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Carbide Long Drills with Oil Holes 40xD & 50xD
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Enter the world of ultra-efficient deep-hole 50xD drilling
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Unique R gash geometry enables super low cutting
resistance and exceptional chip control

?ﬁﬁi’g *gitﬁ New flute specification
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New flute specification with smooth chip evacuation and high
tool rigidity qualities ideal for ultra-deep-hole applications

ENIERY25 RN

Highly rigid 25° helical flute

R gash geometry PAT.P in Japan
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Breaks chips into small and manageable pieces with superior chip evacuation capability

ADO-40D 50D REFZF#)
(R Gash)
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Competitor (Straight Gash)

BEHER, RE#K

Chips are curled tightly with no elongation

b ly

BEHNE, B

Chips are loosely curled and are prong to elongation
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Work Material
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S 160 Work Material
IR - 80m/min (8,493min)
Cutting Speed
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INT44%}E : SCM440(82 ~90HRB) R~ : ¢6X50D  tIHJRRE : 300mm
Work Material Size Depth of Hole
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Coating
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Wear-Resistant Layer
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Nano Periodical Layer

REMERME - WAE, FELHERNRE, ERRKEGNR
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Constructed with extreme toughness, high wear and heat resistance
characteristics to ensure stable and consistent tool life
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Coating Color Coating Structure Hardness Oxidation Temperature e RRE Strength roughness | Resistance Resistan%e Toughness
Fe Cr, Si RYSKEHFAE
Interferénce Color Nano Periodical Layer 40 1 11 00 @ © O © © @
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DDI%&}E Cutting Data

. EB ﬁ%ﬁﬁ}b}]ulmﬁgﬁ%ﬁ Long tool life even in ultra-deep-hole drilling applications

5? 8 2T #2 second Step
ize EETE Q) ® ®
Tool ]
PN p S /NI (50D B B ASIRTLS
Work Material SCM440 (2:4) ADO-50D = L\Cccl)mpzlziior ) = GL\uEDI:ﬁI g
IRIRE 39Tmm MR 62.8m/min 70m/min 60m/min
Depth of Cut Cutting Speed (2,500min") (2,787min") (2,389min")
MR ASEHETISER
chJElJanF]‘?fJ Kwﬁate&r.gﬁdbim HHATEE 750mm/min 418mm/min 143mm/min
Feed (0.3mm/rev) (0.15mm/rev) (0.06mm/rev)
BRI EhCIn Ay
Machine Horizontal Machining Center $£1I172 . SMAFLIFE4O0MmM  First Step : pilot hole at depth of 40mm
INTFLEL Number of Holes HINTRiE ADO-50D
100 200 Cutting Time After drilling 256 holes
ADO-50D 2657, Holes PTAKSEINT 192048
Still Running 1'4

AR~ o 2NDOF

® (S0DE) 6070 Holes [EMA 19258
Competitor Breakage
® HBATNRALE BEiR-Eit 33178
Gun Drill Wear and replacement 317"

. ED EZEEE H,}]Z]u I*j *Sl'mﬁggﬁi /J \53\ %tﬂg Effectively breaks chips into small and manageable pieces even in sticky work material
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f ADO-50D AEFR(S0DH) ADO-50D fenalam
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j\}\Eoﬁﬁiirial SCMA420H w B
YRR 60m/min 50m/min q#(‘_'a' tﬁ % ﬁ'
Cutting Speed (3,822min") (3,185min"") i —
HEERE 955mm/min 636mm/min
FeedLF (0.25mm/rev) (0.2mm/rev) IHI”II”HI”' H”””llllllll
et 250mm (E) ADO-50D A T5727L/5
phorTee n After drilling 572 holes
pau[ElIhe: bl KA ML EHF =
Coolant Water-Soluble
{SEFEAAR SIREER
Machine Multifunction Lathe

INIZFLEL Number of Holes
100 200 300 400 500 600
Wear and replacement
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Ij\] ;é\;m}bﬁiﬁé S7 ;ﬂ.—%}[}%ﬁ Carbide Long Drill with Oil Hole

ADO-40D
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R thinning OAL
RS S s SCIEFRIFARES 140°9.  Tolerance of the point angle is 140°.9:

CARBIDE Eai N o

giks o8 %25 AT

About25° Bf7:mm Unit:mm
HmS SR E SN TRE  1EK 2K ATES L) Sim | BEF
EDP No. DC LU LCF OAL DCON LS PL Stock

8717300 3 120 129 179 3 49 0.5

8717400 4 160 172 222 4 49 0.7

8717500 5 200 215 265 5 49 0.9 o

8717600 6 240 258 308 6 49 1.1

8717800 8 320 344 394 8 49 1.5

8718000 10 400 430 490 10 59 1.8
RETRESERENINER, BXHATMIENMLEE. O=tnfEERFR O=Standard stock item
Drills may have some discoloration, but it dose not cause any performance problems.
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About25°

CARBIDE
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Rthinning

1 7 j

LCF LS

OAL

SCIRFEOERER 140° § Tolerance of the pointangle is 140° 9

B :mm Unit:mm

- owe | = IR DL
8718300 3 150 159 209 3 49 0.5
8718400 4 200 212 262 4 49 0.7
8718500 5 250 265 315 5 49 0.9 O
8718600 6 300 318 368 6 49 1.1
8718800 8 400 424 474 8 49 1.5

REATRSBERETHINER, EXFAFHEIEERE.

Drills may have some discoloration, but it dose not cause any performance problems.
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1‘7_“%\ Tool Materials
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CARSID Tungsten Carbide

EgiAs

;ﬁ% Coating
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EgiAs Coating

O=trEREFEmR O= Standard stock item

E@E"Jﬁﬁﬁ Tolerance for Drill Diameter
A ROLERITRE
<

Tolerance for drill diameter
e8

m T\%ﬁﬁ% Helix Angle
aay RSN

Helix angle of flute for drills

#25° FIT

About25°

,;\;“{éﬁ Shrink
HEFR KRR

Suitable for the shrink holder system
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PIBISRAEIER cun condiions

ADO-40D/50D

Pas
- (RN B S s A8 i
DDI;M;H_ Mild Steel - Low Carbon Steel Carbon Steel Alloy Steel = o
o $5400 - S10C $35C- S50C SCM - SCr- SNCM (€ 20.3%)
crial i — 0 SCM440
150HB 210HB 16 ~28HRC 28~ 35HRC
~ 2 ~ 2 P 2 i
500N/mm 710N/mm 710 ~ 900N/mm 900 ~ 1,060N/mm?
60~90m/min 60~90m/min 50~80m/min 40~70m/min
L3 priz =y R Eiz =)< LSS iz =1 R JEiz =)<
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min") (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
3 7,500 0.06~0.12 7,500 0.06~0.12 6,400 0.06~0.12 5,300 0.06 ~ 0.1
4 5,600 0.08~0.16 5,600 0.08~0.16 4,800 0.08~0.16 4,000 0.08 ~ 0.14
5 4,500 01 ~0.2 4,500 01 ~0.2 3,800 01 ~0.2 3,200 01 ~0.17
6 3,700 0.12 ~0.24 3,700 0.12 ~0.24 3,200 0.12 ~0.24 2,700 0.12 ~ 0.21
8 2,800 0.16 ~0.28 2,800 0.16 ~0.28 2,400 0.16 ~0.28 2,000 0.16 ~ 0.24
10 2,300 0.2 ~0.35 2,300 0.2 ~0.35 1,900 0.2 ~0.35 1,600 02 ~03
{773 BREHEL N
Cast Iron Ductile Cast Iron Stainless Steel
FC250 FCD450-FCD600 SUS300/400 {&
~ 350N/mm? 400 ~ 600N/mm? 480 ~ 800N/mm?
REIRE 60 ~90m/min 50 ~ 80m/min 40 ~ 60m/min
BE L3t B E LS riz=p=4 L3t HieE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min) (mm/rev) (min) (mm/rev)
3 7,500 0.06~0.12 6,400 0.06~ 0.12 5,300 0.06 ~ 0.12
4 5,600 0.08~0.16 4,800 0.08~ 0.16 4,000 0.08~ 0.16
5 4,500 01 ~0.2 3,800 01 ~0.2 3,200 01 ~0.2
6 3,700 0.12 ~0.24 3,200 0.12 ~0.24 2,700 0.12 ~ 0.24
8 2,800 0.16 ~0.28 2,400 0.16~ 0.28 2,000 0.16 ~ 0.28
10 2,300 0.2 ~0.35 1,900 02 ~0.35 1,600 02 ~035

1. IR RAEERER T AE IR SEmE SN T.
(BRI TAHERE MQL)

drilling in stainless steels is not recommended).

. The indicated speeds and feeds are for drilling with water-soluble coolant or MQL (mist

2. BEAHER204Z ~30EM B A IR, 2. Water-soluble high density coolant (20-30 times dilution) is recommended.
3. (ERSRMIEHERIRT, EEEEIR ETERKENT0% £A, 3. When using non-water-soluble coolant, set the cutting speed between 70-100% of the lowest

4. 152% p 6l RN T 75%" BHTSEFAIINT.

5. HFLERZIEMITIRERNER, BSLREMIRETIEE.

6. INIEREEMHA, H{T1D~2D HMEEInT.

limit.

o n b

. Make a pilot hole before using in accordance with the recommended operation.
. Aclogged oil hole can lead to breakage. Make sure that a filter is attached to the oil feeder.

. Peckdrilling of 1D - 2D is strongly recommended.

*If it is difficult to process or if the straightness of the hole needed to be improved,
use the coolant-through carbide drill ADO-20/30D after drilling a pilot hole, then
process with the ADO-40/50D. When processing with 3 tools, the ADO-40/50D may
be used at a more aggressive cutting condition than those listed above.

X INTEMHFHNEANEHENERT, BESHEANIE, EANSHAERSE
£$3LAD0-20D/30D#4TINT, Z/EHEHERAADO-40D/50D#THNT., FEH=
MIEMIMERT, ADO-40D/50D AlfE ALY BREIEIK 4R ERALIEI KM
7T,



}Eﬁﬂﬂlﬁ% Operational Guideline
ADO-40D/50D

MADO-5D, ADO-TRS-5DEH A, 10T @LAEE#(n) 300~500 min™ 7 # B & i i 56

Make a pilot hole with the ADO-5D or ADO-TRS-5D. ;';‘R}Lﬁlj?ﬁ)\
#E7F ADO-5D, ADO-TRS-5D (5imfa140°) Insert the long drill into the pilot hole with a low speed reverse
{E/9 ADO-40D / ADO-50D NS MFLINTAIE. revolution of about 300 to 500 min- (n).

The ADO-5D and ADO-TRS-5D (140°point angle) are the recommended

pilot hole drills of the ADO-40D/50D. 7/ // % ==
o
/) A
ADO-40D.~ ADO-50DEIE{2(DC) 3 &
DC+0~0.05mm //"

7
ECSSSTT - OREETS
Increase the revolution to the designated speed and start

5xDC drilling.

7/
KRN TAS, ES 7L TR S FX-ZDSRFALINTIEET] / X
5 ADF BEfR A @ L s TR RAGRILINT.

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. @}JHI}'E', ﬁﬂjﬁ%w' E%%%F?LEE: %;l%
B35 (n) FEEZ300~500min" 2GR H

After drilling, move the drill away from the bottom of the hole,
0 < then reduce its speed to 300 to 500 min-' (n) while pulling it
> \-‘ out of the hole.

140°

K INTEMSENEANEHENERT BESEILNIE,
FERANLMFERS 5L ADO-20D/30D#TINT, Z/E
B{EAADO-40D/50D#TIN L. FR=MTENIHNERT,
ADO-40D/50D T fsf FREVIETF LI HI K43 (p.5) BEEAITIRISZ

4TI T.
GE2 Y, SA
If it is difficult to process or if the straightness of the hole needed to XJJHIH?]WE%M‘@FH pgl?j‘j_it
be improved, use the coolant-through carbide drill ADO-20/30D after i il
drilling a pilot hole, then process with the ADO-40/50D. e A

When processing with 3 tools, the ADO-40/50D may be used at a more
aggressive cutting condition than those listed in the recommended
cutting condition table.

%HERTI?EM’EXY]'E:}EE Manufacturable Range of Special Sizes #f:mm Unit:mm

E@;‘@[ﬁ E_”Jl]I;?TEJg Maximum drilling depth of hole

Diameter
range

3 209 R I R 10

~4 | 262 P 200
~5 | 315 P 250
~6 | 428 360
~7 | 456 P 380
~8 | 500 P 430
~9 | 500 P 420
~10 | 500 P 420
~11 | 500 P 420
~12 | 500 Pl 420
~13 | 500 2N 410

!
~14 500 B 410

I
~15 | 500 P 410
~16 | 500 | 450 | @ @ 400

BAZK, BAERKNSTENSEABRZNIER FHKE. HWERIRIEE Manufacturable range

XFERBEMIRT - KE, BRIMNSEIANTHE  KAAR.
The above chart indicates the maximum overall length and maximum flute length of each range's maximum diameter.
For sizes and lengths outside of the above parameters, please consult with your OSG sales representative.
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shaping your dreams

Bt (L) BEIRAERAH

0SG Corporation

BXtAN (i) A<E8

dofik: B TRIKTE’1133S KRB 33T10A1E10E1003-07585T

FEiE: 021-52552588; fEE: 021-58883300;  HB4®: 200051

BXtA (EH) EHRESH
Hollk: TRTES STEE1-28HAE1004=
FEiE: 0510-82739271; {&H: 0510-82739220; HP4w: 214074

BAEH (i) FoHAESAr
Hoht: TS BT ET %BEE1801=
E8iE: 0553-5868160; f£HE: 0553-5868190;  MB4R: 241000

BN (Ei) HBINSESAT
ik SN T EIX SRR 181 SEIRAE 15112
FBiE: 0512-62388327; {&H: 0512-62388320; Hp4E: 215028

B (L) SIS
bt HH AL X ER IR —ER66 S 4 031817032
FHiE: 0571-82757757; {&HE: 0571-82757767; HBw: 311215

BREA (L) TRESSAT
bt AT E TR EN N X ERR S XICEAEA01-3%=
FHiE: 0574-88161548;  {&E: 0574-88134670; MB4w: 315199

B (L) D AE)
bt NIRRT 157 S4RFICAEA17015
FEiE: 020-38210423;  f&HE: 020-38210425;  fB4R: 510610

BXH (Eis) RYISESSAn
ik SR IHEEXEREERERR129CE (BRIBEKISALHO)
FEIE: 0755-83566532; {&EH: 0755-83558854; Hi4m: 518048

BREAL (Ei) #MHNEESSER
ol RN TR BRI AT AR 2IEE23 R4S 5
FaiE: 0772-8250338; &8 0772-8250328; R4 545006

BREAL (i) dEmDRE
ik JEERTHEAPRXEE SN 19SERRAEARE18-05C
FBiE: 010-85261018; f&€H: 010-85261016;  HE4%: 100004

BREH (EE) REDNE

ik KRR XS 1SHIFRIHAE10E10182=
FBiE: 022-23037566; fE8: 022-23037577; #B4%: 300020

EREAL (L) ABMESFr
ek SATREEARN TS SE LRI 1 8535115551002
EHi%: 186-3092-1318; HR%w: 450016

BXEAL (L) FaRESs
Hotik: PRRTARRRRUSAERTIERER 13 SHE3585T301=
E3iE: 029-88860594; f&E: 029-88860594;  HB4®: 710000

Bt (LE8) RESAT
b KIEFAXE{CERRAEB2006
EiE: 0411-87655185; fEE: 0411-87655186; HB4m: 116600

R (Eif) BRHAE
it SBHHAERNEE30STaIAT 3 SHk285T12022=
FHiE: 0532-66775787  {&H: 0532-66775797  HB4m: 266034

BREH (EH) EBHEESAT
Hotik: SEBATREATEX X555 LeEEt RN S32-04
EiF: 024-22852762 fEH: 024-22852763 hipg®: 110021

B (L) RKESFS
ik KEDEMXES ARS8 SEREER2EIT1405=
EBiE: 0431-89388499;  {EH: 0431-89230366; Hf4m: 130012

BREHL (EH) RERESSFT
otk pERTEVEX AR IR S RER21% 1 85T803S
EiE: 028-65783992; f€H: 028-85005292; HiR%R: 610042

Bt (L) ERDAE
et SRMNIREZETESIIEK18S Fiatlamuh 4E12-1
E3E: 023-67136872; #R%m: 401120

BREAL (L) EiRESH
oflk: HIRMLE X =PHES I IERRB 18525052
EiE: 027-85557360; f&&: 027-85557350;  HB4%: 430010

BRLH, (L) RIDESFT
fik: SRR O XA T 36 S4ESOHO 1613
EEiE: 0731-88620770;  {&H: 0731-88620770; HE4: 410000

Http://www.chinaosg.com

ey 400 888 2086

9:00~12:00/13:00~17:00 RékEw5

E-mail:business@chinaosg.com
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