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Enter the world of ultra-efficient deep-hole 50xD drilling
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Unique R gash geometry enables super low cutting
resistance and exceptional chip control
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New flute specification with smooth chip evacuation and high
tool rigidity qualities ideal for ultra-deep-hole applications

AlEDEL25° kN

Highly rigid 25° helical flute
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Breaks chips into small and manageable pieces with superior chip evacuation capability
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Competitor (Straight Gash)
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Chips are curled tightly with no elongation Chips are loosely curled and are prong to elongation
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Coating

"R ;R ﬁ Low Cutting Force
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R Y493
~ 320 Size ¢
g #HIAT : SCM440(82 ~ 90HRB)
,-E Work Material
160 EIEIEE - 80m/min (8,493min™)
Cutting Speed
EDIEE 1 1,188mm/min (0.14mm/rev)
0 v T Y Feed
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25° helix angle optimal for
ultra-deep-hole drilling

IR 8
Start of processing Breakage
Ex
S
38
=8 d EEE
T8
2 E
0 5 10 15 20 25 30 35 40 45 50
MIR% MIET
Start of processing End of processing
gx
S &
T8
&
T &
a E
0 5 10 15 20 25 30 35 40 45 50
IITRa%E MI#ET
Start of processing End of processing
<8 o~
& VAR | J o D
IR " FaE ] |
@ Unsta‘ble
0 5 10 15 20 25 30 35 40 45 50
Time[S]
#HI# 1 SCM440(82 ~90HRB) X : p6X50D JUFE :300mm
Work Material Size Depth of Hole
4 - Y72
EgiA
OIAS 3-—51vs
Coating

n ung 20° Helix Angle
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Insufficient helix angle causes clogging of
chips and tool breakage

h Unﬁ 25° Helix Angle
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Stable performance

19 Unﬂsoo Helix Angle

AlEDEE < MIARZE

Low rigidity leads to unstable processing
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Coating Structure
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Wear-Resistant Layer
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Constructed with extreme toughness, high wear and heat resistance
characteristics to ensure stable and consistent tool life
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Nano Periodical Layer
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Coating Structure

@< (GPa)

Hardness

ERERIERE (C)

Oxidation Temperature

i1 ka3
Surface
roughness

MHEEFEE
Wear

mﬂidﬁﬁ
Welding
Resistance | Resistance | loughness

(07,¥:3

Interference Color

Cr, SiR>/EHItERE

40 1,100 O (@)

Nano Periodical Layer

O ©) ©) O

(F%) O—0

(Fair)

(&)
(Best)

EgiAsld A — IR I —HABHDEREMETT .

EgiAs is a registered trademark of OSG Corporation.



”HI 5-“_ 9 Cutting Data

. Eﬁﬂ”u IE B E %ﬁi Long tool life even in ultra-deep-hole drilling applications

13‘41 o8 2521 #2 second Step
Size ﬁﬁlﬁIE ‘j) @ @
Tool
Al fthitt&m (50051 ) it > KUY
Work Material SCM440(%47) ADO-50D I:Cmompetitor Gun Drill
TURE 391mm EHEE 62.8m/min 70m/min 60m/min
Depth of Cut Cutting Speed (2,500min"") (2,787min"") (2,389min")
I3 KA MELIH
?gfuﬁﬁu kweate&r.)sjc,?ujb?afu EDIRE 750mm/min 418mm/min 143mm/min
Feed (0.3mm/rev) (0.15mm/rev) (0.06mm/rev)
BRI [ i b
Machine Horizontal Machining Center FE1THE  HARJURE40mm  First Step : pilot hole at depth of 40mm

HI73EM Number of Holes ANTRSRY ADO-50D 2565 hNT#
190 200 (il w2 After drilling 256 holes
ADO-50D 2567 Hotes SHIRTTHE 153047
Still Running 1'4"

fth#t G (50D 51 ) - g 15329%

® I:ICI:Iompetitor gjrrg%age 1'29"/
@| fEAYEUL EEFE - THR 35178

Gun Drill Wear and replacement 317"

. 13 l;“ L\ *ﬁﬁ“ *a. E E w D ( 3‘-‘,& m b‘ ( ﬁ % Effectively breaks chips into small and manageable pieces even in sticky work material

ERTE thtt & (50D 51 - A
Tool ADO-50D f *iucno(mpetitor ) ADO-50D cﬁtje:t?t?:r
S'U'IZ;fz @5 ‘?————*‘-
~ P 5 ":-'Q_H_' =]

' e - - Ea
I Qéﬂ -
Work Material SCM420H L“ .
e 60m/min 50m/min = <, NG, <&
Cutting Speed (3,822min") (3,185min"") - —
XD RE 955mm/min 636mm/min l
Feed (0.25mm/rev) (0.2mm/rev) |'||I||'|||||||| IIIl”l?lHllIH
TURE 250 p
P et Hole mm G ADO-50D 57271 T#

After drilling 572 holes
BIHHE ABE LT EHA -
Coolant Water-Soluble -
fEFEH EEhEE
Machine Multifunction Lathe
ALY ER Number of Holes
1 90 2(|)0 3(|)0 4(|)0 590 690
Wear and replacement
C(fnm'\zjétuil':(lor 3607THoles giz%age
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REVY=VY LCF LS
R thinning OAL
i N ° 0 i i ° 0
cargpe ™= < AN [ simin| SR BDHFEEF 140° £IEDFT  Tolerance of the pointangle is 140°_9
Egils o8 #25 FIT
About25°® B{i:mm Unit:mm
Y—JLNo. B2 R 2E | vvuoR | YvyoR | KW | GE | BEME
EDP No. DC LU LCF OAL DCON LS PL Stock (Yen)
8717300 3 120 129 179 3 49 0.5 B 33,100
8717400 4 160 172 222 4 49 0.7 B 34,000
8717500 5 200 215 265 5 49 0.9 B 35,400
8717600 6 240 258 308 6 49 1.1 B 39,600
8717800 8 320 344 394 8 49 1.5 B 46,800
8718000 10 400 430 490 10 59 1.8 B 56,700
=T« VJICBUOSNRETDEEDHOITH, M LIF2<ESDE A, B=1R#7EEm B=Standard stockitem
Drills may have some discoloration, but it dose not cause any performance problems.
g
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REYVZVY LCF LS
R thinning OAL
| P v SCIADHEEE 140°% E1EDFT  Tolerance of the point angle is 140°_%-
CARBIDE Eai NI o
giks  eg w25  HIT
About25* BfiI:mm Unit:mm
Y—JUNo. B BAMIFS BR 2R YeIIOR | YvIIR SEi £E | REmE
EDP No. DC LU LCF OAL DCON LS PL Stock (Yen)
8718300 3 150 159 209 3 49 0.5 B 36,400
8718400 4 200 212 262 4 49 0.7 B 37,400
8718500 5 250 265 315 5 49 0.9 B 39,000
8718600 6 300 318 368 6 49 1.1 B 43,600
8718800 8 400 424 474 8 49 1.5 B 51,400
J—T1VIJICBUOSNRETHHEENHODFIITH, M LIEFE<LBESLDIFEA. B=1Z#7Em B=Standard stockitem
Drills may have some discoloration, but it dose not cause any performance problems.
. 7'{ j y@gﬁl: —.)L‘t Guide for Icons
*ZE Tool Materials | _7_' 4 ‘Jﬁ Coating EE(D%‘FEE Tolerance for Drill Diameter
o5 — X U VERDFEEE
BEaS L SPRO-F VY o Fub
el Tungs:jn Carbide EgIAS EgiAs Coating :ls RRLEY .
Tolerance for drill diameter
m RAUNA HelixAngle 22UV shink
anw  RULBORUNEZE i Il LA AN Gl el

Helix angle of flute for drills

YATLICHBEHLET

Suitable for the shrink holder system
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t’J ﬁu%ﬁ:giﬁﬁ Cutting Conditions

ADO-40D/50D

o
Wil - ERRA R Ea i
YA Mild Steel - Low Carbon Steel Carbon Steel Alloy Steel > 0
"o $5400 - S10C $35C- S50C SCM-SCr- SNCM (€ 20.3%)
crial i — 0 SCM440
150HB 210HB 16 ~28HRC 28~ 35HRC
o 2 —~ 24 — 2 F=
500N/mm 710N/mm 710 ~ 900N/mm 900 ~ 1,060N/mm?
= 60~90m/min 60~90m/min 50~80m/min 40~70m/min
ElERRE EbE EIER®RE EDE ElEREE XDE ElEREE EDE
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min™) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
3 7,500 0.06~0.12 7,500 0.06~0.12 6,400 0.06~0.12 5,300 0.06 ~ 0.1
4 5,600 0.08~0.16 5,600 0.08~0.16 4,800 0.08~0.16 4,000 0.08 ~ 0.14
5 4,500 01 ~0.2 4,500 0.1 ~0.2 3,800 01 ~0.2 3,200 0.1 ~0.a7
6 3,700 0.12 ~0.24 3,700 0.12 ~0.24 3,200 0.12 ~0.24 2,700 0.12 ~ 0.21
8 2,800 0.16 ~0.28 2,800 0.16 ~0.28 2,400 0.16 ~0.28 2,000 0.16 ~ 0.24
10 2,300 0.2 ~0.35 2,300 0.2 ~0.35 1,900 0.2 ~0.35 1,600 0.2 ~0.3
ik FU 51 L FHEE%k ATV
Cast Iron Ductile Cast Iron Stainless Steel
FC250 FCD450-FCD600 SUS300/400 %
~ 350N/mm? 400 ~ 600N/mm? 480 ~ 800N/mm?
60 ~90m/min 50 ~ 80m/min 40 ~ 60m/min
BE EEmRE EDE ElEREE EDE ElEmRE EDE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
3 7,500 0.06~0.12 6,400 0.06 ~ 0.12 5,300 0.06~ 0.12
4 5,600 0.08~0.16 4,800 0.08~ 0.16 4,000 0.08~ 0.16
5 4,500 01 ~0.2 3,800 01 ~0.2 3,200 01 ~0.2
6 3,700 0.12 ~0.24 3,200 0.12 ~0.24 2,700 0.12 ~ 0.24
8 2,800 0.16 ~0.28 2,400 0.16~ 0.28 2,000 0.16 ~ 0.28
10 2,300 0.2 ~0.35 1,900 02 ~ 035 1,600 02 ~035
1. COYEIREEERE. KAMTEEFI S LOMALEFEHRT 21850HDTT, 1. The indicated speeds and feeds are for drilling with water-soluble coolant or MQL (mist
(MQL INTOHBE. RFVUAMIEREET) drilling in stainless steels is not recommended).
2. KBMIHImEE. FREE20E~ 0BEEDREDEDETHEATEL, 2. Water-soluble high density coolant (20-30 times dilution) is recommended.
3. FKCAH Y ER ZERT 2588 E. TEREZ TRIDMEEZD70%IZEDERE 3. When using non-water-soluble coolant, set the cutting speed between 70-100% of the lowest
HTTEATEL, limit.

S

. Make a pilot hole before using in accordance with the recommended operation.
. Aclogged oil hole can lead to breakage. Make sure that a filter is attached to the oil feeder.
. Peckdrilling of 1D - 2D is strongly recommended.
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4. RN TITE(p.6)] (SR OTHA R IZIToTREL,

B5MNDEEDBIFENS TILORAICHED T T, MEHRKEDT (I FHTEEL
TFEL,

6. SEEMDIZEE. 1D ~ 2DDRT v IMIZfToTTFEL,

o

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

X MIHRBFIBESONOEERZWELCVWES. A4 RIUIITE. AR EBE
RUJLADO-20D/30DICTIILc#. ADO-40D/S0DTIMITEL., 34FD
TETIITSHE. ADO-40D/50D1F. EEREIHIREREID BEVIHIRMET
MINTREIESEHDET,



mﬁhUIﬁsﬁ Operational Guideline
ADO-40D/50D

(DADO-5D. ADO-TRS-5D [CTZif Ryl @OYY RV Z B EEEE () 300~500min” £ 5
Make a pilot hole with the ADO-5D or ADO-TRS-5D. m'gﬁﬁﬁt;ﬁl
ADO-40D,ADO-50D DA RIVIITAIEIF. Insert the long drill into the pilot hole with a low speed reverse
ADO-5D. ADO-TRS-5D (4LifA140°) =R LFE I, revolution of about 300 to 500 min-! (n).

% _bc

The ADO-5D and ADO-TRS-5D (140°point angle) are the recommended 7 /

pilot hole drills of the ADO-40D/50D. /.
ADO-40D,”ADO-50DDEE(DC) 2
DC+0~0.05mm //F'

7
(| ESSSSTT - OFRonmmmNR,
= Increase the revolution to the designated speed and start
5xDC drilling.
7/

ABEEE T ORI #- RyUNTAIIC /

FEESOMIATY RV FX-ZDS. #8iE 75w hRUJL ADFICT

EESOINTIZToTTEL.

Wh ki d face, he FX-ZDS (end mill f > ol -

couﬁ?eﬁ)g:ir:g)gocr)?hz /illil){:v(iar;il::lre ?Ica‘tedlrjilsl‘)atto c%unterbore:r}latn;l:rfa(c)é @”ulﬁs h U’b’&ﬂb\ bﬁ( H%lt-l;

before drilling a pilot hole. ﬂEb\B FU"’E% btﬁ\

) El45:E E (n) Z 300~500min" BEICFIFT
~> | HEUTTEW

After drilling, move the drill away from the bottom of the hole,
then reduce its speed to 300 to 500 min-' (n) while pulling it
out of the hole.
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* MITHRBFIEEPNOEERZRELEVWESE. AR
U T #. MY E 858 RUJLADO-20D/30DIC T T LT
#.ADO-40D/50DTIMITEWV, 3RDIETIIY 255,
ADO-40D/50D(&. #E T DHVHISRHER (p.5) KD HELIHI

3z } \ ab I=FAN
FUTHIDAREFIBEEEHDET, - o« s =
i _ _ XIBTAERAARTIIILTTEN
If it is difficult to process or if the straightness of the hole needed to N -
be improved, use the coolant-through carbide drill ADO-20/30D after Make sure to use internal coolant supply when drilling.

drilling a pilot hole, then process with the ADO-40/50D.

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

##ﬁﬁ‘x%'ﬁg‘jmﬁﬁ Manufacturable Range of Special Sizes #f:mm  Unit:mm

I EIRETFRR S Maximum drilling depth of hole

3 209 T B B I R
~4 262 i 200
~5 315 i 250
~6 428 360
~7 456 i 380
~8 500 i 430
~9 500 i 420
~10 500 Do 420
~11 500 Do 420
~12 500 Do 420
~13 500 Pi g 410
|
~14 500 i 410
I
~15 500 Do 410
~16 500 450 A 400
BASE. BABER. SERORABROBEAETULTVET. eSS AR Manufacturable range

LEREEAADYA X RECEHLI LTS, BE, HEE - KifflCEBVEDETEL,

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

Z:N 1t
T442-8543 BHIRE)||HAESE=T B22&ith TEL(0533)82-1111
E-mail : cs-info@osg.co.jp Web : https://www.osg.co.jp/

International Headquarters
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX : +81-533-82-1136

EREBESRED
T 143-0025 RREAHXmAEFA3-25-4 TEL(03)5709-4501
FHERESRER
T465-0058 EAREEEMNRRXERM1-9 TEL(052)703-6131
FEERESRED

T550-0013 KIRFFAMRMIAXFHEI2-4-2 4055 TEL(06)6538-3880

(TEo&ifMmESERIE - >: 1=5—vavd4LriL

0120-41 5981

[555-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

il & TEL(022) 390-9701 #HE  TEL(052) 703-6131
& WU TEL(024) 991-7485 Iz &  TEL(058) 259-6055
% /™  TEL(025) 286-9503 = TEL (0533) 82-1145
+ B TEL(0268) 28-7381 = E TEL(0594)26-0416
# 8  TEL(0266) 58-0152 £ R TEL(0O76) 268-0830
@l % TEL(0270) 40-5855 R # TEL(077)553-2012
F#=  TEL(028) 651-2720 X Bx TEL(0B) 6747-7041
J\EF  TEL(042) 645-5406 Bl & TEL(078)927-8212

i  TEL(029) 354-7017 @ 1l  TEL(086) 241-0411

R TEL(03) 5709-4501 M E  TEL(087) 868-4003
TEL (046) 230-5030 I & TEL(082)507-1227
@  TEL(054) 283-6651 M TEL(092) 504-1211
¥  TEL(053)461-1121 dEnm  TEL (093) 435-3655
n TEL (0533) 82-1145 & A&  TEL(096) 386-5120
TEL (0566) 77-2366
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« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

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

OSGRERE

Copyright ©2019 OSG Corporation. All rights reserved.

« WBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEB/HAB DTS - ERZFEUF T,
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