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AnMasHbIN DIXI 7060

WHCTPYMEHT @ 0.50 -
OMNCAHWE KOHLEBbIX ®PE3
Diamond . 124
PexxyLumii MaTepuan tools TP-
TABLE OF END MILLS Cutting material > C- 3u
CBN PCD CVD ND / MDC :
S I Z ‘ (/A) /Z@ pe ‘"\\\) //
N HM N DICUT CUTINOX Mo 3anpocy HS (\J, ) (\W/ |
. . @ R ‘/,/
TiN TIALN N DIAMANT On request a \9
HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel n
HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBMHLA
P n

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
> 1500 H/mMm? (50-65 HRC)
H Tool steel and cast iron @ S

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB

Grey cast iron / Nodular iron pearlitic n
JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH

K ) ) N TBEpAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel

S _ o _ Nimonic
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH / TUTaHOBbIE Cr/1aBbl

S Titanium / Titanium alloy @ |Z‘
MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

N Copper alloy - easy to machine (brass — bronze) @ | ‘ n
MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)

N Copper alloy - difficult to machine / Aluminium bronze (Ampco) @ | ‘
AnnoMuHueBble crnnasbl / MarHuesble cniasbl

N Aluminium alloy / Magnesium alloy @ | ‘ n
ANIIOMWUHMWEBLIN NITENHLIV CMTAB C COAEPXKaHUEM KpeMHusi  Si < 8%

N Aluminium cast iron @ | ‘ n
ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%

N Aluminium cast iron @ |Z‘ n
Ipacout

i Graphite @ A
Mnactuk

N Plastic @ | ‘ n

N Matepuan Tuna Kevlar®

Or, argent

=z
©
L 4

Gold, silver



DIXI 7202 DIXI 7203 DIXI 7204 DIXI 7210 DIXI 7213 DIXI 7214

@ 1.50 - @ 2.00 - @ 2.00 - @ 3.00 - @ 4.00 - @ 6.00 -
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ﬁ MpopomkeHne Ha cTp.96 Continued on page 96



DIXI 7222 DIXI 7223
@ 3.00 - @ 3.00 -

OMNCAHNE KOHLIEBbIX ®PE3

Crp. 136

TABLE OF END MILLS

n HM N DICUT N XIDUR

\\w/ \\WB/
TiN TIALN N DIAMANT an)
-
HenervpoBaHHas ctanb / Hu3konernposaHHas crasb
P < 600 H/mMm? n n

Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB n n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB n n
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TuTaH / TuTaHOBbIE CrNaBbl

Titanium / Titanium alloy

MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)

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

ANNOMUHKEBBIE CnnaBbl / MarHueBble CriaBbl

Aluminium alloy / Magnesium alloy

ANIIOMWUHMWEBLIN NITENHLIV CMTAB C COAEPXKaHUEM KpeMHusi  Si < 8%

Aluminium cast iron

ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%

Aluminium cast iron

Ipacout

N Graphite I I
Mnactuk

N Plastic n n

N Matepuan Tuna Kevlar®

Or, argent

Gold, silver



DIXI 7224 DIXI 7232 DIXI 7237 + DIXI 7238 DIXI 7239 DIXI 7240
@ 3.00 - @ 2.00 - 7237-10 @ 0.30- 3.00 @ 0.40- 3.00 @ 0.05- 5.50

Crp. 137 ag Crp. 138 | Crp. 139 | - Crp. 140 w Crp. 141 T Crp. 142
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N @@Q’“@@\@@ 6 ©6
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“ MpoaomkeHne Ha cTp.98 Continued on page 98



DIXI 7242 DIXI 7243
@ 0.15 - @ 0.35 -

OMNWUCAHUE KOHLIEBbIX ®PE3
Crp. 143 | Crp. 145

TABLE OF END MILLS

) A Th Zh A
N HM N XIDUR N DLC (\L;\; (\v/) \i> { @;
TiN TIALN N DIAMANT e Lo ™ B
N wy \
HenervpoBaHHas ctanb / Hu3konernposaHHas crasb
p < 600 H/mMm? n n

Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB n n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB n n
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TuTaH / TuTaHoOBbIE CrnaBbl

Titanium / Titanium alloy

MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)

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

AnnOMUHKEBBIE CnaBbl / MarHueBble CriaBbl

Aluminium alloy / Magnesium alloy

ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%

Aluminium cast iron

ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%

Aluminium cast iron

Ipacout
N
Graphite
Mnactuk
N n n
Plastic

N Matepuan Tuna Kevlar®

Or, argent

Gold, silver



DIXI 7244 DIXI 7263 DIXI 7273 DIXI 7301 DIXI 7302 DIXI 7303
@ 0.40 - @ 2.00 - @ 3.00 - @ 2.00 - 8.00 @ 3.00 - @ 2.00 - 5.00

Crp. 150

Crp. 146 - Crp. 147 r Crp. 148 L Crp. 149 Crp. 149
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a MpopomkeHne Ha cTp.100 Continued on page 100



OMUCAHUE KOHLIEBbIX ®PE3

TABLE OF END MILLS

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

DIXI 7304 DIXI 7520
@ 3.00 - @ 0.40 -
Crp. 150

< 600 H/mMm?

600 — 1500 H/Mm?

700 — 1500 H/Mm?

400 — 700 H/mm?

TBEpAOCTb < 250 HB

TBEpAOCTb > 250 HB

Inconel
Nimonic
Hastelloy

(Ampco)

Si < 8%

Si > 8%

N HM N DICUT N XIDUR
TiN TIALN N DIAMANT
HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas cranb
P Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBMHLA
P Lead alloyed cutting steel
BoicokonermposaHHas cranb
P High alloyed steel
Hepxasetowas cranb
M Stainless steel
3akaneHHas cranb U YyryH
H Tool steel and cast iron
Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K Alloyed cast iron / Nodular iron pearlitic
YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH
K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpouyHble cneucnnasbl
S Special alloys / Heat resisting stainless steel
TwTaH / TUTaHOBbIE Cr1aBbI
< Titanium / Titanium alloy
MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)
N Copper alloy - easy to machine (brass — bronze)
MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
N Copper alloy - difficult to machine / Aluminium bronze
N AnnoMuHueBble crnnasbl / MarHuesble criasbl
Aluminium alloy / Magnesium alloy
N ANIIOMVUHUWEBLIN NIUTENHLIV CMTAB C COAEPXKAHNEM KPEMHUS
Aluminium cast iron
N ANIIOMVUHUWEBLIN NITENHLIV CMNAaB C COAEPXKaHNEM KPEMHUS
Aluminium cast iron
N Ipadput
Graphite
Mnactuk
N
Plastic
N Matepuan Tuna Kevlar®
Or, argent
N Gold, silver



DIXI 7543 DIXI 7560 DIXI 7561 DIXI 7562 DIXI 7572 DIXI 7582
@ 1.00 - @ 0.35 - @ 2.00 - @ 6.00 - @ 3.00 - @ 1.00 - 5.50

Crp. 154 Crp. 157 - Crp. 158 Crp. 160 Crp. 161 £y
? . = J J
W z= £ 4
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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 n
n n n n
n n n n
n n n n
n
n n n
n n

m MpopgomkeHne Ha cTp.102 Continued on page 102



OMNCAHNE KOHLIEBbIX ®PE3

TABLE OF END MILLS

DIXI 7583 DIXI 7593
@ 0.5 - 3.00 @ 6.00 -
Crp. 162 Crp. 163 [

/ AT T 1] AT AT,
N HM N DICUT N XIDUR @ @ ( ) ’\Z\@ (J s
. . B . — o o AN -
TiN TIALN N DIAMANT © 1 (@ {
N L4 U .
HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBMHLA
P Lead alloyed cutting steel
BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel
Hepxasetowas cranb
M 400 - 700 H/mM™m®
Stainless steel
3akaneHHas cranb U YyryH
H > 1500 H/mm? (50-65 HRC)
Tool steel and cast iron
Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH
K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH / TUTaHOBbIE Cr1aBbI
S n
Titanium / Titanium alloy
N MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)
n
Copper alloy - easy to machine (brass — bronze)
N MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnnoMuHueBble crnnasbl / MarHuesble criasbl
N . . n n
Aluminium alloy / Magnesium alloy
N ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
- . n
Aluminium cast iron 0
N ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron n n
Ipacout
N
Graphite
Mnactuk
N
Plastic
N Matepuan Tuna Kevlar®
Or, argent
n
N Gold, silver






AnMasHbIN DIXI 7032

OMUCAHWE PAAVYCHbIX V1 TOPLIOBO- MHCTPYMEHT 0 0.06-
UMITNHOPUYECKUX OPE3
Pexxywmin MaTepuan
Diamond Crp. 116
Cutting material tools
TABLE OF BALL-NOSE AND TORIC FLUTE CBN PCD CVD ND / MDC > Cp. 311
END MILLS s Iz & N
N HM N DICUT N XIDUR Mo 3anpocy (\/' (\i;)
TiN TIALN N DIAMANT O onrequest ’\@ <
HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
p < 600 H/mMm? n

Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC) @
Tool steel and cast iron

S

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB n
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwuTtaH / TUTaHOBbIE CrlaBbl

S © n
Titanium / Titanium alloy |z ‘
MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)
N _ ©1 @ n
Copper alloy - easy to machine (brass — bronze)
MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anmtoMUHMIA - 6poH3a) (CuAlFe)
N © | e n n
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
N AnnioMuHueBble cnnasbl / MarHueBble CrnaBbl
© n
Aluminium alloy / Magnesium alloy | ‘
N ANIIOMUHMWEBBIN NITENHLIV CMIaB C COAEPXaHUEM KpeMHusi  Si < 8%
© n
Aluminium cast iron | ‘
N ANIIOMVUHUWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHust  Si > 8% @
n
Aluminium cast iron |Z‘
I'pacput
N . © Iz n
Graphite
N Mnactuk @
n
Plastic | ‘

N Matepuan Tuna Kevlar®

Or, argent

=z
©
L 4

Gold, silver



DIXI 7033 DIXI 7034 DIXI 7042 DIXI 7045 DIXI 7046 DIXI 7047
@ 1.00 - @ 6.00 - @ 2.00 - @ 0.20 - @ 0.20 - @ 0.20 -

Crp. 117 Crp. 119 Ctp. 120 Crp. 121
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m MpoaomkeHne Ha cTp.106 Continued on page 106



OMUCAHWE PAONYCHbIX N TOPLIOBO-
LUWTNMHAPUYECKUX ®PE3

TABLE OF BALL-NOSE AND TORIC FLUTE
END MILLS

N HM N DICUT N XIDUR
TiN TIALN N DIAMANT
HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel
HenernposaHHas ctanb / Hu3konernposaHHas cranb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTanb C MPUMECAMM CBMHLA
P Lead alloyed cutting steel
BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel
Hepxasetowas cranb
M 400 - 700 H/mM™m®
Stainless steel
3akaneHHas cranb U YyryH
H > 1500 H/mm? (50-65 HRC)
Tool steel and cast iron
Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH
K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
Nimonic
S Special alloys / Heat resisting stainless steel Hastelloy
TwTaH / TUTaHOBbIE Cr1aBbI
S
Titanium / Titanium alloy
N MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)
Copper alloy - easy to machine (brass — bronze)
MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (antoMMHUA - 6poH3a) (CuAlFe
N
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
N AnnoMuHueBble crnnasbl / MarHuesble criasbl
Aluminium alloy / Magnesium alloy
N ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
Aluminium cast iron
N ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron
Ipadput
N
Graphite
Mnactuk
N
Plastic

N Matepuan Tuna Kevlar®

Or, argent

Gold, silver

DIXI 7050
@ 2.00 -
Crp. 123 |,

@ (o)
&

Cp. 125

DIXI 7070
@ 3.00 -



DIXI 7090 DIXI 7532 DIXI 7542 DIXI 7552 DIXI 7554

@ 2.00 - @ 1.00 - @ 1.00 - @ 3.00 - @ 2.00 -
0 o
Ctp. 126 Crp.152 % Crp. 153 ? Crp. 156 ~ -
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OIMNMNCAHWNE BbICOKOIMPOU3BOANTESIbHbBIX
KOHLEBbIX ®PE3, OBPAB. CTAJZIN > 45 HRC

Cutting material
TABLE OF HSC END MILLS
AND STEEL MACHINING > 45 HRC CEN PCID cvb ND"MDC
N HM N DICUT N XIDUR S -
Mo 3anpocy
TiN TIALN N DIAMANT © o
n request

PexxyLumin matepuan

HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
< 600 H/mMm?
Unalloyed steel / Low alloyed steel

HenernposaHHas ctanb / Hu3konernposaHHas cranb
600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
> 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
TBEpAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwTaH / TUTaHOBbIE Cr1aBbI

Titanium / Titanium alloy

MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnnioMuHueBble cnnasbl / MarHueBble CrnaBbl

Aluminium alloy / Magnesium alloy

ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
Aluminium cast iron

ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron

Ipadput

Graphite

Mnactuk

Plastic

Matepuan Tuna Kevlar®

Or, argent

Gold, silver

AniMasHbIn DIXI 7032
WHCTPYMEHT @ 0.06 -

Diamond Crp. 116 “ Ry
tools

> Crp. 311

/’\\ p [/ AT AV,
DO LD

© ©

|z @ n

* & o o
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N
>

© 6 6 66 6 06 0 0

*
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DIXI 7042 DIXI 7045 DIXI 7046 DIXI 7047 DIXI 7050 DIXI 7070
@ 2.00 - @ 0.20 - @ 0.20 - @ 0.20 - @ 2.00 - @ 3.00 -

> Crp. 123 iiL” Ctp. 125

DOEOOBOO

e ¢ © &

Ctp. 119 Crp. 121

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

m MpopomkeHne Ha cTp.110 Continued on page 110



DIXI 7090 DIXI 7520

OMUCAHUE BblICOKOMPOV3BOANTE/bHbIX @ 2.00- @ 0.40-

KOHLEBbIX ®PE3, OBPAB. CTAJIN > 45 HRC

Cp. 126 Crp.151 |
TABLE OF HSC END MILLS
AND STEEL MACHINING > 45 HRC an 4N @ (, N
N HM N DICUT N XIDUR & @) \) (L)

TiN TIALN N DIAMANT (i@ e ((@

HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel

HenervpoBaHHas ctanb / Hu3konernpoeaHHas crasb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB n
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwTaH / TUTaHOBbIE Cr1aBbI

Titanium / Titanium alloy

MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnnioMuHueBble cnnasbl / MarHueBble CrnaBbl

Aluminium alloy / Magnesium alloy

ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
Aluminium cast iron

ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron

Ipacout

N n
Graphite
Mnactuk

N n
Plastic

N Matepuan Tuna Kevlar®

Or, argent

Gold, silver



DIXI 7532 DIXI 7542 DIXI 7543 DIXI 7552 DIXI 7554 DIXI 7560
@ 1.00 - @ 1.00 - @ 1.00 - 12.00 @ 3.00 - 20.00 @ 2.00 - @ 0.35 - 20.00

ar

Crp. 152 =2 Crp.153 [~ Crp. 154 Crp. 155 | &  Cip.156 - Crp. 157
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ml‘lpononmeHme Ha cTp.112 Continued on page 112



OIMNMNCAHWE BbICOKOINPON3BOANTESIbHbBIX
KOHLEBbIX ®PE3, OBPAB. CTAJIN > 45 HRC

TABLE OF HSC END MILLS

AND STEEL MACHINING > 45 HRC
N HM N DICUT N XIDUR

TiN TiALN N DIAMANT

HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel

HenervpoBaHHas ctanb / Hu3konernpoeaHHas crasb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S _ o _ Nimonic
Special alloys / Heat resisting stainless steel Hastelloy
TwTaH / TUTaHOBbIE Cr1aBbI
< Titanium / Titanium alloy
MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)
N Copper alloy - easy to machine (brass — bronze)
MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
N Copper alloy - difficult to machine / Aluminium bronze (Ampco)
N AnnoMuHueBble crnnasbl / MarHuesble criasbl
Aluminium alloy / Magnesium alloy
N ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
Aluminium cast iron
N ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron
N Ipadput
Graphite
Mnactuk
N
Plastic

N Matepuan Tuna Kevlar®

Or, argent

Gold, silver

DIXI 7561
@ 2.00 - 12.00

DIXI 7562
@ 6.00 -



DIXI 7572 DIXI 7582 DIXI 7583 DIXI 7593
@ 3.00 - 20.00 @ 1.00 - @ 1.00 - @ 6.00 -

—L"
Ctp. 160+ . Crp.163




DIXI 7623 DIXI 7112

OMUCAHUE ®PE3 /151 OBPABOTKY 0 080- @ 5.00-
®ACOK 1 MATEPUAJIOB TUMA KEVLAR®

Crp. 164 Crp. 127
KEVLAR®
TABLE OF CHAMFERING END MILLS i
CLO GO

TiN TiALN N DIAMANT @9] (i@ (@

HenernposaHHas ctanb / Hu3KkonernpoBaHHas cranb
P < 600 H/mMm?
Unalloyed steel / Low alloyed steel

HenervpoBaHHas ctanb / Hu3konernpoeaHHas crasb
p 600 — 1500 H/mMMm?
Unalloyed steel / Low alloyed steel

ABTOMaTHas Ctasnb C NPUMECAMU CBUHLIA

Lead alloyed cutting steel

BbicokonervpoBaHHas cTanb
P 700 — 1500 H/mMm?
High alloyed steel

Hepxasetowas cranb
M 400 — 700 H/mMm?
Stainless steel

3aKasieHHas cTasib U YyryH
H > 1500 H/mMm? (50-65 HRC)
Tool steel and cast iron

Cepblit IMTENHbIV YyryH / TIepAnUTHbLIA NUTENHBIA YYTryH
K TBEpAOCTb < 250 HB n
Grey cast iron / Nodular iron pearlitic

JlernpoBaHHbIN YyryH / MepanTHbIA NMTERHbIA YyryH
K TBEpAOCTb > 250 HB n
Alloyed cast iron / Nodular iron pearlitic

YUyryH c wapoBuaHbiM rpacdutom / KoBkuin YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpouyHble cneucnnasbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwTaH / TUTaHOBbIE Cr1aBbI

Titanium / Titanium alloy

MepHble cnnaBbl - nerkoobpabaTbiBaeMble (NIaTyHb - 6POH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble cnnaBbl - TpyAHOObpabaTbiBaeMble (anitoMUHMIA - 6poH3a) (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnnioMuHueBble cnnasbl / MarHueBble CrnaBbl

Aluminium alloy / Magnesium alloy

ANIIOMUHMWEBBIN NITENHLIV CMTaB C COAEPXaHUEM KpeMHusi  Si < 8%
Aluminium cast iron

ANIIOMWUHUWEBBIN NITENHLIV CMTaB C COAEpPXaHUeM KpeMHust  Si > 8%
Aluminium cast iron

Ipacout

N n
Graphite
Mnactuk
N _ n
Plastic
N Matepuan Tuna Kevlar® n
Or, argent
n
N Gold, silver



DIXI 7113
3 4.76 -

Crp. 128




DIXI 7032

PAANYCHBIE KOHLEBBIE ®PE3bI

BALL-NOSE END MILLS

=2

D, Ly Dpg L HM  DICUT TIiALN DIAMANT
@<3.00 - 0/-0.02
@23.00 - e8
0.06 0.12 3 38 ]
0.08 0.16 3 38 ]
0.10 0.20 3 38 ]
0.15 0.30 3 38 ]
0.20 0.30 3 38 ] ] ]
0.25 0.40 3 38 ] ] ]
0.30 0.50 3 38 ] ] ]
0.40 0.60 3 38 ] ] ]
0.50 0.80 3 38 ] ] ]
0.60 0.90 3 38 ] ] ]
0.70 1.10 3 38 ] ] ]
0.80 1.20 3 38 ] ] ]
0.90 1.40 3 38 ] ] ]
1.00 1.50 3 38 ] ] ]
1.10 1.70 3 38 ] ] ]
1.20 1.80 3 38 ] ] ]
1.30 1.90 3 38 ] ] ]
1.40 2.10 3 38 ] ] ]
1.50 2.30 3 38 ] ] ]
1.60 2.50 3 38 ] ] ]
1.70 2.50 3 38 ] ] ]
1.80 2.75 3 38 ] ] ]
1.90 2.75 3 38 ] ] ]
2.00 3.00 3 38 ] ] ]
2.10 3.00 3 38 ] u ]
2.20 3.50 3 38 ] ] ]
2.30 3.50 3 38 ] u ]
2.40 3.50 3 38 ] ] ]
2.50 4.00 3 38 ] ] ]
3.00 5.00 3 38 ] ] ]
3.50 6.00 4 50 ] ] ]
4.00 6.00 4 50 ] ] ]
4.50 7.00 5 50 ] ] ]
5.00 8.00 5 50 ] ] ]
* 550 9.00 6 57 ] ] ]
* 6.00 9.00 6 57 ] ] ]
7.00 11.00 7 60 ] ] ]
« 8.00 12.00 8 63 ] ] ]
«10.00 15.00 10 72 ] ] ]
*12.00 18.00 12 73 ] ] ]
*14.00 21.00 14 75 ]
*16.00 24.00 16 82 ]
«20.00 30.00 20 104 ]

Crp. 166 Crp. 168

ISO 513: PMK

= =|| l. i | =
] L L? |
.. L ol
Ons D, <0.15: '5,
D, =1.20 %= ‘_f-%
L, = 5.30 \_\.ﬁbb“q—. :
Lb
/| 0.006
&
! I
= g _:QT_{:\'*
et
i ]
L

= KoHdurypaumsa xsoctoBnka Weldon B COOTBETCTBMM CO
ctaHaapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on
request.



DIXI 7033
[

,/ {/ y (B l&] Z=3 PAONYCHbIE KOHLIEBbIE ®PE3bI
J e -| \
\ / \\ / N / \\ ;
. " BALL-NOSE END MILL
D, fz\D ( f \ 'g : 0S S
LA

ch. 170 ch 166

ISO 513: PMK

D, L, Dig L HM  TiALN
@#<3.00 - 0/-0.02
?>3.00 - e8
f’“‘\f 0.{1{15] 1.00 2.0 3 38 [ |
1.50 25 3 38 ]
= 2.00 3.0 3 38 [
B it 250 4.0 3 38 u
- w 3.00 5.0 3 38 m
T — " 4.00 6.0 4 50 [}
T 5.00 8.0 5 50 n
| i - . 6.00 90 . oy -
R S 700 11.0 7 50 -
- 8.00 12.0 8 63 ]
«10.00 15.0 10 72 u
12.00 18.0 12 73 ]
*16.00 24.0 16 82 [
20.00 30.0 20 104 ]

« = KoHdurypaums xsoctosuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7034

PAANYCHBIE KOHLEBBIE ®PE3bI

BALL-NOSE END MILLS

Z=4

D, s L, Die L HM
6 9 6 57 m
8 12 8 63 -

10 15 10 73 -

12 18 12 73 -

14 21 14 75 -

16 24 16 82 -

20 30 20 104 -

« = KoHdurypaums xsoctosnka Weldon B COOTBETCTBUM CO CTaHAAPTOM

DIN 6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

) | ) | mz)
\\\__,/'/ \x_f,p/ \‘%:.«/
Crp. 166 Ctp. 170

ISO 513: PMK




DIXI 7042
[

,f ““\\ “ {/ !‘\ ) Z=2 PAONYCHbIE KOHLIEBbIE ®PE3bI
=l
\ > ¢ l\ * b Y
M\D ‘1 \ ;
A 4 | BALL-NOSE END MILLS
crp. 174 ch 166
Crp. 207
ISO 513: P MK
D, e L, Dig L HM  TIALN DIAMANT
2 10 2 61 ] m
- 3 10 3 61 m m
o0 4 12 4 75 m m
= 5 14 5 86 m m
! Ty -6 16 6 93 m m
B el o el N = -8 20 8 100 m m
1 B} ra,_?—*:t-:} +10 24 10 100 m n
' TR A RS 28 12 110 O n
N T .16 36 16 120 ]
*20 45 20 150 m

« = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7045

PAONYCHbIE KOHLIEBbIE ®PE3bI 7Z=2 r/‘-ﬁii"z‘“‘-\ ATy _r// R 4T /’g\\
g | ) \ \ X
I Ay Y O W =
BALL-NOSE END MILLS | Vo W) /R‘_;\I

Crp. 166 Crp. 172

ISO 513: PMK

D, L, D, Dne L, L HM DICUT  TIiALN DIAMANT
@<3.00 - 0/-0.02
223.00 - e8
0.20 0.5 0.17 4 1.0 62 n n n
0.30 0.6 0.27 4 1.5 62 n n n
0.40 0.8 0.37 4 2.0 62 n n n
0.50 1.0 0.45 4 3.0 62 n n n
0.60 1.6 0.55 4 4.0 62 n n n
0.80 1.8 0.75 4 5.0 62 n n n
1.00 2.0 0.95 4 6.0 75 n n n
1.50 25 1.45 4 9.0 75 n n n
2.00 3.0 1.90 4 12.0 75 n n n
2.50 4.0 2.40 4 12.0 75 n n n
- 3.00 5.0 2.90 6 12.0 102 n n n
« 4.00 6.0 3.80 6 15.0 102 n n n
« 5.00 7.0 4.80 6 15.0 102 n n n
- 6.00 8.0 5.80 6 15.0 102 n n n
- 8.00 10.0 7.80 8 25.0 117 n n n
«10.00 12.0 9.80 10 30.0 133 n n n
«12.00 14.0 11.80 12 40.0 151 n n n

« = KoHdurypauus xsoctoBmka Weldon B COOTBETCTBUM CO

ctaHgapToM DIN 6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage. f“\
= WELDON configuration according to DIN 6535-HB on request.
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DIXI 7046
[

!3 @« /7 / ;- \) 7=2 PAONYCHBIE KOHLIEBBIE ®PE3b
\ > \ / LY
D. *Z\D ‘1 \ BALL-NOSE END MILLS
A 4 T

ch.172 CTp.166

ISO 513: PMK

D, Ly D, Dpe L, L HM DICUT TiALN DIAMANT
@<3.00 - 0/-0.02
©22>3.00 - €8
0.20 0.5 0.17 4 1.0 55 n n n
0.30 0.6 0.27 4 15 55 n n n
0.40 0.8 0.37 4 2.0 55 n n n
0.50 1.0 0.45 4 3.0 55 n n n
0.60 1.6 0.55 4 4.0 55 n n n
0.80 1.8 0.75 4 5.0 55 n n n
1.00 2.0 0.95 4 6.0 55 n n n
1.50 2.5 1.45 4 9.0 55 n n n
2.00 3.0 1.90 4 12.0 55 n n n
2.50 4.0 2.40 4 12.0 55 n n n
« 3.00 5.0 2.90 6 12.0 57 n n n
- 4.00 6.0 3.80 6 15.0 57 n n n
« 5.00 7.0 4.80 6 15.0 57 n n n
- 6.00 8.0 5.80 6 15.0 57 n n n
- 8.00 10.0 7.80 8 25.0 63 n n n
«10.00 12.0 9.80 10 30.0 72 n n n
«12.00 14.0 11.80 12 40.0 83 n n n

« = KoHdurypauus xsoctoBmka Weldon B COOTBETCTBUM CO
ctaHgapToM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

7Y 0.006
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DIXI 7047

PAONYCHbIE KOHLIEBbIE ®PE3bI 7=2 /gf( \ 5.9\\
R ' I~ )
0 \\1) \ @ N’ ‘\!"—’
A s
| { ‘ ) /L’ '2)
BALL-NOSE END MILLS \\” / \ Ap/
( Crp. 166 Crp. 172
ISO 513: P MK
D, L, D, Dre L, L HM DICUT  TiALN DIAMANT
@<3.00 - 0/-0.02
223.00 - e8
0.20 0.5 0.17 4 2 62 n n n
0.30 0.6 0.27 4 3 62 n n n
0.40 0.8 0.37 4 4 62 n n n
0.50 1.0 0.45 4 5 62 n n n
0.60 1.6 0.55 4 6 62 n n n
0.80 1.8 0.75 4 8 62 n n n
1.00 2.0 0.95 4 10 75 n n n
1.50 2.5 1.45 4 15 75 n n n
2.00 3.0 1.90 4 20 75 n n n
2.50 4.0 2.40 4 25 75 n n n
« 3.00 5.0 2.90 6 30 102 n n n
« 4.00 6.0 3.80 6 40 102 n n n
« 5.00 7.0 4.80 6 50 102 n n n
- 6.00 8.0 5.80 6 60 102 n n n
« 8.00 10.0 7.80 8 80 117 n n n
«10.00 12.0 9.80 10 90 133 n n n
«12.00 14.0 11.80 12 110 151 n n n

* = KoHdurypaumsa xsoctoBmka Weldon B COOTBETCTBUM CO
craHgaptoM DIN 6535-HB - no 3anpocy.
. =,
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage. ] 0.006
= WELDON configuration according to DIN 6535-HB on request.



DIXI 7050

PAANYCHbIE KOHLIEBBIE ®PE3bI

)@L/#
M\D e )

ch. 174 ch. 166

BALL-NOSE END MILLS

ISO 513: PMK

D, L Dig L L, a Z TIALN
@<3.00 - 0/-0.02
©>3.00 - e8
KoHuesbie dhpesbi C KOHUYECKMM XBOCTOBMKOM 3.0 5 75 39 3030’ 5
No3BONSIOT NPOM3BOANTL 06paboTKy YTONLEH- o
6 6 3 4.5 6 75 39 3 2
HOro MaTepuana 6e3 Bubpaunm o 6.0 6 86 50 1°30’ 5
5 7.5 8 100 64 2° 2
6 9.0 8 110 74 1° 2
8 12.0 10 120 80 1° 2
The tapered shank of these end mills enables 10 15.0 12 130 85 1° 3
12 18.0 16 150 102 1°30° 3

machining of deep forms without vibration.

« = KoHdurypauus xsoctoBmka Weldon B cOoTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.
,f’“\i (},{]{u{;] «= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
""""""""""""""""""""" = WELDON configuration according to DIN 6535-HB on request.
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DIXI 7060

®PE3bI C MPAMbIMA KAHABKAMW

STRAIGHT FLUTE SLOT DRILLS

Dl + 0.01 Ll Dh6 L HM
0.50 1.0 4 35 -
0.60 1.2 4 35 -
0.70 15 4 35 -
0.80 15 4 35 -
0.90 15 4 35 -
1.00 15 4 35 -
1.10 2.0 4 35 -
1.20 2.0 4 35 -
1.30 2.0 4 35 -
1.40 2.0 4 35 -
1.50 2.0 4 35 -
1.60 2.0 4 35 -
1.70 2.5 4 35 -
1.80 2.5 4 35 -
1.90 2.5 4 35 -
2.00 2.5 4 35 -
2.50 3.0 4 35 -
3.00 3.5 4 42 -
3.50 4.0 4 42 -
4.00 5.0 4 42 -
. 450 6.0 6 50 -
- 5.00 7.0 6 50 -
- 6.00 7.0 8 50 -

« = KoHdurypaums xsoctosnka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

TN > i P y
f/ z!-.) i 5 ( ) i \I 5'9\\}
Y \_,,/ W =

v{ Y |" H-‘\\
A Ap/ G
Crp. 188
ISO 513: PKN



DIXI 7070 XIDUR

[

MHOIOME3BUNHBIE KOHLIEBLIE ®PE3bl
C PAANYCOM 3AKPYTTIEHNA BEPLLNHDI

p <
( [!' [ )
Laams N v
— c “'_506 MULTI-TOOTH END MILLS
P WITH CORNER RADIUS
ISO513: PH

D; o8 L, D, L, Dig L R Z XIDUR
3 4.5 2.75 12.0 6 57 0.5 4 |
4 6.0 3.70 13.5 6 57 0.5 4 |
5 75 4.60 17.5 6 57 0.5 4 |
6 9.0 5.50 24.0 6 66 0.5 4 |
6 9.0 5.50 24.0 6 66 0.8 4 |
6 9.0 5.50 24.0 6 66 1.0 4 |
6 9.0 5.50 24.0 6 66 1.5 4 |
8 10.0 7.50 28.0 8 75 0.5 6 |
8 10.0 7.50 28.0 8 75 1.0 6 |
8 10.0 7.50 28.0 8 75 1.5 6 |
8 10.0 7.50 28.0 8 75 2.0 6 |
10 12.0 9.25 30.0 10 75 0.5 6 |
10 12.0 9.25 30.0 10 75 1.0 6 |
10 12.0 9.25 30.0 10 75 1.5 6 |
10 12.0 9.25 30.0 10 75 2.0 6 |
10 12.0 9.25 30.0 10 75 2.5 6 |
12 12.0 11.00 32.0 12 83 1.0 6 |
12 12.0 11.00 32.0 12 83 1.5 6 |
12 12.0 11.00 32.0 12 83 2.0 6 |
12 12.0 11.00 32.0 12 83 3.0 6 |

« = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-|t'JB on request.
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DIXI 7090

MHOIOME3BUNHBIE KOHLIEBLIE ®PE3b

AT (T AR £ (O
C PAVYCOM 3AKPYTJIEHWS BEPLUMHbI ) (2 @) & § \} __9 )
151' \\,__ & i i _./’/ \\\”/ N \__,/ \q-_,-.,_/
T —~
I|l./II v{ Y 1’/‘(\ \\
MULTI-TOOTH END MILLS M \@
WITH CORNER RADIUS Crp. 184
ISO 513: P MK
D, L, D, L, Die L R Z HM TIALN  DIAMANT
@<2.00 - 0/-0.01
©<3.00 - 0/-0.02
©@>3.00 - e8
2 3 1.90 15 4 55 0.10 2 | |
3 4 2.80 29 4 62 0.15 2 | |
4 5 3.80 40 4 75 0.30 4 | |
e 6 7 5.70 60 6 93 0.50 4 | |
*6 7 5.70 60 6 93 1.00 4 | |
-8 10 7.70 80 8 117 0.50 4 | |
8 10 7.70 80 8 117 1.00 4 | |
10 12 9.60 90 10 133 0.50 4 | |
«10 12 9.60 20 10 133 1.00 4 | |
12 14 11.50 110 12 151 0.50 4 | |
12 14 11.50 110 12 151 1.00 4 | |
« = KoHurypaums xsoctosuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.
o= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request.
o L -
1. ! AL
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ISO 513: N

PEXXMMbI PE3AHUA:

®pe3epoBaHue
CkopocTb 06paboTtku Ve = 250 - 500 [M/MUH.]
MNMopava Vf =500 - 2000 [MM/MWH.]

B 3aBMCMMOCTM OT TONLWMHBLI 06pabaTbiBaeMoOro
MaTepuana Lar pe3bbbl MOXET OT/IMHaATLCS.
Mo3TOMYy B HEKOTOPbIX Cy4asx Heobxoaumo npu-
MEHSITb CMELMHCTPYMEHT.

SCHNITTBEDINGUNGEN:

Frasen Ve =
\%i

250 - 500 [m/min.]
500 - 2000 [mm/min.]

Die Starke der zu bearbeitenden
Faserverbundplatte hat einen direkten Einfluss
auf die Steigung der Fraswerkzeuge.

In manchen Fallen kann ein Spezialwerkzeug
notwendig werden.

§
o o
AR i
| Ly i

CUTTING CONDITIONS :

Ve = 250 - 500 [m/min.]
Vf = 500 - 2000

Routing

[mm/min.]

Depending on the thickness of the material
to be machined, the router pitch can vary.
Therefore,

a special tool is necessary in some cases.

DIXI 7112
[

7 =
®PE3bl /14 OBPABOTKN KOMIMO3NTOB
Z
i ROUTERS FOR COMPOSITES
D, AOVMbI L, L HM
5.00 20 75 |
6.00 25 75 |
6.35 1/4" 25 75 |
8.00 25 75 |
9.52 3/8" 25 75 ||
10.00 25 75 |
12.00 25 75 |
12.70 1/2" 27 75 |

Mpn obpaboTke cnegyeT obpallaTe BHUMAHME Ha ABa OCHOBHbIX

MOMEHTa:

- ObpaboTaHHOE OTBEpPCTME AOMKHO BbITb YUCTLIM OT COpa, 3ayCeHLEB
N TPELLUUH.

- Bo Bpems 06paboTkun oTBEpCTME CneayeT 0bayBaTb, ecnm Heobxoau-
MO, CKaTbIM BO3JyXOM.
TeMnepaTypa B pabouyeit 30He He Ao/MKHa MnpeBbiaTb 60°C(140°F),
BO M36eXaHunu pa3orpesa M pa3MsirdeHns Matepuana.

The two main conditions are :
- Fibres must be cut without producing any fuzz, delamination and
burr.
- The heat produced during machining must be removed through the
tool and, if possible, with compressed air.

Furthermore, the work temperature must not exceed 60°C (140°F) in
order to avoid the resin melting.



DIXI 7113

CBEPJIO-OPE3A TWMA “COMBI” A1 Z=2 AN T N
OBPABOTKM KOMMO3MTOB (Lo @ | ) 'N
b & =

BORING ROUTERS “COMBI”
FOR COMPOSITES

ISO 513: N

PEXXMMbI PE3AHUSA:

CeepneHue
CkopocTb 06pabotku Ve = 100 - 150 [M/MUH.]
Mopava f = 0.05 - 0.15 [MM/060pOTOB]
inch ®pesepoBaHue
D, inches Ly L HM CkopocTtb 06paboTku Ve = 250 - 500 [M/MUH.]
4.76 3/16" o5 75 - Mopava Vf =500 - 2000 [MM/MU1H.]
5.00 25 75 B B 3aBucuMocTy OT TONWMHBLI 06pabaTbiBaeMoro Mate-
6.00 . 30 75 B puana war pe3b6bl MOXKET OTMYaTLCS. Mo3TOMY B
6.35 1/4 30 [ - HEKOTOPbIX ClyYasix HeO6X0AMMO MPUMEHSTL CreLy-
8.00 30 75 u HCTPYMeHT
9.52 3/8" 30 75 | '
10.00 30 75 u
12.00 20 75 m  SCHNITTBEDINGUNGEN:
12.70 172" 30 75 u Bohren Ve = 100 - 150 [m/min.]
Mpu 06paboTke creayeT obpallaTh BHUMaHWe Ha ABa OCHOBHbIX f = 005-0.15[mm/U]
MOMEHTa. Frasen Ve = 250 - 500 [m/min.]
- ObpaboTaHHoe oTBepcTHE [OMKHO ObITb YNCTLIM OT COpa, 3ayCeH- Vf = 500 - 2000 [mm/min.]

LeB N TPELUNH.

- Bo Bpemsa 06paboTku oTBEpCTME CneayeT 0bayBaTb, ecnm Heobxoau-
MO, OKaTblM BO3[YXOM. N
TeMmnepaTypa B pabouelt 30He He AOMKHa NpeBbilwaTh 60°C(140°F), Fraswerkzeuge.

BO M36eXaHUM pa3orpesa v pasMsryeHns MaTepuana. In manchen Fallen kann ein Spezialwerkzeug
notwendig werden.

Die Starke der zu bearbeitenden Faserverbundplatte
hat einen direkten Einfluss auf die Steigung der

h

f
'\':-\. T "|_' _,-q:l.a.-r}:.!fhjl;.
":1".\.'4}!.:".\.5.'5_ AWML
| I
e A |
CUTTING CONDITIONS :
Drilling Ve = 100 - 150 [m/min.]

f = 0.05-0.15 [mm/rev.]

Routing Ve = 250 - 500 [m/min.]
Vf = 500 - 2000 [mm/min.]
The two main conditions are:
- Fibres must be cut without producing any fuzz, delamination and
burr.
- The heat produced during machining must be removed through the
tool and, if possible, with compressed air.
Furthermore, the work temperature must not exceed 60°C (140°F)
in order to avoid the resin melting.

Depending on the thickness of the material to be
machined, the router pitch can vary. Therefore,
a special tool is necessary in some cases.
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Ctp. 176 Crp. 165

ISO 513: PMK

DIXI 7202

[

7 =2 TOPLOBO-UMTNMHAPUYHECKUE ©PE3bI
(7 SLOT DRILLS - CENTRE CUTTING
D, L, Dig L HM  TiALN
@<2.00 - 0/-0.01
22200 - e8
1.50 6 2.0 32 m
2.00 8 2.0 32 m
2.50 8 2.5 32 m
3.00 10 3.0 38 m
3.50 12 35 38 m
4.00 12 4.0 50 -
4.50 12 4.5 50 m
5.00 14 5.0 50 m
* 6.00 16 6.0 50 m
7.00 18 7.0 60 m
- 8.00 20 8.0 63 m
9.00 20 9.0 67 m
+10.00 22 10.0 72 m
11.00 22 11.0 73 m
*12.00 22 12.0 73 m
13.00 25 13.0 75 m
*14.00 25 14.0 75 -
15.00 25 15.0 75 m
*16.00 27 16.0 82 m

« = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

o= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7203

TOPUOBO-UMNNTMHAPUYECKWUE OPE3bI Z=3 B ;,/ “\\ ,// // @\\
@;\*) &’ '&@ \_) —

Foswo oo

1 @ @

Crp. 165 Crp. 180

\
ISO 513: PMK

SLOT DRILLS - CENTRE CUTTING

D; o L, Dig L HM  TiALN

2.00 8.0 2.0 32 = =
2.50 8.0 25 32 = m
3.00 10.0 3.0 38 = "
3.50 12.0 3.5 38 = m -
4.00 12.0 4.0 50 = m ﬂg
5.00 15.0 5.0 50 = “
- 6.00 18.0 6.0 50 = m
7.00 20.0 7.0 60 = m

- 8.00 25.0 8.0 63 = m

9.00 25.0 9.0 67 = m
*10.00 30.0 10.0 72 = m
11.00 30.0 11.0 73 = m
*12.00 30.0 12.0 73 = m
13.00 30.0 13.0 75 = m
*14.00 30.0 14.0 75 = m
15.00 30.0 15.0 75 = m
*16.00 30.0 16.0 92 = m
+18.00 40.0 18.0 125 = m
+20.00 40.0 20.0 130 = m

« = KoHdurypauus xsoctoBuka Weldon B cOOTBETCTBUM CO
cTtaHgapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.
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Ctp. 182 Crp. 165

ISO 513: PMK

7

DIXI 7204

[

TOPLIOBO-UMNNHAPUYECKUE ®PE3bI

SLOT DRILLS - CENTRE CUTTING

D; s L, Dig L HM  TIALN
2.00 8 2.0 32 m

2.50 8 2.5 32 m

3.00 10 3.0 38 m

4.00 12 4.0 50 m

5.00 14 5.0 50 m

6.00 16 6.0 50 m

« = KoHdwmrypauus xsoctosmka Weldon B COOTBETCTBUM CO
craHaapToMm DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7210 W

TOPLIOBO-UMNNHAPUYECKUE ®PE3bI

AN YEPHOBOW OBPABOTKM

ROUGHING END MILLS

z

D1 d12 Ly Dhe L HM
3.00 8.0 6 57 |
4.00 10.0 6 57 |
5.00 13.0 6 57 |
6.00 13.0 8 63 |
7.00 16.0 8 63 |
8.00 16.0 8 63 |
9.00 18.0 10 72 |
10.00 22.0 10 72 |
|

C KoH(urypaumen xsoctorka Weldon B COOTBETCTBUM CO

craHpaapToM DIN 6535-HB.

Mit WELDON-Spannflache nach DIN 6535-HB.
With WELDON configuration according to DIN 6535-HB.

P T i
£ \\ £ Vl: B I \\
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Ctp. 165 Crp. 190

ISO 513: PMK




DIXI 7213 W
[

W YA YIRY - TOPLIOBO-LIM/MHPUYECKAS OPE3A
- ‘N @ Y 1 TUMA "TIPAHBS"
) S Y Y

/ //"H
‘Q\%ﬂfﬁ ‘ AP/ )

Crp. 192 CTp 165 "PIRANHA" ROUGHING END MILLS

ISO 513: PKN

CneumanbHas KOHCTPYKUMS 3ybbeB dpe3bl
“MAPAHbBS” naeanbHoO NoaxoauT AJisi YePHOBOW
06paboTku 1 cnocobCcTByeT BLICTPOMY yaaneHuto
CTPYXKM.

Ocobas KOHCTPYKLMSI paanasibHON PeXYLLEN KPOM-

KW UrpaeT posib CTPYXKKOIOMA N NO3BOSISIET Mpo- Dy a1z L, Die L HM TiALN
n3BoanTb 06paboTKy 6e3 yBenmyeHns ckopocTtu, ¢
MaKCMManbHbIM YaaneHUeEM CTPYXKW. 4.00 10.0 6 57 |
PexkylLast KpoMKka KOHLLEBOM hpesbl MOXET BblTb 5.00 13.0 6 57 |
06ToueHa B 06bIYHOM peEXMME. 6.00 13.0 8 63 |
KoHueBast cdpesa DIXI 7213 “TNUPAHDBS” ¢ Tpems 7.00 16.0 8 63 ]
PEXYLUMMIN KPOMKaMK NoaxoauT ans obpaboTtku 8.00 16.0 10 72 |
CEPOro NIUTENHOrO YyryHa. 10.00 22.0 10 72 |
11.00 22.0 12 83 |
12.00 25.0 12 83 |
14.00 27.0 14 83 |
16.00 36.0 16 100 |
20.00 40.0 20 104 |
1 a1
f e )
B i . . S i w C KoHpUrypaumen xsoctosnka Weldon B cooTBeTCTBUM CO
1 2 | Y craHgapToM DIN 6535-HB.
f -.. Ly : Mit WELDON-Spannflache nach DIN 6535-HB.
.-.. i : With WELDON configuration according to DIN 6535-HB.

6onrapckuin nepeson

Developed for rough milling, these end mills have
teeth especially designed for maximum chip removal.
The particular shape of the radial relief with constant
profile guarantees improved chip breakage and
reduces the cutting forces, permitting higher metal
removal rates.

These end mills can be sharpened by regrinding the
end face in the usual manner, while regrinding the
flute will restore the cutting edge on the diameter.



DIXI 7214 W

TOPLIOBO-LIMMIMHAPUYECKAS! GPE3A 7= VAN A Wa W
TUNA “MUPAHbS" S ( ) ) ¢ el
\\ // \\\\ e \Q1=6// \m/_; \@'/

"PIRANHA" ROUGHING END MILLS

|

Tie

I

F//H\\ r,/."/— _i'?\ "’/C\\
L W
CTp. 165 Crp. 192

ISO 513: PKN

D1 q12 L, Dre L HM TIALN  CneumasnbHas KOHCTPyKUMS 3ybbeB dpesbl
“MAPAHDBS” naeanbHO NOAXOANT A YEPHOBOM
6.00 15.0 6 57 | 06paboTkn 1 cnocobeTByeT BLICTPOMY yaaneHuo
8.00 16.0 10 72 | CTPYXKMW.
10.00 22.0 10 72 [ | Ocobas KOHCTPYKLMSI paanalibHON pexyLuen
12.00 25.0 12 83 | KPOMKU UIrpaeT posib CTPY>XKOJIOMa U NO3BOJIAET
14.00 30.0 14 83 | npounssoanTb 06paboTKy 6e3 yBenmyeHns ckopo-
16.00 36.0 16 100 | CTW, C MaKCUMalnbHbIM yAaneHNeM CTPYXKKH.
20.00 40.0 20 104 | Pexylast KpoMKka KOHLLEBOM ¢hpe3bl MOXKET BblTb
obTouyeHa B 0H6bIYHOM pexunMe.
C KoHUrypaLueit XBocToBuka Weldon B COOTBETCTBUM CO
craHpgapTtoM DIN 6535-HB. .
Mit WELDON-Spannflache nach DIN 6535-HB. 1 =I|
With WELDON configuration according to DIN 6535-HB. . et "F"“'{j:: g
I 7 1

6onrapckuii nepesos

Developed for rough milling, these end mills have
teeth especially designed for maximum chip removal.
The particular shape of the radial relief with constant
profile guarantees improved chip

breakage and reduces the cutting forces,

permitting higher metal removal rates.

These end mills can be sharpened by regrinding the
end face in the usual manner, while

regrinding the flute will restore the cutting

edge on the diameter.



Ctp. 186 CTp. 165

ISO 513: PMK

DIXI 7222

[

z=2 TOPLIOBO-LM/IMHAPUYECKVIE OPE3bl
7
| £
A END MILLS CENTRE CUTTING
| 1
Dy o8 L, Dig L HM  TiALN DIAMANT
3.00 30.0 3 60 | |
4.00 30.0 4 60 | |
5.00 35.0 5 75 | |
* 6.00 40.0 6 100 | |
= 8.00 40.0 8 100 | |
«10.00 40.0 10 100 | |
=12.00 45.0 12 100 u u
«14.00 65.0 14 150 |
=16.00 65.0 16 150 |
«20.00 65.0 20 150 |

« = KoHdurypaums xsoctosmka Weldon B cOOTBETCTBUM CO
ctaHgapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7223

TOPLOBO-UMNNHAOPUYECKUE ®PE3bI Z=3 v e AW - War W -
: /'!-rﬁ ( ):‘@‘ 5 )\L—gl
] "\\u ks \\u/’ ‘{:‘_‘7/

END MILLS CENTRE CUTTING
Ctp. 165 Crp. 186

ISO 513: PMK

D; es L, Dis L HM TIALN DIAMANT
3.00 30.0 3 60 [} [ ]
4.00 30.0 4 60 [ [
5.00 35.0 5 75 ] ]
* 6.00 40.0 6 100 [ [
- 8.00 40.0 8 100 [} [
«10.00 40.0 10 100 [} [}
«12.00 45.0 12 100 ] [}
«14.00 65.0 14 150 [}
«16.00 65.0 16 150 [}
«18.00 65.0 18 150 [}
«20.00 65.0 20 150 [}
: £
L ——
« = KoHdurypauus xsoctoBuka Weldon B cOOTBETCTBUM CO == ] - "'-;:-r' - .:’: EE“S.‘_%‘E‘_H :ﬁ
craHgaptom DIN 6535-HB - no 3anpocy. T ' T —
= WELDON-Spannflache nach DIN 6535-HB auf Anfrage. ;____ . B
= WELDON configuration according to DIN 6535-HB on request. '_ L _



DIXI 7224

@ AT % AT /\ﬁ‘ﬁ Z=4 TOPLIOBO-UMITMHAPUYECKUE ®PE3bI
| : : | {1-: .. -»>
@) \) %:6> | .

. %

o Ve
@O

Crp. 186 Crp. 165‘

ISO 513: PMK

END MILLS CENTRE CUTTING

D w L, Die L HM  TiALN DIAMANT
3.00 30.0 3 60 [} ] [ |
4.00 30.0 4 60 [ | u u
E = 5.00 35.0 5 75 [ | [ | u
¥ I «6.00 40.0 6 100 n ] ]
R | Ep— E{ ................ e E i b - 8.00 40.0 8 100 | [ ] [ |
i ~[  =10.00 40.0 10 100 ] ] [}
5 L . «12.00 45.0 12 100 u u u
L 14.00 65.0 14 150 u u
*16.00 65.0 16 150 u u
«20.00 65.0 20 150 [ | u

« = KoHdurypauus xsoctoBuka Weldon B cOOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7232

®PE3bl C NMPSIMbIMU KAHABKAMM _ s -
3 C Z 2 f/ j?‘-.) / \j i"'_ ) {/_ \-\l Lg\j
l‘\xt/\,/ \ // N S \\ m/'l “\Q:__/,

STRAIGHT FLUTE SLOT DRILLS ¥ Y /DIN
1 A7 6528

\\ // \\. ,/ \‘--._/ \‘--._.-/

Crp. 165 Crp. 188

ISO 513: PKN

(Dpe3b| C NpsAMbIMAU KaHaBKaMu 06bIYHO
MCNONb3YHOTCS KOrAa yCunue 3axunma ocnabe-
BaeT M 06pasyeTcs Tak Ha3blBaeMbIYit
BaKyyM.

Mopo6Hble 06pasubl ecTb 1 cpean

D1 s Ly Dhe L HM “A/IMa3HOro MHCTPYMEHTA”, CM. CTP.327 KaTa-
2.00 6.0 2 38 [ ] nora.
3.00 7.0 3 38 [
4.00 8.0 4 50 |
5.00 10.0 5 50 [
* 6.00 10.0 6 57 [ |
* 8.00 16.0 8 63 B Gonrapckuil nepesop
«10.00 19.0 10 72 [
« = KoHdurypaums xsoctosuka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.
»= WELDON-Spannflache nach DIN 6535-HB auf Anfrage. The straight flute slot drills can be used when
= WELDON configuration according to DIN 6535-HB on request. the clamping force is relatively low (vacuum)
or when the overhang is considerable.
Similar tools are also available in diamond.
Please refer to our catalogue for our
comprehensive range of diamond tools page
327.
3.
4 < T
= [ e H
A
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DIXI 7237

DIXI 7237-10

P o {/ m\ AT /'W?W'\ 7=2 TOPUOBO-UMNTMHAOPUNYECKASA ©PE3A,
(j ) & - ) ﬁ M-; SKCTPA-KOPOTKASA PEXXYLLAA YACTD,
— S Y N NG C OBHVDKEHMEM L,=3xD.
4 wm AN r/'/ Yo ﬁ}
(I Gy (20 ¢
L or R G N
Ctp. 176 Crp. 165
SLOT DRILLS EXTRA SHORT,
ISO513: PMK NECKED DOWN, L2=3xD1
7237-
D, L, D, L, D L HM TALN R
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
@23.00 - e8
0.15 0.15 0.13 0.45 3 38 |
0.20 0.20 0.17 0.60 3 38 |
0.25 0.25 0.22 0.75 3 38 |
0.30 0.30 0.27 0.90 3 38 |
035 035 0.32 1.05 3 38 [ |
] 3 0.40 0.40 0.37 1.20 3 38 | 0.05 *
S R | 045 045 042 135 3 38 ® 0.05 *
= Sooow S 050 050 045 150 3 38 W 0.05 *
i T i 0.55 0.55 0.50 1.65 3 38 | 0.05 *
L 0.60 0.60 0.55 1.80 3 38 | 0.05 *
be 0.65 0.65 0.60 195 3 38 [ | 0.05 *
L - = 0.70 0.70 0.65 2.10 3 38 | 0.05 *
- i 0.75 0.75 0.70 2.25 3 38 | 0.05 *
0.80 0.80 0.75 2.40 3 38 | 0.05 *
085 08 080 255 3 38 | 0.05 *
DIXI 7237 0.90 0.90 0.85 2.70 3 38 | 0.10 *
0.95 095 090 28 3 38 [ | 0.10 *
1.00 1.00 095 3.00 3 38 [ | 0.10 *
1.05 1.05 1.00 3.15 3 38 | 0.10 *
R 1.10 1.10 1.05 3.30 3 38 | 0.10 *
i & 1.15 1.15 1.10 3.45 3 38 | 0.10 *
-t ¥ 1.20 1.20 1.15 3.60 3 38 | 0.10 *
= ” [ e 125 125 120 375 3 38 H 0.10 *
7 e i 1.30 1.30 1.25 390 3 38 [ | 0.10 *
| 135 135 130 405 3 38 M 0.10 *
L, 1.40 1.40 1.35 4.20 3 38 | 0.10 *
L - ™ 1.45 1.45 1.40 4.35 3 38 | 0.10 *
- 1.50 1.50 1.45 4.50 3 38 | 0.20 *
1.55 1.55 1.50 4.65 3 38 | 0.20 *
1.60 1.60 1.55 4.80 3 38 | 0.20 *
DIXI 7237-10 1.65 1.65 1.60 4.95 3 38 | 0.20 *
1.70 1.70 1.65 5.10 3 38 | 0.20 *
C pagnycoMm 3aKkpyrieHms BepLUNHbI 1.75 1.75 1.70 5.25 3 38 | 0.20 *
1.80 1.80 1.75 5.40 3 38 | 0.20 *
1.85 1.85 1.80 5.55 3 38 | 0.20 *
1.90 1.90 1.85 5.70 3 38 | 0.20 *
With corner radius 1.95 1.95 1.90 5.85 3 38 | 0.20
2.00 2.00 1.95 6.00 6 50 | 0.20 *
2.10 210 205 630 6 50 [ | 0.20 *
2.20 2.20 2.10 6.60 6 50 | 0.20 *
2.30 230 220 690 6 50 | 0.20 *
* Co cknafa 2.40 2.40 2.30 7.20 6 50 | 0.20 *
* 2.50 2.50 2.40 7.50 6 50 | 0.20 *
* From stock
3.00 3.00 290 9.00 6 50 [ | 0.20 *



DIXI 7238

TOPLIOBO-LIMNHAPUYECKAS ®GPE3A,
SKCTPA-KOPOTKAS PEXXYLLIASI YACTD,
C OBHWDKEHWEM L,=5xD,

SLOT DRILLS EXTRA SHORT,
NECKED DOWN, L2 =5 x D1

Dl Ll D2 L2 Dh6 L
©@<2.00 - 0/-0.01

@<3.00 - 0/-0.02
©23.00 - e8

0.30 0.30 0.27 1.50
0.35 0.35 0.32 1.75
0.40 0.40 0.37 2.00
0.45 0.45 042 225
0.50 0.50 0.45 250
0.55 0.55 0.50 2.75
0.60 0.60 0.55  3.00
0.65 0.65 0.60 3.25
0.70 0.70 0.65 3.50
0.75 0.75 0.70 3.75
0.80 0.80 0.75  4.00
0.85 0.85 0.80 4.25
0.90 0.90 0.85 4.50
0.95 0.95 0.90 4.75

1.00 1.00 0.95 5.00
1.05 1.05 1.00 5.25
1.10 1.10 1.05 5.50
1.15 1.15 1.10 5.75
1.20 1.20 1.15 6.00
1.25 1.25 1.20 6.25
1.30 1.30 125 6.50
1.35 1.35 1.30 6.75
1.40 1.40 1.35 7.00
1.45 1.45 1.40 7.25
1.50 1.50 1.45 7.50
1.55 1.55 1.50 7.75
1.60 1.60 155 8.00
1.65 1.65 1.60 8.25
1.70 1.70 1.65 8.50
1.75 1.75 1.70 8.75
1.80 1.80 1.75 9.00
1.85 1.85 1.80 9.25
1.90 1.90 1.85 9.50
1.95 1.95 1.90 9.75

2.00 2.00 1.95 10.00
2.10 2.10 2.05 10.50
2.20 2.20 2.10 11.00
2.30 2.30 2.20 11.50
2.40 2.40 2.30 12.00
2.50 2.50 2.40 12.50
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Crp. 178 CTp. 165

ISO 513: PMK

DIXI 7239
[

Z=2 TOPLOBO-UWWMTNHAOPUYHECKASA OPE3A,
SOKCTPA-KOPOTKAS PEXKYLLIAA YACTD,
C OBHVDKEHVEM L,=8xD,
| SLOT DRILLS EXTRA SHORT,
NECKED DOWN, L2 =8 x D1
D, L, D, L, Dis L HM  TiALN
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
@23.00 - e8
040 040 037 320 3 38 |
045 045 042 360 3 38 u
050 050 045 400 3 38 m
055 055 050 440 3 38 u
060 060 055 48 3 38 m
065 065 060 520 3 38 u
070 070 065 560 3 38 m
075 075 070 600 3 38 u
080 080 075 640 3 38 m
085 08 080 68 3 38 u
090 090 085 720 3 38 m
095 095 09 760 3 38 u
100 100 095 800 3 38 ]
1.05 105 1.00 840 3 38 m
110 110 105 880 3 38 u
115 115 110 920 3 38 m
120 120 115 960 3 38 u
125 125 120 1000 3 38 m
130 130 125 1040 3 38 u
135 135 130 1080 3 38 m
140 140 135 1120 3 38 u
145 145 140 1160 3 38 m
150 150 145 1200 3 38 u
155 155 150 1240 3 38 m
160 160 155 1280 3 38 u
165 165 1.60 1320 3 38 m
170 170 165 1360 3 38 u
175 175 170 1400 3 38 m
180 180 175 1440 3 38 u
185 185 1.80 1480 3 38 m
190 190 1.85 1520 3 38 u
195 195 1.90 1560 3 38 m
200 200 195 1600 6 50 |
210 210 205 1680 6 50 u
220 220 210 1760 6 50 m
230 230 220 1840 6 50 u
240 240 230 1920 6 50 m
250 250 240 2000 6 50 u
300 300 290 2400 6 50 |



DIXI 7240
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Ctp. 176 Crp. 165

ISO 513: PMK

Mo 3anpocy BO3MOXHO M3rOTOBSIEHWE UHCTPYMEHTA
B AloMMax.

Dimensions in inches on request.

[

DIXI 7242

7Z=2 TOPLOBO-UMITNHAOPUYECKASA ®PE3A
C A/IMHHBIM PEXYLLNM 3YBOM
C YCUNEHHBIM XBOCTOBNKOM
I
i SLOT DRILLS, CENTRE CUTTING
REINFORCED SHANK
D, L, Dig L HM  TiALN
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
@2>3.00 - €8
0.15 0.3 3 38 |
0.20 0.4 3 38 ]
0.25 0.6 3 38 |
0.30 0.6 3 38 ]
0.30 > 1.0 3 38 |
0.35 0.8 3 38 ]
0.40 0.8 3 38 |
0.40 > 2.0 3 38 [
0.45 1.0 3 38 |
0.50 1.0 3 38 ]
0.50 > 2.5 3 38 |
0.55 1.2 3 38 ]
0.60 1.2 3 38 |
0.60 > 3.0 3 38 [
0.65 1.4 3 38 |
0.70 1.4 3 38 ]
0.70 > 3.5 3 38 |
0.75 1.6 3 38 ]
0.80 1.6 3 38 [
0.80 > 4.0 3 38 [
0.85 1.8 3 38 [
0.90 1.8 3 38 ]
0.90 > 45 3 38 |
0.95 2.0 3 38 ]
1.00 2.0 3 38 [
1.00 > 5.0 3 38 [
1.05 2.2 3 38 [
1.10 2.2 3 38 ]
1.15 2.4 3 38 [
1.20 2.4 3 38 ]
1.20 > 6.0 3 38 |
1.25 2.6 3 38 ]
1.30 2.6 3 38 [
1.35 2.8 3 38 ]
1.40 2.8 3 38 [
1.45 3.0 3 38 ]
1.50 3.0 3 38 [
1.50 > 7.0 3 38 [

m MpopomkeHve Ha cTp.144

Continued on page 144



DIXI 7242

Dl Ll Dh6 L
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02

HM

TiALN

@23.00 - e8
1.60 3.2 3 38 |
1.70 3.4 3 38 |
1.80 3.6 3 38 |
1.90 4.0 3 38 |
2.00 6.0 3 38 |
2.10 7.0 3 38 |
2.20 7.0 3 38 u
2.30 7.0 3 38 |
2.40 7.0 3 38 u
2.50 7.0 3 38 |
- 3.00 7.0 6 57 |
- 3.50 7.0 6 57 |
* 4.00 8.0 6 57 |
* 4.50 8.0 6 57 |
= 5.00 10.0 6 57 ||
« 5.50 10.0 6 57 |
* 6.00 10.0 6 57 ||
* 6.50 13.0 8 63 |
- 7.00 13.0 8 63 |
« 7.50 16.0 8 63 |
= 8.00 16.0 8 63 |
- 8.50 16.0 10 72 |
= 9.00 16.0 10 72 |
« 9.50 19.0 10 72 |
«10.00 19.0 10 72 |
«12.00 22.0 12 83 |
*14.00 22.0 14 83 |
«16.00 26.0 16 92 |
«18.00 26.0 18 92 |
«20.00 32.0 20 104 |

« = KoHdurypaums xsoctosnka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

Mo 3anpocy BO3MOXHO M3roTOBJIEHWE MHCTPYMEHTA B
AronMax.

Werkzeuge in Zoll auf Anfrage.

Dimensions in inches on request.

\ 5 A

Crtp. 165 Crp. 176

ISO 513:

P MK
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Crp. 180 Crp. 165
ISO 513: PMK

! —

a-f SN
' —b

« = KoHdurypauus xsoctoBuka Weldon B cooTBeTCTBUM
co ctaHaaptoM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf
Anfrage.

= WELDON configuration according to DIN 6535-HB on
request.

Mo 3anpocy BO3MOXHO M3rOTOB/IEHNE UHCTPYMEHTA B
JroMiMax.

Dimensions in inches on request.

DIXI 7243

7 TOPLIOBO-LIMIMHAPUYECKAS ®PE3A
C [UTMHHBIM PEXYLLIMM 3YEOM
C YCUNEHHBIM XBOCTOBMKOM
]
£\
SLOT DRILLS, CENTRE CUTTING
REINFORCED SHANK
D, Dpg L HM  TIALN
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
@2>3.00 - e8
0.35 1.0 3 38 -
0.40 1.2 3 38 |
0.50 15 3 38 n
0.60 1.8 3 38 |
0.70 2.1 3 38 |
0.75 2.4 3 38 |
0.80 2.4 3 38 =
0.90 2.5 3 38 |
1.00 3.0 3 38 =
1.10 3.3 3 38 [ |
1.20 3.6 3 38 n
1.25 3.9 3 38 [ |
1.30 3.9 3 38 n
1.40 4.2 3 38 [ |
1.50 4.5 3 38 |
1.60 4.8 3 38 [ |
1.70 51 3 38 |
1.75 54 3 38 [ |
1.80 54 3 38 |
1.90 5.7 3 38 [ |
2.00 6.0 3 38 -
2.10 7.0 3 38 [ |
2.20 70 3 38 -
2.30 7.0 3 38 [ |
2.40 70 3 38 -
2.50 7.0 3 38 [ |
. 300 70 6 57 =
e 3.50 7.0 6 57 [ |
. 2.00 8.0 6 57 -
e 450 8.0 6 57 [ |
. 500 10.0 6 57 -
« 550 10.0 6 57 [ |
. 6.00 10.0 6 57 -
e 6.00 12.0 8 63 [ |
. 6.50 130 8 63 =
e 7.00 13.0 8 63 [ |
. 750 16.0 8 63 -
e 8.00 16.0 8 63 [ |
. 8.00 15.0 10 63 -
e 850 16.0 10 72 [ ]
. 9.00 16.0 10 72 =
e 9.50 19.0 10 72 [ ]
«10.00 19.0 10 72 |
«12.00 22.0 12 83 [ ]
«14.00 22.0 14 83 |
«16.00 26.0 16 92 [ ]
+18.00 26.0 18 92 =
«20.00 32.0 20 104 [}



DIXI 7244

TOPLIOBO-UMNNHAOPUYECKAS ®PE3A Z=4 /fﬂ D) A \ £7 \ ;..9\\
C AJIMHHBIM PEXXYLLUMM 3YBEOM ' ’ >
C YCUNTIEHHbBIM XBOCTOBWKOM / \Dm A" / ‘—f
f F,f’ ‘\ F/; w A y [:g||\|“\5
" \ 1 A \_g/ 0227
Crp. 165 Crp. 182
SLOT DRILLS, CENTRE CUTTING
REINFORCED SHANK ISO513: PMK
D, L, Dpg L HM TIALN
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
©22>3.00 - e8
0.40 1.2 3 38 [
0.50 1.5 3 38 n
1.00 3.0 3 38 [
1.50 4.0 3 38 n
2.00 7.0 3 38 [
* 3.00 8.0 6 57 n 5.
* 4.00 11.0 6 57 [ ! ey}
> 4.50 11.0 6 57 n o [I l e
* 5.00 13.0 6 57 D (RN F— s Rl i
* 6.00 13.0 6 57 [ | ' : L |
- 7.00 16.0 8 63 [ L - -~
* 8.00 19.0 8 63 n - -
* 9.00 19.0 10 72 [
*10.00 22.0 10 72 n
*12.00 26.0 12 83 [
*14.00 26.0 14 83 n
*16.00 32.0 16 92 [
*18.00 32.0 18 92 n
*20.00 38.0 20 104 n

« = KoHdurypauus xsoctoBuka Weldon B cooTBeTCTBUM
co craHaaptoM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf
Anfrage.

= WELDON configuration according to DIN 6535-HB on
request.

Mo 3anpocy BO3MOXHO M3rOTOB/IEHWE UHCTPYMEHTA B AOVMaXx.
Werkzeuge in Zoll auf Anfrage.
Dimensions in inches on request.
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Crp. 194 Crp. 165

ISO 513:

...........................

PKS

DIXI 7263 TIiALN
[

Z=3 BbICOKOMNPOM3BOANTEJIbHbIE KOHLIEBBIE
®PE3bI

HPC END MILLS

D, L, Dig L TiALN
@<3.00 - 0/-0.02
©22>3.00 - €8
2.00 3.0 6 57
3.00 4.0 6 57
4.00 5.5 6 57
D1 es L, D, L, Dhe L TiALN
6.00 8.0 5.50 20 8 63
8.00 11.0 7.50 26 10 72
10.00 14.0 9.30 31 10 72
12.00 16.0 11.20 37 12 83
16.00 20.0 15.10 43 16 92

KoHdurypaums xsoctoerka Weldon B COOTBETCTBMM CO CTaHAAPTOM
DIN 6535-HB no 3anpocy.

WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

WELDON configuration according to DIN 6535-HB on request.



DIXI 7273

KOHLIEBbIE ®PE3b 7=3 AT TITN AR APh AR

AN YACTOBOW OBPABOTKM ( é.ix.,) ( ) € ) ( \. ;.9 ]
\\v \‘\.._.,// \\\-__../ \\ﬁ__../‘l \Qn—’_“_/
A o 4

\\\
L\ R A \‘_:j

FINISHING END MILLS Crp. 165 Crp. 180

ISO 513: PMK

KoHueBas dpesa ¢ KpyToi cnnpasbto (45°) nos-
BOJIIET NPOU3BOAUTL 06PabOoTKy CO CHUXEHHOW
BUGpaLMeit M yNyUdLIEHHBIM KayecTBoM 06paboT-
KN NOBEPXHOCTMU.

KoHueBas dhpesa npeaHasHaueHa asisl YCTOBOM

D es L, Dis L HM  0bpaboTku NoBepXHOCTU TBEPAOCMNABHbLIX MaTe-
pvanos.
3.00 10.0 3 38 n OgaHako, dpesa MoXeT 6bITb NCMOIb30BaHa U
4.00 12.0 4 50 u ans 06paboTKM nerkmx Matepuasnos, K NpuMepy,
5.00 14.0 5 50 | ANIIOMUHKSA, NJIEKCUIIA@3a U APYrnX CUHTETUYE-
* 6.00 16.0 6 57 u CKUX MaTepnanos.
= 8.00 20.0 8 63 |
«10.00 22.0 10 72 |
*12.00 22.0 12 73 |
*14.00 25.0 14 75 |
*16.00 27.0 16 82 |
«20.00 35.0 20 104 |
« = KoHurypaums xsoctosnka Weldon B COOTBETCTBUM ' ":','r
co craHgapToM DIN 6535-HB - no 3anpocy. o _-1 e
= WELDON-Spannflache nach DIN 6535-HB auf = [] - ) i&%ﬁ_ﬁ‘y
Anfrage. $ : : L i i
= WELDON configuration according to DIN 6535-HB on i |

6onrapckuii nepesos

End mills with fast helix reduce vibration and
improve surface finish.

These end mills are recommended for finishing
operations when machining hard materials.
Nevertheless they can be used for milling light
materials such as aluminium, plexiglas and other
synthetics.
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DIX1 7301

Z=1 KOHLIEBbIE ®PE3b
)19 OBPABOTKW MIACTUKA

END MILLS FOR PLASTICS

Dy es Ly Dhe L HM
2.00 6.0 3 38 [ |
3.00 11.0 3 50 [ |
4.00 16.0 4 50 |
5.00 16.0 5 50 [ |
* 6.00 16.0 6 50 [ |
= 8.00 23.0 8 50 [ |

o = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBMM CO CTaHAapToM DIN
6535-HB no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

DIXI 7302
\
Z=1 KOHLEBBIE ®PE3bI
/19 OBPABOTKU MJTACTUKA
>
)
' END MILLS FOR PLASTICS
f
Dy e L, Dps L HM
3.00 17.0 3 61 |
4.00 23.0 4 61 |
5.00 23.0 5 61 |
* 6.00 23.0 6 75 |
= 8.00 32.0 8 75 |
=10.00 33.0 10 75 |
*12.00 33.0 12 100 |
« = KoHdurypaums xoctoBuka Weldon B cooTBeTcTBUM CO CTaHaapToM DIN

6535-HB no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request.



DIXI 7303
|

KOHLIEBbIE ®PE3bI 7=1 g\\
)11 OBPABOTKW MIACTUKA ( L

QOO
‘ J /T
END MILLS FOR PLASTICS ‘ Crp. 190
ISO 513: N
D; e L, Dis L HM
2.00 8.0 6 50 I
3.00 17.0 6 75 R e —— <
4.00 23.0 6 75 .
5.00 23.0 6 75 m 7
DIXI 7304
\
KOHLEBBIE ®PE3bI Z=1
AN OBPABOTKW MJTACTUKA,
C NEBOW CMUPABIO, C NMPABOW PE3bBOIA w
END MILLS FOR PLASTICS
LEFT HAND SPIRAL, RIGHT HAND CUTTING
D1 eg Ly Dhe L HM
3.00 17.0 6 61 I “
4.00 23.0 6 75 L .
5.00 23.0 6 75 i : T
* 6.00 23.0 6 75 m Ly
TN e - ox - I -
*10.00 33.0 10 75 m L -

« = KoHurypaums xsoctouka Weldon B COOTBETCTBUM CO CTaH-
Aaptom DIN 6535-HB no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.
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DIX1 7520 XIDUR

[

MHOIOJIE3BUMHBIE KOHLIEBBIE ®PE3bI

MULTI-TOOTH END MILLS

D, L, Dig L Z  XIDUR
@<2.00 - 0/-0.01
@<2.50 - 0/-0.02
0.40 0.8 3 38 3 |
0.50 1.0 3 38 3 [
0.60 1.2 3 38 3 |
0.70 1.4 3 38 3 [
0.80 1.6 3 38 3 |
0.90 1.8 3 38 3 [
1.00 2.0 3 38 4 |
1.50 3.0 3 38 4 [
2.00 4.0 3 38 5 |
2.50 5.0 3 38 5 [
D1 e Ly Dhs L Z  XIDUR
3.00 6.0 3 38 5 |
4.00 8.0 4 50 5 [
- 6.00 12.0 6 57 6 |
- 8.00 16.0 8 63 6 [
+10.00 20.0 10 72 6 |
*12.00 24.0 12 83 8 [
+16.00 32.0 16 92 10 |
*20.00 38.0 20 104 12 |

« = KoHdurypaums xoctoBuka Weldon B cooTBeTcTBUM CO CTaHaapToM DIN

6535-HB - o 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request.



DIX1 7532 XIDUR

PAANYCHbIE KOHLIEBbIE ®PE3bI Z=2
BALL NOSE END MILLS

D, L, Dis L XIDUR
@<3.00 - 0/-0.02
?>3.00 - e8

1.00 0.8 4 42 |

1.50 1.2 4 42 |

2.00 1.6 4 42 |
- 3.00 2.4 6 57 |
- 4.00 3.2 6 66 |
- 5.00 4.0 6 66 |
* 6.00 4.8 6 66 |
- 8.00 6.4 8 75 |
+10.00 8.0 10 90 |
+12.00 9.6 12 100 |

« = KoHdurypauus xsoctoBmka Weldon B cOOTBETCTBUM CO CTaHAapToMm DIN

6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request.

i i § i D‘”ED
LY « Ay \1‘_‘;:“
CTp. 166 Crp. 202

ISO 513: PH




DIX1 7542 XIDUR
[

N AR 4T /f.;mzx Z=2 PAANYCHbBIE KOHLIEBBIE ®PE3bI

o 8 BALL NOSE END MILLS
Ctp. 203 Crp. 166

ISO 513: PH
D, L, D, L, Dig L XIDUR
@<3.00 - 0/-0.02
?23.00 - e8
1.00 2.0 0.90 3.2 6 66 n
1.50 3.0 1.40 47 6 66 -
2.00 3.0 1.85 6.2 6 66 -
3.00 5.0 2.85 9.2 6 66 -
4.00 6.0 3.80 125 6 80 -
5.00 7.0 470 155 6 80 -
6.00 9.0 5.70 19.0 6 80 -
8.00 12.0 7.50 25.0 8 90 -
] 0.006] 10.00 15.0 9.50 31.0 10 110 -
) 12.00 18.0 11.50 37.0 12 120 -
=1 =
) f

!‘ 6535-HB - no 3anpocy.
= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

e = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM €O cTaHaapToM DIN
- = WELDON configuration according to DIN 6535-HB on request.



DIXI 7543 XIDUR
KOHLEBbIE ®PE3blI Z=3 AP TN R 4T
e )B&0)

N AT e
END MILLS { “ﬁ (¢ {
Crp. 165 Crp. 200

ISO 513: PMK

KoHueBble dpe3bl NpeaHasHaYveHbl Kak ais
06paboTKN HepXXaBetoLlen CTanm, Tak U ans
06paboTkn TpyaHoobpabaTbiBaeMbIX CTanen.

D, L, Dig L XIDUR
@<2.00 - 0/-0.01
g:g-gg - gé-o.oz Intended for machining stainless steel
— and steel that is difficult to machine.
1.00 2.0 4 50 |
1.50 3.0 4 50 |
2.00 3.0 4 50 |
2.50 3.0 4 50 |
* 3.00 4.5 6 57 |
* 4.00 6.0 6 57 |
- 5.00 7.0 6 57 o i
* 6.00 8.0 8 63 | . . i
* 8.00 10.0 10 72 | R
=10.00 12.0 10 72 m " } f -
*12.00 15.0 12 83 m 4 L] !
| . .
:—I . ..L. Lol

« = KoHdurypaums xsoctosuka Weldon B COOTBETCTBMM CO CTaHAAPTOM
DIN 6535-HB no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



KoHueBble dpe3bl C paanycom 3akpyrieHus sep-
LWMHBI NOAXOAAT TaKkxe Ans 06paboTkn TOHKO-
CTEHHbIX MOBEPXHOCTEMN.

\\I l;_'ﬂﬁr‘,‘?(\
N AN
TN AW L
Gy @)
y Ao/ |
\:t-[l.ﬂz/ ‘-_._.,’/ \“-.._/
Ctp. 196 Ctp.165
Crp. 198
ISO513: SN

Also intended for machining thin walls.

DIXI 7552

KOHLIEBbIE ®PE3bI
C PAANYCOM 3AKPYTNNIEHNA BEPLLMHDI

END MILLS WITH CORNER RADIUS

Dy s L, D, L, Dps L R HM DICUT

3.00 4.0 2.75 10 6 57 0.5 | |

4.00 5.0 3.70 12 6 57 0.5 | |

5.00 6.0 4.60 15 6 57 0.5 | |

6.00 7.0 5.50 18 6 57 1.0 | |

8.00 9.0 7.50 23 8 63 1.0 | |
10.00 11.0 9.25 30 10 75 1.5 | |
12.00 13.0 11.00 35 12 83 1.5 | |
12.00 > 13.0 11.00 35 12 83 2.0 | |
12.00 13.0 11.00 35 12 83 2.5 | |
16.00 17.0 15.00 44 16 92 2.0 | |
16.00> 17.0 15.00 44 16 92 2.5 | |
16.00 > 17.0 15.00 44 16 92 4.0 | |
20.00 21.0 19.00 54 20 104 2.0 | |
20.00 > 21.0 19.00 54 20 104 2.5 | |
20.00 > 21.0 19.00 54 20 104 4.0 | |

« = KoHdmrypauus xsoctoBrka Weldon B cOOTBETCTBUM CO CTaH
Aaptom DIN 6535-HB no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
1 = WELDON configuration according to DIN 6535-HB on request.
B R
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DIXI 7554

KOHLIEBbIE ®PE3bI

C PAANYCOM 3AKPYTJTIEHUSA BEPLLUMHDI

END MILLS WITH CORNER RADIUS

T
i
.

2y

o)
T

| Y
O
[&
=

f N {

@&
L L
S\ N
Ctp. 165 Crp. 182

ISO 513: PMK

D, L, D, L, (DI L R HM TIALN
@<3.00 - 0/-0.02
?>3.00 - e8

2.00 3.0 1.90 10 4 42 0.2 |
= 3.00 4.0 2.80 15 6 57 0.2 |
* 4.00 5.0 3.80 18 6 57 0.3 |
* 6.00 7.0 5.70 20 6 57 0.5 |
* 6.00 7.0 5.70 20 6 57 1.0 |
= 8.00 10.0 7.70 30 8 63 0.5 |
= 8.00 10.0 7.70 30 8 63 1.0 |
=10.00 12.0 9.60 35 10 72 0.5 |
=10.00 12.0 9.60 35 10 72 1.0 |
=10.00 12.0 9.60 35 10 72 15 |
=12.00 14.0 11.50 40 12 83 0.5 |
=12.00 14.0 11.50 40 12 83 1.0 |
=12.00 14.0 11.50 40 12 83 15 |
« = KoHdurypaums xsoctosnka Weldon B COOTBETCTBUM CO
ctaHgapToM DIN 6535-HB - no 3anpocy.
«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request. )
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@Q”J@
PO

ch 188 Crp. 165

ISO 513: PMK

,:,:g] ...................................... —_ :

« = KoHdmrypauus xsoctoBrka Weldon B COOTBETCTBUM
co craHgaptom DIN 6535-HB - no 3anpocy.

o= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on
request.

DIXI 7560

MHOIOJIE3BMMHBIE KOHLIEBBIE ®PE3bI, 40°

, 40°

MULTI-TOOTH END MILLS, 40°

&

oz

D, s L, Dis L z TIALN  DLC
0.35 0.90 3.0 38 3 | | |
0.40 1.00 3.0 38 3 | | |
0.45 1.10 3.0 38 3 | | |
0.50 1.25 3.0 38 3 | | |
0.55 1.40 3.0 38 3 | | |
0.60 1.50 3.0 38 3 | | |
0.65 1.70 3.0 38 3 | | |
0.70 1.75 3.0 38 3 | | |
0.75 1.90 3.0 38 3 | | |
0.80 2.00 3.0 38 3 | | |
0.85 2.15 3.0 38 3 | | |
0.90 2.40 3.0 38 3 | | |
0.95 2.40 3.0 38 3 | | |
1.00 2.50 3.0 38 3 | | |
1.10 2.75 3.0 38 3 | | |
1.20 3.00 3.0 38 3 | | |
1.30 3.25 3.0 38 3 | | |
1.40 3.50 3.0 38 3 | | |
1.50 3.75 3.0 38 3 | | |
1.60 4.00 3.0 38 3 | | |
1.70 4.25 3.0 38 3 | | |
1.80 4.50 3.0 38 3 | | |
1.90 4.75 3.0 38 3 | | |
2.00 8.00 3.0 38 5 | | |
2.10 5.25 3.0 38 5 | | |
2.20 5.50 3.0 38 5 | | |
2.30 5.75 3.0 38 5 | | |
2.40 6.00 3.0 38 5 | | |
2.50 8.00 3.0 38 5 | | |
2.60 6.50 3.0 38 5 | | |
2.70 6.75 3.0 38 5 | | |
2.80 7.00 3.0 38 5 | | |
2.90 7.00 3.0 38 5 | | |
3.00 10.00 3.0 38 5 | | |
4.00 12.00 4.0 50 5 | | |
5.00 14.00 5.0 50 5 | | |

- 6.00 16.00 6.0 57 5 | | |

- 8.00 19.00 8.0 63 5 | |
9.00 22.00 9.0 67 5 | |

+10.00  22.00 10.0 72 6 | |

+12.00  26.00 12.0 83 6 | |

+14.00  26.00 14.0 83 6 | |

+16.00  32.00 16.0 92 6 | |

+20.00  38.00 200 104 8 | |



DIXI 7561

KOHUEBbBIE ®PE3bl C OAHNM 3YEOM Z=1 A
A9 OBPABOTKW AJITIOMUHNA ,.

f ) -i‘"\ i A
a‘ {f Apt ) {’1\_]
SINGLE TOOTH END MILLS FOR ALUMINIUM % W o

CTp. 196
ISO 513: PN
(
D1 es \9 Ly Dhe L HM
2.00 0.10 x 45° 4.0 3 38 |
3.00 0.15x 45° 6.0 3 38 | i
4.00 0.15 x 45° 12.0 4 50 m #
5.00 0.15x 45° 14.0 5 50 | L
- 6.00 0.20x45°  16.0 6 50 m ¢
= 8.00 0.20 x 45° 20.0 8 60 |
+10.00 0.20x45° 220 10 70 | - L
*12.00 0.20 x 45° 25.0 12 70 |
« = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM CO CTaHAAPTOM
DIN 6535-HB no 3anpocy.
= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.
= WELDON configuration according to DIN 6535-HB on request.
LA
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DIXI 7562
[

g\\ AT \\ y j}.‘"‘\\ 7Z=2 KOHLEBbIE ®PE3bI
) { } ) )
- e / \t
Ny Pe N END MILLS
20x4;‘) Ap/ \ ] { ’
ch 196 Cp. 165 i
Crp. 1 i
ISO 513: SN ‘
KoHueBble dpe3bl, Z=2 noaxoaaT Takxke Ans
06paboTKN TOHKOCTEHHbIX MOBEPXHOCTEN.
Also intended for machining thin walls. D; s Ly Die L HM TIiALN
6.00 10.0 6 50 [ |
8.00 15.0 8 60 [ ]
10.00 18.0 10 66 [ |
12.00 20.0 12 73 [ ]
14.00 22.0 14 75 |
16.00 25.0 16 82 [ ]
20.00 35.0 20 104 [ |

KoHdurypauus xsocTtosrka Weldon B COOTBETCTBUM CO CTaHAAPTOM
DIN 6535-HB no 3anpocy.

WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

WELDON configuration according to DIN 6535-HB on request.




DIXI 7572

KOHLIEBbIE ®PE3bI 7
END MILLS
D, s L, Dig L HM  TiALN DIAMANT
3.00 14.0 3 50 | | |
4.00 16.0 4 50 | | ]
5.00 18.0 5 60 | | |
- 6.00 20.0 6 75 | | ]
- 8.00 25.0 8 75 | | |
9.00 27.0 9 90 | | ]
+10.00 30.0 10 90 | | |
+12.00 36.0 12 100 | | ]
*14.00 42.0 14 100 | |
+16.00 50.0 16 120 | |
+20.00 60.0 20 130 | |

« = KoHurypaums xsoctosnka Weldon B COOTBETCTBUMM CO CTaHAAPTOM

DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

t'*_"'x.\

e O

)\)6@4

ch 165 Crp. 196
Crp. 109- Ctp.207

ISO 513: SN
)
e
= |
L




Crp. 196 CTp.165
Crh 108 "

ISO 513: PMS

DIXI 7582
[

Z=2

KOHLEBbIE ®PE3bI
C YCWIEHHbBIM XBOCTOBWKOM

END MILLS, REINFORCED SHANK

D, L, Dis L HM  TIiALN

©<2.00 - 0/-0.01
@<3.00 - 0/-0.02

@>3.00 - 8
1.00 2.0 3 38 |
1.50 3.0 3 38 |
2.00 4.0 4 50 |
2.50 5.0 4 50 |
* 2.80 6.0 6 50 |
* 3.00 6.0 6 50 |
- 3.80 8.0 6 50 |
* 4.00 8.0 6 50 |
* 4.50 10.0 6 50 n
* 5.00 10.0 6 50 |
* 5.50 10.0 6 50 |

« = KoHdurypaums xsoctoBuka Weldon B COOTBETCTBUM CO CTaHAAPTOM

DIN 6535-HB - no 3anpocy.
o= WELDON-Spannflache nach DIN

6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.



DIXI 7583

KOHLLEBbIE ®PE3bl 7=
C YCUNEHHBIM XBOCTOBMKOM
END MILLS, REINFORCED SHANK
i
¥
D, L, Dis L HM
@<2.00 - 0/-0.01
@<3.00 - 0/-0.02
@>3.00 - e8
0.50 1.0 3 38 |
0.60 1.2 3 38 [
0.70 1.4 3 38 |
0.80 1.6 3 38 [
0.90 1.8 3 38 |
1.00 2.0 3 38 [
1.10 2.2 3 38 |
1.20 2.4 3 38 [
1.30 2.6 3 38 |
1.40 2.8 3 38 [
1.50 3.0 3 38 |
1.60 3.2 3 38 [
1.70 3.4 3 38 |
1.80 3.6 3 38 [
1.90 3.8 3 38 |
2.00 4.0 3 38 [
2.50 5.0 3 38 |
- 3.00 6.0 6 50 [

« = KoHdurypauus xsoctoBuka Weldon B COOTBETCTBUM CO
ctaHgapToM DIN 6535-HB - no 3anpocy.

«= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.

L
L SN T
CTp.165 CTp.180

ISO 513: PMS




DIXI 7593

/rg**\ TN (//\\ ‘ 55 N p }‘*\ KOHLIEBbIE ®PE3bI
v) ( ) & W @
e \__,/'/ gy D
N T END MILLS
/ Y {" Yc
\g J4 )
T e
Crp.199 |
ISO 513: N
Dy 16 L, D, Dig L, Lz HM
H d‘: ‘m‘_
| I t _ .1 600 60 56 6 30 66 3 =
A= 800 8.0 7.6 8 45 81 3 [
= SR o,
E E . ‘::y —; 1000 100 9.6 10 50 90 3 m
' | 'L LY 1200 120 116 12 55 100 3 ~
. " 20.00 20.0 196 20 80 130 4 u

KoHdurypaums xsoctoenka Weldon B COOTBETCTBMM CO CTaHAAPTOM
DIN 6535-HB - no 3anpocy.

WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

WELDON configuration according to DIN 6535-HB on request.

; o -\.-\.l?

H H
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H H

O6napas 0coboit NPOYHOCTbLIO, hpesa DIXI 7593 P
No3BOJISIET Npomn3BoanTb 06paboTKy C dpesepo- P
BaHMEM LUMOHOYHBIX MOBEPXHOCTEN Ha Npeaenb- P
HYIO rny6uHYy. i
H

- | Liniuies

— ]

i

i

i

i

>

The superior rigidity of this DIXI 7593 end mill
enables the machining of deep pockets and the
routing of “high faces”.



DIXI 7623

®PE3A /151 OBPABOTKM ®ACOK 7-3
CHAMEERING TOOLS el
D, w6 L D, Drg L HM  TiALN
@#<2.00 - 0/-0.01 + 0.05
@<3.00 - 0/-0.02 i
@<5.00 - e8 o
m. .
0.80 1.5 0.08 3 38 | | T
1.00 2.0 0.10 3 38 | [ | i
2.00 3.0 0.20 3 38 | |
3.00 5.0 0.30 3 38 [ | [ |
4.00 6.0 0.40 4 50 | |
D; g L D, Drg L HM  TiALN
+ 005 ,
5.00 2.25 0.50 5 50 | | -
<600 27 0.60 6 57 a o
* 8.00 3.6 0.80 8 63 | | i
*10.00 4.5 1.00 10 72 | [ |
*12.00 5.4 1.20 12 73 | |

« = KoHdurypaums xsoctosnka Weldon B COOTBETCTBUM CO
craHaapToM DIN 6535-HB - no 3anpocy.

= WELDON-Spannflache nach DIN 6535-HB auf Anfrage.

= WELDON configuration according to DIN 6535-HB on request.




BbIBOP KOJINYECTBA 3YBOB

CHOOSING THE NUMBER OF TEETH

'
®pesepoBaHye WNOHOYHbIX 3aKPbITbIX Na30B yd yd _Jf’/ 4
1 YT e Z2
Slotting T /
rd
S
rd
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rd
s A o
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CTyneHu4aToe dpe3epoBaHme LIMOHOYHbIX MasoB -~ py e
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Ramping T /
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Yncrosoe dhpe3sepoBaHme ) yd yd i MHoronessunHbIN
- s WHCTPYMEHT
Routing (finishing) : /:///
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-/ Multi-tooth



PYKOBOZACTBO MO NMPUMEHEHNIO
PAONYCHbIX KOHLIEBbIX ®PE3

HELP IN USING BALL-NOSE END MILLS

MpoBepka bueHus.

Checking for run out.

...........

............

Koppekuusi pagmManbHOM Nofayn v BpaLLeHUs.

Correction of radial feed and rotation.
/o [\

060poTbl B MUH. (N)=100% .'!'

CkopocTb nogayun Ha MM./MuH.(VF)=100%

060poTbl B MUH. (n)=60%

CkopocTb nofgaym Ha MM./MuH. (VF)=60%

Yncrosast obpaboTtka.

Finishing operation.

Mpy HEOBXOAUMOCTH, CNedyeT CNerka Hakso-
HUTb MHCTPYMEHT.

If possible, incline the tool.

Koppekuusi norpy>Hoii noaayu.

Correction of plunging feed.

CKOpoCTb nogayun Ha MM/MUH.
(VF)=80%




ap [mm]

0.2
0.3
0.4
0.5
0.6
0.8

12
15

25

815

10
12
14
16
20

ap [mm]

1.2
15

2.5

3.5

10
12
14
16
20

0.02

0.120
0.150
0.174
0.196
0.22
0.25
0.28
0.31
0.34
0.40
0.45
0.49
0.53
0.56
0.63
0.69
0.80
0.89
0.98
1.06
1.13
1.26

0.50

1.00
1.18
1.41
1.73
2.00
2.24
2.45
2.65
3.00
3.32
3.87
4.36
4.80
5.20
5.57
6.24

ONPEAENEHVNE @ D WHCTPYMEHTA

[ ' ONS PAONYCHBIX KOHLEBBIX ®PE3
...... ; P
M i ap
| CALCULATION OF @ D
@ OF BALL-NOSE END MILLS
0.03 0.04 0.05 0.10 0.15 0.20 0.25 0.30 0.40

0.143 0.160 0.173 0.200

0.180 0.204 0.224 0.283 0.300

0.211 0.240 0.265 0.346 0.387 0.400

0.237 0.271 0.300 0.400 0.458 0.490 0.500

0.26 0.30 0.33 0.45 0.52 0.57 0.59 0.60

0.30 0.35 0.39 0.53 0.62 0.69 0.74 0.77 0.80
0.34 0.39 0.44 0.60 0.71 0.80 0.87 0.92 0.98
0.37 0.43 0.48 0.66 0.79 0.89 0.97 1.04 1.13
0.42 0.48 0.54 0.75 0.90 1.02 1.12 1.20 1.33
0.49 0.56 0.62 0.87 1.05 1.20 1.32 1.43 1.60
0.54 0.63 0.70 0.98 1.19 1.36 1.50 1.62 1.83
0.60 0.69 0.77 1.08 1.31 1.50 1.66 1.80 2.04
0.65 0.74 0.83 1.17 1.42 1.62 1.80 1.96 2.23
0.69 0.80 0.89 1.25 1.52 1.74 1.94 211 2.40
0.77 0.89 0.99 1.40 1.71 1.96 2.18 2.37 2.71
0.85 0.98 1.09 1.54 1.87 2.15 2.40 2.62 2.99
0.98 1.13 1.26 1.78 2.17 2.50 2.78 3.04 3.49
1.09 1.26 1.41 1.99 2.43 2.80 3.12 3.41 3.92
1.20 1.38 1.55 2.18 2.67 3.07 3.43 3.75 4.31
1.29 1.49 1.67 2.36 2.88 3.32 3.71 4.05 4.66
1.38 1.60 1.79 2.52 3.08 3.56 3.97 4.34 5.00
1.55 1.79 2.00 2.82 3.45 3.98 4.44 4.86 5.60
0.60 0.70 0.80 0.90 1.00 1.50 2.00 2.50 3.00
1.20

1.47 1.50

1.83 1.91 1.96

2.14 2.24 2.33 2.40

2.40 2.54 2.65 2.75 2.83 3.00

2.64 2.80 2.94 3.06 3.16 3.46

2.86 3.04 3.20 3.34 3.46 3.87 4.00

3.25 3.47 3.67 3.84 4.00 4.58 4.90 5.00

3.60 3.85 4.08 4.28 4.47 5.20 5.66 5.92 6.00
4.21 4.52 4.80 5.06 5.29 6.24 6.93 7.42 7.75
4.75 5.10 5.43 5.72 6.00 7.14 8.00 8.66 9.17
5.23 5.62 5.99 6.32 6.63 7.94 8.94 9.75 10.39
5.67 6.10 6.50 6.87 7.21 8.66 9.80 10.72 11.49
6.08 6.55 6.97 7.37 7.75 9.33 10.58 11.62 12.49
6.82 7.35 7.84 8.29 8.72 10.54 12.00 13.23 14.28



DIXI 7032

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepuar HM

Materials to be machined

HenervpoBaHHas cranb / Hu3KkonervpoBaHHas crasb

P < 600 H/MM2 | 70
Unalloyed steel / Low alloyed steel
HenervpoBaHHas ctanb / Hu3konernposaHHas crasb

P 600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHas Ctasb C MpUMECMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
P 700 — 1500 H/mMM2
High alloyed steel
Hepxxasetowas crasnb
M 400 — 700 H/Mm2
Stainless steel
Cepblft IUTENHBIN YyryH / TIepAnUTHLIN JIMTENHDIA YyTyH
K TBEpAOCTb < 250 HB 70
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIv YyryH / MepnuTHbIN IUTENHBIA YyryH
K TBEpPAOCTb > 250 HB 40
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacmnToM / KOBKUI YyryH

70
K Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpoyHble cnewcniaBbl Inconel
S Nimonic
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHOBbIE CrIaBbI
S 30

Titanium / Titanium alloy
MepHble cnnasbl - nerkoobpabaTbiBaeMble (1aTyHb - 6pOH3a)

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

MegHble cnnaBbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe) 120
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMUHUEBbIE CrinaBbl / MarHueBble cniasbl

N 180
Aluminium alloy / Magnesium alloy
ANNOMUHUEBDIV NIMTENHBIN CMNAB C COAEPXKAHMEM KPEMHMS

N Si<8% | 240
Aluminium cast iron
ANNIOMUHNEBbIV NIUTENMHBIN CMAB C COAEPXKXAaHNEM KPEMHUS

N Si > 8% 140
Aluminium cast iron
Ipacut
N Graphite
Mnactuk
240
N Plastic
3onoTo, cepebpo
140
N Gold, silver

100

100

100

70

100

45

160

140

220

260

160

260

160

DICUT

170 190

TIALN

90

70

40

70

90

70

90

25

170

230

300

210

300

200

110

90

55

90

110

90

110

35

190

270

340

230

340

220

DIAMANT

200 300

DIXI 7032

L

ap

Ve [m/min]Ve [m/min]Vc [m/min]Vc [m/min] [mm]

<0.15 x @D1

<0.15 x @D1

<0.20 x @D1

<0.15 x @D1

<0.15 x @D1

<0.10 x @D1

<0.15 x @D1

<0.10 x @D1

<0.15 x @D1

<0.15 x @D1

<0.15 x @D1

<0.15 x @D1

<0.25 x @D1

<0.25 x @D1

<0.25 x @D1

<0.30 x @D1

<0.30 x @D1

<0.15 x @D1

de

[mm]

<0.5 x @D1

<0.5x @D1

<0.5 x @D1

<0.5x @D1

<0.5 x @D1

<0.4 x @D1

<0.5 x @D1

<0.4 x @D1

<0.5 x @D1

<0.5x @D1

<0.5 x @D1

<0.5x @D1

<0.5 x @D1

<0.5x @D1

<0.5 x @D1

<0.6 x @D1

<0.6 x @D1

<0.5x @D1



@ D,

0.0016 - 0.005

0.0012 - 0.004

0.0020 - 0.008

0.0012 - 0.004

0.0012 - 0.004

0.0016 - 0.005

0.0012 - 0.004

0.0016 - 0.005

0.0012 - 0.004

0.0020 - 0.008

0.0012 - 0.004

0.0020 - 0.008

0.0020 - 0.008

0.0020 - 0.008

0.0027 - 0.012

0.0027 - 0.012

0.0020 - 0.008

@ D,

0.003 -0.009

0.002 -0.007

0.004 -0.013

0.002 -0.007

0.002 -0.007

0.003 -0.009

0.002 -0.007

0.003 -0.009

0.002 -0.007

0.004 -0.013

0.002 -0.007

0.004 -0.013

0.004 -0.013

0.004 -0.013

0.005 -0.020

0.005 -0.020

0.004 -0.013

@ D,

0.005 - 0.01

0.004-0.01

0.007 - 0.02

0.004-0.01

0.004 - 0.01

0.005-0.01

0.004 - 0.01

0.005-0.01

0.004 - 0.01

0.004-0.01

0.007 - 0.02

0.004-0.01

0.007 - 0.02

0.007 - 0.02

0.007 - 0.02

0.009 - 0.03

0.009 - 0.03

0.007 - 0.02

@ D,

0.008 - 0.02

0.006 - 0.02

0.010 - 0.03

0.006 - 0.02

0.006 - 0.02

0.008 - 0.02

0.006 - 0.02

0.008 - 0.02

0.006 - 0.02

0.006 - 0.02

0.010 - 0.03

0.006 - 0.02

0.010 - 0.03

0.010 - 0.03

0.010 - 0.03

0.014-0.05

0.014 - 0.05

0.010 - 0.03

DIXI 7032 Z=2

Mopaua Ha 3y6

Feed per tooth

@ D,

0.016 - 0.05

0.012 - 0.03

0.020 - 0.07

0.012 - 0.03

0.012 - 0.03

0.016 - 0.05

0.012 - 0.03

0.016 - 0.05

0.012 - 0.03

0.012 - 0.03

0.020 - 0.07

0.012 - 0.03

0.020 - 0.07

0.020 - 0.07

0.020 - 0.07

0.027 - 0.10

0.027 - 0.10

0.020 - 0.07

@ D,

0.026 - 0.06

0.020 - 0.05

0.033 - 0.09

0.020 - 0.05

0.020 - 0.05

0.026 - 0.06

0.020 - 0.05

0.026 - 0.06

0.020 - 0.05

0.020 - 0.05

0.033 - 0.09

0.020 - 0.05

0.033 - 0.09

0.033 - 0.09

0.033 - 0.09

0.046 - 0.14

0.046 - 0.14

0.033 - 0.09

@ D,

0.036 - 0.09

0.027 - 0.07

0.046 - 0.13

0.027 - 0.07

0.027 - 0.07

0.036 - 0.09

0.027 - 0.07

0.036 - 0.09

0.027 - 0.07

0.027 - 0.07

0.046 - 0.13

0.027 - 0.07

0.046 - 0.13

0.046 - 0.13

0.046 - 0.13

0.064 - 0.20

0.064 - 0.20

0.046 - 0.13

@ D,

0.05 - 0.13

0.04 - 0.09

0.07 - 0.18

0.04 - 0.09

0.04 - 0.09

0.05 - 0.13

0.04 - 0.09

0.05 - 0.13

0.04 - 0.09

0.04 - 0.09

0.07 - 0.18

0.04 - 0.09

0.07 - 0.18

0.07 - 0.18

0.07 - 0.18

0.09 - 0.27

0.09 - 0.27

0.07 - 0.18

@D,

0.07 -0.15

0.05 -0.10

0.09 -0.21

0.05 -0.10

0.05 -0.10

0.07 -0.15

0.05 -0.10

0.07 -0.15

0.05 -0.10

0.05 -0.10

0.09 -0.21

0.05 -0.10

0.09 -0.21

0.09 -0.21

0.09 -0.21

0.13 -0.31

0.13 -0.31

0.09 -0.21

@ D,

0.08 - 0.18

0.06 - 0.13

0.10 - 0.26

0.06 - 0.13

0.06 - 0.13

0.08 - 0.18

0.06 - 0.13

0.08 - 0.18

0.06 - 0.13

0.06 - 0.13

0.10 - 0.26

0.06 - 0.13

0.10 - 0.26

0.10 - 0.26

0.10 - 0.26

0.15 - 0.39

0.15 - 0.39

0.10 - 0.26



DIXI 7033 - 7034

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

O6pabaTbiBaeMbIit MaTepuan

Materials to be machined

P

HenernposaHHas cranb / Hu3konerposaHHas cranb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3konernpoBaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
Hepxxaserolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblfl IMTENHBIN YyryH / TIepAnUTHBLIN IMTENHBIA YYyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIv YyryH / MepnuTHbIA NUTENHBIA YyryH
TBEPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JlaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crninasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble Cnuiasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIV CNJTaB C COAEPXXAHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBbIN NIMTENHBIN CMJTaB C COAEP>KAaHMEM KPEMHMS

Si > 8%
Aluminium cast iron
Mnactnk

Plastic
3onoTo, cepebpo

Gold, silver

HM

Ve [m/min]Ve [m/min]

70

70

70

40

70

30

140

120

180

240

140

240

140

100

100

100

70

100

45

160

140

220

260

160

260

160

TiALN

90

70

40

70

90

70

90

25

170

230

300

210

300

200

110

90

55

90

110

90

110

35

190

270

340

230

340

220

DIXI 7033 - 7034

ap

- —— S

ap
[mm]

<0.15 x @D1

<0.15 x @D1

<0.20 x @D1

<0.10 x @D1

<0.15 x @D1

<0.15 x @D1

<0.10 x @D1

<0.15 x @D1

<0.10 x @D1

<0.10 x @D1

<0.15 x @D1

<0.15 x @D1

<0.25 x @D1

<0.25 x @D1

<0.25 x @D1

<0.30 x @D1

<0.15 x @D1

de
[mm]

<0.3 x@D1

<0.3x@D1

<0.3 x@D1

<0.2x@D1

<0.3 x@D1

<0.3x@D1

<0.2x @D1

<0.3x@D1

<0.2 x @D1

<0.2x@D1

<0.3 x@D1

<0.3x@D1

<0.3 x@D1

<0.3x@D1

<0.3 x@D1

<0.4 x @D1

<0.3 x@D1



@ D,

0.005

0.004

0.007

0.004

0.004

0.005

0.004

0.005

0.004

0.004

0.007

0.004

0.007

0.007

0.007

0.009

0.007

-0.01

-0.01

- 0.02

-0.01

-0.01

-0.01

-0.01

-0.01

-0.01

-0.01

- 0.02

-0.01

- 0.02

-0.02

- 0.02

-0.03

- 0.02

@ D,

0.008 -0.02

0.006 -0.02

0.010 -0.03

0.006 -0.02

0.006 -0.02

0.008 -0.02

0.006 -0.02

0.008 -0.02

0.006 -0.02

0.006 -0.02

0.010 -0.03

0.006 -0.02

0.010 -0.03

0.010 -0.03

0.010 -0.03

0.014 -0.05

0.010 -0.03

@ D,

0.016 - 0.05

0.012 - 0.03

0.020 -

0.012 - 0.03

0.012 - 0.03

0.016 - 0.05

0.012 - 0.03

0.016 - 0.05

0.012 - 0.03

0.012 - 0.03

0.020 - 0.07

0.012 - 0.03

0.020 - 0.07

0.020 - 0.07

0.020 - 0.07

0.027 - 0.10

0.020 - 0.07

DIXI 7033 Z=3
DIXI 7034 Z=4

@ D,

0.026 - 0.06

0.020 - 0.05

0.070.033

0.020 - 0.05

0.020 - 0.05

0.026 - 0.06

0.020 - 0.05

0.026 - 0.06

0.020 - 0.05

0.020 - 0.05

0.033 - 0.09

0.020 - 0.05

0.033 - 0.09

0.033 - 0.09

0.033 - 0.09

0.046 - 0.14

0.033 - 0.09

Mopaua Ha 3y6

Feed per tooth

@ D,

0.036 - 0.09

0.027 - 0.07

- 0.090.046

0.027 - 0.07

0.027 - 0.07

0.036 - 0.09

0.027 - 0.07

0.036 - 0.09

0.027 - 0.07

0.027 - 0.07

0.046 - 0.13

0.027 - 0.07

0.046 - 0.13

0.046 - 0.13

0.046 - 0.13

0.064 - 0.20

0.046 - 0.13

@D,
0.05 -0.13
0.04 -0.09
- 0.130.07
0.04 -0.09
0.04 - 0.09
0.05 -0.13
0.04 - 0.09
0.05 -0.13
0.04 - 0.09
0.04 -0.09
0.07 -0.18
0.04 -0.09
0.07 -0.18
0.07 -0.18
0.07 -0.18
0.09 -0.27
0.07 -0.18

@ D,

0.07 - 0.15

0.05 - 0.10

- 0.180.09

0.05 - 0.10

0.05 - 0.10

0.07 - 0.15

0.05 - 0.10

0.07 - 0.15

0.05 - 0.10

0.05 - 0.10

0.09 - 0.21

0.05 - 0.10

0.09 - 0.21

0.09 - 0.21

0.09 - 0.21

013 - 031

0.09 - 0.21

@ D,

0.08 - 0.18

0.06 - 0.13

- 0.210.10

0.06 - 0.13

0.06 - 0.13

0.08 - 0.18

0.06 - 0.13

0.08 - 0.18

0.06 - 0.13

0.06 - 0.13

0.10 - 0.26

0.06 - 0.13

0.10 - 0.26

0.10 - 0.26

0.10 - 0.26

0.15 - 0.39

0.10 - 0.26

0.26



DIXI 7045 - 7046 - 7047

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

O6pabaTbiBaeMbIit MaTepuan

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
2 < 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervpoBaHHas ctanb / Hu3KkonernposaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
Hepxxasetolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblit IMTENHBIN YyryH / TIepAnUTHBLIN IMTENHLINA YyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIv YyryH / MepnuTHbIA NUTENHBIA YyryH
TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnnasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - nierkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble cniiasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBDIN NIMTENHDIN CNJTaB C COAEPXXAaHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CMJTaB C COAEP>XaHUEM KPEMHMS

Si > 8%
Aluminium cast iron
pacout

Graphite
Mnactuk

Plastic
3onoTo, cepebpo

Gold, silver

HM

DICUT

TiALN

DIAMANT

ap
Ve [m/min]Ve [m/min]Vc [m/min]Vc [m/min] [mm]

70

70

70

40

70

30

140

120

180

240

140

240

140

100

100

100

70

100

45

160

140

220

260

160

260

160

170 190

90

70

40

70

90

70

90

25

170

230

300

300

200

110

90

55

90

110

90

110

35

190

270

340

340

220

200 300

200 300

<0.15 x @D1

<0.15 x @D1

<0.20 x @D1

<0.10 x @D1

<0.15 x @D1

<0.15 x @D1

<0.10 x @D1

<0.15 x @D1

<0.10 x @D1

<0.10 x @D1

<0.15 x @D1

<0.15 x @D1

<0.25 x @D1

<0.25 x @D1

<0.25 x @D1

<0.30 x @D1

<0.30 x @D1

<0.15 x @D1

ae

[mm]

<0.5 x @D1

<0.5 x @D1

<0.5 x @D1

<0.4 x @D1

<0.5 x @D1

<0.5 x @D1

<0.4 x @D1

<0.5 x @D1

.<0.10 x @D1

<0.4 x @D1

<0.5 x @D1

<0.5 x @D1

<0.5 x @D1

<0.5 x @D1

<0.5 x @D1

<0.6 x @D1

<0.6 x @D1

<0.5 x @D1



@ D,

0.0014 - 0.005

0.0010 - 0.003

0.0017 - 0.007

0.0010 - 0.003

0.0010 - 0.003

0.0014 - 0.005

0.0010 - 0.003

0.0014 - 0.005

0.0010 - 0.003

0.0017 - 0.007

0.0010 - 0.003

0.0017 - 0.007

0.0017 - 0.007

0.0017 - 0.007

0.0024 - 0.010

0.0024 - 0.010

0.0017 - 0.007

@ D,

0.003 -0.008

0.002 -0.006

0.003 -0.012

0.002 -0.006

0.002 -0.006

0.003 -0.008

0.002 -0.006

0.003 -0.008

0.002 -0.006

0.003 -0.012

0.002 -0.006

0.003 -0.012

0.003 -0.012

0.003 -0.012

0.005 -0.017

0.005 -0.017

0.003 -0.012

@ D,

0.005 - 0.01

0.003 - 0.01

0.006 - 0.02

0.003 - 0.01

0.003 - 0.01

0.005 - 0.01

0.003 - 0.01

0.005 - 0.01

0.003 - 0.01

0.003 - 0.01

0.006 - 0.02

0.003 - 0.01

0.006 - 0.02

0.006 - 0.02

0.006 - 0.02

0.008 - 0.03

0.008 - 0.03

0.006 - 0.02

@ D,

0.007 - 0.02

0.005 - 0.015

0.009 - 0.03

0.005 - 0.015

0.005 - 0.015

0.007 - 0.02

0.005 - 0.015

0.007 - 0.02

0.005 - 0.015

0.005 - 0.015

0.009 - 0.03

0.005 - 0.015

0.009 - 0.03

0.009 - 0.03

0.009 - 0.03

0.012 - 0.04

0.012 - 0.04

0.009 - 0.03

DIXI 7045
DIXI 7046
DIXI 7047

Mopaua Ha 3y6

Feed per tooth

@ D,

0.014 - 0.04

0.010 - 0.03

0.017 - 0.06

0.010 - 0.03

0.010 - 0.03

0.014 - 0.04

0.010 - 0.03

0.014 - 0.04

0.010 - 0.03

0.010 - 0.03

0.017 - 0.06

0.010 - 0.03

0.017 - 0.06

0.017 - 0.06

0.017 - 0.06

0.024 - 0.09

0.024 - 0.09

0.017 - 0.06

Z=2
Z=2
Z=2

@ D,

0.023 - 0.06

0.017 - 0.04

0.029 - 0.08

0.017 - 0.04

0.017 - 0.04

0.023 - 0.06

0.017 - 0.04

0.023 - 0.06

0.017 - 0.04

0.017 - 0.04

0.029 - 0.08

0.017 - 0.04

0.029 - 0.08

0.029 - 0.08

0.029 - 0.08

0.040 - 0.12

0.040 - 0.12

0.029 - 0.08

@ D,

0.032 - 0.08

0.024 - 0.06

0.040 - 0.12

0.024 - 0.06

0.024 - 0.06

0.032 - 0.08

0.024 - 0.06

0.032 - 0.08

0.024 - 0.06

0.024 - 0.06

0.040 - 0.12

0.024 - 0.06

0.040 - 0.12

0.040 - 0.12

0.040 - 0.12

0.056 - 0.17

0.056 - 0.17

0.040 - 0.12

@ D,

0.05 - 0.11

0.03 - 0.08

0.06 - 0.16

0.03 - 0.08

0.03 - 0.08

0.05 - 0.11

0.03 - 0.08

0.05 - 0.11

0.03 - 0.08

0.03 - 0.08

0.06 - 0.16

0.03 - 0.08

0.06 - 0.16

0.06 - 0.16

0.06 - 0.16

0.08 - 0.24

0.08 - 0.24

0.06 - 0.16



DIXI 7042 - 7050

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepUarn

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH
TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

Si > 8%
Aluminium cast iron
Ipacout

Graphite
Mnactuk

Plastic
3onoTo, cepebpo

Gold, silver

HM

Ve [m/min]Ve [m/min]Ve [m/min]

60

60

60

30

60

25

100

90

130

180

100

180

100

90

90

90

50

90

35

130

110

160

220

130

220

130

TiALN

80

60

80

30

60

80

60

80

20

30

140

130

150

200

200

140

100

80

100

45

80

100

80

100

30

50

180

160

220

250

250

180

DIAMANT

200 300

200 300

ap
¥
i
ap ae
[mm] [mm]

<0.10 x @D1<0.3 x @D1

<0.10 x @D1<0.3 x @D1

<0.15 x @D1<0.3 x @D1

<0.05 x @D1<0.2 x @D1

<0.10 x @D1<0.3 x @D1

<0.10 x @¥D1<0.3 x @D1

<0.05 x @D1<0.2 x @D1

<0.10 x ¥D1<0.3 x @D1

<0.05 x @D1<0.2 x @D1

<0.05 x @D1<0.2 x @D1

<0.10 x @D1<0.3 x @D1

<0.10 x ¥D1<0.3 x @D1

<0.20 x @¥D1<0.3 x @D1

<0.20x @D1 <0.3 x @D1

<0.20 x ¥D1<0.3 x @D1

<0.25 x @D1<0.4 x @D1

<0.25 x @D1<0.4 x @D1

<0.10 x @D1<0.3 x @D1



@ D,

0.010 -0.021

0.007 -0.015

0.012 -0.030

0.007 -0.015

0.007 -0.015

0.010 -0.021

0.007 -0.015

0.010 -0.021

0.007 -0.015

0.007 -0.015

0.012 -0.030

0.007 -0.015

0.012 -0.030

0.012 -0.030

0.012 -0.030

0.017 -0.045

0.017 -0.045

0.012 -0.030

@ D,

0.012 -0.03

0.009 -0.02

0.015 -0.04

0.009 -0.02

0.009 -0.02

0.012 -0.03

0.009 -0.02

0.012 -0.03

0.009 -0.02

0.009 -0.02

0.015 -0.04

0.009 -0.02

0.015 -0.04

0.015 -0.04

0.015 -0.04

0.021 -0.05

0.021 -0.05

0.015 -0.04

@ D,

0.014 -0.03

0.011 -0.02

0.018 -0.05

0.011 -0.02

0.011 -0.02

0.014 -0.03

0.011 -0.02

0.014 -0.03

0.011 -0.02

0.011 -0.02

0.018 -0.05

0.011 -0.02

0.018 -0.05

0.018 -0.05

0.018 -0.05

0.025 -0.07

0.025 -0.07

0.018 -0.05

@ D,

0.019 -0.04

0.014 -0.03

0.024 -0.06

0.014 -0.03

0.014 -0.03

0.019 -0.04

0.014 -0.03

0.019 -0.04

0.014 -0.03

0.014 -0.03

0.024 -0.06

0.014 -0.03

0.024 -0.06

0.024 -0.06

0.024 -0.06

0.034 -0.09

0.034 -0.09

0.024 -0.06

DIXI 7042 2 =2

DIXI 7050
D, > 10

Z=2
Z=3

Mogaya Ha 3y6
Feed per tooth
@ Dy ? Dy

0.024 -0.05| 0.029 -0.07

0.018 -0.04| 0.022 -0.05

0.030 -0.07| 0.036 -0.10

0.018 -0.04| 0.022 -0.05

0.018 -0.04| 0.022 -0.05

0.024 -0.05| 0.029 -0.07

0.018 -0.04| 0.022 -0.05

0.024 -0.05| 0.029 -0.07

0.018 -0.04| 0.022 -0.05

0.018 -0.04| 0.022 -0.05

0.030 -0.07 | 0.036 -0.10

0.018 -0.04| 0.022 -0.05

0.030 -0.07| 0.036 -0.10

0.030 -0.07 | 0.036 -0.10

0.030 -0.07| 0.036 -0.10

0.042 -0.11| 0.050 -0.14

0.042 -0.11| 0.050 -0.14

0.030 -0.07 | 0.036 -0.10

@ D,

0.038 -0.08

0.029 -0.06

0.048 -0.12

0.029 -0.06

0.029 -0.06

0.038 -0.08

0.029 -0.06

0.038 -0.08

0.029 -0.06

0.029 -0.06

0.048 -0.12

0.029 -0.06

0.048 -0.12

0.048 -0.12

0.048 -0.12

0.067 -0.18

0.067 -0.18

0.048 -0.12

@ D,

0.05 - 0.12

0.04 - 0.08

0.06 - 0.17

0.04 - 0.08

0.04 - 0.08

0.05 - 0.12

0.04 - 0.08

0.05 - 0.12

0.04 - 0.08

0.04 - 0.08

0.06 - 0.17

0.04 - 0.08

0.06 - 0.17

0.06 - 0.17

0.06 - 0.17

0.08 - 0.25

0.08 - 0.25

0.06 - 0.17

@ D,

0.07 -0.13

0.05 -0.10

0.08 -0.19

0.05 -0.10

0.05 -0.10

0.07 -0.13

0.05 -0.10

0.07 -0.13

0.05 -0.10

0.05 -0.10

0.08 -0.19

0.05 -0.10

0.08 -0.19

0.08 -0.19

0.08 -0.19

0.12 -0.29

0.12 -0.29

0.08 -0.19

@ D,

0.08 - 0.17

0.06 - 0.12

0.10 - 0.24

0.06 - 0.12

0.06 - 0.12

0.08 - 0.17

0.06 - 0.12

0.08 - 0.17

0.06 - 0.12

0.06 - 0.12

0.10 - 0.24

0.06 - 0.12

0.10 - 0.24

0.10 - 0.24

0.10 - 0.24

0.13 - 0.36

0.13 - 0.36

0.10 - 0.24



DIXI 7202 - 7237 - 7240 - 7242 @ <050 @ > 0.50

PEXXMMbl PE3AHNA

ap ap
CUTTING CONDITIONS ' '
i i
- Q€ - —— Q€
O6pabaTtbiBaeMblii MaTepuan HM TiALN
ap ae ap ae
Materials to be machined Ve [m/min]Ve [m/min]  [mm] [mm] [mm] [mm]
HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
P < 600 H/MmM2 |70 100 90 110 <05x@D1 1x@D1 |<1.0x@D1 |1x@D1

Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb

P 600 — 1500 H/mMM2 70 90 <«03x@Dl1x@D1 |<0.6x@D1|1x@D1
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

P 70 100 <05x@D1 1x@D1 |<1x@Dl |1x@D1
Lead alloyed cutting steel
BbicokonermposaHHas crasnb

P 700 — 1500 H/mMM2 40 55 «<0.2x@D1 1x@Dl1 |<0.5x@D1|1x@D1
High alloyed steel
HepxxaBsetolas crasnb

M 400 — 700 H/mMm2 70 90 <«<05x@Dl 1x@D1 |<0.8x@D1|1x@D1
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH

K TBEpPAOCTb < 250 HB |70 100 |90 110 <« 0.5x@D1|1x@D1 |<1x@D1 |1x@D1
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH

K TBEpAOCTb > 250 HB |40 70 |70 90 < 0.3x@D1|1x@D1 |<0.6x@D1 |1x@&D1
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

K 70 100 90 110 <0.3x@D1/1x@Dl |<0.6x@D1|1x@D1
Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel

S Nimonic 25 35 <0.4x@D1 |1 x @D1
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHOBbIE CrIaBbI

S 30 45 <0.30x@D11x @Dl |<0.5x@D1|1x@D1

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

N 140 160 <05x@D1 1x@D1 |<1x@Dl1 |1x@D1l
Copper alloy - easy to machine (brass — bronze)
MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe) 120 140 170 190 < 0.3x@D1|1x@Dl1 |<0.7x@D1 1x@D1
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMuHUeBble crinasbl / MarHueBble cniasbl

N 180 220 230 270 <0.6x@D1  1x@D1 |<1.2x@D1 |1x@D1
Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

N Si<8% 240 260 300 340 <«0.6x@D1|1x@D1 |<1.2x@D1|1x@D1
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

N Si>8% 140 160 210 230 <«<0.4x@D1|1x@D1 |<0.9x@D1 |1x @D1
Aluminium cast iron
Mnactnk

N 240 260 300 340 «<0.6x@D11x@D1 |<1.2x@D1|1x@D1
Plastic
3onoTo, cepebpo

N 140 160 200 220 «<0.6x@D11x@D1 |<0.9x@D1 |1x@D1
Gold, silver

MorpyxHasi nogaya (Vfp) nNpy ABMXXEHNM KOHLIEBOMN pesbl, Z=2 A0/MKHa 6biTb CHMXXEHa Ha 40% - 80 % B 3aBUCK-
MOCTM OT Tuna obpabaTbiBaeMoro matepuana.

The plunging feed (Vfp) of an end mill Z = 2 (drilling) must be reduced from 40 to 80 % depending on the material
to be machined.



@ D,

0.003 - 0.01

0.003 - 0.01

0.003 - 0.01

0.002 - 0.01

0.002 - 0.01

0.003 - 0.01

0.003 - 0.01

0.003 - 0.01

0.002 - 0.01

0.003 - 0.01

0.003 - 0.01

0.003 - 0.01

0.003 - 0.01

0.003 -0.01

0.003 -0.01

0.003 -0.01

@ D,

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

0.006 -0.015

@ D,

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

DIXI 7202 2 =2
DIXI 7237 2 =2
DIXI 7240 Z = 1-2
DIXI 7242 72 =2

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

0.016 -0.04 |0.02 -0.06 0.03 - 0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 [0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 - 0.06 0.03 -0.09

0.016 -0.04 [0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 - 0.09

0.016 -0.04 [0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 - 0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

0.016 -0.04 |0.02 -0.06 0.03 -0.09

@ D,

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04- 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04- 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

0.04 - 0.11

@ D,

0.05 -0.12

0.05 -0.12

0.05 -0.14

0.05 -0.12

0.05 -0.12

0.05 -0.12

0.05 -0.12

0.05 -0.12

0.05 -0.12

0.05 -0.12

0.05 -0.14

0.05 -0.12

0.05 -0.14

0.05 -0.14

0.05 -0.14

0.05 -0.21

0.06 -0.14

@ D,

0.06 -0.13

0.06 -0.13

0.07 -0.16

0.06 -0.13

0.06 -0.13

0.06 -0.13

0.06 -0.13

0.06 -0.13

0.06 -0.13

0.06 -0.13

0.07 -0.16

0.06 -0.13

0.07 -0.16

0.07 -0.16

0.07 -0.16

0.10 -0.24

0.07 -0.16

0.07

0.07

0.08

0.07

0.07

0.07

0.07

0.07

0.07

0.07

0.08

0.07

0.08

0.08

0.08

0.11

0.08

@ D,

0.14

0.14

0.20

0.14

0.14

0.14

0.14

0.14

0.14

0.14

0.20

0.14

0.20

0.20

0.20

0.30

0.20



DIXI 7238 - 7239

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepUarn

Materials to be machined

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb

P < 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb

P 600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb

P 700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb

M 400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH

K TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH

K TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
S Nimonic

Special alloys / Heat resisting stainless steel Hastelloy

TuTaH / TuTaHOBbIE CrIaBbI

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)
MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

N Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

N Si > 8%
Aluminium cast iron
Mnactnk

Plastic
3onoTo, cepebpo

Gold, silver

HM

70 100

70 100

70 100

40 70

70 100

30 45

140 160

120 140

180 220

240 260

140 160

240 260

140 160

TiALN

90

70

40

70

90

70

90

25

170

230

300

210

300

200

Ve [m/min]Ve [m/min]

110

90

55

90

110

90

110

35

190

270

340

230

340

220

7237

ap
!
k
N p—
ap ae
[mm] [mm]

< 0.10 x @1 1 x @D1

< 0.10x@b1 1 x @D1

< 0.12x 901 1 x @D1

< 0.10x@b1 1 x @D1

< 0.10x 01 1 x @D1

< 0.10x @b1 1 x @D1

< 0.10 x @b1 1 x @D1

< 0.10x @b1 1 x @D1

< 0.10 x @1 1 x @D1

< 0.10x @b1 1 x @D1

< 0.12x @b1 1 x @D1

< 0.10x@b1 1 x @D1

< 0.12x @b1 1 x @D1

<0.12x@b1 1 x @D1

<0.12x@D1 1 x @D1

< 0.15x@D1 1 x @D1

<0.12x @b1 1 x @D1

7238 - 7239

ap
!
k
N —
ap ae
[mm] [mm]

< 0.04 x@D1 1 x D1

< 0.04 x@D1 1 x @D1

< 0.06 x @01 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.04 x D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.06 x D1 1 x @D1

< 0.04 x@D1 1 x @D1

< 0.06 x D1 1 x @D1

< 0.06 x @01 1 x @D1

< 0.06 x D1 1 x @D1

<0.10x@D1 1 x @D1

< 0.06 x D1 1 x @D1

MorpyxHas nogaya (Vfp) nNpu ABMKEHUN KOHLIEBOMN dpesbl, Z=2 A0/HKHa 6biTb CHMXXEHA Ha 40% - 80% B 3aBUCK-

MOCTM OT Tuna obpabaTbiBaeMoro Matepuana.

The plunging feed (Vfp) of an end mill Z = 2 (drilling) must be reduced from 40 to 80 % depending on the material

to be machined.



@ D, @ D, @ D,

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004 0.003 - 0.01

0.0003-0.0010 0.002 - 0.003 0.002 - 0.004

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

0.002 - 0.003|0.002 - 0.004| 0.003 - 0.01

DIXl 7238 2 =2
DIXI 7239 2 =2

Mogaua Ha 3y6

Feed per tooth
@ Dg J D; @ Dy
0.008 - 0.012/0.010 - 0.015/0.012 - 0.016
0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.003 - 0.01 |0.008 - 0.012|0.010 - 0.015

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

0.008 - 0.012/0.010 - 0.015/0.012 - 0.016

0.008 - 0.012/0.010 - 0.0150.012 - 0.016

@ D,

@ D,

@ D,

@ D,

0.013 - 0.02 |0.015 - 0.022 0.02 - 0.025 |0.022

0.013 -

0.013 -

0.012 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.013 -

0.02 | 0.015 - 0.022

0.02 | 0.015 - 0.022

0.0160.013 - 0.02

0.02 | 0.015 - 0.022

0.02 | 0.015 - 0.022

0.02 | 0.015 - 0.022

0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022
0.02 | 0.015 - 0.022

0.02 | 0.015 - 0.022

0.02 - 0.025 |0.022

0.02 - 0.025 |0.022

0.04

0.04

0.04

0.015 - 0.022 0.02 - 0.025

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.02 -

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.025

0.022 - 0.04
0.022 - 0.04
0.022 - 0.04
0.022 - 0.04

0.022

0.022

0.022

0.022

0.022

0.022

0.022

0.022

0.022

0.04

0.04

0.04

0.04

0.04

0.04

0.04

0.04

0.04



DIXI 7203 - 7243 - 7273 - 7583 - 7623

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

O6pabaTbiBaeMblii MaTepUan

Materials to be machined

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb

P < 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb

P 600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb

P 700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb

M 400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH

K TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH

K TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
S Nimonic

Special alloys / Heat resisting stainless steel Hastelloy

TuTaH / TuTaHOBbIE CrIaBbI

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)
MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

N Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

N Si > 8%
Aluminium cast iron
Ipacout

Graphite
Mnactuk

Plastic
3onoTo, cepebpo

Gold, silver

HM

70 100

50 80

70 100

40 60

70 100

40 70

70 100

30 45

140 160

120 140

180 220

240 260

140 160

140 160

240 260

140 160

TiALN

90

70

40

70

90

70

90

25

170

230

300

210

200

300

200

Ve [m/min]Vc [m/min]

110

90

55

90

110

90

110

35

190

270

340

230

220

340

220

@ <1 mm @ >1mm
ap ap
¥ ¥

[ i
ae ae
ap ae ap ae
[mm] [mm] [mm] [mm]

< 0.5x@D1 1 x @D1

< 1.0 x @011 x @D10.006

< 0.3 x@D11 x @D1<|0.6 x @D11 x @D10.006

< 0.5 x@D11 x @D1<|1 x @D1

1/x @D10.006

< 0.2 x @D11 x @D1<|0.5 x @D11 x @D10.006

< 0.5 x @D11 x @D1</0.8 x @D11 X @D10.006 -

< 0.5x@D11 x ¥D1<|1 x @D1

1|x @D10.006

< 0.3 x@D11 x @D1<|0.6 x @D11 x @D10.006

< 0.3 x@D11 x ¥D1<|0.6 x @D11 x @D10.006

< 0.4 x @011 x @D1

< 0.30 x @Dh11 x @D1

< 0.5 x @011 x @D10.006

< 0.5 x@D11 x @D1<|1 x @D1

1/x @D10.006

< 0.3x@D11 x @D1<|0.7 x ¥D1 1|x @D10.006

< 0.6 x @D11 x @D1<|1.2 x @D11 x @D10.006

< 0.6 x D11 x @D1<|1.2 x @D11 x @D10.006

< 0.4 x @D11 x @D1<0.9 x @D11 x @D10.006

< 0.6 x ¥D11 x @D1<|0.9 x @D11 x @D10.006

< 0.6 x @D11 x @D1<|1.2 x @D11 x @D10.006

< 0.6 x ¥D11 x @D1<|0.9 x @D11 x @D10.006



@ D, @D,

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012  |-0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.012|-0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.005 -0.020 0.016

0.0150.012 -0.020 0.016

0.0150.005 -0.020 0.016

@D,

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

0.040.02

@D,

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

-0.060.03 -

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

0.060.03

DIXI 7203

Z=3

DIXI 7243 Z2=3

DIXI 7273
DIXI 7583

Z=3
Z=3

Mogava Ha 3y6

Feed per tooth

@D,

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

- 0.090.04

@D,

0.110.08

0.110.05

0.120.05

0.110.05

0.110.05

0.110.05

0.110.05

0.110.05

0.110.05

0.110.05

0.110.05

0.110.05

0.120.05

0.120.05

0.120.05

0.120.05

0.120.05

0.120.05

@D,

0.110.06

0.110.06

0.140.07

0.110.06

0.110.06

0.110.06

0.110.06

0.110.06

0.110.06

0.110.06

0.140.07

0.110.06

0.140.07

0.140.07

0.140.07

0.140.07

0.210.10

0.140.07

@D,

0.120.07

0.120.07

0.160.08

0.120.07

0.120.07

0.120.07

0.120.07

0.120.07

0.120.07

0.120.07

0.160.08

0.120.07

0.160.08

0.160.08

0.160.08

0.160.08

0.240.11

0.160.08

@D,

0.14

0.13

0.20

0.13

0.13

0.13

0.13

0.13

0.13

0.20

0.13

0.20

0.20

0.20

0.20

0.30

0.20



DIXI 7204 - 7244 - 7554

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepuUar

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH
TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

Si > 8%
Aluminium cast iron
Mnactnk

Plastic
3onoTo, cepebpo

Gold, silver

HM

Ve [m/min]Ve [m/min]

70

70

70

40

70

30

140

120

180

240

140

240

140

100

100

100

70

100

45

160

140

220

260

160

260

160

TiALN

90

70

40

70

90

70

90

25

170

230

300

210

300

200

110

90

55

90

110

90

110

35

190

270

340

230

340

220

ap ae ap ae
[mm] [mm] [mm] [mm]

<1x@D1l <0.2x@Dl<1x@D1l| <0.3x@D1

<1x@Dl <0.10x@b1l< 1 x @D1< 0.2 x @D1

< 1.5x@D1< 0.2 x ¥D1< 1.5 x @D1< 0.3 x @D1

<1x@Dl <0.10x@b1l< 1 x @D1< 0.2 x @D1

<1x@D1l <0.1x@Dl<1x@D1l| <0.3x@D1

<1x@Dl <0.2x@Dl<1x@D1l| <0.3x@D1

<1x@D1l <0.1x@Dl<1x@D1l| <0.3x@D1

<1x@Dl <0.1x@Dl<1x@D1l| <0.3x@D1

<1x@Dl| <0.1x@D1

<1x@D1l <0.1x@Dl<1x@D1l| <0.3x@D1

< 1.5x@D1< 0.2 x @D1< 1.5 x @D1< 0.3 x @D1

<1x@Dl <0.1x@Dl<1x@Dl| <0.2x@D1

< 1.5x@D1< 0.2 x PD1< 1.5 x @D1< 0.3 x ¥D1

< 1.5x@01< 0.2 x ¥D1< 1.5 x @D1< 0.3 x ¥D1

< 1.5x@D1< 0.2 x PD1< 1.5 x @D1< 0.3 x ¥D1

< 1.5x@01< 0.2 x ¥D1< 1.5 x @D1< 0.3 x ¥D1

< 1.5x@D1< 0.2 x PD1< 1.5 x @D1< 0.3 x @D1



@ D,

0.006 -0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

0.006 -0.015

0.006 - 0.015

@ D,

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.012 -0.020

0.005 -0.020

@ D,

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 - 0.04

0.016 -0.04

0.016 -0.04

0.016 -0.04

0.016 -0.04

@ D,
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06
0.02 - 0.06

DIXI 7204 Z =4
DIXI 7244 Z =4
DIXI 7554 Z =4

Mogava Ha 3y6

Feed per tooth

@ D, @ D,
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 - 0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 - 0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12
0.03 -0.09 | 0.04 -0.12

@ D,

0.05 - 0.10

0.05 - 0.07

0.05 - 0.14

0.05 - 0.13

0.05 - 0.13

0.05 - 0.13

0.05 - 0.13

0.05 - 0.13

0.05 - 0.13

0.05 - 0.07

0.05 - 0.14

0.05 - 0.07

0.05 - 0.14

0.05 - 0.14

0.05 - 0.14

0.05 - 0.21

0.05 - 0.14

@ D,

0.06 -0.11

0.06 -0.08

0.07 -0.16

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.08

0.07 -0.16

0.06 -0.08

0.07 -0.16

0.07 -0.16

0.07 -0.16

0.10 -0.24

0.07 -0.16

@ D,

0.07 -0.14

0.07 -0.10

0.08 -0.20

0.07 -0.15

0.07 -0.15

0.07 -0.15

0.07 -0.15

0.07 -0.15

0.07 -0.15

0.07 -0.10

0.08 -0.20

0.07 -0.10

0.08 -0.2

0.08 -0.20

0.08 -0.20

0.11 -0.30

0.08 -0.20



DIXI 7090

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepUarn

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH
TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

Si > 8%
Aluminium cast iron
Ipacout

Graphite
Mnactuk

Plastic
3onoTo, cepebpo

Gold, silver

HM

Ve [m/min]Ve [m/min]Ve [m/min]

70

70

70

40

70

30

140

120

180

240

140

240

140

100

100

100

70

100

45

160

140

220

260

160

260

160

TIALN

90

70

40

70

90

70

90

25

170

230

300

210

300

200

110

90

55

90

110

90

110

35

190

270

340

230

340

220

DIAMANT

200 300

200 300

ae

ap
[mm] [mm]

<1x@D1l| <0.2x@D1
<1x@Dl1l|<0.2x@D1
< 1.5x @D1< 0.2 x D1
<1x@Dl1|<0.1x@D1
<1x@Dl1l|<0.1x@D1
<1x@D1l|<0.2x@D1
<1x@D1l|<0.2x@D1
<1x@Dl1l|<0.2x@D1
<1x@Dl1l|<0.1x@D1
<1x@Dl1l|<0.2x@D1
< 1.5x @D1< 0.2 x D1
<1x@D1|<0.15x @D1
< 1.5x @D1< 0.2 x D1
< 1.5x @D1< 0.2 x D1
< 1.5x @D1< 0.2 x D1
< 1.5x @D1< 0.2 x D1

< 1.5x @D1< 0.2 x D1

< 1.5x @D1< 0.2 x D1



@D,

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.016 - 0.04

0.005 - 0.02

0.016 - 0.04

0.016 - 0.04

@D,

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 - 0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.02 -0.06

0.011 - 0.04 0.018

0.02 -0.06

0.02 -0.06

@D,
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09
0.03 -0.09

- 0.05
0.03 -0.09
0.03 -0.09

DIXI 7090Z = 2

@D,
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.025 - 0.08
0.04 - 0.12
0.04 - 0.12

@d>47=4

Mopaya Ha 3y6
Feed per tooth
@ D,

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.06 -0.14

0.04 - 0.14

0.06 -0.21

0.06 -0.14



DIXI 7222 - 7223 - 7224

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepuar

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
HepxxaBsetolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH
TBEpPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

Copper alloy - easy to machine (brass — bronze)

MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)
(CuAlFe)

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

AnntoMuHUeBble crinasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy
ANNIOMUHUEBbIN NIMTENHDIN CNJTaB C COAEPXXaHMEM KPEMHMS

Si < 8%
Aluminium cast iron
ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEP>XaHUEM KPEMHMS

Si > 8%
Aluminium cast iron
Mnactnk

Plastic
3onoTo, cepebpo

Gold, silver

HM

45 50

45 50

25 35

25 35

25 35

15 25

80 100

60 80

80 100

90 110

80 100

90 110

80 100

TIALN

50

35

30

35

35

35

35

15

80

100

110

100

110

100

Ve [m/min]Vc [m/min]

60

45

45

45

45

45

45

25

100

120

130

120

130

120

DIXI 7222

'
ap'

ap
[mm]

3 x @D1
3x@D1
3 x @D1
3x@D1
3x@D1
3x@D1
3x@D1
3x@D1
3x@D1
3x@D1
3 x@D1
3x@D1
3 x@D1
3x@D1
3 x@D1
3x@D1

3x@D1

i
ap |
P> (S -
ae ap
[mm] [mm]

< 0.30 x @D13 x @D1

< 0.20 x @D13 x @D1

< 0.30 x @D13 x @D1

< 0.15 x @D13 x @D1

< 0.20 x @D13 x @D1

< 0.30 x D13 x @D1

< 0.15 x @D13 x @D1

< 0.30 x @D13 x @D1

< 0.10 x @D13 x @D1

< 0.15 x @D13 x @D1

< 0.30 x @D13 x @D1

< 0.30 x D13 x @D1

< 0.40 x D13 x @D1

< 0.40 x D13 x @D1

< 0.40 x @D13 x @D1

< 0.40 x @D13 x @D1

< 0.40 x @D13 x @D1

DIXI 7223 - 7224

AE !

ae
[mm]
< 0.20 x @D1
< 0.10 x @D1
< 0.20 x @D1
< 0.07 x @D1
< 0.10 x @D1
< 0.20 x @D1
< 0.07 x @D1
< 0.20 x @D1
< 0.05 x @D1
< 0.07 x @D1
< 0.20 x @D1
< 0.20 x @D1
< 0.30 x @D1
< 0.30 x @D1
< 0.30 x @D1

< 0.30 x @D1

< 0.30 x @D1

MorpyxxHas nogaya (Vfp) nNpu ABMXKEHNM KOHLIEBOMN pesbl, Z=2 A0/MKHa 6biTb CHMXXEHa Ha 40% - 80 % B 3aBUCK-
MOCTM OT Tuna obpabaTbiBaeMoro Matepuana.

The plunging feed (Vfp) of an end mill Z = 2 (drilling) must be reduced from 40 to 80 % depending on the material
to be machined.



DIXI 7222 2 =2
DIXI 7223 2 =3
DIXI 7224 Z =4

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

0.006 -0.01 | 0.008 -0.02 | 0.010 -0.02 | 0.012 -0.02| 0.014 -0.03| 0.018 -0.04| 0.02 - 0.04| 0.02 -0.05 | 0.03 -0.06 | 0.03 - 0.07

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015-0.04| 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.006 -0.01 | 0.008 -0.02 | 0.010-0.02| 0.012 -0.02| 0.014 -0.03| 0.018 -0.04| 0.02 - 0.04| 0.02 -0.05 | 0.03 -0.06 | 0.03 - 0.07

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.006 -0.01 | 0.008 -0.02 | 0.010-0.02| 0.012 -0.02| 0.014 -0.03| 0.018 -0.04| 0.02 - 0.04| 0.02 -0.05 | 0.03 -0.06 | 0.03 - 0.07

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04| 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10

0.005 -0.01 | 0.006 -0.01 | 0.008 -0.02 | 0.009 -0.02| 0.011 -0.02| 0.014 -0.03| 0.02 - 0.03| 0.02 -0.04 | 0.02 -0.04 | 0.02 - 0.05

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04| 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015-0.04| 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10

0.011 -0.03 | 0.014 -0.04 | 0.018 -0.05| 0.021 -0.05 | 0.025 -0.06| 0.032 -0.08| 0.04 - 0.09| 0.04 -0.11 | 0.05 -0.12 | 0.06 - 0.15

0.008 -0.02 | 0.010 -0.03 | 0.013 -0.03 | 0.015 -0.04 | 0.018 -0.04| 0.023 -0.05| 0.03 - 0.06 | 0.03 -0.07 | 0.04 -0.08 | 0.04 - 0.10



DIXI 7560

DIXI 7560
PEXXUMbl PE3AHUA
ap
CUTTING CONDITIONS fjl
Lt
i
ObpabaTbiBaeMblii MaTepUarn HM TIALN o[ ———
ap ae
Materials to be machined Ve [m/min]Ve [m/min] [mm] [mm]
HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
P < 600 H/mm2 90 110 |110 130 1.50 x @D1 < 0.10 x @D1

Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb

p 600 — 1500 H/mMM2 80 100 1.50 x D1 < 0.10 x @D1
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

P 80 110 1.50 x @D1 < 0.30 x @D1
Lead alloyed cutting steel
BbicokonermposaHHas crasnb

P 700 — 1500 H/mMM2 60 80 1.50 x @D1| < 0.05 x @D1
High alloyed steel
HepxxaBsetolas crasnb

M 400 — 700 H/mMm2 80 100 1.50 x @D1 < 0.05 x @D1
Stainless steel
Cepblft IMTENHBIN YyryH / TIepAUTHBIN IMTENHLINA YyTyH

K TBEpAOCTb < 250 HB | 80 110 |110 140 1.50 x @D1| < 0.20 x @D1
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnuTHbIA NUTENHBIA YyTryH

K TBEpAOCTb > 250 HB | 50 70 80 100 1.50 x @D1 < 0.05 x @D1
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

K 80 110 |110 130 1.50 x @D1| < 0.10 x @D1
Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / YXaponpo4Hble cnewcnniasbl Inconel

S Nimonic 35 50 1.50 x @D1 < 0.05 x @D1
Special alloys / Heat resisting stainless steel Hastelloy
TuTaH / TuTaHOBbIE CrIaBbI

S 40 55 1.50 x @D1 < 0.10 x @D1

Titanium / Titanium alloy
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poH3a)

N 160 200 1.50 x @D1 < 0.30 x @D1
Copper alloy - easy to machine (brass — bronze)
MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe) |140 160 170 220 1.50 x @D1| < 0.10 x @D1
Copper alloy - difficult to machine / Aluminium bronze (Ampco)

ap
DIXI 7060 - 7232 :
O6pabaTbiBaeMblil MaTepuan HM - - e
ap ae

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

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crab

P < 600 H/MmM2 | 70 100 < 1.0 x ¥D11 x #D10.003
Unalloyed steel / Low alloyed steel
ABTOMaTHas CTasnb C NPUMECSMU CBMHLA

P 70 100 <1x@D1 |1x@D1
Lead alloyed cutting steel
MegHble cnnaBbl - NerkoobpabarbiBaeMble (JIaTyHb - 6poOH3a)

N 140 160 <1x@D1 |1x@D1
Copper alloy - easy to machine (brass — bronze)
Mnactnk

N 240 260 < 1.2 x ¥D11 x @D10.003
Plastic
3onoTo, cepebpo

N 140 160 < 0.9 x ¥D11 x @D10.003
Gold, silver

188



DIXI 7560 Z = 5-8

Moaaya Ha 3y6
Feed per tooth
@D, @ D, @ D, @ D, @ D, @ D, @ D,

2.00 - 3.00 [3.00 - 5.00 |5.00 - 8.00 [8.00 - 10.0010.00 - 14.0014.00 - 16.0016.00 - 20.00
(Z=5) (Z=5) (Z=5) (Z=6) (Z=6) (z=6) (Z=6)
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08| 0.05-0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09| 0.07 -0.10/ 0.08 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05-0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05-0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08| 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11
0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08| 0.05-0.09| 0.06 -0.10| 0.07 - 0.11

0.016 -0.04 | 0.02 - 0.06 | 0.03 -0.07| 0.04 - 0.08/ 0.05 -0.09 | 0.07 -0.10/ 0.08 - 0.11

0.016 -0.04 | 0.02 -0.06 | 0.03 -0.07| 0.04 - 0.08| 0.05 -0.09| 0.06 -0.10/ 0.07 - 0.11

DIXlI 7060 Zz =1
DIXl 7202 Z =2

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

- 0.010.006 -0.015 0.012| - 0.020 0.016 -0.04 | 0.02 -0.06 | 0.03 -0.09| 0.04 - 0.11
0.003 - 0.01 |0.006 -0.015 0.012 -0.020, 0.016 -0.04| 0.02 -0.06 | 0.03 -0.09| 0.04 - 0.11
0.003 - 0.01 | 0.006 -0.015 0.012 -0.020, 0.016 -0.04| 0.02 - 0.06 | 0.03 -0.09| 0.04 - 0.11
- 0.010.006 |-0.015 0.012| - 0.020 0.016 -0.04| 0.02 -0.06 | 0.03 -0.09| 0.04 - 0.11

- 0.010.006 -0.015 0.012| - 0.020 0.016 -0.04 | 0.02 -0.06 | 0.03 -0.09| 0.04 - 0.11



DIXI 7210

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepUan

Materials to be machined

P

HenernposaHHas cranb / Hu3KonerMpoBaHHas cranb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervpoBaHHas ctanb / Hu3KkonernpoBaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
BbicokonermposaHHas crasnb
700 — 1500 H/mMM2
High alloyed steel
Hepxxasertolas crasnb
400 — 700 H/mMm2
Stainless steel
Cepblit IUTENHBIN YyryH / TIepAUTHBIN IMTENHBIA YYyTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIV YyryH / MepnavTHbIA NUTENHBIA YYryH
TBEPAOCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WapoBuaHbIM rpacdutoM / KOBKUI YyryH

Nodular iron pearlitic / Malleable cast iron
TuTaH / TuTaHoBbIE CrIaBbl

Titanium / Titanium alloy

DIXI 7301 - 7302 - 7303 - 7304

O6pabaTbiBaeMblii MaTEpUan

Materials to be machined

Mnactuk

Plastic

HM

Ve [m/min]Ve [m/min]

CUTINOX

70 100 |100 120
80 100
70 100
50 70
80 100
70 100 |100 120
40 70 80 100
70 100 |100 120
30 45
HM
Ve [m/min]
130 200

DIXI 7210_

A€ w =

ap
[mm]

1.5 x @D1
1.5 x@D1
1.5 x @D1
1.5 x @D1
1.5 x @D1
1.5 x @D1
1.5 x @D1
1.5 x @D1

1.5 x @D1

ae
[mm]

0.5 x @D1
0.5 x D1
0.5 x @D1
0.5 x D1
0.5 x ¥D1
0.5 x D1
0.5 x @D1
0.5 x D1

0.5 x @D1

ap
[mm]

<15 x@D1

ap
[mm]

DIX1 7210

.'\_. | ap
LA
/S
- - AC
ae
[mm]

<13x@D011x @D1

<1.0x@011x@D1

<1.0x @011 x @D1

<1.0x@011x@D1

<1.0x @011 x @D1

<1.0x@011x@D1

<1.0x@D011x @D1

<1.0x@011x@D1

<1.0x @011 x @D1

Morpy>xxHasi nogadva (Vfp) npu ABMXXEHUM KOHLEBOW (pesbl, Z=1 AomkHa 6biTb CHXeHa Ha 40% - 80% B 3aBUCK-
MOCTW OT Tuna obpabaTbiBaeMoro Matepuana.

The plunging feed (Vfp) of an end mill Z = 1 (drilling) must be reduced by 40 to 80 % depending on the material to
be machined.



@D,
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
0.02 -0.03
@ D,

@D,

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

0.025 -0.04

@D,

@D,

0.028 - 0.04%

0.028 -0.045

0.028 - 0.04%

0.028 - 0.045

0.028 - 0.045

0.028 -0.045

0.028 - 0.045

0.028 -0.045

0.028 - 0.045

@D,

DIXI 7210 2z =3

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

. 0.032 -0.05| 0.035 -0.06 0.04 -0.08/ 0.06 -0.10

' 0.032-0.05| 0.035-0.06 0.04 -0.08/ 0.06 - 0.10

' 0.032 -0.05| 0.035-0.06 0.04 -0.08/ 0.06 - 0.10

0.032 -0.05| 0.035 - 0.06 0.04 -0.08/ 0.06 - 0.10

. 0.032 -0.05| 0.035-0.06 0.04 -0.08/ 0.06 - 0.10

0.032 -0.05| 0.035 - 0.06 0.04 -0.08/ 0.06 - 0.10

0.032 -0.05| 0.035 - 0.06 0.04 -0.08/ 0.06 - 0.10

0.032 -0.05| 0.035 - 0.06 0.04 -0.08/ 0.06 - 0.10

0.032 -0.05| 0.035 - 0.06 0.04 -0.08/ 0.06 - 0.10

DIXI 7301 z=1
DIXI 7302 z=1
DIXI 7303 Zz=1
DIXI 7304 Zz=1

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

0.020 - 0.05 | 0.025 -0.06 | 0.03 - 0.08 | 0.04 -0.10| 0.05 -0.12| 0.06 - 0.16 0.08 -0.20| 0.10 - 0.28



DIXI 7213 - 7214

PEXXMMbl PE3AHNA

CUTTING CONDITIONS

ObpabaTbiBaeMblii MaTepUarn

Materials to be machined

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb

P < 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervposaHHas ctanb / Hu3KkonernposaHHas ctanb

P 600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMU CBUHLIA

Lead alloyed cutting steel
Cepblft IMTENHBIN YyryH / TepanUTHBLIN IMTENHBIA YYyTyH

K TBEpPAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MNepanuTHBIN IUTENHBIA YyryH

K TBEpAoCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WwapoBuaHbIM rpacmtom / KoBKUMIA YyryH

Nodular iron pearlitic / Malleable cast iron
MegHble cnnaBbl - NlerkoobpabatbiBaeMble (JIaTyHb - 6poOH3a)

Copper alloy - easy to machine (brass — bronze)
MegHble crnnasbl - TpyaHoobpabaTeiBaeMble (ans. - 6poH3a)

N (CuAlFe)
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
AnnoMuHUeBble crnasbl / MarHueBble cniasbl

Aluminium alloy / Magnesium alloy

ANNIOMUHUEBbIN NIMTENHBIN CMJTaB C COAEPXXAHMEM KPEMHMS
Aluminium cast iron

ANNIOMUHUEBBIN NIMTENHBIV CNJTaB C COAEPXXaHMEM KPEMHMS
Aluminium cast iron

Mnactmk

Plastic
3onoto, cepebpo

Gold, silver

HM TIALN

Ve [m/min]Ve [m/min]

70 100 90 110
70 90
70 100
70 100 90 110
40 70 70 90
70 100 90 110
140 160
120 140 | 170 190
180 220 | 230 270
240 260 | 300 340
140 160 | 210 230
240 260 | 300 340
140 160 | 200 220

DIXI 7213

ap
!
k
-l —— DE
ap ae
[mm] [mm]

<1.0x@D1 1 x @D1

<0.5x@D11x@D1

<1.0x@D1 1 x @D1

<1.0x@D11x @D1

< 0.4 x@D1 1 x @D1

<0.4x@D11x@D1

<2.0x@D11x@D1

<1.0x@D11x @D1

<2.0x@D11x@D1

<2.0x@D11x@D1

<2.0x@D11x@D1

<2.0x@D11x@D1

<1.0x@D1 1 x @D1

DIXI 7214
ap
y
! i
i
At e
ap ae
[mm] [mm]

<1x@D1l| <0.5x@D1

<1x@D1l| <0.3x@D1

< 1.5x@D01< 0.5 x D1

<1x@Dl1l| <0.5x@D1

<1x@Dl1l| <0.4x@D1

<1x@D1l| <0.4x@D1

< 1.5x@D1< 0.5 x D1

<1x@D1l| <0.3x@D1

< 1.5x@D1< 0.5 x D1

<1.5x@01< 0.5 x @D1

< 1.5x@D1< 0.5 x D1

< 15x@01< 0.5 x @D1

< 1.5x@D1< 0.5 x D1



@D,

0.008 -0.02

0.006 -0.01

0.010 -0.03

0.008 -0.02

0.006 -0.01

0.008 -0.02

0.010 -0.03

0.006 -0.01

0.010 -0.03

0.010 -0.03

0.010 -0.03

0.014 -0.04

0.010 -0.03

@D,

0.010 -0.02

0.008 -0.02

0.013 -0.03

0.010 -0.02

0.008 -0.02

0.010 -0.02

0.013 -0.03

0.008 -0.02

0.013 -0.03

0.013 -0.03

0.013 -0.03

0.018 -0.05

0.013 -0.03

@D,

0.012 - 0.02

0.009 -0.02

0.015 -0.04

0.012 -0.02

0.009 -0.02

0.012 -0.02

0.015 -0.04

0.009 -0.02

0.015 -0.04

0.015 -0.04

0.015 -0.04

0.021 -0.05

0.015 -0.04

@D,

0.014 -0.03

0.011 -0.02

0.018 - 0.04

0.014 -0.03

0.011 -0.02

0.014 -0.03

0.018 -0.04

0.011 -0.02

0.018 -0.04

0.018 -0.04

0.018 -0.04

0.025 -0.06

0.018 -0.04

DIXI 7213

Z=3

DIXI 7214 Z =4

Mogava Ha 3y6

Feed per tooth

@D,

0.016 -0.03

0.012 -0.02

0.020 -0.05

0.016 -0.03

0.012 -0.02

0.016 -0.03

0.020 -0.05

0.012 -0.02

0.020 -0.05

0.020 -0.05

0.020 -0.05

0.028 -0.07

0.020 -0.05

@D,

0.018 -0.04

0.014 -0.03

0.023 -0.05

0.018 -0.04

0.014 -0.03

0.018 -0.04

0.023 -0.05

0.014 -0.03

0.023 -0.05

0.023 -0.05

0.023 -0.05

0.032 -0.08

0.023 -0.05

@D,

0.020 -0.04

0.015 -0.03

0.025 -0.06

0.020 -0.04

0.015 -0.03

0.020 -0.04

0.025 -0.06

0.015 -0.03

0.025 -0.06

0.025 -0.06

0.025 -0.06

0.035 -0.09

0.025 -0.06

@D,

0.02 -0.05

0.02 -0.04

0.03 -0.07

0.02 -0.05

0.02 -0.04

0.02 -0.05

0.03 -0.07

0.02 -0.04

0.03 -0.07

0.03 -0.07

0.03 -0.07

0.04 -0.11

0.03 -0.07

@D,

0.03 -0.06

0.02 -0.04

0.04 -0.08

0.03 -0.06

0.02 -0.04

0.03 -0.06

0.04 -0.08

0.02 -0.04

0.04 -0.08

0.04 -0.08

0.04 -0.08

0.05 -0.12

0.04 -0.08

@D,
0.03 - 0.07
0.02 - 0.05
0.04 - 0.10
0.03 - 0.07
0.02 - 0.05
0.03 - 0.07
0.04 - 0.10
0.02 - 0.05
0.04 - 0.10
0.04 - 0.10
0.04 - 0.10
0.06 - 0.15
0.04 - 0.10



DIXI 7263

PEXXMMbl PESAHWNA

CUTTING CONDITIONS

O6pabaTbiBaeMblii MaTepUan

Materials to be machined

P

HenervpoBaHHas ctanb / Hu3konernpoBaHHas crasb
< 600 H/MM2
Unalloyed steel / Low alloyed steel
HenervpoBaHHas ctanb / Hu3KkonernpoBaHHas ctanb
600 — 1500 H/mMM2
Unalloyed steel / Low alloyed steel
ABTOMaTHasl CTasib C MPUMECSMM CBUHLIA

Lead alloyed cutting steel
Cepblit IMTENHBIN YyryH / TepAnUTHBLIN IMTENHBIA YYTyH
TBEpAOCTb < 250 HB
Grey cast iron / Nodular iron pearlitic
JlernpoBaHHbIN YyryH / MNepavuTHBIN IUTENHBIA YyryH
TBepAoCTb > 250 HB
Alloyed cast iron / Nodular iron pearlitic
YyryH C WwapoBuaHbIM rpacmtom / KoBKUMIA YyryH

Nodular iron pearlitic / Malleable cast iron

Cneucnnasbl / XXaponpoyHbie cnewcrniaBbl Inconel
Nimonic
Special alloys / Heat resisting stainless steel Hastelloy

TwutaH / TUTaHOBbIE CrnaBbl

Titanium / Titanium alloy

TiALN
Ve [m/min]
90 110
70 90
90 110
90 110
70 90
90 110
25 35
40 60

ap
[mm]
<1.0x@D1
< 0.6 x@D1
<1.0x@D1
<07 x@D1
<0.4x@D1
<0.4x@D1

<0.3x@D1

<0.3x@D1

ae

[mm]
1x @D1
1x @D1
1x @D1
1x @D1
1x @D1
1x @D1

1x @Db1

1x@Db1



@ D,
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09
0.04 - 0.09

@ D,
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12
0.07 - 0.12

@D,
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15
0.09 - 0.15

@D,
0.12 - 0.18
0.12 - 0.18
0.12 - 0.18
0.12 - 0.18
0.12 - 0.18
0.12 - 0.18
0.12 - 0.18
0.12- 0.18

DIXI 7263 Z =3

Mogaua Ha 3y6

Feed per tooth



DIXI 7561

DIXI 7561
PEXXUMbl PE3AHUA
ap
CUTTING CONDITIONS W T
l&i l
= lm—-ae€
O6pabaTtbiBaeMblii MaTepuan HM
ap ae
Materials to be machined Ve [m/min] [mm] [mm]
ABTOMaTHas crasb C npuMecsMn CBUHUA
P 80 100 < 0.7 x gD1 1 x D1

Lead alloyed cutting steel
MegHble crinaebl - nerkoobpabatsiBaemble (1aTyHb - 6poH3a)

N 100 130 <1 x@D1 1 x @D1
Copper alloy - easy to machine (brass — bronze)
AnnoMUHUEBbIE CriiaBbl / MarHueBble criasbl

N 120 160 <1 x@D1 1 x @D1
Aluminium alloy / Magnesium alloy
ANNIOMUHVEBDIA NIMTENHBIN CNTaB C coAepXXaHNeM KpeMHus

N Si < 8% 120 160 <1 x@D1 1 x @D1
Aluminium cast iron
ANNMOMUHVEBBIA NIMTENHBIN CNJTaB C coaepXXaHneM KpemMHus

N Si > 8% 100 130 <1 x@D1 1 x @D1
Aluminium cast iron

Morpy>xxHasi nogadva (Vfp) npu ABMXXEHUM KOHLEBOW (ppesbl, Z=1 AomkHa 6biTb CHXXeHa Ha 40% - 80% B 3aBUCK-
MOCTM OT Tuna obpabaTbiBaeMoro Matepuana.

The plunging feed (Vfp) of an end mill Z = 1 (drilling) must be reduced by 40 to 80 % depending on the material to
be machined.

DIXI 7552 - 7562 - 7572 - 7582

. - (<]

ObpabaTbiBaeMblii MaTepurarn HM TIALN DICUT
ap ae
Materials to be machined Ve [m/min] | Vc [m/min] | V¢ [m/min] [mm] [mm]
BblCOKOJ‘IEFMpOBaHHaﬂ CTalib
P 700 — 1500 H/MM2 40 60 < 0.5x@D1 <1x@D1

High alloyed steel
Hepxasertolas cranb

M 400 — 700 H/MM2 60 80 <1x@D1 <1x@D1
Stainless steel
TuTaH / TuTaHOBbIE CraBbl

S 60 80 <1x@D1 < 1x@Db1
Titanium / Titanium alloy
MepHble crinaebl - nerkoobpabatsiBaemble (1aTyHb - 6poH3a)

N 80 120 <1.5x@D1 <1x@Db1
Copper alloy - easy to machine (brass — bronze)
MegHble cnnaebl - TpyaHoobpabaTsiBaeMble (ann. - 6poH3a)

N (CuAlFe) 100 140 <1x@D1 < 1x@Db1
Copper alloy - difficult to machine / Aluminium bronze (Ampco)
Mnactmk

N 100 130 <2x@D1 <1x@Db1
Plastic
3onoto, cepebpo

N 90 130 100 140 <1.5x@D1 < 1x@Db1
Gold, silver



@D,

0.010 - 0.03

0.014 - 0.04

0.014 - 0.04

0.014 - 0.04

0.014 - 0.04

@D,

0.012 - 0.02

0.012 - 0.02

0.012 - 0.02

0.012 - 0.02

0.012 - 0.02

0.012 - 0.02

0.012 - 0.02

@D,

0.013 -0.04

0.018 -0.05

0.018 -0.05

0.018 -0.05

0.018 -0.05

@D,

0.018 - 0.04

0.018 - 0.04

0.018 - 0.04

0.018 - 0.04

0.018 - 0.04

0.018 - 0.04

0.018 - 0.04

@D,

0.02 - 0.05

0.02 - 0.06

0.02 - 0.06

0.02 - 0.06

0.02 - 0.06

@D,

0.03 -0.06

0.03 -0.06

0.03 -0.06

0.03 -0.06

0.03 -0.06

0.03 -0.06

0.03 -0.06

@D,

0.02

0.03

0.03

0.03

0.03

- 0.06

-0.08

-0.08

-0.08

-0.08

2D,

0.04

0.04

0.04

0.04

0.04

0.04

0.04

- 0.09

-0.09

- 0.09

- 0.09

- 0.09

- 0.09

- 0.09

DIXI 7561 Z=1

Mogava Ha 3y6

Feed per tooth

@D,

0.03 -0.07

0.04 -0.09

0.04 -0.09

0.04 -0.09

0.04 -0.09

DIXI 7552 Z =2
DIXI 7562 Z =2
DIXI 7582 Z =2

@D,
0.03 - 0.10
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12
0.04 - 0.12

Mopaua Ha 3y6

Feed per tooth

@D,

0.07 - 0.12

0.07 -0.12

0.07 - 0.12

0.07 -0.12

0.07 - 0.12

0.07 -0.12

0.07 - 0.12

@D,
0.06 - 0.14
0.06 - 0.14
0.06 - 0.14
0.06 - 0.14
0.06 - 0.14
0.06 - 0.14
0.06 - 0.14

2D,

0.04 -0.12

0.06 -0.15

0.06 - 0.15

0.06 -0.15

0.06 - 0.15

@D,

0.07 - 0.16

0.07 - 0.16

0.07 - 0.16

0.07 - 0.16

0.07 - 0.16

0.07 - 0.16

0.07 - 0.16

@D,

0.05 - 0.17

0.07 - 0.21

0.07 - 0.21

0.07 - 0.21

0.07 - 0.21

@D,

0.08 - 0.20

0.08 -0.20

0.08 - 0.20

0.08 -0.20

0.08 - 0.20

0.08 -0.20

0.08 - 0.20



DIXI 7552 - 7562 - 7582

PEXXMMbl PESAHWNA

'I\"-.' ap
CUTTING CONDITIONS 7 !

ANNOMUHUIA CKopoCTb pe3aHust
DIXI 7552 - 7562 - 7582 Z =2 Alluminium Aluminium ( Vc 400 - 600 M/MUH. )
Kon-Bo 3y60B CkopocTb pes. O6opoTsl CkopocTb nogaun  nybuHa pes.  LUnpuHa pe3. lMogaua
Dq z Ve n \%j ap ae fz
[M/MUH.] [MUH. -1] [MM/MUH.] [MM] [MM] [MM]
1 2 90000 900 0.2 1 0.005
1.5 2 400 84890 1270 0.45 1.5 0.008
2 2 400 63660 1270 0.6 2 0.010
25 2 400 50930 1270 0.75 25 0.013
3 2 400 42440 1270 1.5 3 0.015
4 2 400 31830 1270 2 4 0.020
5 2 400 25470 1270 2.5 5 0.030
6 2 400 21220 1270 3 6 0.030
8 2 400 15920 1270 4 8 0.040
10 2 400 12730 1270 5 10 0.050
12 2 400 10610 1270 6 12 0.060
14 2 400 9090 1270 7 14 0.070
16 2 400 7960 1270 8 16 0.080
18 2 400 7070 1270 9 18 0.090
20 2 400 6370 1270 10 20 0.100
ap
)
¥
! {4
i
|
ae
ANNOMUHUI CKOpOCTb pesaHus
DIXI 7552 - 7562 - 7582 Z =2 Aluminium (Ve 700 - 1200 M/MUH. )
Kon-Bo 3yboB  CkopocTb pe3. O60poThl Ckopoctb nogaun  nybuHa pe3.  LUupuHa pe3. [Mopada
Dy z Ve n \%i ap ae fz
[M/MKH.] [MuH. -1] [MM/MWH.] [Mm] [MM] [MMm]
1 2 90000 1800 0.3 0.7 0.010
1.5 2 90000 2700 0.45 1.1 0.015
2 2 90000 3600 0.6 1.4 0.020
2.5 2 700 89130 4460 0.75 1.8 0.025
3 2 700 74270 4460 0.9 2.1 0.030
4 2 700 55710 4460 1.2 2.8 0.040
5 2 700 44560 4460 1.5 3.5 0.050
6 2 700 37140 4460 1.8 4.2 0.060
8 2 700 27850 4460 2.4 5.6 0.080
10 2 700 22280 4460 3 7 0.100
12 2 700 18570 4460 3.6 8 0.120
14 2 700 15920 4460 4.2 10 0.140
16 2 700 13930 4460 4.8 11 0.160
18 2 700 12380 4460 5.4 13 0.180
20 2 700 11140 4460 6 14 0.200

Morpy>Has nogaya (Vfp) npu ABMXEHUW KOHLIEBOW ¢hpesbl, Z=2 A0MXKHA 6biTb CHUXEHa Ha 40%-80% B 3aBUCUMOCTU OT TUMa
obpabaTbiBaeMoro Matepuana.

The plunging feed (Vfp) of an end mill Z = 2 (drilling) must be reduced by 40-80 % depending on the material to be machined.

Ecnm wnuHaenb He NoaaepXXMBaeT HEO6X0AMMOE KOMMYECTBO 060pOTOB B MUHYTY, Vf (CKOPOCTb MoAauun) A0/KHA BbiTb CHUXE-
Ha NPOMNOPLMOHANBHO.

If the spindle does not allow the recommended rpm, Vf must be reduced proportionally.



DIXI 7572 - 7593
\

PEXXMbl PE3AHNA

ap A

I V4

Y ik CUTTING CONDITIONS

! et QE
ANNOMUHUIA
DIXI 7572 2 =2 Allunimium Alluminum CkopocTb pe3aHus (Vc) 180 - 250 M/MUH.
Kon-Bo 3y6oB CkopocTtb pe3.  O6opoThbl CkopocTb nogaun  [nybuHa pe3.  LUvpuHa pes. lMopava
Dq z Ve n Vf ap ae fz
[M/MyH.] [MUH. -1] [MM/MUH.] [MM] [MM] [MM]

3 2 180 19100 570 9 0.1 0.015
4 2 180 14320 570 12 0.1 0.02
5 2 180 11460 920 15 0.1 0.04
6 2 180 9550 1150 18 0.15 0.06
7 2 180 8190 1150 20 0.15 0.07
8 2 180 7160 1150 22 0.15 0.08
9 2 180 6370 1150 24 0.15 0.09
10 2 180 5730 1150 26 0.2 0.10
12 2 180 4770 1140 30 0.2 0.12
14 2 180 4090 1150 35 0.2 0.14
16 2 180 3580 1150 45 0.25 0.16
20 2 180 2860 1140 55 0.25 0.20

MorpyxHasi noaaya (Vfp) Npu ABMKEHUM KOHLLEBON dpesbl, Z=2 A0/MHKHa 6biTb CHMXXEHA Ha 40% - 80% B 3aBUCK-
MOCTU OT Tuna obpabaTbiBaeMoro Marepuana.

The plunging feed (Vfp) of an end mill Z = 2 (drilling) must be reduced by 40 to 80 % depending on the material to
be machined.

¥ !
. ]
ap
ANNOMUHUIA CkopocCTb pe3aHus
DIXI 7593 Z = 3-4 Alluminium ( Vc 400 - 600 M/MUH. )
Kon-Bo 3y6oB CkopocTb pe3.  O6opoThl Ckopoctb nogaun  nybuxa pe3.  LUupuHa pe3. lMopaua
D1 z Ve n \%i ap ae fz
[M/MUH.] [MUH. -1] [MM/MWH.] [MM] [MM] [MM]
6 3 400 21220 570 3 6 0.009
8 3 400 15920 570 4 8 0.012
10 3] 400 12730 760 5 10 0.02
12 8 400 10610 760 6 12 0.024
16 3] 400 7960 760 8 16 0.032
18 3] 400 7070 760 9 18 0.036
20 4 400 6370 1020 10 20 0.04



g <1mm @ >1mm
PEXXUMbI PE3AHUSA
| ap ap
CUTTING CONDITIONS 9 _ ' Y
A
i i
5 “ae "ae
Ob6pabatbiBaeMbin MaTepuran XIDUR
ap ae ap ae
Materials to be machined Ve [m/min] [mm] [mm] [mm] [mm]
HenervpoBaHHas cranb / Hu3KkonernpoBaHHas cranb
P Unalloyed steel / Low alloyed steel S Gl 9 110 <0.5x@D1 1 x @D1 < 1.0 x @D1 1 x @D10.002 - 0.01 0.00%
HenervposaHHas ctanb / Hu3konernpoBaHHas ctanb
P 600 — 1500 H/MM2 | ‘
Unalloyed steel / Low alloyed steel 70 90 <0.3x@D11x@D1 < 0.6 x@2011x@D1
ABTOMaTHasi CTaslb C NPUMECSIMU CBMHLIA
P Lead alloyed cutting steel 90 110 < 0.5x@D1 1 x @D1 <1.0x@0C11x@D1
BbicokonermpoBaHHas cTasb
P High alloyed steel 700 - 1500 H/mm2 40 55 <0.15x@D1 1x @D1| < 0.3 x @01 1 x @D1
Hepxxaeerowas cranb
M Stainless stel A=A R ST 70 ) <05x@DL1x@D1 | <0.8x@011x@D1
« Cepblid NMUTEHBIA YYryH / TlepaUTHbIN “V'Te:':eb;’;'l:g’r?’l 250 HB 90 110 <0.3x@Dl1x@Dl | <0.7x@D11x @D1
Grey cast iron / Nodular iron pearlitic
y JlernposaHHbIiA YyryH / MepanTHbIn “”Te”H:;Vé;zl'gZ_*r'b - 250 HB 70 90 <02x@Dl1x@Dl | <0.4x@D11x@D1
Alloyed cast iron / Nodular iron pearlitic
K HyryH € WapoBuaHLIM rpaToM / KOBKYA UyryH 9 110 <0.2x@DL1x@Dl | <O0.4x@011x@D1
Nodular iron pearlitic / Malleable cast iron
Cneucnnasbl / XXaponpoyHble cnewcnnasbl Inconel
S Nimonic ‘
Special alloys / Heat resisting stainless steel Hastelloy = =0 e
TwutaH / TuTaHOBbIE CrnaBbl
S 40 60 <0.2x@D11x@D1 <0.3x@011x@D1

DIXI 7543

Titanium / Titanium alloy

PexMMbl pesaHus Npu BbICOKOCKOPOCTHOM 06paboTke

HSC conditions

DIXI 7543 XIDUR Z =3 Hepxas. cranb

Stainless steel

AISI 316L. 904L Cxopoctb pes.(Vc) 200-250 M/MUH.

Kon-Bo 3y6oB CkopocTtb pe3. O6opotbl  CkopocTb mogaun  [nybuHa pe3. LlvpuHa pe3.  [opaya

D1 z Ve n \%i ap ae fz
[M/MnH.] [MUH. -1] [MM/MWH.] [MM] [MM] [MM]
1 3 200 64000 480 0.15 1.00 0.004
2 3 200 31830 760 0.30 2.00 0.008
3 3 200 21220 1150 0.75 3.00 0.018
4 3 200 15920 1150 1.00 4.00 0.024
5 3 200 12730 1150 1.25 5.00 0.030
6 3 200 10610 1150 1.50 6.00 0.036
8 3 200 7960 1340 2.00 8.00 0.056
10 3 200 6370 1340 2.50 10.00 0.070
12 3 200 5310 1340 3.00 12.00 0.084



@ D, @D,

DIXI 7543 Z=3

Mopaua Ha 3y6
Feed per tooth
@ D; J D, @ D; @ D;

3 -0.010.006 -0.020.010 - 0.020.014 - 0.040.02 - |0.05

0.002 - 0.01 0.002

0.003 - 0.01 0.004

0.002 - 0.01 0.002

0.002 - 0.01 0.002

0.002 - 0.01 0.003

0.002 - 0.01 0.002

0.002 - 0.01 0.003

0.002 - 0.01 0.002

0.002 - 0.01 0.002

- 0.01/0.005 -0.01 0.008 - 0.02 0.011 - 0.030.02 - 0.04

- 0.01/0.008 -0.03 0.013 - 0.04 0.018 - 0.050.03 - 0.07

- 0.01/0.005 -0.010.008 -0.02 0.011

0.030.02 - 0.04

- 0.01/0.005 -0.01 0.008 -0.02 0.011 - 0.030.02 - 0.04

0.01 0.006 - 0.02/0.010 - 0.02 | 0.014

0.040.02 - 0.05

0.01 0.005 - 0.01/0.008 -0.02 | 0.011 - 0.030.02 - 0.04

0.01 0.006 - 0.02/0.010 - 0.02 | 0.014 - 0.040.02 - 0.05

0.01 0.005 - 0.01/0.008 - 0.02 | 0.011 - 0.030.02 - 0.04

0.01 0.005 - 0.01/0.008 -0.02 | 0.011 - 0.030.02 - 0.04

PexvMbl pesaHus Npu BbICOKOCKOPOCTHOM 06paboTke

HSC conditions

ap
! \[j.:-:‘,
i }
—
ae
Hepxas.ctanb
DIXI 7543 XIDUR Z =3 AISI 316L. 904L Cropoctb pes.(Vc 250-300 M/MWH.)
Kon-Bo 3y6oB CkopocTtb pe3.  O6opoTbl CkopocTb nogaum  nybuHa pe3. LUupvHa pe3. lopaya
Dq z Ve n \% ap ae fz
[M/MKH.] [MuH. -1] [MM/MUH.] [MM] [MM] [MM]
1 3 250 80000 480 0.60 0.15 0.004
2 3 250 39790 950 1.20 0.30 0.008
3 3 250 26530 1430 1.80 0.45 0.018
4 3 250 19890 1430 2.40 0.60 0.024
5 3 250 15920 1430 3.00 0.75 0.030
6 3 250 13260 1430 3.60 0.90 0.036
8 3 250 9950 1670 4.80 1.20 0.056
10 3 250 7960 1670 6.00 1.50 0.070
12 3 250 6630 1670 7.20 1.80 0.084



DIXI 7532

PEXXMMbl PE3AHNA

ap

!

A

CUTTING CONDITIONS
B ] ae
3akaneHHas cranb U YyryH
DIXI 7532 XIDUR Z =2 30-45 CkopocTb pe3.Vc 400-500 M/MUH.
Tool steel and cast iron HRC

CkopocTb pe3. O6opotbl  CkOpOCTb Mojauu InybuHa pes. LnpuHa pe3. OuddepeHunan  Mopada

D Ve n Vf ap ae Deff. z
[M/MKH.] [MuH. -1] [MM/MUH.] [MM] [MM] [MM] [MM]

1 90000 1800 0.02 0.05 0.28 0.01
15 400 84890 3400 0.04 0.06 0.48 0.02
2 400 63660 3820 0.05 0.09 0.62 0.03
3] 400 42440 3400 0.07 0.13 1.08 0.04
4 400 31830 3180 0.09 0.15 1.20 0.05
5 400 25470 3570 0.15 0.25 1.71 0.07
6 400 21220 3400 0.20 0.30 2.15 0.08
8 400 15920 3180 0.25 0.35 2.78 0.10
10 400 12730 3820 0.30 0.50 3.41 0.15
12 400 10610 4240 0.40 0.60 431 0.20

3akaneHHasi Ctanb M YyryH

DIXI 7532 XIDUR Z =2 Tool steel and cast iron 45 - 55 CkopocTb pes.Vc 250-350 M/MUH.
CkopocTb pe3. O6opotbl  CKOpOCTb Moaaun InybuHa pes. LLvpuHa pe3. AuddepeHuman  lNogaua

D Ve n Vf ap ae Deff. fz
[M/MuH.] [MUH. -1] [MM/MWH.] [MM] [Mm] [MM] [MMm]
1 250 79580 1110 0.02 0.05 0.28 0.007
1.5 250 53050 2120 0.03 0.07 0.42 0.02
2 250 39790 2390 0.04 0.09 0.56 0.03
3 250 26530 2120 0.05 0.11 0.77 0.04
4 250 19890 1990 0.07 0.15 1.04 0.05
5 250 15920 1910 0.12 0.20 1.53 0.06
6 250 13260 1860 0.15 0.25 1.87 0.07
8 250 9950 1790 0.20 0.30 2.50 0.09
10 250 7960 1750 0.25 0.40 3.12 0.11
12 250 6630 1720 0.30 0.50 3.75 0.13
DIXI 7532 XIDUR Z = 2 3akaneHHas ctanb 1 YyryH 55 - 65 CkopocTb pe3. Vc 100-200 M/MUH.

Tool steel and cast iron HRC

CkopocTb pe3. O6opotbl  CkOpOCTb Mogayu ny6uHa pes. LvpuHa pe3. AuddepeHuman  lNopada

D Ve n Vf ap ae Deff. fz
[M/MuH.] [MuH. -1] [MM/MUH.] [MM] [MMm] [MM] [MMm]
1 130 41380 330 0.02 0.04 0.28 0.004
1.5 130 27590 390 0.03 0.05 0.42 0.007
2 130 20690 410 0.04 0.06 0.56 0.010
3 130 13790 410 0.05 0.07 0.77 0.015
4 130 10350 520 0.06 0.10 0.97 0.025
5 130 8280 500 0.08 0.16 1.25 0.030
6 130 6900 550 0.10 0.18 1.54 0.040
8 130 5170 520 0.15 0.20 2.17 0.050
10 130 4140 500 0.18 0.22 2.65 0.060
12 130 3450 550 0.20 0.25 3.07 0.080

PexkoMeHayeTcs 06ayB Bo3ayxoMm + COX  Luft + Ol empfohlen  Air + oil recommended

YKkazaHHble 3HaueHns 060poToB (n) 1 ckopocTu nogaun (V) SBNSOTCA HayanbHbIMK. B 3aBUCMMOCTM OT KadecTBa 06pabathbl-
BaeMoro Matepuana (Kadecrtsa NOBEPXHOCTU U T.A4.) AaHHblE UMPPOBbIE 3HAYEHNs MOryT NMMBO yBeNnnunBaThCs, MM6O yMeHb-
waTtbcs. Ecnm wnuHaens He noaaepXxuBaeT HeobxoAMMOe KOMYeCTBO 060pOTOB B MUHYTY, VF (CKOPOCTb nogayn) AomKHa
6bITb CHMXXEHa MPOMNOpUMOHanbHO. PekoMeHayeTcs ncrnonb3oBaTh (ppesepoBaHMe No noaade (YmictoBas obpaboTka).

The indicated n and Vf values should be considered as starting points. Depending on the quality of shape to machine (preci-
sion and surface finish) these values can be increased or reduced.

If the spindle does not allow the recommended rpm, Vf must be reduced proportionnally.

Down milling is recommended when possible.



DIXI 7542
\

PEXXMbl PE3AHNA

ap
I
i CUTTING CONDITIONS
- - e
3aKaneHHas cranb 1 YyryH
DIXI 7542 XIDUR Z =2 30-45 CkopocTb pe3. Vc 400-500 M/MUH.
Tool steel and cast iron HRC
CkopocTb pe3. O6opotbl  CkOpOCTb Mojauu InybuHa pes. LnpuHa pe3. OuddepeHunan  Mopada
D Ve n \%i ap ae Deff. z
[M/MKH.] [MuH. -1] [MM/MUH.] [MM] [MM] [MM] [MM]
1 90000 1800 0.02 0.05 0.28 0.01
1.5 320 67910 2720 0.04 0.06 0.48 0.02
2 320 50930 3060 0.05 0.09 0.62 0.03
3] 320 33950 2720 0.07 0.13 1.08 0.04
4 320 25470 2550 0.09 0.15 1.20 0.05
5 320 20370 2850 0.15 0.25 1.71 0.07
6 320 16980 2720 0.20 0.30 2.15 0.08
8 320 12730 2550 0.25 0.35 2.78 0.10
10 320 10190 3060 0.30 0.50 3.41 0.15
12 320 8490 3400 0.40 0.60 431 0.20
3akaneHHasi Ctanb U YyryH
DIXI 7542 XIDUR Z =2 45 - 55CkopocTb pe3.Vc 250-350 M/MUH.
Tool steel and cast iron HRC
CkopocTtb pe3. O6opotel  CKOpOCTb nogaun nybuHa pes. LUvpuHa pe3. OuddepeHuman  [Mogaua
D \ n VFf ap ae Deff. fz
[M/MuH.] [MuH. -1] [MM/MUH.] [MMm] [MM] [MMm] [Mm]
1 200 63660 890 0.02 0.05 0.28 0.007
15 200 42440 1700 0.03 0.07 0.42 0.020
2 200 31830 1910 0.04 0.09 0.56 0.030
3 200 21220 1700 0.05 0.11 0.77 0.040
4 200 15920 1590 0.07 0.15 1.04 0.050
5 200 12730 1530 0.12 0.20 1.53 0.060
6 200 10610 1490 0.15 0.25 1.87 0.070
8 200 7960 1430 0.20 0.30 2.50 0.090
10 200 6370 1400 0.25 0.40 3.12 0.110
12 200 5310 1380 0.30 0.50 3.75 0.130
3akaneHHasi Ctanb 1 YyryH
DIXI 7542 XIDUR Z =2 55 - 65 CkopocTb pe3. Vc 100-200 M/MUH.
Tool steel and cast iron HRC
CropocTtb pe3. O6opoTel  CKOpOCTb nogayu nybuHa pes. LvpwuHa pe3. OuddepeHuman  [Mopaua
D Ve n VFf ap ae Deff. fz
[M/MuH.] [MuH. -1] [MM/MUH.] [MMm] [MM] [MMm] [Mm]
1 100 31830 250 0.02 0.04 0.28 0.004
15 100 21220 300 0.03 0.05 0.42 0.007
2 100 15920 320 0.04 0.06 0.56 0.010
3 100 10610 320 0.05 0.07 0.77 0.015
4 100 7960 400 0.06 0.10 0.97 0.025
5 100 6370 380 0.08 0.16 1.25 0.030
6 100 5310 420 0.10 0.18 1.54 0.040
8 100 3980 400 0.15 0.20 2.17 0.050
10 100 3180 380 0.18 0.22 2.65 0.060
12 100 2650 420 0.20 0.25 3.07 0.080

PekomeHayeTcs 06ays Bo3ayxoM + COX  Luft + Ol empfohlen  Air + oil recommended

YKkazaHHble 3HaueHns 060poToB (n) U ckopocTu nogaum (V) SBNsSOTCAS HayanbHbIMK. B 3aBUCMMOCTM OT KadecTBa 06pabatbl-
BAeMOro mMatepuana (Ka4yecrsa noBepxHOCTM W T.A.) AaHHbIe UMEPOBbIE 3HAYEHNUs MOryT NMbo yBennumneaTbCsl, 60 yMeHb-
waTbcs. Ecnm wnuHaens He noaaep>xunBaeT HeobxoAMMOe KOMYeCcTBO 060poTOB B MUHYTY, VF (CKOPOCTb nogayn) Ao/mHKHA
6bITb CHWXXEHa MPOMNOpUMOHanbHO. PekoMeHayeTCs MCrnonb3oBaTh (ppesepoBaHMe No noaade (YmictoBas obpaboTka).

The indicated n and Vf values should be considered as starting points. Depending on the quality of shape to machine (preci-
sion and surface finish) these values can be increased or reduced.

If the spindle does not allow the recommended rpm, Vf must be reduced proportionnally.

Down milling is recommended when possible.



DIXI 7520

PEXXMMbl PE3AHNA

1 # '
¥ ").,.‘
CUTTING CONDITIONS {7y ap
i
aAC e e
DIXI 7520 XIDUR Z = 3-12 3aKaneHHas crasnb 1 4yryH 45 - 55 CkopocTb pe3. Vc 30 - 70 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB CkopocTtb pe3. O6opoTtbl  CkopocTb nmogaun nybuHa pe3.  LUupuHa pes. Togaua
Dy z Ve n \i ap ae fz
[M/MUH.] [MUH. -1] [MM/MUH.] [MM] [MM] [MM]
0.4-0.9 ) 30 - - 1xD; 0.03 x D 0.001-0.002
1 4 40 12800 125 1.00 0.04 0.002
15 4 40 8500 125 1.50 0.05 0.0035
2 5 40 6300 125 2.00 0.07 0.004
) 5 40 4240 150 3.00 0.12 0.007
4 5 40 3180 160 4.00 0.15 0.010
6 6 40 2120 190 6.00 0.20 0.015
8 6 40 1590 190 8.00 0.25 0.020
10 6 40 1270 190 10.00 0.30 0.025
12 8 40 1060 210 12.00 0.40 0.025
16 10 40 800 240 16.00 0.60 0.030
20 12 40 640 230 20.00 0.80 0.030
i ap
Irf"‘_‘,_él‘:.
'
i
e
DIXI 7520 XIDUR Z = 3-12 3aKaneHHas crasb U YyryH 45 - 55  CkopocTb pes. Ve 30 - 70 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB CkopocTb pes. Obopotbl  CkopocTb nogaun Fnybuna pes. LnpuHa pes. Mopava
Dy z Ve n VFf ap ae fz
[M/MuH.] [MUH. -1] [MM/MWH.] [MMm] [MMm] [MM]
0.4-0.9 3 30 - - 0.03 x D; 1xDq 0.001-0.002
1 4 40 12800 125 0.04 1.00 0.002
1.5 4 40 8500 125 0.05 1.50 0.0035
2 5 40 6300 125 0.07 2.00 0.004
3 5 40 4240 150 0.12 3.00 0.007
4 5 40 3180 160 0.15 4.00 0.010
6 6 40 2120 190 0.20 6.00 0.015
8 6 40 1590 190 0.25 8.00 0.020
10 6 40 1270 190 0.30 10.00 0.025
12 8 40 1060 210 0.40 12.00 0.025
16 10 40 800 240 0.60 16.00 0.030
20 12 40 640 230 0.80 20.00 0.030
1 /_.J ¥
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3akaneHHas crasnb 1 YyryH 55 - 65 CkopocTb pe3.Vc 10 - 40 M/MWH
DIXI 7520 XIDUR Z = 3-12 HRC
Kon-Bo 3y6oB CKOpOCTb pes. O6opoTbl  CkopocTb noaaun FnybuHa pes. LUvpuHa pes. Mopava
Dy z Ve n Vf ap ae fz
[M/MuH.] [MuH. -1] [MM/MWH.] [MMm] [mMm] [MM]
0.4 -0.9 3 10 - - 1xDg 0.03 x Dy 0.001-0.002
1 4 15 4700 45 1.00 0.03 0.002
1.5 4 15 3200 45 1.50 0.03 0.0035
2 5 15 2300 45 2.00 0.04 0.004
3 5 15 1600 55 3.00 0.05 0.007
4 5 15 1190 60 4.00 0.06 0.010
6 6 15 800 70 6.00 0.09 0.015
8 6 15 600 70 8.00 0.12 0.020
10 6 15 480 70 10.00 0.15 0.025
12 8 15 400 80 12.00 0.18 0.025
16 10 15 300 90 16.00 0.20 0.030
20 12 15 240 90 20.00 0.25 0.030



DIXI 7520
\

PEXXMbl PE3AHNA

Lk i CUTTING CONDITIONS

3aKaneHHas CTasb U YyryH

DIXI 7520 XIDUR Z = 3-12 55 - 65 CkopocTb pe3. Vc 12 - 40 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB  CkopocTb pe3.  O6opotbl  CkopocTb nogauun MybuHa pes. LlupuHa pes. Mopava
@ z Ve n Vf ap ae z
(M/MuH.) (MUH. -1) (MM/MUH.) (MM) (MM) (MM)
0.4-0.9 8 12 - - 0.03 x D; 1xDq 0.001-0.002
1 4 15 4700 45 0.03 1.00 0.002
15 4 15 3180 45 0.03 1.50 0.0035
2 5 15 2300 45 0.04 2.00 0.004
3] 5 15 1600 55 0.05 3.00 0.007
4 5 15 1190 60 0.06 4.00 0.010
6 6 15 800 70 0.09 6.00 0.015
8 6 15 600 70 0.12 8.00 0.020
10 6 15 480 70 0.15 10.00 0.025
12 8 15 400 80 0.18 12.00 0.025
16 10 15 300 90 0.20 16.00 0.030
20 12 15 240 90 0.25 20.00 0.030

PexvMbl pe3aHus Npu BbICOKOCKOPOCTHOM 06paboTke

HSC conditions

!
ap
i
[o (ST S
3aKaneHHas cranb U YyryH
DIXI 7520 XIDUR Z = 3-12 45 - 55  CkopocTb pe3. V¢ 150-250 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB ~ CkopocTb pe3. O6opotbl  CkopocTb nogaumn MybuHa pes. LlnpuHa pes. Mopava
@ z Ve n Vf ap ae fz
(M/MUH.) (MUH. -1) (MM/MUH.) (MM) (MM) (MM)
0.4-09 3 150 - - 1xDg 0.03 x Dq 0.001-0.002
1 4 200 63700 640 1.00 0.04 0.002
1.5 4 200 42450 640 1.50 0.05 0.0035
2 5 200 32000 640 2.00 0.07 0.004
3 5 200 21300 750 3.00 0.12 0.007
4 5 200 15920 800 4.00 0.15 0.010
6 6 200 10610 950 6.00 0.20 0.015
8 6 200 7960 960 8.00 0.25 0.020
10 6 200 6370 960 10.00 0.30 0.025
12 8 200 5310 1060 12.00 0.40 0.025
16 10 200 3980 1190 16.00 0.60 0.030
20 12 200 3180 1140 20.00 0.80 0.030
PeXxMMbl pe3aHns npu BbICOKOCKOPOCTHOM obpaboTke
HSC conditions
Y
ap
i
AC - L
3aKaneHHas cranb 1 YyryH
DIXI 7520 XIDUR Z = 3-12 55 - 65 CkopoCTb pes. V¢ 60 -120 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB  Ckopoctb pe3.  O6opotbl  CkopocTb noaaumn MnybuHa pes. LlnpuHa pes. Mopava
1] z \ n Vf ap ae fz
(M/MUH.) (MUH. -1) (MM/MUH.) (MM) (MM) (MM)
0.4-0.9 3 60 - - 1xDq 0.03 x D 0.001-0.002
1 4 80 25500 250 1.00 0.03 0.002
1.5 4 80 17000 250 1.50 0.035 0.0035
2 5 80 12700 250 2.00 0.04 0.004
3 5 80 8500 290 3.00 0.05 0.007
4 5 80 6370 320 4.00 0.06 0.010
6 6 80 4240 380 6.00 0.09 0.015
8 6 80 3180 380 8.00 0.12 0.020
10 6 80 2550 380 10.00 0.15 0.025
12 8 80 2120 420 12.00 0.18 0.025
16 10 80 1590 480 16.00 0.20 0.030
20 12 80 1270 460 20.00 0.25 0.030



DIXI 7070

PEXXMMbl PESAHWNA

CUTTING CONDITIONS Lb—2 ap

3aKaneHHas CTasb 1 YyryH

DIXI 7070 XIDUR Z = 4-6 30-45 CkopocTb pe3.Vc 150-200 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3y6oB CkopocCTb pes. O6opoTbl  CkopoCTb Moaaum InybuHa pe3.  LUwpuHa pe3. Togauva
Dq z Ve n \%j ap ae fz
[M/MnH.] [MUH. -1] [MM/MUH.] [MM] [MM] [MM]
3 4 150 15900 3800 0.20 0.80 0.06
4 4 150 11940 4300 0.25 0.85 0.09
5 4 150 9550 4580 0.30 0.90 0.12
6 4 150 7960 4460 0.35 1.00 0.14
8 6 150 5970 5730 0.40 1.10 0.16
10 6 150 4770 5150 0.45 1.30 0.18
12 6 150 3980 4780 0.50 1.50 0.20
3aKaneHHas cranb U YyryH
DIXI 7070 XIDUR Z = 4-6 45 - 55 CkopocTb pe3.Vc 130-170 M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3yboB CkopocCTb pes. O6opoTbl  CKkOpOCTb Nogaun nybuHa pe3. LuvpuHa pe3. [Mogaya
D1 z Ve n Vf ap ae fz
[M/MuH.] [MUH. -1] [MM/MUH.] [MMm] [Mm] [MM]
3 4 130 13700 2750 0.15 0.70 0.05
4 4 130 10350 3310 0.20 0.75 0.08
5 4 130 8280 3310 0.25 0.75 0.10
6 4 130 6900 3040 0.30 0.80 0.11
8 6 130 5170 3720 0.40 0.80 0.12
10 6 130 4140 3230 0.42 1.00 0.13
12 6 130 3450 2900 0.45 1.20 0.14
3akaneHHas cranb U YyryH
DIXI 7070 XIDUR Z = 4-6 55 - 65 CkopocTb pe3.Vc 100-130M/MUH.
Tool steel and cast iron HRC
Kon-Bo 3yboB CkopocCTb pes. O6opoTbl  CkopocTb nogaun nybuHa pe3. LUwvpuHa pe3. [Mogauya
Dy z Ve n Vi ap ae fz
[M/MuH.] [MuH. -1] [MM/MUH.] [MMm] [Mm] [MM]
3 4 100 10600 500 0.08 0.20 0.010
4 4 100 7960 640 0.10 0.25 0.020
5 4 100 6370 890 0.12 0.28 0.035
6 4 100 5310 850 0.15 0.30 0.040
8 6 100 3980 1190 0.18 0.32 0.050
10 6 100 3180 1140 0.20 0.35 0.060
12 6 100 2650 1270 0.25 0.40 0.080



DIXI 7032 - 7042
\

PEXXMbl PE3AHNA

ap
! CUTTING CONDITIONS
i
YepHoBoe dpesepoBaHue 6onrapckuin nepesos Roughing
DIXl 7032 DIAMANT Z =2 padut
DIXI 7042 DIAMANT Z =2 CkopocTb pe3saHus (Vc) 200 - 400 M/MUH.
Graphite
CKopoCTb pes. O6opoThl CkopocCTb noaaum FnybuHa pes. LLivpuHa pes. Ondd. Mopava
D Ve n \%i ap ae Deff. z
[M/MKH.] [MUH. -1] [MM/MWH.] [MM] [MM] [MM] [MM]
0.2 90000 1260 0.05 0.02 0.17 0.007
0.5 90000 1800 0.10 0.05 0.40 0.01
1 200 63660 2550 0.30 0.10 0.92 0.02
2 200 31830 1910 0.60 0.20 1.83 0.03
3 200 21220 1700 0.90 0.30 2.75 0.04
4 200 15920 1590 1.20 0.40 3.67 0.05
5 200 12730 1780 1.50 0.50 4.58 0.07
6 200 10610 1910 1.80 0.60 5.50 0.09
8 200 7960 1750 2.40 0.80 7.33 0.11
10 200 6370 1660 3.00 1.00 9.17 0.13
12 200 5310 1590 3.60 1.20 11.00 0.15
Yucrosoe pesepoBaHne 6onrapckuin nepesos Finishing
DIXI 7032 DIAMANT Z =2 Ipadwmt
DIXI 7042 DIAMANT Z =2 CkopocTb pe3aHus (Vc) 300-600 M/MUH.
Graphite
CkopocTb pes. 060poThbI CKopoCTb noaayn CnybuHa pes. LLinpuHa pes. Ondd. Mopava
D Ve n VF ap ae Deff. fz
[M/MuH.] [MUH. -1] [MM/MWH.] [MMm] [MM] [MMm] [MMm]
0.2 90000 900 0.05 0.02 0.17 0.005
0.5 90000 1260 0.05 0.03 0.30 0.007
1 90000 2700 0.10 0.05 0.60 0.02
2 300 47750 1910 0.20 0.10 1.20 0.02
3 300 31830 1910 0.30 0.15 1.80 0.03
4 300 23870 1910 0.40 0.20 2.40 0.04
5 300 19100 1910 0.50 0.25 3.00 0.05
6 300 15920 1910 0.60 0.30 3.60 0.06
8 300 11940 1670 0.80 0.40 4.80 0.07
10 300 9550 1530 1.00 0.50 6.00 0.08
12 300 7960 1590 1.20 0.60 7.20 0.10

DIXI 7222 - 7223 - 7224 - 7572
\

a i
P '
|
ae
DIXI 7222 DIAMANT Z =2 Ipadput
DIXI 7223 DIAMANT Z =3 CkopocTb pe3aHus (Vc) 200 - 300 M/MUH.
DIXI 7224 DIAMANT Z =4 Graphite
CkopocTb pes. 060opoThbI CkopocCTb rnoaayu nybuHa pes. LLnpuHa pes. Mopava
D Ve n Vf ap ae z
[M/MnH.] [MuH. -1] [MM/MUH [MM] [MM] [MM]
3 200 21220 1270 6 0.3 0.03
4 200 15920 1590 8 0.4 0.05
5 200 12730 1780 10 0.5 0.07
6 200 10610 1910 12 0.6 0.09
8 200 7960 1750 16 0.8 0.11
10 200 6370 1530 20 1.0 0.12
12 200 5310 1700 24 1.2 0.16



®OPMbI A4 3ANMPOCA MHCTPYMEHTA
Mo 3AKA3

DRAWINGS FOR SPECIAL TOOL ORDERS

ObpabaTbiBaeMbllii MaTepuan:

Material to be machined:
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DRAWINGS FOR SPECIAL TOOL ORDERS

ObpabaTbiBaeMbllii MaTepuan:

Material to be machined:
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