Small Diameter Carbide Dirills
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AD-MICRO 4D-10D
ADO-MICRO 2D-5D-12D-20D-30D
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External lubrication type added

AD-MICRO
4D-10D: ¢0.5 ~¢3

15027145 n

502 items total
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Facilities stable, uninterrupted machining of small diameter holes!

wnﬂ 'T‘_: ya“ Cutting edge honing
et TR R R

:Jy: ya“ Thinning

AS A MEROIERL. t)D <55 7z RIR

Reduces thrust resistance and enables effective chip breaking

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

NEO—F DRIE=HNH % Q2BA DY A XICHEF

Prevents chipping of peripheral corners Applicable to sizes over 02

r74

KeptAd—5«27J ...

IMBRITERCREFRI—T0VT

Optimal coating for small diameter tools

EGMLZRREICTDHRELIEID S FRIX

Stable chip control that enables uninterrupted machining

NNENRMIOERFFSTIVERE. DK FHHORRES T,
AD-MICROBRE LI K FRREZDHEHEIC KD,
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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.
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Cutting edge specifications and flute shape optimized for small diameter holes

ZEUY)D SFRIARTIMEINDZE K I T hi el HE

Enables uninterrupted machining of small diameter holes with stable chip formation

EATR AD-MICRO 4D ¢1.6 AD-MICRO 4D ¢1.6 Cﬁfnﬁt;:ﬁal

Gl

Work Material Sus316 W‘
WA 0.32mm2> Y THIT “

Machining Method Step Drilling (0.32mm step) ' % } _)

PIHIEE 20.1m/min

Cutting Speed (4,000min") r f)
EDEE 130mm/min .4 ' Q}'ﬂ

Feed (0.0325mm/rev)

B AGE LT HIHE (SAERA5H)
Coolant Water-soluble (External)
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Abundan( size variations

AGHEY 5 5 10051 T 25174 T L. E1502 71T s

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

RUIVER 0.5 ~¢3FTO0.0Tmm B{IDY 1 XEHE THRAIF/IE I T IS

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

ZEU/MEIINIT

Stable small diameter hole machining

EREICEEINERUILEEDN REVCITUINIZTEEICLET

Precisely controlled drill specifications enable stable hole machining

-RUVBERFBFEIUMERIRT DKeptAd—F > [parpinsapan]

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

Y\"Q'“ Precis,b/7

’J\@ﬂﬂﬂllcﬁ%iﬁméﬂfc Ke ptA dA—F42J&F. *ﬁﬁﬁﬁ Surface of Coating
BNIcRATBMERELCREEETYOLLT
B EERETERHBEEZREREL. REMIZ
AEeEICLER T

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.

AD-MICRO feskam

Conventional

KeptAld74 —I 2 I—HASHOEREIETT .
KeptA is a registered trademark of OSG Corporation.

- BEUCREDBORNBEZTREICTIV vV IBE

Shank accuracy allowing for stable runout precision when mounted

VvV IREEhARZE(0/-0.003) [CX G

Supports shank accuracy h4 tolerance (0/-0.003)

Za RUJLESO A% N LSS

Suppresses chipping at the drill shoulder for extended tool life

SEG JLIZ* pat.p.insapan [CRD AR I —F DRIBZEINF, IVEDRNTHORELCIMIH EEE

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

¥ P2BADYA X(THEA
Applicable to sizes over 2
Tool @ ; 30/\1][11_;&
?ﬁﬁ'ﬂ*&f Without SEG, after drilling 30 holes
Work Material SUS304
MIrEE 0.6mm=AF v IiIT
Machining Method Step Drilling (0.6mm step)
HIEERE : .
Cutting Speed 9.4m/min (1,000min")
Ee?:l R 60mm/min (0.06mm/rev)
TURE 21mm (kD) : - ]
Depth of Hole Blind HR 5T FATTRE MNEI—FRIE
EIELEE LT EEE (SVER ) Still good for use Damage to outer corner
/1 7 7/ (=1 0i=p]
Coolant Water-soluble (External)
EFFEm iRy =ZvJter% (BT30)
Machine Vertical Machining Center

posid 2]



,J ‘Eiﬂﬂ‘q EEE F IJ ' I, A DO'M I C Ro Small Diameter Carbide Drill with Oil Holes

IMEZEZRNIM I IZE]Iro [EEEE]

"Stable" and "high efficiency" small diameter deep-hole drilling

FALIWHR=Ib ...

HHEEHZ L. FLMID LTHEH

Large flow volume enables superior chip evacuation

9“ j" llv_ :J“ y Double Margin

EEREEZ Y iR—bk

Supports straightness of drill direction

1Fv—9

IchAdad—5F«12>75 ...
BN RETEM

Provides excellent surface smoothness

IREFDYID L FHHENDITEDD

Features that enable outstanding chip evacuation performance

-3 ZOHNRIEP.7 DEHEFIN!
L BIEE s

¥E lJ L\IJ\ a)l%/ \t E#Eﬂul&%iﬁ Stable performance even in difficult small diameter deep-hole applications

@%;EEE Extended Flute @7—’)“/.’[@?%30}%5 Removed End of Margin

UL FHERDBEN SIIRS NICEN RRNFITBOEZERD 1DELTHIFSNZTESNEELIC
RNDTETHDLLTHHED [ E BEOPITVNRS Y I & X L—XICHEH

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.

° z- 4}"’1‘_} ll Oil Holes %ggbeﬁwlgtlz.tnggt%gup? l

RENGEY v/ ITI-5Y MHHEDZ L AL—XBY)DLFHithZRIR

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

EHRIE ) ftiitm ¢1.5
Tool ADO-MICRO 12D ¢1.5 Con?getitor
FRZETR b 240
Hollow Shank Hollow Solid
P ACEMETBIHA (PIBRESH) . O—SUMHLE
Coolalnt Water—sol,uble (Inte?nall:)“ (mi/min) Coolant Flow Volume
feHiE 1.5Mpa 70 -
Coolant Pressure : 60
HaoHEER 607
Time of Lubricant Supply sec. 50
40

ADO'MICRO {m*il?ll:l Competitor
LEVN '

Hollow Shank

30

20

ADO-MICRO 12D fttt &

Competitor
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Stable performance even in deep-hole applications

FIWR—=IVICLD, RUIBRHRDEEREEHEEDREMIHATEE

—~IINRAEDS A IILY—IBHEH

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(F DIV —I)

double margin

Y

ERR(VVIIVR—I V)

Conventional (single margin)

fEFATE:ADO-MICRO 20D ¢2 #HHI#:SUS304
Tool Work Material

MIERE:40mm
Depth of Hole

JVATFYITINITINTIEER N

Approximately 9 times the drilling efficiency by non-step drilling

HINCTH/ VAT YITINITE. BEERINTZRR

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

ﬂuIH%F& [*@‘//ﬂc] Drilling Time [sec./hole]

O B R

ADO-MICRO A
1 2D 3*’} sec.

iExm

Conventional

EHTE fieskm

Tool ADO-MICRO 12D ¢1.5 Convent?c?nal
A

Work Material 5US304

MIAE ZS ) 57w IHI (05mm2F v 7)
Machining Method Non-step Drilling Step Drilling (0.5mm step)
tIEhERE 50m/min 28m/min

Cutting Speed (10,610min") (5,940min"")
EDIERE 318mm/min 89mm/min

Feed (0.03mm/rev) (0.015mm/rev)
TURE 12mm (LED) HARRE

Depth of Hole Blind  with pilot hole

HIHEIHA] AKBIECTRIA] (PIBBAEH) | AKBMELTHIRR (S1ERAG;H)
Coolant Water-soluble (Internal) Water-soluble (External)
EFRE MRV TtV H (HSK-A40)

Machine Vertical Machining Center

1Fv—9%

EBNnrREFEasEZEsESdIchAdaz—s.»

IchAda coating with excellent surface smoothness

Coating

BUVERMECMEECIZ . BNCTERECLOT

IMETEDRFGFm{EZRIR

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

enable small diameter tools to achieve long tool life

&

*ﬁﬂﬁfﬁ Surface of Coating

fEXm

Conventional

ADO-MICRO

-1 Oym

IchAdal3 4 —I R Y —X R DEREECTI . IchAda s a registered trademark of 0SG Corporation.
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Stable machining of stainless steel on automatic lathe with external lubrication

DHI/"Q%& Number of Holes

6?0

4?0

890

1,0‘00

PINARIT -BEXR

1,000 W Holes

HrTTHE

Still Running

Large cutting edge chipping and welding

ERATIE

Tool AD-MICRO 4D ¢3

HRHIA 0 200
Work Material SUS304 | :
M7 0.9mm2> v IMT AD-MICRO

Machining Method Step Drilling (0.9mm step) 4D

IR . - s

Cutting Szpeed 18.8m/min (2,000min") cgﬁﬁﬁm 30077 Hotes
Ee% = 120mm/min (0.06mm/rev)

JURS 9mm (LEb) _ —
P e 15 AD-MICRO 4D(1,0007)
BIHHF TKBELIEGHE] (S1ERLRH)

Coolant Non-Water-soluble (External)

B Pt CNC BEIhEsE

Machine CNC Automatic Lathe

HEFRm(30077)

Conventional Holes

B IITUYARRATVUVATTCTHRGM

Long tool life even in martensitic stainless steel

890

1 ,qOO

=
9007 Holes iR ETRE
(1o [0 AT Still Running

ERIR AD-MICRO 10D 1.6 BT TEL Number of Holes

0 200 400 600
Al \ I I
Work Material 5US420J)2
MIAE 0.48mmAFw7ilL AD-MICRO
Machining Method Step Drilling (0.48mm step) 10D
PIHIEE . -
Citting Speed 30.2m/min (6,000min-") it 6007 Holes i
N " Competitor 400""' Wear
’53 = 195mm/min (0.0325mm/rev) AN
TGRS 16mm (LED)
lD:EEP:_ofHoIe Blind AD-MICRO 10D(5007|”\) C‘Iﬂ?:l:u':ﬁ(sool"lﬂ)

H tit H

DM AR (SHEBeH) — T2
Coolant Water-soluble (External)
et MRV =Tt (HSK-A40)
Machine Vertical Machining Center

B SEMORNZNEFH TR EMT

Stable deep hole machining of alloy steel with external lubrication

EHIR AD-MICRO 10D ¢1.6 BNTIEL Number of Holes
I SCMA440 (4#1) ? >90 140 1300 2,00
Work Material SCM440 (Raw Material) 1.6007%
MIAE 0.56mm2> v T IT AD-MICRO LA B rE
Machining Method Step Drilling(0.56mm step) 10D 1,5007 Holes Wear
gﬁ?%&eed 40.2m/min (8,000min-") fthit s 8007 Holes
. - Competitor I
%3 = 384mm/min (0.048mm/rev) LA el
TURE 16mm (LED)
é:ﬁ:'omole Blind AD-MICRO 10D AD-MICRO 10D(8007|“‘\) Cﬂi’.?‘:l:;':zc'u(8007‘|()
Holes tit Hi

] ACEPEGIEISEE (SHERAS5H) . S SO
Coolant Water-soluble (External) '] - g
(BRI IR Y= 9€% (BT30) LN e
Machine Vertical Machining Center 1
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Energy conservation by reducing machine downtime

ok

RE LD K FRARE. 11D < F b5 TIVIC KBS LR ZHIR U
FENNTIEEDREREWHE T 2ENOIIHICDEND XTI,
ZE U TEDRFmLIEEEYOHIRICOEND . EEFREZRRELE T,

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

8
E;HI* AD-MICRO 10D ¢1.6 7J|]I/"'Q§SI Number of Holes
WA 0 500 1,000 1,500 2,000
Work Material SUS316 ‘ : : : :
MnIAEE 0.32mmAF v 7T " 1,80057T Holes [ "
Machining Method Step Drilling (g;me step) AD-MICRO - ﬂ’-kﬁﬁjﬁg
t]JEIJEE 10D —Ilsooﬂ Holes Still Running
G 20.1m/min (4,000min-")
s o
’Fi% EE 130mm/min (0.0325mm/rev) HERR 1,0007X otes aA—FrlF
Conventional rner chippin
ORE 16mm (ED) onventiona 8447‘( Holes Corner chipping
Depth of Hole Blind
BIEHE KBMELIEHE (S1ER%aR:H)
Coolant Water-soluble (External)
fE Rk IRV =5tV 5(BT30)
Machine Vertical Machining Center
4 =]
AD-MICRO 10D R
(1,8005THNITH) (1,0007WA0T#2)

AD-MICRO 10D

After drilling 1,800 holes

- §

conventional
After drilling 1,000 holes

B ASBITHIC KD F & SR DRIVINLTRE®

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

fERATE

Tool AD-MICRO 10D ¢1.6
1REIAE .

Work Material Ti-6Al-4V
MIITE 0.4AmmAF v ilT

Machining Method

Step Drilling (0.4mm step)

PIEEE . .
Cutting Speed 27.1m/min (5,394min")
Ee% EE 129mm/min (0.024mm/rev)
TURE 16mm(LEb)

Depth of Hole Blind
BIEIRE AGBMHELIELHE (S1ER5E:H)
Coolant Water-soluble (External)
BRI IRV =UTtE5(BT30)
Machine Vertical Machining Center

1,4007CAN L&

After drilling 1,400 holes

AD-MICRO 10D

ﬂ'.’-*il% Competitor

HRH5EE FITTBE still good for use
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JERIF Thinning chipping
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9 Cutting Data

. REHD I t E% I:l Long tool life achieved by stable drilling

BIBEDINR!
Benefit of unique flute geometry

EMTR ADO-MICRO 20D 2
ool

el

Work Material scm440

EIEERE . .
Cutting Speed 50m/min (7,960min"")
iée% BE 557mm/min (0.07mm/rev)
TURE 38mm (LEb) HARRE
Depth of Hole Blind  with pilot hole
BDREHA] KB ELIHIMA (PIBRYE:MH)
Coolant Water-soluble (Internal)
HaHIE

Cgolant Pressure 3MPa

e MYV =vTtV5 (HSK-A40)
Machine Vertical Machining Center

I"]IT\;& Number of Holes

590 1 ,900

1 ,5‘00 2,900

ADO-MICRO
20D

fthtt @A

Competitor

fthttmB

Competitor

1,500ﬂ Holes
1,200 7H\ Holes

d—FRIF

Corner Chipping

50071\ Holes
1 00 71\ Holes

VIZVIRITK

Extensive chipping on thinning

246/'? Holes
1317? Holes

IR IO KTFEETDOE

Breakage, twined chips

ADO'M'CRO 20D ﬂi’.*iﬁ':A Competitor
B ? aTh (V

%.rm%ﬁ

ﬂﬁ*iﬁ B Competitor

ool

_— 1
. 7 _7 I\I]itljib < KEI’DI Large coolant flow volume to enable stable drilling Z‘Bregel:ti'f‘ema'r!:dao)ﬂ?ge%-

ERIR ADO-MICRO5D 0.7

ool

REIA

Work Material SUS304

SIRRE : .
Cutting S‘peed 30m/min (13,640min")

f?bgg 136mm/min (0.01Tmm/rev)
eed

TURE 3.5mm (kD)

Depth of Hole Blind

BIHHE KBEIEIMA (PIBREGE:MH)
Coolant Water-soluble (Internal)

HasmE

Coé)lant Pressure 5MPa

fEFR MHRY=UTtr% (HSK-A63)
Machine Vertical Machining Center

ADO-MICRO 5Dq, 800/\)

fth#t 5 (6007%)

Competitor Holes

ADO-MICRO
5D

I'I]I/Tgﬂ Number of Holes

590 1 ,900

1 ,5‘00 2,0‘00

1 ,800 /HQ Holes
fkeETEE

Still Running

e 60071 o il
-3V NtHE
(ml/min) Coolant Flow Volume
80
63.95

60 [--------
40 f---—-----
20 |--------

0

ADO-MICRO 5D ggtje:ﬁr



. ? g yéﬁﬂ_‘\‘} lj I\ @7]” I§E$w§ Efficiency improvement in the machining of titanium alloy bolts

ADO-MICRO
20D

ftbtt o

Competitor

7JI]I/"T§5( Number of Holes
1?0 2(?0 390 490 5?0

6?0

5857'Q Holes

E#E

Wear

3007Q Holes

HREERTRE

Still Running

BHIR ADO-MICRO 20D ¢1.2 titaE ¢1.2

ool Competitor
) i-6Al-

Work Material Ti-6Al-4V

MI7AE JYVARFYIMI | ATV (0.12mmAFy )
Machining Method Non-step Drilling Step Drilling (0.12mm step)
tIEhRE 35m/min 10m/min
Cutting Speed (9,300min") (2,600min")
EDIRE 167mm/min #1565 30mm/min
Feed (0.02mm/rev) <SS (0.01Tmm/rev)
TURE 15mmED) HARNE

Depth of Hole Blind  with pilot hole

SIEHE] KB ELIHERA (PIBRHa3H)

Coolant Water-soluble (Internal)

HasmE

Coolant Pressure 2MPa

EFRE IR Y=ZvItV% (BT30)

Machine Vertical Machining Center

H BENEBROASIGHICKD / VAT Yy TILT THREEREN I ZRIR

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

ERTR ADO-MICRO30D 1.6
ool

1RHIA

Work Material sus440c
HIEERE - .
Cutting Speed 20m/min (4,000min-")
iéeaﬁg 120mm/min (0.03mm/rev)
TURE 45mm (LED) A4 RNFE
Depth of Hole Blind  with pilot hole
SDRIHA] SHIETIEIRA (PIBREE:H)
Coolant Qil-based coolant (Internal)
HaHE

Coi)lant Pressure 7MPa

et CNCEEfESE
Machine Automatic Lathe

1,2007VIN T DN EEFEIRNE

Wear condition of cutting edge after drilling 1,200 holes

ADO-MICRO 30D

{m*ill:l:ﬁ Competitor

. #%yﬁﬁm j][lIH%a)E ﬁqﬁl‘ﬁ;&\ Cutting edge condition in special steel drilling application

ERTE 900 7NN T DHFTEFEIRRE

Tool ADO-MICRO 12D ¢1.5 Cutting edge wear condition after drilling 900 holes

A4 . SuUJ2 ADO-MICRO 12D ﬂi’.*iﬁ': Competitor
Work Material

EHlEE ; i il

Cutting Speed 45m/min (9,550min")

EEZEE 430mm/min (0.045mm/rev)

TURE 9mm (kD) HARRE

Depth of Hole Blind  with pilot hole

BIHIRE AAMEYIEBE (PEBEEH) R FATTAE still good foruse ¥ — 2 EEFE Marginis totally worn
Coolant Water-soluble (Internal)

HaimE

Coi)lant Pressure 1.5MPa

EFRRA IHTY =V T % (HSK-A40)

Machine Vertical Machining Center
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’J \E EEE F U } l/ Small diameter carbide drill P = 2025F10BHHFEFIE Available from October 2025 m

AD-MICRO 4D

PL 8
8

= B w% g T!—— = = -——3

X thinning OAL

-

R thinning
CARBIDE m ?L:‘ ‘ﬁ;’ T T S'F:E:EEZI?

ABOUT30°
BfiI:mm Unit:mm

o =E kel R ol e T ke B
8750050 | 0.5 2 3 38 | 3 |30.1]0.1|B/@ 4,500 » |8750076| 0.76 | 3.1| 5 38 | 3 [286|0.1| @ 4950
8750051 | 0.51 | 2.1 | 3 38 | 3 |30.2)|0.1 ‘.‘ 4,860 » |8750077| 0.77 | 3.1 | 5 38 | 3 |286)|0.1 D. 4,950
8750052| 052 | 2.1| 3 38 | 3 |30.2/|0.1 ‘.‘ 4,860 » |8750078| 0.78 | 3.2| 5 38 | 3 /287/0.1| @ 4950
8750053 | 0.53 | 22| 3 38 | 3 |30.2)|0.1 ‘.‘ 4,860 » |8750079| 0.79 | 32| 5 38 | 3 [287/0.1| @ 4950
8750054 | 0.54 | 22| 35| 38 | 3 |29.7|0.1 ‘.‘ 4,860 8750080| 0.8 32| 5 38 | 3 |286|0.1 B.‘ 4,570
8750055| 0.55 | 22| 35| 38 | 3 |29.7)|0.1 D‘.‘ 4,860 » |8750081| 0.81 | 33| 5 | 38 | 3 |286|0.1 .‘ 4,950
8750056 | 0.56 | 23| 35| 38 | 3 |29.7|0.1 ‘.‘ 4,860 » |8750082| 0.82 | 33| 5 38 | 3 [286|0.1 .‘ 4,950
8750057 | 0.57 | 23| 35| 38 | 3 |29.8|0.1 ‘.‘ 4,860 » |8750083| 083 | 34| 5 | 38 | 3 |287|0.2 .‘ 4,950
8750058| 0.58 | 24| 35| 38 | 3 |29.8|0.1 ‘.‘ 4,860 » (8750084 0.84 | 34| 5 38 | 3 128702 .‘ 4,950
8750059| 0.59 | 24| 35| 38 | 3 |29.8)|0.1 ‘.‘ 4,860 » |8750085| 085 | 34| 5 | 38 | 3 |287|0.2 D.‘ 4,950
8750060 | 0.6 24| 35| 38 | 3 |298]|0.1 B‘.‘ 4,540 » |8750086| 0.86 | 3.5| 55| 38 | 3 |282|0.2 .‘ 4,980
8750061 061 | 25| 4 | 38 | 3 |29.3) 0.1 ‘.‘ 4,890 » |8750087| 0.87 | 3.5| 55| 38 | 3 |282|0.2| |@ 4,980
8750062 062 | 25| 4 | 38 | 3 |294) 0.1 ‘.‘ 4,890 » |8750088| 0.88 | 3.6| 55| 38 | 3 |282|0.2| |@ 4980
8750063 063 | 26| 4 | 38 | 3 |294|0.1 ‘.‘ 4,890 » |8750089| 0.89 | 3.6| 55| 38 | 3 |283|0.2| |@ 4,980
8750064| 064 | 26| 4 | 38 | 3 |294) 0.1 ‘.‘ 4,890 8750090 0.9 36| 55| 38 | 3 |283|/0.2 B@ 4610
8750065 0.65 | 26| 4 | 38 | 3 |294 0.1 D‘.‘ 4,890 » |8750091| 091 | 3.7| 55| 38 | 3 |283|0.2| |@ 4,980
8750066| 0.66 | 2.7| 4 | 38 | 3 |294) 0.1 ‘.‘ 4,890 » |8750092| 092 | 3.7| 55| 38 | 3 |283/0.2| |@ 4980
8750067 0.67 | 27| 4 | 38 | 3 |29.5) 0.1 ‘.‘ 4,890 » |8750093| 093 | 38| 55| 38 | 3 |283/0.2| |@ 4980
8750068| 0.68 | 28| 45| 38 | 3 |29 |0.1 ‘.‘ 4,950 » |8750094| 094 | 38| 55| 38 | 3 |284/0.2| |@ 4,980
8750069| 0.69 | 28| 45| 38 | 3 |29 | 0.1 ‘. 4,950 » |8750095| 095 | 3.8| 55| 38 | 3 |284)|0.2 D@ 4,980
8750070| 0.7 28| 4538 | 3 |29 |01 B‘. 4,570 » |8750096| 096 | 39| 6 | 42 | 3 |31.9/0.2| |@ 4980
8750071 0.71 | 29| 45| 38 | 3 |29 | 0.1 ‘. 4,950 » |8750097| 097 | 39| 6 | 42 | 3 |31.9/0.2| |@ 4980
87500721 0.72 | 29| 45| 38 | 3 |29 |0. ‘.‘ 4,950 » |8750098| 0.98 | 4 6 | 42| 3 |319/0.2| @ 4980
8750073| 0.73 | 3 45|38 | 3 |29.1]0.1 D‘.‘ 4,950 » |8750099| 0.99 | 4 6 | 42| 3 |319/0.2| @ 4980
8750074| 0.74 | 3 45] 38 | 3 |29.1]0.1 ‘.‘ 4,950 8750100 1 4 6 | 42| 3 |31.8/0.2 |B|@® 4610
8750075| 0.75 | 3 45|38 | 3 |29.1]0.1 ’.‘ 4,950 » |8750101| 1.01 | 41| 6 | 42 | 3 |31.8|0.2 |D|@ 4,230
- PAOVDHBAEp. 10ETE TS, @ =1R£7EER @=Standard stock item
- OV (AD-MICRO 10D) DA RINARUJLELTHTERVEEITE D,
: 22? %;(:JZ(;Le:sp;agrljfcliznhzilt;cc(i)rri]lsl.for long type drills (AD-MICRO 10D). m

8
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. 7’( j 7®E¥E|CDL\Z Guide for Icons
n *Zg Tool Materials

T O
CARBIDE hﬁnﬁ .
Tungsten Carbide

ﬁﬁmig Surface Treatment

5Ty 0-F4vY
KeptA  KeptA Coating

— (Fe—F—F 1T
IchAda

IchAda Coating

E/§®§£F‘;§;E Tolerance for Drill Diameter
A RULEROHFSEZE

n nbﬂ% Helix Angle
aew  RULEORUNEZE

v shank

‘l JRLET w30 FRUET } T ;Lﬁfﬁ?fﬁtgi
-0.004 Tolerance for drill diameter . Helix angle of flute for drills
6 IPEDPZET ISR Cutting Conditions
YaUvIT 14w MEEESD) speEp WIHISRIGEEREEHN—I%
AT e v e vty it

m BfiI:mm  Unit:mm
8750102/ 1.02 | 41| 6 | 42 | 3 |31.8/02| |@4230| »|8750128/128 | 52| 8 | 42 | 3 [303|02| /@ 4,270
8750103 1.03 | 42| 6 | 42 | 3 |31.8|02 @ 4230 b (8750129/129 | 52| 8 | 42 | 3 |303|0.2 D\o\ 4,270
8750104| 1.04 | 42| 6 | 42 | 3 |31.8/ 02| @ 4230 8750130/ 13 | 52| 8 | 42 | 3 |303 0.2 |B/®) 3,960
8750105 1.05 | 42| 6 | 42 | 3 |319/02 @4230| > (8750131131 53| 8 | 42 | 3 |303]02 @ 4330
8750106/ 106 | 43| 6 | 42 | 3 [319/02| @4230| P (8750132132 53| 8 |42 | 3 |304/02 @ 4330
8750107/ 1.07 | 43| 7 | 42 | 3 |309/02 @4230| > (8750133133 | 54| 9 | 42 | 3 |294|02| @ 4330
8750108/ 108 | 44| 7 | 42| 3 [309]/02| @4230| P (8750134134 | 54| 9 |42 | 3 |204/02 @ 4330
8750109 1.09 | 44| 7 | 42| 3 |309]02| @4230| » (8750135135 54| 9 | 42 | 3 |294|02 D@ 4330
8750110/ 1.1 | 44| 7 | 42| 3 |31 |02 D\o 4230 b 8750136/ 136 | 55 9 | 42 | 3 |294]02 @ 4330
8750111 111 | 45| 7 | 42| 3 |31 |02 @4230| > (8750137137 | 55| 9 | 42 | 3 |295/02| @ 4330
8750112/ 112 | 45| 7 | 42| 3 |31 02| @4230| D (8750138 138 56| 9 |42 | 3 295 03 @ 4330
8750113/ 113 | 46| 7 | 42| 3 |31 |02 @4230| > (8750139139 | 56| 9 | 42 | 3 |295/03| @ 4330
8750114 1.14 | 46| 7 | 42 3 |31 |02 |@ 4230 8750140/ 14 | 56| 9 | 42 | 3 |295/03 B/® 4,010
8750115/ 115 | 46| 7 | 42 | 3 |31 |02 @4230| > (8750141141 57| 9 | 42 | 3 |295/03| @ 4330
8750116 116 | 47| 7 | 42 | 3 |31.1 02| |@4230| »|8750142/142 | 57 9 | 42 | 3 |296)03 D\o\ 4,330
8750117/ 117 | 47| 7 | 42| 3 [311/02 | @4230| > (8750143143 | 58| 9 | 42 | 3 |296|03| @ 4330
8750118/ 118 | 48| 7 | 42| 3 [31.1/02| @4230| D (8750144 144 | 58| 9 |42 | 3 |296/03 @ 4330
8750119 119 | 48| 8 | 42 | 3 [30.1/02 |@ 4270 8750145 145 | 58| 9 | 42 | 3 | 29603 B/@ 4,010
8750120/ 1.2 | 48| 8 | 42 | 3 [30.1/02 B/®3960| D (8750146 146 | 59| 9 |42 | 3 |296/03 @ 4330
8750121 121 | 49| 8 | 42 | 3 [302/02 | @4270| > (8750147147 | 59| 9 | 42 | 3 |296|03| @ 4330
8750122/ 122 | 49| 8 | 42 | 3 [302/02| @4270| > (8750148148 | 6 | 9 | 42 | 3 |297]03| @ 4330
8750123123 | 5 | 8 | 42 | 3 (302|102 @4270| > (8750149149 | 6 | 9 | 42 | 3 29703 @ 4330
8750124/ 124 | 5 | 8 | 42 | 3 |302|02 D@ 4270 8750150/ 1.5 | 6 | 9 | 42 | 3 |29.7]03 B/@® 4,040
8750125/ 125 | 5 | 8 | 42 | 3 |302/02 @4270| (8750151 151 61|10 | 42 | 3 |287|03| @ 4360
8750126/ 1.26 | 51| 8 | 42 | 3 30302 @4270| P (8750152 152 6110 | 42 | 3 |28703 D@ 4360
8750127 127 | 51| 8 | 42 | 3 |303/02 @4270| > (8750153 153 | 62|10 | 42 | 3 |288/03| @ 4360
@ =1Z#EER @=Standard stock item
| NEXT )2

AD-MICRO 4D

SHTVEE Non Oil Hole




’J \E EEE F U } l/ Small diameter carbide drill P = 2025F10BHHFEFIE Available from October 2025 m

AD-MICRO 4D

L PL 8
v}
. fa)
[ - B w% ? sssosE - = - —3
LU
X thinning OAL
N
CARBIDE SRR s i s Rthinning
KeptA o= #30°  h4 | AT | p2
ABOUT 30°
BT :mm  Unit:mm
AN\ RN EIERENER BR | 2R | VB | Vr/IR | Ttin TEE | REMIR AN\ R EIEWMENER BR | 2R | VB | UrUIR | Toin TEE REMIE
EDP No. DC LU | LCF | OAL |DCON| LS | PL |Stock| (Yen) EDP No. DC LU | LCF | OAL |DCON| LS | PL |Stock| (Yen)
» |8750154| 1.54 | 6.2 |10 42 3 1288|033 D@ 4,360 8750180| 1.8 72111 42 3 1283|0.3 |B|/@ 4,070
8750155| 1.55 | 6.2| 10 42 28.8| 0.3 B‘.‘ 4,040 » 18750181| 1.81 | 7.3 | 11 42 283|033 D|@ 4,410
» |8750156| 1.56 | 6.3 |10 42 28.810.3 ‘.‘ 4,360 8750182 1.82 | 7.3 |11 42 28.3| 0.3 |B|/@ 4,070
» |8750157| 1.57 | 63|10 42 28.8| 0.3 D‘.‘ 4,360 » 18750183| 1.83 | 7.4 |11 42 283103 D. 4,410
» |8750158| 1.58 | 6.4 |10 42 289/ 0.3 ‘.‘ 4,360 p 18750184| 1.84 | 7.4 |11 42 283/03| @ 4,410
» |8750159| 1.59 | 6.4 |10 42 289 0.3 ‘C‘ 4,360 8750185| 1.85 | 7.4 |11 42 2841 0.3 |B/@ 4,070
8750160/ 1.6 64|10 42 289 0.3 B‘.‘ 4,040 8750186| 1.86 | 7.5| 11 42 28403 | @ 4,410
8750161| 1.61 | 6.5| 10 42 289 0.3 ‘.‘ 4,360 8750187| 1.87 | 7.5| 11 42 28403 | @ 4,410

8750162 1.62 | 65|10 | 42
8750163 1.63 | 6.6 |10 | 42
8750164| 164 | 66|10 | 42
8750165 1.65 | 6.6 |10 | 42

284/ 03 Do\ 4,410
284/ 03| |@ 4410
28403 (B|@ 4,110
31503 | (@ 4450

28903 DM 4,360 8750188 1.88 | 7.6 |11 | 42
289 03| |® 4360 8750189 1.89 | 7.6 |11 | 42
29 03] |@ 4360 8750190 1.9 | 7.6|11 | 42
29 |03 |B® 4,040 8750191| 191 | 7.712 | 46

vV v v Vv

vV v v Vv

W W W w w w w w w w w w w w w w w w w w w w w w| w
W W W w w w w w w w w w w w w w w w w w w w w w| w

>

b 18750166 1.66 | 67|10 | 42 29 03] @ 4360 »|8750192[1.92| 7.7 12 | 46 315/ 03] |@ 4450
» 18750167 167 | 67|10 | 42 29 |03 D\o\ 4360 | b 8750193 1.93 | 7.8]12 | 46 315/ 04/ |@ 4450
b 18750168| 168 | 68|10 | 42 29 03] @4360 b |8750194] 194 | 7.8/ 12 | 46 31504 @ 4450
b 18750169| 169 | 68|10 | 42 29.1/03| @4360 b [8750195 195 | 7.8]12 | 46 315 0.4 D@ 4,450

8750170 1.7 | 68|10 | 42 29.1/03 8@ 4070 b (8750196 196 | 7.9 12 | 46 316/ 04| @ 4,450
b 18750171 171 | 69|11 | 42 281/03] @4410 > [8750197 197 | 7.9]12 | 46 316/ 04 @ 4450
b 8750172 172 | 69|11 | 42 281/03| @4410 » (8750198198 | 8 |12 | 46 316/ 04| @ 4,450
» 18750173/ 1.73 | 7 |11 | 42 281/03| @ 4410 > (8750199199 | 8 |12 | 46 316/ 04| @ 4450
b 18750174 174 | 7 |11 | 42 281/ 03| |@ 4410 87502002 | 8 |12 | 46 31.6| 0.4 |B\® 4340
» 18750175175 | 7 |11 | 42 282/03D/@ 4410 > [8750201] 201 | 8.1]12 | 46 317/ 04 |@ 4680
b 18750176| 176 | 7.1|11 | 42 282/03| @4410 »[8750202] 202 | 8112 | 46 317 04 @ 4680
b 18750177 177 | 71|11 | 42 282/03| @4410 > (8750203 203 | 82[12 | 46 317/ 04 @ 4,680
b 8750178| 178 | 7.2 |11 | 42 282/03| @4410 »[8750204] 204 | 8212 | 46 31704 | @ 4,680
» 18750179 179 | 72|11 | 42 282/03| @ 4410 8750205| 2.05 | 82|12 | 46 31.7| 0.4 /@ 4,340

- PAOVDFHBEp. 10ZTE TS, @ =1Z#7EER @=Standard stock item

- O IR (AD-MICRO 10D) DAHA RRARUILELTHSEAWVEIFE T,
- 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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m B{i:mm Unit:mm
8750206| 2.06 | 83|12 | 46 | 3 |317 04| @ 4680 » 8750232232 93|13 | 46 | 3 |312/04| @ 4710
8750207| 207 | 83|12 | 46 | 3 |318|04 @ 4680 D 8750233233 | 94|13 | 46 | 3 |312|04 ® 4710
8750208 2.08 | 84|12 | 46 | 3 |31.8/04| @ 4680 b (8750234234 | 94|13 | 46 | 3 |313]/04 | @ 4710
8750209] 209 | 84|12 | 46 | 3 |31.8|04| @ 4680 » 8750235235 94|13 | 46 | 3 |313|04 D\o\ 4,710
8750210/ 2.1 | 84|12 | 46 | 3 |318/04 B@4340| b |8750236/236 | 95|13 | 46 | 3 |313]04 | @ 4710
8750211/ 2.11 | 85|13 | 46 | 3 |308|04 @ 4680 b |8750237/237 | 95|13 | 46 | 3 |313/04 | @ 4710
8750212/ 212 | 85|13 | 46 | 3 |309/04| @ 4680 b |8750238/238 | 96|13 | 46 | 3 |313/04 | @ 4710
8750213/ 2.13 | 86|13 | 46 | 3 |309/04| @ 4680 b (8750239239 | 9613 | 46 | 3 |314/04 @ 4710
8750214| 214 | 86|13 | 46 | 3 309 04| @ 4,680 8750240 24 | 96|14 | 46 | 3 1304 04|B/@ 4390
8750215 2.15 | 86|13 | 46 | 3 |309/04 D@ 4710 b (8750241 241 | 97|14 | 46 | 3 |304/04 (@ 4760
8750216/ 2.16 | 87|13 | 46 | 3 |309/04| @ 4710 »|8750242/242 | 97|14 | 46 | 3 |304|04 | @ 4760
8750217) 217 | 87|13 | 46 | 3 |31 |04| @ 4710 P (8750243243 | 98|14 | 46 | 3 |304|04 |@ 4760
8750218/ 2.18 | 88|13 | 46 | 3 |31 |04 | @ 4710 b |8750244]244 | 98|14 | 46 | 3 |30504 | @ 4760
8750219/ 2.19 | 88|13 | 46 | 3 |31 |04| @ 4710 b (8750245 245 | 98|14 | 46 | 3 |30.5 0.4 D@ 4760
8750220/ 22 | 88|13 | 46 | 3 |31 |04 B@4360| b (8750246246 | 99|14 | 46 | 3 |30.5/04 | @ 4760
8750221/ 221 | 89|13 | 46 | 3 |31 |04| @ 4710 b (8750247247 | 99|14 | 46 | 3 |305 04 (@ 4760
8750222/ 222 | 89|13 | 46 | 3 |31 |04| @4710 b |8750248/248 |10 |14 | 46 | 3 |30.5/05| @ 4760
8750223223 | 9 |13 | 46 | 3 [311/04| @ 4710 b (8750249249 |10 |14 | 46 | 3 |305 05 @ 4760
8750224224 | 9 |13 | 46 | 3 |31.104| @ 4710 8750250/ 25 |10 |14 | 46 | 3 1306 0.5|B/@ 4,390
8750225/ 225 | 9 |13 | 46 | 3 |311/04 D@ 4710 b (8750251 251 |10.1|14 | 46 | 3 |306/05 (@ 4760
8750226| 226 | 9.1 |13 | 46 | 3 |31.1 04| @ 4710 » 8750252252 |10.1|14 | 46 | 3 |306] 0.5 DM 4,760
8750227| 227 | 91|13 | 46 | 3 |311/04| @ 4710 b (8750253 253 |102|14 | 46 | 3 |306/05 @ 4760
8750228/ 228 | 92|13 | 46 | 3 |31.2/04| @4710| b |8750254| 254 |102]14 | 46 | 3 |30.6|05| @ 4760
8750229] 229 | 9213 | 46 | 3 [312]04]| /@ 4710 8750255| 2.5 [ 10214 | 46 | 3 |307] 05 |B/@ 4,390
8750230/ 23 | 92|13 | 46 | 3 |31.2/0.4 B@4360| b (8750256256 |103|14 | 46 | 3 |30.7|05 | @ 4760
8750231/ 231 | 93|13 | 46 | 3 312/ 04 D)@ 4710 b 8750257 257 |103 |14 | 46 | 3 30705 @ 4760

@ =1Z#7EER @=Standard stock item

SBHYVEE Non Oil Hole

AD-MICRO 4D



’J \E EEE F U } l/ Small diameter carbide drill P = 2025F10BHHFEFIE Available from October 2025 m

AD-MICRO 4D

L PL 8
8
—_———y - - T% g TF_ = - —
ey LCF ‘ ‘ Ls
X thinning OAL
N SPEED R;iﬁj
CARBIDE m ?lo; :;’ T ‘Fﬁm ;:;lz) R thinning
ABOUT 30°

m BT :mm  Unit:mm

el ol 7% AR | S ok R A ERRCEE el T T | SR ar R R R

8750258] 258|104 14 | 46 3 |307 05| @ 4760 8750280/ 28 |11.2|16 | 46 | 3 |29.1| 0.5 B|®) 4,500
> 8750259| 259 (10.4|14 | 46 | 3 30705 @ 4760 b (8750281 281 |113|16 | 46 | 3 |29.1/05 | @ 4860

8750260/ 26 104|114 | 46 | 3 |3080.5 B/@4390| D |8750282) 282 |113|16 | 46 | 3 |292|05| @ 4860
> 8750261| 261 105 |14 | 46 | 3 |308|05 @ 4760 D (8750283 283 |114|16 | 46 | 3 |292|05| @ 4860
> 8750262| 2.62 [105 |14 | 46 | 3 |308|05| @4760| D |8750284)284 |114|16 | 46 | 3 |292]05| @ 4860
b 8750263 263 106 |14 | 46 | 3 |308|05 @ 4760 b 8750285 285 |114|16 | 46 | 3 |292|05 D@ 4860
b 18750264| 264|106 |14 | 46 | 3 308 05| @ 4760| b 8750286 286 |11.5|16 | 46 | 3 |292 05| @ 4,860
> 8750265] 2.65 [106| 14 | 46 | 3 [308] 05 D)@ 4760 » [8750287] 287 11516 | 46 | 3 |293]05] /@ 4860
b 18750266| 2.66 |10.7 |16 | 46 | 3 |289 05| @ 4760| P 8750288288 |11.6|16 | 46 | 3 |293 05| @ 4,860
> 8750267] 267 [107 |16 | 46 | 3 [289/ 05| @ 4760 » [8750280] 289 |11.6]16 | 46 | 3 |293]05| /@ 4860
> 18750268| 2.68 |10.8|16 | 46 | 3 289 05| @ 4760 8750290 29 |11.6/16 | 46 | 3 |293 /0.5 B/@ 4,500
> 8750269] 2.69 (10816 | 46 | 3 [289/05| @ 4760 b |8750291]291 [11.7]16 | 46 | 3 |203]05] @ 4860

8750270/ 27 10816 | 46 | 3 |2890.5 B/@ 4500 D (8750292292 |11.7]16 | 46 | 3 |29.4]05| @ 4860
> |8750271| 271 (10916 | 46 | 3 |29 |05 @ 4860 b (8750293293 |118|16 | 46 | 3 |294|05| @ 4860
b 18750272| 272 (10916 | 46 | 3 |29 |05 D\o\ 4860 | b (8750294| 2.94 [11.8|16 | 46 | 3 |294 05| @ 4860
> 8750273/ 273 |11 |16 | 46 | 3 |29 |05 @ 4860 D (8750295 295 |118|16 | 46 | 3 |29.4] 05 D@ 4860
> (8750274 274 11 |16 | 46 | 3 |29 |05| @ 4860 D (8750296296 |119]16 | 46 | 3 |204]05| @ 4860

8750275/ 275 |11 |16 | 46 | 3 |29 |05 @ 4500 D (8750297297 |119]16 | 46 | 3 |294|05| @ 4860

8750276| 276 |11.1 |16 | 46 | 3 |29.1]05 B\o\ 4500| b 8750298/ 2.98 |12 |16 | 46 | 3 |295 05| |@ 4,860

8750277 277 |11.1 |16 | 46 | 3 29105 @ 4500 b (8750299299 |12 |16 | 46 | 3 |29.5/05| @ 4860

8750278/ 2.78 [11.2 |16 | 46 | 3 |29.1 05| @ 4,500 875030013 |12 |16 | 46 | 3 |295| 0.5 B|®) 43860

8750279| 279 11216 | 46 | 3 |29.1| 0.5 D@ 4,860 © - EEEES, @=Standard stock item

+ PAIVDFHBIEp. 10ZTE T,

- O (AD-MICRO 10D) DAA RINARUILELTEHTRAVERITE,
- 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\?ﬁﬂﬁﬁ F U } l/ Small diameter carbide drill P = 20255 10HAHFEFE Available from October 2025 m

AD-MICRO 10D

L 8
a
= B - $ S eprsssser—— —
LU ‘
X?éﬁf LCF . — LS
SR :
A SPEED Rﬂg(?;D:C\{y g
CARBIDE m ?3:4 e ‘Em ? . Rihinning 3|5
"~ ABOUT30" 5|2
B{iI:mm Unit:mm §
ﬁ;w;‘sﬁ BE | 28 [vwor 8| s e meme ﬁmﬁ R | 28 |k voom| o [ mam| pka
EDP No. DC LU LCF OAL | DCON LS PL |Stock| (Yen) EDP No. DC Ly LCF OAL | DCON | LS PL |Stock| (Yen) & 2
8760050 | 0.5 5 58| 42 | 3 |31.3|0.1 B|@® 4,710 » 8760076| 0.76 | 76| 9 42 | 3 |286/|0.1| |@ 5,180 é
8760051| 0.51 | 51| 58| 42 | 3 |314|0.1| |@ 5090 »8760077| 0.77 | 7.7 | 9 42 | 3 |286]0.1 D.‘ 5,180 9;;
8760052| 0.52 | 52| 58| 42 | 3 |314/|0.1| |@ 5090 »8760078| 0.78 | 78| 9 42 | 3 28701 ‘.‘ 5,180
8760053| 0.53 | 53| 58| 42 | 3 |314|0.1| |@ 5090 »8760079| 0.79 | 79| 9 42 | 3 |28.7]0.1 ‘.‘ 5,180
8760054| 0.54 | 54| 65| 42 | 3 |30.7|0.1| @ 5090 8760080 0.8 8 9 42 | 3 |286]0.1 B‘.‘ 4,840
8760055| 0.55 | 55| 65| 42 | 3 |30.7|0.1 D@ 5,090 »8760081| 0.81 | 81| 9 42 | 3 |286]0.1 ‘.‘ 5,180
8760056| 0.56 | 56| 65| 42 | 3 |30.7|0.1| @ 5090 » 8760082 0.82 | 82| 9 42 | 3 [286/0.1 ‘.‘ 5,180
8760057 | 0.57 | 57| 65| 42 | 3 |30.8|0.1| @ 5090 »8760083| 0.83 | 83| 9 42 | 3 | 28702 ‘.‘ 5,180
8760058 | 0.58 | 58| 6.5| 42 | 3 |30.8|0.1 ‘. 5,090 »8760084| 0.84 | 84| 9 42 | 3 | 28702 ‘.‘ 5,180
8760059 | 0.59 | 59| 65| 42 | 3 |30.8)|0.1 ‘. 5,090 > 8760085| 0.85 | 85| 9 42 | 3 | 28702 D‘.‘ 5,180
8760060 | 0.6 6 65| 42 | 3 |308|0.1 B‘. 4,770 »8760086| 0.86 | 86|105| 46 | 3 |31.2]0.2 ‘.‘ 5,250
8760061| 0.61 | 6.1 7 42 | 3 |303]0.1 ‘. 5,130 »|8760087| 0.87 | 8.7 |105| 46 | 3 |31.2|0.2 ‘.‘ 5,250
8760062| 0.62 | 6.2 | 7 42 | 3 30401 ‘. 5130 »|8760088| 0.88 | 88 |105| 46 | 3 |31.2|0.2 ‘.‘ 5,250
8760063| 0.63 | 6.3 | 7 42 | 3 |304|0.1| @ 5,130 » 8760089 0.89 | 89|105| 46 | 3 |31.3]0.2 ‘.‘ 5,250
8760064| 0.64 | 64| 7 42 3 |304/0.1| @ 5,130 8760090 0.9 9 |105] 46 3 131.3]0.2 B‘.‘ 4,870
8760065| 0.65 | 6.5| 7 42 3 13040.1 D@ 5,130 »|8760091| 0.91 | 9.1 |105| 46 | 3 |31.3|0.2 ‘.‘ 5,250
8760066| 0.66 | 6.6 | 7 42 3 1304|071 @ 5,130 »8760092| 0.92 | 9.2 |10.5| 46 3 131.3]0.2 ‘.‘ 5,250
8760067| 0.67 | 6.7 | 7 42 3 1305/0.1| @ 5,130 »8760093| 0.93 | 9.3 |10.5| 46 3 |31.3]0.2 ‘.‘ 5,250
8760068| 0.68 | 6.8 | 8 42 3 1295/0.1| @ 5,180 »8760094| 0.94 | 94 |10.5| 46 3 1314]0.2 ‘.‘ 5,250
8760069| 0.69 | 69| 8 42 | 3 |295|0.1| |@ 5,180 » 8760095/ 0.95 | 9.5|105| 46 | 3 |31.4|0.2 D‘.‘ 5,250
8760070 0.7 7 8 42 | 3 |295/|0.1 |B|@ 4,840 »|8760096| 0.96 | 9.6 |11.5| 46 | 3 |304|0.2 ‘.‘ 5,250
8760071 0.71 | 7.1 | 8 42 | 3 |295|0.1| |@ 5,180 » 8760097 0.97 | 9.7 |11.5| 46 | 3 |304]|0.2 .‘ 5,250
8760072/ 0.72 | 7.2| 8 42 | 3 |295|0.1| |@ 5,180 » 8760098 0.98 | 9.8|11.5| 46 | 3 |304]|0.2 .‘ 5,250
8760073/ 0.73 | 73| 8 42 | 3 |296/|0.1 D|® 5,180 »8760099| 0.99 | 99 |115| 46 | 3 |304|0.2 .‘ 5,250
8760074/ 0.74 | 74| 8 42 | 3 |296/|0.1| |@ 5,180 8760100| 1 10 11546 | 3 |303]02 B.‘ 4,930
8760075/ 0.75 | 75| 8 42 | 3 |296/|0.1| @ 5,180 » 8760101 1.01 |10.1|11.5| 46 | 3 |30.3|0.2 D.‘ 4,520
- PAOVDHBEIEp 10ZTE TS0, @ =1Z#7EER @=Standard stock item

- 34 RINARUJDICIFAD-MICRO 4D ZH#ER ULE T,
- See p.10 for explanation of icons.
- AD-MICRO 4D is the recommended pilot hole drill.
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’J \E EEE F U } l/ Small diameter carbide drill P = 2025F10BHHFEFIE Available from October 2025 m

AD-MICRO 10D

_PL 8
=
2 a—— —f— $ Aepps—s=————-—- —
LU
X?éﬁéa LCF — LS
.
CARBIDE m ?lo; :;’ T ‘Fﬁm ;:;lz) Rthinning
ABOUT 30°

m BT :mm  Unit:mm
‘ﬁ'%ﬁﬁ BE | 28 yiE|woB| s memE v—No. | BZ R IS I e bt
EDP No. DC LU LCF OAL | DCON LS PL |[Stock| (Yen) EDP No. DC LU LCF OAL | DCON LS PL |[Stock| (Yen)
8760102| 1.02 [10.2|11.5| 46 | 3 |303 02| @ 4520 » 8760128| 1.28 [12.8 |14 | 50 | 3 |323/02| |@ 4550
8760103 1.03 103 |115| 46 | 3 |303/02 | @4520| »|8760129 129 |129]14 | 50 | 3 |323|0.2 ® @ 4550
8760104| 104|104 | 115] 46 | 3 303 02| @ 4520 8760130/ 1.3 |13 |14 | 50 | 3 |323|0.2 |Bl®) 4250
8760105| 1.05 | 105 |115| 46 | 3 |304|02 D/@4520| »|8760131| 131 |131]14 | 50 | 3 |323]02| @ 4630
8760106| 1.06 106 |115| 46 | 3 |304/02| @4520| D[8760132] 132 |132[14 | 50 | 3 |324]02 @ 4630
8760107| 1.07 107 |13 | 46 | 3 |289/02 @4520| »|8760133 133 |133|15 | 50 | 3 |31.4/02 @ 4630
8760108| 1.08 (10813 | 46 | 3 |289/02| @4520| D[8760134] 134 |134[15 | 50 | 3 |31.4/02 @ 4630
8760109] 1.09 [10.9 |13 | 46 | 3 |289|0.2 BM 4450 »|8760135] 135 |13515 | 50 | 3 |31.4]02 D@ 4,630
8760110/ 1.1 |11 |13 | 46 | 3 |29 |02| @ 4450 D[8760136] 136 |136(15 | 50 | 3 |31.4/02| @ 4630
8760111| 1.11 |11.1 13 | 50 | 3 |33 |02 @4520| »[8760137 137 [137]15 | 50 | 3 |31.5/02 @ 4630
8760112 1.12 (11213 | 50 | 3 |33 |02| @4520| D[8760138] 138 |138[15 | 50 | 3 |31.5/03| @ 4630
8760113| 113 113 [13 | 50 | 3 |33 |02 @452 »|8760139| 139 [139/15 | 50 | 3 |31.5/03 @ 4630
8760114] 1.14 (114113 | 50 | 3 |33 |02| @ 4520 8760140 14 14 |165| 50 | 3 |30 |03 B/® 4330
8760115 1.15 11513 | 50 | 3 |33 |02 D)@ 4520 »|8760141| 141 |141]165| 50 | 3 |30 |03 @ 4,630
8760116] 1.16 [11.6 113 | 50 | 3 [33.1/02| @ 4520 P|8760142] 142 |142[165] 50 | 3 |30.1]03 Do\ 4,630
8760117 117 (11713 | 50 | 3 [33.1/02 | @4520| »|8760143| 143 |143|165| 50 | 3 |30.1]03 | @ 4,630
8760118| 1.18 (11813 | 50 | 3 [33.1/02| @4520| D|8760144] 144 |144]165| 50 | 3 |30.1/03| @ 4,630
8760119 119 [11.9 14 | 50 | 3 |321]02 @ 4550 8760145| 145 |14.5165| 50 | 3 |30.1] 03 B|@ 4330
8760120/ 12 [12 |14 | 50 | 3 [321/02 8@ 4220 D|8760146] 146 |14.6|165| 50 | 3 |30.1/03| @ 4,630
8760121| 121 121 |14 | 50 | 3 [322/02| @ 4550 D|8760147| 147 |147|165| 50 | 3 |30.1]03 /@ 4630
8760122| 122 [12.2 |14 | 50 | 3 |322|02 D\o\ 4550| |8760148| 1.48 |14.8 165 50 | 3 1302 03| |@ 4,630
8760123 123 (123 |14 | 50 | 3 [322/02 | @ 4550 P|8760149| 149 |149|165| 50 | 3 |302|03| @ 4,630
8760124| 124|124 |14 | 50 | 3 [322/02| @ 4550 8760150/ 1.5 |15 |165| 50 | 3 |302 0.3 |B|@) 4390
8760125 125 125 |14 | 50 | 3 |322|02 B/@ 4430 »|8760151| 151 |151[17.5| 50 | 3 |292|03| @ 4760
8760126| 126 [126 |14 | 50 | 3 |323/02 D)@ 4550 P|8760152] 152 |152[17.5| 50 | 3 |29.2|03 D@ 4,760
8760127| 127 127 14 | 50 | 3 |323/02 B/@4430| »|8760153) 153 |153]17.5| 50 | 3 |293]03| @ 4760

- PAAVDFHBAIEp. 10ZTETEU, @ =1Z¥7EER @=Standard stock item
- 734 RINARUILICIFAD-MICRO 4D Z#ERUF T,

- See p.10 for explanation of icons.

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



o
m BfiI:mm Unit:mm §

ﬁ;w;‘sﬁ BE | 28 [vwo8 o8| s e memie ﬁm;%ﬁ S b el S

EDP No. DC LU LCF OAL | DCON LS PL |Stock| (Yen) EDP No. DC Ly LCF OAL | DCON LS PL |Stock| (Yen) & 2

» 8760154| 1.54 [154175| 50 | 3 |29.3|0.3 D|@| 4,760 8760180| 1.8 |18 |20.5| 54 | 3 |30.8/0.3 B/@ 4,550 '§

8760155| 1.55 |15.5|17.5| 50 | 3 |29.3|0.3 B/@ 4,430 »|8760181| 1.81 | 18.1 |20.5| 54 | 3 |30.8|0.3 D.‘ 4,930 9;;
» 8760156| 1.56 [15.6 |17.5| 50 | 3 |29.3/03| |@ 4,760 8760182| 1.82 |1 18.2205| 54 | 3 |30.8|0.3 B‘.‘ 4,550
» 8760157 1.57 {157 |17.5| 50 | 3 |29.3|0.3 D. 4,760 8760183| 1.83 | 183 205| 54 | 3 |30.8|0.3 ‘.‘ 4,550
» 8760158 1.58 [158 |17.5| 50 | 3 |29.4 |03 | |@ 4,760 »|8760184| 1.84 | 184 |20.5| 54 | 3 |30.8|0.3 D‘.‘ 4,930
» 8760159 1.59 (159 |17.5| 50 | 3 29403 | |@ 4,760 8760185| 1.85 | 18.5205| 54 | 3 |3090.3 B‘.‘ 4,550
8760160/ 1.6 |16 |175| 50 | 3 |29.4|0.3 B/@ 4,430 »|8760186| 1.86 | 18.6 |20.5| 54 | 3 |30.9/|0.3 ‘.‘ 4,930
» 8760161| 1.61 [16.1 |185| 50 | 3 |284 |03 | |@ 4,760 »|8760187| 1.87 | 18.7 |20.5| 54 | 3 |30.9]|0.3 D‘.‘ 4,930
» 8760162| 1.62 [16.2 |185| 50 | 3 |284|0.3 D‘. 4,760 »|8760188| 1.88 | 18.8|20.5| 54 | 3 |30.9|03 ‘.‘ 4,930
» 8760163| 1.63 (163 |185| 50 | 3 |284) 0.3 ‘. 4,760 »|8760189| 1.89 |18.9 |20.5| 54 | 3 |30.9]|03 ‘.‘ 4,930
» 8760164| 1.64 |16.4|185| 50 | 3 |285|0.3 ‘. 4,760 87601901 1.9 |19 |205| 54 | 3 30903 B"‘ 4,610
8760165| 1.65 (16,5185 | 50 | 3 |285|0.3 B‘. 4,430 »8760191| 1.91 | 19.1 | 23 54 | 3 128503 ‘.‘ 4,980
» 8760166| 1.66 [16.6 |185| 50 | 3 |285|0.3 ‘. 4,760 »8760192| 1.92 | 19.2 | 23 54 | 3 128503 ‘.‘ 4,980
» 8760167| 1.67 [16.7 |185| 50 | 3 |285|0.3 D. 4,760 »8760193| 1.93 | 19.3 | 23 54 | 3 128504 ‘.‘ 4,980
» 8760168 1.68 |16.8 |18.5| 50 3 /285/03| @ 4,760 »8760194| 1.94 | 19.4 |23 54 3 1285|04 ‘.‘ 4,980
» 8760169 1.69 |16.9 |18.5| 50 3 1286|/03| @ 4,760 »8760195| 1.95 | 19.5 | 23 54 3 [285|04 D‘.‘ 4,980
8760170\ 1.7 |17 |185]| 50 3 28603 B@ 4,550 »8760196| 1.96 | 19.6 | 23 54 3 |286|04 ‘.‘ 4,980
» 8760171 1.71 |17.1 |20.5| 54 3 |306|03| @ 4930 »8760197| 1.97 | 19.7 | 23 54 3 |286|04 ‘.‘ 4,980
» |8760172| 1.72 |17.2|20.5| 54 3 1306|03 D. 4,930 »8760198| 1.98 | 19.8 | 23 54 3 28604 ‘.‘ 4,980
» 8760173 1.73 [173205| 54 | 3 |30.6| 03| |@ 4,930 »8760199| 1.99 | 19.9 | 23 54 | 3 28604 ‘.‘ 4,980
» 8760174 1.74 |17.41205| 54 | 3 |30.6|0.3| |@ 4,930 8760200| 2 20 |23 54 | 3 |286|04 B‘.‘ 4,840
8760175| 1.75 |17.5/205| 54 | 3 |30.7|0.3 | @ 4,550 » 8760201 2.01 | 20.1 | 23 54 | 3 |287,04 D.‘ 5,250
8760176| 1.76 |17.6 |20.5| 54 | 3 |30.7|0.3 ° @® 4,550 8760202| 2.02 | 20.2 | 23 54 | 3 128704 B.‘ 4,840
» 8760177\ 1.77 {17.7 |1205| 54 | 3 |30.7| 0.3 | |@ 4,930 » 8760203 | 2.03 | 20.3 | 23 54 | 3 287,04 D.‘ 5,250
» 8760178| 1.78 |17.820.5| 54 | 3 |30.7| 0.3 |D|@| 4,930 P |8760204| 2.04 | 20.4 |23 54 | 3 ]1287|04 .‘ 5,250
» 8760179| 1.79 [17.9205| 54 | 3 |30.7|/ 03| |@ 4,930 8760205| 2.05 | 20.5 | 23 54 | 3 128704 B.‘ 4,840
@ =1Z#/EER @=Standard stock item
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’J \E EEE F U } l/ Small diameter carbide drill P = 2025F10BHHFEFIE Available from October 2025 m

AD-MICRO 10D

_PL 8
8
2 a—— —f— $ Aepps—s=————-—- —
LU
X?éﬁéa LCF — LS
I
CARBIDE m ?lo; :;’ T ‘Fﬁm ;:;lz) Rthinning
ABOUT 30"

m BT :mm  Unit:mm
‘ﬁ'%ﬁﬁ BE | 28 yiE|woB| s memE v—No. | BZ R IS I e bt
EDP No. DC LU LCF OAL | DCON LS PL |[Stock| (Yen) EDP No. DC LU LCF OAL | DCON LS PL |[Stock| (Yen)
8760206/ 2.06 |20.6|23 | 54 | 3 |287|04 @ 5250 »|8760232|232 /232|126 | 58 | 3 |302 04| @ 5320
8760207| 2.07 [20.7 |23 | 54 | 3 | 288 04 DM 5250 | B |8760233| 2.33 233 /26 | 58 | 3 |302 04 @ 5320
8760208| 2.08 [20.8 |23 | 54 | 3 |288 04 \o\ 5250 | B |8760234| 2.34 234 |26 | 58 | 3 |303 04| @ 5320
8760209| 2.09 (20923 | 54 | 3 |288 04 \o\ 5250 D|8760235 235 |235 26 | 58 | 3 |303/04 @ 5320
8760210/ 2.1 |21 |23 | 54 | 3 |288 04 B\o\ 4840 | P |8760236| 2.36 (23626 | 58 | 3 |303 04| @ 5320
8760211 2.1 |21.1|245| 58 | 3 |313| 04 M 5250 | B |8760237| 2.37 |23.7 |26 | 58 | 3 |303 04| @ 5320
8760212| 2.12 [21.2(245| 58 | 3 |314 04 \o\ 5250 | B |8760238| 2.38 23826 | 58 | 3 |303 04| @ 5320
8760213| 2.13 [21.3 245 | 58 | 3 |314 04 \0\ 5250 | B |8760239| 2.39 23926 | 58 | 3 |304 04 @ 5320
8760214] 2.14 [21.4|245| 58 | 3 |314/04| @ 5250 8760240/ 24 |24 |29 | 62 | 3 |314)04 B/@ 5030
8760215 2.15 |21.5|245| 58 | 3 |314 04 D\o\ 5320 |  »|8760241| 241|241 29 | 62 | 3 |31.4|04 o\ 5,450
8760216 2.16 |21.6 245 | 58 | 3 |314 04 M 5320 |  B|8760242| 242|242 29 | 62 | 3 |31.4|04 o\ 5,450
8760217| 217 |21.7|245| 58 | 3 |315/04 | @/5320| »|8760243 243 (24329 | 62 | 3 |314|04 @ 5450
8760218 2.18 [21.8|245| 58 | 3 |315 04 \0\ 5320 | B |8760244| 244 |244 29 | 62 | 3 |315|04 Do\ 5,450
8760219| 2.19 [21.9|245| 58 | 3 |315 04 \0\ 5320| P |8760245| 2.45 (245|129 | 62 | 3 |315|04 o\ 5,450
8760220| 22 |22 |245| 58 | 3 |315 04 B\o\ 4930 | P|8760246| 246 24629 | 62 | 3 |31.5| 04 o\ 5,450
8760221| 2.21 |22.1|245| 58 | 3 |315 04 \o\ 5320 | D |8760247| 247 (24729 | 62 | 3 |315 04| @ 5450
8760222| 2.22 [22.2|245| 58 | 3 |315 04 \o\ 5320 | D |8760248| 248 24829 | 62 | 3 |315 05| (@ 5450
8760223| 2.23 [22.3(245| 58 | 3 |316 04 \o\ 5,320 8760249| 249|249 29 | 62 | 3 |315/05 @ 5030
8760224| 2.24 [22.4|245| 58 | 3 |316 04 \o\ 5,320 8760250/ 25 |25 |29 | 62 | 3 |31.6|05 @ 5030
8760225 2.25 |22.5|245| 58 | 3 |316 04 DM 5320 »|8760251) 251 25129 | 62 | 3 |316|05 @ 5450
8760226 2.26 [22.6 26 | 58 | 3 |30.1| 04 M 5320| B |8760252| 2.52 (252129 | 62 | 3 |316 05| (@ 5450
8760227| 2.27 |22.7 |26 | 58 | 3 |30.1) 04 \o 5,320 8760253 2.53 |253|29 | 62 | 3 |31.6|0.5 Bl® 5030
8760228| 2.28 [22.8|26 | 58 | 3 |302| 04 \o 5320| B |8760254| 2.54 |254 /29 | 62 | 3 |31.6 0.5 |D/@ 5450
8760229| 2.29 (22926 | 58 | 3 |302| 04 \o 5,320 8760255 2.55 |25.5|29 | 62 | 3 |31.7|0.5 B|® 5030
8760230/ 23 |23 |26 | 58 | 3 |302| 04 B\o 4930 | »|8760256 256 25629 | 62 | 3 |317 05 @ 5450
8760231| 2.31 [23.1|26 | 58 | 3 |302| 04 D]o 5320 B |8760257| 2.57 |25.7 |29 | 62 | 3 |31.7 05| @ 5450

- PAAVDFHBAIEp. 10ZTETEU, @ =1Z¥7EER @=Standard stock item
- 734 RINARUILICIFAD-MICRO 4D Z#ERUF T,

- See p.10 for explanation of icons.

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

m B{I:mm Unit:mm §
ﬁ;w;‘sﬁ BE | 28 [vwor 8| s e memie ﬁmﬁ S b el S
EDP No. DC LU LCF OAL | DCON LS PL |[Stock| (Yen) EDP No. DC LU LCF OAL | DCON LS PL |Stock| (Yen) & 2
8760258) 258 |258/29 | 62 3 |317 05| @ 5450 8760280 28 |28 |31 | 62 | 3 [30.1]05|5/@ 5250 | I
8760259] 259 (25929 | 62 | 3 |317]05| @ 5450 »|8760281] 281 |28.1]33 | 62 | 3 [281]05 ] [@ 5680 ME]
8760260/ 26 |26 |29 | 62 | 3 |31.8/05 B@ 5030 »|8760282) 282 |282(33 | 62 | 3 |282|05| @ 5680
8760261 261 |26.1 |29 | 62 | 3 |318/05| @ 5450 D 8760283 283 |283 33 | 62 | 3 |282/05 (@ 5680
8760262 262 26229 | 62 | 3 |318/05| 5450 D 8760284 284 28433 | 62 | 3 |282 05 ® 5680
8760263 263 26329 | 62 | 3 |31.8/05| @ 5450 »|8760285] 2.85 |285[33 | 62 | 3 [282]05 D@ 5680
8760264| 264|264 |29 | 62 | 3 |318/05| @ 5450 b |8760286| 286 |28.6 33 | 62 | 3 |282/ 05| @ 5680
8760265) 265 26529 | 62 | 3 |31.8/05(8/@5030| »|8760287] 287 |287[33 | 62 | 3 [28305| @ 5680
8760266| 2.66 |266 |31 | 62 | 3 |299/05| @ 5450 b |8760288| 288 |288(33 | 62 | 3 |283 05| @ 5680
8760267| 2.67 | 267 |31 | 62 | 3 |299]|05 D\o 5450  »|8760289] 289 [289(33 | 62 | 3 28305 @ 5680
8760268) 2.68 | 26831 | 62 | 3 |29.9]05| @ 5450 8760290 29 |29 33 | 62 | 3 |283]05/B/@ 5250
8760269] 2.69 (26931 | 62 | 3 [209/05| @5450| b [8760291) 291 29133 | 62 | 3 |283]05 | @ 5680
8760270/ 27 |27 |31 | 62 | 3 29905 B@ 5250 »|8760292] 292 |292(33 | 62 | 3 |284|05 | @ 5680
8760271/ 271 (27.1/31 | 62 | 3 30 |05| @5680 D (8760293 293 |293 33 | 62 | 3 |284/05 (@ 5680
8760272 272|272 |31 | 62 | 3 |30 |05 @ 5680 P 8760294 294 29433 | 62 | 3 284 05 ® 5680
8760273273 |27.3(31 | 62 | 3 |30 |05| @/ 5680 b 8760295 295 |295(33 | 62 | 3 |284]05 D@ 5680
8760274| 274 [27.4|31 | 62 | 3 |30 |05| @ 5680 D|8760296 296 |296(33 | 62 | 3 |284|05| @ 5680
8760275 275 |27.5|31 | 62 | 3 |30 |05| @5250| D (8760297 297 |297|33 | 62 | 3 |284/05 (@ 5680
8760276 276 27631 | 62 | 3 1301 05| @525 P 8760298 298 29833 | 62 | 3 285 05 ® 5680
8760277 277 |27.7 |31 | 62 | 3 [301|05| @5250| D |8760299] 2.99 |299 33 | 62 | 3 |285 05 (@ 5680
8760278| 2.78 [27.8 (31 | 62 | 3 |30.1/ 05| @ 5250 87603003 |30 33 | 62 | 3 |285]05|B/@ 5680
8760279| 279 [27.931 | 62 | 3 [30.1]05|D/@ 5,680 © - [E#£7EES @ =Standard stock item




’J \Egm ﬂ‘q E EEE F U } l/ Small diameter carbide drill with oil holes

ADO-MICRO 2D

z
PL 8
of N 8
(== B % S eSS [~ —— s
AR
Xy =>o LCF LS
X thinning
N I | SPEED OAL
Il = NN
CARBIDE 1 hada 13?3'1’3'" #30° AT :‘;3"
ABOUT 30° B :mm Unit:mm
P\ (RN ENER BR | 2R | V8| YUk | Soim [TEE iR P A\ CRNCEERENER BR | 2R | rVIR| 1ok | Soim (TEE (R
EDP No. DC LU LCF | OAL |DCON| LS PL |[Stock| (Yen) EDP No. DC LU LCF | OAL |DCON| LS PL |[Stock| (Yen)
8732001 | 0.7 14 | 42| 47 3 /38501 @ 12,600 8732010| 1.3 26 | 78| 53 3 415|022 @ 12,000
8732002 | 0.75| 1.5 | 45| 47 3 138301 .‘ 14,500 8732011 1.4 28 | 84| 53 3 141.1]03 ‘.‘ 12,000
8732003 | 0.8 1.6 | 48| 50 3 141.1)041 .‘ 12,600 8732012 | 1.5 3 9 53 3 140.7| 0.3 ‘.‘ 12,000
8732004 | 0.85| 1.7 | 5.1 | 50 3 1409]|0.2 .‘ 14,500 8732013 | 1.6 32 | 96| 53 3 140.3|03 B‘.‘ 12,000
8732005 | 0.9 1.8 | 54| 50 3 |40.7/0.2 B.‘ 12,600 8732014 | 1.7 34 |10.2| 53 3 139903 ‘.‘ 12,000
8732006 | 0.95| 19 | 57| 50 3 |405|0.2| (@ 14,500 8732015| 1.8 3.6 |10.8| 53 3 1395|03 ‘.‘ 12,000
8732007 | 1 2 6 53 3 1428|0.2| |@ 12,000 8732016 | 1.9 38 [11.4 ] 53 3 [39 |03 ‘.‘ 12,000
8732008 | 1.1 22 | 66| 53 3 1424|102 @ 12,000 8732017 | 2 4 12 58 3 |436/04 ‘.‘ 12,000
8732009 1.2 24 | 72| 53 3 1419/0.2| |@ 12,000 @ =1Z#7EER @=Standard stock item
- PAOVDFHRRAIEp10ZTE TS,
- OV (ADO-MICRO 12D,20D,30D) DA R7VARUILELTHTERVERITE T,
- 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).
L PL z
O
. la}
A = g ) % @ LSS S = =
LU
X =2 LCF ‘ | LS
X thinning Tt
OAL
| N AN ISR
CARBIDE 1 hada % 300 HT fff;“
ABOUT 30" BT :mm Unit:mm
PAL CRANCIEMENER BR | 2R | Y8 | 1Ok | Soim | EE RS AL RN ENER BR | 2R | J/IR | VIR | o | TEEE (R AEIE
EDP No. DC LU LCF | OAL |DCON| LS PL |Stock| (Yen) EDP No. DC LU LCF | OAL |DCON| LS PL |[Stock| (Yen)
8732018 | 0.7 3.5 7 47 3 |357/0.1| @ 17,1700 8732027 | 1.3 6.5 |13 60 3 |433|/03| @ 16,300
8732019 | 0.75| 38 | 75| 47 3 |353|02| @ 19,500 8732028 | 14 7 14 60 3 1425|03 ‘.‘ 16,300
8732020 | 0.8 4 8 50 3 /37902 @ 17,100 8732029 | 1.5 7.5 |15 60 3 [41.7|03 ‘.‘ 16,300
8732021 | 0.85| 43 | 85| 50 3 |375/02| @ 19,500 8732030 1.6 | 8 16 60 3 140903 B‘.‘ 16,300
8732022 | 0.9 45 | 9 50 3 37102 B/@ 17,100 8732031| 1.7 | 85 |17 60 3 140.1]04 ‘.‘ 16,300
8732023 | 095 | 48 | 95| 50 3 |36.7/02| @ 19,500 8732032 1.8 | 9 18 65 3 144304 ‘.‘ 16,300
8732024 | 1 5 10 55 3 140.8|0.2 .‘ 16,300 8732033 19 | 9.5 |19 65 3 43404 ‘.‘ 16,300
8732025 | 1.1 55 |11 55 3 140 |0.2 .‘ 16,300 8732034 | 2 10 20 65 3 1426|04 ‘.‘ 16,300
8732026 | 1.2 6 12 60 3 1441 /0.2 .‘ 16,300 @ =147 EEm @=Standard stock item

- PAOVDHRBIEp. 10ZETE T,
- See p.10 for explanation of icons.
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’J\?ﬁ 5m T\{q i EEE F U } I/ D yﬁ‘ﬁg Small diameter carbide drill with oil holes - Long type

ADO-MICRO 12D

=
o
O
3 a
S ) %& @ e e
X V=2 LS
X thinning T OAL

n
hAda 0500 ¥ FIT P24
ABOUT 30"

CARBIDE

B :mm  Unit:mm

ﬁ;wfss AR |28 [y ook 5ok e ity BRRVAMICERAnAR BR | SR [y sk 5o A S
EDP No. DC L

LU LCF OAL | DCON LS Stock|  (Yen) EDP No. DC LCF OAL | DCON Stock|  (Yen)

8732035 1 12 |17 60 | 3 |388)0.2

@® 21,900 8732041| 1.6 |19.2 272 70 | 3 |39.7/03| @ 21,900
8732036 1.1 | 132|187 65 | 3 |423|0.2 ‘.‘ 21,900 8732042| 1.7 | 204 [289| 73 | 3 |41.2|/04 | @ 21,900
8732037| 1.2 | 144|204 65 | 3 |40.7|0.2 B‘.‘ 21,900 8732043 1.8 | 216 |306| 73 | 3 |39.7|04 B‘. 21,900
8732038 1.3 | 156|221 65 | 3 |39.2|/03 ‘.‘ 21,900 8732044 19 | 228 (323 73 | 3 |38.1|04 ‘. 21,900
3
3

8732039| 14 | 168 | 23.8| 70 42703 | @ 21,900 (8732045 2 |24 (34 | 77 | 3 |406 04 @ 21,900
8732040 15 |18 | 255 70 412/ 03 | |@ 21,900 @ iR @ =Standard stock item

- A AVDFHBIEp. 10ZTE T,

- 34 RIRARUJVICIEADO-MICRO 2D =L F T,

- 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

SHTVYT = with Oil Hole



’J \Eim ﬂ{q =‘E Eﬁi F U}l] D yﬁ‘ﬁg Small diameter carbide drill with oil holes - Long type

ADO-MICRO 20D
e

135°

Xy >o=—og
X thinning
<P AN eI | shER
CARBIDE IchAda -EBO? #30° FIT P24
ABOUT 30° B :mm Unit:mm
AR\ CANEIEWENER BR | 2R | VR | V1R | Soim | 1EE R E M Y—JUNo. BER BR | &R | VIR | YwIR| foim (TEEE R
EDP No. DC LU LCF OAL | DCON LS PL [Stock| (Yen) EDP No. LU LCF OAL | DCON LS PL |[Stock| (Yen)
8732046 | 1 20 |24 68 3 /39.8|0.2| @ 27,900 8732052 | 1.6 32 | 384 81 3 |1395|03| @ 27,900

8732047 | 1.1 22 | 264 75
8732048| 1.2 | 24 |288| 75

3 |46/ 02| |@27900 |8732053| 17 | 34 408 88 | 3 |443| 04| @ 27,900
3 423 02 Bo\ 27900 | 8732054| 18 | 36 |432| 88 | 3 |42.1)04 B@® 27,900

8732049| 13 | 26 [312] 75 | 3 |40.1] 03| |@ 27900 |8732055| 19 | 38 |456| 88 | 3 |398|04| @ 27,900
3
3

8732050 14 | 28 |33.6| 81 439]03 | |@ 27900 [8732056| 2 | 40 |48 | 95 | 3 | 4456 04 \0\ 27,900
8732051| 15 | 30 |36 | 81 417/ 03 | |@ 27900 @ ZEEES @=Standard stock item

- PAIVDHBEEPI0ETETEL,
- 4 RIVEARUJVICIEFADO-MICRO 2D ZEHER UE I,

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

ADO-MICRO 30D
————— e . ?%

X =y LCF | LS
X thinning OAL

PL

 DCoN

B eSS e eSS e

135°

$ oy
IhAdda o~ =~ #30° R P24

ABOUT 30°

CARBIDE

BfiI :mm  Unit:mm

Y—I|LNo. | BfE ﬁ?ﬂijﬁﬁ BR | =R |k *‘JVL/:E S'E!‘Llﬁ"ﬁ ezt it Y —IUNo. EJ% ﬁiwLUEE BR | 2R |k ﬂvé7§ 5'Efﬁ"i' FERS (RS

LCF OAL | DCON Stock|  (Yen) EDP No. LCF OAL | DCON Stock|  (Yen)

@ 36,400

EDP No. DC

8732057| 1 | 30 |34 | 77 | 3 |388/02| @ 36400 |8732063| 1.6 | 48 | 544 101| 3 |435|03
8732058| 1.1 | 33 |37.4/ 86 446]02| |@ 36400 |8732064| 17 | 51 |57.8/101| 3 |403| 04| @ 36400
8732059 12 | 36 |408| 86 413]02| 36400 8732065 18 | 54 |612]107] 3 |43.1 0.4 |B® 36400
8732060| 1.3 | 39 |44.2| 86 38.1/03| @ 36400 [8732066] 1.9 | 57 | 646|107 3 |39.8/04] @ 36400
™
°

8732061 | 1.4 42 | 476 95 43903 36,400 8732067 | 2 60 [68 |112| 3 |416|04 ‘.‘ 36,400
8732062 | 1.5 45 51 95 40.7 | 0.3 36,400 @ =1ZHFER @ =Standard stock item

c PAIVDFHRAIFP.I0ZESE L,

-+ 74 R RUIVICIFADO-MICRO 2D ZH#EEULF T,

- See p.10 for explanation of icons.

- ADO-MICRO 2D is the recommended pilot hole drill.
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w%u%‘*gﬁﬁ Cutting Conditions

AD-MICRO 4D/10D

¥ - (SRR pEs asd asd ¥
HEl+ Lovvgrsbtoegls.tee\ Carbon Steel Alloy Steel Alloy Steel 2 AHS. . I;a)rdened gl ATV IJZE‘M
. . . . . inless Steel
Work $S400-S10C S$35C-S50C SCM-SCr-SNCM B e BIa @\ (@R suJ2 - SUS440 - Stain
Material ~150HB ~210HB 16 ~ 28HRC 28 ~ 35HRC SUS300/400 %
~ 2 ~ 2 ~ 2
~ 500N/mm? 710N/mm 710 ~ 900N/mm 900 ~ 1,700N/mm 34 ~ 40HRC
,{f}]ﬁ“ﬁg‘ 20~70m/min 20~65m/min 15~55m/min 15~25m/min 15~20m/min 10~20m/min
[ CL i ool B OELRE | XDE BELRE-SEEAl B OEGRE | XDE  BEL RISl B OEGRE | EDE
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 0.01~0.025 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 0.03 ~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 0.05 ~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
wEeR  Clabealiild  FILS=UL FIE=1L e
= ast ron-Ductile Cast Iron o PN ST
. _ZTJDZ?I@ - FC250' FCD450° nﬁﬁ% E1¢H 9:9J|:'§ Heat Resistant Alloy
Precipitation Stainless Steel FCD600 Aluminum Alloy Aluminum Titanium Alloy Inconel 718
SUS630 ~ 600N/mm? AC4C- ADC A5052-A7075
10~15m/min 20~70m/min 20~70m/min 20~70m/min 15~25m/min 5~8m/min
BE EEGE ol S [EEGRE | XDE NELREICAESdel o EEGEREE | XDE NELRECAESCIl BN EEGRE | XDE
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 §
3
1 5,000 0.015~0.05 11,000 0.02~0.05 11,000 0.02 ~0.06 11,000 0.02~0.04 7,500 | 0.015~0.035 2,200 001 ~0.03 =
2
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 fid]
o
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 4
H
2.5 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 g
N
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 8
)
1. AEV R)VOERREED BIFSHEM TTHERA T, 1. Please use a carbide drill in a machine with precise spindle rotation. s
2. COYTHIRHEERE. AAMTEHEZERAT B0 D T, 2. The indicated speeds and feeds are for drilling with water-soluble coolant. P
3 AGAMEYIEIHEES . FRER20BEEDREDHDZECHEHATEL, 3. Water-soluble high density coolant (less than 20 times dilution) is recommended. a
4. YA X BICTELERRUOTRDOOTICHD DR S ICHETEL. 4, Adjust the cutting fluid to consistently reach the tool tip and the hole opening. <
5. RUJLERPIGESICEEH ST, 0.2DC~0.5DCEBRICAT v IINTE 5. Regardless of hole depth, perform step drilling using 0.2DC to 0.5DC as a guideline. o
ToTTFEL. 6. For AD-MICRO 10D DC<1, perform pilot hole machining according to the guideline =
6.AD-MICRO 10D DC<1(. E#I[AD-MICRO 10D D321 T “AD-MICRO 10D Recommended Drilling Method” (see p.25). o
FEISR2THA RIUNTZEIT > T RS L. 7. When mounting the drill, use a collet free of scratches and dirt. Ensure the runout S
(P25 BBRTELY) accuracy is 0.002 mm or less at the cylindrical body or shank end, as shown in the s
7. RUILEEICBEUTR EPBENOEN LY AL, illustrated figure. o
RIEE R EROEICR T« BAEEH Y v/ 28 T0.002mm 8. Fasten the work material to reduce the possibility of work deformation, deflection of a
HTFZERICUTTEL. machined surface, or vibration. <

©

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

8. HIM DIRFFEL oD D EATIEL EF. Tehd IREDETS
FVRERICLTTREL,

9. ERDEFGLETHERTY. REOMIICHITDIIHIZM
F ERZSZITRRICHUTRE FEL,
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t’.]ﬁu%{tl:giﬁi Cutting Conditions

ADO-MICRO 2D/5D

R ERRE B el e T
) Low Carbon Steel oo e Al Al e
SS400 . 51 oc s35C‘ SSOC SCM . Scr . SNCM SCM . Scr . SNCM Austenitic Stainless Steel Special Alloy Steel
~150HB ~210HB 16 ~28HRC 28 ~ 35HRC SIOSENERVSEDES  SUJ2 - SUS440
~ 500N/mm? ~710N/mm1 710 ~ 900N/mm? 900~1,100N/mm’ SUS316 . SUS316L
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 EEAEI Aol S [OFLERE | XDE  BELEEoaEREdl BN OEGRE | XDE  NELREICEEECA) B OERRE | EDE
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 | 12,700 002 ~0.04 9,500 [0.02 ~004 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
» ek FU 51 L% ZIL=E=IL FPILVE=IL PN
%ﬁﬁUH Cast Iron Ductile Cast Iron eﬁﬁ% Eﬁiﬂ 9’-9 yﬁﬁ . =
Maters FC250 FCD450-FCD600 Alurninum Alloy Alurinum Titaniom Allo Ine Rtl;*:g
~ 350N/mm? 400 ~ 600N/mm? AC4C- ADC A5052-A7075 ncone
Rl 40~50~60m/min | 30~40~50m/min | 30~50~70m/min | 20~40~60m/min | 40~50~60m/min | 5~10~15m/min
[CEEEE e o) B EEEE | XDE  NELRE Sl S8 EEGRE | XDE NELRESESl) S EEGRE | XDE
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) P (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
0.7 22,700 [0014~0.028| 18,200 [0.014~0028| 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

[ N B N U

N

. COVIEIREBERE. KEEEHH RO NG ZER T 5850HDTT.
L KBMEUIRBHE . FRER20EEEOREDDDZETEATEL.
. FAIR—IVDEEFEDZRALLT Bicth FFE T ILFZTHEATEW.

(BZ3um~5pm)
J—5VNEHIF3MPall LZ#RLF IH. SERADYIHIRE - BEZICKD
HHENTHTHEVNEEIFFEELTTEL,

. RS (F B DIRNABE F AR DRICIRT « BEEND Y v IR T

0.002mm T ZEZICLTTEL,

0 LFHFHENCKVIREIM OB GEERT v I IITZ

T2TTFEL,

NOIRVDLEEVHIICBVT, SIHIMAIZ ERT 5SS tH]
HEIX—HDHETDHDEHFTTERA TSN Fe tIb<TF
DR - BIRICTER TSV FXDBNNSHDET,

N

w

w

o
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. 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.

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.



PIHIRIEFBER oo comion

ADO-MICRO 12D/20D/30D

i’A’ﬂﬁMld%\':Dltﬁﬂﬁl P a5 a5 T ;7_(;[7;; %35
WA Loh o Coroon e Alo e Aloy ice AT A
S$S400 -S10C S35C-S50C e\ o e 0\ [@\ N SCM-SCr-SNCM Austenitic Stainless Steel Special Alloy Steel
~150HB ~210HB 16 ~28HRC 28 ~ 35HRC SVEETERSVEEDE  SUJ2 - SUS440
~ 500N/mm? ~710N/mm? 710 ~ 900N/mm? 900~1,100N/mm2 SU5316 . SUS316L
Rl 20~40~60m/min | 20~40~60m/min | 20~40~60m/min | 20~30~40m/min | 20~30~70m/min | 25~35~45m/min
[CEEIN L Gi oS0l S EELRE | XDE NELRiIoaiESelel SN EEGEE | XDE NELREISEESedl SN EERERE | EDE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min) (mm/rev)
1 12,700 |0.01 ~003 | 12,700 [001 ~003 | 12,700 |002 ~0.04 9,500 1002 ~0.04 9,500 001 ~003 | 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 ~006
5 gk 5551 VEE% PIWEZUL PIWEZOL A S
?&EUH Cast Iron Ductile Cast Iron ﬁﬁﬁ% E{*H 9’-9)@% B =
FC250 FCD450-FCD600 (S M TIE) Auminu bl e
~ 350N/mm? 400 ~ 600N/mm? AC4C- ADC A5052-A7075
40~50~60m/min 30~40~50m/min 30~50~70m/min 20~40~60m/min | 40~50~60m/min 5~10~15m/min
EEREd el BN EEGEE | XDE  NELEcIoSESCIel SN EEGERE | XDE WELGidoiS el SN OELERE | XDE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
1 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 [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
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focl

. COYIHISRHBRERIE. KA MTIEIHA MO AR Z AT B0 HDTT,

. KBMEVIHERES . BIRER20EEZEOREDEDZETHERATEL.
. AAIVR—IVDEED ZRILT DIt EE T« IV I ZTERTEL, 2.
3

(BZR3pm~5pm)

. U=V NEHIFIMPal LR UF IO, CEADOLIEISE - REEICKD
AT THEVMEEIFABLTTEL,

. BRI ROIRNBE I BRDOERICRT « BESH Y v I T
0.02mm T ZBRICLTTEL,

D KFDFHENICKVIRBIM DB EE BERT vI I Z
ToTTFEL,
ADO-MICRO 12D EIZ, HEHITADO-MICRO 12D/20D/30D #
BINTHEINTROTHA RIUNTIZEIToTRE L,
(P25 TELY)

L RIXVDLEZRTHEICBWVT, UIHEERIZER T D5SIEUIH
SHEIX—ADHETDHDEMTTHER TS, Fie DT
DIE - BR(CTEFRTEV. BRNOBNHBDET,

N

N

w

o

N
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. 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.

IMEDIY—=XICMATENDBLWS AV FYT

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

#BERUILYU—X

Carbide Drill Series

AD- ADO

hyOJRTsE5

Scan for product catalog

il A TN IPETT B8

ATVVAR-FIUEEREERUIL

Carbide Drill Series for Stainless Steel and Titanium Alloy

ADO-SUS

h&yOJRTES

Scan for product catalog

ADO-5US
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https://osg.icata.net/iportal/cv.do?c=170050000&pg=1&v=OSGDCS01&d=OSGD01
https://osg.icata.net/iportal/cv.do?c=170060000&pg=1&v=OSGDCS01&d=OSGD01

D yﬁ‘ﬂ-41“m£hulﬁiﬁ Recommended drilling method for deep-holes

AD-MICRO 10D

DC< 1 lj:j]’( FT\’]HI’E;E:I?% b*?o Pilot hole is recommended for DC < 1.

MAD-MICRO 4D [CTH 1 Rl @OYIRUIIBREISRUILYITILG83 %
Make a pilot hole with the AD-MICRO 4D. BHUWT.FAED ISR (OE5RE XD RE -
AD-MICRO 10DDAH A Ry THEIEISF. ATy IE) CTIHNIZAY—MUL.IIIRTET
AD-MICRO 4D (Stifif140° ) ZH#ELR L E T, BUYEIRETTOTTFEWL
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).
DT 1RO HPMIRHRES BRI ARE AL RULEPRRICHDST

0.2DC~0.5DCZBRICRAT YT IMI%Z{ToC Fell,
*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|

i 0.5XDC~1XDC E - e
Y i
PointR

ADO-MICRO 12D/20D/30D

N

140°

140

(MADO-MICRO 2D [CTHA FAIT @OFFEDEEEEICEIFMTIZRF—H
Make a pilot hole with the ADO-MICRO 2D. Increase the revolution to the designated speed and start drilling.

ADO-MICRO 12D,/20D./30DD H+ R T A T . 7 |
ADO-MICRO 2D (5l fa140°) ZH#ERLE T, %

The ADO-MICRO 2D (140°point le) is th ded

pilot hole drils of the ADO-MICRO 12D 20D~ 30D, | A\t

ADO-MICRO 12D,/20D,/30DDEE(DC)
DC+[+0.01/0] SEOTUNTEE. RIFBETIEDE (f)=0.05~0.1mm/rev.IC FIFTFEL)

7 en drilling through holes, reduce the feed rate to (f) 0.05 to 0.1 mm/rev.
§ - @ITE. FUILERDSEKLESICIZEEEE
2 IS OSSN (n)=300 ~ 500min" «3%D;EE (Vf) =1,000 ~

4///) ixoe~axoe 3,000mm/min BEICFIFTHRVNTFEL
/ 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.
@0OY% RYIVIZEIEERE (n) = 300 ~500min” 7 /]

%Eib‘ iEDIEE (VF) =300 ~500mm/min g I gj;% % "
Insert the long drill at a speed of (n) =300 to 500 min" and a

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

/// oc XA FAERIRMA R TIMITEL
Make sure to use internal coolant supply when drilling.
S
TmmiZEFRIFE THRA

Insert up to about 1 mm.

KSR Z I T D&, A4 RN IHICESDIITZ{ToT RS,

When machining curved sections, counterbore before pilot hole drilling.

EESOINTAIY RZJL FX-ZDS. #iE7 5w ~RUJL ADFICT
EECOINTZ{ToCT RS

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.




F—IRIV—RRIEICEULVLWEDHESZ
*E E lJ-C L‘ i 3- OSG’s Environmental Initiatives

03

Ba—542J

Recoating

BiE-81—FT120

Tool Reconditioning

ERATCERLLFO>EIEZ#HSE
BIATACLRE.BEERILE
WIRIRIBOREZTHNODEBIC
DIENDET,

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

BifE
Regrinding

D 04
RAE

Inspection

BHE-BI1—FT«42J

Tool Reconditioning

o1

PN RS - e
Inspection upon arrival Packaging and
shipment

05

EEVSLII)

Carbide Recycling

BMECELBLLEOLBEIRRIBAR/N\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIILE HLEBOL7AIN ZLZLSCBREMADERAEZ ST LN TE RIEFREICRIBET,

Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal’s carbide recycling program. Cemented carbide materials contain a large amount of rare
metals. Carbide recycling reduces material consumption and contributes to environmental preservation.

BAEN—RX5) {8

BEITETHNIE. ZLDODEMEBEIENEABHOK 1B&HbDEIRE  20kg~ U1 IILEE :
IVREW-RU-U—7T- (B—Xwh E5Zw2. GERIZAARN—RASLICTEE- IRDAH ICTH
FyTEDHRERE FREM YO EDDORER) EREEELL)

As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

Tools that contain a small amount of different
materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

Recycling payment :
by direct bank deposit




shaping your dreams
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& Safe use of cutting tools

« Use safety cover, safety glasses and safety shoes during operation. ) . .
« Do not touch cutting edges with bare hands. Copyright ©2019 OSG Corporation. All rights reserved.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. C BBEONTIE. HCHE - MEEF->TRDETOT. FELLANYOTERES
. (S N o . =] °R

« Stop cutting when the tool becomes dull. .
_— =84 . . : A
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.

+ Do not modify tools. « AEBBANBOHEMGE - ERZEREUETT.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.
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