Small Diameter Carbide Drills Vol.4

IMEBRS T HhK

AD-MICRO 4D-10D
ADO-MICRO 2D-5D-12D-20D-30D

B INSMERALimE

External lubrication type added

AD-MICRO
4D-10D: ¢0.5 ~¢3

Hi+5025%

502 items total




/ J \?éﬁﬁéﬁsﬁ% AD = M I C RO Small Diameter Carbide Drill

o] LA T/ M2 FLBROEZE N T !

Facilities stable, uninterrupted machining of small diameter holes!

yJ D gﬁ%&tﬂ Cutting edge honing

SE IR B $00 14 RO AR R 1

Enables high wear and chipping resistance

BINEE .

PE(ERAmFIRE D, SEIMLNB T

Reduces thrust resistance and enables effective chip breaking

S EG &tﬂ Shoulder Edge Guard (SEG) Pat.P.in Japan

s SRR AR AR IR HBMT O2LLERT

Prevents chipping of peripheral corners Applicable to sizes over 62

Ke ptA i,%% coating Pat.P.in Japan

EGMRTENRERE

Optimal coating for small diameter tools

A SCHLEZE NN TRIRETIBF R

Stable chip control that enables uninterrupted machining

NRFIN T EZDFIRIFETHEBRIARRE.

AD-MICRO EEHRENTIBRRFIHBRIHEEMEE,
ALRESZHNM I SRR S, SUREMELSLINT.

Problems in small diameter hole machining predominantly stem from unstable chip evacuation. The AD-MICRO addresses this with

its optimized chip shape and superior chip evacuation properties. This design facilitates consistent, uninterrupted machining across
a broad spectrum of work Materials and machine tools.

VBRI TR BRI RO it

Cutting edge specifications and flute shape optimized for small diameter holes

RUERTIBAZA AT SLIMEFLASESL N T

Enables uninterrupted machining of small diameter holes with stable chip formation

LI AD-MICRO 4D ¢1.6 AD-MICRO 4D ¢1.6 ﬁfﬁ%

w&mrial Sus316 + g : ﬁ 2 ’
A 0.32mm MEINT ‘”@?’ e
Machining Method Step Drilling (0.32mm step) » ‘?'-!‘ ‘é
ISR 20.1m/min ‘i% }

Cutting Speed (4,000min") =

BHAHRS 130mm/min e i}%ﬁ

Feed (0.0325mm/rev) % -
EIISE KBRS (SMERGLH)

Coolant Water-soluble (External)




EEARTHIG

Abundant size variations

ADE 10D ®Z251F 3150258

251 items each for the 4D and 10D types, totaling 502 items

L EHZRBENG0.5E @3, RILL0.01mm BIEEEF, ERFEH/NERAIINT

Available in drill diameters from ¢0.5 to @3, with increments of 0.01mm, to support a wide range of small diameter hole machining applications

RERI/NMRFLINT

Stable small diameter hole machining

2 SREEERNMLIE, ReTIRENFINT

Precisely controlled drill specifications enable stable hole machining

- AT SEHISESLETRRIFE4 U m (1 KeptA iR R

High-precision KeptA coating that achieves a drill diameter tolerance of 4um

ERNRIMIHL KeptAiRE, BERRIE
EXBUEMRENREEE, XUSHHBSERE
EERBTE, BRIREMI

Optimized for small diameter hole machining, KeptA coating ensures stable
machining by delivering excellent surface smoothness and consistent film
thickness control, which leads to superior chip evacuation and high-precision
diameter tolerance.

%E%E Surface of Coating

AD-MICRO

L&

Conventional

KeptA 2 OSG R ST HEMEIT.

KeptA is a registered trademark of OSG Corporation.

- SLINFSIRE 2 K Bk 2SRRI BRI S

Shank accuracy allowing for stable runout precision when mounted

WREBREEXI R h422 2 (0/-0.003)

Supports shank accuracy h4 tolerance (0/-0.003)

I EERRER, ERERS®

Suppresses chipping at the drill shoulder for extended tool life

81 SEG LI rpat.p.insapam IDHISMEEENARIER. BER/VERRFETRENT

SEG minimizes outer corner chipping, enabling stable machining even in small diameter deep holes.

MIERATF 2L ERYT
Applicable to sizes over 2
TR AD-MICRO 10D ¢3

ool

T4
Work Material SUS304
LA 0.6mm I#EINT
Machining Method Step Drilling (0.6mm step)
TIRIERE . .-
Cutting Speed 9.4m/min (1,000min")
Feed 60mm/min (0.06mm/rev)
IR 21mm (&7,
Depth of Hole Blind
TOHEIHE AKTEELIRIRFR (FMERELE)
Coolant Water-soluble (External)
{SEFRAIA ST A (BT30)
Machine Vertical Machining Center

B SEGAHE

1nT1,4007LiF

With SEG, after drilling 1,400 holes

FoSEGALIE
MI30%E

Without SEG, after drilling 30 holes

FTRER{E R

Still good for use

SMNEEERFRARIR

Damage to outer corner




INEARBTHFLBERESEESL ADO-MICRO ivumecmeonora

INERFLINTI R [FRE] B f%’?&?

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

BEHEX, HFBEX

Large flow volume enables superior chip evacuation

mwﬁ Double Margin

REEHREE

Supports straightness of drill direction

LA
_

IChAda %E Coating
MRAFREGBE

Provides excellent surface smoothness

BT HARRIHEBIE

Features that enable outstanding chip evacuation performance

BERIEE P.7 H=H!
° Flute Structure See the benefit of this feature on p.7!

XEE,\J/J\ éi%}[:mﬂggfm%fﬁﬂﬂl Stable performance even in difficult small diameter deep-hole applications

@E}T‘-* Extended Flute @%@y]%*ﬁ Removed End of Margin

BN SeimtEREa Y Kk, BEAERN BERB I HE H A S ERETBSNENMMIEB, XES
At HRRITRARBIRE Z—

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.

3 BUEREE P7 =)
° 1 } Oil Holes See the benefit of this feature on p.7!

WEPE AT, BUREX, SCHIRERIEE

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

EFRTR . HARER 01.5
Tool ADO-MICRO 12D ¢1.5 Compet?tnor
thzsg], ]
Hollow Shank Hollow Solid
P AR (PIEBELHH) . R
Coolalnt Water—solluble (Inte?nal)l (ml/min) Coolant Flow Volume
WSER 1.5Mpa 7 ¢
Coolant Pressure : 60
P E] 60%)
Time of Lubricant Supply sec. 50
40
ADO-MICRO EHEAATIF=ER competitor
30
thz3,
Hollow Shank 20
10
(T%) 0
mage ADO-MICRO 12D HA TR

Competitor




RPERFLBRERSEIN L

Stable performance even in deep-hole applications

W RIHEGLESNEHRERES, TREMT
RN T A EEARS LIRT

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 (R7J%)

double margin

A

A= B (BRTDT)

Conventional (single margin)

Tool

AT H:ADO-MICRO 20D ¢2

NI+ :SUS304

Work Material

INTREE :40mm
Depth of Hole

TEININT, INTHFRRSIE

Approximately 9 times the drilling efficiency by non-step drilling

RIfERIRFLRER T RN T, SCIEERINT

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

BHIHT_ITE-_I [@/}L] Drilling Time [sec./hole]

O Nl B

ADO-MICRO
1 2D 3@ sec.

LA™

Conventional

v4
fERTR ADO-MICRO 12D ¢1.5 KAEr=am

Tool Conventional
TR

Work Material SUS304

INI5HE FHEEINT MEEINT (@Ri#£R0.5mm)
Machining Method Non-step Drilling Step Drilling (0.5mm step)
HIEIEE 50m/min 28m/min

Cutting Speed (10,610min") (5,940min"")

i 318mm/min 89mm/min

Feed (0.03mm/rev) (0.015mm/rev)
TIERE 12mm (54l) BSEA

Depth of Hole Blind  with pilot hole

FOHUHER BTN (PIEBELH) | AEMELTHBER (FMERELH)
Coolant Water-soluble (Internal) Water-soluble (External)
{(SEFRHIA NI (HSK-A40)

Machine Vertical Machining Center

Coating

BEH=UFRAEYEER IchAda sz

IchAda coating with excellent surface smoothness

Coating

enable small diameter tools to achieve long tool life

SEEmEEmAE, HEGEE, LSSHMVE
TRKEH.

The excellent smoothness in conjunction with high abrasion resistance and heat resistance

%}%ﬁﬁ Surface of Coating

ADO-MICRO M

m—10um

IchAda 2 OSG4IVt HYiEMEHR.  IchAdais a registered trademark of OSG Corporation.



}JDI&E Cutting Data

W B EMZERAIIMNRAEH, LIRS TA 55N

Stable machining of stainless steel on automatic lathe with external lubrication

HHIS‘L%I Number of Holes

2?0 4?0 6?0 890 1,0‘00

aJ4kEE

Still Running

1,000 }l.: Holes

YIHI7DEAT0 - AR

Large cutting edge chipping and welding

FHATR

Tool AD-MICRO 4D ¢3

Tk

Work Material sus3o04

LA 0.9mm fiEiNT AD-MICRO
Machining Method Step Drilling (0.9mm step) 4D
TIEEE ; in- .

Cutting Speed 18.8m/min (2,000min") [C,;{j%mﬁ
Food 120mm/min (0.06mm/rev)

PIEIRE 9mm (57.)

Depth of Hole Blind

THIHH SHELTHIER (SNEREEH)

Coolant Non-Water-soluble (External)

(SEFEHAR CNCHEEZER

Machine CNC Automatic Lathe

AD-MICRO 4D (1,000,

Holes

LAEF=ER (3004L)

Conventional Holes

W HDAEIN T S AR E Nt RE T K5

Long tool life even in martensitic stainless steel

HDI}Lﬁ Number of Holes

2?0 4?0 690 890 1 ,qOO

900}'; Holes E.ré&ﬁ
900}[, [TPPY Still Running

600?'-! Holes =
400}[} Holes gh

Wear

#HIR AD-MICRO 10D ¢1.6
T
Work Material 5US420J)2
TEx 0.48mm Ki#EinT AD-MICRO
Machining Method Step Drilling (0.48mm step) 10D

s i inr
Eﬁing Eeed 30.2m/min (6,000min™) EATER
. Competitor
’gﬁﬁﬁ 195mm/min (0.0325mm/rev)

13 16mm (§fL)
e S AD-MICRO
U= IKFEIETIRURER (FMERAEH)
Coolant Water-soluble (External)
{SEFRHAR T (HSK-A40)
Machine Vertical Machining Center

Hfth/> " =5 (5007.)

Competitor Holes

10D(502¥L)

oles

W EI/NEREH, SRS SWRFAAIRENT

Stable deep hole machining of alloy steel with external lubrication

BHIR AD-MICRO 10D 1.6 PNTFLEL Number of Holes
T S0 I L R
Work Material SCM440 (Raw Material) 1 600?[: |
T 0.56mm BT AD-MICRO . L g
Machining Method Step Drilling (0.56mm step) 10D 1,500%L Holes Wear
| . Fe
Eﬁﬂ%&ee d 40.2m/min (8,000min") BATR B
N Competitor
%ﬁﬁﬁg 384mm/min (0.048mm/rev) Wear
1 16 (B7l)
el e AD-MICRO 10D (eo0z1) EESTEATEXCEN
LK IKTBIELTHIRER (SNERAEEH) =
Coolant Water-soluble (External)
(EFER IS (BT30)
Machine Vertical Machining Center
£
e =
RRTRRRARRNRERNRE

8




S BOVSLERTE], LR

Energy conservation by reducing machine downtime

RERTBRAR SR BB AR SEH ISR, Mg mT
RIiE), PR(EFEFEE.

RENNRKESRETRFAMNREL, THHAFR.

Stable cutting chip formation reduces machine downtime caused by chip issues, leading to shorter overall machining time and
lower power consumption. This consistent tool life also minimizes waste, promoting resource conservation.

4

Ec}:lﬁ:l:ﬁ AD-MICRO 10D ¢1.6 DHI}IJ& Number of Holes
THE 0 500 1,000 1,500 2,000
Iﬁorkmrial SUS316 ‘ : : : ‘
75 0.32 1,8007L Hotes
?/Fach?rz‘ri Method Step Drill?:g?(ﬁﬁigg:slt:ep) AD-%IDCRO 1 800}[, - E!;Ig%%ing
N 7 Holes
g{ﬁ:{%geed 20.1m/min (4,000min-")
5 . » 1,000% Holes
Eﬁm 130mm/min (0.0325mm/rev) Eﬁ%ﬁ% — o Wﬁ;ﬁﬁw
wﬁ“ﬁﬁ 16mm (E}L) HOIQS orner chipping
Depth of Hole Blind
TIEIHT AGEELIRIEGY (FMEBELEH)
Coolant Water-soluble (External)
EFEHA TG (BT30)
Machine Vertical Machining Center
AD-MICRO 10D AT
LIS, (HNT1,8007L/) (IL1,0005L/)

AD-MICRO 10D

*74‘, t@ @

- f

. After drilling 1,800 holes
conventional

conventional
After drilling 1,000 holes

W XASNEBHH, ERESIRTLINTHEIKES

Achieves long tool life in deep hole drilling of Titanium Alloy through external Lubrication

INT1,4004L.f5

After drilling 1,400 holes

AD-MICRO 10D

Hﬂt’&ﬁlfz ﬁl Competitor

ATEkER(EER Still good for use

TR AD-MICRO 10D $1.6
ool

NI i-6Al-

Work Material Ti-6Al-4V
nIs% 0.4mm BN T
Machining Method Step Drilling (0.4mm step)
TIEERE ; .
Cutting Speed 27.1m/min (5,394min")
Eﬁm 129mm/min (0.024mm/rev)
TIERE 16mm(57)

Depth of Hole Blind
LRI AGEHELIREGY (FMEBELH)
Coolant Water-soluble (External)
(EFEH 7T (BT30)
Machine Vertical Machining Center

HYJEBBEAT] Thinning chipping

'

Cutting Data




}JDI&E Cutting Data

SRR !
. }JDI*I%ZF‘E 7 ;Im&%ﬁ Long tool life achieved by stable drilling

%flﬁ:l:E ADO-MICRO 20D  ¢2 INITFLEL Number of Holes
N 0 500 1,000 1,500 2,000
mﬁmrial SCM440 | L | | |
e 50m/min (7960min) ADO-MICRO 1,5003 o WETIEIOD
- 20D 1’200 }l.: ik Corner Chipping
Feez‘ 557mm/min (0.07mm/rev)
HIH 38mm (53) BSmEA = 5007, Holes -
Deptlﬁﬁole BIiEnd with piTot hole H{C%:EE:EA E?Efﬁaﬁing on thinning
e KBTI (PERHGH) 1003, Hotes
Coolant Water-soluble (Internal)
= 2463,
- 3MPa A v g, Ees
ompetitor reakage, twined chips
(=PRI STRITeR (HSK-A40) 1314 Hotes
Machine Vertical Machining Center

ADO-MICRO 20D B L Hith AT mB
Competitor Competitor

it BV

- BEY E’j( =] HARORR!
'J_I\IEE 1 an*,%ZE Large coolant flow volume to enable stable drilling Benefit of enlarged oil holes

%(EIHIE ADO-MICROSD  ¢0.7 I]DI}L& Number of Holes
ThAR 0 500 1,000 1,500 2,000
I\I]\E:rktmrial SUS304 ‘ : : : :
gﬁ'ﬂfie ; 30m/min (13,640min"") ADO'S'\SKRO 1,8007 votes
Feeg‘ 136mm/min (0.01Tmm/rev) Eﬂ%%ing
3 3.5mm (57.) His AT TIEE S
tDI!ptf;\%ﬁole :ind CompEtitornn 600}[’ [itelss ﬁgﬁ?ﬁ
1=zl ZKFBHELTIHIRF (PIEBALH)
Coolant Water-soluble (Internal)
A
g?)lc;\l’aﬁjl’:jressure 5MPa
(SEFEHR ST (HSK-A63) S
Machine Vertical Machining Center !
(ml/min) Coolant Flow Volume
80
ADO-MICRO 5D (1,800%.) Hfth/Y R (6007.) 6395
oles Competitor Holes .
60 (-
40 -
20 -
0

ADO-MICRO 5D R 8~

Competitor




& O ™
. E& [—] %K = 3 N DI’ < Efficiency improvement in the machining of titanium alloy bolts

BHI}L& Number of Holes

0 1 ?0 2(‘)0 390 490 5?0 6?0

FT4kER

Still Running

ADO-MICRO
20D 585}[4 Holes

Rthnal=i

Competitor

300}'.: Holes

TR ADO-MICRO 20D ¢1.2 R g
ool Competitor
InTAE: i-6Al-

Work Material Ti-6Al-4v

INIA* FoREIN T MESINT (mxi480.12mm)
Machining Method Non-step Drilling Step Drilling (0.12mm step)
YIEIEE 35m/min 10m/min
Cutting Speed (9,300min"") (2,600min")
e 167mm/min w56 30mm/min
Feed (0.02mm/rev) <SS (0.01mm/rev)
TR 15mm (57L) BSHA

Depth of Hole Blind  with pilot hole

gl IKBHEYIRIEA (PIEROLEH)

Coolant Water-soluble (Internal)

RLERD

Coflant Pressure 2MPa

SEFRHIR 7N Tt (BT30)

Machine Vertical Machining Center

B EI B RIIAERELH, ST EERI T

Highly efficient non-step drilling on automatic lathe with internal lubrication

L ADO-MICRO30D 1.6
T

Work Material sus440c
TIRIERE ; .
Cutting Speed 20m/min (4,000min-")
Feed 120mm/min (0.03mm/rev)
TIHRE 45mm (57L) BSE7
Depth of Hole Blind  with pilot hole
TR TR (PIBBALH)
Coolant QOil-based coolant (Internal)
WRED

Coolant Pressure 7MPa

(SEFEH CNCEEER
Machine Automatic Lathe

1N 1,200FL/GH7IRERIRES

Wear condition of cutting edge after drilling 1,200 holes

ADO'MICRO 3OD Eﬁﬁﬁ#ﬁ Competitor

AR
. B”Iq%%k%m Ejﬂgyj '{klu\ Cutting edge condition in special steel drilling application

TR ADO-MICRO 12D  ¢1.5 JJ[II900¥U=597]"\ ﬁ’lﬁ%ﬁ

Tool : Cutting edge wear condition after drilling 900 holes

DHIM*SI' . SUJ2 ADO'MICRO 12D Hfmﬁﬁlfzﬁl: Competitor
Work Material _
E{E!i]%geed 45m/min (9,550min")

;eed 430mm/min (0.045mm/rev)

TIHIRE omm (57l) AL

Depth of Hole Blind with pilot hole

T IKFEELTHIER (POBROLH) ETHREEREF still good for use TIHFEEBEEIR Margin s totally worn
Coolant Water-soluble (Internal)

WRES

Coolant Pressure 1.5MPa

(EFEHR X NTHL (HSK-A40)

Machine Vertical Machining Center

'

Cutting Data
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vV v v v YV

/J\?éﬁﬁﬁﬁﬁgﬁ% Small diameter carbide drill

AD-MICRO 4D

&+

XPAET]
(DC<T)
X thinning

&

RFZAET]
(1=DC)
R thinning

—_——y 8
CARBIDE m _ELM :?0‘ T T SFF?;EED:

ABOUT 30°
8750050 | 0.5 2 3 38 3 /30101 @
8750051 | 0.51 | 2.1 | 3 38 3 |130.2|0.1
8750052| 052 | 21| 3 38 3 /30201 @
8750053 | 0.53 | 22| 3 38 3 /30201 @
8750054 | 0.54 | 2.2 | 35| 38 3 /297/01| @
8750055| 0.55 | 22| 35| 38 3 /1297|101 @
8750056 | 0.56 | 23| 35| 38 3 /297/01| @
8750057 | 0.57 | 23| 35| 38 3 /29801 @
8750058 | 0.58 | 24| 35| 38 3 /298|0.1| @
8750059 | 0.59 | 24| 35| 38 3 /29801 @
8750060 | 0.6 24| 35| 38 3 /298/0.1| @
8750061| 0.61 | 25| 4 38 3 /1293/0.1| @
8750062| 0.62 | 25| 4 38 3 1294|0171 @
8750063| 0.63 | 26| 4 38 3 /294|101 @
8750064| 0.64 | 26| 4 38 3 129401 @
8750065| 0.65 | 26| 4 38 3 1294/01| @
8750066| 0.66 | 2.7 | 4 38 3 1294|071 @
8750067 | 0.67 | 2.7 | 4 38 3 /1295/0.1| @
8750068| 0.68 | 2.8| 45| 38 3129 |01 @
8750069| 0.69 | 28| 45| 38 3 /29 |01 @
8750070 0.7 28| 45| 38 3129 |01 @
8750071| 0.71 | 29| 45| 38 3 /29 |01 @
8750072| 0.72 | 29| 45| 38 3129 |01 @
8750073| 0.73 | 3 45| 38 3 /29101 @
8750074| 0.74 | 3 45| 38 3 129101 @
8750075| 0.75 | 3 45| 38 3 /29101 @
- IRRIREEIES % p.10,

- AVERETIE(AD-MICRO 10D)HISHFLAELL,
- See p.10 for explanation of icons.

+ Can be used as a guide hole drill for long type drills (AD-MICRO 10D).

Pl 8
a
g SSSSE— - - - }
]
LCF ‘ ‘ LS
- OAL
gBf7:mm  Unit:mm
» 8750076/ 0.76 | 31| 5 | 38| 3 |286|0.1| @
» 8750077/ 0.77 | 31| 5 | 38 | 3 |286/0.1| @
» 8750078/ 0.78 | 32| 5 | 38 | 3 |287/01| @
» 18750079/ 0.79 | 32| 5 | 38 | 3 |287/01| @
8750080/ 0.8 32| 5 | 38| 3 /286/01| @
» |8750081| 0.81 | 33| 5 | 38 | 3 |286|0.1| @
» 8750082/ 082 | 33| 5 | 38| 3 |286|01| @
» 18750083/ 083 | 34| 5 | 38 | 3 |287/02| @
» |8750084| 084 | 34| 5 | 38| 3 |287|/02| @
» 18750085/ 085 | 34| 5 | 38| 3 |287/02| @
» |8750086| 0.86 | 3.5| 55| 38 3 1282|02| @
» |8750087| 0.87 | 35| 55| 38 | 3 |282/02| @
» |8750088| 0.88 | 36| 55| 38 3 1282|02| @
» [8750089| 0.89 | 3.6| 55| 38 3 /283/02| @
8750090| 0.9 36| 55| 38 3 /283/02| @
» |8750091| 091 | 3.7| 55| 38 | 3 |283/02| @
» |8750092| 092 | 3.7| 55|38 | 3 |283/02| @
» |8750093| 093 | 38| 55|38 | 3 |283/02| @
» |8750094| 094 | 38| 55| 38 | 3 |284|/02| @
» 18750095/ 095 | 38| 55| 38 | 3 |284/02| @
» |8750096| 096 | 39| 6 | 42 | 3 |319|/02| @
» |8750097| 097 | 39| 6 | 42 | 3 |319/02| @
» |8750098| 0.98 | 4 6 | 42| 3 1319|102 | @
» |8750099| 0.99 | 4 6 | 42| 3 1319|102 | @
8750100/ 1 4 6 | 42| 3 |318/02| @
» |8750101| 1.01 | 41| 6 | 42 | 3 |318|/02| @

s

@ =TfEEER @=Standard Stock item

| NEXT )2
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. *ﬁiﬂﬁ% Guide for Icons

n Mﬁ Tool Materials

CARBiDE  EREE

Tungsten Carbide

ﬁﬁﬂ:ﬂ Surface Treatment

|| KeptA %2
KeptA Coating

KeptA

—
IchAda

IchAda B
IchAda Coating

Eﬁﬂgﬁi#% Tolerance for Drill Diameter

n ﬂ;ﬁﬁ% Helix Angle

FEB shank

) ABOUT 30° e
6 B EIMISRAE cutting Conditons CE‘: ;

WO ol TIRRS) SPED MR R RO £

FIT  Suitablefor the shrink holder system Indicates page number for cutting conditions =

B

i
m Bfi:mm  Unit:mm
il | S| S| R R il T | S| | R R R
8750102/ 102 | 41| 6 | 42| 3 31802 ® » 8750128/ 128 | 52| 8 | 42 | 3 |303/02] @
8750103/ 1.03 | 42| 6 | 42| 3 [318/02| @ > 8750129/ 129 | 52| 8 | 42| 3 [303/02] @
8750104/ 104 | 42| 6 | 42| 3 31802 @ 8750130/ 13 | 52| 8 | 42| 3 |303/02 @
8750105/ 1.05 | 42| 6 | 42| 3 [319/02| @ > 8750131131 53| 8 | 42| 3 [303/02] @
8750106/ 1.06 | 43| 6 | 42| 3 31902 @ b |8750132( 132 53| 8 | 42 | 3 |304 02 @
8750107/ 107 | 43| 7 | 42| 3 [309/02| @ > 8750133( 133 | 54| 9 | 42| 3 [204/02] @
8750108/ 1.08 | 44| 7 | 42| 3 30902 @ b 8750134/ 134 | 54| 9 |42 | 3 204/ 02 @
8750109/ 1.09 | 44| 7 | 42| 3 [309/02| @ > 8750135/ 135 | 54| 9 | 42| 3 [204/02] @
8750110( 1.1 44 7 42 3 131 02| @ p |8750136| 1.36 | 55| 9 42 3 /294/02| @
8750111 111 | 45| 7 | 42| 3 [31 |02] @ > 8750137/ 137 | 55| 9 | 42| 3 [205/02] @
8750112 112 | 45| 7 42 3 |31 02| @ p 18750138 1.38 | 56| 9 42 3 /295/03| @
8750113 1.13 | 46| 7 42 3 |31 02| @ » 18750139 139 | 56| 9 42 3 [295/03| @
8750114 114 | 46| 7 42 3 |31 02| @ 8750140| 1.4 56| 9 42 3 /295/03| @
8750115 1.15 | 46| 7 42 3 |31 02 @ p 18750141 141 | 57| 9 42 3 [295/03| @
8750116| 1.16 | 4.7 | 7 42 3 131102 @ p 18750142 142 | 57| 9 42 3 /296/03| @
8750117117 | 47| 7 42 3 [311/02| @ p 18750143 143 | 58| 9 42 3 /29603 @
8750118| 1.18 | 48| 7 42 3 /31102 @ p 18750144 144 | 58| 9 42 3 /296|03| @
8750119 119 | 48| 8 | 42 | 3 [30.1/02| @ 8750145 145 | 58| 9 | 42 | 3 |296/03| @
8750120/ 12 | 48| 8 | 42 | 3 |30.1/02| @ b 8750146 146 | 59| 9 | 42 | 3 |296 03 @
8750121121 | 49| 8 | 42 | 3 [302/02| @ > 8750147/ 147 | 59| 9 | 42| 3 |206/03] @
8750122122 | 49| 8 | 42 | 3 |302/02| @ b 8750148/ 148 | 6 | 9 | 42 | 3 |297 03 @
8750123/ 123 | 5 | 8 | 42 | 3 |302/02| @ > 8750149/ 149 | 6 | 9 | 42| 3 [207/03] @
8750124124 | 5 | 8 | 42 | 3 |302/02| @ 8750150/ 1.5 | 6 | 9 | 42 | 3 |297/03| @
8750125/ 125 | 5 | 8 | 42 | 3 |302/02| @ > 8750151 151 | 61[10 | 42| 3 [287/03] @
8750126/ 126 | 51| 8 | 42 | 3 303/02 @ b 8750152/ 152 | 6110 | 42 | 3 |287 03 @
8750127/ 127 | 51| 8 | 42 | 3 |303|02| @ > 8750153/ 153 | 62[10 | 42 | 3 |288/03] @

@ =R EETER @=Standard Stock item
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/J\?éﬁﬁﬁﬁﬁgﬁ% Small diameter carbide drill

AD-MICRO 4D

—_——y 8
CARBIDE m -53:4 :?0‘ T ?ﬁm EPE;EEDZD

ABOUT 30"
8750154 1.54 | 6.2|10 42 3 1/288/03| @
8750155| 1.55 | 6.2 |10 42 3 [1288|0.3
8750156| 1.56 | 6.3 |10 42 3 1288/03| @
8750157| 1.57 | 6.3 |10 42 3 /288/03| @
8750158 158 | 6.4 |10 42 3 1289/03| @
8750159| 1.59 | 64|10 42 3 1289/03| @
8750160 1.6 64|10 42 3 1289/03| @
8750161| 1.61 | 65|10 42 3 1289/03| @
8750162| 1.62 | 6.5 10 42 3 1289/03| @
8750163| 1.63 | 6.6 | 10 42 3 /289/03| @
8750164 1.64 | 6.6 |10 42 3 129 |03 @
8750165| 1.65 | 6.6 | 10 42 3 /29 (03| @
8750166| 1.66 | 6.7 | 10 42 3 129 |03 @
8750167| 1.67 | 6.7 |10 42 3 /29 (03| @
8750168| 1.68 | 6.8 |10 42 3129 (03| @
8750169| 1.69 | 6.8 |10 42 3 /29103 @
8750170| 1.7 6.8 |10 42 3 1/291/03| @
8750171 1.71 | 6.9 |11 42 3 /281/03| @
8750172 1.72 | 69| 11 42 3 /281/03| @
8750173 1.73 | 7 11 42 3 /28103 @
8750174174 | 7 11 42 3 1/281/03| @
8750175/ 1.75 | 7 11 42 3 /282/03| @
8750176| 1.76 | 7.1 | 11 42 3 1282/03| @
8750177 1.77 | 7.1 |11 42 3 /282/03| @
8750178 1.78 | 7.2 11 42 3 1282/03| @
8750179| 1.79 | 7.2 |11 42 3 /282/03| @
- IRRGBEIES % p.10,

- AERKTIE (AD-MICRO 10D) IS EIFLEsL,
- See p.10 for explanation of icons.
+ Can be used as a guide hole drill for long type drills (AD-MICRO 10D).

DCON

o PL
w% g ersss T — - H
1w ]
X thinning OAL
R
R thinning
B{7:mm Unit:mm
8750180| 1.8 72111 42 3 1283/03| @
» 18750181| 1.81 | 7.3 |11 42 3 /283/03| @
8750182 1.82 | 7.3 |11 42 3 1283/03| @
p 18750183| 1.83 | 7.4 |11 42 3 /283|033 @
p 18750184| 1.84 | 7.4 |11 42 3 /1283/03| @
8750185185 | 74|11 42 3 /284/03| @
p 18750186| 1.86 | 7.5 | 11 42 3 /1284/03| @
» 18750187| 1.87 | 7.5 |11 42 3 /1284/03| @
p 18750188| 1.88 | 7.6 | 11 42 3 /1284/03| @
» 18750189| 1.89 | 7.6 | 11 42 3 /1284/03| @
8750190/ 1.9 7.6 [ 11 42 3 1284|03| @
» 18750191| 1.91 | 7.7 |12 46 3 [315/03| @
p» 18750192| 1.92 | 7.7 |12 46 3 1315/03| @
p» |8750193| 1.93 | 7.8| 12 46 3 |1315/04| @
P 18750194| 1.94 | 7.8| 12 46 3 1315|04| @
p |8750195| 1.95 | 7.8 |12 46 3 [315/04| @
p 18750196| 1.96 | 7.9 |12 46 3 /316/04| @
» 18750197 1.97 | 79|12 46 3 [316/04| @
» |8750198| 1.98 | 8 12 46 3 /316/04| @
p 18750199 199 | 8 |12 46 3 [316/04| @
8750200| 2 8 |12 46 3 /316/04| @
p |8750201| 2.01 | 8.1 (12 46 3 [317/04| @
p 18750202| 2.02 | 8.1[12 46 3 /317|104 @
p |8750203| 2.03 | 8.2 |12 46 3 [31.7/04| @
P 18750204| 2.04 | 82|12 46 3 /317|104 @
8750205| 2.05 | 8.2 |12 46 3 [31.7/04| @

@ =R @=Standard Stock item
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N FROM |

|22 == R
8750206| 2.06 | 8.3 |12 46 3 /317|104 @
8750207| 2.07 | 83|12 46 3 [318/04| @
8750208| 2.08 | 84|12 46 3 /318/04| @
8750209| 2.09 | 84 |12 46 3 [318/04| @
8750210| 2.1 84112 46 3 /318|/04| @
8750211| 2.11 | 85|13 46 3 /30804 @
8750212 2.12 | 85|13 46 3 1309|04| @
8750213| 2.13 | 86|13 46 3 /309|04 @
8750214| 2.14 | 86|13 46 3 /309|04 @
8750215| 2.15 | 86|13 46 3 /309/04 @
8750216| 2.16 | 87|13 46 3 /309|04| @
8750217| 217 | 87|13 46 3 |31 04 @
8750218| 2.18 | 88|13 46 3 |31 04 @
8750219| 2.19 | 88|13 46 3 |31 04 @
8750220( 2.2 88|13 46 3 |31 04| @
8750221| 221 | 89|13 46 3 |31 04 @
8750222| 222 | 89|13 46 3 |31 04 @
8750223223 | 9 13 46 3 [311/04| @
8750224| 224 | 9 13 46 3 |311|04| @
87502251225 | 9 |13 46 3 [311|04| @
8750226| 2.26 | 9.1 |13 46 3 /31104 @
8750227 2.27 | 9.1 |13 46 3 [311|04| @
8750228| 2.28 | 9.2 |13 46 3 1312|104 @
8750229| 2.29 | 9.2 |13 46 3 /312|104 @
8750230/ 2.3 9.2 113 46 3 /312|104 @
8750231| 231 | 9.3 |13 46 3 /312|104 @

B{7:mm Unit:mm

|22 == R e
p |8750232| 232 | 93|13 46 3 (312|104 @
p |8750233| 2.33 | 94|13 46 3 (312|104 @
) |8750234| 2.34 | 94|13 46 3 [313|04 @
p |8750235| 2.35 | 9.4 |13 46 3 (313|104 @
p 18750236| 236 | 95|13 46 3 (313|104 @
p |8750237| 2.37 | 95|13 46 3 [313/04| @
p 18750238| 2.38 | 9.6 |13 46 3 [313|04| @
p 18750239| 239 | 96|13 46 3 [314|04| @

8750240| 2.4 9.6 |14 46 3 /304|04| @
p |8750241| 2.41 | 9.7 | 14 46 3 /1304/04| @
p |8750242| 242 | 9.7 |14 46 3 (304|04| @
P 18750243| 243 | 9.8 | 14 46 3 /1304/04| @
p |8750244| 244 | 98 |14 46 3 /305/04| @
P |8750245| 245 | 9.8 | 14 46 3 /305/04| @
P |8750246| 246 | 99 | 14 46 3 [305/04| @
P |8750247| 247 | 99 | 14 46 3 [305/04| @
P 18750248 2.48 | 10 14 46 3 [305/05| @
p 18750249| 2.49 | 10 14 46 3 [305/05| @

8750250| 2.5 |10 14 46 3 /30605 @
p |8750251| 2.51 | 10.1 | 14 46 3 (30605 @
p 18750252| 2.52 |10.1 | 14 46 3 /30605 @
p |8750253| 2.53 [10.2 | 14 46 3 (30605 @
P |8750254| 2.54 |10.2 | 14 46 3 /30605 @

8750255| 2.55 [10.2 | 14 46 3 [307|05| @
p |8750256| 2.56 | 10.3 | 14 46 3 /307|05| @
p |8750257| 2.57 |10.3 | 14 46 3 [307/05 @

@ =R EFR @=Standard Stock item
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AD-MICRO 4D

DCON

o PL
——Nay 8 $ g TF_ = - ——
X()i[;:éfﬁz)g LCF ‘ ‘ LS
OAL
CARBIDE m ?10:4 :?0‘ T ‘Fﬁm i R thinning
ABOUT 30"

m B :mm Unit:mm
» |8750258| 2.58 |10.4 | 14 46 3 /307/05| @ 8750280| 2.8 [11.2|16 46 3 /29105 @
» |8750259| 2.59 [ 104 | 14 46 3 [130.7| 0.5 » 18750281| 2.81 |11.3 |16 46 3 /29105 @

8750260| 2.6 104 |14 46 3 /308|05| @ p 18750282| 2.82 |11.3 |16 46 3 1292|05| @
» |8750261| 2.61 |10.5 | 14 46 3 /30805 @ p |8750283| 2.83 |11.4 |16 46 3 /292|05| @
» |8750262| 2.62 |10.5 | 14 46 3 /308|05| @ P |8750284| 2.84 |11.4 |16 46 3 /1292|105 @
» |8750263| 2.63 |10.6 | 14 46 3 /30805 @ p |8750285| 2.85 |11.4 |16 46 3 /29205 @
» 18750264 | 2.64 |10.6 | 14 46 3 /308|05| @ p |8750286| 2.86 |11.5| 16 46 3 /292|105 @
» |8750265| 2.65 |10.6 | 14 46 3 /30805 @ p |8750287| 2.87 |11.5| 16 46 3 /293/05| @
» |8750266| 2.66 |10.7 | 16 46 3 /1289|05| @ p |8750288| 2.88 |11.6 | 16 46 3 /1293|05| @
» |8750267| 2.67 |10.7 | 16 46 3 /289/05| @ p 18750289 2.89 |11.6 | 16 46 3 /293/05| @
» |8750268| 2.68 |10.8 | 16 46 3 /289|05| @ 8750290 29 (11616 46 3 /1293|05| @
» 18750269 2.69 [10.8 | 16 46 3 /289/05| @ p 18750291 2.91 |11.7 | 16 46 3 /293|05| @

8750270| 2.7 [10.8 |16 46 3 1289|05| @ P |18750292| 2.92 |11.7 |16 46 3 1294|105 @
» |8750271| 2.71 |10.9 | 16 46 3 /29 (05| @ p 18750293 2.93 |11.8| 16 46 3 /294|05| @
p 18750272| 2.72 {109 | 16 46 3 129 (05| @ P |8750294| 2.94 |11.8| 16 46 3 1294|05| @
» |8750273| 2.73 |11 16 46 3 /29 |05 @ P 18750295 2.95 |11.8| 16 46 3 /29405 @
» 8750274 2.74 | 11 16 46 3 129 |05 @ P |8750296| 2.96 |11.9| 16 46 3 1294|05| @
8750275| 2.75 | 11 16 46 3 /29 |05 @ p 18750297 2.97 |11.9| 16 46 3 /29405 @
8750276| 2.76 |11.1 | 16 46 3 /29105 @ p |8750298| 2.98 |12 16 46 3 /295/05| @

8750277 2.77 [11.1 |16 46 3 /29105 @ P |8750299| 299 |12 |16 46 3 /295/05| @

8750278| 2.78 [11.2| 16 46 3 1/291|05| @ 8750300/ 3 12 16 46 3 /295/05| @
» |8750279| 2.79 [11.2 |16 46 3 /29105 @ @ =iNEEFR @ =Standard Stock item

- FRREEIES%E p.10,

- BIVEKTIEL(AD-MICRO 10D) FSmEFLAL,

- See p.10 for explanation of icons.

- Can be used as a guide hole drill for long type drills (AD-MICRO 10D).
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/J \‘féﬁjﬁéﬁgﬁ% Small diameter carbide drill

AD-MICRO 10D

L 8

. 8

~ - %L g Eﬁsm-u:!— ——————— —F

™ SPEED ?{Eﬁg
CARBIDE m ?3:4 ‘«;0‘ ‘Em ? i R thinning
ABOUT 30°

B{7:mm Unit:mm
B |2 5a i [ an |2 == R
8760050 | 0.5 5 58| 42 3 /313|071 | @ p 8760076/ 0.76 | 76| 9 42 3 /286/01| @
8760051 | 0.51 | 5.1 | 5.8 | 42 3 314|071 | @ » |8760077| 0.77 | 77| 9 42 3 (28601 | @
8760052 | 0.52 | 5.2 | 5.8 42 3 /314|071 | @ » 8760078/ 0.78 | 7.8 | 9 42 3 /287|071 | @
8760053 | 0.53 | 53| 5.8 | 42 3 314|071 | @ p |8760079| 0.79 | 79| 9 42 3 (287|011 | @
8760054 | 0.54 | 54| 6.5| 42 3 /307|071 | @ 8760080| 0.8 8 9 42 3 1286|071 @
8760055 | 0.55 | 55| 6.5| 42 3 /307|071 | @ »|8760081| 0.81 | 81| 9 42 3 /286|071 @
8760056 | 0.56 | 5.6 | 6.5| 42 3 /307|071 | @ ) 8760082| 0.82 | 82| 9 42 3 /286|071 @
8760057 | 0.57 | 57| 6.5| 42 3 /30801 | @ »|8760083| 0.83 | 83| 9 42 3 /287|022 @
8760058 | 0.58 | 5.8 | 6.5| 42 3 /30801 | @ ) 8760084| 0.84 | 84| 9 42 3 /287/02| @
8760059 | 0.59 | 59| 6.5| 42 3 /30801 | @ p |8760085| 0.85 | 85| 9 42 3 /28702 @
8760060 | 0.6 6 6.5 | 42 3 /30801 | @ p |8760086| 0.86 | 8.6 |10.5| 46 3 1312/02| @
8760061| 061 | 6.1 | 7 42 3 /30301 | @ p 18760087| 0.87 | 8.7 |10.5| 46 3 /1312102 @
8760062| 0.62 | 6.2 | 7 42 3 /1304|071 @ ) 18760088| 0.88 | 8.8 |10.5| 46 3 1312/02| @
8760063| 063 | 63| 7 42 3 |304/01| @ ) |8760089| 0.89 | 89 |10.5| 46 3 /1313/02| @
8760064| 064 | 64| 7 42 3 /1304|071 @ 8760090| 0.9 9 10.5| 46 3 1313|022 @
8760065 0.65 | 65| 7 42 3 |304/01| @ p 18760091| 0.91 | 9.1|10.5| 46 3 [313/02| @
8760066| 0.66 | 66| 7 42 3 /304|071 @ P 18760092| 0.92 | 9.2|10.5| 46 3 [313/02| @
8760067 0.67 | 6.7 | 7 42 3 |305/01| @ p 18760093| 0.93 | 9.3 |10.5| 46 3 [313/02| @
8760068| 0.68 | 68| 8 42 3 /295/0.1| @ P 18760094| 0.94 | 9.4|10.5| 46 3 [314/02| @
8760069| 0.69 | 69| 8 42 3 /295/0.1| @ p 18760095| 0.95 | 9.5|10.5| 46 3 [314/02| @
8760070| 0.7 7 8 42 3 /295/0.1| @ P 18760096| 0.96 | 9.6 |11.5| 46 3 /30402 @
8760071 0.71 | 71| 8 42 3 /295/0.1| @ p |8760097| 0.97 | 9.7 |11.5| 46 3 (304|022 @
8760072 0.72 | 72| 8 42 3 /295/0.1| @ P |8760098| 0.98 | 9.8 |11.5| 46 3 /30402 @
8760073/ 0.73 | 73| 8 42 3 /29601 | @ P |8760099| 0.99 | 99 |11.5| 46 3 (304|022 @
8760074 0.74 | 74| 8 42 3 /296/0.1| @ 8760100 1 10 |11.5]| 46 3 /30302 @
8760075/ 0.75 | 75| 8 42 3 /29601 | @ p8760101| 1.01 | 10.1 | 11.5| 46 3 (30302 @

- IRRIREEIES % p.10,

- #E7ZEE ADO-MICRO 4D {ERSEFLAL.

- See p.10 for explanation of icons.

- AD-MICRO 4D is the recommended pilot hole drill.
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/J\?éﬁﬁﬁﬁﬁgﬁ% Small diameter carbide drill

AD-MICRO 10D

_PL 8
8
S — $ g LS SEESe —F
{Isﬁg*%ql) LCF LS
X thinning OAL
CARBIDE m -53:4 :?0‘ T ‘Fﬁm i R thinning
ABOUT 30"
m B :mm Unit:mm
8760102| 1.02 [10.2|11.5| 46 3 /303/02| @ »|8760128| 1.28 |12.8 | 14 50 3 /323|022 @
8760103 | 1.03 [10.3|11.5| 46 3 /303/02| @ »|8760129| 1.29 [12.9 | 14 50 3 [323/02| @
8760104| 1.04 104 |11.5| 46 3 /303|022 @ 8760130/ 1.3 |13 |14 50 3 /323|022 @
8760105| 1.05 [10.5|11.5| 46 3 /304/02| @ »|8760131| 1.31 [13.1 | 14 50 3 [323/02| @
8760106| 1.06 [10.6 | 11.5| 46 3 /304/02| @ »|8760132| 1.32 |13.2 |14 50 3 1324|102 @
8760107 | 1.07 [ 10.7 | 13 46 3 /289/02| @ »|8760133| 1.33 |13.3 |15 50 3 [314/02| @
8760108| 1.08 | 10.8 | 13 46 3 /289(02| @ p18760134| 1.34 |13.4 |15 50 3 1314|102 @
8760109| 1.09 109 |13 46 3 /289/02| @ »18760135| 1.35 | 13.5 |15 50 3 1314/02| @
8760110| 1.1 |11 13 46 3 /29 |02 @ »18760136| 1.36 |13.6 | 15 50 3 1314|102 @
8760111| 1.11 [11.1 |13 50 3 |33 |02 @ »18760137| 1.37 |13.7 | 15 50 3 1315/02| @
8760112| 1.12 |11.2 |13 50 3 /33 |02 @ »|8760138| 1.38 |13.8 | 15 50 3 |315/03| @
8760113| 1.13 [11.3 |13 50 3 |33 |02 @ »18760139| 1.39 |13.9 | 15 50 3 |[315/03| @
8760114| 1.14 |11.4 |13 50 3 /33 |02 @ 8760140( 14 |14 |16.5| 50 3 /30 |03 @
8760115| 1.15 [11.5|13 50 3 |33 (02| @ p|8760141| 1.41 | 14.1 |16.5| 50 3 |30 |[03| @
8760116| 1.16 [11.6 |13 50 3 /1331/02| @ p|8760142| 1.42 | 142 | 16.5| 50 3 /30103 @
8760117 1.17 |11.7 | 13 50 3 [331/02| @ p|8760143| 1.43 | 143 |16.5| 50 3 [301/03| @
8760118| 1.18 [11.8 |13 50 3 /33102 @ p|8760144| 1.44 | 144 16.5| 50 3 /30103 @
8760119| 1.19 |11.9 |14 50 3 /321/02| @ 8760145| 1.45 [14.5|16.5| 50 3 [301/03| @
8760120| 1.2 |12 14 50 3 /321/02| @ »|8760146| 1.46 |14.6 | 16.5| 50 3 /30103 @
8760121| 1.21 [12.1 |14 50 3 /322|022 @ »|8760147| 1.47 |14.7 | 16.5| 50 3 [301/03| @
8760122| 1.22 [12.2 |14 50 3 /322|022 @ »|8760148| 1.48 |14.8 |16.5| 50 3 /302|033 @
8760123| 1.23 [12.3 | 14 50 3 /322|022 @ »|8760149| 1.49 | 14.9 | 16.5| 50 3 [302/03| @
8760124| 1.24 |12.4 |14 50 3 /322|022 @ 8760150 1.5 |15 |16.5| 50 3 /302|033 @
8760125| 1.25 125|114 50 3 /322|022 @ »|8760151| 1.51 | 15.1 |17.5| 50 3 /292|033 @
8760126| 1.26 [ 12.6 | 14 50 3 /323|022 @ »|8760152| 1.52 |15.2[17.5| 50 3 /292|033 @
8760127 1.27 [12.7 | 14 50 3 [323/02| @ »|8760153| 1.53 |15.3 |17.5| 50 3 /293/03| @
- IRRIREEIES % p.10, @ =R fEEFR @=Standard Stock item

- {7 (EA ADO-MICRO 4D {ERSMFLASLL,

- See p.10 for explanation of icons.
- AD-MICRO 4D is the recommended pilot hole drill.




N FROM | 5
f7:mm Unit:mm 2
BT o e o o EBEHET = rems e EE
» 8760154| 1.54 |154 |17.5| 50 3 /293|/03| @ 8760180 1.8 |18 |20.5| 54 3 /308/03| @ g
8760155| 1.55 |15.5|17.5| 50 3 /293|/03| @ ) |8760181| 1.81 | 18.1 | 20.5 | 54 3 [308/03| @ 9;;
» 8760156| 1.56 |15.6 |17.5| 50 3 /293|/03| @ 8760182| 1.82 | 18.2 |120.5| 54 3 /308|03| @
» 8760157| 1.57 |15.7 | 17.5 | 50 3 /293/03| @ 8760183| 1.83 | 18.3 |20.5| 54 3 [308|03| @
» 8760158| 1.58 | 158 |17.5| 50 3 /294|03| @ ) |8760184| 1.84 | 18.4 |20.5| 54 3 /308/03| @
» 8760159| 1.59 159 |17.5| 50 3 /294|03| @ 8760185| 1.85 | 18.5 |20.5| 54 3 [309/03| @
8760160 1.6 |16 |17.5| 50 3 /294|03| @ ) |8760186| 1.86 | 18.6 | 20.5 | 54 3 /309|/03| @
» 8760161| 1.61 |16.1 | 18.5 | 50 3 /284/03| @ ) |8760187| 1.87 | 18.7 | 20.5 | 54 3 [309/03| @
» 8760162| 1.62 |16.2 |18.5| 50 3 /284/03| @ ) |8760188| 1.88 | 18.8 | 20.5 | 54 3 /309|/03| @
» 8760163| 1.63 |16.3 | 18.5 | 50 3 /284|033 @ ) |8760189| 1.89 | 18.9 | 20.5 | 54 3 /309/03| @
» 8760164| 1.64 | 16.4|18.5 | 50 3 /285/03| @ 87601901 1.9 |19 |20.5]| 54 3 /309|03| @
8760165| 1.65 |16.5|18.5| 50 3 /285/03| @ » 8760191| 1.91 | 19.1 |23 54 3 /285/03| @
» 8760166| 1.66 |16.6 | 18.5 | 50 3 /285/03| @ p8760192| 1.92 | 19.2 |23 54 3 /285/03| @
» 8760167| 1.67 |16.7 | 18.5 | 50 3 [285/03| @ p|8760193| 1.93 | 19.3 | 23 54 3 |285/04| @
» |8760168| 1.68 |16.8 |18.5| 50 3 /285/03| @ P 8760194| 1.94 | 19.4 |23 54 3 /1285/04| @
» 8760169 1.69 |16.9 | 18.5| 50 3 [286/03| @ » 8760195| 1.95 | 19.5 |23 54 3 |285/04| @
8760170 1.7 |17 |18.5| 50 3 /286/03| @ P 18760196| 1.96 | 19.6 | 23 54 3 /1286/04| @
»8760171| 1.71 |17.1 | 20.5 | 54 3 |306/03| @ » 8760197| 1.97 | 19.7 | 23 54 3 [286|04| @
»|8760172| 1.72 |17.2|20.5| 54 3 /306|033 @ p 8760198| 1.98 | 19.8 | 23 54 3 /286/04| @
»|8760173| 1.73 |17.3 | 20.5 | 54 3 |306/03| @ » 8760199| 1.99 | 19.9 | 23 54 3 (28604 @
»|8760174| 1.74 |17.4|20.5| 54 3 /306|033 @ 8760200/ 2 20 |23 54 3 /286/04| @
8760175| 1.75 |17.5|20.5| 54 3 |307/03| @ p |8760201| 2.01 | 20.1 | 23 54 3 [287|04| @
8760176| 1.76 |17.6 | 20.5| 54 3 /307/03| @ 8760202 2.02 |20.2 |23 54 3 /287|04| @
» 18760177\ 1.77 |17.7 | 20.5 | 54 3 |307/03| @ ) 18760203| 2.03 | 20.3 | 23 54 3 [287|04| @
» 8760178| 1.78 |17.8 | 20.5 | 54 3 /307/03| @ P |8760204| 2.04 | 20.4 | 23 54 3 /287|04| @
» 18760179| 1.79 |17.9 | 20.5 | 54 3 |/307/03| @ 8760205| 2.05 | 20.5 |23 54 3 [287|04| @

@ =R EEREL @=Standard Stock item



vV v v Vv
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vV v vV vV v v v Vvy

/J\?éﬁﬁﬁﬁﬁgﬁ% Small diameter carbide drill

AD-MICRO 10D

_PL 8
8
S — $ g LS SEESe —F
{Isﬁg*%ql) LCF LS
X thinning OAL
CARBIDE m -53:4 :?0‘ T ‘Fﬁm i R thinning
ABOUT 30"
m B :mm Unit:mm
8760206 2.06 |20.6 | 23 54 3 /287/04| @ p|8760232| 2.32 [23.2 |26 58 3 /302|04| @
8760207 | 2.07 |20.7 | 23 54 3 /288/04| @ p|8760233| 2.33 [23.3 |26 58 3 /302/04| @
8760208 2.08 |20.8 | 23 54 3 /288/04| @ p|8760234| 2.34 |23.4 |26 58 3 /303|/04| @
8760209 2.09 |20.9 | 23 54 3 /288/04| @ »|8760235| 2.35 [23.5 |26 58 3 |/303/04| @
8760210| 2.1 |21 23 54 3 /288/04| @ p|8760236| 2.36 |23.6 | 26 58 3 /303|/04| @
8760211| 2.11 [21.1|24.5| 58 3 |313|/04| @ »|8760237| 2.37 |23.7 | 26 58 3 |/303|/04| @
8760212| 2.12 |21.2 | 24.5| 58 3 1314|/04| @ p|8760238| 2.38 |23.8 | 26 58 3 /303|/04| @
8760213| 2.13 |21.3 |24.5| 58 3 |1314|/04| @ p|8760239| 2.39 (23.9 | 26 58 3 /304|04| @
8760214| 2.14 |21.4 | 24.5| 58 3 1314|/04| @ 8760240| 24 |24 |29 62 3 1314|/04| @
8760215| 2.15 | 21.5|24.5| 58 3 |1314|/04| @ p|8760241| 2.41 |24.1 | 29 62 3 |1314|/04| @
8760216| 2.16 |21.6 | 24.5| 58 3 1314|/04| @ p|8760242| 2.42 |24.2 | 29 62 3 1314|/04| @
8760217| 2.17 |21.7 | 24.5| 58 3 |315/04| @ p|8760243| 2.43 |24.3 | 29 62 3 |1314|/04| @
8760218 2.18 |21.8 | 24.5| 58 3 1315/04| @ p|8760244| 2.44 |24.4 |29 62 3 1315/04| @
8760219| 2.19 |21.9 | 24.5| 58 3 [315/04| @ p|8760245| 2.45 |24.5 | 29 62 3 |315/04| @
8760220| 2.2 |22 |245]| 58 3 /1315/04| @ p|8760246| 2.46 |24.6 | 29 62 3 1315/04| @
8760221 2.21 [22.1|24.5| 58 3 |315/04| @ p|8760247| 2.47 |24.7 | 29 62 3 |315/04| @
8760222| 2.22 [22.2 |24.5| 58 3 |315/04| @ p|8760248| 2.48 |24.8 | 29 62 3 |315/05| @
8760223 | 2.23 [22.3|24.5| 58 3 |316/04| @ 8760249 2.49 |24.9 | 29 62 3 |315/05| @
8760224 | 2.24 [22.4 |24.5| 58 3 /316/04| @ 8760250| 2.5 |25 |29 62 3 |/316/05| @
8760225| 2.25 [22.5|24.5| 58 3 |316/04| @ »|8760251| 2.51 |25.1 |29 62 3 |316/05| @
8760226| 2.26 |22.6 | 26 58 3 /30104 @ p|8760252| 2.52 [25.2 |29 62 3 |/316/05| @
8760227 | 2.27 |22.7 | 26 58 3 /30104 @ 8760253 | 2.53 |25.3 | 29 62 3 |316/05| @
8760228 2.28 |22.8 | 26 58 3 /302|04| @ P 8760254 | 2.54 |25.4 |29 62 3 /316|/05| @
8760229 2.29 [22.9 | 26 58 3 /302|04| @ 8760255| 2.55 |25.5 |29 62 3 |31.7|/05| @
8760230| 2.3 |23 |26 58 3 /302|04| @ p|8760256| 2.56 |25.6 | 29 62 3 |31.7/05| @
8760231 2.31 |23.1 | 26 58 3 /302/04| @ »|8760257| 2.57 |25.7 | 29 62 3 [31.7/05| @
- IRRIREEIES % p.10, @ =R HEEFR @=Standard Stock item

- {7 (EA ADO-MICRO 4D {ERSMFLASLL,

- See p.10 for explanation of icons.
- AD-MICRO 4D is the recommended pilot hole drill.
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N FROM |

8760258 2.58 |25.8 | 29 62 3 |31.7/05| @
8760259| 2.59 |25.9 | 29 62 3 [31.7/05| @
8760260| 2.6 |26 |29 62 3 /318/05| @
8760261 2.61 | 26.1 | 29 62 3 [318/05| @
8760262 | 2.62 |26.2 | 29 62 3 /318/05| @
8760263 | 2.63 |26.3 | 29 62 3 [318/05| @
8760264 | 2.64 |26.4 | 29 62 3 /318/05| @
8760265| 2.65 | 26.5 | 29 62 3 [318/05| @
8760266| 2.66 |26.6 | 31 62 3 /299|05| @
8760267 | 2.67 |26.7 | 31 62 3 /299|05| @
8760268 2.68 |26.8 | 31 62 3 /299|05| @
8760269| 2.69 |26.9 | 31 62 3 /299|05| @
8760270| 2.7 |27 |31 62 3 /299|/05| @
8760271| 2.71 | 27.1 | 31 62 3 |30 |05 @
8760272 2.72 |27.2 |31 62 3 /30 |05 @
8760273| 2.73 |27.3 | 31 62 3 |30 |05 @
8760274 2.74 |27.4 | 31 62 3 /30 |05 @
8760275| 2.75 |27.5 | 31 62 3 |30 |05 @
8760276 2.76 |27.6 | 31 62 3 |/301|05| @
8760277 | 2.77 |27.7 | 31 62 3 [301/05| @
8760278 2.78 |27.8 | 31 62 3 /30105 @
8760279| 2.79 |27.9 | 31 62 3 |301/05| @

vV vV v v v v v Vvy

vV vV vV vV.v v v Vvy

B :mm Unit:mm

FoiHFL Non Oil Hole

|2 == R :
8760280| 2.8 |28 |31 62 3 [301|05| @ g
8760281 2.81 | 28.1 |33 62 3 [281|05| @ 9;;
8760282| 2.82 |28.2 |33 62 3 /282|05| @
8760283 | 2.83 | 28.3 |33 62 3 [282|05| @
8760284 | 2.84 | 28.4 | 33 62 3 /282|05| @
8760285| 2.85 | 28.5 |33 62 3 [282|05| @
8760286| 2.86 | 28.6 | 33 62 3 /282|05| @
8760287 | 2.87 | 28.7 | 33 62 3 [283|/05| @
8760288| 2.88 |28.8 |33 62 3 /283|/05| @
8760289| 2.89 | 289 |33 62 3 /283/05| @
8760290 29 |29 |33 62 3 /283|/05| @
8760291| 2.91 | 29.1 |33 62 3 /283/05| @
8760292| 2.92 |29.2 |33 62 3 /284|05| @
8760293| 2.93 | 29.3 |33 62 3 |284/05| @
8760294| 2.94 (29.4 |33 62 3 1284|/05| @
8760295| 2.95 | 29.5 |33 62 3 |284/05| @
8760296| 2.96 [29.6 | 33 62 3 1284|/05| @
8760297 | 2.97 | 29.7 | 33 62 3 [284|05| @
8760298| 2.98 (29.8 | 33 62 3 [285/05| @
8760299| 2.99 |29.9 |33 62 3 [285/05| @
8760300 3 30 |33 62 3 [285/05| @

@ =#irfEEER @=Standard Stock item



/J\?é m;éiE}LEEéﬁgﬁ% Small diameter carbide drill with oil holes

ADO-MICRO 2D

PL %
o/ N 8
S g ) e = I ——— e
/|
XFAET] LCF LS
X thinning
OAL

| R AN R | SEED
IchAda +0.001~ 430° T
10010 P23

ABOUT 30°

CARBIDE

B, :mm  Unit:mm

8732001 | 0.7 14 | 42| 47 3 /385/01 @ 8732010| 1.3 26 | 78| 53 3 /415/02 @
8732002 | 0.75| 1.5 | 45| 47 3 [383/01 @ 8732011 14 | 28 | 84| 53 3 /41103 @
8732003 | 0.8 16 | 48| 50 3 /41101 @ 8732012 | 1.5 3 9 53 3 /407|033 @
8732004 | 0.85| 1.7 | 5.1 | 50 3 1409|02 @ 8732013| 16 | 32 | 96| 53 3 1403|03| @
8732005 | 0.9 1.8 | 54| 50 3 1407|02 @ 8732014 | 1.7 | 34 |10.2| 53 3 /399|033 @
8732006 | 0.95| 19 | 57| 50 3 |405/02| @ 8732015| 1.8 | 3.6 |10.8| 53 3 /395|033 @
8732007 | 1 2 6 53 3 1428|02| @ 8732016| 1.9 | 3.8 |114 | 53 3 /39 |[03| @
8732008 | 1.1 22 | 66 53 3 1424|002 @ 8732017 | 2 4 12 58 3 /1436|/04| @
8732009 1.2 24 | 72| 53 3 1419|02 @ @ =1 EEF R @=Standard Stock item

- iRIRIRBAIES % p.10,

- BIfEJHT]EL(ADO-MICRO 12D,20D,30D) KIS mEFLAEL.

- See p.10 for explanation of icons.

- Can be used as a guide hole drill for long type drills (ADO-MICRO 12D, 20D and 30D).

ADO-MICRO 5D

Pl &
O
. [a)
S Tl g @ seSsscT | - = =
LU ‘ |
XPi#T) LCF LS
X thinning T
OAL

f v oEm
IchAda o~ =~ %30 AT P23

ABOUT 30°

CARBIDE

B :mm  Unit:mm

8732018 | 0.7 35| 7 47 3 |357/01| @ 8732027 | 13 | 6.5 |13 60 3 [433/03| @
8732019 | 0.75| 38 | 7.5| 47 3 |353/02| @ 8732028 | 1.4 | 7 14 60 3 1425|03

8732020 | 0.8 4 8 50 3 |379/02| @ 8732029| 1.5 | 7.5 |15 60 3 [417/03| @
8732021| 0.85| 43 | 85| 50 3 |375/02| @ 8732030 1.6 | 8 16 60 3 1409/03| @
8732022 | 0.9 45 | 9 50 3 /37102 | @ 8732031| 1.7 | 85 |17 60 3 [401/04| @
8732023 | 095 | 48 | 95| 50 3 /367/02| @ 8732032 1.8 | 9 18 65 3 |443/04| @
8732024 | 1 5 10 55 3 1408|02| @ 8732033 19 | 95 |19 65 3 |434/04| @
8732025 | 1.1 55 |11 55 3 |40 (02| @ 8732034 | 2 10 20 65 3 |426/04| @
8732026 | 1.2 6 12 60 3 144102 | @ @ =1REERFR @=Standard Stock item

- TRRIREBIES% p.10,
- See p.10 for explanation of icons.

s



/J \‘fé W;éiﬁ}bﬁﬁéﬁgﬁ% Ky] g! Small diameter carbide drill with oil holes - Long type

ADO-MICRO 12D

135°

B o S g

™ SPEED
CARBIDE @ Elm :?0‘ ? FF’EZEZ

ABOUT 30"

8732035 1 12 17 60 3 /388|02| @
8732036 | 1.1 | 13.2 | 18.7| 65 3 142302 @
8732037 | 1.2 | 144 | 204 | 65 3 1407|102 @
8732038 | 1.3 | 15.6 | 22.1| 65 3 /392/03| @
8732039| 14 | 16.8 |23.8| 70 3 [427|03| @
8732040 1.5 | 18 | 255 70 3 /1412|103 | @

- tMRGEAIES % p.10,
- HEFF(#EF ADO-MICRO 2D fERSMFLAHK,
- See p.10 for explanation of icons.

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

XFA&T]

DCON

X thinning

*ﬁ-amgte i | 2k | e |k ] me
EDP No. DC LU LCF OAL | DCON LS PL | Stock

B :mm  Unit:mm

8732041| 16 |19.2 (272 70 | 3 |39.7/03| @
8732042| 1.7 | 204 (289| 73 | 3 |412/04| @
8732043| 1.8 | 216 (306| 73 | 3 (39704 | @
8732044| 19 | 228 (323| 73 | 3 |381/04| @
8732045 | 2 24 |34 77 | 3 |406(04 @

@ = EEZR @=Standard Stock item

13HFL with Oil Hole

ADO-MICRO 12D | ADO-MICRO 5D | ADO-MICRO 2D



/J\?é m;éiE}L@,ﬁéﬁgﬁ% Kw g! Small diameter carbide drill with oil holes - Long type

ADO-MICRO 20D

SEEE T N S S S T Do, g

<P | AN eI | shER

N o
IchAda 0= %30 FIT P24
ABOUT 30°

CARBIDE

*ﬁ-mgte i | ek e |k e me
EDP No. DC LU LCF OAL | DCON LS PL Stock

8732046 | 1 20 |24 | 68 | 3 |398|02| @

8732047 | 1.1 22 | 264 75 446 0.2

8732048| 1.2 | 24 |288| 75 42.30.2

8732050 | 1.4 | 28 |33.6| 81 43903

3 ([ J
3 ( J
8732049 13 | 26 (312 75 | 3 |40.1/03| @
3 ([ J
3  J

8732051 15 | 30 |36 | 81 417,03

- INRREIESE p.10,

- ¥E7=F(#FEFA ADO-MICRO 2D EASMHFLAEL,

- See p.10 for explanation of icons.

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

ADO-MICRO 30D

[ S A S S

I AW Em $R
IhAdda o~ =~ «30" FIT P24

ABOUT 30°

CARBIDE

ﬁmste i | 2k e |k [am] me
EDP No. DC LU LCF OAL | DCON LS PL Stock

8732057 | 1 30 |34 77 | 3 1388|02 @
8732058 | 1.1 33 |374| 8 | 3 (44602 @
8732059| 1.2 | 36 |408| 8 | 3 413/02| @
8732060 1.3 | 39 [442| 8 | 3 |381/03| @
8732061| 1.4 | 42 |476| 95 | 3 |439/03| @
8732062 | 1.5 | 45 |51 95 | 3 |407/03| @

- NRBIBES % p.10,

- ¥#E7EEF ADO-MICRO 2D RS AP,

- See p.10 for explanation of icons.

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

&

XFAET]
X thinning

B :mm  Unit:mm

8732052| 1.6 | 32 | 384 81 3 /395/03| @
8732053 | 1.7 | 34 |40.8| 88 3 |443|04| @
8732054| 1.8 | 36 |43.2| 88 3 /1421|104 @
8732055| 19 | 38 |45.6| 88 3 /398|04| @
8732056 | 2 40 |48 95 3 |446|04| @
@ =iREEFR @=Standard Stock item

PL

eSS e eSS

 DCoN

TR S <
Bf7:mm  Unit:mm
8732063| 1.6 | 48 |544|101| 3 |435/ 03| @
8732064| 1.7 | 51 |57.8|101| 3 |403|04 @
8732065| 1.8 | 54 | 612|107 | 3 (43104 | @
8732066 19 | 57 646|107 | 3 [398|04| @
8732067 | 2 60 (68 |112| 3 |416/04| @

@ =R EEER @=Standard Stock item



PIRISRAEEETR curins condons
AD-MICRO 4D/10D

Mild Steel - = = Special Alloy Steel - Hardened steel - %ﬁz
nIs Low ::arbgﬁ Steel Carbon Steel Alloy Steel Alloy Steel FiEeraEelsie] ZS
Work SS400-S10C $35C-S50C @B @S \[@ N SCM-SCr-SNCM [RSTIPRRS VLo Stainless Steel
Material T ~210HB 16 ~ 28HRC 28 ~ 35HRC SKD SUS300/400 %
= 2 ~ 2
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm 900 ~ 1,700N/mm 34 ~ 40HRC
31%%5 20~70m/min 20~65m/min 15~55m/min 15~25m/min 15~20m/min 10~20m/min
B % SR L2 iy HSE iR HSE ity i iy
Drill Dia. Speed Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate
(mm) (min-") (mm/rev) (min) (mm/rev) (mm/rev) (min) (mm/rev) (mm/rev) (min) (mm/rev)
0.5 12,000 | 001~0025| 12,000 |0.008~0.025 9,500 | 0.008~0.025 8,500 0.008~0.02 8,000 0.008~0.015 8,000 | 0.008~0.025
1 11,000 | 0.02~0.05 11,500 | 0.015~0.05 9,000 | 0.015~0.05 6,000 0.015~0.04 6,000 |0.015~0.03 6,000 | 0.015~0.05
1.5 10,000 | 0.03~0.06 10,000 |0.023~0.075 8,000 |0.023~0.075 5,000 0.023~0.06 4,000 0.023~0.045 4,000 | 0.023~0.075
2 9,000 | 0.04~0.08 7,500 003 ~0.1 6,000 003 ~0.1 3,800 0.03 ~0.08 3,200 | 0.03 ~0.06 3,200 | 0.03 ~0.08
2.5 8,500 | 0.05~0.1 7,000 |005 ~0.1 6,000 | 005 ~0.1 2,500 0.038~0.1 2,400 0.038~0.075 1,300 | 0.038~0.075
3 7,500 | 0.06~0.12 7,000 (006 ~0.12 6,000 | 006 ~0.12 2,500 0.045~0.12 2,200 | 0.045~0.09 1,100 | 0.045~0.09

ek BREBEEEE
InTHtE ﬁ%gggw Cast Iron-Ductile Cast Iron ﬁgﬁﬁ%ﬁ: Qﬁ;ﬁn: -~ mmﬁﬁ
WO'-l.( Precipitation Stainless Steel FC250- FCDA450- Y ANV Titiﬁ l:lm% Heat Resistant Alloy
Material FCD600 AC4C- ADC A5052-A7075 SRR Inconel 718
SUS630
~ 600N/mm?
oo 10~15m/min 20~70m/min 20~70m/min 20~70m/min 15~25m/min 5~8m/min
B pri =y B BHER =30 BHER L3t BHER L= 3r pri =y L= BHER
Drill Dia. Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min™) (mm/rev) (min) (mm/rev)
0.5 7,000 0.008~0.025 | 12,000 0.01~0.025 12,000 0.01~0.03 12,000 0.01~0.02 10,000 | 0.008~0.018 4,000 0.005~0.015 §
1 5,000 |0.015~0.05 11,000 | 0.02~0.05 11,000 0.02~006 | 11,000 0.02~0.04 7,500 | 0.015~0.035 2,200 | 001 ~003 E
1.5 3,500 0.023~0.075 | 10,000 0.03~0.06 10,000 0.03~0.09 10,000 0.03~0.06 5,500 |0.023~0.045 1,500 0.015 ~0.045 _;.,
M
2 2,500 |0.03 ~0.08 9,000 | 0.04~0.08 9,000 0.04~0.12 9,000 0.04~0.08 4,000 | 003 ~0.06 1,100 [0.02 ~0.06 E
25 1,300 0.038~0.075 8,500 0.05~0.1 8,500 0.05~0.15 8,500 0.05~0.1 3,000 |0.038~0.075 900 0.025~0.075
3 1,100 0.045~0.09 7,500 0.06~0.12 7,500 0.06~0.18 7,500 0.06~0.12 2,500 | 0.045~0.09 750 0.03 ~0.09

1. 5 E RIS E RIF A,

2. LI R RIS TR IR

3. 15 M R 20 AU BB B .

A EEEIENER, R RIFEDRSmNILOL.

Please use a carbide drill in a machine with precise spindle rotation.

The indicated speeds and feeds are for drilling with water-soluble coolant.

Water-soluble high density coolant (less than 20 times dilution) is recommended.

Adjust the cutting fluid to consistently reach the tool tip and the hole opening.

5. e EESL R SELREN A, $IRILL0.2DC~0.5DC IEDEHTMEEINT. Regardless of hole depth, perform step drilling using 0.2DC to 0.5DC as a guideline.

6.AD-MICRO 10D DC <10, i5i&BRELEIAD-MICRO 10D B9EEINT /53E] For AD-MICRO 10D DC<1, perform pilot hole machining according to the guideline
HEFEMILINI. (E8%P.25) “AD-MICRO 10D Recommended Drilling Method” (see p.25).

7. ALY, EEALBETSIENkL, kisENEERR, When mounting the drill, use a collet free of scratches and dirt. Ensure the runout
TIRRSERS =K IS L0.002mm L R ARE, accuracy is 0.002 mm or less at the cylindrical body or shank end, as shown in the

8. BEEEENTHE, WEERE LT SR illustrated figure.

9. FEHBE(UESE, LIRINTRHISRIERNRE RS E EEGEY . Fasten the work material to reduce the possibility of work deformation, deflection of
Bl &4, machined surface, or vibration.

Refer to the table above to set the milling conditions in accordance with the actual

situation.

ounpwN =

~N

o]
ADO-MICRO 30D | ADO-MICRO 20D
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PIRISRAFEIERR s conaion
ADO-MICRO 2D/5D

T Lomh{ll(ligr?)tgﬁls.teel Carbon Steel Alloy Steel Alloy Steel Austenitic Stainless Steel 4SRN
Work i $35C-S50C e\ I\ @/ SCM-SCr-SNCM [IVLET e BRIl Ely Y| SpecialAlloyStee
Material 554812 0531 oc ~210HB 16 ~ 28HRC 28 ~ 35HRC SUJ2 - SUS440

~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? RN SUS316 - SUS316L

f’{ﬁ“ﬁg 20~40~60m/min | 20~40~60m/min | 20~40~60m/min | 20~30~40m/min | 20~30~70m/min | 25~35~45m/min

= ®iE HEE iR HER ®iE iy g L35 HSR s HAR iE HER

UG S Rl ) | e OSSOl (o | s SRRVl o | (e

07 | 18200 |0007~0021| 18200 |0007~0021| 18200 |0014~0028| 13,600 |0014~0028 13,600 |0007~0021 15900 0007~ 0021
1 12700 |001 ~003 | 12,700 |001 ~003 | 12,700 (002 ~004 | 9500 [002 ~004| 9,500 |001 ~003 | 11,100 |001 ~003
15 8500 |0015~0045 8500 |0015~0045 8500 [003 ~006 | 6400 |003 ~006| 6400 |0015~0045 7,400 |0015~ 0045
2 6400 002 ~006| 6400 (002 ~006| 6400 |004 ~008 | 4800 |004 ~008 | 4800 |002 ~006 | 5600 |002 ~006

ek BREEFE®A

InTAAe Cast Iron Ductile Cast Iron iﬁaﬁiﬁlﬁ ﬁﬁ?iﬂ Hase y @Rméﬁl
Work . uminum Alloy minum L eat Resistant Alloy
ork FC250 FCD450-FCD600 | i A5 050 ATOTS Titanium Alloy Inconel 718

~ 350N/mm? 400 ~ 600N/mm?

fﬂﬁ“g’?;g 40~50~60m/min | 30~40~50m/min | 30~50~70m/min | 20~40~60m/min | 40~50~60m/min | 5~10~15m/min

B2 B HEE ®E i B PHSE B PHSE L2 PSR B i

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 10014~0028| 18,200 |0.014~0028| 22,700 |0.014~0042| 18,200 |0.007~0.021| 22,700 |0.011~0.018 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 [0.015~0.025 3,200 | 0.005~0.02
1.5 10,600 {003 ~0.06 8,500 |0.03 ~0.06 10,600 |0.03 ~0.09 8,500 | 0.015~0.045| 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. EEDEI S4B ERIE BT RE T EERI R AR AR, 1. This cutting condition chart is based on the usage of water-soluble coolant and
2. B TR AR 20FA R BRAKA I EHRY . internal oil supply.
3. ATHIEMFLIERE, BSEEEEITEE, (B2EE3um~5um) 2. Please use quality water-soluble coolant with a dilution factor of approximately 20
4. EEFERRENDH3MPa, BIREATERTEIGERE RE, BHATSNERT times.
BREEA. 3. Please use a precision filter (approximation of 3um to 5um) to prevent the oil holes
5. REMOBEIEENAENR, JRERERSEIRmIEE0.002mm LI 1R, from clogging.
6. HEBMERIN T A, BEXSHHTMEERINT., 4. Although the recommended coolant pressure is 3 MPa or more, please adjust

7. MIBEEEN, B ERIIEIRI SIEFRTEIRS. S5
EERBILE, ATRERSENK.

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 0.002mm, 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.
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YIRS EETR cnsconaion

ADO-MICRO 12D/20D/30D

el .
L% : {ERBERN RN a&in =k BAEGAEEN
NI Lov'\\;‘:fl.gr%tgﬁ IS.teeI el Alloy Steel Alloy Steel Austenitic Stainless Steel ﬁﬁkﬁg
Work . S35C-S50C SCM-SCr-SNCM RleIBe g\ [&'R 51)5303 - SUS304 Sipraakl Al Sied
Material S$S400-S10C
—150HB ~210HB 16 ~ 28HRC 28 ~ 35HRC SUJ2 - SUS440
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? VBRI SUS316 - SUS316L
bl 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 i HoE L2 iy HSE iR HSE ity i iy
Drill Dia. Speed Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min™) (mm/rev) (mm/rev) (min™) (mm/rev) (mm/rev) (min) (mm/rev)
1 12,700 |0.01 ~0.03 12,700 001 ~003 | 12,700 002 ~0.04 9,500 1002 ~0.04 9,500 001 ~0.03 11,100 |0.01 ~0.03
1.5 8,500 [0.015~0045] 8,500 |0.015~0045 8,500 [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
273 BRe=EEEk STeE
BHIM*SI' Cast Iron Ductile Cast Iron iﬁéﬁﬁlﬂt %zt’:‘fa ﬁéﬁ " ﬁﬁgme%|
Work uminum Alloy eat Resistant Alloy
; FC250 . L
GEEl e FCDASO-FCD600 BTG As0s2-A7075 [ Inconel 718
ool 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 prizr=y=—{ L3503 BHa R L3 prizrp-—4 L3 prir=p=—3 priop=y 503
Drill Dia. Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate
(mm) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (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 | 0.01 ~0.03 15,900 [0015~0025| 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 ~005 1,600 001 ~0.04

1. EEIEI SRR ERRIE AT KA D E A R P AR iE . 1
2. B MR 20(FAARKIB I BE .

3. ATRIEHILIESR, SERETTIER. (8%E3um~5um) 2.
4. HEFRIRESA3MPa, ERERTEMRITIELRAIME RE, BRFARSHERT 3.

N o w»n

[os]

- INTHES SR, B ERIIBIRA RIEFREIMA. S5,

HEREEN.
RERNBIEENAERNR, AR RSk IRiRIELL0.002mm LITR iR,
HBMERINIA R, BE st TmsszlinT.
ADO-MICRO 12D LA L, iE#%EBERITADO-MICRO
12D/20D/30D AN T /5i%] #TSmFLINT.
(B&%P.25)

HERTERLE, FTRERSIENR.

4.

. 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 0.002mm, as shown in the illustrated figure.

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

drilling as required.

. For ADO-MICRO 12D and above, perform pilot hole machining according to the

guideline “ADO-MICRO 12D/20D/30D Recommended Drilling Method” (see p.25).

. 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.

PRNER RSN BB ZMR AR

A wide selection of products in addition to the small diameter series

BREEHELRS

Carbide Drill Series

AD- ADO

H—HEEHE

Scan for product catalog

EERASHLRS

BN - ARG AERGE L

Carbide Drill Series for Stainless Steel and Titanium Alloy

ADO-SUS

H—HEEHE

Scan for product catalog
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Kwﬂﬁﬁﬂnlﬁ;ﬁ Recommended drilling method for deep-holes

AD-MICRO 10D

DC < 1 ﬁﬁ)‘&ﬁ%—lﬁl?bﬂﬂl, Pilot hole is recommended for DC < 1.

(MfEFAAD-MICRO 4Di# TS @A INT @EEAIKIEEESL MR mFFR, RASHFLER
Make a pilot hole with the AD-MICRO 4D. G83’ DA*IEEEQ-[;}J‘#U%{#X (%]‘E . i&éﬁﬁg .
JE7E(£AAD-MICRO 4D(SEiif140°) fE% M E) FHAIN T, FHRR BRI R S
AD-MICRO 10DEISAFLFLINT A7, TS
The AD-MICRO 4D (140°point angle) is the recommended ToRGe

. il p 9 For long drills, use drill cycle G83 from point R. Begin and complete
pilot hole drills of the AD-MICRO 10D. machining under the specified cutting conditions* (Speed, feed Rate,
y and step amount).
e SIS P2AMS HERSEN TR, TSt ERMEREI, SR
- 0.2DC~0.5DC HEER{THEIT.
*Please refer to the cutting conditions table on p.22 for setting the parameters. Regardless of

7 drill diameter or hole depth, perform step drilling using 0.2DC to 0.5DC as a guideline.
([ S 7
s

/]/I// 0.5xDC~1xDC :’Sj e

OfEFAADO-MICRO 2Di#{TSEFLINT @NnEEMERERFHEINT
Make a pilot hole with the ADO-MICRO 2D. Increase the revolution to the designated speed and start drilling.
#ETF(5FH ADO-MICRO 2D (5Gimfa140°) £ // |
ADO-MICRO 12D / 20D / 30D FYSFRLINTAIIE. /

The ADO-MICRO 2D (140°point angle) is the recommended <

pilot hole drills of the ADO-MICRO 12D 20D 30D. //%\ \
ADO-MICRO 12D/ 20D/ 30DAIE/Z (DC) A
DC+[+0.01/0] INTEFLE, SERHAIRHEHAERE (f) =0.05~0.1mm/rev.

When drilling through holes, reduce the feed rate to (f) 0.05 to 0.1 mm/rev.

/,
= %/ - 500min™" - #4883 B (V) =1,000~3,000mm/
1xDC—2xDC minEEﬁHﬂ

/ After drilling, reduce the speed to (n) = 300 to 500 min™ and a
feed rate of (Vf) = 1,000 to 3,000 mm/min and pull the drill out
of the hole.

@ETIBIESLLISEE (n) = 300 ~500min 'AA., // /]
HEEEE (VF) =300 ~500mm/minfEA y -
Insert the long drill at a speed of (n) = 300 to 500 min" and a feed \

rate of (Vf) = 300 to 500 mm/min.

/// o I TRESAERRIS R
Make sure to use internal coolant supply when drilling.
S
BANImmAER

Insert up to about 1 mm.

K ESHERINLRY, BESEFLIIIRIEAHETIFINT.

When machining curved sections, counterbore before pilot hole drilling.

S AIFLINTIHET] FX-ZDS 5t fiA & F 2k 5 ADF #H4TiRFLINT.
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.
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OSG’s Environmental Initiatives

03

BiRE

Recoating

BE -BRE

Tool Reconditioning

ZEBERNI RS
BAIR e TFHaRENE
KR RRIFERN.

Tool reconditioning contributes to resource :
conservation by bringing worn cutting tools back to life, 02 v 04
which is environmentally friendly and sustainable. o
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Regrinding Inspection
Tool Reconditioning
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Inspection upon arrival Packaging and
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shaping your dreams

BRH (Lig) FREILRBRAE

OSG Corporation

BRLAL (Lig) 4588
otk EiSHRTRRTI®1133SKTREL 3T170244%10/21003-0755T
FiE: 021-52552588;  {&E: 021-58883300;  HB4: 200051

BREH (L) KBS
bt STHERBTIES SE- 2@ AE1004=
EBi%: 0510-82739271;  {&HE: 0510-82739220;

BREH (L) ZtiEEsshn
it RHETHHRARERE IO SF#5062
EBiF: 0553-5868160; f€H: 0553-5868190;

BREAN (L) BHNEESSER
btk STAEBIN X ERER25 1 S3m4E HARE33A16
EEiE: 0512-62388327; {5E: 0512-62388320; Hp4%: 215000

BRA (L) FuMRIIESSAT
itk AR TEFH R XA OIS0 S RIRERR 1740E1 ST603=
FHiE: 0571-82757757;  {&E: 0571-82757767; #B4m: 311215

B (Eifg) TRESH
otk INTETIRMEN R EZ 84665 B AE604-12
FEiE: 0574-88161548;  {&EL: 0574-88134670; HE4R: 315100

BXEHL (Ei) TIND AR
otk FRE N RAXMFITER 1615 5ZsEfrS HAEE30012=A06-07 5T
FEiE: 020-38210423; f&€H: 020-38210425;  HB4®: 510610

BN (E8) FYIESER
itk FRERISEEXAE L R e RS OBEE1 7217108
EHiE: 0755-83566532;  {&EL: 0755-83558854; HB4m: 518017

LA (L) dbRDRE
bt JERAEAEXEREISMAR 9 S EIRAE 1 5120/F01B=
HiE: 010-85261018;  {&E: 010-85261016;  #B4%: 100004

LA (L) REDRF
bt : REHEIT X F D Sratt — DR ORSRAE20/£20072
FHiE: 022-23037566/27357729 fB4%: 300100

BRLAL (Li) RS
etk TAREHUNEEXENETEE D ERERIOAMR1213%
FHiE: 0757-86777181 MBgR: 528200

BRgm: 214074

HiRgm: 241000

BRLA (Eig) AIMESHR
odlk: AR BB LIRSS 138 SR ILIMEIRT3 S#1 5551002
FHiE: 186-3092-1318; HR4R: 450016

BXEH (Ei) ARESH
ek BRARERRRTHARRK RIS E E Rl OARE20022
FEiE: 029-88860594; f€E: 029-86182003;  Hp4m: 710018

B (L) REDRF

itk T TEAEF A XIUCERRAEB2006

FHiE: 0411-87655185;  {&EL: 0411-87655186; HB4: 116600
LAl (L) BRORF

ohik: IGREEBHmHILRRIE30S Tk 373528571202
FHiE: 0532-66775787  {&E: 0532-66775797  HB4R: 266034

BXAN (L) JEBEESSAT
otk TFEIAMITIRILRA19-25 CEERRCEE1311
FHiE: 024-22852762 fBg%: 110000

LA (L) KEESH

otk : EMEIRETN RN XA EEREREIRARES04S
FBE: 0431-89388499;  {&E: 0431-89230366; HB4m: 130012
BREA (L) PRERESSFT

sk 10| SR LRI AER =995 %G BN E L6tk 1852201
FEIE: 028-65783992; fEH: 028-85005292; HE4R: 610042

BREA (L) ERESFT
itk BRTAIXERAES K18 S FifEbamib4tE2-1
EiE: 023-67136872; #R4R: 401120

BN (E8) EINESFER
itk BRI LK S EE R TR A EBEE1217=
EHi%E: 027-85557360; HiR4w: 430010

BRI () F<ES5H
ik TREREHRZEKEREKR1SITCHRA3405-03=
EEi&: 0769-81550050 f€H: 0769-81550030; HB4m: 523845

Http://www.chinaosg.com

e 400, 888 2086,

E-mail:business@chinaosg.com
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