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Foreword )
ISO (the International Organization
national standards bodies (ISO mem
Standards is normally carried out thro
body interested in a subject for which a te
the right to be represented on that commi
mental and non-governmental, in liaison with

tandardization) is a worldwide federation of
dies). The work of preparing International
SO technical committees. Each member
jcal committee has been established has
International organizations, govern-
also take part in the work.

Draft International Standards adopted by the techlﬂea(l gommittees are circulated to
the member bodies for approval before their acceptano( International Standards by
the ISO Council. They are approved in accordance wi&g?SO procedures requiring at
least 75 % approvai by the member bodies voting. Q

International Standard ISO 7755/1 was prepared by Technicggﬁmittee ISO/TC 29,
Small tools.
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1 Scope and field Qaéglication

This part of ISO 7755 lays down@ common characteristics of
hardmetal burrs of various styles, @ lid construction or with
brazed shank. é

The main dimensions of the cutting part rdmetal burrs are
dealt with individually in ISO 7755 parts &
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2 References Q

ISO 7755/2, Hardmetal burrs — Part 2: Cy/indricggfvs

(style A). ®

ISO 7755/3, Hardmetal burrs — Part 3:
round-(ball-) nose burrs (style C).

ISO 7755/4, Hardmetal burrs — Part 4: Spherical burrs
(style D).

1SO 7755/5, Hardmetal burrs — Part 5: Oval burrs (style E).

1SO 7755/6, Hardmetal burrs — Part 6: Arch round- (ball-)
nose burrs (style F).

ISO 7755/7, Hardmetal burrs — Part 7: Arch pointed-nose
burrs (style G).

ISO 7755/8, Hardmetal burrs — Part 8: Flame burrs (style H).

ISO 7755/9, Hardmetal burrs — Part 9: 60° cone and 90° cone
burrs (styles J and K).

ISO 7755/10, Hardmetal burrs — Part 10: Conical round- (ball-)
nose burrs (style L).

ISO 7755/11, Hardmetal burrs — Part 11: Conical pointed-
nose burrs (style M).

ISO 7755/12, Hardmetal burrs — Part 12: Inverted cone burrs
(style N).

1)  The values 3,15 and 6,3 mm are acceptable for a transitional period.

%
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3 Dimensions

3.1 Cutting diameter

Table 1 gives the series of cutting diameters and their related
tolerances.

Table 1

Dimensions in millimetres

Cutting diameter Tolerances™
+0,1
2 (+£0,2)
3
g +0,2
+
8 (+0,5)
10
- 12 +0,3
Q 16 (+£0,7)

after h the values without parentheses should be adopted.

)
3.2 Cyli
Shank diamete%w and 6 mm"), with tolerance h9. Shank
length according¥0 taple 2. The shank length is defined as the
length of the burr the length of the cutting part as given
in 1ISO 7755 parts 2 1o,

%nces given in parentheses apply for a transitional period only,

jcal shank

NOTE — These length ran it manufacture both of burrs with
constant overall length and va shank length, and of burrs with
constant shank length and variatt@eral! length. In the latter case,
national standards should indicate agreed shank length, which shall
be within the limits given in table 2.

Table 2
Dimensions in millimetres
Shank diameter* Shank length
3 20 to 35
6 25 to 50

The values 3,15 and 6,3 mm are acceptable for a transitional period.



