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DIXI DRILLING THREAD WHIRLER

DIXI 1740
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MI=H

& Dimension M 1.00 x 0.25 M 3.00 x 0.50 M 8.00 x 1.25
HE watora T o e PP
HEy z 1 e 3
INIZRE Dpepth (mm) 2 4.5 10
[BIEEZY n (rev/min) 30,000 11,000 3,200
& ve m/min) 69 84 | 65
1ABEDZEDE Fz (mm) 0.006 | 0.08 | 0.06
ZEDIRE v (mm/min) 180 1760 | 576
DITEFRE cyclus time 19% 19 sec. 10% 10 sec. 58% 58 sec.
T NI e yes no yes

*see next page for machining method
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|§uq, ) %g%ﬂ %ﬁ%m masl | 27U || @8
1 = Steel Steel High alloyed DUPLEX Cast iron
1 <600Mpa =600Mpa steel stainless steel
P : ' FHY WS mas
' Ly MARE FIUER ﬁﬂ?ﬁ %HDJ}M ARk
e L ) i Refractory || Titanium, Sualloy | ¢, alloy difficult Al
ch alloy titanium alloy Gold to machine
= | IZ37746 || TZAFYY
._._ |_1xP Graphite Plastic
DIXI 1740
1234 EvF AR | EHBRDFEE | RURE | vy =R A iBhE #80E TIAIN

Nominal @ Pitch D, ch L, D,s L z CARBIDE CUTINOX
M0.80 0.20 060 | 010 2.4 3 38 1 O
M0.90 0.225 066 | 012 2.7 3 38 1 O
M1.00 0.25 073 | 015 3.0 3 38 1 0
M1.20 0.25 092 | 015 | 36 3 38 1 O
M1.40 0.30 105 | 019 | 42 3 38 1 O
M1.60 0.35 121 | 022 4.8 3 38 1 O
M2.00 0.40 1.55 0.25 6.0 3 38 2 O
M2.50 0.45 200 | 029 75 3 38 2 O
M3.00 0.50 244 | 033 | 9.0 6 57 2 O
M4.00 0.70 320 | 045 | 120 6 57 2 O
M5.00 0.80 4.00 053 | 15.0 6 57 2 O
M6.00 1.00 485 | 065 | 180 | 6 57 3 O
M8.00 1.25 6.50 0.80 | 240 8 75 3 O
M10.00 1.50 790 | 100 | 300 8 75 3 O




Example for easy to machine mzterials
(brass, aluminium, lead alloyed steel, etc...).
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X0, YO, ZO.(CfuERe  1EERE EFIACEIE] 7WX0, YODHILIC AUAIEIZE

FIEF2#5E (XZ) T (AERbIE=ETI) RY EERREETHRDIET
YDA0 Circular interpolation on Back to the center of Helical plunging

Approach X0 Y0 Z0.10 1 rotation the hole X0 YO

then angular plunging (O of hole is chamfered)

on 2 axis (X2Z)

Example for difficult to machine materials
(titanium, stainless steel).
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X0, YO, ZO.1[CfiiiE:Rs 1EEEZE ERRICEDA] 7UX0, YODHUL)IC AUHILETHEIZE ftEFAURILETEL
EiF2875E (XZ) T (ARbIREZE{TI) R EERETEXTHRDORT {75

wJ Dﬂﬂ Circular interpolation on Back to the center of ('H:J:b‘b&-e%) Up-milling to the finished
Approach X0 Y0 Z0.10 1 rotation the hole X0 YO Helical plunging to the thread @

then angular plunging (@ of hole is chamfered) roughing @

on 2 axis (XZ) (finishing @-2%)
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1 tool, 3 operations

Y. V3 1AI(C

Classical method with 3 tools New method with drilling thread whirler

1. €25V 5, mEDO0O’

Centering, chamfering 90°

2. J\&(F

Drilling

3. kb

Threading
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1 Tool = IMPROVED CYCLE TIME, POSITIVE IMPACT ON PRODUCTIVITY AND IMPROVED MANUFACTURING TERMS

307

30 sec.

207

20 sec.

10F%

10 sec.

Osec. fiEskRMDITIE (B34F) DIXI RUUVTRAL YR
Classical method Drilling thread whirler
(3 tools) DIXI 1740
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T103-0027 R HPREBANEI-0-10 B (03)3273-7511 (f£) FAX (03) 3281-2243
T542-0081 KB P REEAE1-16-20 2 (06) 6262-5923 (1£) FAX (06)6262-5927 | | [
T461-0001 BEBHHER1-20-4 @ (052)962-3336 (1) FAX (052) 962-3339
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