m
v?\ (& \ 4.60 24 50 ] ]
4.65 24 50 u m
\Ap/ < / 4.70 24 50 u u
Crp.78 Cp. 71 475 24 50 ] |
480 25 50 | m
ISO513: PMK 485 25 50 | [ |
4.90 25 50 | m
4.95 25 50 u m
5.00 25 50 u m
5.10 25 50 | m
5.20 25 50 u m
5.30 25 50 | m
5.40 25 50 u m
5.50 25 50 u m
5.60 25 50 | m
5.70 25 50 u m
5.80 25 50 | m
5.90 25 50 ] m
6.00 28 66 u m
6.10 31 70 u m
6.20 31 70 u m
6.30 31 70 u m
6.40 31 70 u m
“ 6.50 31 70 u m
r A 6.60 31 70 m m
= | . eI e 6.70 31 70 u m
T S 6.80 34 74 m m
S b 690 34 74 0 0
e b -]
' 7.00 34 74 m m
7.50 34 74 m m
8.00 37 79 ] m



DIXI 1131 R

)

CMVPASIbHBIE CBEPSIA 7—9 e
C YCUJIEHHBIM XBOCTOBMKOM / w N (O
i N e
r/ J { ;' ?‘7\\] lr’/’nﬁ 3
TWIST DRILLS \1 A7 \1899
REINFORCED SHANK g w7 crp 78
ISO 513: P M K

Dy 00004 Lu Dig L HM TN DICUT DLC
0.05 0.35 1.0 30 ]

0.06 0.4 1.0 30 ]

0.07 0.5 1.0 30 ]

0.08 0.6 1.0 30 ]

0.09 0.65 1.0 30 ]

0.10 0.7 1.0 30 ]

0.11 0.7 1.0 30 ]

0.12 0.7 1.0 30 ]

0.13 0.7 1.0 30 ]

0.14 0.7 1.0 30 ]

0.15 1.0 1.0 30 ]

0.16 1.0 1.0 30 ]

0.17 1.0 1.0 30 ]

0.18 1.0 1.0 30 ]

0.19 1.0 1.0 30 ]

0.20 1.0 1.0 30 | ] ]
0.21 1.0 1.0 30 ] ] ]
0.22 1.0 1.0 30 | ] ]
0.23 1.0 1.0 30 ] ] ]
023> 22 1.0 30 | ] ]
0.24 1.0 1.0 30 ] ] ]
024> 22 1.0 30 | ] ]
0.25 1.0 1.0 30 ] ] ]
025> 2.2 1.0 30 | ] ]
0.26 1.0 1.0 30 ] ] ]
0.27 1.0 1.0 30 | ] ]
0.28 1.0 1.0 30 ] ] ]
0.29 1.0 1.0 30 | ] ]
0.30 1.5 1.0 30 | ] ]
0.31 1.5 1.0 30 ] ] ]
0.32 1.5 1.0 30 | ] ]
032> 3.0 1.0 30 ] ] ]
0.33 1.5 1.0 30 ] ] ]
033> 3.0 1.0 30 ] ] ]
0.34 1.5 1.0 30 ] ] ]
034> 3.0 1.0 30 ] ] ]
0.35 1.5 1.0 30 ] ] ]
0.36 1.5 1.0 30 ] ] ]
0.37 1.5 1.0 30 ] ] ]
0.38 1.5 1.0 30 ] ] ]
0.39 1.5 1.0 30 ] ] ]

MNpoposmkeHne Ha cTp.33 Continued on page 33 ﬁ



DIXI 1131 R

@ 41 Dy or000a  Li Dig L HM  TiN DICUT DLC
\ Wi ) 0.40 2.0 1.0 30 _ E =

0.41 2.0 1.0 30 L] E =

/DIN, ( v?\ R o« 2.0 1.0 30 m mE =
n 0.43 2.0 1.0 30 m E =
k- \Ap/ < / 0.44 2.0 1.0 30 m E =
Crp. 78 Crp. 71‘ 0.45 3.6 1.0 30 ] ] ]

0.46 3.6 1.0 30 ] E =

ISO 513: PMK 047 3.6 1.0 30 [ | [ | [ |

0.48 3.6 1.0 30 ] E =

0.49 4.0 1.0 30 L] E =

0.50 4.0 1.0 30 m E =

0.51 4.0 1.0 30 m E =

0.52 4.0 1.0 30 m E =

0.53 4.0 1.0 30 m E =

0.54 4.5 1.0 30 m E =

0.55 4.5 1.0 30 m E =

0.56 4.5 1.0 30 m E =

0.57 4.5 1.0 30 m E =

0.58 4.5 1.0 30 m E =

0.59 4.5 1.0 30 m E =

0.60 4.5 1.0 30 ] E =

0.61 5.0 1.0 30 L] E =

0.62 5.0 1.0 30 ] E =

0.63 5.0 1.0 30 m E =

0.64 5.0 1.0 30 ] E =

0.65 5.0 1.0 30 L] E =

0.66 5.0 1.0 30 ] E =

0.67 5.0 1.0 30 ] E =

0.68 5.6 1.0 30 m E =

0.69 5.6 1.0 30 L] E =

0.70 5.6 1.0 30 m E =

: e = s 0.71 5.6 1.0 30 ] E =
L. ' 1 EAERY 0.72 5.6 1.0 30 [ | [ | [ ]
[ ¥ = L, 074 5.6 1.0 30 u E =
- 5 Ly g 0.75 5.6 1.0 30 [ | [ | [ ]
& 0.76 6.3 1.0 30 [ | [ | [ ]

0.77 6.3 1.0 30 ] E =

0.78 6.3 1.0 30 m E =

0.79 6.3 1.0 30 | E =

0.80 6.3 1.5 30 | E =

0.81 6.3 1.5 30 | E =

0.82 6.3 1.5 30 | E =

0.83 6.3 1.5 30 | E =

0.84 6.3 1.5 30 | E =

0.85 6.3 1.5 30 | E =

0.86 7.1 1.5 30 | E =

0.87 7.1 1.5 30 | E =

0.88 7.1 1.5 30 | E =

0.89 7.1 1.5 30 | E =

ﬁ MNpopomxeHve Ha cTp.34 Continued on page 34



DIXI 1131 R

Dio/000sa L1 Die L HM TiN DICUT DLC
0.90 7.1 1.5 30 u | [
0.91 7.1 1.5 30 u | [
0.92 7.1 1.5 30 u || B
0.93 7.1 1.5 30 u ] B
0.94 7.1 1.5 30 u | [
0.95 7.1 1.5 30 u | [
0.96 8.0 1.5 30 u | u
0.97 8.0 1.5 30 u | [
0.98 8.0 1.5 30 u | [
0.99 8.0 1.5 30 u | [
1.00 9.0 1.5 30 u | |
1.01 9.0 1.5 30 u | ||
1.02 9.0 1.5 30 u | |
1.03 9.0 1.5 30 u | ||
1.04 9.0 1.5 30 u | |
1.05 9.0 1.5 30 u | ||
1.06 9.0 1.5 30 u | |
1.07 9.0 1.5 30 u | ||
1.08 9.0 1.5 30 u | |
1.09 9.0 1.5 30 u | ||
1.10 9.0 1.5 30 u | ||
111 9.0 1.5 30 u | |
1.12 9.0 1.5 30 u | ||
1.13 9.0 1.5 30 u | |
1.14 9.0 1.5 30 u | ||
1.15 9.0 1.5 30 u | |
1.16 9.0 1.5 30 u | ||
1.17 9.0 1.5 30 u | |
1.18 9.0 1.5 30 u | ||
1.19 10.0 1.5 30 u | ]
1.20 10.0 1.5 30 u | |
1.21 10.0 1.5 30 u | ||
1.22 10.0 1.5 30 u | |
1.23 10.0 1.5 30 u | ||
1.24 10.0 1.5 30 u | |
1.25 10.0 1.5 30 u | ||
1.26 10.0 1.5 30 u | |
1.27 10.0 1.5 30 u | ||
1.28 10.0 1.5 30 u | |
1.29 10.0 1.5 30 u | ||
1.30 10.0 1.5 30 u | ||
1.31 10.0 1.5 30 u | |
1.32 10.0 1.5 30 u | ||
1.33 11.2 1.5 30 u | |
1.34 11.2 1.5 30 u | ||
1.35 11.2 1.5 30 u | |
1.36 11.2 1.5 30 u | ||
1.37 11.2 1.5 30 u | |
1.38 11.2 1.5 30 u | |
1.39 11.2 1.5 30 u | |

MpoposmxeHne Ha cTp.35

Continued on page 35 ﬂ
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DIXI 1131 R

Dy o000a L1 Die L HM  TiN DICUT DLC
1.40 11.2 1.5 30 | E =
1.41 11.2 15 30 | E =
1.42 11.2 1.5 30 | E =
1.43 11.2 15 30 | E =
1.44 11.2 1.5 30 | E =
1.45 11.2 1.5 30 | E =
1.46 11.2 1.5 30 | E =
1.47 11.2 1.5 30 | E =
1.48 11.2 15 30 | E =
1.49 11.2 15 30 | E =
1.50 11.2 2.0 38 | E =
1.51 12.0 2.0 38 | E =
1.52 12.0 2.0 38 | E =
1.53 12.0 2.0 38 | E =
1.54 12.0 2.0 38 | E =
1.55 12.0 2.0 38 | E =
1.56 12.0 2.0 38 | E =
1.57 12.0 2.0 38 | E =
1.58 12.0 2.0 38 | E =
1.59 12.0 2.0 38 | E =
1.60 12.0 2.0 38 | E =
1.61 12.0 2.0 38 | E =
1.62 12.0 2.0 38 | E =
1.63 12.0 2.0 38 | E =
1.64 12.0 2.0 38 | E =
1.65 12.0 2.0 38 | E =
1.66 12.0 2.0 38 | E =
1.67 12.0 2.0 38 | E =
1.68 12.0 2.0 38 | E =
1.69 12.0 2.0 38 | E =
1.70 12.0 2.0 38 m E =
1.71 12.0 2.0 38 ] E =
1.72 12.0 2.0 38 m E =
1.73 12.0 2.0 38 ] E =
1.74 12.0 2.0 38 m E =
1.75 12.0 2.0 38 ] E =
1.76 12.0 2.0 38 m E =
1.77 12.0 2.0 38 m E =
1.78 12.0 2.0 38 ] E =
1.79 12.0 2.0 38 m E =
1.80 12.0 2.0 38 m E =
1.81 12.0 2.0 38 ] E =
1.82 12.0 2.0 38 m E =
1.83 12.0 2.0 38 ] E =
1.84 12.0 2.0 38 m E =
1.85 12.0 2.0 38 ] E =
1.86 12.0 2.0 38 m E =
1.87 12.0 2.0 38 ] E =
1.88 12.0 2.0 38 m E =
1.89 12.0 2.0 38 ] E =

ﬁ MNpopomkeHne Ha cTp.36
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Dy 00004 Lu Dig L HM TN DICUT DLC
1.90 12.0 2.0 38 | ] ]
1.91 12.0 2.0 38 | ] ]
1.92 12.0 2.0 38 | ] ]
1.93 12.0 2.0 38 [ ] ]
1.94 12.0 2.0 38 | ] ]
1.95 12.0 2.0 38 | ] ]
1.96 12.0 2.0 38 | ] ]
1.97 12.0 2.0 38 | ] ]
1.98 12.0 2.0 38 | ] ]
1.99 12.0 2.0 38 | ] ]
2.00 12.0 2.5 43 [ ] ]
2.01 12.0 2.5 43 | ] ]
2.02 12.0 2.5 43 [ ] ]
2.03 12.0 2.5 43 ] ] ]
2.04 12.0 2.5 43 [ ] ]
2.05 12.0 2.5 43 | ] ]
2.10 12.0 2.5 43 | ] ]
2.15 12.0 2.5 43 ] ] ]
2.20 12.0 2.5 43 ] ] ]
2.25 12.0 2.5 43 | ] ]
2.30 12.0 2.5 43 | ] ]
2.34 12.0 2.5 43 ] ] ]
2.35 12.0 2.5 43 | ] ]
2.40 12.0 2.5 43 | ] ]
2.45 12.0 2.5 43 ] ] ]
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DIXI 1131

Z=2 CMNUPANBbHbBIE CBEPJIA
C YCUJTIEHHBIM XBOCTOBMKOM
TWIST DRILLS
REINFORCED SHANK
§
]
D1 00004 L1 Dpe L HM TiN DICUT
0.15 1.0 1.0 30 |
0.16 1.0 1.0 30 |
0.17 1.0 1.0 30 |
0.18 1.0 1.0 30 |
0.19 1.0 1.0 30 |
0.20 1.0 1.0 30 | |
0.21 1.0 1.0 30 | |
0.22 1.0 1.0 30 | |
0.23 1.0 1.0 30 | |
0.24 1.0 1.0 30 | |
0.25 1.0 1.0 30 | |
0.26 1.0 1.0 30 | |
0.27 1.0 1.0 30 | |
0.28 1.0 1.0 30 | |
0.29 1.0 1.0 30 | |
0.30 1.5 1.0 30 | |
0.31 1.5 1.0 30 | |
0.32 1.5 1.0 30 | |
0.33 1.5 1.0 30 | |
0.34 1.5 1.0 30 | |
0.35 1.5 1.0 30 | |
0.36 1.5 1.0 30 | |
0.37 1.5 1.0 30 | |
0.38 1.5 1.0 30 | |
0.39 1.5 1.0 30 | |
0.40 2.0 1.0 30 | |
0.41 2.0 1.0 30 | |
0.42 2.0 1.0 30 | |
0.43 2.0 1.0 30 | |
0.44 2.0 1.0 30 | |
0.45 3.6 1.0 30 | |
0.46 3.6 1.0 30 | |
0.47 3.6 1.0 30 | |
0.48 3.6 1.0 30 | |
0.49 4.0 1.0 30 | |

Mpoponxexune Ha cTp.38
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D1or000sa L1 D L TiN DICUT y 3 /’\\I @\I
0.50 4.0 1.0 30 = m W, L N
0.51 4.0 1.0 30 [ [ - - IH\
0.52 4.0 1.0 30 u u A /; o /DIN>
0.53 4.0 1.0 30 = m ( Ay \189
0.54 4.5 1.0 30 [ [ e’ h
0.55 4.5 1.0 30 [ [ ‘CTP- 71 Crp. 78
0.56 45 1.0 30 [ [
0.57 4.5 1.0 30 [ n ISO513: PMK
0.58 45 1.0 30 [ [
0.59 4.5 1.0 30 [ [
0.60 4.5 1.0 30 [ [
0.61 5.0 1.0 30 ] [
0.62 5.0 1.0 30 [ [
0.63 5.0 1.0 30 [ [
0.64 5.0 1.0 30 [ [
0.65 5.0 1.0 30 [ [
0.66 5.0 1.0 30 [ [
0.67 5.0 1.0 30 ] [
0.68 5.6 1.0 30 [ [
0.69 5.6 1.0 30 [ [
0.70 5.6 1.0 30 [ [
0.71 5.6 1.0 30 [ ]
0.72 5.6 1.0 30 n [
0.73 5.6 1.0 30 [ ]
0.74 5.6 1.0 30 [ [
0.75 5.6 1.0 30 [ ]
0.76 6.3 1.0 30 [ [
0.77 6.3 1.0 30 n ]
0.78 6.3 1.0 30 u [
0.79 6.3 1.0 30 n ]
0.80 6.3 1.5 30 u ]
0.81 6.3 1.5 30 u [
0.82 6.3 1.5 30 u ]
0.83 6.3 1.5 30 u [
0.84 6.3 1.5 30 u ]
0.85 6.3 1.5 30 u [
0.86 7.1 1.5 30 n ]
0.87 7.1 1.5 30 n [
0.88 7.1 1.5 30 u ]
0.89 7.1 1.5 30 u [
0.90 7.1 1.5 30 u [
0.91 7.1 1.5 30 n ]
0.92 7.1 1.5 30 u [
0.93 7.1 1.5 30 n ]
0.94 7.1 1.5 30 u [
0.95 7.1 1.5 30 n ]
0.96 8.0 1.5 30 u [
0.97 8.0 1.5 30 u ]
0.98 8.0 1.5 30 u [
0.99 8.0 1.5 30 u ]
1.00 9.0 1.5 30 u ]
1.01 9.0 1.5 30 u [
1.02 9.0 1.5 30 u ]
1.03 9.0 1.5 30 u [
1.04 9.0 1.5 30 u ]

MNpoposmkeHne Ha cTp.39 Continued on page 39 ﬁ
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D1or0004 L1 Dhe L HM TiN DICUT
1.05 9.0 15 30 | u
1.06 9.0 1.5 30 | |
1.07 9.0 15 30 | u
1.08 9.0 1.5 30 | |
1.09 9.0 15 30 | u
1.10 9.0 15 30 | u
1.11 9.0 1.5 30 | |
1.12 9.0 15 30 | u
1.13 9.0 1.5 30 | |
1.14 9.0 15 30 | u
1.15 9.0 1.5 30 | |
1.16 9.0 15 30 | u
1.17 9.0 1.5 30 | |
1.18 9.0 15 30 | u
1.19 10.0 1.5 30 | |
1.20 10.0 1.5 30 | |
1.21 10.0 15 30 | u
1.22 10.0 1.5 30 | |
1.23 10.0 15 30 | u
1.24 10.0 1.5 30 | |
1.25 10.0 15 30 | u
1.26 10.0 1.5 30 | |
1.27 10.0 15 30 | u
1.28 10.0 1.5 30 | |
1.29 10.0 15 30 | u
1.30 10.0 15 30 | u
1.31 10.0 1.5 30 | |
1.32 10.0 15 30 | u
1.33 11.2 1.5 30 | |
1.34 11.2 1.5 30 | |
1.35 11.2 1.5 30 | |
1.36 11.2 1.5 30 | |
1.37 11.2 1.5 30 | |
1.38 11.2 1.5 30 | |
1.39 11.2 1.5 30 | |
1.40 11.2 1.5 30 | |
1.41 11.2 1.5 30 | |
1.42 11.2 1.5 30 | |
1.43 11.2 1.5 30 | |
1.44 11.2 1.5 30 | |
1.45 11.2 1.5 30 | |
1.46 11.2 1.5 30 | |
1.47 11.2 1.5 30 | |
1.48 11.2 1.5 30 | |
1.49 11.2 1.5 30 | |
1.50 11.2 2.0 38 | u
1.51 12.0 2.0 38 | |
1.52 12.0 2.0 38 | u
1.53 12.0 2.0 38 | |
1.54 12.0 2.0 38 | |
1.55 12.0 2.0 38 | |
1.56 12.0 2.0 38 | |
1.57 12.0 2.0 38 | |
1.58 12.0 2.0 38 | |
1.59 12.0 2.0 38 | |

ﬂ MpoaomkeHue Ha cTp.40
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D L D L TiN DICUT P

10/-0.004 L1 h6 / w / ’\\I @\\I
1.60  12.0 2.0 38 = n s | B g —
1.61 120 2.0 38 [ | ] - - = I:_‘
1.62  12.0 2.0 38 | | A /; ?;\l l,/ IN®
1.63 120 2.0 38 [ | ] { g L

1.64 120 2.0 38 [ | [ ] s’ ;A.p/ \@99
1.65 12.0 2.0 38 [ | [ Crp. 71 Crp. 78

1.66  12.0 2.0 338 W - |

1.67 120 2.0 38 [ | ] ISO513: P MK

1.68  12.0 2.0 38 [ ] [ |

1.69 120 2.0 38 [ | ]

1.70 12.0 2.0 38 [ | ]

171 12.0 2.0 38 [} [

172 12.0 2.0 38 [ | ]

1.73  12.0 2.0 38 [ ] [ |

1.74  12.0 2.0 38 [ | ]

1.75 12.0 2.0 38 [ | [ |

1.76  12.0 2.0 38 [ | ]

1.77  12.0 2.0 38 [} [ ]

1.78  12.0 2.0 38 [ | ]

1.79  12.0 2.0 38 [ | ]

1.80 12.0 2.0 38 [ | ]

1.81 120 2.0 38 [ | ]

1.82  12.0 2.0 38 [ | ]

1.83 120 2.0 38 [ | ]

1.84 12.0 2.0 38 [ | ]

1.85 12.0 2.0 38 [ | ]

1.86  12.0 2.0 38 [ | ]

1.87 120 2.0 38 [} [}

1.88  12.0 2.0 38 [ ] ]

1.89 120 2.0 38 [} [}

1.90 120 2.0 38 [} [}

1.91  12.0 2.0 38 [ | ] iy
1.92 120 2.0 38 [} [} "
1.93  12.0 2.0 38 [ | ] e
1.94 120 2.0 38 | | W
1.95 12.0 2.0 38 [} u <
1.96 120 2.0 38 [} [}

1.97 12.0 2.0 38 [ | ]

1.98 120 2.0 38 [} [}

1.99 12.0 2.0 38 [ | ]

200 12.0 2.5 43 [ ] ]

201 12.0 2.5 43 [} [}

2.02 120 2.5 43 [ ] ]

2.03 12.0 2.5 43 [} [}

204 12.0 2.5 43 [ ] ]

2.05 12.0 2.5 43 [} [}

210 12.0 2.5 43 ] [}

212  12.0 25 43 [ | ]

215  12.0 2.5 43 [} [}

245 12.0 2.5 43 [ | ]



DIXI 1132 R

@ P /,,,— o Z=2 CrMMPANIbHbLIE CBEPJIA
b
0 @

\E\ /f\ TWIST DRILLS
\AP/ \ R/

Crp. 80 Crp. 71‘

Tl

ISO513: PMS

Dis L, L HM TiN DICUT

0.40 6 30 [ | [

~ 0.45 6 30 [ | [ ]

_ w 4 0.50 6 30 [ | [

§ e LA 0.55 6 30 [ | [

P 0.65 6 30 [ | [

U I 0.70 6 30 ] ]

e ] e - 0.75 6 30 [ | [ |

0.80 7 30 [ | [

0.85 7 30 [ | [

0.90 7 30 [ | [

0.95 7 30 [ | [

1.00 7 30 [ | [

1.05 8 30 [ | [ |

1.10 8 30 [ | [

1.15 8 30 [ | [ |

1.20 8 30 [ | [

1.25 8 30 [ | [ |

1.30 8 30 [ | [

1.35 8 30 [ | [ |

1.40 8 30 [ | [

1.45 8 30 [ | [

1.50 8 30 [ | [ |

1.55 9 38 [ | [

1.60 9 38 [ | [

1.65 9 38 [ | [ |

1.70 9 38 [ | [ |

1.75 9 38 [ | [

1.80 9 38 [ | [

1.85 9 38 [ | [ |

1.90 9 38 [ | [ |

1.95 9 38 [ | [

2.00 9 38 [ | [



DIXI 1133 R

) )

CTp 71 Crp. 80

CrPAJIbHBIE CBEPJ1A 7Z=2
TWIST DRILLS

Dig L, L HM TN DICUT
0.50 9 38 | |
0.55 9 38 ] |
0.60 13 38 | |
0.65 13 38 | |
0.70 13 38 | |
0.75 13 38 ] |
0.80 13 38 | |
0.85 13 38 ] |
0.90 16 38 | |
0.95 16 38 | |
1.00 16 38 | |
1.05 16 38 | |
1.10 16 38 | |
1.15 16 38 | |
1.20 16 38 | |
1.25 16 38 | |
1.30 16 38 | |
1.35 16 38 | |
1.40 16 38 | |
1.45 16 38 | |
1.50 16 38 | |
1.55 16 38 | |
1.60 16 38 | |
1.65 16 38 | |
1.70 16 38 | |
1.75 16 38 | |
1.80 16 38 | |
1.85 16 38 ] |
1.90 16 38 | |
1.95 16 38 ] |

MNpoposmkeHne Ha cTp.43
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DIXI 1133 R

Dig L, L HM TN DICUT
2.00 16 38 | |
2.10 16 38 | |
2.20 16 40 | |
2.30 16 40 ] |
2.40 16 43 | |
2.50 16 43 ] |
2.60 16 43 | |
3.00 16 46 | |
3.30 18 49 ] |
3.50 20 50 | |
4.00 22 55 | |
4.20 22 55 | |
4.50 24 58 | |
5.00 26 66 | |
5.50 28 66 | |
6.00 28 66 | |



DIXI 1134 R

CrMUPAJIbHBIE CBEPJ1A Z=2
C YCMJTIEHHBbIM XBOCTOBMKOM

TWIST DRILLS

REINFORCED SHANK %

D1 0/-0.004 L, Dpe L HM TiN DICUT
0.50 4.0 1.0 30 [ | |
0.55 4.5 1.0 30 | [ |
0.60 4.5 1.0 30 [ | |
0.65 5.0 1.0 30 | [ |
0.70 5.6 1.0 30 [ | |
0.75 5.6 1.0 30 | [ |
0.80 6.3 15 30 | [ |
0.81 6.3 1.5 30 [ | |
0.82 6.3 1.5 30 | [ |
0.83 6.3 1.5 30 [ | |
0.84 6.3 1.5 30 | [ |
0.85 6.3 1.5 30 [ | |
0.86 7.1 1.5 30 | |
0.87 7.1 1.5 30 | N
0.88 7.1 1.5 30 | |
0.89 7.1 1.5 30 | H
0.90 7.1 1.5 30 | N
0.91 7.1 1.5 30 | |
0.92 7.1 1.5 30 | N
0.93 7.1 1.5 30 | |
0.94 7.1 1.5 30 | N
0.95 7.1 1.5 30 | |
0.96 9.0 1.5 30 [ | [ |
0.97 9.0 15 30 | [ |
0.98 9.0 1.5 30 [ | [ |
0.99 9.0 1.5 30 | [ |
1.00 9.0 1.5 30 | [ |
1.01 9.0 1.5 30 | H
1.02 9.0 1.5 30 | [ |
1.03 9.0 1.5 30 [ | [ |
1.04 9.0 1.5 30 | [ |
1.05 9.0 1.5 30 [ | |
1.06 9.0 1.5 30 | [ |
1.07 9.0 1.5 30 | N
1.08 9.0 1.5 30 | [ |
1.09 9.0 1.5 30 [ | |

MNpoposmkeHne Ha cTp.45
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DIXI 1134 R

‘G e ae Dyooo0a  Li Die L HM TN DICUT
H

—’ \\H> \_) 1.10 9.0 15 3 = ]

. e 1.11 9.0 1.5 30 = |

/’DIN‘«, txl Yo/ ‘\l 1.12 9.0 15 30 : :
1 \ 1.13 9.0 1.5 30

ki W W L 9.0 15 30 ™ ]

Ctp- 80 Ctp-71 4 15 9.0 15 30 = |

1.16 10.0 15 30 = |

ISO513: PMS 117 10.0 1.5 30 u u

1.18 10.0 15 30 = u

1.19 10.0 1.5 30 = |

1.20 10.0 1.5 30 = |

1.21 10.0 15 30 = |

1.22 10.0 1.5 30 = |

1.23 10.0 15 30 = |

1.24 10.0 1.5 30 = |

1.25 10.0 15 30 = u

1.26 10.0 1.5 30 = |

1.27 10.0 15 30 = |

_ 1.28 10.0 1.5 30 = |

i w129 10.0 15 30 = |

o _.im 1.30 10.0 15 30 = u

' e 131 11.2 1.5 30 - u

' L 1.32 11.2 15 30 = |

1.33 11.2 1.5 30 = |

1.34 11.2 15 30 = |

1.35 11.2 1.5 30 = |

1.36 11.2 15 30 = |

1.37 11.2 1.5 30 = |

1.38 11.2 15 30 = |

1.39 11.2 1.5 30 = |

1.40 11.2 1.5 30 = |

1.45 11.2 15 30 = |

1.50 11.2 2.0 38 = |

1.55 12.0 2.0 38 =W |

1.60 12.0 2.0 38 = |

1.65 12.0 2.0 38 ™ m

1.70 12.0 2.0 38 = m

1.75 12.0 2.0 38 = m

1.80 12.0 2.0 38 = ]

1.85 12.0 2.0 38 = |

1.90 12.0 2.0 38 = ]

1.95 12.0 2.0 38 = |



DIXI 1135 R
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& ' ?‘\\l
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L G AP//'

T

Crp. 71 Crp. 80
\

CrMUPAJIbHbIE CBEPJIA z=2
C YCUJTIEHHBbIM XBOCTOBNKOM

TWIST DRILLS A
REINFORCED SHANK '
D;or000a L1 Dis L HM TiN DICUT
0.20 1.5 15 30 u ||
0.21 1.5 15 30 | |
0.22 1.5 15 30 u ||
0.23 1.5 15 30 | |
0.24 1.5 15 30 u ||
0.25 2.0 15 30 | |
0.26 2.0 15 30 u ||
0.27 2.0 15 30 | |
0.28 2.0 15 30 u ||
0.29 2.0 15 30 | |
0.30 2.0 15 30 | |
0.31 2.5 15 30 u ||
0.32 2.5 15 30 | |
0.33 2.5 15 30 u ||
0.34 2.5 15 30 | |
0.35 2.5 15 30 u ||
0.36 2.5 15 30 | |
0.37 2.5 15 30 u ||
0.38 2.5 15 30 | |
0.39 3.0 15 30 u ||
0.40 3.0 15 30 u ||
0.41 3.0 15 30 | |
0.42 3.0 15 30 u ||
0.43 3.0 15 30 | |
0.44 3.0 15 30 u ||
0.45 3.0 15 30 | |
0.46 3.0 15 30 u ||
0.47 3.0 15 30 ] ]
0.48 3.0 15 30 || |
0.49 3.0 15 30 ] |
0.50 4.0 15 30 ] ]
0.51 4.0 15 30 || |
0.52 4.0 15 30 ] ]
0.53 4.0 15 30 || |
0.54 4.0 15 30 ] ]
0.55 4.0 15 30 || |
0.56 4.0 15 30 ] ]
0.57 4.0 15 30 || |
0.58 4.0 15 30 ] ]
0.59 4.0 15 30 || |

MNpaoomxexne Ha cTp.47
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Dior000s L1 Dhe L HM TiN DICUT
0.60 4.5 15 30 [ | [ |
0.61 4.5 1.5 30 [ | [ |
0.62 4.5 1.5 30 [ | [ |
0.63 4.5 1.5 30 [ | [ |
0.64 4.5 1.5 30 [ | |
0.65 4.5 1.5 30 [ | [ |
0.66 4.5 15 30 | [ |
0.67 4.5 1.5 30 [ | [ |
0.68 4.5 15 30 [ | [ |
0.69 4.5 1.5 30 [ | [ |
0.70 4.5 1.5 30 [ | [ |
0.71 4.5 1.5 30 [ | [ |
0.72 4.5 1.5 30 [ | [ |
0.73 4.5 1.5 30 [ | [ |
0.74 4.5 1.5 30 [ | [ |
0.75 4.5 1.5 30 [ | [ |
0.76 4.5 1.5 30 [ | [ |
0.77 4.5 1.5 30 [ | [ |
0.78 4.5 1.5 30 [ | [ |
0.79 4.5 15 30 [ | [ |
0.80 5.0 15 30 u |
0.81 5.0 1.5 30 | |
0.82 5.0 15 30 u |
0.83 5.0 1.5 30 | |
0.84 5.0 15 30 u |
0.85 5.0 1.5 30 | |
0.86 5.0 15 30 u |
0.87 5.0 1.5 30 | [ |
0.88 5.0 15 30 [ | |
0.89 5.0 1.5 30 | [ |
0.90 5.0 1.5 30 | [ |
0.91 5.0 15 30 [ | |
0.92 5.0 1.5 30 | [ |
0.93 5.0 15 30 | |
0.94 5.0 1.5 30 | [ |
0.95 5.0 15 30 [ | |
0.96 5.0 1.5 30 | [ |
0.97 5.0 15 30 [ | |
0.98 5.0 1.5 30 | [ |
0.99 5.0 15 30 | |
1.00 5.0 15 30 | |
1.01 5.0 1.5 30 | [ |
1.02 5.0 15 30 | |
1.03 5.0 1.5 30 | [ |
1.04 5.0 15 30 [ | |
1.05 5.0 1.5 30 | [ |
1.06 5.0 15 30 | |
1.07 5.0 1.5 30 | [ |
1.08 5.0 15 30 [ | |
1.09 5.0 1.5 30 | [ |
1.10 5.0 1.5 30 | [ |
1.11 5.0 15 30 | [ |
1.12 5.0 1.5 30 | [ |
1.13 5.0 15 30 | |
1.14 5.0 1.5 30 | [ |

ﬁ MponosmxeHue Ha cTp.48
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DIXI 1135 R

Dior0004 L1 Dhe L HM TiN DICUT
1.15 5.0 15 30 u u
1.16 5.0 1.5 30 | |
1.17 5.0 15 30 u u
1.18 5.0 1.5 30 | |
1.19 5.0 15 30 u u
1.20 6.0 15 30 u u
1.21 6.0 1.5 30 | |
1.22 6.0 15 30 u u
1.23 6.0 1.5 30 | |
1.24 6.0 15 30 u u
1.25 6.0 1.5 30 | |
1.26 6.0 15 30 u u
1.27 6.0 1.5 30 | |
1.28 6.0 15 30 u u
1.29 6.0 1.5 30 | |
1.30 6.0 1.5 30 | |
1.31 6.0 15 30 u u
1.32 6.0 1.5 30 | |
1.33 6.0 15 30 u u
1.34 6.0 1.5 30 | |
1.35 6.0 15 30 u u
1.36 6.0 1.5 30 | |
1.37 6.0 15 30 u u
1.38 6.0 1.5 30 | |
1.39 6.0 15 30 u u
1.40 6.0 15 30 u |
1.41 6.0 1.5 30 | |
1.42 6.0 15 30 u |
1.43 6.0 1.5 30 | |
1.44 6.0 15 30 | [
1.45 6.0 1.5 30 | [
1.46 6.0 15 30 u |
1.47 6.0 1.5 30 | |
1.48 6.0 15 30 u |
1.49 6.0 1.5 30 | |
1.50 7.0 2.0 38 [ | [ |
1.51 7.0 2.0 38 [ | B
1.52 7.0 2.0 38 [ | [ |
1.53 7.0 2.0 38 [ | B
1.54 7.0 2.0 38 [ | [
1.55 7.0 2.0 38 [ | B
1.56 7.0 2.0 38 [ | [ |
1.57 7.0 2.0 38 [ | |
1.58 7.0 2.0 38 [ | [ |
1.59 7.0 2.0 38 [ | |
1.60 7.0 2.0 38 [ | [ |
1.61 7.0 2.0 38 [ | [
1.62 7.0 2.0 38 [ | [ |
1.63 7.0 2.0 38 [ | [
1.64 7.0 2.0 38 [ | [ |
1.65 7.0 2.0 38 [ | [
1.66 7.0 2.0 38 [ | [ |
1.67 7.0 2.0 38 [ | [
1.68 7.0 2.0 38 [ | [ |
1.69 7.0 2.0 38 [ | [
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DIXI 1135 R

Dior000s L1 Dhe L HM TiN DICUT
1.70 7.0 2.0 38 [ | [ |
1.71 7.0 2.0 38 [ | [ |
1.72 7.0 2.0 38 [ | [ |
1.73 7.0 2.0 38 [ | [ |
1.74 7.0 2.0 38 [ | |
1.75 7.0 2.0 38 [ | [ |
1.76 8.0 2.0 38 [ | [ |
1.77 8.0 2.0 38 [ | [ |
1.78 8.0 2.0 38 [ | [ |
1.79 8.0 2.0 38 [ | [ |
1.80 8.0 2.0 38 [ | [ |
1.81 8.0 2.0 38 [ | [ |
1.82 8.0 2.0 38 [ | [ |
1.83 8.0 2.0 38 [ | [ |
1.84 8.0 2.0 38 [ | [ |
1.85 8.0 2.0 38 | |
1.86 8.0 2.0 38 [ | [ |
1.87 8.0 2.0 38 [ | [ |
1.88 8.0 2.0 38 [ | [ |
1.89 8.0 2.0 38 [ | [ |
1.90 8.0 2.0 38 u |
1.91 8.0 2.0 38 | |
1.92 8.0 2.0 38 u |
1.93 8.0 2.0 38 | |
1.94 8.0 2.0 38 u |
1.95 8.0 2.0 38 | |
1.96 8.0 2.0 38 u u
1.97 8.0 2.0 38 | [ |
1.98 8.0 2.0 38 [ | |
1.99 8.0 2.0 38 | [ |
2.00 9.0 2.5 43 | [ |
2.01 9.0 2.5 43 | |
2.02 9.0 2.5 43 | [ |
2.03 9.0 2.5 43 | [ |
2.04 9.0 2.5 43 | [ |
2.05 9.0 2.5 43 [ | [ |
2.06 9.0 2.5 43 | [ |
2.07 9.0 2.5 43 [ | [ |
2.08 9.0 2.5 43 | [ |
2.09 9.0 2.5 43 | |
2.10 9.0 2.5 43 | |
2.11 9.0 2.5 43 | [ |
2.12 9.0 2.5 43 [ | |
2.13 9.0 2.5 43 | [ |
2.14 9.0 2.5 43 | |
2.15 9.0 2.5 43 | [ |
2.16 9.0 2.5 43 | |
2.17 9.0 2.5 43 | [ |
2.18 9.0 2.5 43 [ | [ |
2.19 9.0 2.5 43 | [ |
2.20 9.0 2.5 43 | [ |
2.21 9.0 2.5 43 | [ |
2.22 9.0 2.5 43 | [ |
2.23 9.0 2.5 43 | |
2.24 9.0 2.5 43 | [ |
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D;or000a L1 Dis L HM TiN DICUT
2.25 9.0 25 43 u u
2.26 9.0 2.5 43 n n
2.27 9.0 2.5 43 u u
2.28 9.0 2.5 43 u u
2.29 9.0 25 43 u u
2.30 9.0 2.5 43 u u
2.31 9.0 2.5 43 n u
2.32 9.0 25 43 u ||
2.33 9.0 2.5 43 u ]
2.34 9.0 25 43 u |
2.35 9.0 2.5 43 u ]
2.36 9.0 25 43 u |
2.37 9.0 2.5 43 u ]
2.38 9.0 2.5 43 u ||
2.39 9.0 2.5 43 u ]
2.40 9.0 2.5 43 u ]
2.41 9.0 25 43 u |
2.42 9.0 2.5 43 u ]
2.43 9.0 25 43 u |
2.44 9.0 2.5 43 u ]
2.45 9.0 2.5 43 u ||
2.46 9.0 2.5 43 u ]
2.47 9.0 2.5 43 u ||
2.48 9.0 2.5 43 u ]
2.49 9.0 2.5 43 u ||
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DIXI 1138 R

Z=2 CrMMPANIbHbLIE CBEPJIA
C YCMJTIEHHBbIM XBOCTOBMKOM
g TWIST DRILLS
8 REINFORCED SHANK
D116 L, Dpe L HM TIALN
0.05 0.35 3 38 |
0.06 0.4 3 38 [ |
0.07 0.5 3 38 |
0.08 0.6 3 38 [ |
0.09 0.65 3 38 |
0.10 0.7 3 38 | |
0.15 1.0 3 38 | |
0.20 1.0 3 38 u |
0.25 1.0 3 38 | |
0.30 15 3 38 | |
0.35 15 3 38 | |
0.40 2.0 3 38 | |
0.45 3.6 3 38 | |
0.50 4.0 3 38 | |
0.53 4.5 3 38 | |
0.55 4.5 3 38 | |
0.60 4.5 3 38 | |
0.62 5.0 3 38 u |
0.65 5.0 3 38 | |
0.70 5.6 3 38 u |
0.71 5.6 3 38 | |
0.75 5.6 3 38 u |
0.80 6.3 3 38 | |
0.81 6.3 3 38 u |
0.82 6.3 3 38 | |
0.83 6.3 3 38 u |
0.84 6.3 3 38 | |
0.85 6.3 3 38 | u
0.86 7.1 3 38 | |
0.87 7.1 3 38 | u
0.88 7.1 3 38 | |
0.89 7.1 3 38 | u
0.90 7.1 3 38 | |
0.91 7.1 3 38 | u
0.92 7.1 3 38 | |
0.93 7.1 3 38 | |
0.94 7.1 3 38 | |
0.95 7.1 3 38 | |
0.96 9.0 3 38 | |
0.97 9.0 3 38 | |
0.98 9.0 3 38 | |
0.99 9.0 3 38 | |
1.00 9.0 3 38 | |
1.01 9.0 3 38 | u
1.02 9.0 3 38 | |
1.03 9.0 3 38 | |
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D1 e L, Dig L HM  TIALN
1.04 9.0 3 38 u u
1.05 9.0 3 38 u u
1.06 9.0 3 38 u u
1.07 9.0 3 38 u u
1.08 9.0 3 38 u u
1.09 9.0 3 38 u u
1.10 9.0 3 38 u u
1.11 9.0 3 38 u u
1.12 9.0 3 38 u u
1.13 9.0 3 38 u u
1.14 9.0 3 38 u u
1.15 9.0 3 38 u u
1.16 10.0 3 38 u u
1.17 10.0 3 38 u u
1.18 10.0 3 38 u u
1.19 10.0 3 38 u u
1.20 10.0 3 38 u u
1.21 10.0 3 38 u u
1.22 10.0 3 38 u u
1.23 10.0 3 38 u u
1.24 10.0. 3 38 u u
1.25 10.0 3 38 u u
1.26 10.0 3 38 u u
1.27 10.0 3 38 u u
1.28 10.0 3 38 u u
1.29 10.0 3 38 u u
1.30 10.0 3 38 u u
1.31 11.2 3 38 u u
1.32 11.2 3 38 u u
1.33 11.2 3 38 u u
1.34 11.2 3 38 u u
1.35 11.2 3 38 u u
1.36 11.2 3 38 u u
1.37 11.2 3 38 u u
1.38 11.2 3 38 u u
1.39 11.2 3 38 u u
1.40 11.2 3 38 u u
1.45 11.2 3 38 u u
1.50 11.2 3 38 u u
1.55 12.0 3 38 u u
1.60 12.0 3 38 u u
1.65 12.0 3 38 u u
1.70 12.0 3 38 u u
1.75 12.0 3 38 u u
1.80 12.0 3 38 u u
1.85 12.0 3 38 u u
1.90 12.0 3 38 u u
1.95 12.0 3 38 u u
2.00 12.0 3 38 u u
2.05 15.0 3 38 u u
2.10 15.0 3 38 u u
2.15 15.0 3 38 u u
2.20 15.0 3 38 u u
2.25 15.0 3 38 u u
2.30 15.0 3 38 u u
2.35 15.0 3 38 u u
2.40 15.0 3 38 u u
2.45 15.0 3 38 u u
2.50 15.0 3 38 u u
2.55 15.0 3 38 u u
2.80 16.0 3 38 u u
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DIXI 1145 R TiALN
[

[ e am 7 =9 _ CTIWPAJTbHBIE CBEP/IA
(= | ) @) C MOAAYEN COX YEPE3 MHCTPYMEHT
N Na NG
AR G 4D

i
6537 ) Un/) )

Crp 82 Cip 71 DRILLS WITH COOLANT HOLES

ISO 513: P MK

3aXkMMHasl KoHMrypaums no 3anpocy B
cootBeTcTBuM € DIN 6535-HB nnun HE.

Clamping configuration (Whistle Notch) D1 ns = - Preo 5 AL
on request. 0.70 5 26 3 38
0.80 5 26 3 38
0.90 5 27 3 38
1.00 7 24 3 38
1.10 7 24 3 38
1.20 7 24 3 38
AT, 1.30 7 24 3 38
- 1.40 7 25 3 38
oy 1.50 11 20 3 38
1.60 11 20 3 38
= k 1.70 11 20 3 38
T S e 180 11 20 3 38
A 190 11 20 3 38
. Lz . S SR - 2.00 15 18 3 38
. L - 2.10 15 18 3 38
2.20 15 18 3 38
2.30 15 26 4 50
2.40 15 27 4 50
2.50 18 24 4 50
2.60 18 24 4 50
2.70 18 24 4 50
2.80 18 24 4 50
2.90 23 35 6 66
3.00 23 35 6 66
3.20 23 35 6 66
3.30 23 35 6 66
3.40 23 35 6 66
3.50 23 35 6 66
3.75 29 36 6 74
3.80 29 36 6 74
4.00 29 36 6 74
4.10 29 36 6 74
4.20 29 36 6 74
4.30 29 36 6 74
4.40 29 36 6 74
4.50 35 38 6 82
4.80 35 38 6 82
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D1 e L, L, Dhe L TiALN
5.00 35 39 6 82
5.10 35 39 6 82
5.20 35 39 6 82
5.30 35 39 6 82
5.50 35 39 6 82
5.60 35 39 6 82
5.80 35 39 6 82
6.00 35 40 6 82
6.10 43 36 8 91
6.20 43 36 8 91
6.30 43 36 8 91
6.35 43 36 8 91
6.50 43 36 8 91
6.60 43 36 8 91
6.80 43 36 8 91
7.00 43 37 8 91
7.20 43 36 8 91
7.30 43 36 8 91
7.50 43 36 8 91
7.60 43 36 8 91
7.80 43 36 8 91
8.00 43 37 8 91
8.10 49 40 10 103
8.20 49 40 10 103
8.30 49 40 10 103
8.50 49 40 10 103
8.60 49 40 10 103
8.80 49 40 10 103
9.00 49 41 10 103
9.20 49 41 10 103
9.40 49 41 10 103
9.50 49 41 10 103
9.525 49 41 10 103
9.60 49 41 10 103
9.80 49 41 10 103
10.00 49 42 10 103
10.10 56 47 12 118
10.20 56 47 12 118
10.30 56 47 12 118
10.50 56 47 12 118
10.60 56 47 12 118
10.80 56 47 12 118
11.00 56 48 12 118
11.30 58 46 12 118
11.50 58 46 12 118
12.00 60 45 12 118
13.00 65 45 14 124
14.00 70 41 14 124
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Crp 84 Cip 71 DRILLS WITH COOLANT HOLES

ISO 513: PKS

3axkMMHasl KoHdMrypaums no 3anpocy B
cooTtBeTcTBuu € DIN 6535-HB nnun HE.

Clamping configuration (Whistle Notch) D1 he by Lo Dh L TIALN
on request. 0.80 8.0 37 3 50
0.85 9.0 37 3 50
0.90 9.0 36 3 50
0.95 10.0 36 3 50
1.00 10.0 35 3 50
1.10 11.0 34 3 50
s 1.20 12.0 33 3 50
NN 1.30 13.0 33 3 50
L 1.40 14.0 32 3 50
1.50 15.0 43 3 50
. o 1.60 16.0 42 3 62
= 1.70 17.0 41 3 62
L E : - SIS 14~ 1.80 18.0 40 3 62
"""""""" T b 1.90 19.0 39 3 62
- L i - I - A
2.00 20.0 38 3 62
2.10 21.0 37 3 62
2.20 22.0 36 3 62
2.30 23.0 51 4 79
2.40 24.0 50 4 79
2.50 25.0 49 4 79
2.60 26.0 48 4 79
2.70 27.0 47 4 79
2.80 28.0 46 4 79
2.90 29.0 44 6 79
3.00 30.0 43 6 79
3.30 33.0 50 6 89
3.50 35.0 48 6 89
3.75 37.5 46 6 89
4.00 40.0 56 6 102
4.20 42.0 54 6 102
4.30 43.0 53 6 102
4.50 45.0 51 6 102
4.80 48.0 48 6 102
5.00 50.0 46 6 102
5.20 52.0 44 6 102
5.30 53.0 43 6 102
5.50 55.0 41 6 102
5.80 58.0 54 6 118

ﬂ MNpopomkeHne Ha cTp.56 Continued on page 56



DIXI 1146 R

£ )
5
N
. p—
r/ \) { v"'\‘l.
\ \ g
4 \\f’p/,f

Crp. 71 Crp. 84

ISO 513:

D1 16 L, L, Die L TiALN
5.90 59.0 53 6 118
6.00 60.0 52 6 118
6.20 62.0 48 8 118
6.30 63.0 47 8 118
6.35 63.5 47 8 118
6.50 65.0 45 8 118
6.60 66.0 59 8 133
6.80 68.0 57 8 133
6.90 69.0 56 8 133
7.00 70.0 55 8 133
7.20 72.0 53 8 133
7.50 75.0 50 8 133
7.80 78.0 47 8 133
8.00 80.0 45 8 133
8.20 82.0 59 10 151
8.40 84.0 57 10 151
8.50 85.0 56 10 151
8.80 88.0 53 10 151
9.00 90.0 60 10 160
9.20 92.0 58 10 160
9.40 94.0 56 10 160
9.525 95.3 55 10 160
9.80 98.0 52 10 160
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DIXI 1147 R TiALN
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PN s ) 7=09 BbICOKOIMPOW3BOANUTESIbHBIE CBEPSIA
c c
\”) &y
|:/.|F _ii[\\) /‘/’ _“\\
NI
c}","{é . 71 HIGH PRODUCTIVITY DRILLS
ISO 513: PK S L, =6.5xD,

3aXKnMHas KoHdurypaums no 3anpocy B
cootBeTcTBuu € DIN 6535-HB nnun HE.

Clamping configuration (Whistle Notch) D1 he L L Dre L TIALN
on request. 0.50 3.3 29 3 38 m
0.55 3.6 29 3 38 [ |

0.60 3.9 29 3 38 |

0.65 4.3 33 3 43 [ |

0.70 4.6 33 3 43 [ |

0.75 4.9 33 3 43 [ |

0.80 5.2 32 3 43 [ |

0.85 5.6 32 3 43 [ |

0.90 5.9 32 3 43 [ |

0.95 6.5 32 3 43 [ |

¥ _ 1.00 6.5 31 3 43 [ |
> [ DEEEESES W 10 7.2 31 3 43 0
: ¥ 1.20 7.8 37 3 50 [ |
I B e 1.30 8.5 37 3 50 [
| i e 1.40 9.1 36 3 50 |
1.50 9.8 35 3 50 [ |

1.60 10.4 35 3 50 [ |

1.70 11.1 34 3 50 [ |

1.80 11.7 34 3 50 [ |

1.90 12.4 33 3 50 [ |

2.00 13.0 43 4 62 [ |

2.10 13.7 42 4 62 [ |

2.20 14.3 42 4 62 [ |

2.30 15.0 41 4 62 [ |

2.40 15.6 41 4 62 [ |

2.50 16.3 40 4 62 [ |

2.60 16.9 39 4 62 [ |

2.70 17.6 39 4 62 [ |

2.80 18.2 38 4 62 [ |

2.90 18.9 38 4 62 [ |

3.00 19.5 37 4 62 [ |

3.10 21.0 53 6 79 [ |

3.20 21.0 52 6 79 [ |

3.30 21.5 51 6 79 [ |

3.40 22.5 51 6 79 [ |

3.50 23.0 50 6 79 [ |

3.75 24.7 49 6 79 [ |

3.80 24.7 48 6 79 [ |

3.90 25.4 47 6 79 [ |
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D1 e L, L, Dhe L TiALN
4.00 26.0 47 6 79
4.10 27.3 46 6 79
4.20 27.3 45 6 79
4.30 28.0 45 6 79
4.40 28.6 44 6 79
4.50 28.6 43 6 79
4.60 29.9 43 6 79
4.70 31.2 42 6 79
4.80 31.2 42 6 79
4.90 32.0 41 6 79
5.00 32.5 50 6 89
5.10 34.0 49 6 89
5.20 34.0 49 6 89
5.30 34.0 48 6 89
5.50 36.4 47 6 89
5.60 36.4 46 6 89
5.80 39.0 45 6 89
6.00 39.0 44 6 89
6.10 41.0 54 8 102
6.20 41.0 53 8 102
6.30 41.0 53 8 102
6.35 43.0 53 8 102
6.50 43.0 51 8 102
6.60 43.0 51 8 102
6.80 46.8 50 8 102
7.00 46.8 48 8 102
7.20 46.8 47 8 102
7.50 52.0 45 8 102
7.80 52.0 43 8 102
8.00 52.0 42 8 102
8.20 55.3 54 10 118
8.40 55.3 54 10 118
8.50 55.3 52 10 118
8.80 58.5 51 10 118
9.00 58.5 49 10 118
9.50 65.0 46 10 118
9.80 65.0 44 10 118
10.00 65.0 43 10 118
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DIXI 1149 R TiALN
[

PN A 7 =2 CMNPAJIbHBIE CBEPJ1A C YCUJTIEHHBIM
( ) b |} XBOCTOBMKOM
e \\-.,__,,./
e P
/DIN ¢ \'r\) { \I_
/
€537 W TWIST DRILLS REINFORCED SHANK
Crp. 82 Crp. 71
ISO 513: PMKSN
3aXXMMHasi KOHMIypaLwms Mo 3anpocy B
cooTtBeTcTBMU C DIN 6535-HB nnun HE.
D L L D L TIALN
Clamping configuration (Whistle Notch) 116 ! 2 he
on request. 2.00 9 35 3 50
2.10 9 35 3 50
2.20 9 35 3 50
2.30 9 35 3 50
2.40 9 35 3 50
2.50 9 36 3 50
2.60 11 31 4 50
2.70 [ 31 4 50
2.80 11 31 4 50
2.90 [ 31 4 50
3.00 14 39 6 62
3.10 14 39 6 62
3.175 14 39 6 62
3.20 14 39 6 62
3.30 14 39 6 62
£ 3.40 14 39 6 62
ol 3.50 14 39 6 62
_ 3.60 14 39 6 62
& ' 3.70 14 40 6 62
Y M e 3.80 17 40 6 66
R e ¥ Y 3.90 17 40 6 66
fsg L il
~ e b - 4.00 17 40 6 66
- - 4.10 17 40 6 66
4.20 17 40 6 66
4.30 17 40 6 66
4.40 17 40 6 66
4.50 17 40 6 66
4.60 17 40 6 66
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D1 he Lo Dne L
4.70 17 40 6 66
4.762 20 37 6 66
4.90 20 38 6 66
5.00 20 38 6 66
5.20 20 38 6 66
5.30 20 38 6 66
5.50 20 38 6 66
5.80 22 36 6 66
6.00 22 37 6 66
6.20 24 43 8 79
6.30 24 43 8 79
6.35 24 43 8 79
6.50 24 43 8 79
6.60 24 43 8 79
6.80 24 44 8 79
7.00 24 43 8 79
7.20 29 38 8 79
7.50 29 38 8 79
7.80 29 38 8 79
8.00 29 39 8 79
8.20 35 40 10 89
8.40 35 40 10 89
8.50 35 40 10 89
8.80 35 41 10 89
9.00 35 41 10 89
9.50 35 41 10 89
9.80 35 41 10 89
10.00 35 42 10 89
10.20 40 47 12 102
10.50 40 47 12 102
10.80 40 48 12 102
11.00 40 48 12 102
11.50 41 47 12 102
12.00 42 47 12 102
13.00 46 47 14 107
14.00 49 45 14 107
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CT;)_.F86 Crp. 71

ISO 513: PKS

Jlanka paboyeit YacTv cBepsa ANAMETPOM
oT ¥3.00MM no DIN 1809 - no 3anpocy

Tang drive according to DIN 1809
from @ 3.00 mm on request.
j ]
..... H ¥
h._.....':'l....._,é .-l"'
P Lo -
j ]
T H - . ._'
o T— =SS5 |w
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I
bt L -

DIXI 1151 R

CBEPJIA - PA3BEPTKW

DRILL REAMERS

D1 0/-0.004 Ly Dhe L HM TiN
0.20 1.0 1 30 |
0.25 1.0 1 30 |
0.30 15 1 30 |
0.35 15 1 30 |
0.40 2.0 1 30 |
0.45 3.6 1 30 |
0.50 4.0 1 30 |
0.55 4.5 1 30 |
0.60 4.5 1 30 |
0.65 5.0 1 30 |
0.70 5.6 1 30 u
0.75 5.6 1 30 |
0.80 6.3 1 30 |
0.85 6.3 1 30 |
0.90 7.1 1 30 |
0.95 7.1 1 30 |
Dis Ly L HM TiN
1.00 8 30 |
1.05 8 30 |
1.10 10 30 |
1.15 10 30 |
1.20 10 30 |
1.25 10 30 |
1.30 10 30 |
1.35 10 30 |
1.40 10 30 |
1.45 10 30 |
1.50 10 30 |
1.55 12 38 |
1.60 12 38 |
1.65 12 38 |
1.70 12 38 |
1.75 12 38 |
1.80 12 38 |
1.85 12 38 |
1.90 12 38 |
1.95 12 38 |
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Die L, L HM TiN
2.00 12 38 ]
2.10 12 38 ]
2.20 13 40 |
2.30 13 40 |
2.40 14 43 |
2.50 14 43 |
2.60 14 43 ]
2.70 16 46 |
2.80 16 46 ]
2.90 16 46 |
3.00 16 46 |
3.10 18 49 ]
3.20 18 49 |
3.30 18 49 ]
3.40 20 52 |
3.50 20 52 |
3.60 20 52 |
3.70 20 52 |
3.80 22 55 ]
3.90 22 55 ]
4.00 22 55 ]
4.10 22 55 ]
4.20 22 55 ]
4.30 24 58 ]
4.40 24 58 ]
4.50 24 58 ]
4.60 24 58 ]
4.70 24 58 ]
4.80 26 62 |
4.90 26 62 |
5.00 26 62 |
5.10 26 62 ]
5.20 26 62 |
5.30 26 62 ]
5.40 28 66 |
5.50 28 66 |
5.60 28 66 ]
5.70 28 66 |
5.80 28 66 ]
5.90 28 66 |
6.00 28 66 |
6.10 31 70 ]
6.20 31 70 ]
6.30 31 70 ]
6.40 31 70 ]
6.50 31 70 ]
6.60 31 70 ]
6.70 31 70 ]
6.80 34 74 ]
6.90 34 74 |

MNpoposmkeHne Ha cTp.63

Continued on page 63 ﬁ
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DIXI 1151 R

Die L, L HM TiN
7.00 34 74 |
7.50 34 74 |
7.80 37 79 |
8.00 37 79 |
8.20 37 79 |
8.50 37 79 |
8.80 40 84 |
9.00 40 84 |
9.50 40 84 |
9.80 43 89 |
10.00 43 89 |
10.20 43 89 |
10.50 43 89 |
11.00 47 95 |
11.50 47 95 |
12.00 51 102 |
12.50 51 102 |
13.00 51 102 |
13.50 54 107 |
14.00 54 107 |
15.00 56 111 |
16.00 58 115 |



DIXI 1152

CBEPJIA - PA3BEPTKU 7=9 q \) F{_/"\\I
(‘?Z \\\_‘__ i \\\ _/}
¢ PR
(; (/ \\) rl// \'c\i

DRILL REAMERS Q, L ey

Crp. 71 Crp. 86

ISO 513: PKS

D1 0/-0.004 Ly Dhe L HM

0.15 15 3.0 38 ]
0.20 1.5 3.0 38 ] _ : f
0.25 2.0 3.0 38 ] 1
0.30 2.0 3.0 38 ] 1

0.35 2.0 3.0 38 ]

0.40 2.0 3.0 38 ]

0.45 3.6 3.0 38 ]

0.50 4.0 3.0 38 ]

0.53 4.5 3.0 38 ]

0.55 4.5 3.0 38 ]

0.60 4.5 3.0 38 ]

0.62 5.0 3.0 38 ]

0.65 5.0 3.0 38 ]

0.70 5.6 3.0 38 ]

0.71 5.6 3.0 38 ]

0.75 5.6 3.0 38 ]

0.80 6.3 3.0 38 ]

0.81 6.3 3.0 38 ]

0.82 6.3 3.0 38 ]

0.83 6.3 3.0 38 ]

0.84 6.3 3.0 38 ]

0.85 6.3 3.0 38 ]

0.86 7.1 3.0 38 ]

0.87 7.1 3.0 38 ]

0.88 7.1 3.0 38 ]
0.89 7.1 3.0 38 ]

0.90 7.1 3.0 38 ]

0.91 7.1 3.0 38 ]

0.92 7.1 3.0 38 ]

0.93 7.1 3.0 38 ] . .
0.94 7.1 3.0 38 ]

0.95 7.1 3.0 38 ]

0.96 9.0 3.0 38 ]

0.97 9.0 3.0 38 ]

0.98 9.0 3.0 38 ]

0.99 9.0 3.0 38 ]

1.00 9.0 3.0 38 ]

1.01 9.0 3.0 38 ]

1.02 9.0 3.0 38 ]

1.03 9.0 3.0 38 ]

1.04 9.0 3.0 38 ]

1.05 9.0 3.0 38 ]

1.06 9.0 3.0 38 ]

1.07 9.0 3.0 38 ]

1.08 9.0 3.0 38 ]

1.09 9.0 3.0 38 ]

MpoposmkeHne Ha cTp.65 Continued on page 65 ﬂ
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DIXI 1152

[

D1 07-0.004 Ly Dhe L HM
1.10 9.0 3.0 38 u
111 9.0 3.0 38 |
1.12 9.0 3.0 38 u
1.13 9.0 3.0 38 u
1.14 9.0 3.0 38 u
1.15 9.0 3.0 38 u
1.16 10.0 3.0 38 u
1.17 10.0 3.0 38 |
1.18 10.0 3.0 38 u
1.19 10.0 3.0 38 u
1.20 10.0 3.0 38 u
1.21 10.0 3.0 38 u
1.22 10.0 3.0 38 |
1.23 10.0 3.0 38 u
1.24 10.0 3.0 38 u
1.25 10.0 3.0 38 u
1.26 10.0 3.0 38 u
1.27 10.0 3.0 38 u
1.28 10.0 3.0 38 |
1.29 10.0 3.0 38 u
1.30 10.0 3.0 38 u
1.31 11.2 3.0 38 u
1.32 11.2 3.0 38 u
1.33 11.2 3.0 38 |
1.34 11.2 3.0 38 n
1.35 11.2 3.0 38 u
1.36 11.2 3.0 38 u
1.37 11.2 3.0 38 u
1.38 11.2 3.0 38 u
1.39 11.2 3.0 38 |
1.40 11.2 3.0 38 u
1.45 11.2 3.0 38 u
1.50 11.2 3.0 38 u
1.55 12.0 3.0 38 u
1.60 12.0 3.0 38 |
1.65 12.0 3.0 38 |
1.70 12.0 3.0 38 u
1.75 12.0 3.0 38 u
1.80 12.0 3.0 38 u
1.85 12.0 3.0 38 u
1.90 12.0 3.0 38 |
1.95 12.0 3.0 38 |
2.00 12.0 3.0 38 u
2.05 15.0 3.0 38 u
2.10 15.0 3.0 38 u
2.15 15.0 3.0 38 |
2.20 15.0 3.0 38 |
2.25 15.0 3.0 38 u
2.30 15.0 3.0 38 u
2.35 15.0 3.0 38 u
2.40 15.0 3.0 38 u
2.45 15.0 3.0 38 |
2.50 15.0 3.0 38 |
2.55 15.0 3.0 38 u
2.60 15.0 3.0 38 u
2.70 16.0 3.0 38 u
2.80 16.0 3.0 38 u
2.90 16.0 3.0 38 |



DIXI 1280 R

CrMMPANIbHBIE CBEPJ1A C YCUIEHHbBIM .
XBOCTOBWKOM AJ14 3AKAJIEHHbBIX CTAJIEN

TWIST DRILLS FOR HARD STEEL
REINFORCED SHANK

D1 07-0.004 Ly L, Dhe L XIDUR
0.25 0.75 2.0 3 38 |
0.30 0.90 2.5 3 38 |
0.40 1.20 3.2 3 38 |
0.50 1.50 4.0 3 38 |
0.60 1.80 4.8 3 38 |
0.70 2.10 5.6 3 38 |
0.80 2.40 6.5 3 38 |
0.90 2.70 7.5 3 38 |
1.00 3.00 8.0 3 38 |
1.10 3.30 8.0 3 50 |
1.20 3.60 10.0 3 50 |
1.30 3.90 12.0 3 50 |
1.40 4.20 12.0 3 50 |
1.50 4.50 12.0 3 50 |
1.60 4.80 15.0 3 50 |
1.70 5.10 15.0 3 50 |
1.80 5.40 15.0 3 50 |
1.90 5.80 15.0 3 50 |
2.00 6.00 16.0 3 50 |
Dy 16 L, Dre L XIDUR
2.50 15 3 62 n
2.60 15 3 62 u
2.70 15 3 62 u
2.80 15 3 62 u
2.90 15 3 62 n
3.00 20 4 66 u
3.175 20 4 66 u
3.30 20 4 66 u
3.40 20 4 66 u
3.50 20 4 66 u
3.57 20 4 66 u
3.70 20 4 66 u
3.80 20 4 66 u
3.90 20 4 66 u
4.00 30 6 66 n
4.10 30 6 66 u
4.20 30 6 66 n
4.30 30 6 66 u
4.365 30 6 66 n
4.50 30 6 66 u

MpopomkeHue Ha cTp.67 Continued on page 67 ﬁ
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Clamping configuration (Whistle Notch)
on request.

1 -
t L~ =
; e ——— R
i
Ly i =
R .
- L -
]5 _._'I' = i
I , N
e Ll
i ]



ISO 513:

:,,. \
\\h,//
sy
i
!\ 'Y

i

‘E\\ /‘/’ \\
) |

/
h i
ol

Crp. 86 Crp. 71

HS

DIXI 1280 R XIDUR

[

D1 16 L, Die L XIDUR
4.60 30 6 66 |
4.70 30 6 66 |
4.762 30 6 66 |
4.90 30 6 66 |
5.00 30 6 66 |
5.10 30 6 66 |
5.16 30 6 66 |
5.50 30 6 66 |
5.80 30 6 66 |
6.00 40 8 79 |
6.35 40 8 79 |
6.50 40 8 79 |
6.80 40 8 79 |
7.00 40 8 79 |
7.14 40 8 79 |
7.50 40 8 79 |
7.80 40 8 79 |
8.00 50 10 89 |
8.33 50 10 89 |
8.50 50 10 89 |
8.73 50 10 89 |
9.00 50 10 89 |
9.525 50 10 89 |
9.80 50 10 89 |

10.00 60 12 102 |

10.20 60 12 102 |

10.50 60 12 102 |

10.80 60 12 102 |

11.00 60 12 102 |

11.50 60 12 102 |

12.00 60 12 102 |




DIXI 1290 R

\
CrMMPAJIbHbIE CBEPJ1A Z=2 - oz
A4 MATEPUANIOB TUTMA KEVLAR® (\rjl {g )
CrMMPANHN CBPEAJIA 3A KEVLAR® -
DRILLS FOR KEVLAR®

\
ISO 513: N

Pexxnmbl pesaHus:
CkopocTb pezaHusa: Ve = 100 - 150 M/MUH.
Mopaua/obopotoB: f = 0.05-0.15 MM.

Ve = 100 - 150 m/min.

Dhe inches Ly L HM f = 0.05 - 0.15 mm/U.
JOVMbl
Cutting conditions: V¢ = 100 - 150 m/min.

250 = =0 = f =0.05 - 0.15 mm/rev.
3.00 18 50 [ |

3.175 1/8" 18 50 |

3.20 18 50 [ |

3.30 18 50 |

3.50 20 50 [ |

3.80 20 50 |

3.968 5/32" 22 50 [ |

4.00 22 50 n 1.

4.10 22 50 m o - @kﬂ
4.20 25 55 u [ T

4.50 25 58 | | | Ly

4.762 3/16" 25 60 [ ] L

4.80 25 62 |

5.00 25 62 |

5.20 25 62 |

5.50 25 66 |

5.556 7/32" 25 60 [ |

Dre inches Ly L HM

JOVMbl

5.60 30 66 [ |

6.00 30 66 [ |

6.20 30 75 |

6.35 1/4" 30 70 |

6.50 30 70 |

7.00 35 74 |

8.00 35 75 [ |

9.00 35 75 [ |

9.525 3/8" 35 75 |
10.00 35 75 |
11.00 50 100 |
12.00 50 100 |
12.70 1/2" 50 100 [ |



DIXI 1500 R+
[

Z=1 CTYIMNEHYATbBIE CrMUPAJIbHBIE CBEPJ1A HM
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) § | STEPPED TWIST DRILLS HM
N

CT;; 88 Crp. 71

ISO 513: P MK

g % f %
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; K..?‘H. § 1 | |
DIXI 1501 (W 1 - 2 - 3 -
i
xi.‘ @ b o  WsrotoBneHne nHctpymeHTa DIXI 1501, DIXI 1502, DIXI 1503, DIXI 1504
! fim P S Mo 3anpocy B COOTBETCTBUM C YepTexamu. [pun 3anpoce creayeT ykasbl-
= : oy, S BaTb:
I e -
. - [lnamMeTp 1 JoMNycK, KaK yKa3aHo Ha Cxemax CrieBa.
\ - b - Hanpaenenue pesanusi: R = MPABOE; L = JIEBOE.
| ] - Konnyectso kaHaBoK: 1 vim 2.
= - - ObpabaTbiBaeMbli MaTepuan.
e - TnybuHy pesaHus, Lc.
[ k:,-ﬁ - MokpbITHE.
DIXI 1502 W S - BO3MOXHO TaK>Ke U3roToBNEHWE MHCTPYMEHTa C noaadein COX.
. ‘ 5 CM. yepTexu Ha cTp. 90-91.
1 Y R 4 | F
=4 SRy 6
i s
b .
- L .
Il
DIXI 1503 =
rd
- i
i ¥ T L ol
o 0 i
2 t e o e
R o
EESE'H B
¥ [y ko
. ; - Manufactured according to drawings or samples.
When ordering, please specify:
s
DIXI 1504 A E}\ - The dimensions and tolerances corresponding to the drawings shown
| alongside.
Wil A longsid
/ - The direction of cutting: R = right-hand; L = left-hand.
-, - The number of flutes: 1 or 2.
i / 1. ¥y - The material to be machined.
= - - The cutting depth, Lc.
T ! - The coating.

- Also available with coolant holes.

See drawings p. 90-91.



DIXI 1600 R+

CBEPJIA 3/4
3/4 DRILLS

D1 07-0.004 Ly Dhe L HM
0.08 - 0.14 0.7 1.00 30 |
0.15-0.29 1.0 1.00 30 |
0.30 - 0.39 1.5 1.00 30 |
0.40 - 0.44 2.0 1.00 30 |
0.45-0.48 3.6 1.00 30 |
0.49 - 0.53 4.0 1.00 30 |
0.54 - 0.60 4.5 1.00 30 |
0.61 - 0.67 5.0 1.00 30 |
0.68 - 0.75 5.6 1.00 30 |
0.76 - 0.79 6.3 1.00 30 |
0.80 - 0.85 6.3 1.50 30 |
0.86 - 0.95 7.1 1.50 30 |
0.96 - 0.99 8.0 1.50 30 |
1.00 - 1.18 9.0 1.50 30 |
1.19-1.32 10.0 1.50 30 |
1.33-1.49 11.2 1.50 30 |
1.50 - 1.99 12.0 2.00 38 |
2.00 - 2.49 12.0 2.50 43 |
2.50 - 2.99 15.0 3.00 46 |
3.00 - 3.49 18.0 3.50 50 |
3.50 - 3.99 18.0 4.00 50 |
4.00 - 4.49 20.0 4.50 50 |
4.50 - 4.99 22.0 5.00 50 |
5.00 - 5.49 25.0 5.50 50 |
5.50 - 5.99 25.0 6.00 50 |

/ \.\
g
—

T
{ \) { v"'\‘l.
\ 1 A7

~Enmes”
Crp. 71 Crp. 74

ISO 513: PN

MNpw 3anpoce cnepyeT yKasbiBaTb:

- UMnnHAPUYECKWIA MU YCUNEHHDI XBOCTOBVK.

- [lvameTp 1 gonyck.

- HanpaeneHune pesaHusa: R = [MPABOE; L = JIEBOE.
- ObpabaTbiBaeMblii MaTepuan.

- MokpbIiTHe.

r
d i
1
%
j
1
|

When ordering, please specify:

- Straight ou reinforced shank.

- Dimensions and tolerances.

- Direction of cut: R = right; L = left.
- Material to be machined.

- Coating.



DIXI MOXeT U3rotoBUTb CnupasnbHble CBepia B
CTaHAAPTHOM MCMOSIHEHUM KaK C LIMIIMHAPUYECKUM
XBOCTOBUKOM, TaK U C YCUNT€HHbIM XBOCTOBUKOM. [

The nomenclature for the geometry of our twist
drills for general use is illustrated alongside.

Straight or reinforced shanks are available.

YTOHbLUEHWE MNMEPEMbIYKA

WEB THINNING

FEOMETPUA CBEPJ1A

DRILL GEOMETRY

PEKOMEHAALUWW MPW CBEPJIEHUW

SOLUTIONS FOR DIFFICULT DRILLING
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N S e ) s
') i I b
A1k 7
3xD; 0.5x D,
1 npoxoAa
Mocne

1st penetration

------ L
0 5 X Dl 0 5 X D]_
After Tlocne After



DIXI 1101 - 1106 - 1107

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTbiBaeMblit MaTepuan HM DICUT TiALN

Materials to be machined Ve [M/MynH] | Vc [M/MuH] | Ve [M/MuH]
HenernposaHHas cTanb / Hu3konernposaHHas ctasnb

P < 600 H/mm? 40 60 50 70 50 70

Unalloyed steel / Low alloy steel
HenernposaHHas ctanb / HuskonernposaHHas ctasnb

p 600 — 1500 H/MMm? 30 50 40 60 40 60
Unalloyed steel / Low alloy steel
ABTOMaTHas CTasb C NMPUMECAMU CBUHLA

P _ 60 90
Lead alloyed cutting steel
BbicokonervpoBaHHasi cTanb

P I 700 — 1500 H/mMm? 15 40 25 50 25 50
High alloyed steel
Hep>xasetowas cranb

M 400 — 700 H/mMm? 35 50 40 60 40 60
Stainless steel
CepblVi NUTENHBIN YyryH / MepAUTHbIA MUTENHDBIN YyryH

K TBEepAocTb < 250 HB 50 80 60 90 60 90
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NNTEWHBIA YyryH

K TBepaocTb > 250 HB 30 50 40 60 40 60
Alloyed cast iron / Nodular iron pearlitic
YyryH ¢ WapoBuaHbIM rpacduToM / KoBKMiA YyryH

K 30 50 40 60 40 60
Nodular ferritic cast iron / Malleable cast iron
Crieucrninasbl / 2Kaponpo4Hble CreLicrsiasbl Inconel

S Nimonic 10 30 20 40 20 40
Special alloys / Heat resisting stainless steel Hastelloy
TwuTtaH, TuTaHoBbIE CM/aBbl

S 30 50

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabarbiBaembie (1aTyHb - 6poH3a)
N 80 100
Copper alloy - easy to machine (brass - bronze)
MegHble cnnaBbl - TpPyaHoObpabaTbiBaeMble (antoMUHKI - 6poH3a) (CuAlFe)

N 40 70 60 80 60 80
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMnHUEBbIE crinasbl / MarHueBble CrniaBbl

N 80 100 90 120 90 120
Aluminium alloy / Magnesium alloy
ANNIOMUHWEBBIV IMTENHBIN CMIaB C COAEPXXaHNEM KPEMHUS Si < 8%

N 90 150 120 160 120 160
Aluminium cast iron
ANNIOMUHUEBLIE JIMTEWHBIV CMMAaB C COAEPXXAHUEM KPEMHUS Si > 8%

N 70 110 90 130 90 130
Aluminium cast iron
Mnactuk

N 30 60 50 80 50 80
Plastic
3onoto, Cepebpo

N 50 80 65 100 65 100

Gold, silver




2D,

0.009 - 0.020

0.007 - 0.015

0.009 - 0.020

0.006 - 0.015

0.007 - 0.015

0.007 - 0.015

0.006 - 0.015

0.007 - 0.015

0.006 - 0.015

0.006 - 0.015

0.011 - 0.030

0.009 - 0.020

0.011 - 0.030

0.011 - 0.030

0.011 - 0.030

0.013 - 0.045

0.011 - 0.030

2D,

2D,

0.016 -0.030| 0.024 - 0.04

0.013 -0.023

0.016 -0.030

0.011 -0.023

0.013 -0.023

0.013 -0.023

0.011 -0.023

0.013 -0.023

0.011 -0.020

0.011 -0.023

0.020 -0.045

0.016 -0.030

0.020 -0.045

0.020 -0.045

0.020 -0.045

0.027 -0.068

0.020 -0.045

0.020 -

0.024 -

0.017 -

0.020 -

0.020 -

0.017 -

0.020 -

0.017 -

0.017 -

0.030 -

0.024 -

0.030 -

0.030 -

0.030 -

0.041 -

0.030 -

0.03

0.04

0.03

0.03

0.03

0.03

0.03

0.03

0.03

0.06

0.04

0.06

0.06

0.06

0.09

0.06

MNMopaya Ha obopot

Feed per revolution

2D,

0.03 - 0.05

0.03 - 0.04

0.03 - 0.05

0.02 - 0.04

0.03 - 0.04

0.03 - 0.04

0.02 - 0.04

0.03 - 0.04

0.02 - 0.04

0.02 - 0.04

0.04 - 0.08

0.03 - 0.05

0.04 - 0.08

0.04 - 0.08

0.04 - 0.08

0.05 - 0.11

0.04 - 0.08

2D,

0.05 - 0.10

0.04 - 0.08

0.05 - 0.10

0.03 - 0.08

0.04 - 0.08

0.04 - 0.08

0.03 - 0.08

0.04 - 0.08

0.03 - 0.08

0.03 - 0.08

0.06 - 0.15

0.05 - 0.10

0.06 - 0.15

0.06 - 0.15

0.06 - 0.15

0.08 - 0.23

0.06 - 0.15

2D,

0.08

0.07

0.08

0.06

0.07

0.07

0.06

0.07

0.06

0.06

0.10

0.08

0.10

0.10

0.10

0.14

0.10

0.14

0.11

0.14

0.11

0.11

0.11

0.11

0.11

0.11

0.11

0.21

0.14

0.21

0.21

0.21

0.32

0.21

2D,

0.11 - 0.20

0.09 - 0.15

0.11 - 0.20

0.08 - 0.15

0.09 - 0.15

0.09 - 0.15

0.08 - 0.15

0.09 - 0.15

0.08 - 0.15

0.08 - 0.15

0.14 - 0.30

0.11 - 0.20

0.14 - 0.30

0.14 - 0.30

0.14 - 0.30

0.19 - 0.45

0.14 - 0.30

@D,
0.16 - 0.28
0.13 - 0.21
0.16 - 0.28
0.11 - 0.21
0.13 - 0.21
0.13 - 0.21
0.11 - 0.21
0.13 - 0.21
0.11 - 0.21
0.11 - 0.21
0.20 - 0.42
0.16 - 0.28
0.20 - 0.42
0.20 - 0.42
0.20 - 0.42
0.27 - 0.63
0.20 - 0.42

@D,
0.22 - 0.32
0.18 - 0.24
0.22 - 0.32
0.15 - 0.24
0.18 - 0.24
0.18 - 0.24
0.15 - 0.24
0.18 - 0.24
0.15 - 0.24
0.15 - 0.24
0.28 - 0.48
0.22 - 0.32
0.28 - 0.48
0.28 - 0.48
0.28 - 0.48
0.38 - 0.72
0.28 - 0.48

@D,
0.26 - 0.40
0.21 - 0.30
0.26 - 0.40
0.18 - 0.30
0.21 - 0.30
0.21 - 0.30
0.18 - 0.30
0.21 - 0.30
0.18 - 0.30
0.18 - 0.30
0.32 - 0.60
0.26 - 0.40
0.32 - 0.60
0.32 - 0.60
0.32 - 0.60
0.43 - 0.90
0.32 - 0.60



DIXI 1111 - 1114 A - 1114 B - 1600

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTbiBaeMblii MaTepumarn
HM

Materials to be machined Ve [m/min]

ABTOMaTHas CTajlb C NPUMECAMU CBMHLIA

P ABTOMaTHa CTOMaHa C MpMMeC Ha 0JI0BO 40 60
Lead alloyed cutting steel
MepnHble crnnasble - nerkoobpabaTbiBaemble (NaTyHb- 6poH3a)

N MenHu cnnaeu - necHoobpaboTBaemMu (MeccuHr, 6poH3) 50 70
Copper alloy - easy to machine (brass - bronze)
3onoto, Cepebpo

N 3naTto, cpebpo 30 60
Gold, silver

DIXI 1112 - 1118

HenernpoBaHHas ctanb / HuskonernposaHHas ctanb

P HenurnpaHa ctomaHa / HuskonermpaHa ctoMaHa < 600 H/MMm? 20 40
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanab C NPUMECAMU CBMHLA

P ABTOMaTHa CTOMaHa C NpuMeC Ha 010BO 40 60
Lead alloyed cutting steel
MepAuTHBIN UTEHbIN YyryH / KOBKWiA YyryH

K MNepnuteH nuteeH (cbiB) YyryH / KOBbK YyryH 20 40
Nodular ferritic cast iron / Malleable cast iron
MepHble crninasbl - nerkoobpabartbiBaembie (1aTyHb - 6poH3a)

N MenHu cnnaeu - nerkoobpaboTBaemMm (MECCUHr - 6POH3) 50 80
Copper alloy — easy to machine (brass — bronze)
MeaHble cnnasbl - TpyAHOO6pabaTbiBaeMble (antoMuHuiA - 6poHsa)  (CuAlFe)

N MepaHu cnnaBbl - TPyAHO06paboTBaeMM (antoMUHKUI - BPOH3) 30 50
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
ANNMOMVUHUEBLIN NIUTENHBIV YyryH C MPUMECSIMM CBMHLIA Si < 8%

N ANOMWHWEB NIUTEEH CMNaB CbC CbAbpPXaHWE Ha CUNULIMIA 60 100
Aluminium cast iron
ANIIOMUHUEBBIN TIMTEWHBIN YyryH C MPUMECSMU CBUHLA Si > 8%

N ANIOMUHWEB NIUTEEH CMJaB CbC CbAbPXaHUE Ha CUIULIMI 50 90
Aluminium cast iron




MNMopaya Ha obopoT

Feed per revolution

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

0.001 -0.011/| 0.008 -0.016 0.012 -0.02 | 0.02 -0.03 | 0.02 -0.05 | 0.04 - 0.06 | 0.05 - 0.10

0.001 -0.018| 0.011 -0.025 0.015 -0.04 | 0.02 -0.05 | 0.03 -0.08 | 0.05 - 0.10 | 0.06 - 0.15

0.001 -0.018| 0.011 -0.025 0.015 -0.04 | 0.02 -0.05 | 0.03 -0.08 | 0.05 - 0.10 | 0.06 - 0.15

Mogaya Ha obopoT

Feed per revolution

@D, @D, @D, @ D, @ D, @ D, @ D,
0.001 -0.011 0.008 -0.016 0.012 -0.024 | 0.018 - 0.032 0.024 | - 0.0480.04, - 0.060.05| - 0.10
0.001 -0.011| 0.008 -0.016 0.012 -0.024 | 0.018 - 0.032 0.024 | - 0.0480.04| - 0.060.05| - 0.10
0.001 -0.009| 0.008 -0.013 0.011 -0.020 | 0.017 - 0.026 0.022 | - 0.0390.03, - 0.050.04 | - 0.08
0.001 -0.018| 0.011 -0.025 0.015 -0.038 | 0.023 - 0.050 0.030| - 0.0750.05| - 0.100.06 | - 0.15
0.001 -0.011) 0.008 -0.016 0.012 -0.024 | 0.018 - 0.032 0.024 | - 0.0480.04, - 0.060.05| - 0.10
0.001 -0.018| 0.011 -0.025 0.015 -0.038 | 0.023 - 0.050 0.030| - 0.0750.05| - 0.100.06 | - 0.15
0.001 -0.018| 0.011 -0.025 0.015 -0.038 | 0.023 - 0.050 0.030 | - 0.0750.05, - 0.100.06 | - 0.15

D; < 1Imm U Vc - 30 %
CKOpOCTb pe3aHusl yMeHbLMTb Ha 30% OT ykasaHHoW B Tabnuue




DIXI 1126

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTtbiBaeMbllii MaTepuan HM DICUT TiN

Materials to be machined Ve [m/min] | Vc [m/min] | Vc [m/min]
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb

P < 600 H/mm? 40 60 50 70 50 70

Unalloyed steel / Low alloyed steel
HenermposaHHas ctanb / HuskonernposaHHas ctasnb
P I 600 — 1500 H/mMMm? 30 40 30 40
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTasb C MPUMECAMM CBUHLA
P _ 70 100
Lead alloyed cutting steel
Hep>xaBetowas cranb
M 400 — 700 H/mMMm? 45 60 45 60
Stainless steel
CepblVi NUTENHBIN YyryH / TepAUTHbIA NUTENHDBIN YyryH
K TBepAoCTb< 250 HB 50 80 60 90 60 90
Grey cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacmToM / KOBKWIM YyryH

K 40 60 40 60
Nodular ferritic cast iron / Malleable cast iron
Cneucnnasbl / XKaponpoyHble cneLcnasbl Inconel

S Nimonic 20 40 20 40
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH, TUTaHOBbIE CMNABbI

S 30 50

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabarbiBaemble (1aTyHb - 6poH3a)
N 80 100
Copper alloy — easy to machine (brass — bronze)
MegHble cnfaBbl - TpyaHoobpabaTbiBaeMble (atoMUHKIA - 6poH3a) (CuAlFe)

N 40 70 50 80 50 80
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
AnntoMUHUEBbBIE CrinaBbl / MarHveBble CrniaBbl

N 80 100 100 120
Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIE NIMTENHBIN CMMAB C COAEPXXaHUEM KPEMHUS Si < 8%

N 90 120 120 150 120 150
Aluminium cast iron
ANNIOMUHWEBLIV IUTENHBIN CNIaB C COAEPXXaHUEM KPEMHUS Si > 8%

N 70 110 90 130 90 130
Aluminium cast iron
Mnactuk

30 60

N Plastic
3onoto, Cepebpo

N 50 80

Gold, silver




MNMopaya Ha obopoT

Feed per revolution

@ D, @ D, @D, @ D, @ D, @ D, @ D, @ D, @ D, @ D,
1.00 - 1.50 | 1.50 - 2.00| 2.00 - 3.00 |3.00 - 4.00 | 4.00 - 5.00 |5.00 - 6.00 |6.00 - 8.00 |8.00 - 10.0010.00 - 12.0012.00 - 14.00

0.014 - 0.032| 0.027 -0.041 0.034 - 0.06| 0.05 - 0.08 | 0.06 - 0.09 | 0.07 - 0.11| 0.08 - 0.14 | 0.11 - 0.18| 0.14 - 0.22 | 0.17 - 0.25

0.011 - 0.025| 0.023 -0.032 0.029 - 0.05| 0.04 - 0.06 | 0.05- 0.07 | 0.06 - 0.08| 0.07 - 0.11| 0.10 - 0.14| 0.12 - 0.17 | 0.14 - 0.20

0.014 - 0.032| 0.027 -0.041 0.034 - 0.06| 0.05 - 0.08 | 0.06 - 0.09 | 0.07 - 0.11| 0.08 - 0.14 | 0.11 - 0.18| 0.14 - 0.22 | 0.17 - 0.25

0.011 - 0.025| 0.023 -0.032 0.029 - 0.05| 0.04 - 0.06 | 0.05- 0.07 | 0.06 - 0.08| 0.07 - 0.11| 0.10 - 0.14| 0.12 - 0.17 | 0.14 - 0.20

0.011 - 0.025| 0.023 -0.032 0.029 - 0.05| 0.04 - 0.06 | 0.05- 0.07 | 0.06 - 0.08| 0.07 - 0.11 | 0.10 - 0.14| 0.12 - 0.17 | 0.14 - 0.20

0.008 - 0.023| 0.020 -0.030 0.024 - 0.04| 0.03 - 0.05 | 0.04 - 0.07 | 0.05 - 0.08| 0.06 - 0.10| 0.08 - 0.13| 0.10 - 0.16 | 0.12 - 0.18

0.008 - 0.023| 0.020 -0.030 0.024 - 0.04| 0.03 - 0.05 | 0.04 - 0.07 | 0.05 - 0.08| 0.06 - 0.10 | 0.08 - 0.13| 0.10 - 0.16 | 0.12 - 0.18

0.011 - 0.025| 0.023 -0.032 0.029 - 0.05| 0.04 - 0.06 | 0.05- 0.07 | 0.06 - 0.08| 0.07 - 0.11| 0.10 - 0.14| 0.12 - 0.17 | 0.14 - 0.20

0.008 - 0.023| 0.020 -0.030 0.024 - 0.04 | 0.03 - 0.05 | 0.04 - 0.07 | 0.05 - 0.08| 0.06 - 0.10| 0.08 - 0.13| 0.10 - 0.16 | 0.12 - 0.18

0.014 - 0.032| 0.027 -0.041 0.034 - 0.06 | 0.05 - 0.08 | 0.06 - 0.09| 0.07 - 0.11| 0.08 - 0.14| 0.11 - 0.18| 0.14 - 0.22 | 0.17 - 0.25

0.017 - 0.050| 0.035 -0.064 0.043 - 0.09| 0.06 - 0.12 | 0.07 - 0.14| 0.09 - 0.17| 0.11 - 0.22 | 0.14 - 0.28| 0.18 - 0.34 | 0.22 - 0.39

0.017 - 0.050| 0.035 -0.064 0.043 - 0.09| 0.06 - 0.12 | 0.07 - 0.14| 0.09 - 0.17| 0.11 - 0.22| 0.14 - 0.28| 0.18 - 0.34 | 0.22 - 0.39

0.017 - 0.050| 0.035 -0.064 0.043 - 0.09| 0.06 - 0.12 | 0.07 - 0.14 | 0.09 - 0.17 | 0.11 - 0.22 | 0.14 - 0.28| 0.18 - 0.34 | 0.22 - 0.39

0.021 - 0.072| 0.049 -0.092 0.060 - 0.13| 0.08 - 0.17 | 0.10- 0.20| 0.13 - 0.24| 0.15- 0.32| 0.20 - 0.40| 0.25 - 0.48 | 0.30 - 0.56

0.017 - 0.050| 0.035 -0.064 0.043 - 0.09| 0.06 - 0.21 | 0.07 - 0.14 | 0.09 - 0.17 | 0.11 - 0.22 | 0.14 - 0.28| 0.18 - 0.34 | 0.22 - 0.39




DIXI 1130 - 1131

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTtbiBaeMbllii MaTepuan HM DICUT TiN DLC

Materials to be machined Ve [m/min] |Vec [m/min] |Vc [m/min] |Vc [m/min]
HenernposaHHas cTanb / Hu3KonernposaHHas ctasnb

P < 600 H/mm? 40 60 50 70 50 70

Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb
P I 600 — 1500 H/mMM? 30 40 30 40
Unalloyed steel / Low alloyed steel
ABTOMaTHas cTasnb C MPUMECSMU CBUHLA

Lead alloyed cutting steel
Hepxxasetowas cranb

M 400 - 700 H/mMMm? 45 60 45 60
Stainless steel
Cepblii NUTENHBIN YyryH / TepAUTHBIA NUTENHBIN YyryH

K TBEpAocTb< 250 HB 50 80 60 90 60 90
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN UTENHBIN YyryH / TIepauTHBIA TUTENHBIN YyryH

K TBepAoCTb >250 HB 30 50 30 50
Grey cast iron / Nodular iron pearlitic
YyryH ¢ wapoBuaHbiM rpaduTom / KoBKUI YyryH

K 40 60 40 60
Nodular ferritic cast iron / Malleable cast iron
Crieucrinasbl / 2KaponpoyHble creLcrnsiasbl Inconel

S Nimonic 20 40 20 40
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH, TUTAHOBbLIE CrJIaBbI

S 30 50

Titanium, titanium alloy
MepHble crninasbl - nerkoobpabartbiBaembie (NaTyHb - 6poH3a)
N 80 100 90 110
Copper alloy — easy to machine (brass — bronze)
MeaHble cnnasbl - TPyAHOO6pabaTbiBaeMble (antoMuHMiA - 6poH3a) (CuAlFe)

N 40 70 50 80 50 80 50 80
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
AnntoMnHueBble crinasbl / MarHueBsble cniaBbl

N 80 100 100 120
Aluminium alloy / Magnesium alloy
ANNIIOMUHUEBBIE NIUTENHBIV CMIAB C COAEPXKAHMEM KPEMHMS Si < 8%

N 90 130 120 150
Aluminium cast iron
ANNIOMUHWEBLIV IUTENHBIN CNiaB C COAEPXXaHUEM KPEMHUS Si > 8%

N 70 110 90 130
Aluminium cast iron
Mnacruk

N 30 60 50 80 50 80 50 80
Plastic
3onoto, Cepebpo

N 50 80 70 100 70 100 70 100

Gold, silver




Mopaya Ha obopoT
Feed per revolution

@ Dq @ Dy @ Dq @ Dy @ Dq @ Dy @ Dq @ Dy @ Dy @ Dy
0.10 - 0.30 {0.30 - 1.00 1.00 - 1.50|1.50 - 2.00| 2.00 - 3.00| 3.00 - 5.00 | 5.00 - 7.00|7.00 - 10.0010.00 - 14.0014.00 - 16.00
0.002 - 0.004 | 0.003 -0.028 0.021 -0.04 | 0.03 -0.05 | 0.04 -0.07 | 0.05- 0.11| 0.08 - 0.14| 0.11-0.20 | 0.15-0.28 | 0.21 - 0.32
0.002 - 0.004 | 0.003 -0.021 0.018 -0.03 | 0.03-0.04 | 0.03-0.05 | 0.04 - 0.08| 0.07 - 0.11| 0.09 - 0.15 | 0.13-0.21 | 0.18 - 0.24
0.002 - 0.004 | 0.003 -0.028 0.021 -0.04 | 0.03 -0.05 | 0.04 -0.07 | 0.05- 0.11| 0.08 - 0.14| 0.11-0.20 | 0.15-0.28 | 0.21 - 0.32
0.002 - 0.004 | 0.003 -0.021 0.018 -0.03 | 0.03-0.04 | 0.03-0.05 | 0.04 - 0.08| 0.07 - 0.11| 0.09 - 0.15 | 0.13-0.21 | 0.18 - 0.24
0.002 - 0.004  0.003 -0.021 0.018 -0.03 | 0.03 -0.04 | 0.03 -0.05 | 0.04 - 0.08| 0.07 - 0.11| 0.09 - 0.15 | 0.13 -0.21 | 0.18 - 0.24
0.002 - 0.004 | 0.003 -0.021 0.015 -0.03 | 0.02 -0.04 | 0.03-0.05 | 0.04 - 0.07| 0.06 - 0.10| 0.09 - 0.14 | 0.11-0.20 | 0.15-0.22
0.002 - 0.004 | 0.036 -0.020 0.015 -0.03 | 0.02 -0.03 | 0.03 -0.05 | 0.04 - 0.07 | 0.06 - 0.10| 0.08 - 0.14 | 0.11 -0.20 | 0.15 - 0.22
0.002 - 0.004 | 0.003 -0.020 0.015 -0.03 | 0.02 -0.03 | 0.03-0.05 | 0.04 - 0.07| 0.06 - 0.10| 0.08 - 0.14 | 0.11-0.20 | 0.15-0.22
0.002 - 0.004  0.003 -0.021 0.018 -0.03 | 0.03 -0.04 | 0.03 -0.05 | 0.04 - 0.08| 0.07 - 0.11| 0.09 - 0.15 | 0.13 -0.21 | 0.18 - 0.24
0.002 - 0.004 | 0.003 -0.020 0.015 -0.03 | 0.02 -0.03 | 0.03-0.05 | 0.04 - 0.07| 0.06 - 0.10| 0.08 - 0.14 | 0.11-0.20 | 0.15-0.22
0.002 - 0.004 | 0.003 -0.028 0.021 -0.04 | 0.03 -0.05 | 0.04 -0.07 | 0.05- 0.11| 0.08 - 0.14| 0.11-0.20 | 0.15-0.28 | 0.21 - 0.32
0.002 - 0.004 | 0.003 -0.042 0.27 -0.05 | 0.04 -0.07 | 0.05-0.10 | 0.06 - 0.16 | 0.10 - 0.21| 0.13-0.30 | 0.19 -0.42 | 0.27 - 0.48
0.002 - 0.004 | 0.003 -0.042 0.027 -0.05 | 0.04 -0.07 | 0.05-0.10 | 0.06 - 0.16 | 0.10 - 0.21| 0.13-0.30 | 0.19 -0.42 | 0.27 - 0.48
0.002 - 0.004 | 0.003 -0.042 0.027 -0.05 | 0.04 -0.07 | 0.05-0.10 | 0.06 - 0.16 | 0.10 - 0.21| 0.13-0.30 | 0.19 -0.42 | 0.27 - 0.48

0.002 - 0.004 | 0.003 -0.059 0.036 -0.08 | 0.05-0.10 | 0.06 -0.14 | 0.09 - 0.22 | 0.13 - 0.29| 0.18 - 0.42 | 0.26 -0.59 | 0.36 - 0.67

0.002 - 0.004 | 0.003 -0.042 0.027 -0.05 | 0.04 -0.07 | 0.05-0.10 | 0.06 - 0.16 | 0.10 - 0.21| 0.13-0.30 | 0.19 -0.42 | 0.27 - 0.48

D; < 1mm [ Ve - 30 %
CKOpOCTb pe3aHns yMeHbWNTb Ha 30% OT yKa3aHHOro B Tabnuue




DIXI 1108 - 1109 - 1132 - 1134 - 1135 -

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTtbiBaeMbllii MaTepuan HM DICUT TiN - TiALN

Materials to be machined Ve [m/min] | Vc [m/min] | Vc [m/min]
BblCOKOﬂEFMpOBaHHaﬂ CTallb

P 700 — 1500 H/mm? 40 60 40 60

High alloyed steel
HepxasetoLias cranb

M 400 — 700 H/MM? 40 60 50 70 50 70
Stainless steel
Crieucrninasbl / 2KaponpoyHble CreLicrsiasbl Inconel

S Nimonic 15 25 20 40 20 40
Special alloys / Heat resisting stainless steel Hastelloy
TwuTtaH, TUTaHoOBbIE CM/iaBbl

S 35 55

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabatsiBaembie (naTyHb — 6poH3a)
N 80 100
Copper alloy — easy to machine (brass — bronze)
MegHble cnnaBbl - TpPyaHoobpabaTbiBaeMble (antoMUHKI - 6poH3a) (CuAlFe)
N 40 70 60 90 60 90
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
AnntoMuHUEBbIE crinasbl / MarHveBble CrniaBbl
N 80 100 90 130

Aluminium alloy / Magnesium alloy

DIXI 1133

HenernpoBaHHas ctanb / HuskonernposaHHas cTasnb
P < 600 H/mM™m? 40 60 50 70 50 70
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTasab C NPUMECAMU CBMHLA
) 60 90
Lead alloyed cutting steel
BbicokonermposaHHas crasb
P 700 — 1500 H/MM? 15 30 20 40 20 40
High alloyed steel
Hepxasetowas cranb
M 400 — 700 H/mMM? 35 50 40 60 40 60
Stainless steel
CepblVi NUTENHBIN YyryH / TepAUTHBIA NUTENHBIN YyryH
K TBEpAOCTb < 250 HB 50 80 60 80 60 80
Grey cast iron / Nodular iron pearlitic
YyryH € WapoBuaHbIM rpacmToM / KOBKWIM YyryH
K 30 50 40 60 40 60
Nodular ferritic cast iron / Malleable cast iron
TwTaH, TuTaHOBbIE CMJIABbI
S 30 50
Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabatsiBaeMble (aTyHb — 6poH3a)
N 80 100
Copper alloy — easy to machine (brass — bronze)
MegHble cnnaBbl - TpyaHoOOpabaThiBaeMble (anntOMUHUI - 6poH3a)  (CuAlFe)

N 40 70 50 80 50 80
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
AnntoMuHueBble crinasbl / MarHueBble crniaBbl

N 80 100 90 110
Aluminium alloy / Magnesium alloy
Mnactuk 20 0

N Plastic
3onoto, Cepebpo

N 50 80
Gold, silver



2D,

0.20 - 0.40 | 0.40 - 0.60 | 0.60 - 0.80

0.003 -0.010

0.003 -0.010

0.003 -0.010

0.003 -0.010

0.003 -0.010

0.003 -0.010

0.003 -0.010

@D,
0.50 - 0.70
0.005 -0.013
0.005 -0.013
0.003 -0.009
0.005 -0.010
0.004 -0.010
0.004 -0.010
0.003 -0.009
0.006 -0.020
0.005 -0.013
0.006 -0.020

0.008 -0.028

0.006 -0.020

2D,

0.008 -0.015

0.008 -0.015

0.008 -0.015

0.008 -0.015

0.008 -0.015

0.008 -0.015

0.008 -0.015

@D,
0.70 - 1.00

0.010 -0.018
0.010 -0.018
0.007 -0.013
0.008 -0.014
0.008 -0.014
0.008 -0.014
0.007 -0.013
0.013 -0.028
0.010 -0.018
0.013 -0.028

0.018 -0.040

0.013 -0.028

MNMopaya Ha obopoTt

Feed per revolution

@D, @ D,
0.012 -0.018| 0.015 -0.020

0.012 -0.018| 0.015 -0.020

0.012 -0.018| 0.015 -0.020

0.012 -0.018

0.012 -0.018

0.012 -0.018

0.012 -0.018

@D,
1.00 - 1.50
0.014 -0.04
0.014 -0.04
0.010 -0.03
0.012 -0.03
0.012 -0.03
0.012 -0.03
0.010 -0.03
0.018 -0.05
0.014 -0.04
0.018 -0.05

0.025 -0.08

0.018 -0.05

0.015 -0.020

0.015 -0.020

0.015 -0.020

0.015 -0.020

2D,
1.50 - 2.00

0.02 - 0.05
0.02 - 0.05
0.02 - 0.05
0.02 - 0.035
0.02 - 0.035
0.02 - 0.04
0.02 - 0.04
0.03 - 0.06
0.02 - 0.05
0.03 - 0.06
0.04 - 0.08

0.03 - 0.06

@ D, @ D,

0.018 -0.025/ 0.022 -0.030

0.018 -0.025| 0.022 -0.030

0.018 -0.025/ 0.022 -0.030

0.018 -0.025| 0.022 -0.030

0.018 -0.025/ 0.022 -0.030

0.018 -0.025| 0.022 -0.030

0.018 -0.025/ 0.022 -0.030:

@D, @ D,
2.00 - 3.00 3.00 - 4.00
0.04 -0.06 | 0.04 -0.09
0.04 -0.06 |0.04 -0.09
0.03 -0.04 | 0.03 -0.06
0.03 -0.05 |0.04 -0.07
0.03 -0.05 | 0.04 -0.07
0.03 -0.05 |0.04 -0.07
0.03 -0.04 | 0.03 -0.06
0.05 -0.09 |0.05 -0.13
0.04 -0.06 | 0.04 -0.09
0.05 -0.09 |0.05 -0.13
0.07 -0.13 |0.08 -0.19
0.05 -0.09 |0.05 -0.13

D, <1mm O Vc - 30 %
CKOpOCTb pe3aHnsa yMeHbLUMTb Ha 30% OT yKa3aHHoOro B Tabnuue

2D,

0.026 -0.035

0.026 -0.035

0.026 -0.035

0.026 -0.035

0.026 -0.035

0.026 -0.035

0.026 -0.035

2D,
4.00 - 5.00

0.06 - 0.10
0.06 - 0.10
0.04 - 0.07
0.05 - 0.08
0.05 - 0.08
0.05 - 0.08
0.04 - 0.07
0.07 - 0.15
0.06 - 0.10
0.07 - 0.15
0.10 - 0.22

0.07 - 0.15

2D,

0.030 -0.045

0.030 -0.045

0.030 -0.045

0.030 -0.045

0.030 -0.045

0.030 -0.045

0.030 -0.045

2D,
5.00 - 6.00

0.08 -0.11

0.08 -0.11
0.06 - 0.08
0.07 -0.08
0.07 -0.08
0.07 -0.08
0.06 - 0.08
0.10 - 0.17
0.08 -0.11
0.10 - 0.17
0.14 -0.24

0.10 - 0.17

@ D, @D,

0.80-1.00 1.00-1.201.20-1.40|1.40-1.60 1.60 - 1.80 (1.80 - 2.00 |2.00 - 2.50

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070

0.034 -0.055| 0.038 -0.070



DIXI 1145

PEXKUMbIl PE3AHUA

CUTTING CONDITIONS

@D; <200 @D;=2.00
ObpabaTbiBaeMblii MaTepuarn

TIiALN TIiALN
Materials to be machined Ve [m/min] | Vc [m/min]
HenermposaHHas ctanb / HuskonernposaHHas ctasnb
P < 600 H/mm? 30 60 70 90

Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb

P 600 — 1500 H/MM? 35 50 40 60
Unalloyed steel / Low alloyed steel
Hep>xasetowas cranb

P 700 — 1500 H/mMM? 15 30 70 90
High alloyed steel
Hep>xasetowas cranb

M 400 - 700 H/mMMm? 10 25 35 50
Stainless steel
Cepblii NUTENHBIN YyryH / TepAUTHBIA NUTENHBIN YyryH

K TBepaocTb < 250 HB 30 60 70 100
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepauTHbIA NNTEWHbIA YyryH

K TBEpAOCTb > 250 HB 10 25 50 80
Alloyed cast iron / Nodular iron pearlitic
YyryH ¢ wapoBuaHbiM rpacduTom / KoBKuiA YyryH

K 15 30 50 80
Nodular ferritic cast iron / Malleable cast iron
Crieucrinasbl / 2KaponpoyHble creLcrnsiasbl Inconel

S Nimonic 15 35
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH, TUTAHOBbLIE CrJIaBbI

S 40 70

Titanium, titanium alloy
MepHble crninasbl - nerkoobpabartbiBaemble (NaTyHb - 6poH3a)

N 50 90 100 130
Copper alloy — easy to machine (brass — bronze)
MeaHble cnnasbl - TPyAHOO6pabaTbiBaeMble (anntoMUHUIA-6poH3a)  (CuAlFe)

N 50 90 90 110
Copper alloy — difficult to machine / Aluminium bronze (Ampco)

DIXI 1149 TiALN

HenernpoBaHHas ctanb / HuskonernposaHHas cTasnb

P < 600 H/mMMm? 70 90
Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas cTanb

P 600 — 1500 H/mMM? 40 60
Unalloyed steel / Low alloyed steel
BbicokonermposaHHas crasb

P 700 — 1500 H/mMMm? 35 50
High alloyed steel
HepxaBserowas cranb

M 400 - 700 H/mMMm? 35 50
Stainless steel
CepblVi NUTENHBIN YyryH / TepAUTHbIA NUTENHBIN YyryH

K TBepAoCTb < 250 HB 70 100
Grey cast iron / Nodular iron pearlitic
JlervpoBaHHbIv YyryH / MepanTHbIA NUTENHBIA YyryH

K TBEepAoCTb > 250 HB 40 60
Alloyed cast iron / Nodular iron pearlitic
YyryH C WwapoBuaHbIM rpacmToM / KOBKWI YyryH

K 30 50
Nodular ferritic cast iron / Malleable cast iron
Creucnnagbl / XXaponpouHble cneucniasbl Inconel

S Nimonic 12 30
Special alloys / Heat resisting stainless steel Hastelloy
TWTaH, TUTaHOBbIE CMNABBbI

S 30 60

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabartbiBaembie (NaTyHb - 6poH3a)
N 80 100
Copper alloy — easy to machine (brass — bronze)
MeaHble cnnaBbl - TPyAHOO6pabaTbiBaeMble (anMtOMUHUIA-6poH3a)  (CuAlFe)

Copper alloy — difficult to machine / Aluminium bronze (Ampco)



MNMopaya Ha obopoT

Feed per revolution

@D, @ D, @D, @ D, @ D, @ D, @D, @D, @D, @D,
<1.00 |1.00-2.00|2.00 - 3.00| 3.00 - 4.50 | 4.50 - 6.00| 6.00 - 7.00| 7.00 - 8.00 [8.00 - 10.0010.00 - 12.0012.00 - 14.00

0.02 -0.03 | 0.03 -0.05 | 0.03 -0.06 | 0.04 -0.10 0.08 -0.12 0.10 - 0.14, 0.11 - 0.16| 0.13 -0.20 | 0.15 -0.25 | 0.20 -0.30
0.01 -0.02 | 0.015-0.04 | 0.02 -0.05 | 0.04 -0.08 0.07 -0.09 0.08 - 0.11) 0.09 - 0.12| 0.10 -0.15 | 0.13 -0.18 | 0.16 -0.20
0.005 - 0.008, 0.007 -0.012 0.01 -0.04 | 0.03 -0.08 0.07 -0.09 0.08 - 0.11, 0.09 - 0.12| 0.10 -0.15 | 0.13 -0.18 | 0.16 -0.20
0.005 - 0.008, 0.009 -0.02 | 0.008 -0.04 | 0.03 -0.08 0.06 -0.09 0.07 - 0.11) 0.08 - 0.12| 0.09 -0.15 | 0.12 -0.18 | 0.15 -0.20
0.02 -0.03 | 0.03 -0.04 | 0.04 -0.05 | 0.04 -0.08 0.07 -0.09 0.08 - 0.11, 0.09 - 0.12| 0.10 -0.15 | 0.13 -0.18 | 0.16 -0.20
0.01 -0.02 | 0.02 -0.03 | 0.03 -0.04 | 0.03 -0.08 0.06 -0.09 0.07 - 0.11) 0.08 - 0.12| 0.09 -0.15 | 0.12 -0.18 | 0.15 -0.20
0.02 -0.03 | 0.03 -0.04 | 0.04 -0.05 | 0.04 -0.08 0.07 -0.09 0.08 - 0.11, 0.09 - 0.12| 0.10 -0.15 | 0.13 -0.18 | 0.16 -0.20
0.03 -0.08 0.06 -0.09 0.07 - 0.11) 0.08 - 0.12| 0.09 -0.15 0.12 -0.18 | 0.15 -0.20
0.03 -0.08 0.06 -0.09 0.07 - 0.11, 0.08 - 0.12| 0.09 -0.15 | 0.12 -0.18 | 0.15 -0.20
0.03 -0.04 | 0.04 -0.05 | 0.05 -0.09 0.06 -0.15 0.10 -0.18 0.12 - 0.21) 0.14 - 0.24| 0.16 -0.30 | 0.20 -0.35 | 0.25 -0.45
0.03 -0.04 | 0.04 -0.05 | 0.045 -0.06 | 0.04 -0.10 0.08 -0.12 0.10 - 0.14, 0.11 - 0.16| 0.13 -0.20 | 0.16 -0.25 | 0.20 -0.30
@D, @D, @D, @ D, @D, @ D, @ D, @ D, @ D, @ D,
2.00 - 3.00 | 3.00 - 4.00 | 4.00 - 5.00| 5.00 - 6.00 | 6.00 - 7.00| 7.00 - 8.00| 8.00 - 9.00 9.00 - 10.0010.00 - 12.0012.00 - 14.00
0.03 -0.06 | 0.04 -0.09 | 0.06 -0.11 0.08 -0.12 0.10 -0.14 | 0.11 - 0.16/ 0.13 - 0.18 | 0.15 -0.20 | 0.15 -0.25 | 0.20 -0.30
0.02 -0.05| 0.04 -0.07 | 0.05 -0.08 0.07 -0.09 0.08 -0.11 0.09 - 0.12 0.10 - 0.14 | 0.12 -0.15 0.13 -0.18 | 0.16 -0.20
0.01 -0.40 | 0.03 -0.07 | 0.05 -0.08 0.07 -0.09 0.07 -0.11 0.08 - 0.12 0.09 - 0.14 | 0.12 -0.15 0.12 -0.18 | 0.15 -0.20
0.01 -0.04 | 0.03 -0.07 | 0.05 -0.08 0.07 -0.09 0.08 -0.11 0.09 - 0.12| 0.09 - 0.14 | 0.12 -0.15 0.12 -0.18 | 0.16 -0.20
0.04 -0.05 | 0.04 -0.07 | 0.05 -0.08 0.07 -0.09 0.08 -0.11 0.09 - 0.12 0.10 - 0.14 | 0.12 -0.15 0.13 -0.18 | 0.16 -0.20
0.04 -0.05 | 0.04 -0.07 | 0.05 -0.08 0.07 -0.09 0.08 -0.11 0.09 - 0.12 0.10 - 0.14 | 0.12 -0.15 0.13 -0.18 | 0.16 -0.20
0.03 -0.04 | 0.03 -0.07 | 0.05 -0.08 0.07 -0.09 0.07 -0.11 0.08 - 0.12 0.09 - 0.14 | 0.12 -0.15 0.12 -0.18 | 0.15 -0.20
0.03 -0.07 | 0.05 -0.08 0.07 -0.09 0.07 -0.11 0.08 - 0.12| 0.09 - 0.14 | 0.12 -0.15 0.12 -0.18 | 0.15 -0.20
0.03 -0.07 | 0.05 -0.08 0.07 -0.09 0.07 -0.12 0.08 - 0.12 0.09 - 0.14 | 0.12 -0.15 0.12 -0.18 | 0.15 -0.20
0.03 -0.09 | 0.06 -0.12 | 0.08 -0.15 0.10 -0.12 0.12 -0.21 0.14 - 0.24, 0.16 - 0.27 | 0.18 -0.30 0.20 -0.35 | 0.25 -0.45

0.02 -0.06 | 0.05 -0.08 | 0.06 -0.10 | 0.08 -0.12 | 0.10 -0.14 | 0.11 - 0.16, 0.13 - 0.18 | 0.13 -0.20 | 0.16 -0.25 | 0.20 -0.30



DIXI 1146

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTbiBaeMblii MaTepumarn
TIiALN

Materials to be machined Ve [m/min]

HenermposaHHas ctanb / HuskonernposaHHas ctasnb

P < 600 H/MM* 80 120
Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb

P 600 — 1500 H/mMM? 70 100
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBUHLA

P 80 120
Lead alloyed cutting steel
BbicokonervpoBaHHasi cTanb

P 700 — 1500 H/mMM? 40 70
High alloyed steel
Cepblii NUTENHBIN YyryH / TepAUTHBIA NUTENHBIN YyryH

K TBepAocCTb < 250 HB 90 130
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NNTEWHbIA YyryH

K TBEepAoCTb > 250 HB 80 120
Alloyed cast iron / Nodular iron pearlitic
YyryH ¢ wapoBuaHbiM rpaduTom / KoBKuiA YyryH

K 70 100
Nodular ferritic cast iron / Malleable cast iron
Crieucrinasbl / 2KaponpoyHble crneLcniasbl Inconel
S Nimonic 15 30
Special alloys / Heat resisting stainless steel Hastelloy
DIXI 1147 TIALN
Ve [m/min]

HenermposaHHas ctanb / HuskonernposaHHas ctasnb

P < 600 H/MMm* 70 100
Unalloyed steel / Low alloyed steel
HenermposaHHas ctanb / Hu3konernposaHHas ctasnb

P 600 — 1500 H/mMM? 60 90
Unalloyed steel / Low alloyed steel
ABTOMaTHas cTanb C MPUMECAMM CBUHLIA

P 80 110
Lead alloyed cutting steel
BbicokonervpoBaHHasi cTanb

P 700 — 1500 H/mMM? 30 60
High alloyed steel
Cepblii NUTENHBIN YyryH / TepAUTHbIA NUTENHBIN YyryH

K TBEpAoCTb < 250 HB 90 130
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepAnTHbIA NUTEWHbIA YyryH

K TBEepAoCTb > 250 HB 80 120
Alloyed cast iron / Nodular iron pearlitic
YyryH ¢ wapoBuaHbiM rpaduTom / KoBKuiA YyryH

K 70 100
Nodular ferritic cast iron / Malleable cast iron
Crieucrinasbl / 2KaponpoyHble creLcnsiasbl Inconel

S Nimonic 15 30
Special alloys / Heat resisting stainless steel Hastelloy

MakcumanbHas rinybuHa obpaboTtkm 6e3 umkna ¢ nosHbIM BbIBOAOM CBepria = 4-6 x D (B 3aBUCMMOCTM OT
AnaMeTpa OTBEepCTUS U MaTepuana 06paboTku).
DIXI Polytool npeanaraeT UCrnonb30BaTb CMa30YHOE Maco.

Maximum depth without pecking cycle = 4-6 x D (depends on @ and material to machine).
DIXI Polytool recommends cutting oil in order to optimise the results.



@D,
0.80 - 1.00
0.03 -0.11
0.03 -0.10
0.03 -0.12
0.03 -0.10
0.03 -0.12
0.03 -0.12
0.03 -0.10
@D,
0.50 - 1.00
0.03 -0.11
0.03 -0.10
0.03 -0.12
0.03 -0.10
0.03 -0.12
0.03 -0.12
0.03 -0.10

MNMopaya Ha obopoT

Feed per revolution

@ D, @D, @ D, @ D, @ D, @ D,
1.00 - 1.50 | 1.50 - 2.00 | 2.00 - 3.00 |3.00 - 5.00 |5.00 - 7.00 7.00 - 10.00
0.06 -0.16 | 0.08 -0.21 | 0.11 -0.25 0.13 -0.27 0.16 - 0.33| 0.19 - 0.35
0.06 -0.15 | 0.08 -0.20 | 0.10 -0.23 0.12 -0.25 | 0.15 - 0.27| 0.18 - 0.30
0.07 -0.17 | 0.09 -0.23 | 0.11 -0.25 0.14 -0.27 0.17 - 0.30 | 0.21 - 0.35
0.06 -0.15 | 0.08 -0.17 0.12 -0.22 0.12 -0.23 | 0.15-0.25| 0.18 - 0.28
0.07 -0.17 | 0.09 -0.23 | 0.12 -0.29 0.14 -0.35 | 0.17 - 0.40 | 0.21 - 0.46
0.07 -0.17 | 0.09 -0.23 0.12 -0.29 0.14 -0.35 | 0.17 - 0.40| 0.21 - 0.46
0.06 -0.15 | 0.08 -0.20 | 0.10 -0.25 0.12 -0.30 | 0.15-0.35| 0.18 - 0.40
0.01 -0.04 | 0.02 -0.06 0.03 -0.08 0.04 -0.10 | 0.05 - 0.12| 0.07 - 0.14

@ D, @ D, @ D, @ D, @ D, @ D,
1.00 - 1.50 | 1.50 - 2.00 | 2.00 - 3.00 |3.00 - 5.00 |5.00 - 7.00 7.00 - 10.00
0.06 -0.16 | 0.08 -0.21 | 0.11 -0.26 0.13 -0.32 0.16 - 0.37 | 0.19 - 0.42
0.06 -0.15 | 0.08 -0.20 | 0.10 -0.25 0.12 -0.30 | 0.15-0.35| 0.18 - 0.40
0.07 -0.17 | 0.09 -0.23 | 0.12 -0.29 0.14 -0.35 | 0.17 - 0.40 | 0.21 - 0.46
0.06 -0.15 | 0.08 -0.20 | 0.12 -0.25 0.12 -0.30 | 0.15-0.35| 0.18 - 0.40
0.07 -0.17 | 0.09 -0.23 | 0.12 -0.29 0.14 -0.35 | 0.17 - 0.40 | 0.21 - 0.46
0.07 -0.17 | 0.09 -0.23 0.12 -0.29 0.14 -0.35 | 0.17 - 0.40| 0.21 - 0.46
0.06 -0.15 | 0.08 -0.20 | 0.10 -0.25 0.12 -0.30 | 0.15-0.35| 0.18 - 0.40
0.01 -0.04 | 0.02 -0.06 0.03 -0.08 0.04 -0.10 | 0.05 - 0.12| 0.07 - 0.14



DIXI 1151 - 1152

PEXKUMbl PE3AHUA

CUTTING CONDITIONS

O6pabaTtbiBaeMbllii MaTepuan
HM TiN

Materials to be machined Ve [m/min] Ve [m/min]

HenermposaHHas ctanb / HuskonernposaHHas ctasnb

P < 600 H/MM* 40 60 50 70
Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb

P 600 — 1500 H/mMM? 40 60
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBUHLA

Lead alloyed cutting steel
Cepblii NUTENHBIN YyryH / TepAUTHbIA NUTENHBIN YyryH

K TBepAoCTb < 250 HB 50 120 60 90
Grey cast iron / Nodular iron pearlitic
YyryH ¢ wapoBuaHbiM rpaduTom / KoBKuMiA YyryH

S 40 55 50 70
Nodular ferritic cast iron / Malleable cast iron
TwTaH, TUTAHOBbIE CMJIaBbI

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabarbiBaembie (1aTyHb - 6poH3a)

N 60 100
Copper alloy — easy to machine (brass — bronze)
ANSIIOMUHUEBBIE NINTENHbIV CMIAB C COAEPXKAHMEM KPEMHMS Si< 8%
N 90 120 100 130
Aluminium cast iron
ANIIOMUHUEBBINA TMTEWHBIA CNNaB C COAEPXKAHUEM KPEMHUS Si > 8%
N 70 110 80 120

Aluminium cast iron
3onoto, Cepebpo

N 50 80 60 90
Gold, silver
DIXI 1280 XIDUR
Ve [m/min]
3aKaneHHas cranb 1 YyryH
H > 1500 H/mMm? (50-65 HRC) 15 25
Tool steel and cast iron
Cneucnnasbl / XKaponpouHble cneLcnasbl Inconel
S Nimonic 15 30
Special alloys / Heat resisting stainless steel Hastelloy



2D,

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

0.004 - 0.008

@D, @ D, @D, @ D, @D,
0.25 - 0.50 | 0.50 - 1.00 | 1.00 - 2.50 |2.50 - 3.00 | 3.00 - 4.00
0.01 0.02 0.025 0.03 0.04
0.01 0.02 0.025 0.03 0.04

@ D, @D,

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

0.006 -0.017 0.015 -0.025

LIMKn ¢ nonHbIM BbIBOAOM CBepna

Mopaya Ha obopoT

Feed per revolution

2D,

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

0.02 -0.035

2D,

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

0.030 -

2 D, @D, @D,
0.040.035 -| 0.080.07 - 0.180.15
0.040.035 -| 0.080.07 - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15
0.040.035 - 0.080.07| - 0.180.15

D; <1mm O Vc - 30 %
CKOpoCTb pe3aHua yMeHbLlUMTb Ha 30% OT yKa3aHHoro B Tabnuue

Pecking cycle

2D,

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

0.250.18

4.00 - 5.00 |5.00 - 8.00 8.00 - 12.00
0.05 0.05 0.06
0.05 0.05 0.06
= 0.25 x @D,

0.30

0.30

0.30

0.30

0.30

0.30

0.30

0.30

0.30

0.30



DIXI 1110 - 1501 - 1502 - 1503 - 1504

PEXKUMbIl PE3AHUA

CUTTING CONDITIONS

O6pabaTbiBaeMblii MaTepuarn

HM TIiALN
Materials to be machined Ve [m/min] | Vc [m/min]
HenernposaHHas ctanb / HuskonernposaHHas ctasnb
P < 600 H/MM? 40 60 50 70

Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas ctasnb

P 600 — 1500 H/MM? 30 50 40 60
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTajb C NPUMECAMU CBMHLA

) 60 90 70 100
Lead alloyed cutting steel
BbicokonervposaHHas ctanb

P 700 — 1500 H/MMm? 35 50 25 50
High alloyed steel
Hep>xasetowas cranb

M 400 — 700 H/mMM? 15 40 40 60
Stainless steel
CepblVi NUTENHBIN YyryH / TTepAUTHbIA NUTENHBIN YyryH

K TBEpAOCTb < 250 HB 10 30 60 90
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NNTENHbIA YyryH

K TBEpAoCTb > 250 HB 50 80 40 60
Alloyed cast iron / Nodular iron pearlitic
UyryH ¢ WwapoBuaHbiM rpacduToM / KoBKWiA YyryH

K 30 50 40 60
Nodular ferritic cast iron / Malleable cast iron
Crieucninasbl / 2KaponpoyHble creLicrsiasbl Inconel

S Nimonic 20 40 30 50
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH, TUTAHOBbIE CMJIaBbI

S 30 50 40 60

Titanium, titanium alloy
MepHble cnnasbl - nerkoobpabarbiBaembie (1aTyHb - 6poH3a)
N 80 100 90 120
Copper alloy — easy to machine (brass — bronze)
MegHble cnnaBbl - TpPyaHoObpabaThiBaeMble (aItoMUHUI - 6poH3a) (CuAlFe)

N 40 70 60 80
Copper alloy — difficult to machine / Aluminium bronze (Ampco)
AnntoMnHUEBbIE Crinasbl / MarHueBble cniasbl
N 80 100 90 120
Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIE NIMTENHBIN CMMAB C COAEPXXaHUEM KPEMHUS Si < 8%
90 120 120 160
N - :
Aluminium cast iron
ANNIOMUHWEBLIV IUTENMHBIN CNaB C COAEPXXaHUEM KPEMHUS Si > 8%
70 110 90 130
N - :
Aluminium cast iron
Mnactuk
N 30 60 50 80
Plastic
3onoto, Cepebpo
N 50 80 65 100
Gold, silver

[nsa pacyeta konuyectsa 060poToB WnNuHAens (n) Mbl 6epem “cpegHee 3HaveHWe avameTpa’.

Generally, we use the “average @” of the stepped drill to calculate the spindle rotation (n).



2D,

0.003 -0.018

0.002 -0.014

0.003 -0.018

0.002 -0.014

0.002 -0.013

0.002 -0.013

0.002 -0.014

0.002 -0.013

0.002 -0.014

0.002 -0.013

0.004 -0.028

0.003 -0.018

0.004 -0.028

0.004 -0.028

0.004 -0.028

0.005 -0.040

0.004 -0.028

2D,

0.014 -0.027

0.012 -0.021

0.014 -0.027

0.012 -0.021

0.010 -0.020

0.010 -0.02

0.012 -0.021

0.010 -0.020

0.012 -0.021

0.010 -0.020

0.018 -0.042

0.014 -0.027

0.018 -0.042

0.018 -0.042

0.018 -0.042

0.025 -0.060

0.018 -0.042

2D,

0.021 - 0.04

0.018 - 0.03

0.021 - 0.04

0.018 - 0.03

0.015 - 0.03

0.015 - 0.03

0.018 - 0.03

0.015 - 0.03

0.018 - 0.03

0.015 - 0.03

0.027 - 0.06

0.021 - 0.04

0.027 - 0.06

0.027 - 0.06

0.027 - 0.06

0.038 - 0.08

0.027 - 0.06

MNMopaya Ha obopoT

Feed per revolution

2D,
0.03 - 0.05
0.02 - 0.04
0.03 - 0.05
0.02 - 0.04
0.02 - 0.03
0.02 - 0.03
0.02 - 0.04
0.02 - 0.03
0.02 - 0.04
0.02 - 0.03
0.04 - 0.07
0.03 - 0.05
0.04 - 0.07
0.04 - 0.07
0.04 - 0.07
0.05 - 0.10
0.04 - 0.07

D; <1mm O Vc - 30 %
CKoOpoCTb pe3aHusa YMeHbLlUMTb Ha 30% OT yKa3aHHoOro B Tabnuue

@D,
0.04 - 0.09
0.04 - 0.07
0.04 - 0.09
0.04 - 0.07
0.03 - 0.07
0.03 - 0.07
0.04 - 0.07
0.03 - 0.07
0.04 - 0.07
0.03 - 0.07
0.05 - 0.14
0.04 - 0.09
0.05 - 0.14
0.05 - 0.14
0.05 - 0.14
0.08 - 0.20
0.05 - 0.14

2D,

0.07

0.06

0.07

0.06

0.05

0.05

0.06

0.05

0.06

0.05

0.09

0.07

0.09

0.09

0.09

0.13

0.09

- 0.13

- 0.10

- 0.13

- 0.10

- 0.09

- 0.09

- 0.10

- 0.09

- 0.10

- 0.09

- 0.20

- 0.13

- 0.20

-0.20

- 0.20

-0.28

- 0.20

@D,
0.10 - 0.18
0.08 0.14
0.10 - 0.18
0.08 0.14
0.07 0.13
0.07 0.13
0.08 0.14
0.07 0.13
0.08 0.14
0.07 0.13
0.13 0.28
0.10 0.18
0.13 0.28
0.13 0.28
0.13 0.28
0.18 0.40
0.13 - 0.28

2D,

0.14 - 0.25

0.12 - 0.20

0.14 - 0.25

0.12 - 0.20

0.10 - 0.18

0.10 - 0.18

0.12 - 0.20

0.10 - 0.18

0.12 - 0.20

0.10 - 0.18

0.18 - 0.39

0.14 - 0.25

0.18 - 0.39

0.18 - 0.39

0.18 - 0.39

0.25 - 0.56

0.18 - 0.39

2D,

0.20 - 0.29
0.17 -0.22
0.20 - 0.29
0.17 -0.22
0.14 -0.21
0.14 -0.21
0.17 -0.22
0.14 -0.21
0.17 -0.22
0.14 -0.21
0.25 -0.45
0.20 -0.29
0.25 -0.45
0.25 -0.45
0.25 -0.45
0.35 -0.64

0.25 - 0.45

@D,
0.22 - 0.36
0.19 - 0.28
0.22 - 0.36
0.19 - 0.28
0.16 - 0.26
0.16 - 0.26
0.19 - 0.28
0.16 - 0.26
0.19 - 0.28
0.16 - 0.26
0.29 - 0.56
0.22 - 0.36
0.29 - 0.56
0.29 - 0.56
0.29 - 0.56
0.40 - 0.80
0.29 - 0.56
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