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Small Diameter Carbide Drills with Oil Holes
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IMERSTHFLBERESEESL ADO-MICRO ... casieomuinonns

MEFRFLINTF “RE" B """

"Stable" and "high efficiency" small diameter deep-hole drilling
;E}L Oil Hole

BHEX, HEBEX

Large flow volume enables superior chip evacuation

Wwﬁ Double Margin

REEHREE

Supports straightness of drill direction

IchAdaiRE .

MREFREGBE

Provides excellent surface smoothness

BT HARBIHEBIE

Features that enable outstanding chip evacuation performance

iBE& P3 |1
° E%m Flute Structure %z%lﬁg n E‘ﬂ

See the benefit of this feature on p.3H!

XEE,\J/J\/éiﬂH%}LmE_]-gEEm%fEHDI Stable performance even in difficult small diameter deep-hole applications

@E}r—* Extended Flute @%@y]%*ﬁ Removed End of Margin
BN SeimtERER Y Kk, BEAERN geBlngHE S S ERETDEINENMMIE, XES

HeE HERRITRIKRIREZ—
Chips are discharged from the tip of the flute to the Capability to smoothly discharge “micro sludges” that can be easily accumulated
extended flute with enhanced evacuation capability around the outer periphery of the tool, which is a key cause of abrupt tool breakage.

< SHFL onre RIS P3 B WO

1 See the benefit of this feature on p.3B!

DRFERP=, BEHEKX, SHINBHERE

Greater coolant flow volume achieved by the hollow shank design to enable smooth chip evacuation

fERTR - BATFR ¢1.5
Tool ADO-MICRO 12D ¢1.5 Co?npet?t%r
) %
Hollow Shank Hollow Solid
EHIEH IR (PIEREH) . gtk
Coolalnt U Water—SoIlubIe (Intell:'lnal)l (ml/min) Coolant Flow Volume
> 70 67
HNRED
CoI:Iant Pressure 1.5Mpa 60
AEHATE 60F)
Time of Lubricant Supply sec. 50
40
ADO'M'CRO E{E/L\\E_‘FS: Competitor
30
e,
Hollow Shank 20
10
0
ADO-MICRO 12D B S5

Competitor




(_) ‘O\e Perfor,ne

. BIEERFLERERREINT

Stable performance even in deep-hole applications

WmiRiHER kB SNEHRELRS, JRENT
—EFN T EEAIRE LRIT

The double margin enhances the straightness stability of drill to enable stable drilling performance > Also reduces the rifle marks on the inner surface of hole

ADO-MICRO (W7J7) LAfEF=Em (BR70)

double margin Conventional (single margin)

EHQI-E ADO-MICRO 20D ¢2  fnI###}:SUS304  fILiRE :40mm
Tool Work Material Depth of Hole

FoBEETUIN T, INTERIRELIE

Approximately 9 times the drilling efficiency by non-step drilling

RfERARFLBAEHITAMBEIUINT, SEMEEMNT

Non-step drilling is possible even for deep holes, enabling high efficiency processing

E(}:FIE ADO-MICRO 12D ¢1.5 cg’,&%ﬁ?ﬁh HDIET.HE—'J [*’I\/}L] Drilling Time [sec./hole]
0 2 4 6 8 10 12 14 16 18 20 22 24 26
IO A A S M N T N M M MR
Work Material SUS304
M7k FNBAINT | WESIT (@gosmm) | ADO-MICRO B 3,
Machining Non-step Drilling Step Drilling (0.5mm step) 12D
TIEEE ( 50m/min 28m/min
Cutting Speed 10,610min") (5,940min"") Ny
T 3 18mm/ Cumﬁ
BHAERRE mm/min . onventional
Feeq (0.03mm/rev) 89mm/min (0.015mm/rev)
IiRE 12mm (570 BSMEA
Depth of Hole Blind  with pilot hole
HIEE IGEMTIRIRA (RERGLE) | AANETIENEN (FMERALH)
Coolant Water-Soluble (Internal) Water-Soluble (External)
R TRHAIITHL (HSK-A40)
Machine Vertical Machining Center
Coating \ /
BESHREYGEER IchAda sz
IchAda coating with excellent surface smoothness Coating

ﬁmﬁﬁﬂg ﬁ*ﬂﬂﬁjm fi II:I:II@E’J\ N:I:F L)\*I /J\ ;ﬁ%i&ﬁ Surface of Coating

IEE’:HK% i, B EERZN
The excellent smoothness in conjunction with high abrasion resistance and heat resistance Previous Technology New Technology

enable small diameter tools to achieve long tool life

— 1 0um —10pm

IchAda 2 OSGHSEMAE#HR.  IchAdais a registered trademark of OSG Corporation.



b”Iﬁ}E Cutting Data

o LR |
n DDIEL’\IE i %J' l:l[j Long tool life achieved by stable drilling Benefit of unique flute geometry

%{EFIE ADO-MICRO 20D @2 DDI}L%Z Number of Holes
AT AR 0 500 1,000 1,500 2,000
Work Material SCM440 ‘ : : : ‘
DHEE 50m/min (7,960min) ADO-MICRO 1,5004L note: ISEI D
9 Speed zoD Corner Chipping
1&2&@ 1,200 }L Holes
Feés = 557mm/min (0.07mm/rev)
RE 38mm (F7) 55E7 — 5007 Holes 771 iz /28
De;':ﬁmole Bﬁd with pilot hole /E;@:I/AAE Eﬂ'ﬁﬂﬁfmmg
T ATEENIEER (PIEREE) e |l TOOFL voles
Coolant Water-Soluble (Internal)
S 246 .
s 3MPa AT oot iR, B
== reakage, twined chips
R SR (HSK-A40) It 1313, hotes
Machine Vertical Machining Center

ADO-MICRO 20D BESULAC Y.\ Hith/AB~mB

Competltor Competitor

?3,24;/ \ “*{

fIIIIF I'nr

N
g = = PG !
A gjun ==} ] DI :L,\IE Large coolant flow volume to enable stable drilling Benefit of enlarged oil holes

B "
E(EFIA ADO-MICRO5D ¢0.7 jJDI;L’;& Number of Holes
INTAE 0 500 1,000 1,500 2,000
Work Material SUS304 ‘ ‘ ‘ ‘ ‘
LI . - ADO-MICRO
CuttirESpeed 30m/min (13,640min") 5D 1,800 L, Holes
¥ ko5
gﬁ@fg 136mm/min (0.01mm/rev) E}[ﬁ'ﬁing
t}] RE 3.5mm (§7L) Eﬁi’/&ﬁ 7@7]@?5'
Delpth of Hole Eind Flﬁl GOO}L Gits Chisel is w::n
LRSS AGAVELIHISER (PORBALH) competter
Coolant Water-Soluble (Internal)
WREN
Coloqlant Pressure 5MPa
EFEHAR LI (HSK-A63) oo =
Machine VJ;rticaI Machining Center c uﬁ'Hai
(ml/min) oolant Flow Volume
80
ADO-MICRO 5D (1,800%1) BHth /2B FA(6005L) 63.95

Competitor Holes

ADO-MICRO 5D Hitb A8~ m

Competitor

s



E Eﬁ%%ﬁé@iﬁ*@ E,\JHDI;&L?—( Efficiency improvement in the machining of titanium alloy bolts

ADO-MICRO
12D

Hith/AF)

e

=]u]
Competitor

100

I”]I?Lﬁ Number of Holes

2(?0 3?0 490

5?0

6(‘)0

585}L Holes

=R

Wear

3 00} I.: Holes

Still Running

ERTE ADO-MICRO 12D ¢ HATM=5E 1.2
Tool 1.2 Competitor
Tkt :
Work Material Ti-6Al-4V
INI75E TRzt M#BZUINL (8xift£40.12mm)
Machining Non-step Drilling Step Drilling (0.12mm step)
PIEEE 35m/min 10m/min
Cutting Speed (9,300min"") (2,600min")
BHEERE 167mm/min V#‘\JS{% 30mm/min
Feed (0.02mm/rev) YSE™ (0.01mm/rev)
TIRE 15mm (57L) BS@EFL
Depth of Hole Blind  with pilot hole
g5l IKIATEIEIEA (POEBMELIHR)
Coolant Water-Soluble (Internal)

SR
ColoTant Pressure 2MPa
=R X IHG (BT30)
Machine Vertical Machining Center

B RIfER "BaZERR + HETHIRA NESER, LEEsmAY

Excellent durability achieved by combining "automatic lathe + oil-based coolant"

LIEEe ADO-MICRO 30D 1.6

ool

InTazwt

Work Material sus440C

PIEERE ; .

Cutting Sxpeed 20m/min (4,000min")

Eﬁ?ﬁg 120mm/min (0.03mm/rev)

TIiRE 45mm (57l) B&@EA

Depth of Hole Blind  with pilot hole

HIREIHF ITAMERIER (PIERHLH)

Coolant Oil-based coolant (Internal)
REN

Coi)qlant Pressure 7MPa

{SEFRATUR CNC BEh% R

Machine Automatic Lathe

ANT1,200FL/SRI7IR EHDIAS

Wear condition of cutting edge after drilling 1,200 holes

ADO-MICRO 30D

Hﬂﬂﬁﬁl?z Ez Competitor

E BDI%&*%M ET_]-E’\J 9] ljle)lﬁ/ju% Cutting edge condition in special steel drilling application

N
FRTE ] INL900FL/EAITIFRARTS
Tool ADO-MICRO 12D ¢1.5 Cutting edge wear condition after driIIiIrl;t_:j 900 holes
InT#r#k suJ2 ADO'MICRO 12D Hﬂﬂ’&ﬁl?ﬁ% Competitor
Work Material —
IR ; -
Cumj;;’ee ‘ 45m/min (9,550min™")
Eﬁﬁ!ﬁ 430mm/min (0.045mm/rev)
TIRE 9Imm (57) BSMEF
Depth of Hole Blind  with pilot hole
LIEIHF AAMEYIEHR (PIEREEH) ATLELE(ER Still good for use TITE 2 EPBEEIR Margin s totally worn
Coolant Water-Soluble (Internal)
WRES
Coflant Pressure 1.5MPa
SRR SZRIITH L (HSK-A40)
Machine Vertical Machining Center




/J\1é|jg;é\;m}l1@,ﬁéﬁﬁ% Small diameter carbide drill with oil holes

ADO-MICRO 2D

&
PL S
°O [m]
S TR g ) I oS- s
AN
XFAET) LCF LS
X thinning
|" OAL
mm P AN
(D IchAda 13:?'1’3" %30° FIT
ABOUT 30° B{7:mm Unit:mm
ﬁmumg mk |2k [ me [wk enEe ﬁmums k| 2k [ e [ wk [esEe
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL |Stock
8732001 | 0.7 14 | 42| 47 3 [385(0.1 8732010 1.3 26 | 7.8| 53 3 [415|0.2
8732002 | 0.75| 1.5 | 45| 47 3 [383]0.1 8732011 | 1.4 28 | 84| 53 3 (411103
8732003 | 0.8 16 | 48| 50 3 [41.1101 8732012| 1.5 3 9 53 3 [40.7|03
8732004 | 0.85| 1.7 | 5.1 | 50 3 [409|0.2 8732013 | 1.6 3.2 | 96| 53 3 (40303 o
8732005| 0.9 1.8 | 54| 50 3 1407|102 O 8732014 | 1.7 34 |10.2 | 53 3 (39903
8732006 | 0.95| 19 | 5.7 | 50 3 [405)|0.2 8732015| 1.8 3.6 |10.8| 53 3 (39503
8732007 | 1 2 6 53 3 [428)|0.2 8732016 | 1.9 38 |114 | 53 3 [39 |03
8732008 | 1.1 2.2 6.6 | 53 3 [424)|0.2 8732017 | 2 4 12 58 3 |436|04
8732009 | 1.2 24 7.2 | 53 3 [419]0.2 B=#rfEEFm B=Standard stock item
- FRCHYIRBBIE S & PG,
- AIfEZKTIEL (ADO-MICRO 12D, 20D, 30D) {9 mFL ALk fE .
- See p.6 for explanation of icons.
- Can be used as a guide hole drill for long type drills (ADO-MICRO 12D, 20D and 30D).
PL 5
O
, ol o s
SR T e g o eSS - = = }
LU ‘ |
izl LCF LS
X thinning T
OAL
[ N\ N sini|
CARBIDE  1chada Elm 530 AT
ABOUT 30° B :mm Unit:mm
*@nmﬁ x| 2k e [k anlEe ﬁmmﬁ K| 2k [ |k [cnEe
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL |Stock
8732018 | 0.7 3.5 7 47 3 |3570.1 8732027 | 1.3 6.5 (13 60 3 43303
8732019| 0.75 | 3.8 7.5 | 47 3 [353/0.2 8732028 | 1.4 7 14 60 3 (42503
8732020| 0.8 4 8 50 3 [3790.2 8732029 | 1.5 7.5 |15 60 3 |41.7,03
8732021 | 0.85 | 4.3 85| 50 3 |375/0.2 8732030| 1.6 8 16 60 3 140903 o
8732022| 0.9 45 9 50 3 1371102 O 8732031 | 1.7 85 |17 60 3 [40.1|104
8732023 | 095 | 48 | 95| 50 3 [36.7|0.2 8732032 1.8 9 18 65 3 (443|104
8732024 | 1 5 10 55 3 1408|0.2 8732033| 1.9 95 |19 65 3 (434|104
8732025 | 1.1 55 |11 55 3 (40 |0.2 8732034 | 2 10 20 65 3 [426|04
8732026 | 1.2 6 12 60 3 1441|102 B=#rfEEETFESR B =Standard stock item

* WRICHYIRARIES%E P.6,
- See p.6 for explanation of icons.

s




/J\?ém;éim}bﬁﬁéﬁﬁ% 'L/twi” Small diameter carbide drill with oil holes - Long type

ADO-MICRO 12D

" |DCON

PL
. %& of o
AR e e e T . ‘("_3 A — —— s T e
LU
XFAET] LCF ‘ LS
X thinning i OAL
N AN Em
CARBIDE | hida _Elm £30 FT
ABOUT 30° B{7:mm Unit:mm
ﬁmm; i | 2k | e | ik e ﬁmm i | 2k | e | i [ e
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL |Stock
8732035 1 12 17 60 3 138.8)|0.2 8732041 1.6 | 19.2 | 27.2| 70 3 139.7|03
8732036 1.1 | 13.2 | 18.7| 65 3 [423)/0.2 8732042 | 1.7 | 204 | 289 73 3 141204
8732037 | 1.2 | 144 | 204 | 65 3 140.7/0.2 o 8732043 | 1.8 | 21.6 |30.6| 73 3 (397|040
8732038 | 1.3 | 15.6 | 22.1| 65 3 [39.2/03 8732044 | 1.9 | 22.8 |323| 73 3 [38.1|04
8732039| 14 | 16.8 |23.8| 70 3 142703 8732045 | 2 24 |34 77 3 1406|04
8732040 1.5 |18 |255| 70 3 (41203 B=tREERFHR B=Standard stockitem
- #E=ZEF ADO-MICRO 2D fEASMFLEAL,
+ ADO-MICRO 2D is the recommended pilot hole drill.
. *ﬁiﬁ.\ﬂlﬁ Guide for Icons
1‘7_”%\ Tool Materials ;EE%E Surface Treatment E@E’\Jﬁﬁﬁ Tolerance for Drill Diameter
carpipE EREE g lchAda 8= Jf Ermmees
Tungsten Carbide IchAda ichAda Coating -8309
m T%ﬁﬁ% Helix Angle ,?\;“éﬁ Shrink
R B o EEREKTIRES)
«30° Helix angle of flute for drills FIT Suitable for the shrink holder system
ABOUT 30°

&




/J\1é|jg;é\;m}l1@,ﬁéﬁﬁ% 'L/(ngg Small diameter carbide drill with oil holes - Long type

ADO-MICRO 20D

—

z
e 5
ol o\ a
P RS B ! e
Y LU ‘
XFAET] LCF LS
X thinning 'OAL
| AN
CARBIDE | hAda Elm 30 HT
ABOUT 30° BAf7:mm Unit:mm
ﬁmum K | ok [ e | Wk [mEg ﬁmums K | 2k [ mE | WK [ xinEs
EDP No. DC LU LCF | OAL |DCON| LS | PL |Stock EDP No. DC LU LCF | OAL |DCON| LS | PL |Stock
8732046 | 1 20 |24 68 3 139.8|0.2 8732052| 1.6 | 32 |384| 81 3 1395|03
8732047 | 1.1 22 | 264\ 75 3 |446|0.2 8732053 | 1.7 | 34 |40.8| 88 3 |443|04
8732048 | 1.2 | 24 |288]| 75 3 1423/0.2 o 8732054| 1.8 | 36 |43.2| 88 3 1421104 | 0O
8732049| 13 | 26 |31.2| 75 3 140.1/03 8732055| 19 | 38 |45.6| 88 3 [398|04
8732050 14 | 28 |33.6| 81 3 1439/03 8732056 | 2 40 |48 95 3 |446|04
8732051| 1.5 | 30 |36 81 3 141.7|03 B=fr#EFmM B=Standard stock item
- tRCHYIREBIES%E P6,
- #EZF(FER ADO-MICRO 2D fEASMAFLELSL.
- See p.6 for explanation of icons.
+ ADO-MICRO 2D is the recommended pilot hole drill.
PL
Eg? of o
LU |
XA LCE LS
X thinning OA'L
[N N\ NI sinnk|
CARBIDE 1 hada ELM 530 AT
ABOUT 30 BfI:mm Unit:mm
ﬁ@ﬁﬂul?%ﬁ K | 2K | e | Bk [nEe ﬁmmﬁ x| 2k | w2 | K [ RinlEe
EDP No. DC LU LCF | OAL |DCON| LS | PL |Stock EDP No. DC LU LCF | OAL |DCON| LS | PL |Stock
8732057 | 1 30 |34 77 3 [388)|0.2 8732063 | 1.6 48 | 544|101 3 [435/03
8732058 | 1.1 33 | 374 86 3 |446|0.2 8732064 | 1.7 51 |57.8| 101 3 |403|04
8732059 | 1.2 36 |40.8| 86 3 (41302 o 8732065 | 1.8 54 1612107 | 3 |43.1|04| O
8732060 | 1.3 | 39 |44.2| 86 3 [38.1]0.3 8732066| 1.9 | 57 |64.6| 107 | 3 |39.8|04
8732061 | 1.4 42 |476| 95 3 143903 8732067 | 2 60 |68 112 3 [416|04
8732062 | 1.5 45 | 51 95 3 |40.7/03 B=trAEEFmM B=Standard stock item

* WRICHYIBBIESE P.6,

- #EZEAADO-MICRO 2D fERSAFLERL.

- See p.6 for explanation of icons.

- ADO-MICRO 2D is the recommended pilot hole drill.



VIR EETR cnsconaion

ADO-MICRO 2D/5D

e

B - BRI =i a2l BREGIRA N
Lox:g,%onlg:tee\ Gt Sz Alloy Steel Alloy Steel Austenitic Stainless Steel %ﬁ*%
$S400 - S10C S35C-S50C SCM-SCr-SNCM eB{aR\e\W 55303 - SUS304 Sl Alay Sitze)
~150HB ~210HB 16 ~ 28HRC 28 ~ 35HRC SUJ2 - SUS440
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? 900 ~ 1,100N/mm?  [EASEEN CRBIVEER [
20~40~60m/min | 20~40~60m/min | 20~40~60m/min | 20~30~40m/min 20~30~70m/min 25~35~45m/min
B2 R HEE iR riz=p=3 L HEE iR BEE R HEE IR riz=p=4
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min) (mm/rev)
0.7 18,200 |0.007~0.021| 18,200 |0.007~0021| 18200 |0.014~0028| 13,600 |0.014~0028 13,600 [0.007~0.021| 15900 |0.007~0.021
1 12,700 (001 ~003 | 12,700 |001 ~003 | 12,700 [0.02 ~0.04 9,500 [002 ~004 9,500 (001 ~003 | 11,100 |0.01 ~0.03
1.5 8,500 |0.015~0045] 8,500 |0015~0045 8,500 |0.03 ~0.06 6,400 |0.03 ~006 6,400 |0.015~0045| 7,400 |0.015~0.045
2 6,400 [0.02 ~0.06 6,400 [0.02 ~0.06 6,400 [0.04 ~0.08 4,800 |0.04 ~0.08 4,800 |0.02 ~0.06 5,600 002 ~0.06
R BREFHE ]
Cast Iron Ducctile Cast Iron %E'éﬁ%ﬁ‘{¢ Axlur)r:vfif? ixﬁ.@ " ﬁﬁi’;‘ﬂ'A%‘
FCZSO FCD450'FCD600 S Titanium Alloy Pt
~ 350N/mm? 400 ~ 600N/mm? AC4C- ADC A5052-A7075 Inconel 718
F 40~50~60m/min 30~40~50m/min 30~50~70m/min 20~40~60m/min | 40~50~60m/min 5~10~15m/min
B R BHaE R Jri =) <3 IR iz o)1 L3 AR R BHaE R BHEE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
0.7 22,700 [0014~0028| 18,200 |0014~0028| 22,700 |0.014~0042| 18,200 |0.007~0021| 22,700 |0011~0.018 4,500 |0.004~0.014
1 15,900 |0.02 ~0.04 12,700 |0.02 ~0.04 15,900 |0.02 ~0.06 12,700 |0.01 ~0.03 15,900 |[0.015~0025| 3,200 |0.005~0.02
1.5 10,600 |0.03 ~0.06 8,500 |0.03 ~0.06 10,600 |[0.03 ~0.09 8,500 |0.015~0045| 10,600 |0.023~0.038 2,100 | 0.008~0.03
2 8,000 [0.04 ~0.08 6,400 [0.04 ~0.08 8,000 |0.04 ~0.12 6,400 |0.02 ~0.06 8,000 [0.03 ~0.05 1,600 |001 ~0.04

—_

1. MBI SR R EAGE M EIHR R R AEHAYER RN,

2. BB S R0 EFA M BB D HI A .

3. ATERLEMFLERE, BERBEEILIERE, (3FE3um~5um)

4 HEEFRSENN3MPa, (BIRIERTEATIERFIFZE RE, BUERZONERT
BREEEN.

5 REMINRIIBEENGERN R, TARRRBESD S IKiHEL0.002um LI,

6. HEBMEAIINTiA%}, BEZHBTMEINT.

7. NIHEEER, BSOERTDEIERT RIEFIEIGR., 55
EEETBLE, FTHERIIEXK,

w

w

N

»

o

~N

. This cutting condition chart is based on the usage of water-soluble coolant and

internal oil supply.
Please use quality water-soluble coolant with a dilution factor of approximately 20
times.

. Please use a precision filter (approximation of 3um to 5um) to prevent the oil holes

from clogging.

Although the recommended coolant pressure is 3 MPa or more, please adjust
accordingly if the level of flow volume is unsatisfactory due to the type and
concentration of cutting oil used.

. For accurate mounting, acceptable deflection of the body cylindrical part at the

shank end should be less than 0.002um, as shown in the illustrated figure.

For work material with poor chip evacuation characteristic, please perform step
drilling as required.

Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.




PIHIZRAEETR comocondton
ADO-MICRO 12D/20D/30D

Heipd - BRI BREHN AW EELy sl X
INTAA% Low‘CLarlogﬁ Steel S3C5aréon;t;e(\)c ScMm AgocvsreelsNCM Scm A;O(Y:STEHSNCM Austenitic Stainless Steel . !'%Zﬁ%mst |
rk . . +SCr- +SCr- . pecial Alloy Steel
SR ~210HB 16 ~ 28HRC 26~ 35HRC [t R SU )2 - SUS440

~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? 900 ~1,100N/mm?  [EISREN CREIVRER (G5

20~40~60m/min 20~40~60m/min 20~40~60m/min 20~30~40m/min 20~30~70m/min 25~35~45m/min

B L3 HEE L3t B E L3t HEE R B E e iz =<1 iR Jriz g
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min™) (mm/rev)
1 12,700 001 ~003 | 12,700 |001 ~003 | 12,700 |0.02 ~0.04 9,500 |0.02 ~0.04 9,500 001 ~003 | 11,100 [0.01 ~0.03
1.5 8,500 [0.015~0045] 8500 [0.015~0045] 8500 [0.03 ~0.06 6,400 |0.03 ~0.06 6,400 [0.015~0045 7,400 |0.015~ 0.045
2 6,400 |0.02 ~0.06 6,400 |0.02 ~0.06 6,400 |0.04 ~0.08 4,800 |0.04 ~0.08 4,800 |0.02 ~0.06 5,600 002 ~0.06

IREETEEL

! Ducctile Cast Iron %Eﬁﬁ%#r Qﬁ?%ﬂ EKA% m?&ﬁﬁ
0 FCD450-FCD600 Aluminum Alloy Al S o Heat Resistant Alloy
3 AC4C- ADC A5052-A7075 . Inconel 718
400 ~ 600N/mm?

I
i

40~50~60m/min 30~40~50m/min 30~50~70m/min 20~40~60m/min 40~50~60m/min 5~10~15m/min

L2t ricpezs 29t Jrip 29t yrii=pecs 23 SR 23 pricpec

ee d Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min™) (mm/rev) (min™) (mm/rev) (min”) (mm/rev) (min) (mm/rev) (min") (mm/rev)

1 15,900 [0.02 ~0.04 12,700 |0.02 ~0.04 15,900 |0.02 ~0.06 12,700 | 001 ~0.03 15,900 | 0.015~0.025 3,200 [0.005~0.02

1.5 10,600 |0.03 ~0.06 8,500 |0.03 ~0.06 10,600 |[0.03 ~0.09 8,500 | 0.015~0045( 10,600 |0.023~0.038 2,100 |0.008~0.03

2 8,000 |0.04 ~0.08 6,400 |0.04 ~0.08 8,000 |0.04 ~0.12 6,400 |0.02 ~0.06 8,000 |0.03 ~0.05 1,600 001 ~0.04
1. HETEI SR B ER 2GR ETH R R NS S R T E R, 1. This cutting condition chart is based on the usage of water-soluble coolant and
2. 151t MR 20 BRI RGBT B internal oil supply.
3. RTRALEHMPLIEER, BEAEEITEEE, (BEE3um~5um) 2. Please use quality water-soluble coolant with a dilution factor of approximately 20
4 HEFRIRESIN3MPa, (BIRIERTERAIEIERNE RE, BERARINERT times.

EEEED. 3. Please use a precision filter (approximation of 3um to 5um) to prevent the oil holes

5. RENNIRNEEINEGERNR, TIRERRED2/IRIRIEL0.002um LITatniE. from clogging.
6. HEBMERIINTHERL, &S Tt T. 4. Although the recommended coolant pressure is 3 MPa or more, please adjust

accordingly if the level of flow volume is unsatisfactory due to the type and
concentration of cutting oil used.

. For accurate mounting, acceptable deflection of the body cylindrical part at the

shank end should be less than 0.002um, as shown in the illustrated figure.

For work material with poor chip evacuation characteristic, please perform step

drilling as required.

For holes deeper than 12D, please use a 2D type drill to prepare a pilot hole prior to

processing.

. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

7. 63120 BULA ERIERSRBHTANTIRY, 155520 BUaaSLt{TRALIN
I.

8. INTHES SN, BSLEMIIEIRAT SRIEFROELHF. S5
EERTBOLE. AR EKK.
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Kwﬁﬁﬁbulﬁ;ﬁ Recommended drilling method for deep-holes

ADO-MICRO 12D/20D/30D

MfFEHADO-MICRO 2D #1775 m*FLiInT @K DAL LLAEEE (n) =500~1000min™" KPR
Make a pilot hole with the ADO-MICRO 2D. —F{E\Etﬁ%jgl?ﬁ)\
#EZFEH ADO-MICRO 2D (Stimf140°) {9 ADO- Insert the long drill into a pilot hole with a low revolution of
MICRO 12D / 20D / 30D EmALINT AR, 500 to 1,000 min-' (n).

o

The ADO-MICRO 2D (140°point angle) is the recommended 7 DC.
pilot hole drills of the ADO-MICRO 12D 20D ./ 30D. 4

ADO-MICRO 12D,/20D.30DHYE/R(DC) g

DC+[+0.01,°0] /

N @IEEE S EEFHA T

Increase the revolution to the designated speed and start
i 1XDC~2XDC drilling.

27 L(j
K ESEEBINTA, ESMHPLINTATE R FX-ZDSRALMI ] / \\\\
5, ADF BRA @ T LTI T. /4

When working on a curved surface, use the FX-ZDS (end mill for
counterboring) or the ADF (carbide flat drill) to counterbore a flat

surface before drilling a pilot hole. @DDIE, Tfiﬂj[fﬁ%ﬂi E[fﬁ%%ﬁ}bﬁfﬁ‘, iﬁ*%‘
BEEE(EZE500~1000min ' ZEARH
After drilling, move the drill away from the bottom of the hole;

then reduce its speed to 500 to 1,000 min~' (n) while pulling it
out of the hole.

140°

I

7 /
MBS MERARTIINEITINT

Make sure to use internal coolant supply when drilling.

iﬁﬁ_CPZE’\J}LZ]nI‘ ® ® Fordrilling applications exceeding ¢2...

BRE LRS! TEN- ARG EAERSEHL
Carbide Drill Series Carbide Drill Series for Stainless Steel and Titanium Alloy
AD-ADO ADO-SUS
£ = == 2N £ = == 7N

Scan for product catalog Scan for product catalog

ADO-SUS




shaping your dreams

BRt#l ( L) BEITRARAH

0OSG Corporation

BXEAL (EiE) 4558

ohik: _ESHRTRICTER11338 KTskiEL 33T1702110E1003-0755T

E3iF: 021-52552588; f€H: 021-58883300; HB4m: 200051

B (L) FTimBShT
Hb: TSRS SR 1-2&MAE1004=
EHiE: 0510-82739271; {EEL: 0510-82739220; HB4R: 214074

BREAL (EH8) SFEHESSHT
it SEmESXICES 7BEE18012=
F3i&: 0553-5868160; f&H: 0553-5868190;  HB4": 241000

BREA (i) AINESFT
stk : Z3 Tl REIXEEEIER 181 SERAE1511=
EBiE: 0512-62388327; {&HE: 0512-62388320; HP4m: 215028

BXEH (EH8) FulRLIIESH
ik HuNmRLLREIR %66 S 4 nu031E1703%=
EiE: 0571-82757757; {&H: 0571-82757767; HB4H: 311215

BXEANL (EiE) TREESAT
ik AT E TR ER XEEaRESS KL AE401-3%=
EHiE: 0574-88161548; f&€H: 0574-88134670; Hp4H: 315199

XA (i) TINDRA
ol TMNTERIAXMAIFEES 157 S{RFRICREBA17015E
F3iE: 020-38210423; f€H: 020-38210425;  HB4": 510610

BREH (L) HRYIIESFT
itk SRYIFEEREREERER2129CE (fBRIHISALN)
FiE: 0755-83566532;  {&E: 0755-83558854; HB4R: 518048

BRLA (L) HDHIZESSAT
itk TP BRI S AT e 23 ER4SE
EHiE: 0772-8250338;  {&E: 0772-8250328;  HB4R: 545006

BRLA (L) ItRD AT
b JERhEAREXERE ISR 19 S ERRAEARE18-05C
EHiE: 010-85261018;  {&E: 010-85261016;  HB4%: 100004

BXtHl (Ef) REDLA

it REBHHIFXE D11 SHFAIETAE10E1018%
BiE: 022-23037566;  f&HE: 022-23037577;  H#B4: 300020

BXEA (EE) *BINEESSHR
otk AR EARNEREEE S B LLESE LR 1 SB3 5115551002
FBiE: 186-3092-1318; HRgm: 450016

BRLH (L) PAZRSESSAT
ol FaZiARRX RURAERHERER 135443513012
FHiE: 029-88860594; &5 029-88860594;  HB4%: 710000

B (L) KESAE]
bt REFFAXIUCERRAEB2006
FHiE: 0411-87655185;  {&H: 0411-87655186; HB4w: 116600

XA (EiS) BRHAR
ek FHMHhItXEEE30SHA 1735115572803 =
FEiE: 0532-66775787; {EE: 0532-66775797; HB4m: 266034

BREA, (L) MEPREESSHT
Hhit: SEPHMEATEX SXEEb#ET555 SEE T HRINS#32-04
FHiE: 024-22852762 f€H: 024-22852763 BR%m: 110021

B (L) KESESMH
ik KEHEMXEA ARS8 SRREEIR2AIT1405E
FBiE: 0431-89388499; €58 0431-89230366; Hp4H: 130012

BXEAL (EHS) BREBESSHT
ik pERTEREX AR IR 7 SE R ERR215 1 5558035
FEiE: 028-65783992; f€H: 028-85005292; Hp4m: 610042

XA (E) EROANA
ik ERHA X EAESIR18S FiaEiamuL 41812-1
EBiE: 023-67136872; iRZm: 401120

BRLH (L) HiXSESAT
bt BN LR X =PRI TERRB 1225052
FHiE: 027-85557360; &8 027-85557350;  HB4%: 430010

BXtH (Ef) RIDESH

bt SRR OKHETHEE36541ESOHO 1613
FHiE: 0731-88620770;  {&E: 0731-88620770; Hp4m: 410000

Http://www.chinaosg.com

e ory 400 888 2086

9:00~12:00/13:00~17:00 RitEks*

E-mail:business@chinaosg.com
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