Small Diameter Carbide Drills Vol.5

MEBREG Tk

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

The A Brand




/J \?é@)ﬁéﬁ%ﬁ% A D = M I C RO Small Diameter Carbide Drill

A LABE T/MEFLAYIESE N T !

Facilities stable, uninterrupted machining of small diameter holes!

yJ Dgﬁ{‘b&tﬁ Cutting edge honing

SE IR B H0R 14 RO AR 1R 14

Enables high wear and chipping resistance

BEEE s

P (R 4h I PR 70, SCIRLT B 75 b

Reduces thrust resistance and enables effective chip breaking

S EG%E Shoulder Edge Guard (SEG)

9N A EA AR AR HERT 02 ERY

Prevents chipping of peripheral corners Applicable to sizes over 62

KeptARE ...

ATSCHN?

E5/NMRTENRERE

Optimal coating for small diameter tools

S IN TR ETIB R

Stable chip control that enables uninterrupted machining

INRFLIN TR EERFERRETHEBNARRE.
AD-MICROEEEHBRENTIBIKINIHERHEE MRS,
ARSI ZRIN IR SRR S, SR EESENT.

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.

VBTN TR AT AR

Cutting edge specifications and flute shape optimized for small diameter holes

TR

Tool AD-MICRO 4D ¢1.6
InTaze

Work Material SUs316
INIr5E 0.32mmN#EINnT
Machining Method Step Drilling (0.32mm step)
PIRIERE 20.1m/min
Cutting Speed (4,000min")
HHERIRE 130mm/min
Feed (0.0325mm/rev)
P AKBHEEIHR (FNEREEH)
Coolant Water-soluble (External)

RERIYIBRAR AT SEE VR FLEOIZESLIN T

Enables uninterrupted machining of small diameter holes with stable chip formation

AD-MICRO 4D ¢1.6 M=
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\lersatilizy,

Abundant size variations

BRI

4DE. 10DE £Z2518K. i+502%%

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

HAESTEN 00.52 03, RIL0.0OTmmABERFF, EBRTSEM/IMRFLINT

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

\«\'\9“ Precis/oo

TRUERY/IMZFLINT

Stable small diameter hole machining

S EEEEENMAIURE, SEBCElTERIFLINT

Precisely controlled drill specifications enable stable hole machining

A SEIEE L ARSI ES U mAIKept AR R

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

EHMRFAINTHAKeptARE, BT RANEE
FBMRERNREEE, TS ESSEER

ZEarE, HIRRENT

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.

-SEISE SR B EIFB AU ERAS

iﬁ%ﬁﬁ Surface of Coating
AD-MICRO

LA/

Conventional

Shank accuracy allowing for stable runout precision when mounted

RERBEXTRIh4NZ (0/-0.003)

Supports shank accuracy h4 tolerance (0/-0.003)

2 IS SRR ERIR

Suppresses chipping at the drill shoulder for extended tool life

-

SEIERAE D

MERT 02U ERYT

Applicable to sizes over 92

B SEGRLEE - DHISMNEEMARYERIR. BIERIMERIRFLEAIRREIN T

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

4007Lf5

i
With SEG, after drilling 1,400 holes

FoSEGHHE
INT307/E

Without SEG, after drilling 30 holes

x

FRATH

Tool AD-MICRO 10D ¢3
InTHst

Work Material SUS304
NIk 0.6mmNEINT
Machining Method Step Drilling (0.6mm step)
TIRERE ; .
Cuttﬁsﬂpee a 9.4m/min (1,000min™")
gﬁﬁg 60mm/min (0.06mm/rev)
4R 21mm (57L)
Depth of Hole Blind
P IKBHERIHFR (FMNERIEEH)
Coolant Water-soluble (External)
SEFR R INTHC (BT30)
Machine Vertical Machining Center

R4k HMEEEN B ERR
Still good for use Damage to outer corner




IMERSTHFLEREEEISLADO-MICRO .o cuscesinumnonnis

MERFLINTH [RE] B =3

"Stable" and "high efficiency" small diameter deep-hole drilling
im}l_] Oil Hole

BELHER, HEMEX

Large flow volume enables superior chip evacuation

mw% Double Margin

REEHREE

Supports straightness of drill direction

I c h Ad ai%% Coating
NRARED GBS

Provides excellent surface smoothness

BT HARRIHEBE

Features that enable outstanding chip evacuation performance

4 WRiEE P7 5!
° B=0 4y Flute Structure See the benefit of this feature on p.7!

Xﬁmlj\?éﬁ%}bmﬂ;im%fﬁﬂnl Stable performance even in difficult small diameter deep-hole applications

@@r* Extended Flute @%@mﬁ*ﬁﬁ Removed End of Margin

BN SiRtEREE ArELL, BAEREA BEBINZHEH S ZRET BINARMIMIE, XRSH
HeE RRATIRAIKBERE 2 —

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.

N WERiEE P7 51!
* SHFL one

WwEfEaTTAl, BHEKX, SCHIERIHEES

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

ERTR ; HibAB™=m 1.5
Tool ADO-MICRO 12D ¢1.5 Colrjnpet:iltuor
FRZsF, F=) ¥
Hollow Shank Hollow Solid
NN
YIAISE IKEMETBHER (PIERELHE) . e
Coolant 'Water-soluble (Intec;nal)l (mi/min) Coolant Flow Volume
. 70 67
?’@Ejj 1.5Mpa
oolant Pressure 60
AtimAdaE) 607
Time of Lubricant Supply sec. 50
40
ADO'M'CRO H{mﬁﬁ'Fﬁ:Competitor
30
Hollow Shank 20
10
0
ADO-MICRO 12D N )

Competitor




55 perfar Done,

. BDfER

RALBEERREINT

Stable performance even in deep-hole applications

WDHRIHERS LB BRERITEILES,
—~ BRI T EERELRT

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 (X7J75)

double margin

ARREINL

LiEr=f (B70%)

Conventional (single margin)

AT A :ADO-MICRO 20D ¢2

Tool

INTHt%} :SUS304
Work Material

MTRE :40mm
Depth of Hole

TEEZINT, INTHERIES O

Approximately 9 times the drilling efficiency by non-step drilling

BIERRFLEREHITAMEEIUINT, LS

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

RN

}JDIET”E'_I [4I‘l/|\/}L] Drilling Time [sec./hole]

1‘0 1‘2 1‘4 1‘6 1‘8 ZP 2‘2 2‘4 ZP

A
ADO-MICRO [N -,
12D ./ sec.
LA
Conventional

FRIR LAEF=&3

Tool ADO-MICRO 12D ¢1.5 Conventic?r?al
InTHs

Work Material 5US304

INIrsE TN MERINT (@xi450.5mm)
Machining Method Non-step Drilling Step Drilling (0.5mm step)
YIEEE 50m/min 28m/min
Cutting Speed (10,610min") (5,940min"")
HERE 318mm/min 89mm/min

Feed (0.03mm/rev) (0.015mm/rev)
LIEIRE 12mm (57l) BSHEA

Depth of Hole Blind  with pilot hole

HIEE IKAMELTRRR (PORREEH) [AAMEIDRIER (JNEBELH)
Coolant Water-soluble (Internal) Water-soluble (External)
R SZHINIHE (HSK-A40)

Machine Vertical Machining Center

Coating

BE SERmEEiEERIchAdass

TENKEDIL.

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

enable small diameter tools to achieve long tool life

IchAda coating with excellent surface smoothness Coating
ﬁl—%_ﬂﬁjg 'Eﬂt‘ﬂﬂﬁﬁ’?‘(ﬁ 1 II:EI@:E,J 76 \:l:r_ L)\*II)_LIJ/J\ ;%E?EE Surface of Coating
ADO-MICRO

m—10um

LAE=m

Conventional




INITEIRE oo

W B BHERRIFNERALH, SCIARREIN TASN

Stable machining of stainless steel on sliding head lathe with external lubrication

E(EIHIE AD-MICRO 4D ¢3 HDI?LM Number of Holes

PR ] 200 400 600 800 1,000

Work Material 5Us304 : : : : ‘
PTr53% 0.9mmENT AD-MICRO 1,000 Hores IREES
Machining Method Step Drilling(0.9mm step) 1D Still Running
DT : . s

\Cuttirjg Speed 18-8m/min (2'000"“" ) (l?é'f\fri;ﬁmaul 300}"’ GI=tt=s fggﬁgzjmﬁfﬂdgelﬁﬁﬁ and welding

gﬁg’g 120mm/min (0.06mm/rev)

PEIRE Imm (57L) = N =]

DepthofHole Bind GRS ER ] T 6 Lo

IEHR SHMELTEER (FMNERELH)

Coolant Non-Water-soluble (External)

fSEFRHIAR CNCEZERK

Machine CNC Sliding Head Lathe

W RMENN TS RSNt aE B K5

Long tool life even in martensitic stainless steel

ERIR AD-MICRO 10D ¢1.6 JIATFLEL Number of Holes

0 200 400 600 800 1,000
AR SUS420J2 ‘ ‘ ‘ ‘ ‘
T 7% 0.48mmnEEIT AD-MICRO 20071 vole: S
Machining Method Step Drilling (0.48mm step) 10D L[ E{ P still Running
PIRIERE ; - N
Catting Speed 30.2m/min (6,000min') Himﬁﬁ?ru:ﬁ = 600F|, Holes EER
. g ompetitor oles
gﬁgfg 195mm/min (0.0325mm/rev) Lo
IEIRE 16mm (571)
S ol Bind AD-MICRO 10D(s0071) [ETCAC TR ERTER

Holes

g = iz 3] AR (SMERELH)
Coolant Water-soluble (External)
EFEH TG (HSK-A40)
Machine Vertical Machining Center

W BEIMEREER, SRS IRFLAIRSEINL

Stable deep hole machining of alloy steel with external lubrication

IR AD-MICRO 10D 1.6 DT FLEL Number of Holes

TR SCM440 (47K ? >0 1.4 1300 2000
Work Material SCM440 (Raw Material) 1,600%L Ho!

I 0.56mmp#EANT AD-MICRO . ol
Machining Method Step Drilling(0.56mm step) 10D 1,500%L, Holes Wear
TEEE 40.2m/min (8,000min") AT 8007, Holes [N

¥ QA; : ,\Compaimruu 600}'_: Holes v’%i?

géstE 384mm/min (0.048mm/rev)

PIERE 16 F7)

Dzﬁgh;';ﬁ-lole m ifd AD-MICRO 10D AD-MICRO 10D(800%,) Eﬂi},ﬁ?‘_!:rtﬁz (80?1}1;)
gl = iz 3] IAHEDELEF (FMNERELH) g
Coolant Water-soluble (External)

fEFEANAR SR A (BT30)

Machine Vertical Machining Center
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O ELERTIE], T2IBEIR

Energy conservation by reducing machine downtime

RERYIBIARBES B ERFB IR SERIMIFLERSE), MingsacinIadE,
PE{AEFEE.
RENTERSWETEFINRND, TRTARIR.

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.

/

'

Cutting Data

E(EFIE AD-MICRO 10D ¢1.6 DDI?L?& Number of Holes
TR 0 500 1,000 1,500 2,000
Workt\/laterial 5US316 ‘ : : : ‘
NT75; 0.32mmEEINT . 1,8007L Holes .
{\J/lach?r?ir?z Method Step Drillirr?g"(‘g{éﬁnra step) AD %IDCRO 1.8007 ?}Igl'i_kzﬁ .
A , } Holes 1 unnin
SR 20.1m/min (4,000min")
AR 130mm/min (0.0325mm/rev) PR 1,000 ole: [—___
Feed mm/min mm/rev lég{:\frﬁﬁg 844¥L ifgﬁ?i?njg
IRIRE 16mm (571) Holes
Depth of Hole Blind
FIAIH IKTBMEIBIER (SMERELH)
Coolant Water-soluble (External)
{SEFRHA NI G (BT30)
Machine Vertical Machining Center
AD-MICRO 10D (Bugﬁﬁ)ﬁﬁ
4 (hnT1,800%L/F) P
AD'MICRO 10D E’é‘%ﬁ% After drilling 1,800 I'El)les Afterggirl‘l‘i,:;t‘ll,oort‘)i)l felts
- g * ' :

e
S

W RASMERAEH, TS SRR T HSCIHE

Achieves long tool life in deep hole drilling of titanium alloy through external lubrication

fERTA P0T1,4007Li5

Tool AD-MICRO 10D #1.6 After drilling 1,400 holes

JoTE Ti-6AI-4V AD-MICRO 10D BB/ EIF=R competitor
INTHE 0.4mmAEEINT

Machining Method Step Drilling (0.4mm step)

IREE : -

Cum;;;;ee " 27.1m/min (5,394min"")

Eﬁﬁ}ﬁ 129mm/min (0.024mm/rev)

PIEIRE 16mm(57l)

Depth of Hole Blind

HIREIF IKTAMELIBIER (SMERELH)

Coolant Water-soluble (External) EJYRS{EF still good for use #&7JEBERT] Thinning chipping
{EFEMAR TR INTAHL (BT30)

Machine Vertical Machining Center




INITEIRE oo

M INITREE,

w4

fl_l < AN
)L, ~3-A[ Long tool life achieved by stable drilling

TBEHIRIER !

Benefit of unique flute geometry

'{%(TIE ADO-MICRO 20D 2 HDI}L%Z Number of Holes
N 0 500 1,000 1,500 2,000
G\Ej'll:(ﬂfttrial SCM440 | | | | |
THEE 50m/min (7,960min") ADO-MICRO 1,500, otes ISENEEDN
9 oP ZOD .I 200%[; Corner Chipping

\#ééizﬁ; i 12 Holes

geg' = 557mm/min (0.07mm/rev)

PIEIRE 38mm (57.) 5&ME7F = 5007, Holes a7 e

Dllégh":)ﬁole BIiEnd with piTot hole H_T_m/!_\\a *EDEHIUC -
,u-l:lﬁl:A 100?[} Extensive chipping on thinning

HBIE AGEMEDBIER (PORBALHR) Competitor Holes

Coolant Water-soluble (Internal)

S — 246

L 3MPa Rt Fovoes seim, mmme
F:‘ﬁ':B 131 L Breakage, twined chips

FEFIHL ST (HSK-A40) Competitor 3L Holes

Machine Vertical Machining Center

/,\=] = A /,\=] =] B
ADO-MICRO 20D [EESULENSNT Rftexml=a

;IF;{ i IiIIIII#IIFJ

ik E =
. I]IJIJ I==§ I I:II :Q,\IE Large coolant flow volume to enable stable drilling

SHFLARSCR !
Benefit of enlarged oil holes

BHIR ADO-MICRO5D 0.7
INTAAH

Work Material 5US304
PR : .
Cutting Sxpeed 30m/min (13,640min"")
gﬁi@ﬁ 136mm/min (0.0Tmm/rev)
IYRE 3.5mm (§7l)
Depth of Hole Blind
FRIHE IAMELIEIRR (PIERELH)
Coolant Water-soluble (Internal)
NREND

CoI:Iant Pressure 5MPa

EFEAAR SZEINTAHL  (HSK-A63)
Machine Vertical Machining Center

ADO-MICRO SD(1,803¥L) HitiATF A (600FL)

oles Competitor Holes

HHI}L%I Number of Holes

0 5?0 1 ,900 1 ,5‘00 2,0PO

1,800 }I_‘ Holes
ATk

Still Running

ADO-MICRO
5D

B=1 A= [al AT BELE
I 6007, 1o Pt

EHHE
(ml/min) Coolant Flow Volume
80
63.95

60 |-
40 |-
20 -

0

ADO-MICRO 5D Htt Y8 m
Competitor



. Eﬁ%gﬁé@i@*@ﬁgnul&&g Efficiency improvement in the machining of titanium alloy bolts

ADO-MICRO
20D

}JDI}LM Number of Holes

0 1 ?0 2(‘)0 390 490 5?0

690

585}[4 Holes

Hith/ NSz 5 -
Rt alran 3007, voes [fata

P
Still Running

TR ADO-MICRO 20D ¢1.2 [ AR
Tool : Competitor
INTapkt i-6Al-
Work Material Ti-6Al-4V
INT7E% TN T MEEINT (@itte40.12mm)
Machining Method Non-step Drilling Step Drilling (0.12mm step)
YIHIEE 35m/min 10m/min
Cutting Speed (9,300min"") (2,600min-")
HHAERE 167mm/min 454 30mm/min
Feed (0.02mm/rev) <SS (0.01mm/rev)
LSRR 15mm (57L) BSHAAL
Depth of Hole Blind with pilot hole
=I5l IKAMEIEER (PIERELH)
Coolant Water-soluble (Internal)
PRED 2MPa

oolant Pressure
{EFEAAR SZEINT A  (BT30)
Machine Vertical Machining Center

W B BERRIANERMLH, SCIEMEEIUEERINT

Highly efficient non-step drilling on sliding head lathe with internal lubrication

IR ADO-MICRO30D 1.6

INTAwt

Work Material sus440c

e 20m/min (4,000min-")

Eﬁ?ﬁfg 120mm/min (0.03mm/rev)

IR 45mm (5§7L) B8EF

Depth of Hole Blind with pilot hole

HIHEIHF EMELTEGERR (PIERELH)

Coolant Qil-based coolant (Internal)
RED

Co:)Tant Pressure 7MPa

{EFEALARG CNCEBhER

Machine CNC Sliding Head Lathe

INT1,200FL/SR7IRERIRTS

Wear condition of cutting edge after drilling 1,200 holes

ADO-MICRO 30D

Eﬁi’/&ﬁ]?z I% Competitor

. }Julﬁﬁ*gmajﬁgwge){ﬁ%ﬁ Cutting edge condition in special steel drilling application

FHAIR ADO-MICRO 12D 1.5 BHIQ()O}LEE"JE%?EJ%@

Tool . Cutting edge wear condition after drilling 900 holes

InTast . SsuJ2 ADO-MICRO 12D HABYEF=EA competitor
Work Material - m— -
EEE?%%;%O‘ 45m/min (9,550min") e

gﬁﬁg 430mm/min (0.045mm/rev)

IR omm (57l) ESEA

Depth of Hole Blind  with pilot hole

] ize5 IKBHEIRER (PEBLH) FILEEE{ERT still good for use TV EBEER Marginis totally worn
Coolant Water-soluble (Internal)

WIRER

Coi)qlant Pressure 1.5MPa

{EFEHU ST (HSK-A40)

Machine Vertical Machining Center
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/J\fé@}ﬁéﬁ%ﬁ% Small diameter carbide drill

AD-MICRO 4D

&+

XFAET]
(DC<)
X thinning

&

RFAET]
(1=DCO)
R thinning

———Ny g
CARBIDE Ke_pm Elo; ‘ﬁ;’ ? ? S'F:E:E?
ABOUT 30°

EET v ==
8750050 | 0.5 2 3 38 3 (30101 @
8750051 | 0.51 | 2.1 | 3 38 3 (302|017 | @
8750052| 0.52 | 2.1| 3 38 3 (30201 | @
8750053 | 0.53 | 2.2| 3 38 3 (302|017 @
8750054 | 0.54 | 2.2| 3.5| 38 3 (297|017 | @
8750055| 0.55 | 2.2| 3.5| 38 3 (297|017 | @
8750056 | 0.56 | 2.3| 3.5| 38 3 (297|017 | @
8750057 | 0.57 | 2.3| 3.5| 38 3 (29801 @
8750058 | 0.58 | 24| 3.5| 38 3 (298/0.1 | @
8750059 | 0.59 | 24| 3.5| 38 3 (29801 @
8750060 | 0.6 24| 35| 38 3 (298/0.1 | @
8750061| 061 | 25| 4 38 3 (29301 | @
8750062| 0.62 | 25| 4 38 3 /294/01| @
8750063 063 | 26| 4 38 3 (29401 | @
8750064| 0.64 | 26| 4 38 3 (294/01| @
8750065| 0.65 | 26| 4 38 3 (29401 | @
8750066| 0.66 | 2.7 | 4 38 3 (29401 | @
8750067 | 0.67 | 2.7 | 4 38 3 (295/01 | @
8750068| 0.68 | 2.8| 4.5| 38 3129 |01 @
8750069 0.69 | 2.8 | 4.5| 38 3 (29 |01 @
8750070/ 0.7 28| 45| 38 3 129 |01 @
8750071| 0.71 | 29| 45| 38 3 (29 |01 @
8750072| 0.72 | 29| 45| 38 3 129 |01 @
8750073| 0.73 | 3 45| 38 3 (29101 | @
8750074| 0.74 | 3 45| 38 3 (29101 | @
8750075| 0.75 | 3 45| 38 3 (29101 | @

- WRRREEIES%Ep.10,
- AIVEAETIE! (AD-MICRO 10D) fOSmFL AL,
- See p.10 for explanation of icons.

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

L PL 5
a
S sSsSoEP - - —— - }
AT ]
LCF ‘ ‘ LS
- OAL

Bfzmm  Unit:mm

s e R R
8750076| 0.76 | 3.1 | 5 38 3 128601 @
8750077| 0.77 | 3.1 | 5 38 3 /28601 @
8750078 0.78 | 3.2| 5 38 3 /287|01| @
8750079| 0.79 | 3.2| 5 38 3 /287|01| @
8750080/ 0.8 32| 5 38 3 /286/01| @
8750081 081 | 33| 5 38 3 /28601 @
8750082 082 | 33| 5 38 3 /286|01| @
8750083( 083 | 34| 5 38 3 /287|02| @
8750084 084 | 34| 5 38 3 /287|02| @
8750085/ 085 | 34| 5 38 3 /287|02| @
8750086| 0.86 | 3.5| 55| 38 3 /1282|02| @
8750087| 087 | 3.5| 55| 38 3 /282|02| @
8750088 0.88 | 36| 55| 38 3 /282|02| @
8750089| 0.89 | 36| 55| 38 3 /283/02| @
8750090| 0.9 36| 55| 38 3 /283|021 @
8750091| 0.91 | 3.7| 55| 38 3 /283|022 @
8750092| 0.92 | 3.7| 55| 38 3 /283|021 @
8750093| 0.93 | 38| 55| 38 3 /283|022 @
8750094| 0.94 | 38| 55| 38 3 1284/02| @
8750095| 0.95 | 38| 55| 38 3 128402 @
8750096| 0.96 | 39| 6 42 3 /319/02 | @
8750097| 0.97 | 39| 6 42 3 /319/02 | @
8750098| 0.98 | 4 6 42 3 /319/02 | @
8750099| 0.99 | 4 6 42 3 /319/02 | @
8750100 1 4 6 42 3 /318|022 @
8750101 1.01 | 41| 6 42 3 /318|022 @
@ =iTEEFR @ =Standard stock item

[ NEXT g

s



. *Ij_‘i/q*q]*jéGuide for Icons

n 1‘7_“55 Tool Materials %Eﬂfi Surface Treatment
CARBIDE ERA® BN KeptARE BN |chAdaiRE
Tungsten Carbide KeptA KeptA Coating IchAda  ichAda Coating
E?éE,‘JFé"LtFﬁ Tolerance for Drill Diameter n m%ﬁﬁ% Helix Angle 7fﬁ§‘|3 Shank
P ERLERNEE I e B oL [ SN = S a
3’604 Tolerance for drill diameter %30 Helix angle of flute for drills h4 Tolerance for shank diameter g
) ABOUT 30° e
3=
=] e =} [
E ,;\;:-‘éfﬁ shrink t}JEU,%{fF Cutting Conditions 3__: 2
o
=
I it i B 53] T R ERRTETS 2
FIT Suitable for the shrink holder system Indicates page number for cutting conditions ﬁ
H
R

Bfizmm  Unit:mm

87501021 1.02 | 41| 6 42 3 1318/02 | @ 8750128 1.28 | 52| 8 42 3 /303|02 | @
8750103/ 1.03 | 42| 6 42 3 /318|022 @ 8750129 129 | 52| 8 42 3 /303/02| @
8750104/ 1.04 | 42| 6 42 3 /318|021 @ 8750130 1.3 52| 8 42 3 /303|02| @
8750105/ 1.05 | 42| 6 42 3 /319|022 @ 8750131 131 | 53| 8 42 3 /30302 | @
8750106| 1.06 | 43| 6 42 3 1319|021 @ 87501321 132 | 53| 8 42 3 /1304|02| @
8750107 1.07 | 43| 7 42 3 /30902 @ 8750133/ 133 | 54| 9 42 3 /294/02| @
8750108 1.08 | 44| 7 42 3 1309|02 | @ 87501341 134 | 54| 9 42 3 1294|02| @
8750109( 1.09 | 44| 7 42 3 /30902 @ 8750135/ 135 | 54| 9 42 3 /294|102 @
8750110( 1.1 44| 7 42 3 131 02 @ 8750136| 136 | 55| 9 42 3 1294|02| @
8750111 111 | 45| 7 42 3 |31 02 @ 8750137 137 | 55| 9 42 3 /295|102 @
8750112 112 | 45| 7 42 3 131 02 @ 8750138 138 | 56| 9 42 3 1295/03| @
8750113 1.13 | 46| 7 42 3 |31 02 @ 8750139/ 139 | 56| 9 42 3 /295/03 @
8750114 114 | 46| 7 42 3 |31 02 @ 8750140| 1.4 56| 9 42 3 1295/03| @
8750115 1.15 | 46| 7 42 3 |31 02 @ 8750141 141 | 57| 9 42 3 [295/03| @
8750116| 1.16 | 4.7 | 7 42 3 /31102 @ 8750142 142 | 57| 9 42 3 /296|031 @
8750117117 | 47| 7 42 3 /31102 @ 8750143 143 | 58| 9 42 3 (/29603 @
8750118 1.18 | 48| 7 42 3 /31102 @ 8750144 144 | 58| 9 42 3 /296|031 @
8750119 1.19 | 48| 8 42 3 /30102 @ 8750145/ 145 | 58| 9 42 3 (/29603 @
8750120 1.2 48| 8 42 3 130102 @ 8750146| 146 | 59| 9 42 3 /296|031 @
8750121 1.21 | 49| 8 42 3 /30202 @ 8750147 147 | 59| 9 42 3 (29603 @
87501221 122 | 49| 8 42 3 130202 @ 8750148| 148 | 6 9 42 3 /297|031 @
8750123123 | 5 8 42 3 /30202 @ 8750149 149 | 6 9 42 3 [297/03 | @
8750124124 | 5 8 42 3 1302|021 @ 8750150| 1.5 6 9 42 3 /297|031 @
8750125 1.25 | 5 8 42 3 /30202 @ 8750151| 1.51 | 6.1 |10 42 3 (287|03 | @
8750126 1.26 | 51| 8 42 3 /303|/02 | @ 8750152 1.52 | 6.1 |10 42 3 /287|031 @
8750127 1.27 | 51| 8 42 3 /30302 @ 8750153/ 1.53 | 6.2 |10 42 3 (28803 @

@ =TSR @ =Standard stock item

| NEXT )2

o ®



/J\fé@}ﬁéﬁgﬁ% Small diameter carbide drill m

AD-MICRO 4D

DCON

—_—— B w% g AT EE—

{[5’*??5% LCF ‘ ‘ LS

X thinning OAL

+
crgpe ™= G AN I €I FR R

KeptA -8.7)04 30' h4 FIT P22
ABOUT 30"

m Bfmm  Unit:mm
8750154 154 | 6.2 |10 42 3 /288|03| @ 8750180/ 1.8 7211 42 3 /283|/03| @
8750155| 1.55 | 6.2 |10 42 3 /288|03| @ 8750181 1.81 | 73|11 42 3 /283/03| @
8750156| 1.56 | 6.3 |10 42 3 /288|03| @ 8750182 1.82 | 73|11 42 3 /283|/03| @
8750157 1.57 | 63|10 42 3 /288|03| @ 8750183183 | 74 | 11 42 3 /283|03| @
8750158 158 | 64|10 42 3 /289|03| @ 8750184184 | 74|11 42 3 /283|/03| @
8750159| 159 | 64 |10 42 3 /289|03| @ 8750185185 | 74| 11 42 3 /284|03 | @
8750160 1.6 64|10 42 3 /289|03| @ 8750186| 1.86 | 75|11 42 3 /284|03| @
8750161| 1.61 | 6.5 |10 42 3 /289|03 | @ 8750187187 | 75|11 42 3 /284|03| @
8750162 162 | 6.5 10 42 3 /289|03| @ 8750188 1.88 | 7.6 | 11 42 3 /284|03| @
8750163| 1.63 | 6.6 | 10 42 3 /289|03 | @ 8750189189 | 7.6 | 11 42 3 /284|03| @
8750164 1.64 | 6.6 |10 42 3 /29 (03| @ 8750190/ 1.9 7.6 | 11 42 3 /284|03| @
8750165| 1.65 | 6.6 | 10 42 3 /29 (03| @ 8750191 191 | 77|12 46 3 |315/03| @
8750166| 1.66 | 6.7 | 10 42 3 /29 (03| @ 8750192192 | 77|12 46 3 /1315/03| @
8750167| 1.67 | 6.7 | 10 42 3 /29 (03| @ 8750193 193 | 78|12 46 3 |1315/04| @
8750168| 1.68 | 6.8 |10 42 3129 (03| @ 8750194 194 | 78|12 46 3 |315/04| @
8750169| 1.69 | 6.8 |10 42 3 /29103 | @ 8750195 195 | 78|12 46 3 1315/04 | @
8750170| 1.7 6.8 |10 42 3 /29103 | @ 8750196| 196 | 79|12 46 3 /1316|04| @
8750171 1.71 | 69| 11 42 3 /281/03| @ 8750197197 | 79|12 46 3 /1316|04 | @
8750172 1.72 | 69|11 42 3 /281|03| @ 8750198| 1.98 | 8 12 46 3 /1316|04| @
8750173 1.73 | 7 11 42 3 /281/03| @ 8750199| 199 | 8 12 46 3 |1316/04 | @
8750174174 | 7 11 42 3 /281|03| @ 8750200/ 2 8 12 46 3 /1316|04| @
8750175 1.75 | 7 11 42 3 /282|03| @ 8750201( 2.01 | 81|12 46 3 |317|04 | @
8750176| 1.76 | 7.1 | 11 42 3 /282|03| @ 8750202| 2.02 | 81|12 46 3 1317|104 | @
8750177 1.77 | 7.1 |11 42 3 /282|03| @ 8750203| 2.03 | 82|12 46 3 |317|04 | @
8750178 1.78 | 7.2 | 11 42 3 /282|03| @ 8750204| 2.04 | 82|12 46 3 1317|104 | @
8750179| 1.79 | 7.2 | 11 42 3 /282|03| @ 8750205( 2.05 | 82|12 46 3 |317|04 | @

- FRRIEBEIES%E .10, @ =iRHEEFR @ =Standard stock item
- AIEREKTIE! (AD-MICRO 10D) HISEFLRS,L,

- See p.10 for explanation of icons.

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



AD-MICRO 4D

2

N FROM | 5

gBfzmm  Unit:mm 2

ﬁmgte i< [ 2k | me | mi [ m]Es ﬁ?&%& i< | ok | me | i [om]Ee B

EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL  |Stock H
8750206| 2.06 | 83|12 46 | 3 |317|04 | @ 8750232232 | 93|13 46 | 3 |31.2|04 | @
8750207| 2.07 | 83|12 46 | 3 |318(04 @ 87502331 233 | 94|13 46 | 3 |31.2|04 | @
8750208| 2.08 | 84 |12 46 | 3 |318|04 | @ 8750234) 234 | 94|13 46 | 3 |313|04| @
8750209| 2.09 | 84 |12 46 | 3 |318|04 @ 8750235/ 235 | 94|13 46 | 3 |313|04 | @
8750210/ 2.1 84|12 46 | 3 |318|04 | @ 8750236| 2.36 | 9.5| 13 46 | 3 |313|04 | @
8750211| 2.11 | 85|13 46 | 3 |1308|04 | @ 8750237| 2.37 | 9.5 |13 46 | 3 |313|04 | @
8750212| 2.12 | 85|13 46 | 3 1309|104 @ 8750238| 2.38 | 9.6 | 13 46 | 3 |313|04 | @
8750213| 2.13 | 86|13 46 | 3 |1309/04 @ 8750239| 2.39 | 9.6 | 13 46 | 3 |314|04 | @
8750214| 2.14 | 86|13 46 | 3 1309|104 @ 8750240| 2.4 96 | 14 46 | 3 |304|04 | @
8750215| 2.15 | 86|13 46 | 3 |1309|/04 @ 8750241| 241 | 9.7 |14 46 | 3 |304|04 | @
8750216| 2.16 | 8.7 |13 46 | 3 1309|104 @ 8750242| 242 | 9.7 |14 46 | 3 |304|04 | @
8750217| 2.17 | 8.7 |13 46 | 3 |31 |04 @ 8750243| 243 | 9.8 | 14 46 | 3 |304|04 | @
8750218| 2.18 | 88|13 46 | 3 |31 |04 @ 8750244| 244 | 98|14 46 | 3 |305|/04 | @
8750219| 2.19 | 88|13 46 | 3 |31 |04 @ 8750245| 245 | 9.8 |14 46 | 3 |305/04 | @
8750220| 2.2 8.8 13 46 3 /31 (04| @ 8750246| 246 | 9.9 |14 46 3 /305/04 @
8750221| 2.21 | 89|13 46 3 (31 |04 @ 8750247 247 | 9.9 | 14 46 3 [305/04| @
8750222| 2.22 | 89|13 46 3 (31 |04 @ 8750248| 248 |10 |14 46 3 /305/05| @
8750223223 | 9 |13 46 3 (31104 | @ 8750249| 249 |10 |14 46 3 |305/05| @
8750224| 224 | 9 |13 46 3 [311|04| @ 8750250 25 |10 |14 46 3 /306|05| @
8750225225 | 9 |13 46 | 3 |31.1(04 @ 8750251| 2.51 | 10.1 | 14 46 | 3 |306|05 | @
8750226| 2.26 | 9.1 |13 46 | 3 |311|04 | @ 8750252| 2.52 |10.1 | 14 46 | 3 |306|05| @
8750227| 2.27 | 9.1 |13 46 | 3 |31.1(04 @ 8750253| 2.53 | 10.2 | 14 46 | 3 |306|05 | @
8750228| 2.28 | 9.2 |13 46 | 3 |31.2|04 | @ 8750254| 2.54 |10.2 | 14 46 | 3 |306|05| @
8750229| 2.29 | 9.2 |13 46 | 3 |31.2|04 @ 8750255| 2.55 | 10.2 | 14 46 | 3 |307|05| @
8750230/ 2.3 9.2 13 46 | 3 |31.2|04 | @ 8750256| 2.56 | 10.3 | 14 46 | 3 |307|05| @
8750231| 231 | 93|13 46 | 3 |31.2|04 @ 8750257| 2.57 |10.3 | 14 46 | 3 |307|05| @

@ =iRHEEER @=Standard stock item



/J\fé@}ﬁéﬁgﬁ% Small diameter carbide drill m

AD-MICRO 4D

DCON

—_—— B w% g AT EE—
{[5’*??5% LCF ‘ ‘ LS
X thinning OAL
N SPEED F}F?%?)
CARBIDE Ke_pm ?L; :J;’ ? EFEM ;EZE;) R thinning
ABOUT 30"

m Bf:mm  Unit:mm
8750258| 2.58 (104 | 14 46 3 /307|05| @ 8750280 2.8 [11.2]16 46 3 /291|05| @
8750259| 259 (104 | 14 46 3 /307|05| @ 8750281| 2.81 (113 |16 46 3 /291|05| @
8750260 26 (104 |14 46 3 /308|05| @ 8750282| 2.82 (113 |16 46 3 /292|05| @
8750261| 2.61 [10.5| 14 46 3 /308|05| @ 8750283| 2.83 (114 |16 46 3 /1292|05| @
8750262| 2.62 (105 | 14 46 3 /308|05| @ 8750284| 2.84 (114 |16 46 3 /292|05| @
8750263 | 2.63 (10.6 | 14 46 3 /308|05| @ 8750285| 2.85 (114 |16 46 3 /292|05| @
8750264 | 2.64 [10.6 | 14 46 3 /308|05| @ 8750286| 2.86 [11.5]16 46 3 /292|05| @
8750265| 2.65 (10.6 | 14 46 3 /308|05| @ 8750287| 2.87 (11516 46 3 /293|05| @
8750266| 2.66 [10.7 | 16 46 3 /289|05| @ 8750288| 2.88 [11.6 | 16 46 3 /293|05| @
8750267 | 2.67 [10.7 | 16 46 3 /289|05| @ 8750289| 2.89 (11.6 | 16 46 3 /293|05| @
8750268| 2.68 [10.8 | 16 46 3 /289|05| @ 8750290 29 (11.6]16 46 3 /293|05| @
8750269 | 2.69 (10.8 | 16 46 3 /289|05| @ 8750291| 291 (11.7 | 16 46 3 /293|05| @
8750270| 2.7 [10.8 |16 46 3 /289|05| @ 8750292| 292 (11.7 | 16 46 3 /294|05| @
8750271| 2.71 (109 | 16 46 3 /29 |05 @ 8750293| 293 (11.8 |16 46 3 /294|05| @
8750272| 2.72 | 109 | 16 46 3129 |05/ @ 8750294| 294 [11.8 |16 46 3 1294|051 @
8750273| 2.73 |11 16 46 3 /29 |05 @ 8750295| 295 (11.8 | 16 46 3 /1294|05| @
8750274| 2.74 | 11 16 46 3 /29 |05 @ 8750296| 2.96 119 | 16 46 3 /1294|05| @
8750275| 2.75 | 11 16 46 3 /29 |05 @ 8750297| 297 (119 |16 46 3 /294|05| @
8750276| 2.76 |11.1 | 16 46 3 /291|05| @ 8750298 2.98 |12 16 46 3 /1295/05| @
8750277 2.77 [11.1 | 16 46 3 /291/05| @ 8750299 2.99 (12 16 46 3 /295/05| @
8750278| 2.78 [11.2 |16 46 3 /291|05| @ 8750300/ 3 12 16 46 3 /295/05| @
8750279| 2.79 [11.2| 16 46 3 1291|105 | @ @ =i HEEEFR @ =Standard stock item

- INREBEIES%EDP.10,

- BIYESTIEL (AD-MICRO 10D) HISHEFLAEL.

- See p.10 for explanation of icons.

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



/J\?é@}ﬁéﬁiﬁ% Small diameter carbide drill m

AD-MICRO 10D

_PL g
1)
. [a)
~ g g eSS - —— - —— ——F
LU
g?f?) LCF LS
X thinning OAL
D
<
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n SPEED (1=00) S
CARBIDE ST Ll stk I st FEED R thinning ° ]
KeptA D0 %30° h4 AT P22 = =
f | e
ABOUT 30 o|<<
Bfrmm  Unit:mm é
O
ﬁm& i | ok | e | i [ Ee ﬁs*eﬂét% i | 2K | e | i [ e e
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL |Stock |_'E 2
8760050 | 0.5 5 58| 42 3 /313|011 @ 8760076| 0.76 | 76| 9 42 3 /1286/01| @ '§
8760051 | 0.51 | 5.1 | 5.8| 42 3 /314|011 | @ 8760077 0.77 | 77| 9 42 3 128601 =
8760052 | 0.52 | 5.2 | 5.8 | 42 3 /314|101 @ 8760078 0.78 | 78| 9 42 3 /287/01| @
8760053 | 0.53 | 53| 5.8| 42 3 /314|011 | @ 8760079/ 0.79 | 79| 9 42 3 /1287|01| @
8760054 | 0.54 | 54| 6.5| 42 3 /307/01 | @ 8760080| 0.8 8 9 42 3 /28601 @
8760055 | 0.55 | 5.5| 6.5| 42 3 /307|011 @ 8760081 0.81 | 81| 9 42 3 (28601 @
8760056 | 0.56 | 5.6 | 6.5| 42 3 /307/01 | @ 8760082 0.82 | 82| 9 42 3 /28601 @
8760057 | 0.57 | 5.7 | 6.5| 42 3 /30801 @ 8760083 0.83 | 83| 9 42 3 (28702 @
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 @ 8760085/ 0.85 | 85| 9 42 3 (28702 @
8760060 | 0.6 6 6.5| 42 3 /30801 @ 8760086| 0.86 | 8.6 |10.5| 46 3 /312|102 @
8760061| 0.61 | 6.1 | 7 42 3 /30301 @ 8760087| 0.87 | 8.7 |10.5| 46 3 /312|102 | @
8760062| 0.62 | 6.2 | 7 42 3 /30401 @ 8760088| 0.88 | 8.8 |10.5| 46 3 1312|102 @
8760063| 0.63 | 63| 7 42 3 |/304/01 @ 8760089| 0.89 | 8.9 |10.5| 46 3 [/313/02 | @
8760064| 0.64 | 64| 7 42 3 /304|071 | @ 8760090| 0.9 9 |10.5]| 46 3 /313/02| @
8760065| 0.65 | 6.5 | 7 42 3 |304|01 @ 8760091| 0.91 | 9.1 |10.5| 46 3 (313|022 @
8760066| 0.66 | 6.6 | 7 42 3 /30401 @ 8760092| 0.92 | 9.2 105 46 3 (313|021 @
8760067| 0.67 | 6.7 | 7 42 3 [305/01 @ 8760093| 0.93 | 9.3 |10.5| 46 3 (313|022 @
8760068| 0.68 | 6.8| 8 42 3 /295/01| @ 8760094| 0.94 | 94105 | 46 3 (314|021 @
8760069| 0.69 | 69| 8 42 3 /295/0.1| @ 8760095| 0.95 | 9.5|10.5| 46 3 /1314|022 | @
8760070| 0.7 7 8 42 3 /295/01| @ 8760096| 0.96 | 9.6 |11.5| 46 3 /304/02 | @
8760071 0.71 | 7.1 | 8 42 3 /295/0.1 | @ 8760097| 0.97 | 9.7 |11.5| 46 3 /1304|022 | @
8760072 0.72 | 72| 8 42 3 1295/01 | @ 8760098| 0.98 | 9.8 |11.5| 46 3 /304/02 | @
8760073| 0.73 | 73| 8 42 3 /29601 @ 8760099| 0.99 | 9.9 |11.5]| 46 3 /1304|022 | @
8760074 0.74 | 74| 8 42 3 1296|/0.1 | @ 8760100 1 10 |11.5]| 46 3 /303|022 | @
8760075 0.75 | 75| 8 42 3 /29601 @ 8760101| 1.01 [ 10.1 | 11.5| 46 3 /303/02| @

- RRIRBEIES%EP.10, @ =inEEFS @=Standard stock item
- #EEFFEAADO-MICRO 4D {EASMAFLARL.

- See p.10 for explanation of icons.

- AD-MICRO 4D is the recommended pilot hole drill.



/J\fé@}ﬁéﬁ%ﬁ% Small diameter carbide drill

AD-MICRO 10D

~ @
CARBIDE Ke_pm -ET:; :J;’ ? EFEM S:'E;E;l?

ABOUT 30"
Bl o o e
8760102| 1.02 |10.2|11.5| 46 | 3 |303|/02 | @
8760103| 1.03 |103|11.5| 46 | 3 |303|02 | @
8760104| 1.04 {104 |115| 46 | 3 |303|/02 | @
8760105| 1.05 |10.5|11.5| 46 | 3 |304|02 | @
8760106| 1.06 |10.6 |11.5| 46 | 3 |304|02 | @
8760107| 1.07 | 10.7 | 13 46 | 3 1289|022 @
8760108| 1.08 | 10.8 | 13 46 | 3 (289|022 @
8760109| 1.09 | 10.9 | 13 46 | 3 1289|022 @
8760110 1.1 |11 |13 46 | 3 |29 |02 @
8760111 1.11 |11.1 |13 50| 3 |33 |02 @
8760112] 1.12 |11.2 |13 50| 3 |33 |02 @
8760113| 1.13 |11.3 |13 50| 3 |33 |02 @
8760114| 1.14 {114 |13 50| 3 |33 |02 @
8760115| 1.15 |11.5 |13 50| 3 |33 |02 @
8760116| 1.16 |[11.6 | 13 50 | 3 (33102 @
8760117 117 |11.7 | 13 50| 3 [331/02 @
8760118| 1.18 [11.8 |13 50| 3 [331/02| @
8760119| 1.19 (119 |14 50 | 3 (321|002 @
8760120 1.2 |12 |14 50| 3 [321|/02| @
8760121| 1.21 [12.1 |14 50 | 3 [322|02 @
8760122| 1.22 [122 |14 50| 3 |322|02| @
8760123| 1.23 [123 |14 50 | 3 [322|02 @
8760124| 1.24 |124 |14 50| 3 |322|02| @
8760125| 1.25 [ 125 |14 50 | 3 [322|02 @
8760126| 1.26 |12.6 |14 50| 3 |323|02| @
8760127 1.27 [12.7 |14 50 | 3 [323|02 @

- TRIRBEIES % .10,

- HEFERADO-MICRO 4D {EASMAFL AL,

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

-PL 8

. 8

$ difm——y

LU
RS
R thinning

BAizmm  Unit:mm
8760128| 1.28 [12.8 |14 50 3 /323|021 @
8760129( 1.29 [ 129 |14 50 3 [323/02 | @
8760130 1.3 |13 |14 50 3 /323|021 @
8760131| 1.31 [13.1 |14 50 3 [323/02 | @
8760132| 1.32 |13.2 |14 50 3 /324|02| @
8760133| 1.33 |13.3 |15 50 3 1314|02 | @
8760134| 1.34 |13.4 |15 50 3 1314|102 | @
8760135| 1.35 [13.5 |15 50 3 1314|02| @
8760136| 1.36 |13.6 | 15 50 3 1314|102 | @
8760137| 1.37 |13.7 | 15 50 3 1315/02| @
8760138| 1.38 |13.8 |15 50 3 /1315/03| @
8760139| 1.39 139 |15 50 3 |315/03| @
8760140/ 14 |14 |16.5| 50 3 /30 (03| @
8760141| 1.41 [ 14.1 |16.5| 50 3 /30 (03| @
8760142| 142 [14.2|16.5| 50 3 /301|103 @
8760143| 143 [143 |16.5| 50 3 /301|103 | @
8760144| 144 144 |16.5| 50 3 /301|103 | @
8760145| 145 [145|16.5| 50 3 /30103 | @
8760146| 1.46 146 |16.5| 50 3 /1301|103 | @
8760147| 1.47 |14.7 |16.5| 50 3 /30103 | @
8760148| 1.48 |14.8|16.5| 50 3 /302|031 @
8760149| 1.49 [149 |16.5| 50 3 /30203 @
8760150 1.5 |15 |16.5| 50 3 /302/03| @
8760151| 1.51 [15.1 |17.5| 50 3 /292|03| @
8760152| 1.52 |15.2|17.5| 50 3 /292|031 @
8760153| 1.53 [153|17.5| 50 3 /293/03| @

@ =iRHEEER @=Standard stock item




2
N FROM | 5
gBfzmm  Unit:mm 2
ﬁmgte i< [ 2k | me | mi [ m]Es ﬁ?&%& i< | ok | me | i [om]Ee K
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL  |Stock H g
8760154| 1.54 |154|175| 50 | 3 [293|03 | @ 8760180| 1.8 |18 [20.5| 54 | 3 |308(03 | @ '§
8760155| 1.55 |15.5|175| 50 | 3 |293|03 | @ 8760181| 1.81 | 18.1 |205| 54 | 3 |30.8|0.3 9;:
8760156| 1.56 |156|175| 50 | 3 (29303 | @ 8760182| 1.82 |18.2(20.5| 54 | 3 |308(03 | @
8760157| 1.57 |15.7 |175| 50 | 3 |293|03 | @ 8760183| 1.83 {183 (20.5| 54 | 3 |308(03 | @
8760158| 1.58 |15.8 |17.5| 50 | 3 [294|03 | @ 8760184| 1.84 |18.4(20.5| 54 | 3 |308(03 | @
8760159| 1.59 [159|175| 50 | 3 [294/03 | @ 8760185| 1.85 [18.5(20.5| 54 | 3 |[309(03 | @
8760160/ 1.6 |16 |175| 50 | 3 |294/03 | @ 8760186| 1.86 |18.6 [20.5| 54 | 3 |309(03 | @
8760161| 1.61 [16.1 |185| 50 | 3 |[284/03 | @ 8760187| 1.87 [18.7(20.5| 54 | 3 [309(03 | @
8760162| 1.62 |16.2|185| 50 | 3 |284/03 | @ 8760188| 1.88 |18.8(20.5| 54 | 3 |309(03 | @
8760163| 1.63 [16.3|185| 50 | 3 [284/03 | @ 8760189| 1.89 [18.9(20.5| 54 | 3 [309(03 @
8760164| 1.64 |164|185| 50 | 3 |285/03 | @ 8760190/ 1.9 |19 [20.5| 54 | 3 |309(03 | @
8760165| 1.65 [16.5|185| 50 | 3 [285/03 | @ 8760191| 1.91 | 19.1 | 23 54 | 3 |285/03 | @
8760166| 1.66 |16.6|185| 50 | 3 |285/03 | @ 8760192| 1.92 | 19.2 | 23 54 | 3 |285/03| @
8760167| 1.67 [16.7 |185| 50 | 3 |285/03 | @ 8760193| 1.93 | 19.3 | 23 54 | 3 |285/04 | @
8760168| 1.68 [ 16.8|18.5| 50 3 /285/03| @ 8760194| 1.94 194 | 23 54 3 /285/04 | @
8760169| 1.69 [16.9|18.5| 50 3 (286|003 @ 8760195| 1.95 | 19.5 | 23 54 3 /285|004 | @
8760170 1.7 |17 |185]| 50 3 [286/03| @ 8760196| 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 /1286|004 @
8760172| 1.72 |17.2|20.5| 54 3 /306/03| @ 8760198| 1.98 | 19.8 | 23 54 3 /1286|/04| @
8760173| 1.73 |17.3|205| 54 | 3 |306|/03 | @ 8760199| 1.99 | 19.9 | 23 54 | 3 |286|04 | @
8760174| 1.74 |174205| 54 | 3 [306|03 | @ 8760200| 2 20 |23 54 | 3 |286/04| @
8760175| 1.75 |17.5|205| 54 | 3 |30.7/03 | @ 8760201| 2.01 | 20.1 | 23 54 | 3 |287/04 | @
8760176| 1.76 |17.6|20.5| 54 | 3 [30.7|03 | @ 8760202| 2.02 | 20.2 | 23 54 | 3 |287/04| @
8760177| 1.77 |17.7|20.5| 54 | 3 |30.7/03 | @ 8760203 | 2.03 |20.3 | 23 54 | 3 |287/04 | @
8760178| 1.78 |17.8|20.5| 54 | 3 [30.7|03 | @ 8760204 | 2.04 | 204 | 23 54 | 3 |287/04| @
8760179| 1.79 |17.9|205| 54 | 3 |30.7/03 | @ 8760205| 2.05 | 20.5 | 23 54 | 3 |287/04 | @

@ =R EEER @=Standard stock item



/J\fé@}ﬁéﬁ%ﬁ% Small diameter carbide drill

AD-MICRO 10D

~ @
CARBIDE Ke_pm -ET:; :J;’ ? EFEM S:'E;E;l?

ABOUT 30"
Bl o o e
8760206| 2.06 |20.6 | 23 54 | 3 (28704 @
8760207 | 2.07 |20.7 | 23 54 | 3 |288|04 @
8760208 2.08 |20.8 | 23 54 | 3 |288|04| @
8760209 2.09 |20.9 | 23 54 | 3 |288|04 @
8760210| 2.1 |21 |23 54 | 3 |288|04 @
8760211| 2.11 |21.1|245| 58 | 3 |313|/04 | @
8760212| 2.12 |21.2|245| 58 | 3 |314|/04 | @
8760213| 2.13 |21.3|245| 58 | 3 |314|/04 | @
8760214| 2.14 |214|245| 58 | 3 |314|/04 | @
8760215| 2.15 |21.5|245| 58 | 3 |314|/04 | @
8760216| 2.16 |21.6 |245| 58 | 3 |314|/04 | @
8760217| 2.17 |21.7 |245| 58 | 3 |315/04 | @
8760218| 2.18 |21.8|245| 58 | 3 |315/04 | @
8760219| 2.19 |21.9|245| 58 | 3 |315/04 | @
8760220| 2.2 |22 |245| 58 | 3 |315/04 @
8760221| 2.21 |22.1|245| 58 | 3 |315/04 | @
8760222| 2.22 |22.2|245| 58 | 3 |315/04 | @
8760223| 2.23 |223|245| 58 | 3 |316(/04 | @
8760224| 2.24 |224|245| 58 | 3 |316|/04 | @
8760225| 2.25 |225|245| 58 | 3 |316|/04 | @
8760226| 2.26 |22.6 | 26 58| 3 |301/04 @
8760227 | 2.27 |22.7 | 26 58 | 3 [301/04 @
8760228| 2.28 |22.8 | 26 58| 3 |302|04 @
8760229 2.29 |22.9 | 26 58 | 3 [302|04 @
8760230| 2.3 |23 |26 58 | 3 |302|/04 @
8760231| 2.31 |23.1 | 26 58 | 3 [302|04 @

- TRIRBEIES % .10,

- HEFERADO-MICRO 4D {EASMAFL AL,

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

-PL 8

. 8

$ difm——y

LU
RS
R thinning

Bizmm  Unit:mm
8760232 2.32 |23.2 |26 58 3 /30204 @
8760233 | 2.33 |23.3 |26 58 3 /30204 @
8760234| 2.34 |23.4 |26 58 3 /303/04 @
8760235| 2.35 | 23.5 |26 58 3 [303/04 @
8760236 2.36 |23.6 | 26 58 3 /303|04| @
8760237 2.37 |23.7 | 26 58 3 /303|/04| @
8760238 2.38 |23.8 | 26 58 3 /303|04| @
8760239 2.39 | 239 |26 58 3 /304|04| @
8760240 24 |24 |29 62 3 1314|104 | @
8760241| 2.41 (24.1 |29 62 3 1314|04 | @
8760242| 242 (24.2 |29 62 3 1314|104 | @
8760243 | 243 |24.3 |29 62 3 |1314|04 | @
8760244 | 2.44 (244 |29 62 3 /1315/04| @
8760245| 2.45 | 24.5 | 29 62 3 |315|/04| @
8760246| 2.46 |24.6 | 29 62 3 /315|104 @
8760247 | 247 |24.7 | 29 62 3 |315/04 | @
8760248| 2.48 [24.8 | 29 62 3 |1315/05| @
8760249 2.49 249 |29 62 3 |315/05| @
8760250| 2.5 |25 |29 62 3 /1316|05| @
8760251| 2.51 | 25.1 |29 62 3 [316/05 @
8760252| 2.52 |25.2 |29 62 3 /316/05| @
8760253 | 2.53 |25.3 |29 62 3 [316/05 @
8760254| 2.54 254 |29 62 3 /316/05| @
8760255| 2.55 | 25.5 |29 62 3 [31.7/05| @
8760256| 2.56 | 25.6 | 29 62 3 [31.7/05| @
8760257| 2.57 |25.7 | 29 62 3 [31.7/05 @

@ =iRHEEER @=Standard stock item




g
N FROM | 5
gfzmm  Unit:mm 2
ﬁmgte i< [ 2k | me | mi [ m]Es ﬁs*eﬂét% i< | ok | me | i [om]Ee K
EDP No. DC LU LCF OAL | DCON LS PL |Stock EDP No. DC LU LCF OAL | DCON LS PL  |Stock H 2
8760258 2.58 | 25.8 | 29 62 3 /317/05| @ 8760280| 2.8 |28 |31 62 3 /301/05| @ '§
8760259 2.59 | 259 | 29 62 3 |317|05| @ 8760281| 2.81 | 28.1 |33 62 3 128.1|05 9;:
8760260| 26 |26 |29 62 3 /318/05| @ 8760282| 2.82 |28.2 |33 62 3 /282/05| @
8760261 2.61 |26.1 |29 62 3 /318/05| @ 8760283| 2.83 |28.3 |33 62 3 /282/05| @
8760262 2.62 |26.2 | 29 62 3 /318|05| @ 8760284 | 2.84 | 28.4 |33 62 3 /1282|05| @
8760263 | 2.63 |26.3 | 29 62 3 /318/05| @ 8760285| 2.85 | 28.5 |33 62 3 /1282|05| @
8760264 | 2.64 | 264 | 29 62 3 /318|/05| @ 8760286| 2.86 | 28.6 | 33 62 3 /1282|05| @
8760265| 2.65 |26.5 | 29 62 3 [318/05 | @ 8760287 | 2.87 | 28.7 | 33 62 3 /1283|/05| @
8760266| 2.66 |26.6 | 31 62 3 [299/05| @ 8760288 | 2.88 | 28.8 | 33 62 3 /283|/05| @
8760267 | 2.67 |26.7 | 31 62 3 [299/05 | @ 8760289 2.89 | 28.9 | 33 62 3 /283|/05| @
8760268| 2.68 |26.8 | 31 62 3 /29905 | @ 8760290| 29 |29 |33 62 3 /283|/05| @
8760269 2.69 |26.9 | 31 62 3 (29905 | @ 8760291| 2.91 | 29.1 |33 62 3 /283|/05| @
8760270| 2.7 |27 |31 62 3 [299/05| @ 8760292| 2.92 | 29.2 | 33 62 3 /284|05| @
8760271 2.71 |27.1 | 31 62 3 |30 |05 @ 8760293 | 2.93 | 29.3 | 33 62 3 /1284|05| @
8760272 2.72 |27.2 |31 62 3 /30 |05 @ 8760294| 2.94 |1 29.4 |33 62 3 /284|05 @
8760273 | 2.73 |27.3 |31 62 3 (30 |05 @ 8760295| 2.95 | 29.5 |33 62 3 |284|05| @
8760274 2.74 |27.4 |31 62 3 (30 |05 @ 8760296| 2.96 | 29.6 |33 62 3 /1284|05| @
8760275| 2.75 |27.5 | 31 62 3 (30 |05 @ 8760297 | 2.97 | 29.7 | 33 62 3 |284|05| @
8760276| 2.76 |27.6 |31 62 3 (30105 @ 8760298| 2.98 | 29.8 |33 62 3 /285/05| @
8760277\ 2.77 |27.7 | 31 62 3 /30105 @ 8760299| 2.99 |29.9 |33 62 3 /285/05 | @
8760278| 2.78 |27.8 | 31 62 3 /30105 @ 8760300| 3 30 (33 62 3 /285/05| @
8760279 2.79 |27.9 | 31 62 | 3 |30.1/05 @ @ =infEEFR @=Standard stock item




/J\fé m ;@iE}LEEé@%ﬁ% Small diameter carbide drill with oil holes

ADO-MICRO 2D

=z
PL 8
o [a)
= — % F HEeSSer - —— sy
/L
XF A7) LCF LS
X thinning
OAL

m— R AW DR
IchAda +0.001~ 430° FIT
10010 P23
ABOUT 30"

CARBIDE

Bfizmm  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 /38301 @ 8732011 14 | 28 | 84| 53 3 1411/03| @
8732003 | 0.8 16 | 48| 50 3 141101 | @ 8732012 | 1.5 3 9 53 3 40703 @
8732004 | 0.85| 1.7 | 5.1 | 50 3 140902 @ 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 /399/03| @
8732006 | 0.95| 19 | 57| 50 3 /405|022 @ 8732015| 1.8 | 36 |10.8| 53 3 /395/03| @
8732007 | 1 2 6 53 3 /1428|02| @ 8732016| 1.9 3.8 (114 | 53 3 /39 (03| @
8732008 | 1.1 22 | 6.6 | 53 3 1424|102 @ 8732017 | 2 4 12 58 3 /436|04| @
8732009 | 1.2 24 | 72| 53 3 1419|022 @ @ =IMEEFR @=Standard stock item

- tRRIRBBIES%Ep. 10,

- BJ{E9IK702L (ADO-MICRO 12D,20D,30D) KIS EFLAHSL.

- 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 5
O
. (a)
ARG ; B8 ) a eSSy | - = =
LU ‘ |
XFAETD LCF LS
X thinning tor
OAL

N

S =

A Bo0 AT p23
ABOUT 30°

CARBIDE

gfzmm  Unit:mm

8732018 | 0.7 35| 7 47 3 /357|011 @ 8732027 | 13 | 6.5 |13 60 3 [433/03| @
8732019| 0.75| 38 | 75| 47 3 |[353/02 @ 8732028 | 14 | 7 14 60 3 /425/03| @
8732020 | 0.8 4 8 50 3 /379/02 | @ 8732029 1.5 | 7.5 |15 60 3 /41703 @
8732021| 0.85| 43 | 85| 50 3 |375/02 | @ 8732030 16 | 8 16 60 3 1409/03| @
8732022 | 0.9 45 | 9 50 3 /1371|102 | @ 8732031| 1.7 | 85 |17 60 3 /401|04 | @
8732023 | 0.95| 48 | 95| 50 3 /36702 @ 8732032 18 | 9 18 65 3 /1443|104 | @
8732024 | 1 5 10 55 3 140802 @ 8732033| 1.9 | 95 (19 65 3 /1434|104 @
8732025| 1.1 55 [ 11 55 3 /40 (02| @ 8732034 | 2 10 20 65 3 /1426|04| @
8732026 | 1.2 6 12 60 3 /1441|102 | @ @ =t~ @=Standard stock item

- INRIRERIES%Ep. 10,
- See p.10 for explanation of icons.

s



/J \?é m ;@iE}L@Eé%%ﬁ% 'l;’t?] iu Small diameter carbide drill with oil holes - Long type

ADO-MICRO 12D

PL 5
W)
o [a)
SEESRCRS S S S Dy o 8 %& ?’:’ pa e e
LU
XIAET] LCF ‘ LS
X thinning i OAL
R AN SR
ORBOE \hada o= #30 BT pg
ABOUT 30° Bfzmm  Unit:mm
‘ﬁ‘s‘&@tﬁ k| ok | e | K anEe ﬁ;mgte k[ 2k [ e [k [ Ee
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 /388(02| @ 8732041 1.6 | 19.2 |27.2| 70 3 /397|103 @
8732036 1.1 13.2 | 18.7| 65 3 (423|102 | @ 8732042 | 1.7 | 204 |28.9| 73 3 1412/04 | @
8732037| 1.2 | 144 |204| 65 3 1407/02| @ 8732043 | 1.8 | 216 |30.6| 73 3 /397|104 @
8732038 | 1.3 | 15,6 | 22.1| 65 3 /39203 | @ 8732044 | 19 | 228 |323| 73 3 [381/04| @
8732039| 14 | 16.8 |23.8| 70 3 1427/03| @ 8732045 | 2 24 34 77 3 1406|041 @
8732040| 1.5 | 18 25.5| 70 3 1412|033 @ @ =T EEFR @ =Standard stock item

- TR BAIES %10,

- #EFEFADO-MICRO 2D {EASAFLAHL,

- See p.10 for explanation of icons.

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

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

A3HFL with Oil Hole



/J\fé m ;@iE}LEEé@%ﬁ% 'l'ﬁy] g! Small diameter carbide drill with oil holes - Long type

ADO-MICRO 20D

N
vy sk e e
al BoTl B AT P24

ABOUT 30°

8732046 | 1 20 |24 68 3 /39802 @
8732047 | 1.1 22 | 264 75 3 44602 @
8732048 | 1.2 24 | 288 75 3 1423|02| @
8732049 | 1.3 26 |31.2] 75 3 /40103 @
3 (]
3 (

CARBIDE

8732050 14 | 28 |33.6| 81 439|103
8732051| 1.5 | 30 |36 81 41.7]0.3
- tRiRiRBAIES%Ep. 10,

- #EFZERAADO-MICRO 2D {ERSEFLA,L.

- See p.10 for explanation of icons.
+ ADO-MICRO 2D is the recommended pilot hole drill.

ADO-MICRO 30D

L == = S = = R

| R AN K | SR
IchAda o~ %30° AT
o0 P24

ABOUT 30°

*ﬁ-wgte ik [ 2k [z | K o Ee
EDP No. DC LU LCF OAL | DCON LS PL |Stock

CARBIDE

8732057 | 1 30 |34 77 | 3 |388(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 |38.1/03 | @
8732061| 14 | 42 |476| 95 | 3 |439/03| @
8732062 | 1.5 | 45 |51 95 | 3 |407|03 | @

- tniRiRBAIES%Ep.10,

- #E7ZEFAADO-MICRO 2D {ERSEFLAL.

- See p.10 for explanation of icons.

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

&

XFA#T]
X thinning

ﬁmgte ik [ 2k [z | WK o EE
EDP No. DC LU LCF OAL | DCON LS PL |Stock
8732052 | 1.6 32 | 384 81 3 /395/03 | @

gfzmm  Unit:mm

8732053 | 1.7 | 34 |40.8| 88

44304 | @

8732054| 1.8 | 36 |43.2| 88

421104 @

3

3
8732055| 19 | 38 [456| 83 | 3 |398/04 | @
8732056 | 2 40 |48 95 | 3

44604 | @

XFAET]
X thinning

ﬁmﬁ ik | ok [z |k [xlEe
EDP No. DC LU LCF OAL | DCON LS PL |Stock
8732063 | 1.6 48 | 544 101 3 (435(/03| @

@ =ir R @ =Standard stock item

PL

X DCoN

SIS e eSS

LCF " LS
OAL

BEfzmm  Unit:mm

8732064 | 1.7 | 51 |57.8| 101

403|104 | @

8732066 19 | 57 |64.6| 107

398|104 | @

3

8732065| 1.8 | 54 |61.2/107| 3 |43.1|04 | @
3
3

8732067 | 2 60 (68 | 112

416|041 @

@ =irEEER @ =Standard stock item



PIRISRHRIESR conoconsion
AD-MICRO 4D/10D

0 - (AR B PO aam R -
Mild Steel - =] =] Special Alloy Steel - Hardened steel -
s . Carbon Steel Alloy Steel Alloy Steel R S BN
SS400-510C $35C-S50C (@B @S\ [@ N SCM - SCr+ SNCM ST PRtk Stainless Steel
—150HB ~210HB 16 ~ 28HRC 28 ~ 35HRC SKD SUS300/400%
~ 2 ~ 2 ~ 2
~ 500N/mm? 710N/mm 710 ~ 900N/mm 900 ~ 1,100N/mm 34 ~ 40HRC
20~70m/min 20~65m/min 15~55m/min 15~25m/min 15~20m/min 10~20m/min
B2 29T HEE R priz=p=y 3L R 250 SR 250 SR 29 HEE
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)
0.5 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
25 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 |0.06 ~0.12 2,500 0.045~0.12 2,200 | 0.045~0.09 1,100 | 0.045~0.09

AT HRBLAA Tk - BREBIFIR

CastIron-Ductile Cast Iron EESHE AR

MAEE

Sz A
Pr’&ipita?z;f?tfilz—!@ss Steel FC250- FCD450- Aluminum Alloy Aluminum T?él:n:% Heat Resistant Alloy
SUS636 FCD600 AC4C- ADC A5052-A7075 TG Inconel 718
~ 600N/mm?
10~15m/min 20~70m/min 20~70m/min 20~70m/min 15~25m/min 5~8m/min
B 2o HEE 2ot AR 2ot HeE L:oEd HSE B HEE B 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)
0.5 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 _;.,
Mo
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. R MR E RF AN,

2. DB ERIE T KA B

3. TS {E PR E 0B BUKA A .

4 ERYIENE, (EEASRRISFEN RSO,

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. g s L B2 aR MR A, #RLL0.2DC~0.5DC IEDEHITMAEINT., Regardless of hole depth, perform step drilling using 0.2DC to 0.5DC as a guideline.

6.AD-MICRO 10D DC < 10Y, i&i&ER&ERl [AD-MICRO 10D g9EEINT S For AD-MICRO 10D DC<1, perform pilot hole machining according to the guideline
%] #HTEAIINT. (B8%EP25) “AD-MICRO 10D Recommended Drilling Method” (see p.25).

7. dEshL Rt EERTIETSIENSEL, MeisEnaERR, When mounting the drill, use a collet free of scratches and dirt. Ensure the runout
TIARESER S SRS LL0.002mmEA T iR, accuracy is 0.002 mm or less at the cylindrical body or shank end, as shown in the

8. FFEEREMIE, WRERNRELR,. SHsiRa, illustrated figure.

9. FEREEMItSE, TIRINTAIERIEENERSE FRgE . Fasten the work material to reduce the possibility of work deformation, deflection of
PIEIESCN machined surface, or vibration.

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

situation.

ounpwN=

~

o]
ADO-MICRO 30D | ADO-MICRO 20D

©

TIHIsRAAER

“
<
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=
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<
S
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o
i=
£
£
=1
O



VIBIRAHEIERR cumnoconsnons

ADO-MICRO 2D/5D

N -

REN

- M A2 A2 REAER
iy Low ‘Cta,-b'gﬁ Steel Grizan Sisel Alloy Steel Alloy Steel Austenitic Stainless Steel ﬁ%k%m
/ $5400 - S10C $35C-S50C (@B @B [N SCM-SCr-SNCM S TE e bl e h|  SpecalAloysice
- ~150HB ~210HB 16 ~ 28HRC 28 ~ 35HRC SUJ2 - SUS440
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? 900 ~1,100N/mm?  [EISREN CRRIVEER (G
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 HEIR BHEaE 230 BHEE L2 HaE =% HEE HEIR HEE 250 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 18,200 |0.007~0.021| 18,200 |0.007~0.021| 18,200 |0.014~0028| 13,600 |0.014~0028 13,600 [0.007~0021| 15900 |0.007~ 0.021
1 12,700 (001 ~003 | 12,700 [001 ~003 | 12,700 |0.02 ~0.04 9,500 [002 ~0.04 9,500 (001 ~003 | 11,100 001 ~0.03
1.5 8,500 |0015~0.045 8500 |0015~0045 8,500 [0.03 ~0.06 6,400 |0.03 ~006 6,400 |0015~0.045] 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 [0.02 ~0.06
{7373 IREEEH ASF4E
HDI*Z*# Cast Iron Ductile Cast Iron i‘?‘éﬁiﬁft /Tuf;f: %Kﬁ.% " ﬁﬁz’;&A%l
rk uminum Alloy Sel eat Resistant Alloy
3 FC250 FCD450‘FCD600 Titanium Allo
rial . . Y
~ 350N/mm? 400 ~ 600N/mm AC4C- ADC A5052-A7075 Inconel 718
p 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
B B BHEER B R L2390 BHEE 25t HSE R PR R SR
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 [0014~0.028| 18,200 [0014~0028| 22,700 |0.014~0042| 18,200 |0.007~0021| 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 | 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 | 0015~0.045( 10,600 |0.023~0.038 2,500 |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. ISR EERE R TE M EMA R N ER L. 1. This cutting condition chart is based on the usage of water-soluble coolant and
2. 1B MR EER2 0SB KB LD B, internal oil supply.
3. ATEHIEHPLEE, SERBEITERE, (2%@3um~5um) 2. Please use quality water-soluble coolant with a dilution factor of approximately 20
4. HEFRIRESI3MPa, (ERIEFERTIBIRFIFZE - IRE, BERARSHERT times.
BEERES. 3. Please use a precision filter (approximation of 3um to 5um) to prevent the oil holes

Now

. ARSI ENAENR, TR SIRmELL0.002mmEL RtRE.

HEBERIINTAAR, EESEHTNEEINT.
INTHESS, B ERIIRIMT SRR,
Boh, EERERIAE, ATRERSIEAK.

w

(o))

~N

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.

. 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.




VIBISRAFEIESR cutns conaons

ADO-MICRO 12D/20D/30D

BRI - (RARERIN

BRERIN

[=E A2 BEAREN
: (=] =]
LovthgertoesIS.teel Gaitben S Alloy Steel Alloy Steel Austenitic Stainless Steel %im
SS40° . S1 OC S35C' SSOC SCM * SCr . SNCM SCM * SCI‘ * SNCM SUS303 . SU5304 Special Alloy Steel
~150HB ~210HB 16 ~28HRC 28 ~ 35HRC SUJ2 - SUS440
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? 900 ~ 1,100N/mm?  [EAUEEN (SRR VAER (318
20~40~60m/min | 20~40~60m/min | 20~40~60m/min | 20~30~40m/min 20~30~70m/min 25~35~45m/min
HEE R priz=p=y 3L R 250 SR SR L:oEd HEE
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 12,700 |0.01 ~0.03 12,700 |0.01 ~0.03 12,700 |0.02 ~0.04 9,500 [002 ~004 9,500 [001 ~0.03 11,100 |0.01 ~0.03
1.5 8,500 |0.015~0.045| 8,500 [0.015~0045| 8,500 |0.03 ~0.06 6,400 |0.03 ~0.06 6,400 |0.015~0.045| 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 5600 (002 ~0.06
BRESTHER 5
A Ductile Cast Iron %Eéﬁ%ﬁ: i%fﬂé‘l ij(é% mﬁm‘é@
Aluminum Alloy uminum = Heat Resistant Alloy
0 FCD450’FCD600 Titanium Alloy
ACA4C- ADC A5052-A707
. i 505 5 Inconel 718
Gl 40~50~60m/min | 30~40~50m/min | 30~50~70m/min | 20~40~60m/min | 40~50~60m/min | 5~10~15m/min
&5 =i B HER B HEE B HEE Lot AR 2ot HEE
e e 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 12,700 002 ~0.04 15,900 |0.02 ~0.06 12,700 | 001 ~003 | 15900 |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 |0015~0045| 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 ~004
1. EEIBIS R fERRIE AR T KA B HI R PO BB AL, 1. This cutting condition chart is based on the usage of water-soluble coolant and
2. 1E{E PR EER2 0B BRI B LD, internal oil supply.
3. ATHHLEHPLIEE, SEEEEITIEE, (B8%(E3um~5um) 2. Please use quality water-soluble coolant with a dilution factor of approximately 20 times.
4. HAFRIRESIF3MPa, (BIRIEFFERAOTIEIERRZE - IRE, BSRHARSIIBER NS 3. Please use a precision filter (approximation of 3um to 5um) to prevent the oil holes
BEES, from clogging.
5. ZEMUGHEEIAERFR, TR EIMRERELL0.002mmEL TR, 4. Although the recommended coolant pressure is 3 MPa or more, please adjust
6. HEBHRIINTHE, BESHTMEINT. accordingly if the level of flow volume is unsatisfactory due to the type and
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focl

. ADO-MICRO 12DLA L, i&E#%8E&#} [ADO-MICRO

12D/20D/30DASHEFINT /53, ] #TSEFLINT.
(55%FP25)
- INTEASR, BSWERIIEIER SRIEERITIEET.
Boh, BEETIERLE, FTRERSIEEKK.
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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.

BRNERRIIN, EESFRIIn4LERE

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

BERGEHLRS
Carbide Drill Series
AD-ADO
b= =T ==
m Scan for product catalog

BRASHLERS
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Carbide Drill Series for Stainless Steel and Titanium Alloy
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Scan for product catalog
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-L/tyj iu*&ﬁz]ulj‘j_;i Recommended drilling method for deep-holes

AD-MICRO 10D

DC < 1}&??)‘&??@@5‘[;7][[[0 Pilot hole is recommended for DC < 1.

(MfEFAD-MICRO 4Di# {78 EFAINT @OBEFERAKDESELNREFE, RAMFLER
Make a pilot hole with the AD-MICRO 4D. GS83 s L\/L*AHJEEgtJJﬁ“%#FX (Egﬁ . i&gﬁﬁg .
HERFERAD-MICRO 4D (5uiif140°) fF7 BiEEE) FRinT, FRISERDHZGES
AD-MICRO 10DRISHEFLFLINT AR, INT5HK.

The AD-MICRO 4D (140°point angle) is the recommended 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, and
step amount).
32){!:8%?/1 (;)]DE'\JEfé (BC) MIFSEPLANHISHRRENTSM. TICHLEESEIRENA, BRI
d 0.2DC~0.5DCHE A THEINT.
*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.
([ fSs—==T] 7
s
/]/I// 0.5xDC—~1xDC :’9! e
OfEFAADO-MICRO 2Di#{TS@F,INT @NNEEMEREETRINT
Make a pilot hole with the ADO-MICRO 2D. Increase the revolution to the designated speed and start drilling.

#EFS(ERIADO-MICRO 2D (4Ei%£5140°) {£% /% |
ADO-MICRO 12D / 20D / 30DHSEFLINTAIE. / .

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

pilot hole drills of the ADO-MICRO 12D /20D /30D. A

ADO-MICRO 12D/ 20D/ 30DHJE/Z (DC)
DC+[+0.01/ 0] INTEFA, BERFREGHARE (f) =0.05~0.Tmm/rev.

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

/
/ . @INT/E, kSR, EREEAEEESE(n)=300~

°° L . \:
2 IS OSSN 500min - AR (VF) = 1,000 ~ 3,000mm/
{f/ 1xDC~2xDC minZ=AkH
/ 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.

@KTDALEESLLARENE(n) = 300 ~ 500min”' =45, 7 /

HESEE (V) = 300 ~ 500mm/minfEA : \
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 e LS RIS TR
Make sure to use internal coolant supply when drilling.
S
AL TmmER

Insert up to about 1 mm.

KX SHERINTRS, BESEFAIN ARSI,

When machining curved sections, counterbore before pilot hole drilling.

BERIFLIN I HE I FX-ZDSE iR & 2 L shADFHTIFLIN T,
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
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BIRE

Recoating

BE -BRE

Tool Reconditioning

ZiExBERAN T BB
BAR, BB THHORIRM
EXRRBRIPE.

Tool reconditioning contributes to resource

conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.
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Inspection

BifE
Regrinding ‘ BWE -BRE

Tool Reconditioning

Bk K&
Inspection upon arrival Packaging and
shipment
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shaping your dreams

B (L) FETRARAH

OSG Corporation

BREH (EH) &8
ik _ESHIRTRKTI’1335KTHREL 17T17021%10F1003-0785T
EiE: 021-52552588; f€H: 021-58883300;  HB4m: 200051

BRLA (L) FimBESh
it THETH RS S10E 1- 22K E 10042
E3iE: 0510-82739271; {&E: 0510-82739220; Hp4R: 214074

BREA (L) FEHESSAT
ik REETEHHRERX R TR OEFE5062=
HiE: 0553-5868160; f€8: 0553-5868190;  HB4m: 241000

BREH (EH) BMESFT
ol TSNS X RES 251 SR HAEE33A16
E3iE: 0512-62388327; {&H: 0512-62388320; Hp4m: 215000

B (Eifg) FFLLSESSAT
ftik: SnTEHiRILR OIS0 S RRERT 174181 $T603=
E3iE: 0571-82757757; {&E: 0571-82757767; WB4m: 311215

B (L) TS
ik AT ETIRTHEN KRR IE4665 LBAE604-12
FHiE: 0574-88161548; {&H: 0574-88134670; MR4%: 315100

XL (E8) AR
ek JRE MHRAXMAIFEES 1615+ Z=EPR HARE30012=A06-0757T
E3iE: 020-38210423; f&€H: 020-38210425; Hpgm: 510610

BXEAL (L) RIS
dullk: JARERYIHEERAEI L AR RS OBEE17/217108
E3iE: 0755-83566532;  {&H: 0755-83558854; Hp4®: 518017

XA (EiE) EEDRA
ol JEERTRRFEXEEI IR 19S5 ERAE 154202018
EiE: 010-85261018; f&€H: 010-85261016; HB4m: 100004

XA (Eif) REDHRA
ol KRR KD SR — DR KSR AE20/E2007=
EiE: 022-23037566/27357729 HEgm: 300100

BXEAL (L) MELLEESSAT
iellk: SAREHRILTREERENTEENERESRPOA2MR1 2132
E3iE: 0757-86777181 HBgm: 528200

BREAL (i) ABINEESSAT
Mol AR EABN TS LIRS 138 SZ LT3 S1415551002
E3iE: 186-3092-1318; k4w : 450016

Bt (E8) PERESH
Ak BRPAE PR TARRK RSP E IR R OARE20022
FEiE: 029-88860594;  {EE: 029-86182003;  HR4m: 710018

Bt (i) KESRE
otlk: TTEREFRKIYCERRAEB2006
F3iE: 0411-87655185; {£E: 0411-87655186; HB4R: 116600

Bt (L) SBHRAE
iollk: (RSB St REHIE30SHIAT 1735128512022
EBiE: 0532-66775787 fEH: 0532-66775797  HB4m: 266034

BREAL (L) MUPEESSAT
ik TFEIEHITIRItRE19-2S CEERCEE1311
EBiE: 024-22852762 #B%m: 110000

B (E8) KESSH
ik EMERKED XA EERRKERARES04S
EHiE: 0431-89388499; {ZH: 0431-89230366; HB4w: 130012

EREHL (E7) PR
ik PO)I SRR R LXK EEE #9952 By E L6tk 1 852201
E3iE: 028-65783992; fEH: 028-85005292; HR%®: 610042

A (L) ERESH
otlk: ERTEHLR R EES K18 S gt Eub4E12-1
E3iE: 023-67136872; HiRZm: 401120

BRLH (L) EINESRR
ik BN DR K EFR M TRAEBEE1 2172
EEiE: 027-85557360; BR4%: 430010

KRt (E8) FEHESM
HE: TREREHRRERSRS 1 SITCARH(03405-03=
EEiE: 0769-81550050  {&¥H: 0769-81550030; HR4R: 523845

Http://www.chinaosg.com

E-mail:business@chinaosg.com
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