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OMUCAHNE MMNKPO-METHNKOB, KAJINBP-
MPOBOK N MHCTPYMEHTA
A1 BUXPEBOIO HAPE3AHWA PE3bbbI

TABLE OF MICRO-TAPS, GAUGES

AND WHIRLING TOOLS Mo 3anpocy

N HM TIALN N XIDUR CUTINOX
On request

HenernposaHHas ctanb / HU3konernposaHHas ctasnb
) < 600 H/mMM*
Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / HU3konernposaHHas ctanb
) 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas CTanb C NPUMECAMN CBMHLA

Lead alloyed cutting steel

BbicokonervpoBaHHasi cTanb
P 700 — 1500 H/mMMm?
High alloyed steel

Hep>xxasetoLias cranb
M 400 — 700 H/mm?
Stainless steel

3aKaneHHas cranb U YyryH
H > 1500 H/mM? (50 - 65 HRC)
Tool steel and cast iron

Cepblvi NUTENHBIA YyryH / MepAUTHbIA NUTENHBIN YyryH
K < 250 HB
Grey cast iron / Nodular iron pearlitic

JlervpoBaHHbIi YyryH / MepanTHbIA MUTENHBIA YyryH
K > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YyryH C WapoBuaHbIM rpacmToM / KOBKMIM YyryH

K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XKaponpo4Hble crneLcnnasbl Inconel

S _ o _ Nimonic
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHoBble CrJiaBbl

S Titanium / Titanium alloy
MepHble crninaBsbl - nerkoobpabatbiBaeMble (NaTyHb-6poH3a)

N Copper alloy - easy to machine (brass — bronze)
MeaHble cniaBbl - TPyAHOO6pabaTbiBaeMble (a/TIOMUHMIA - 6poH3a) (CuAlFe)

N Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMuHueBble crinasbl / MarHueBsble cnnasbl

N

Aluminium alloy / Magnesium alloy

ANIIOMUHUEBBIN NUTEVHBIN CNMaB C COAEpXKaHNEM KPEMHMS
N Si < 8%
Aluminium cast iron

ANNIIOMUHMWEBBIN IUTEWHBIN CNNaB C COAEPXKAHMEM KPEMHUS
N Si > 8%
Aluminium cast iron

Ipacout
N .
Graphite
Mnacrtunk
N .
Plastic

N Matepuan tuna Kevlar®

3onoTo, cepebpo

Gold, silver
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OMNMUCAHWNE PE3bBOHAPE3HbBIX ®PE3

TABLE OF THREAD MILLS

N HM

TiALN

HenernposaHHas ctanb / Hu3KonernposaHHas cTasnb

< 600 H/MMm?

Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / HU3konernposaHHas ctanb

600 — 1500 H/MMm?

Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBMHLIA

Lead alloyed cutting steel

BbicokonernposaHHas ctasb

700 — 1500 H/mMMm?

High alloyed steel

Hep>xxasetoLias cranb

400 — 700 H/mMM?

Stainless steel

3akaneHHas cTanb U YyryH

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

Tool steel and cast iron

Cepblvi NUTENHBIA YyryH / MepAUTHbIA NUTENHBIN YyryH

< 250 HB
Grey cast iron / Nodular iron pearlitic
JlervpoBaHHbIi YyryH / MepanTHbIA UTENHBIA YyryH
> 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH € WapoBuaHbIM rpacmToM / KOBKMI YyryH
Nodular iron pearlitic / Malleable cast iron
Cneucnnagbl / XKaponpouHble cnewlcniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TuTaH / TuTaHoBbIE CMABbI

Titanium / Titanium alloy

MepHble crnnaBsbl - nerkoobpabatbiBaeMble (NaTyHb-6poH3a)

Copper alloy - easy to machine (brass — bronze)

MeaHble cniaBbl - TPyAHOO6pabaTbiBaeMble (a/TIOMUHMIA - 6poH3a) (CuAlFe)

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

AnntoMUHMEBBIE CNNaBbl / MarHueBsble CnnaBbl

Aluminium alloy / Magnesium alloy
ANIIOMUHUEBBINM NUTEVHBIN CNMaB C CoAepXKaHNEM KPEMHMS
Si < 8%
Aluminium cast iron
ANSIIOMUHMEBBIN IUTEWHBIN CNNaB C COAEPXKAHMEM KPEMHMS
Si > 8%
Aluminium cast iron
Ipadut
Graphite

Mnacrtunk

Plastic
Matepuan tvna Kevlar®

3onoTo, cepebpo

Gold, silver

DIXI 7908 DIXI 7910
M1.6 - M250 M1.4 - M250
Ctp.268 Ctp.269

ISO

N
Il
@

) | 1SO
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MNKPO-METHYMK

DIXI 1712

NIHS 06 i \) O
| '

MICRO-TAPS {% 1 /, W

: 1,

fi CTp.280

ISO 513: PN
Lar @oTBepcT. B naTyHW @OTBEPCT. B CTanu
Pitch Drill. @ brass Drill. @ steel Dy Ly L, Die L YA HM
S 0.30 0.08 0.23 0.24 0.306 11 1.0 15 30 3 |
S 0.35 0.09 0.27 0.29 0.356 2.0 15 15 30 3 |
S 0.40 0.10 0.32 0.33 0.406 25 2.0 15 30 3 |
0.33 0.34 0.416 3.0 2.5 15 30 3 |
S 0.50 0.125 0.40 0.42 0.506 3.0 2.5 15 30 3 |
0.41 0.43 0.516 4.0 3.5 15 30 3 |
S 0.60 0.15 0.48 0.50 0.606 3.5 3.0 15 30 3 |
0.49 0.51 0.616 4.5 4.0 15 30 3 |
0.50 0.52 0.626 4.5 4.0 15 30 3 |
S0.70 0.175 0.56 0.58 0.716 3.5 3.0 15 30 3 |
0.57 0.59 0.726 4.5 4.0 15 30 3 |
0.58 0.60 0.736 4.5 4.0 15 30 3 |
S 0.80 0.20 0.64 0.66 0.816 4.0 3.5 15 30 3 |
0.65 0.67 0.826 5.0 4.0 15 30 3 |
0.66 0.68 0.836 5.0 4.0 15 30 3 |
S0.90 0.225 0.72 0.74 0.916 4.5 4.0 15 30 3 |
0.73 0.75 0.926 5.0 4.0 15 30 3 |
0.74 0.76 0.936 5.0 4.0 15 30 3 |
S1.00 0.25 0.80 0.82 1.016 5.0 4.0 15 30 3 |
0.81 0.83 1.026 5.0 4.0 15 30 3 |
0.82 0.84 1.036 5.0 4.0 15 30 3 |
S1.20 0.25 1.00 1.02 1.216 6.0 5.0 15 30 3 |
1.01 1.03 1.226 6.0 5.0 15 30 3 |
1.02 1.04 1.236 6.0 5.0 15 30 3 |
S1.40 0.30 1.15 1.17 1.426 6.0 5.0 15 30 3 |
1.16 1.18 1.436 6.0 5.0 15 30 3 |
M 1.50 0.30 1.26 1.28 1.536 7.0 6.0 2.0 38 3 |
M 2.00 0.40 1.65 1.68 2.056 120 11.0 2.5 43 3
k. CKOpOCTb BpaLleHuns [06/Mi1H.]

Rotation speed [rev/min]

500 - 2500
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Crp.280

NIHS

NT

DIXI 1718

BbICOKOTOYHASA PE3bBOBAA
KAJIMBEP-TTPOBKA MINI “MNMPOXOAHASA”

- MINI -

HIGH PRECISION THREAD PLUG GAUGES

MINI “GO”
:
&
LLar
D]_ Pitch Ll
S 0.30 0.080 1.10
S 0.35 0.090 1.30
S 0.40 0.100 2.00
S 0.50 0.125 3.00
S 0.60 0.150 3.50
S 0.70 0.175 3.50
S 0.80 0.200 4.00
S 0.90 0.225 4.50
S 1.00 0.250 5.00
S1.20 0.250 6.00
S 1.40 0.300 6.00
DIXI 1719
\
NIHS BbICOKOTOYHASA PE3bBOBAA
NT KAJTIMBEP-NPOBKA MAXI “HEMPOXOAHAA”

- MAXT -

HIGH PRECISION THREAD PLUG GAUGES

MAXI “NO GO”



DIXI 1730

NHCTPYMEHT AJ19 BUXPEBOIO HAPE3AHUA I1SO 60° A" @\
PE3bbbI ) |
A7 k \U/
WHIRLING TOOLS / > (i ey
_ @ )
L, =2x0@ CTp.280 Cp.274
HOM. |
nom. ISO513: PMHKS
@ HOM. Lar
@
Nominal @ Pitch D, Ly D, D L z HM TiALN XIDUR
M 0.8 0.20 0.60 1.85 0.27 3 38 3 [ | [ |
M 0.9 0.225 0.66 2.10 0.33 3 38 3 [ | [ ]
M 1.0 0.25 0.73 2.30 0.34 3 38 3 [ | [ |
M 1.2 0.25 0.92 2.80 0.53 3 38 3 [ | [ ]
M 1.4 0.30 1.05 3.20 0.60 3 38 3 [ | [ ]
M 1.6 0.35 1.21 3.70 0.69 3 38 3 [ | [ ]
M 1.8 0.20 1.41 4.10 0.89 3 38 3 [ | [ |
M 1.8 0.35 1.41 4.10 0.89 3 38 3 [ | [ ]
M 2.0 0.40 1.55 4.60 0.96 3 38 3 [ | [ |
M 2.2 0.20 1.72 5.10 1.08 3 38 3 [ | [ ]
M 2.2 0.45 1.72 5.10 1.08 3 38 3 [ | [ ]
M 2.5 0.25 2.00 5.80 1.35 3 38 3 [ | [ ] [ IS
M 2.5 0.35 2.00 5.80 1.35 3 38 3 [ | [ | [ I®)
M 2.5 0.45 2.00 5.80 1.35 3 38 3 [ | [ ] [ IS
M 3.0 0.50 2.44 7.00 1.70 4 42 3 [ | [ | [ I®)
M 4.0 0.70 3.20 9.30 2.25 4 42 3 [ | [ ] [ IS
M 5.0 0.80 4.00 11.50 2.80 6 57 4 [ ] [ ] [ I®)
M 6.0 1.00 4.85 13.80 3.15 6 57 4 [ | [ ] [ IS
M 8.0 1.25 6.50 18.40 4.65 8 75 6 [ | [ | [ I®)
M 10.0 1.50 7.90 23.00 5.60 8 75 6 [ | [ ] [ IS




DIXI 1731

- ( 1SO 60° NMHCTPYMEHT /19 BUXPEBOIO HAPE3AHWA
l PE3bbbl
! i
\’?\ /) WHIRLING TOOLS
@) \ L1 =3 XD Hom.
Ctp.274 Crp. 280
nom.
ISO 513: PMHK
1
@ HoM. War
@
Nominal @ Pitch D, Ly D, Dhe L z HM  TiALN XIDUR
M 0.8 0.20 0.60 2.60 0.27 3 38 3 u u
M 0.9 0.225 0.66 2.90 0.33 3 38 3 u u
M 1.0 0.25 0.73 3.20 0.34 3 38 3 u u
M1.2 0.25 0.92 3.85 0.53 3 38 3 u u
M 1.4 0.30 1.05 4.50 0.60 3 38 3 E N
M1.6 0.35 1.21 5.10 0.69 3 38 3 u u
M 1.8 0.20 1.41 5.80 0.89 3 38 3 E N
M 1.8 0.35 1.41 5.80 0.89 3 38 3 u u
M 2.0 0.40 1.55 6.40 0.96 3 38 3 u u
M 2.2 0.20 1.72 7.10 1.08 3 38 3 u u
M 2.2 0.45 1.72 7.10 1.08 3 38 3 u |
M 2.5 0.25 2.00 8.00 1.35 3 38 3 u | mo
M 2.5 0.35 2.00 8.00 1.35 3 38 3 " F EO
M 2.5 0.45 2.00 8.00 1.35 3 38 3 u | mo
M 3.0 0.50 2.44 9.60 1.70 4 42 3 u u mo
M 4.0 0.70 3.20 12.80 2.25 4 42 3 u | mo
M 5.0 0.80 4.00 16.00 2.80 6 57 4 " F EO
M 6.0 1.00 4.85 19.20 3.15 6 57 4 u | mo
M 8.0 1.25 6.50 25.60 4.65 8 75 6 u u mo
M 10.0 1.50 7.90 32.00 5.60 8 75 6 u | mo




DIXI 1735

NWHCTPYMEHT /19 BUXPEBOIO HAPE3AHUA

PE3bbbl

A7

UN 60°

02

WHIRLING TOOLS £ 4.5
W\
L; = 2 X Grom. CTp.280 Cp.274
Nenn. ‘
nom.
ISO513: PMHKSN
UNC UNF UNEF UN TPI D, Ly D, D L Z HM TiALN XIDUR
(HUTOK Ha AaroKM)
N°1 72 140 43 08 3 38 3 E =
N°1 N°2 64 140 43 080 3 38 3 E =
N°2 N°3 56 165 50 095 3 38 3 E =
N°3 N°4 48 190 58 110 3 38 3 E =
N°5 44 200 73 115 3 38 3 E B EO
N°4 40 210 6.6 117 4 42 3 E = EO
N°5 N°6 40 245 73 152 4 42 3 E B EO
N°8 36 330 96 215 4 42 3 E = EO
N°6 32 255 8.1 130 4 42 3 [ | [ | [ J®)
N°8 N°10 N°12 - 1/4" 32 310 96 190 4 55 3 E = EO
N°12 5/16" - 3/8” 28 420 126 285 6 63 3 E ®E EQO
1/4” 5/16" - 3/8" 28 500 146 355 6 63 3 E = EO
N°10 24 340 11.1 190 4 55 3 [ | [ | [ J®)
N°12  5/16" - 3/8" 5/16” - 1-1/16" 24 4.10 12.6 2.70 6 57 4m ®m HEO
1/4” 7/16" 5/16"-3/8720 470 146 290 6 57 4 E ®E EQO
5/16" 18 6.10 182 400 8 63 6 E = EO
3/8” 3/4” 7/16" - 9/16” 16 7.50 21.9 5.30 8 63 6 = EHO®
7/16"  7/8" 14 870 256 620 10 75 6 E = EO
1/2” 13 10.00 29.2 730 12 75 6 E B EO
m'_:
I &y
:} H ....... m‘ﬁ
,..an



DIXI 1736

Y UN 60° NHCTPYMEHT AJ14 BUXPEBOIO HAPE3AHUA
@ ( ) PE3bbblI
Wi T
A"D () WHIRLING TOOLS
Ctp.274 Crp. 280 Ly =3 X @ wom.
nom.
ISO 513: PMHKS
il
UNC UNF UNEF UN TPI D, Ly D, D L Z HM TiALN XIDUR
(HUTOK Ha AatoNM)
N°1 72 140 60 08 3 38 3 E =
N°1 N°2 64 140 60 080 3 38 3 E =
N°2 N°3 56 1.65 70 095 3 38 3 E =
N°3 N°4 48 190 81 110 3 38 3 E =
N°5 44 200 102 115 3 38 3 E B EO
N°4 40 210 91 117 4 42 3 E =B EQ
N°5 N°6 40 245 102 152 4 42 3 E B EQ
N°8 36 330 134 215 4 42 3 E =B EQ
N°6 32 255 11.3 1.30 4 42 3 [ | [ | moO
N°8 N°10 N°12 - 1/4” 32 310 134 190 4 55 3 E =B EQ
N°12 5/16" - 3/8” 28 420 176 285 6 63 3 E B EQ
1/4” 5/16" - 3/8” 28 500 203 355 6 63 3 E =B EQ
N°10 24 3.40 155 190 4 55 3 [ | [ | moO
N°12  5/16" - 3/8" 5/16" - 1-1/16" 24 4.10 17.6 2.70 6 57 4m W HEHO®
1/4” 7/16” 5/16”-3/8"20 470 203 290 6 57 4 E B EQ
5/16" 18 6.10 254 400 8 63 6 E =B EQ
3/8” 3/4” 7/16" - 9/16” 16 7.50 30.5 5.30 8 75 6mM m EHO
7/16"  7/8" 14 870 355 620 10 86 6 E =B EQ
1/2” 13 10.00 40.6 730 12 93 6 E B EQ
[
::t ﬂ- - eeeemees = ttemesee = cemecces = safleces .-
Fo P
-
5 —




DIXI 1738

NHCTPYMEHT /14 BUXPEBOIO HAPE3AHUA NIHS Ve @\
PE3bbbl { ) |
,. k AL (0 B
WHIRLING TOOLS \ kA
CTp.280 Crp.274
\
ISO513: PMKSN
@ HOM. lWar @ oTBepctus -
%] %]
Nominal @ Pitch Drilling @ D, Ly D, Dne L z HM CUTINOX
S0.80 0.20 0.64 0.62 2.30 0.33 3 38 3 ||
S 0.90 0.225 0.72 0.70 2.50 0.38 3 38 3 ]
M 1.00 S 1.00 0.25 0.80 0.78 2.80 0.42 3 38 3 ||
M1.20 S1.20 0.25 1.00 0.98 3.40 0.62 3 38 3 ]
M1.40 S1.40 0.30 1.15 1.12 4.00 0.68 3 38 3 ||
M 1.40 0.20 1.22 1.18 4.00 0.74 3 38 3 ]
M 1.60 0.35 1.30 1.26 4.50 0.72 3 38 3 ||
M 1.80 0.35 1.50 1.45 5.10 0.77 3 38 3 ]
0.20 1.62 1.45 5.10 0.77 3 38 3 ||
M 2.00 0.40 1.65 1.60 5.60 0.85 3 38 3 ]
0.20 1.82 1.60 5.60 0.85 3 38 3 ||
M 2.20 0.45 1.80 1.70 6.20 0.91 3 38 3 ]
0.25 1.93 1.70 6.20 0.91 3 38 3 ||
M 2.50 0.45 2.10 2.00 7.00 1.20 3 38 3 ]
0.35 2.15 2.00 7.00 1.20 3 38 3 ||
0.25 1.25 2.00 7.00 1.20 3 38 3 ]
0.20 2.30 2.00 7.00 1.20 3 38 3 ||
M 3.00 0.50 2.50 2.40 8.40 1.60 3 38 3 ]
0.35 2.65 2.40 8.40 1.60 3 38 3 ||
0.25 2.75 2.40 8.40 1.60 3 38 3 ]
0.20 2.80 2.40 8.40 1.60 3 38 3 ||
| =y
 —
F -
- *ﬂ:_j} !
Fa



DIXI 1739

7 NIHS NWHCTPYMEHT AJ19 BUXPEBOIO HAPE3AHUA
@ I ) PE3bbbl
“\,_‘__ ‘
P AT i
G ¢ ) WHIRLING TOOLS
\ AP) \
e e
Ctp.274 ch.280‘
ISO 513: P MK
u
@ HOM. LWar @ otBepcTus
@ @
Nominal @ Pitch Drilling @ D, Ly D, Dne L z HM
S 0.30 0.08 0.23 0.21 0.70 0.12 3 38 1 |
S50.40 0.10 0.32 0.30 0.90 0.18 3 38 1 u
S 0.50 0.125 0.40 0.38 1.20 0.24 3 38 1 |
S 0.60 0.15 0.48 0.46 1.50 0.29 3 38 1 u
S0.70 0.175 0.56 0.54 1.80 0.34 3 38 1 |
S50.80 0.20 0.64 0.60 2.00 0.37 3 38 1 u
S0.90 0.225 0.72 0.68 2.20 0.42 3 38 1 |
S1.00 0.25 0.80 0.76 2.40 0.48 3 38 1 u
S1.20 0.25 1.00 0.94 3.00 0.66 3 38 1 |
51.40 0.30 1.15 1.10 3.30 0.75 3 38 1 u
—
[



DIXI 7908

PE3bEOHAPE3HASI ®PE3A 1SO 60° o e
(') =
L
\\\._,/ : :’
THREAD MILLS T
/’f \‘c>
\\ip/
CTp.278
ISO 513: PMKS
DIXI 7908 N = BHyTpeH. pe3bba N = N = Internal
@ HOM. Menkuid war Cnpas.Homep Llar o
@
Nominal @ Fine pitch Ref. Pitch D, Ly D L Z HMTIALN
M 1.6 03.010 0.35 N 1.0 2.45 3 38 3 N
M 2.5 M 4 03.013 0.35 N 1.3 2.80 3 38 3 N
M2 03.013 0.40 N 13 3.20 3 38 3 m
M 2.3) 03.015 0.40 N 15 3.20 3 38 3 N
(M 2.5) 03.015 0.45 N 15 3.60 3 38 3 m
M3 M 4 M 6 03.021 0.50 N 2.1 4.50 3 38 3 N
M 4 M 6 03.026 0.50 N 2.6 5.50 3 38 3 B
M4 03.026 0.70 N 2.6 6.30 3 38 3 N
M 4.5 M 6 M 11 04.030 0.75 N 3.0 6.75 4 42 3 B
. M 8 M 11 06.059 0.75 N 5.9 15.00 6 57 5 N
M5 04.036 0.80 N 3.6 8.00 4 42 3 B
*M6 M 8 M 30 06.040 1.00 N 4.0 9.00 6 57 3 N
. M 12 M 30 08.079 1.00 N 7.9 20.00 8 63 5 W
M8 M 10 M 14 06.050 1.25 N 5.0 12.50 6 57 3 N
*M 10 M 12 M 80 06.059 1.50 N 5.9 15.00 6 57 5 N
M 12 M 30 10.099 0.50 N 9.9 10.00 10 50 5 N
. M 14 M 80 10.099 1.50 N 9.9 24.00 10 72 5 1
. M 18 M 80 12.119 1.50 N 11.9 30.00 12 83 5 N
*M12 08.079 1.75 N 7.9 19.25 8 63 5 1
*M 14/M 16 M 18 M 150 10.099 2.00 N 9.9 24.00 10 72 5 N
. M 18 M 150 12.119 2.00 N 11.0 30.00 12 83 5 N
*M 18/M 20 12.119 2.50 N 11.9 30.00 12 83 5 N
*M 24/(M 27) M 30 M 250 16.159 3.00 N 15.9 36.00 16 92 6 N
@ DIXI 7908 06.050 -1.25
'.I'
« = 3axuMHas koHdurypaumna Weldon cornacHo craHaapTy i i — '
DIN 6535-HB - no 3anpocy. | A e W
«= WELDON DIN 6535-HB = [I : :M =l
«= Clamping configuration according to DIN 6535-HB on o R i
request. i oo
ot L
DIXI 7908 E = BHelwwHsas pe3bba E = E = External
@ HOM. Menkuid Wwar Cnpas.Homep Lar
@
Nominal @ Fine pitch Ref. Pitch D1 L1 D L Z HMTIALN
*M 3 M4 M 5.5 06.059 0.50 E 59 15.00 6 57 5 u
*M 4.5 M 6 M 11 08.079 0.75 E 7.9 19.50 8 63 5 |
*M 6 M8 M 30 10.099 1.00 E 9.9 24.00 10 72 5 u
* M 10 M 12 M 80 12.119 1.50 E 11.9 30.00 12 83 5 |
*M14 M 18 M 150 12.119 2.00 E 11.9 30.00 12 83 5 u

@ DIXI 7908 08.079-0.75-



DIXI 7910
[

P //) 1SO 60° PE3bEOHAPE3HASI OPE3A
e P
2T THREAD MILLS
ke )
% ip ¥
Ctp.276

ISO 513: P MK

DIXI 7910 N = BHyTpeH.pe3bba N = N = Internal

@ HOM. Menkuii war CnpaB.Homep Lar
)
Nominal @ Fine pitch Ref. Pitch D, Ly D L Z HMTIALN
M14 03.009 0.30 N 0.9 2.10 3 38 2 |
M 1.6 03.010 0.35 N 1.0 2.45 3 38 2 |
M 2.5 M4 03.013 0.35 N 1.3 2.80 3 38 2 |
M2 03.013 0.40 N 1.3 3.20 3 38 2 |
M 2.3) 03.015 0.40 N 1.5 3.20 3 38 2 |
(M 2.5) 03.015 0.45 N 1.5 3.60 3 38 2 |
M3 M4 M 6 03.021 0.50 N 2.1 4.50 3 38 3 |
M4 M6 03.026 0.50 N 2.6 5.50 3 38 3 |
M4 03.026 0.70 N 2.6 6.30 3 38 3 |
M 4.5 M6 M 11 04.030 0.75 N 3.0 6.75 4 42 3 |
. M 8 M 11 06.059 0.75 N 5.9 15.00 6 57 3 |
M5 04.036 0.80 N 3.6 8.00 4 42 3 |
*M 6 M 8 M 30 06.040 1.00 N 4.0 9.00 6 57 3 |
. M 12 M 30 08.079 1.00 N 7.9 20.00 8 63 4 |
M8 M 10 M 14 06.050 1.25 N 5.0 12.50 6 57 3 |
*M 10 M 12 M 80 06.059 1.50 N 5.9 15.00 6 57 3 |
. M 14 M 80 10.099 1.50 N 9.9 24.00 10 72 4 |
. M 18 M 80 12.119 1.50 N 11.9 30.00 12 83 4 |
*M 12 08.079 1.75 N 7.9 19.25 8 63 4 |
*M 14/M 16 M 18 M 150 10.099 2.00 N 9.9 24.00 10 72 4 |
. M 18 M 150 12.119 2.00 N 11.9 30.00 12 83 4 |
*M 18/M 20 12.119 2.50 N 11.9 30.00 12 83 4 |
*M24/(M 27) M 30 M 250 16.159 3.00 N 15.9 36.00 16 92 4 |
@ DIXI 7910 06.050 -1.25
Yy
e = 3axuMHas koHburypaumsa Weldon cornacHo craHaapTty 1. PP —
DIN 6535-HB - no 3anpocy. [ H ..... R E‘"W
e= WELDON DIN 6535-HB _ _ o S
«= Clamping configuration according to DIN 6535-HB on 1] | ===
request.. i f— Es
DIXI 7910 E = BHelwuHss pe3bba E = E = External SU—_ .
@ HOM. Menkui war CnpaB.Homep  Llar
)
Nominal & Fine pitch Ref. Pitch D, Ly D L Z HMTIALN
M3 M 4 M 5.5 06.059 0.50 E 5.9 15.00 6 57 3 N
M 45 M6 M 11 08.079 0.75 E 7.9 19.50 8 63 4 W
M6 M 8 M 30 10.099 1.00 E 9.9 24.00 10 72 4 W
M 10 M 12 M 80 12.119 1.50 E 11.9 30.00 12 83 4 N
M 14 M 18 M 150 12.119 2.00 E 11.9 30.00 12 83 4 W

@ DIXI 7910 08.079-



DIXI 7918

PE3bEOHAPE3HAA ®PE3A C BUHTOBOW UN 60° Ay, @\
KAHABKOW ( ) 1 \z
= e T
,/‘“i..\\
HELICOIDAL THREAD MILLS ¢ c)
\\\ ip/
Crp.278
ISO 513: PMKS
DIXI1 7918 N = BHyTp.pe3bba N = N = Internal
UNC UNF UNEF UN Ref. TPI D, Ly D L Z HM TIiALN
CripaB.HOMep (HWUTOK Ha [io1M)
N° 2 03.015 64 N 1.5 3177 3 38 3 MW
N° 2 N° 3 03.015 56 N 1.5 3.17 3 38 3 |
N° 3 N° 4 03.015 48 N 1.5 3.17 3 38 3 N
N° 5 03.021 44 N 2.1 4.62 3 38 3 |
N° 5 N° 6 03.021 40 N 2.1 4.44 3 38 3 N
N° 8 04.030 36 N 3.0 6.35 4 42 3 |
N° 8 N° 10 N° 12 - 1/4" 04.030 32 N 3.0 6.35 4 42 3 N
. 5/16" — 3/8" 7/16" - 1" 06.059 32 N 5.9 14.28 6 57 5 N
N° 12 — 1/4" 5/16" -3/8" 04.036 28 N 3.6 8.16 4 42 3 N
. 7/16" — 1/2" 9/16" -1-1/2"08.079 28 N 7.9 19.95 8 63 5 N
*N° 12 5/16" — 3/8" 5/8" —1-1/16" 06.040 24 N 4.0 8.46 6 57 3 N
e1/4" 7/16" 5/16" — 3/8" 06.040 20 N 4.0 10.16 6 57 3
. 1/2" 3/4 "- 1" 9/16" — 3" 10.099 20 N 9.9 2286 10 72 5 N
*5/16" 06.050 18 N 5.0 12.70 6 57 3 |
. 9/16" — 5/8" 1-1/16" — 1-11/16" 10.099 18 N 9.0 23.98 10 72 W
5 |
*3/8" 3/4" 7/16" — 9/16"06.059 16 N 5.0 14.28 6 57 5 N
L 5/8" — 6" 12.119 16 N 11.0 28.57 12 83 5 N
7/16" 7/8" 08.079 14 N 7.9 16.33 8 63 5 N
e1/2" 08.079 13 N 7.9 19.53 8 63 5 N
*9/16" 10.099 12 N 9.9 23.28 10 72 5 N
L 1" - 1-1/2" 1-9/16" - 6" 12.119 12 N 119 29.63 12 83 5 N
*5/8" 10.099 11 N 9.9 23.09 10 72 5 N
*3/4" 1" 12.119 10 N 11.9 2794 12 83 5
DIXI 7918 04.030 -36 -
.h,-.F
* = 3axuMHasl KoHdurypaums Weldon cornacHo craHaapTy T e H 1
DIN 6535-HB - no 3anpocy. - [{ _ o _ﬂ%% =
o= WELDON DIN 6535-HB . E— N— L T
= Clamping configuration according to DIN 6535-HB on j' H . Ll -
request. I S——
DIXI 7910 E = BHewHss1 pe3bba E = E = External
UNC UN Ref. TPI Dy Ly D L Z HM T
(HUTOK Ha AaroiiM)
* N°6 N° 10 - 1" 06.059 32 E 5.9 14.28 6 57 5 H N
. N° 12 — 1-1/2" 08.079 28 E 7.9 19.95 8 63 5 H N
e 1/4" 7/16" — 3" 10.099 20 E 9.9 22.86 10 72 5 H B
*5/16" 9/16" — 1-11/16" 10.099 18 E 9.9 23.98 10 72 5 H N
* 3/8" 7/16" — 6" 12.119 16 E 11.9 28.57 12 83 5 H B
*9/16" 5/8" — 6" 12.119 12 E 11.9 29.63 12 83 5 " N

@ DIX1 7918 08.079-



DIXI 7920
[

P TR UN 60° PE3bBOHAPE3HASA OPE3A
y 2\ !/ >
/ﬁ?h THREAD MILLS
fie =
&
Crtp.276

ISO 513: P MK

DIXI 7920 N = BHyTp.pe3bba N = N = Internal

UNC UNF UNEF UN Ref. TPI D; Ly D L Z HM TIiALN
CrpaB.HOMep (HWUTOK Ha [KoViM)

N° 2 N° 3 03.015 56 N 15 3.17 3 38 2 |
N° 3 N° 4 03.015 48 N 15 3.17 3 38 2 |
N° 5 N° 6 03.021 40 N 2.1 4.44 3 38 3 |
N° 8 04.030 36 N 3.0 6.35 4 42 3 |
N° 8 N° 10 N° 12 —1/4" 04.030 32 N 3.0 6.35 4 42 3 |
. 5/16" — 3/8" 7/16" - 1" 06.059 32 N 5.9 14.28 6 57 3 |
N° 12 — 1/4" 5/16" -3/8" 04.036 28 N 3.6 8.16 4 42 3 |
. 7/16" —1/2" 9/16" -1-1/2"08.079 28 N 7.9 19.95 8 63 4 |
*N° 12 5/16" — 3/8" 5/8" — 1-1/16" 06.040 24 N 4.0 8.46 6 57 3 [ |
e1/4" 7/16" 5/16" — 3/8" 06.040 20 N 4.0 10.16 6 57 3 [ |
. 1/2" 3/4"- 1" 9/16" - 3" 10.099 20 N 9.9 2286 10 72 4 N
*5/16" 06.050 18 N 5.0 12.70 6 57 3 [ |
e 9/16" — 5/8" 1-1/16" — 1-11/16" 10.099 18 N 9.9 23.98 10 72 4 [ |
*3/8" 3/4" 7/16" — 9/16" 06.059 16 N 5.9 14.28 6 57 3 [ |
O 5/8" — 6" 12.119 16 N 11.9 28.57 12 83 4 |
e7/16" 7/8" 08.079 14 N 7.9 16.33 8 63 4 [ |
e1/2" 08.079 13 N 7.9 19.53 8 63 4 |
*9/16" 10.099 12 N 9.9 23.28 10 72 4 [ |
e 1" - 1-1/2" 1-9/16" — 6" 12.119 12 N 119 29.63 12 83 4 |
*5/8" 10.099 11 N 9.9 23.09 10 72 4 [ |
*3/4" 1" 12.119 10 N 119 2794 12 83 4 [ |
@ DIXI 7920 04.030 -36 -
5
* = 3axunMHas KoHburypaums Weldon cornacHo craHgapTy ! _ 1
DIN 6535-HB - no 3anpocy. = “ F TR
o= WELDON DIN 6535-HB A i
= Clamping configuration according to DIN 6535-HB on ! aln
request. b
. L -
DIXI 7920 E = BHelwlHas pe3bba E = E = External
UNC UN Ref. TPI Dy Ly D L z HM TiALN
CrpaB.HOMep (HWUTOK Ha [KoViM)
*N°6 N°¢ 10 - 1" 06.059 32 E 5.9 14.28 6 57 3 | |
b N° 12 — 1-1/2" 08.079 28 E 7.9 19.95 8 63 4 | |
°1/4" 7/16" — 3" 10.099 20 E 9.9 22.86 10 72 4 | |
*5/16" 9/16" — 1-11/16" 10.099 18 E 9.9 23.98 10 72 4 | |
*3/8" 7/16" — 6" 12.119 16 E 11.9 28.57 12 83 4 | |
*9/16" 5/8" — 6" 12.119 12 E 11.9 29.63 12 83 4 | |

@ DIXI 7920 08.079-28-E



DIXI 7940

PE3bBOHAPE3HAS! ®PE3A BSP 55° ~ /9
/\/ //l y \
THREAD MILLS e
\ ! Ap
A
CTp.276
\
| B ISO 513: PMKS
| ‘%d
BSP Ref. TPI N-E D, L D L z HM
crnpaB.HOMep (HUTOK Ha AlOWM)
R1/16" — R1/8" 6.059 28 NE 5.9 14.51 6 57 3 |
R1/4" —R3/8" 8.079 19 NE 7.9 18.71 8 63 4 |
R1/2" —R5/8"- R3/4"-R7/8"12.119 14 NE 11.9 29.02 12 83 4 |
R1" => R3-1/4" 16.159 11 NE 15.9 34.63 16 92 4 |
@ DIXI 7946 08.079 -19 i 55
BSPT 55° = ﬂ ........ I b TR -
N P sy 1
3axkuMHas KoHburypaums Weldon cornacHo ctaHgapty DIN ! [ E:' 1
6535-HB - no 3anpocy. V. - -
WELDON DIN 6535-HB R L !
Clamping configuration according to DIN 6535-HB on request.
DIXI 7946
\
PE3bBOHAPE3HAS ®PE3A
THREAD MILLS |
ISO 513: PMKS
BSPT Ref. TPI N-E D, L D L z HM
CrpaB.HOMep (HUTOK Ha AtoNM)
R1/16" — R1/8" 6.059 28 NE 5.34 9.97 6 57 3 |
R1/4" — R3/8" 8.079 19 NE 7.07 14.70 8 63 4 |
R1/2" — R5/8" —-R3/4" — R7/8"12.119 14 NE 10.77 19.95 12 83 4 |
R1" => R2-1/2" 16.159 11 NE 14.32 27.70 16 92 4 |
@ DIXI 7946 08.079 -19 1
e TN |
T

3axumMHas koHburypaums Weldon cornacHo ctaHaapty DIN
6535-HB - no 3anpocy. i ; i
WELDON DIN 6535-HB 'n. ................. T
Clamping configuration according to DIN 6535-HB on request.




DIXI 7950
\

o NPT 60° PE3bBOHAPE3HAS ®PE3A
g P )
- e THREAD MILLS
ho 2
\“‘-u._..
CTp.276

|
ISO 513: P MK

NPT Ref. TPI D, Ly D L YA HM
crnpaB.HOMep (HUTOK Ha [toiM)

1/16" — 1/8" 6.059 27 NE 5.37 9.40 6 57 3 |
1/4" - 3/8" 8.079 18 NE 7.10 14.11 8 63 4 |
1/2" — 3/4" 12.119 14 NE 10.77 19.95 12 83 4 |
1" -1-1/4" - 1-1/2" - 2" 16.159 11.5 NE 14.38 26.50 16 92 4 |
2-1/2" - 3" 16.159 8 NE 14.11 31.75 16 92 4 |
@ DIXI 7950 12.119-14
3axnMHasg kKoH@urypaumus Weldon cornacHo crtaHaapty DIN
6535-HB - no 3anpocy.
WELDON DIN 6535-HB
Clamping configuration according to DIN 6535-HB on request.

DIXI 7956

\
PE3SbBOHAPE3HAA ®PE3A

|
ISO 513: P MK

THREAD MILLS

NPTF 60°
NPTF Ref. TPI N-E D, Ly D L z HM

CrpaB.HOMep (HWUTOK Ha AViM)

1/16" — 1/8" 6.059 27 NE 5.37 9.40 6 57 3 |
1/4" - 3/8" 8.079 18 NE 7.10 14.11 8 63 4 |
1/2" - 3/4" 12.119 14 NE 10.77 19.95 12 83 4 |
1" -1-1/4"-1-1/2" - 2" 16.159 11.5 NE 14.38 26.50 16 92 4 |
O
DIXI 7956 06.059-27 I i
. H e
.._.. -.ﬂ'ﬂ'ﬁ-“““ﬂ'ﬂ'ﬂ'-ﬁ““-;—'_.ui H_Fp i_
3axuMHaa koHdurypaums Weldon cornacHo ctaHgapty DIN | h !
6535-HB - no 3anpocy. ._. L e 1
WELDON DIN 6535-HB T —

Clamping configuration according to DIN 6535-HB on request.



DIXI 1730 - 1731 - 1735 - 1736 - 1738 -

PEXXWUMbI PE3AHNA

CUTTING CONDITIONS

)

P

ObpabaTbiBaeMbllii MaTepuarn HM TiALN CUTINOX
Materials to be machined Ve [m/min] Ve [m/min] | Vc [m/min]
HenernpoBaHHas ctanb / HuskonernposaHHas Cranb
< 600 H/mMM* 65 80 70 100
Unalloyed steel / Low alloy steel
HenernposaHHas cranb / HuskonernposaHHas cTanb
600 — 1500 H/MM? 40 60
Unalloyed steel / Low alloy steel
BbicokonermpoBaHHas cranb
700 — 1500 H/MM? 25 50 60 80
High alloyed steel
Hepxasetolas crasnb
400 — 700 H/MM? 35 40 40 60 70 90
Stainless steel
3akaneHHas cranb U YyryH
> 1500 H/MM? (50 - 65 HRC) 15 30
Tool steel and cast iron
Cepbiii MUTENHBIN YyryH / TIEPANUTHBINA IMTENHBIN YyryH
< 250 HB 65 80 70 100
Grey cast iron / Nodular iron pearlitic
JlerpoBaHHbIN YyryH / MepauTHbIA MTENHBIA YyryH
> 250 HB 85 40 40 60
Alloyed cast iron / Nodular iron pearlitic
YyryH € WapoBuaHbIM rpacdmToM / KOBKUMIA YyryH
35 40 40 60
Nodular ferritic cast iron / Malleable cast iron
Cneucnnasbl / YKaponpo4Hble cneLcnnasbl Inconel
| Nimonic 25 50 40 60
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHOBbIE CrJ1aBbl
15 35

Titanium, titanium alloy

MPYMEP BbICOKOCKOPOCTHOW OBPABOTKM

DIXI 1738 M.1.00 c nokpbiTem CUTINOX

ObpabaTbiBaeMblit MaTepuan:
HepyKaBeroLLas aycTeHuTHas cranib 1.4435 (316L)

O6opoTbl WwWnuHaens, n = 150’000 06/MUH. (NOCTOSIHH.)

CkopocTb pe3aHus, Vc = 366 M/MUH.

Mopauva Ha 3y6,

Fz = 0.0016 mMMm.

CkopocTtb nogaun, Vf = 720 MM/MUH.

nybuHa pe3bbbl = 2.25 MM.

®pe3eposaHue 1o nogaye (CHU3Yy BBEPX)
Bpems o6paboTku ogHOro oreepctma = 3.5 cek.

BOITAPCKMI MEPEBOA

DIXI 1738 M1.00 CUTINOX
Werkstoff: Rostfrei Stahl 1.4435 (316-1)
Hochdrehzahlluftspindel, n = 150’000 U/min (Konstant)

Ve = 366m/min

fz = 0.0016mm

Vf = 720mm/min

Gewindetiefe = 2.25mm

Gleichlauffrasen Bearbeitung (von oben bis unten)
Zeit per Bohr = 3.5 sekunden

HIGH SPEED MACHINING EXAMPLE

DIXI 1738 M1.00 CUTINOX
Material: Austenitic stainless steel 1.4435 (316-I)
High speed air spindle, n = 150’0000 rev/min (Fix)

Ve = 366m/min

fz = 0.0016mm

Vf = 720mm/min

Thread depth = 2.25mm

Climb milling (from the down to the up)
Time per hole = 3.5 seconds



OBPABOTKA HA
®PE3EPHbIX OBPABATbIBAIOLLIX LIEHTPAX

Mopaua Ha 3y6

MACHINING WITH FIXED WORKPIECE
Feed per tooth

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

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 - 0.04 | 0.03-0.05 | 0.04 - 0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 -0.04 | 0.03-0.05 | 0.04 -0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 - 0.04 | 0.03-0.05 | 0.04 - 0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 -0.04 | 0.03-0.05 | 0.04 -0.07

0.002 -0.006 0.002 -0.01 | 0.005 -0.025

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 -0.04 | 0.03-0.05 | 0.04 -0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 - 0.04 | 0.03-0.05 | 0.04 - 0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 -0.04 | 0.03-0.05 | 0.04 -0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 - 0.04 | 0.03-0.05 | 0.04 - 0.07

0.003 - 0.006 | 0.004 -0.01 | 0.01 -0.03 | 0.02 - 0.04 | 0.03-0.05 | 0.04 -0.07

OBPABOTKA HA TOKAPHbIX ABTOMATAX

MACHINING ON SWISS-TURNING MACHINE

Ve [MuH.1] f [Mm/06]
CKOPOCTb pe3aHus nogaya Ha o60poThl
AN ,
TN M 0.80 15 - 40°000 0.005 - 0.015
[ % L M0.90 12 - 36'000 0.008 - 0.020
(i o ) — Lt M1.00 12 -35'000 0.012 - 0.020
_ A EE—_ L ; _ i M1.20 8 - 34’500 0.012 - 0.020
o ~T 1 M140 8 - 32'000 0.012 - 0.020
N - =—] gl L L M 160 8 - 28000 0.012 - 0.020
i L e \1. f : , B
T ./ M180 6 - 25'000 0.012 - 0.030
) ) ] ' M2.00 6 - 22'500 0.014 - 0.030
- £ M 2.20 5 - 20250 0.014 - 0.030
77 M 2.50 5 - 18'000 0.014 - 0.030
A~ M 3.00 4 - 15'000 0.020 - 0.040
i M 4.00 4 - 15'000 0.020 - 0.040
M 5.00 4 - 15000 0.025 - 0.050
M 6.00 3 - 12'000 0.025 - 0.050
M 8.00 3 - 12'000 0.025 - 0.050
M 10.00 3 - 12000 0.025 - 0.050



DIXI 7910 - 7920 - 7940 - 7946 - 7950 -

PEXXKUMbI PE3AHNA

CUTTING CONDITIONS

O6pabaTbiBaeMblit MaTepuan

Materials to be machined
HenernposaHHas cranb / HuskonermposaHHas Cranb

Unalloyed steel / Low alloyed steel

HenernposaHHas cranb / HuskonermposaHHas cTanb
Unalloyed steel / Low alloyed steel

ABTOMaTHasi Ctasnb C MPUMECAMU CBMHLA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb

High alloyed steel
HepxaBsetowas cranb

Stainless steel
CepbIVi NUTEWHBIA YyryH / TepANTHbIA NUTENHBIA YyryH

< 600 H/MMm?

600 — 1500 H/MMm?

700 — 1500 H/mMm?

400 — 700 H/mMm?

< 250 HB

> 250 HB

Inconel

Nimonic
Hastelloy

(Ampco)

K Grey cast iron / Nodular iron pearlitic
JlervipoBaHHbIN YyryH / MepAUTHbIA UTENHBIA YyryH

K Alloyed cast iron / Nodular iron pearlitic
YyryH C WwapoBuaHbIM rpacutoM / KOBKUI YyryH

K Nodular ferritic cast iron / Malleable cast iron
Crnieucnnasbl / YKaponpoyHble crneLcniaBsbl
|

S Special alloys / Heat resisting stainless steel
TuTaH / TuTaHoBbIE CraBbl

S .

Titanium, titanium alloy
MepHble cnnaBsbl - nerkoobpabatbiBaeMbie (NaTyHb-6poH3a)

N Copper alloy - easy to machine (brass — bronze)

N MeaHble cnnasbl - TpyAHoo6pabaTbiBaeMble (a/IIOMUMHUI - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze
AnntoMuHueBble crinasbl / MarHueBble cnnasbl

N

Aluminium alloy / Magnesium alloy

N ANNIOMUHWUEBbIN NUTEWHBINM CNaB C CoAepXKaHUEM KPEMHUS

Aluminium cast iron

ANIIOMUHUEBBIN NUTEWHBIN CNMaB C COAepXKaHUEM KPEMHMS

N
Aluminium cast iron
Mnactuk
N .
Plastic
3onoto, cepebpo
N

Gold, silver

Si< 8%

Si > 8%

HM
Ve [m/min]
70 100
70 100
40 60
70 100
40 70
70 100
30 45
140 160
120 140
180 220
240 260
140 160
240 260
140 160

TiALN
Ve [m/min]
90 110
70 90
90 110
40 55
70 90
90 110
70 90
90 110
25 35
40 60
200 220
170 190
230 270
300 340
210 230
300 340
200 220



Mopaya Ha 3y6
Feed per tooth
@ Dy @ Dy @ D, @ Dy @ Dy @ D, @ Dy @ Dy @ D, @ Dy

0.008 -0.02 | 0.010 -0.02 | 0.012 -0.03 | 0.016 -0.04 | 0.024 -0.06 | 0.03 -0.07 | 0.04 -0.08 0.05 -0.11

0.006 -0.01| 0.008 -0.01 | 0.009 -0.02| 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.005 -0.015| 0.008 -0.020 0.010 -0.03| 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16

0.008 -0.01 | 0.009 -0.02| 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.006 -0.01| 0.008 -0.01 | 0.009 -0.02 | 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.008 -0.02| 0.010 -0.02 | 0.012 -0.03 | 0.016 -0.04 | 0.024 -0.06 | 0.03 -0.07 | 0.04 -0.08 0.05 -0.11

0.008 -0.01 | 0.009 -0.02 | 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.006 -0.014 0.008 -0.02 | 0.010 -0.02 | 0.012 -0.03 | 0.016 -0.04 | 0.024 -0.06 | 0.03 -0.07 | 0.04 -0.08 0.05 -0.11

0.009 -0.02 | 0.012 -0.03 | 0.018 -0.04 | 0.02 - 0.05 | 0.03 -0.06 | 0.04 -0.08 0.04-0.08

0.006 -0.01| 0.008 -0.01 | 0.009 -0.02| 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.005 -0.015| 0.008 -0.02¢ 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16

0.003 -0.008| 0.005 -0.01¢ 0.006 -0.01| 0.008 -0.01 | 0.009 -0.02| 0.012 -0.03 | 0.018 -0.04 | 0.02 -0.05 | 0.03 -0.06 0.04 -0.08

0.005 -0.015| 0.008 -0.02¢ 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16

0.005 -0.015| 0.008 -0.02¢ 0.010 -0.03| 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16

0.005 -0.015| 0.008 -0.02C 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16

0.006 -0.023| 0.011 -0.03C 0.014 -0.04 | 0.018 -0.04 | 0.021 -0.06 | 0.028 -0.09 | 0.042 -0.12 | 0.06 -0.15 | 0.07 -0.18 0.08 -0.24

0.005 -0.015| 0.008 -0.02C 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.020 -0.06 | 0.030 -0.08 | 0.04 -0.10 | 0.05-0.12 0.06 -0.16



DIXI 7908 - 7918

PEXXUMbl PE3AHNA

CUTTING CONDITIONS

ObpabaTbiBaeMbllii MaTepuarn HM TiALN

Materials to be machined Ve [m/min] Ve [m/min]
HenernposaHHas cranb / HuskonermposaHHas Cranb

P < 600 H/mm? 70 100 90 110

Unalloyed steel / Low alloyed steel
HenernposaHHas cranb / HuskonermposaHHas cTanb

P 600 — 1500 H/MMm? 40 60 70 90
Unalloyed steel / Low alloyed steel
ABTOMaTHasi Ctasnb C MPUMECAMU CBMHLA

P _ 70 100 90 110
Lead alloyed cutting steel
BbicokonervpoBaHHas cTanb

P 700 — 1500 H/mMm? 40 60 70 90
High alloyed steel
HepxaBsetowas cranb

M 400 — 700 H/mMm? 30 45 40 55
Stainless steel
CepbIVi NUTEWHBIA YyryH / TepANTHbIA NUTENHBIA YyryH

K < 250 HB 70 100 90 110
Grey cast iron / Nodular iron pearlitic
JlervipoBaHHbIN YyryH / MepAUTHbIA UTENHBIA YyryH

K > 250 HB 40 70 70 90
Alloyed cast iron / Nodular iron pearlitic
YyryH C WwapoBuaHbIM rpacutoM / KOBKUI YyryH

K 70 100 90 110
Nodular ferritic cast iron / Malleable cast iron
Crnieucnnasbl / YKaponpoyHble crneLcniaBsbl Inconel

S | Nimonic 15 30 25 35
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHoBbIE CraBbl

S 30 45 40 60

Titanium, titanium alloy
MepHble cnnaBsbl - nerkoobpabatbiBaeMbie (NaTyHb-6poH3a)

N 140 160 200 220
Copper alloy - easy to machine (brass — bronze)

MeaHble cnnasbl - TpyAHoo6pabaTbiBaeMble (a/IIOMUMHUI - 6poH3a) (CuAlFe)

N 120 140 170 190
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMuHueBble crinasbl / MarHueBble cnnasbl
N 180 220 230 270
Aluminium alloy / Magnesium alloy
N ANMIOMUHUEBBIN IUTENHBIN CMNaB C COAEepXKaHWEM KPEMHWS 240 260 300 340
Si< 8%
Aluminium cast iron
ANIIOMUHUEBBIN NUTEWHBIN CNMaB C COAepXKaHUEM KPEMHMS 140 160 210 230
N Si > 8%
Aluminium cast iron
Mnactnk
N 240 260 300 340
Plastic
3onoto, cepebpo
N 140 160 200 220
Gold, silver



Mopava Ha 3y6
Feed per tooth
@ Dy @Dy @ D, @Dy @ D, @ D, @ Dq @ D, @ D, @ D,

0.005 -0.012| 0.009 -0.016 0.012 -0.02| 0.015 -0.02| 0.018 -0.03| 0.024 -0.05| 0.036 -0.06, 0.05 -0.08 | 0.06 -0.10 0.07 -0.13

0.004 -0.009| 0.006 -0.012 0.008 -0.02| 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05| 0.03 -0.06 | 0.04 -0.07 0.05 -0.10

0.006 -0.018| 0.011 -0.024 0.014 -0.03| 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10, 0.06 -0.12 0.07 -0.14 0.08 -0.19

0.004 -0.009| 0.006 -0.012 0.008 -0.02| 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05| 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.004 -0.009| 0.006 -0.012 0.008 -0.02 | 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05, 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.005 -0.012| 0.009 -0.016 0.012 -0.02| 0.015 -0.02| 0.018 -0.03| 0.024 -0.05| 0.036 -0.06/ 0.05 -0.08 0.06 -0.10 0.07 -0.13

0.004 -0.009| 0.006 -0.012 0.008 -0.02 | 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05, 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.005 -0.012| 0.009 -0.016 0.012 -0.02| 0.015-0.02| 0.018 -0.03| 0.024 -0.05| 0.036 -0.06| 0.05 -0.08 0.06 -0.10 0.07 -0.13

0.004 -0.009| 0.006 -0.012 0.008 -0.02 | 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05, 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.004 -0.009| 0.006 -0.012 0.008 -0.02 | 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05| 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.006 -0.018| 0.011 -0.024 0.014 -0.03| 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10, 0.06 -0.12 0.07 -0.14 0.08 -0.19

0.004 -0.009| 0.006 -0.012 0.008 -0.02 | 0.010 -0.02| 0.012 -0.02| 0.016 -0.04| 0.024 -0.05| 0.03 -0.06 0.04 -0.07 0.05 -0.10

0.006 -0.018| 0.011 -0.024; 0.014 -0.03 | 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10, 0.06 -0.12 0.07 -0.14 0.08 -0.19

0.006 -0.018| 0.011 -0.024/ 0.014 -0.03| 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10| 0.06 -0.12 0.07 -0.14 0.08 -0.19

0.006 -0.018| 0.011 -0.024; 0.014 -0.03 | 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10, 0.06 -0.12 0.07 -0.14 0.08 -0.19

0.007 -0.027| 0.012 -0.036/ 0.016 -0.05| 0.020 -0.05| 0.024 -0.07| 0.032 -0.11| 0.048 -0.14| 0.06 -0.18 0.08 -0.22 0.10 -0.29

0.006 -0.018 | 0.011 -0.024 0.014 -0.03| 0.018 -0.03| 0.021 -0.05| 0.028 -0.07| 0.042 -0.10| 0.06 -0.12 | 0.07 -0.14 0.08 -0.19



@ OTBEPCTWS NOA HAPE3AHWE BHYTPEHHEN
PE3bbbl ®PE3SEPOBAHMEM COI'JTACHO HOPMBbI

ISO 261
@ 1SO 261

DRILLING @ BEFORE TAPPING OR INTERNAL
WHIRLING OPERATION AS PER ISO 261 NORM

@ HOM. LWar [onyck @ oTBepcTUA @ ceepna
) )
Nominal & Pitch Tolerance Drilling @ Drill @
MWH. Makc.
M 0.8 0.20 - 0.608 0.685 0.65
M 0.9 0.225 - 0.684 0.765 0.70
M 1.0 0.25 5H 0.729 0.785 0.75
M1.1 0.25 5H 0.829 0.885 0.85
M1.2 0.25 5H 0.929 0.985 0.95
M 1.4 0.30 6H 1.075 1.160 1.10
M 1.6 0.35 6H 1.221 1.321 1.25
M 1.7 0.35 6H 1.321 1.421 1.35
M 1.8 0.35 6H 1.421 1.521 1.45
M 2.0 0.40 6H 1.567 1.679 1.60
M 2.2 0.45 6H 1.713 1.838 1.75
M 2.5 0.45 6H 2.013 2.138 2.05
M 3.0 0.50 6H 2.459 2.599 2.50
M 3.5 0.60 6H 2.850 3.010 2.90
M 4.0 0.70 6H 3.242 3.422 3.30
M 4.5 0.75 6H 3.688 3.878 3.70
M 5.0 0.80 6H 4.134 4.334 4.20
M 6.0 1.00 6H 4.917 5.153 5.00
M 7.0 1.00 6H 5.917 6.153 6.00
M 8.0 1.25 6H 6.647 6.912 6.80
M 9.0 1.25 6H 7.647 7.912 7.80
M 10.0 1.50 6H 8.376 8.676 8.50
M 11.0 1.50 6H 9.376 9.676 9.50
M 12.0 1.75 6H 10.106 10.441 10.20
M 14.0 2.00 6H 11.835 12.210 12.00
M 16.0 2.00 6H 13.835 14.210 14.00
M 18.0 2.50 6H 15.294 15.744 15.50
M 20.0 2.50 6H 17.294 17.744 17.50
@ OTBEPCTUA NOA HAPE3AHWE PE3bbbl
®PE3EPOBAHMEM COIJIACHO HOPMbI ANSI B1.1
@ ANSIBl.1
DRILLING @ BEFORE THREADING AS PER ANSI
B1.1 NORM
@ oTBEpCTUSA @ cBepna
) )
UNC TPI Drilling @ Drill @
(HUTOK Ha aKoViM) MUH. MakKc.
Ne 2 56 1.695 1.871 1.80
Ne 3 48 1.941 2.146 2.00
N° 5 40 2.487 2.697 2.60
N° 8 32 3.302 3.530 3.50
N° 10 24 3.683 0.396 3.80
N° 12 24 4.344 4.597 4.50
1/4” 20 4.979 5.257 5.10
5/16” 18 6.401 6.731 6.50
3/8” 16 7.798 8.153 7.90
7/16” 14 9.144 9.550 9.30
1/2” 13 10.592 11.023 10.70
9/16” 12 11.989 12.446 12.30
5/8” 11 13.386 13.868 13.50
3/4” 10 16.307 16.840 16.50



®OPMbI 14 3AMPOCA CMNELUMAJIBHOIO
NHCTPYMEHTA MO/ 3AKA3

DRAWINGS FOR MODIFICATIONS
OF STANDARD TOOLS

WNHcTpymeHT DIXI Anst BUXPEBOro Hape3aHust pe3bbobl:
DIXI:
Whirling tools DIXI:

Pe3b60oHape3HoW MHCTPYMeHT DIXI:
DIXI:
Thread mills DIXI:




