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High-performance Coolant-through Carbide Drill

lELVREIM ZRENIL TRS0m

Stable machining across a wide range of materials with long tool life!

BRI F A IVik—ILAZIK “MEGA COOLER”

Innovative coolant hole geometry: “MEGA COOLER”

Fryva

* R GashD4EEZ RABRICEIEHT A1 ILik—ILRZIK

Coolant hole design optimized to enhance R Gash performance

- U—35VhHHEZRKI

Maximizes coolant flow

MEGA COOLERFF — IR Y —#MH A DEREIRTI .
MEGA COOLER is a registered trademark of OSG Corporation.

Frvva

R Gash
(EiER E RN L FEEEERIR

Unique R Gash geometry enables super low cutting resistance and exceptional
chip control

U I _j‘ﬂ ﬁg Wavy Point Form

(BEASAN-RERNVITRF®

Long tool life is possible by low thrust resistance and stable torque

-t {F =MD < TR

Breaks chips into small manageable pieces

4 — I 7 2
REMZRIRTD EgiAS S
EgiAs coating enables long tool life Coating

EVTHEFEN - MEAEICIA. CAMICEBNSKIET.
REMEEHRTEILZRIR

Constructed with extreme toughness, high wear and heat resistance characteristics to ensure stable and
consistent tool life

EgiAslEA —TRY—#HRAARMDEREIZTT . EgiAsis a registered trademark of OSG Corporation.

\ V=SV htHEZERXIE

Maximizes coolant flow

HBWI—-SYRETHI -5V MNHHEDEKX

Increased coolant flow even at low pressure

-HEOFLHMEIRHAI CTEREER - REM M T H ATEE >> B3 p.6 TR

Enables high-efficiency, long tool life machining even with high-viscosity oil-based cutting fluids Refer to p.6 for details

e “t\—\ole Geo'b
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(ml/min)
ADOX 5.1 ek 051 4,000 [

1.7
=]l
Approximately

1.7 times
increase

3,000 -

Similar flow
volume

2,000

1,000

Coolant Flow Volume HIEEE7\!UI—\3

0
= = ftrttam -5V KE
BA—9—5Y NETH1.7(8 OIHE ADOX i
Approximately 1.7 times flow volume at the :me coolant pressure . Ko *“‘J 65% Eljﬁ
CE—MHETHE5% I —S5Y NEEEIE o 5Mpa oo ebolant

Approximately 65% reduction in coolant pressure at the same flow rate .cccceinnnnnnnnnns. pressure
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Unparalleled chip stability and machining efficiency

° QEBHI(: Drgb“‘%tﬂ D <§‘-‘ﬁ2:|* Chip shape that contributes to stable machining

Fryva

R Gash&I—S Y PHHEDIBARDHRICED. BEVLWI—SYNETHRIFLEYIDLTF
BRTEBNIDSFHHEZRIELE T,

The combined effect of the R Gash and enhanced coolant flow ensures excellent chip evacuation and optimal chip shape, even under low coolant pressure.

I9—SVRE ADOX-30D ¢6 ERm 06

Coolant Pressure Conventional

D o

TMpa
ITTTIFPEEEEEEETT LD T T s
HHE  1,440ml/min HHE  660ml/min
Coolant Flow Volume Coolant Flow Volume

#iHI#t 1 S50C

Work Material

B ; . g | BJHBEE D 90m/min
'M m m ﬂ% ”ﬁ-: Cutting Speed
EDE :0.18mm/rev

FETPEPEEEEEERC T (PP TPEFEEREERERTE L] | FeedRate

HHE  2,460ml/min ItHHE  1,080ml/min
Coolant Flow Volume Coolant Flow Volume

4Mpa

RGashld#4 —IRI—HARHDERERECTT .
R Gash is a registered trademark of OSG Corporation.

° buIﬁEz@a&%(: DU ‘51&151 I\ Low thrust contributes to improved machining efficiency
ASAMDERRBERBLITT—INOITEGEZERL. SERMTZAREICLET,

Reduced thrust lowers load on spindle and workpiece, enabling high-efficiency machining

(N)1,500
ERATE ‘ 1925%
L% ADOX-3D ¢5.1 )
1A 1,200 [~ Approximately !
Work Material SUS304 Z 25% reduction @50)
THIZE & | 70m/min (4,370min") 2 90 ASZ T
T b w140
R KB LA N g 600 [ EDEE
Coolant (FIREZE2015 - AEREIH) £ _ _
Water-soluble (5%-Internal) = Approximately 1.4 times
= 00 e
-5V NE
Coola?( Pressure 5MPa
o oy
B—EDERETHI25%AS X MEKR ADOX it &2 INIEE
Approximately 25% reduction in thrust at the same feed rate Genipeiizer *"‘J400/° r]J:
‘FEEDASZ NCTIITRERI40% @ L #ozs 765mm/min Approximately 40% = 1,090mmimin
Approximately 40% improvement in machining efficiency at the Feed (0.175mm/rev) (0.25mm/rev)

machining efficiency.
samethrust T T e

Compatibi/,-@

T REHZAIHEICT DIREI X ITEES

Supports tool consolidation with broad material compatibility

rEFE#H. S, A7V VRS ERLWREIR IS,

SHEIE p.A~p. 6
Compatible with a wide range of work materials, including carbon steel, alloy steel, stainless steel, and more. >> MIF—588

See machining data on

WM B TEERZ 3 &< TEERDTEE,

Eliminates the need for separate tools per material.

posid 2]



7]"15:_ 9 Cutting Data
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M , I—5Y NNV TREDIERICKDHEHEBENEZHIR ‘

Reduced coolant pump pressure leads to lower power consumption

R ADOXDIAH A1 1L K—IL R “MEGA COOLER” [&. L\ I—5 NETH
SOMHHEERELET.

ADOX's innovative "MEGA COOLER" coolant hole geometry delivers high coolant output even at low pressure.

BYHINITICBIIDHEBENEDARE IS MHEZDZED—FI
Example of power consumption breakdown in cutting operations and coolant system impact
BEI—SVRRYTE UEIICEDZEME—FELRUTCHLDEHZHELTSD
2ERDOHEEENEZHIRTDICE. BEI—SV MRV THY ﬁ%?é%ﬁs@ﬁﬁib\igtm

High-pressure coolant pumps consume more energy than the spindle motors used in cutting operations. Therefore, reducing the energy consumption of high-pressure
coolant pumps is essential for lowering overall power usage.

Zoi IO THHAY —S VN D& TEADI—S VDG
Others Chip Evacuation\CooIant Path Spindle Axial Coolant Supply to Tool
5 /
ey 7% N / BEI—SUNRYT

High-pressure Coolant Pump

EDEA AR
Feed Axis Guide

7%
S 40%

Hydraulic — _ Filtration System
mREI—3Vk

/_
/7 EERE

(PIBRG:H ) Cﬂ—ljjhﬂf{ﬂ{iﬂi)
40% oolant Pump (low pressure)
EE?HI High-pressure Coolant
(for internal
Main Spindle coolant supply)

26%

BEEI—SVH
(HIO<FRLA)

2R

Secondary

// Prlmary \ 'U’J\J

26%
Low-pressure Coolant
(for chip flushing)

R

- . \
I—SVMNIOEESZFHHE TEHM OIS g_jjy\gjg EERGEE (WEFES)
Coolant Power Consumption Details Machine Tool Structure Coolant Tank Temperature Control Unit (if required)
WHEl 7L a8t ([ERARW srcyzZvIers FE5 17 BT40
Work Material : AIumlnum Alloy  Machine : Horizontal Machining Center Main Spindle
EE5RE : 12,000min BEI—-SVNE (REMEHA) 1 2Mpa  EEI—SVME (H1D<FHUA) : 0.3Mpa
Speed High-pressure Coolant Pressure (for internal coolant supply)  Low-pressure Coolant Pressure (for chip flushing)

HE Y2V ORy b21IMQL- €2 RSAIITICSIT 2B - BEREE(LMERIC DU T] 2006/12 (RN EEBEY) ZIMT U TIER
Source: Adapted from Juntsu Net 21, "Measures for Reducing Waste Oil and Liquid in MQL and Semi-Dry Machining," December 2006 (Lubrication Communications Co., Ltd.)

ADOXI[E. BEI—=SVBNRITD \ BLI—5Y NETHIERREFEED
HEBNEZHIRULET, -5 hERH

Delivers same coolant output as conventional products, even at low coolant
ADOX reduces power consumption of high-pressure coolant pumps. pressure

7 7 J I\’_a)JEL\ (k J: %) Iﬁl_g 7 |‘7F J 7®lﬁ§%ﬁsotbﬁ Comparison of power consumption of high-pressure coolant pumps at different coolant pressures

a ERE 05.1 . —_
GIPTeRERD ] CONVZI:NONN 157N TRFDEEEIZ rower consumption when drilling 15 holes
' 56%73Y I s6% Reducti
= b Reduction
LR ADOX-3D
e N
Conventional :
-5V KNE
Coolant Pressure 1.75 Mpa 5 Mpa L | | | | | | | |
0 5 10 15 20 25 30 35 40 45
gggﬁlngmjmg 1,994 ml/min 2,111.2 ml/min HEES Power Consumption Wh
#HI#E - SUS304 EIEIEE : 70m/min (4,370min™) EDIRE : 765mm/min (0.175mm/rev)
Work Material Cutting Speed Feed
JURE 115mm (IED)  tDEEMAD KR IEIEIHE (FREFR200S - ABRRM) R  #iiv=Y It (HSK-A63)
Depth of Hole Blind Coolant : Water-soluble(5%-Internal) Machine : Horizontal Machining Center

¥ FRRICRIRBRE—HFITHD U1 TPMITREBICKDELDF T, The above is an example; result may vary depending on tool size and actual machining environment.

8



BEVWS -5 FNETTRFIHENFS NERFW

Long tool life achieved through sufficient coolant output at low pressure

™D e
=] =~ = | 8
ECEIEI“ ADOX-5D ¢2.7 4 (zpja)l\E u}/ﬁn% 7JI]I7"'\§51 Number of Holes ill:i%
Coolant Flow =
I SUS304 Coolant Pressure | /o1 me 0 2000 4,000 6000 8000 10,000 =5
Work Material
o w Ly
oHEE 80m/min (9,435min) ILIOEDY 1.5 | 0.4 10,0007 notes BAEETEE
EDEE ;
= 755mm/min (OZEZ:WW) cgﬁﬁﬁnd 15 0.13 3,5007% Holes (’:);\'i{]jp'ing
TURS 13.5mm
Depthﬁ)f Hole Blind
HRElHA] KB ETIRIME] (FIREEZE 200 - AIEREIH)
Coolant Water-soluble(5%-Internal)
FEFARE WYy =5t % (BT40)
Machine Horizontal Machining Center
IR 3,5005% 10,0007%
Number of Holes Holes Holes

ADOX-5D

ek

Conventional

BI—-52 FORHEDBXICKD RF0

Increased coolant output contributes to extended tool life

EAIE -5 e
= ADOX-5D ¢2.7 g (zpja)Hf %/ﬁ,? m]IT\%l Number of Holes
" Coolant P Coolant Flow
e SCM440(82 ~90HRS) | o™ [0 o 2g0 a0 aeoo
HIEEE ; in- - T RIF
Cutting Speed 80m/min (9,435min") GRENE) 4 0.7 4,00077 Hotes Chipping
XDEE 755mm/min (0.08mm/rev)
Feed S JeREm | 4 | 023 2,0007% roies 227
TGRS .5mm
Deptr;f Hole Blind
HREHA] KBTI EIME (FIREZE 2065 - AIBRHEIH)
Coolant Water-soluble(5%-Internal)
e Wy = Jtr5 (BT40)
Machine Horizontal Machining Center
INTIER 2,0007% 4,0007%
Number of Holes Holes Holes

ADOX-5D

fEFRm

Conventional




”HI 5-“_ 9 Cutting Data

WY 27> o0L%H (800 ~1,200N/mm?) DIl T TR#EGR

Long tool life in manganese-chromium steel machining (800-1,200 N/mm?)

ERTIE fth4t
Tool ADOX-25D ¢4.9 Compet??or ﬂﬂI/’?iﬂ Number of Holes
HRHIAA SMnC1g4#2 (800 ~1,200N/mm?) 0 500 1,000 1,500
Work Material SMnC Equivalent Material
tAERE ; in- " "
Cutting Speed 93m/min(6,000min-") ADOX-25D 1,4007Q Holes ﬂﬁﬁ;ﬂfmﬁ
?DEE 1,250mm/min (0.21mm/rev)
eed
TURE 90mm (G&b)
Depth of Hole Through
=59 M o thit ROIITINEL700 ~1,3307%
a —— - =L
Coolant Pressure ADOXIEE/ZEDICKD/RERINTTRELCREMZERE
lg_]glj;mglj 7J</§'|§EWH'J/E§'J (wgﬁ{ﬁg;m) Competitor tool: 700-1,330 holes
Coolant Water-soluble (Internal) ADOX achieves stable, long tool life with high feed rates
2Rt (- 3 A b
Machine Horizontal Machining Center
1,4007?7]”1& After drilling 1,400 holes
ADOX-25D
JTErS = ab s o o

30D DFENIMIbEEERTRER

High efficiency and long tool life in 30D deep hole drilling

=] =]

E(flﬁI’: ADOX-30D o5 Cofrg:‘ggt??or I“]I/Tﬁ Number of Holes
A 0 100 200 300 400 500 600
Work Material s50c ‘ : : : : : :

3 . . J—FEH
gﬁlijfgjeed 90m/min(5,730min"") ADOX-30D 5887 Holes Corner weEaFr
EDIERE 1,146mm/min 573mm/min 3t - o .

VVZVIERRIT - I—FEFE

Feed (0.2mm/rev) (0'1 mm/rev) Competitor 1 687-|\ Licles Thinning chippiﬁg and corner wear -
TURE 150mm (LED)
Depth of Hole Blind
-5V KE
Coolant Pressure 5MPa
SRR AKBELIEHE (RS20 - NERHEIH)
Coolant Water-soluble (5% Internal)
Rt WY =Y It % (BT40)
Machine Horizontal Machining Center

ADOX-30D 5887l L&

After drilling 588 holes

fthttqm 1687 UL

Competitor Afterdrilling 168 holes




WA DOF/LVVHEHHA CTHREERE - REm

High-efficiency and long tool life with high-viscosity oil-based cutting fluid

° %m Z j_- y I./Z ﬁﬁ 7]” I Machining electromagnetic stainless steel

ERIE fth4tm

Tool ADOX-5D ¢3.3 Compet?:lor
Al BTV UM

Work Material Electromagnetic Stainless Steel

NIz A7y TII @mmzFy7) | A7V TIT (05mm2F v 7)
Machining Step Drilling (2mm Step) Step Drilling (0.5mm Step)
BIHLERE ; -

Cutting Speed 51.8m/min(5,000min")

EDERE 330mm/min 250mm/min
Feed (0.066mm/rev) (0.05mm/rev)
TURE 10.5mm (IED)

Depth of Hole Blind

HEEA] SEMELT A (PISREE:H)

Coolant Oil-based Coolant (Internal)

fE Rt CNCEEfEEE

Machine CNC Sliding Head Lathe

14,0007?7]“1?& After drilling 14,000 holes

7J|]I7"'\§51 Number of Holes

1 5,?00

? 5,0‘00 10,900
ADOX-5D 14,0007 voies J— TR
fthat - -
Compefilt%r 10,0007 Hotes grnezg*i

P
ih
=
=

ADOX-5D

* Eﬁ? 7 D .L\Em &m ﬁﬁ*z,]u I Machining high-carbon chromium bearing steel

ERATR

Tool ADOX-15D ¢3
Al

Work Material suJ2

HIEERE ; .
Cutting Speed 18.8m/min(2,000min™")
EDIRE .

ke 100mm/min (0.05mm/rev)
TURE 42.2mm (i&D)

Depth of Hole Through
HElRE AOKB VI ERE (PIBRHEH)
Coolant Non-water-soluble (Internal)
et SEHEREIFELR

Machine 8-axis Automatic Lathe

4,3007{7]“1% After drilling 4,300 holes

7.“]171\551 Number of Holes

ADOX-15D

? 1,0‘00 2,0‘00 3,900 4,0‘00 5,900
T T oTaE
4'300/\ oS still Running

ftbttem

Competitor

200/'-? Holes ;ﬁ;ﬁ

Breakage

ADOX-15D

©
=
©
(a)
(=)]
=
=
=
S
()




ElE ﬁlé 5E IHQFJ E ﬂﬁi F U } l/ High-performance Coolant-through Carbide Drill

ADOX-3D

=
(@]
O
a
— - P s ——
RV ZVT
R thinning LS
I

OAL

N
- R A oED
Egils 8 30 T P12

CARBIDE

BfiI:mm  Unit:mm

Y—JUNo. |EE-YvVIR BR | 2R |8 vrUok Stim| FEEE | SRR PA VL (M =CEAVPL BllER B R | =R VI8 Vr/IR Soim TEEE | iREHE
EDPNo. | DC-DCON LCF | OAL |DCON| LS | PL |Stock| (Yen) LINCRN I olwelNll (U | LCF | OAL [DCON| LS | PL [Stock| (Yen)
8733200 2 -3 61266 | 3 |51.1/04| |@ 12,900 8733375 | 3.75 12 23|74 | 4 [495|0.7| |@ 14,600
8733230 | 23 -3 711466 | 3 [49.7|04| |@|12,900 8733390 | 3.9 1224 |74 | 4 488(0.7| |@|14,600
8733250| 25 -3 8[15|66 | 3 [49.1/0.5| |@ 12,900 8733420 | 4.2 1312680 | 6 [49.6/0.8| @ 15,700
8733260 26 -3 | 8| 16|66 | 3 |483/05 |@| 12900 8733430 | 4.3 13/26| 80| 6 [49.8/0.8| |@|15,700
8733276| 2.76-3 | 8|17 |66 | 3 |47.6(0.5| |@]12,900 8733450 | 45 1412780 | 6 [49.2(0.8| |@|15,700
8733278 | 278-3 | 8|17 |66 | 3 |47.6/0.5 |@|12900 8733460 | 4.6 14128| 80| 6 (484/0.8| @] 16,800
8733280 28 -3 | 9|17 |66 | 3 |476(0.5| |@]12,900 8733462 | 4.62 14 28| 80 | 6 (484/0.8| @] 16,800
8733290 29 -3 | 9|18 |66 | 3 |468/0.5 |@| 12900 8733464 | 4.64 1428|800 | 6 (485/0.8| |@]16,800
8733300/ 3 -3 | 9|18 |66 | 3 |47 |0.5/B|@]12,900 8733490 | 4.9 15 (30| 80 | 6 [46.9/0.9/B|@| 16,800
8733320 | 3.2 1020 | 74| 4 |51.5/0.6| |@]13,700 8733500 | 5 15125| 80| 6 |52.1/09| |@]16,800
8733330| 3.3 1020 |74 | 4 |51.7|0.6| |@]13,700 8733510 | 5.1 16 [ 26 | 82 | 6 |53.3/0.9| |@]17,700
8733340 | 34 112174 4 |[509(0.6/ @] 13,700 8733520 | 5.2 16 | 26| 82 | 6 |53.5/09 |@]17,700
8733350 | 3.5 1112174 4 |51.1/06| |@]13,700 8733525 | 5.25 16 |27 | 82 | 6 5261 @® 17,700
8733360 | 3.6 11122 |74 | 4 |[503(0.7| |@]14,600 8733552 | 5.52 16 | 28| 82| 6 |52.1]|1 @ 18,700
8733366 | 3.66 1112274 | 4 |504/0.7| |@|14,600 8733554 | 5.54 16 |28 |82 | 6 [52.1|1 @ 18,700
8733368 | 3.68 11123 |74 | 4 494|107 |@]14,600 8733560 | 5.6 17 1 28| 82| 6 |523]1 @ 18,700
8733370 | 3.7 1212374 | 4 |494/0.7| |@|14,600 8733600 | 6 1813082 | 6 |51 (1.1 |@]18,700
* PA VDA p.8ZTE T T, @ =1Z#7EEmMR @=Standard stock item

c I—TAVJICBUSDRETDIEENDDOEIH, M LE2<BEHDFE A,
- See p.8 for explanation of icons.
- Drills may have some discoloration, but it does not cause any performance problems.



ADOX-5D
— s

140°

REV>VZVD

R thinning LS

ADOX-3D

N
$ v oo g

EgiAs h8 30° AT P12

CARBIDE

B :mm  Unit:mm

PA I\ = EA VL BlER | B R | =R (VrVJR YUk Soim TR | (REERAS BA 17\ R =CEA VL BlliRR | B R | =R (VU8 YUk Soim| TR | RERS
EDP No. DIeRV@NI U | LCF | OAL IDCON| LS | PL |Stock| (Yen) oA\ vleRvleN Il U | LCF | OAL [DCON| LS | PL |Stock| (Yen)
8734200 2 -3 |10 |18 | 70| 3 |49.1|04| |@ 17,900 8734410 | 4.1 21|37 | 95| 6 |53.5/0.7| |@]19,200
8734230 23-3 [12|21| 70| 3 |46.7(04 |@|17,900 8734420 | 4.2 21 38| 95| 6 (52.6/0.8| |@ 19,200
8734250 25-3 |13|23| 70| 3 |45.1|05| |@|17,900 8734430 | 43 22 139| 95| 6 |51.8/0.8| |@| 19,200
8734260 26-3 |13 |24 | 78| 3 |523(0.5 |@|17,900 8734450 | 4.5 23 |41 | 95| 6 |50.2/0.8| |@ 19,200
8734270 2.7-3 |14 |25| 78| 3 |51.4|05 |@|17,900 8734460 | 4.6 23 |42 | 95| 6 |49.4/0.8| @ 19,700
8734280 28-3 |14 |26 | 78| 3 |50.6(0.5 |@| 17,900 8734480 | 4.8 24 |44 | 95| 6 |47.8/09| |@ 19,700
8734290 29-3 |15|27| 78| 3 |49.8|0.5| |@|17,900 8734490 | 4.9 25 45| 95| 6 |46.9/09| |@ 19,700
8734300 3 -3 15|27 78| 3 |50 |05 8 @ 17,900 8734500 | 5 25 45| 95| 6 |47.1/0.9/B|@| 19,700
8734320 | 3.2 16 |29 | 86| 4 |545(0.6| |@]18,700 8734510 | 5.1 26 |41 |100| 6 |56.3/0.9| |@|20,900
8734330 | 3.3 17 |30 | 86| 4 |53.7/0.6| |@|18,700 8734520 | 5.2 26 |42 |100| 6 |55.5/0.9| |@ 20,900
8734340 | 34 17 131 | 86| 4 |529(0.6| |@]18,700 8734530 | 5.3 27 |43 |100| 6 |54.7|1 @ 20,900
8734350 | 3.5 18 32| 86| 4 |52.1/0.6| |@]18,700 8734550 | 5.5 28 | 44 |100| 6 |54.1|1 @ 20,900
8734360 | 3.6 18 33| 86| 4 |51.3/0.7| |@]18,800 8734560 | 5.6 28 | 45 |100| 6 |53.3|1 @ 21,900
8734380 | 3.8 19 | 35| 86| 4 |49.6(0.7| |@|18,800 8734580 | 5.8 29 |47 |100| 6 |51.6|1.1| |@ 21,900
8734390 | 3.9 20 |36 | 86| 4 |48.8/0.7| |@]18,800 8734600 | 6 30 |48 100 6 (51 |1.1| |@|21,900
8734400 | 4 20 (36| 8 4 49 |0.7| |@] 18,800 @ =1R%7EEm @=Standard stock item

=TV JICBOSHRETDIHEANHDITH, M LEE<MESDFEA.
- Drills may have some discoloration, but it does not cause any performance problems.

. 7’( j y@E%ﬁl:DL‘t Guide for Icons

n *ZE Tool Materials iﬁMfE Surface Treatment IEEUJE‘F%‘}?E Tolerance for Drill Diameter
55 — . RUIERDHFEEE
BEas W (—yPRA—F A @ =
CARHIDE Tungsten Carbide EgiAs EgiAs Coating T\ls RRLET -
Tolerance for drill diameter
n v shank RUNA HelixAngle
— 2aUYIT 1y EERED) RUILBORUNAEZ
= suunx [T ™ suming AN -
- e ] o YATLCEBEHLET 30 ERLET
Suitable for the shrink holder system Helix angle of flute for drills

E tﬂﬁu%ﬁ Cutting Conditions

spEED HIHISRGEERBEN—T%&
FEED  RUEY

Indicates page number for cutting conditions




ElE ﬁlé 5E IHQFJ E ﬂﬁi F U } l/ High-performance Coolant-through Carbide Drill

ADOX-8D

z
S
()
(=)
———— 8 < == — —
\ 0
REV Y=o LCF LS
R thinning
OAL
| R AN R | SR
. Sl 3 FEED
ORBE e Se 0 pr
BfiI :mm  Unit:mm
PN\ -CEIVVLR EER BR | 2R (VIR V1R St TEEE | (RE(HE DA N\ EIVVEY EER | iBR | 2R VIR V1R Soim TEEE | {RE(HE
EDP No. DC-DCON LU LCF | OAL |[DCON| LS PL | Stock (Yen) EDP No. DC-DCON LU LCF | OAL |DCON| LS PL | Stock (Yen)
8735200 2 -3 16 | 22 75| 3 |50.1/04 @ 21,700 8735340 34 28 | 37 95| 4 |559|0.6 @ 22,200
8735210 21-3 17 | 24 75| 3 |483|04 @® 21,700 8735380 3.8 31| 42 95| 4 |51.6|0.7 @ 22,200
8735220 22-3 18 | 25 75| 3 |475]04 @ 21,700 8735500 5 40 | 55 [105 | 6 |47.1|09 B @ 23,500
8735230 2.3 =3 19 | 26 75| 3 |46.7|04 |B|@| 21,700 8735540 54 44 | 59 |115| 6 [53.9]1 @ 24,100
8735280 28 -3 23 | 31 80| 3 |47.6|0.5 @ 21,700 8735550 5.5 44 | 61 (115 | 6 |52.1]1 @ 24,100
8735300 3 -3 24 | 33 80| 3 |46 |05 ® 21,700 8735600 6 48 | 66 [115| 6 |48 |[1.1 @ 24,600
8735330 33 27 | 36 95| 4 |56.7|0.6 @ 22,200 @ =iZ#EES @ =Standard stock item

+ A IVDFHAIEp.8ZETE T,
=T VJCBESHRETDIFEHHOFID M LE2LHESDEEA.

ADOX-10D

- See p.8 for explanation of icons.
- Drills may have some discoloration, but it does not cause any performance
problems.

DCON

RS- 8 ﬁg;\ 5
REEY Y=Y LCF LS
R thinning |
OAL
CARBIDE S— =|= “.‘ s SFPEEEEI? FIREOHFEEG 140°3 £HDET  Tolerance of the pointangle is 140°%-
Egiks o8 3°  FT | p13
B{1:mm Unit:mm
B\ =GR VLY iiER B R | =R VU8 VrVIR Pl TERE | (R N =GRV LY BlliER B R | 2R (VU8 VrUIR Soim| TERE | (R
EDP No. DC-DCON LU | LCF | OAL |[DCON| LS PL | Stock (Yen) EDP No. DC - DCON LU | LCF | OAL |DCON| LS PL | Stock (Yen)
8736240 24 -3 24 33| 75| 3 |40 |04| |@| 26300 8736380 3.8 38|50 (100 | 4 |48 |0.7| |@| 26,800
8736250 25-3 25 33| 75| 3 |40 |05 @| 26,300 8736400 4 40 | 50 |[100 | 4 |50 |[0.7 @®| 26,800
8736260 26-3 26 |40 | 90| 3 |40 |05 @®| 26,300 8736420 | 4.2 42 | 55 |115 | 6 |483 (08| |@| 27,300
8736280 28 -3 28 |40 | 90| 3 |40 |05 @®| 26,300 8736430 43 43 | 60 115 | 6 | 484 (08 @®| 27,300
8736290 29-3 29 |40 | 90| 3 |40 |05 @®| 26,300 8736440 | 44 44 | 60 | 115 | 6 |484 (08| |@| 27,300
8736300 3 -3 30 |40 | 90| 3 |50 |0.5|B|@| 26,300 8736470 4.7 47 | 65 |115| 6 |46.7 |09 |B|@| 27,500
8736310 3.1 31 145|100 | 4 |50 |06| |@| 26300 8736480 | 4.8 48 | 65 |115| 6 |46.7 |09| |@| 27,500
8736320 3.2 32 | 45 |100| 4 |50 |06| |@ 26300 8736500 5 50 | 65 [115| 6 |46.9 |09 @®| 27,500
8736330 33 33 145|100 | 4 |50 |0.6| |@| 26,300 8736530 53 53|70 128 | 6 |50 |1 @ 30,000
8736340 34 34 |50 |100 | 4 |48 (06| |@| 26,300 8736560 5.6 56 | 78 |128 | 6 |48 |1 @ 31,600
8736370 3.7 37 |50 |100 | 4 |48 |0.7 @ 26,800 8736600 6 60 | 78 128 | 6 |50 |1.1 @®| 31,600
@ =1F4EEER @=Standard stock item

+ 7AIVDBRIEp.8ZETE R EL,
c =T VIICBOONRETDIHEENDOETH, M LE2LAEHDTEA.
< X400y hRUJILICELTIE. p 14DHENTHEZSE TSV,

- See p.8 for explanation of icons.

- Drills may have some discoloration, but it does not cause any performance
problems.

- About the recommended speed and feed rate for pilot drill, please refer p.14.



ADOX-15D :
A :

e > > . R ﬁﬂ;\ 8 BEES ——— =

REEV V=D LS
R thinning OAL '
CARBIDE _— =|= AN s [T FIRADHFREIF 140" £1EDFET  Tolerance of the point angle is 140°_9-
Egiks o8 30 AT | p13

B{i7:mm  Unit:mm
PN\ [ -CEEVIVER FER B R | £R (VIR Y1k |Ttin| EEE | (RS Y—JUNo. APV ﬁ?ﬁﬁ BR | 2R VIR VrIIR Soin| TEEE | RERME

EDP No. D‘ CON LU | LCF | OAL |DCON| LS PL | Stock (Yen) EDP No. D( DCON LCF | OAL [DCON| LS PL | Stock (Yen)
8737230 23-3 35| 42 90| 3 |457 |04 @ 31,600 8737360 3.6 54 | 65|125| 4 |58 |0.7 @ 32,100
8737240 24 -3 36 | 44| 90| 3 |439|04 @®| 31,600 8737400 4 60 | 75|125| 4 |50 |0.7 @®| 32,1700
8737250 25-3 38 | 45| 96| 3 |49.1 |05 @ 31,600 8737420 4.2 63 | 75/140 | 6 |45 |08 @ 33,100
8737260 26 -3 39 | 47| 9% | 3 47305 @ 31,600 8737430 43 65 | 85140 | 6 |45 0.8 @ 33,100
8737270 27 -3 41 49| 96| 3 |454 |05 @ 31,600 8737470 4.7 71 85140 | 6 |45 0.9 @ 33,400
8737280 28 -3 42 | 51| 96 | 3 [43.6 |05 B @®| 31,600 8737480 4.8 72| 90140 | 6 |45 |09 B @| 33,400
8737290 29 -3 44 | 53| 96| 3 |41.8 |05 @® 31,600 8737490 4.9 74 | 90140 | 6 |45 |09 @ 33,400
8737300 3 =3 45 | 55/105| 3 |50 |0.S5 @® 31,600 8737510 5.1 77 | 95/160 | 6 |63 |09 @®| 35,600
8737310 3.1 47 | 60125 | 4 |63 0.6 @ 31,600 8737520 5.2 78 | 95|160 | 6 |63 0.9 @ 35,600
8737320 3.2 48 | 60125 | 4 |63 |06 @®| 31,600 8737550 5.5 83 |110|160 | 6 |48 1 @®| 35,600
8737330 33 50| 60125 | 4 |63 |06 ® 31,600 8737580 5.8 87 |110|160 | 6 |48 1.1 @ 37,700
8737350 3.5 53| 65/125 | 4 |58 |06 @® 31,600 8737600 6 90 110|160 | 6 |50 1.1 @ 37,700
@ =1Z#7EER @=Standard stock item

ADOX-20D

m,__ e e S — R ———

&
N

DCON

RIEY Y=V LCF LS
R thinning OAL
CARBIDE “ppr ‘lh B> o FERADHFEERR 140°8 £EDFT  Tolerance of the pointangle is 140°%:
Egils ' eg | 30 | AT | pi3

B :mm  Unit:mm

Y—JUNo. |EB-Y+VI8 ﬁ?ﬂﬁﬁ BR| 2R VIR VvIR St T | RERMS Y—IUNo. |BE-JvUI8 E?ﬂfﬁﬁ BR | 2R |VroB vrUok Soiim| FEEE | (REME
EDP No. DC-DCON LCF | OAL |DCON| LS PL | Stock [ (Yen) EDP No. DC-DCON LCF | OAL |DCON| LS PL | Stock (Yen)

8738230 23-3 46| 53100 | 3 | 447 /|04 @®| 35,900 8738340 34 68| 85140 | 4 |53 |06 @®| 35,900
8738240 24 -3 48 | 56100 | 3 | 419 |04 @® 35,900 8738350 35 70| 8|140 | 4 |53 |06 @| 35,900
8738250 25-3 50| 58109 | 3 |49.1]|05 @ 35,900 8738400 4 80| 90140 | 4 |50 |07 @® 37,500
8738260 26 -3 52| 60109 | 3 |473|05 @® 35,900 8738420 4.2 841100165 | 6 |45 |08 @ 38,000
8738270 27 -3 54| 63109 | 3 |444|05 @®| 35,900 8738450 45 90 110|165 | 6 |45 |08 @ | 38,000
8738280 28-3 56| 65109 | 3 |426|05|B|@| 35900 8738480 4.8 96 |115|165 | 6 |45 |09|B|@| 39,100
8738290 29-3 58| 67109 | 3 |408/|05 @®| 35,900 8738500 5 100 |[115 [165 | 6 |45 |0.9 @® 39,100
8738300 3 -3 60| 70120 | 3 |48 |05 @ 35,900 8738510 5.1 102|120 |190 | 6 |68 |0.9 @ 40,900
8738310 3.1 62| 80|140 | 4 |58 |06 @ 35,900 8738560 5.6 112 {140 |190 | 6 |48 |1 @ 43,600
8738320 3.2 64| 80140 | 4 |58 |0.6 @®| 35,900 8738570 5.7 1141140 {190 | 6 |48 |1 @| 43,600
8738330 33 66| 80140 | 4 |58 |0.6 @®| 35,900 8738600 6 120 (140 {190 | 6 |50 |1.1 @®| 43,600

 PAIVDHBGp SETEFE,
CO—FA VI CEOONRET HEAHBOETH. ke Lid 2 BB FE L .
- Oy FRUJLICEUTIE. p14DHEM T A= S@ T,

- See p.8 for explanation of icons.
- Drills may have some discoloration, but it does not cause any performance

problems.

@ =1Z#EEm @=Standard stock item

+ About the recommended speed and feed rate for pilot drill, please refer p.14.

O>ZJRUJLADOX-10D~30DD A4 RIVARUILEL T, ADOX-3D/5D (p.7~p.8) FcldADO-3D/5DBH CERAVEIEITE T

The ADOX-3D/5D (p. 7-8) or ADO-3D/5D can also be used as pilot drills for the ADOX-10D to 30D long drills.

+ADOX-3D 2.3 ~¢6

-

*ADOX-5D 2.3 ~¢6

&

ADOD
hyndRTss
Scan for
the ADO catalog

Ol

S

ADOX-20D ADOX-15D ADOX-10D ADOX-8D


https://bit.ly/47ZyEnu

%—lﬁ ﬁlé 5E IHQF." E ﬂﬁi F U } l/ High-performance Coolant-through Carbide Drill

ADOX-25D

=z

PL S

a

R e e e e e e e e e T p— - =
W J
RIS V=2 LF L
R thinning OAL
r— |= AnN I s SIRADFEEF 140°% £7FDFET  Tolerance of the pointangleis 140°_$

o FEED
EgiAS e8 30 FIT P13

CARBIDE

i :mm  Unit:mm

Y—JUNo. APV EER | BR | 2R (VIR YrVIR |Foin| TEEE | AR PN\ [-CEIVPEY EER B R | &R |VrVI8 YvUIR |Foim TEEE | (RE(HE
EDP No. D& DCON LU | LCF | OAL |DCON| LS PL | Stock (Yen) EDP No. DC - DCON LU | LCF | OAL |[DCON| LS PL | Stock (Yen)

8739230 | 23-3 | 58| 65110 | 3 |427 |04 |@| 38,000 8739290 | 29-3 | 73| 82/122| 3 |388|05| |@| 38,000
8739240 | 24-3 | 60| 68110 3 |399 |04 |@| 38000 8739300 | 3 -3 | 75| 85135 | 3 |48 |05| |@| 38,000
8739250 | 25-3 | 63| 70122 | 3 |501 05 |@| 38000 8739340 | 34 85/105/165 | 4 |58 |0.6|B @] 38,000
8739260 | 26-3 | 65| 73|122| 3 |473 05| |@| 38,000 8739500 | 5 125/140[190 | 6 |45 [09| @ 40,900
8739270 | 27-3 | 68| 76|122| 3 |444 05| |@| 38,000 8739600 | 6 150170(220 | 6 |48 [1.1| @] 46,500
8739280 | 28-3 | 70| 79/122| 3 |416|05| |@| 38,000 @ == ES @=Standard stock item

ADOX-30D

By o

DCON

P e e e e T e e W ‘?¢ 2 BEEs S = —-—-
L |
LCF Ls
REv =y {
R thinning OAL
fro— N SPEED SEIREDFEEE 140°0. £IEDET Tolerance of the point angle is 140°_9-
CARBIDE Sl L I g p 9 9

EgiAs  og 30° FIT P13
Bfii:mm  Unit:mm

A0\ M =CEAVPER BlliRR | B R | £R \V1VI8 VvUIR St TR | FRERME A1\ RN =CEAVPLR BliER | B R | R (V1V/8 VvUIk Soim| 1R | RS
EDP No. DC-DCON LU | LCF | OAL |DCON| LS PL | Stock (Yen) EDP No. DC - DCON LU | LCF | OAL |DCON| LS PL | Stock (Yen)
8740230 23-3 69| 76120 3 |41.7|04 @| 41,700 8740320 3.2 96|105(185| 4 |78 |0.6 @ 41,700
8740240 24 -3 72| 80(120| 3 |379|04 @® 41,700 8740350 35 105116185 | 4 |67 |06 @®| 41,700
8740250 25-3 75| 83134 | 3 |49.1|05 @| 41,700 8740370 3.7 111116185 | 4 |67 |0.7 @ 42,800
8740260 26 -3 78| 86| 134 | 3 |463|05 @®| 41,700 8740400 4 1201132185 | 4 |51 |0.7 @®| 42,800
8740270 27-3 81| 90|134| 3 |424|05|B|@| 41,700 8740420 4.2 126|140 | 215 | 6 (45 |08 s @ 44,100
8740280 28 -3 84| 93(134| 3 |396|05 @® 41,700 8740480 4.8 144|1165|215| 6 |45 |09 @ 44,500
8740290 29 -3 87| 96134 | 3 |36.8/|0.5 @| 41,700 8740500 5 150 165|215 | 6 |45 |09 @®| 44,500
8740300 3 -3 90| 100|150 | 3 |50 |05 @| 41,700 8740600 6 180(200|250 | 6 |50 |1.1 @®| 49,800
8740310 3.1 93/102(185| 4 |81 |06 @| 41,700 @ =1=#EER @ =Standard stock item

c PAIVDERFp.8ZTE TEL, - See p.8 for explanation of icons.
=T VI ICBUOSNREETDIHEENBDFITH. MEE LE2<BEohFEA. - Drills may have some discoloration, but it does not cause any performance
14Oy bRUJLICEAUTIE, p. 14 DHERMIAEESRE TS, problems.

- About the recommended speed and feed rate for pilot drill, please refer p.14.

O>ZJRUJLADOX-10D~30DD A4 RITAHRUILEL T, ADOX-3D/5D (p.7~p.8) FfcldADO-3D/5DBH SERAWVIEIFE T,

The ADOX-3D/5D (p. 7-8) or ADO-3D/5D can also be used as pilot drills for the ADOX-10D to 30D long drills.

-ADOX-3D 2.3 ~6 -ADOX-5D 2.3 ~$6 ADO® [ ]
) — e _ _ HhynJiRIss L
PRESY o e Eiﬁ%

8
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EIEISRIFBEER g conaions

ADOX-3D/5D/8D

i - (AR pES e a2
Low%ﬁlbbtsﬁgreel Carbon Steel Alloy Steel Alloy Steel
400-S1 S35C-S50C SCM-SCr-SNCM SCM-SCr-SNCM
53 ,?195033 0c ~210HB 16 ~28HRC 28 ~35HRC
~ 500N/mm? ~710N/mm? 710~ 900N/mm? 900 ~1,100N/mm?
OIRIRE 80~120m/min 80~160m/min 80~120m/min 60~90m/min
Cuttir
ElERERE XbE ElER®RE EDE XDE ElERERE EDE
Drill Dia Speed Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev)
2 12,700 0.04 ~ 0.08 12,700 0.04 ~ 0.08 12,700 0.04 ~ 0.08 11,100 0.04 ~ 0.08
3 10,600 0.06 ~ 0.12 10,600 0.06 ~ 0.12 10,600 0.06 ~ 0.12 7,400 0.06 ~ 0.12
4 8,000 0.08 ~ 0.16 8,000 0.08 ~ 0.16 8,000 0.08 ~ 0.16 5,600 0.08 ~ 0.16
5 6,400 0.1 ~ 0.2 6,400 0.1 ~ 0.2 6,400 01 ~ 02 4,500 0.1 ~ 0.2
6 5,300 0.12 ~ 0.24 5,300 0.12 ~ 0.24 5,300 0.12 ~ 0.24 3,700 0.12 ~ 0.24
; =0 YA - SREH - TUN\— RV
%9 ﬁﬂg‘ﬁbﬁﬁ* ZTJIJX&M Special Alloy Steel - Hardened Steel -
Cast Iron pUctile Castlton Stainless Steel Prehardened Steel
ECo%0 FCD450 SUS300 % SKD61(EEE)
i FCD600 SUS400 % ;:nquin&h_'e&ﬂc
e 2 ~ 2 ~
400~ 600N/mm 480~ 800N/mm 1,060~ 1.250N/mm?
By 80~120m/min 60~100m/min 40~80m/min 30~60m/min
B BlEREE EbE ElERERE EDE EDE ElERERE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min™) (mm/rev) (mm/rev) (min) (mm/rev)
2 12,700 0.04 ~ 0.08 12,700 0.04 ~ 0.08 9,500 0.04 ~ 0.08 7,200 0.04 ~ 0.06
3 10,600 0.06 ~ 0.12 8,500 0.06 ~ 0.12 6,400 0.06 ~ 0.12 4,800 0.06 ~ 0.09
4 8,000 0.08 ~ 0.16 6,400 0.08 ~ 0.16 4,800 0.08 ~ 0.16 3,600 0.08 ~ 0.12
5 6,400 0.1 ~ 0.2 5,100 0.1 ~ 0.2 3,800 01 ~ 02 2,900 0.1 ~ 0.15
6 5,300 0.12 ~ 0.24 4,200 0.12 ~ 0.24 3,200 0.12 ~ 0.24 2,400 0.12 ~ 0.18
1. COYIHIRHEERE. KEETHHFBLOMQLZERT HEDHDTT, 1. The indicated speeds and feeds are for drilling with water-soluble coolant or MQL.
2. AGAMYIEEEES . BIRER20EBUTOREDEHDZESHERATEL, 2. Water-soluble high density coolant (less than 20 times dilution) is recommended.
3. RAGAMETHIMFIET2(3 2015248 X 2 KA M EIHEI DBF (S 3. When using non-water-soluble or water-soluble coolant (over 20 times dilution), reduce

EIHEREZ30% FIFTTREL, cutting speed by 30%.

4. COYHIRHEERE. TURSDUTOBECEA TS, 4. These conditions are for drilling depth less than 8 times the drill diameter. a
5. RUILERBEICEULTE, BP5nokcunaby bzRV. RULD 5. Equip the drill with a scratch- and dust-free collet and minimize drill deflection to less D
#RNIZ0.02mm LU FITIZ T T, than 0.02mm. 3
6. WHIMDRFFELoND LTV B, fehd IREIDHET STEL 6. Fasten the work material to reduce the possibility of work deformation, deflection of [a
REBICLTTREL, <

machined surface, or vibration.

. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

. 1D - 2D step feeding may be required for drilling high hardened steels and mid-range
(8D) work.

. Depending on actual operation environment, high speed cutting parameters listed
above may not be applicable.

~N

LHROBERD RS JIVORAICED XY, HHEEDT «
IWERBFEEBELTTEL,

. BEEMRU 8D ADBEF. RRICIHUTID ~2DDR 5T w7l
T7#fToTTREL,

. ERFEME FARRICIOTHLTERVESGETENET,
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PIRISRFBEEER cuuing conaions

ADOX-10D/15D/20D/25D/30D

o o~
1 - (KR =4 = P =ik ] '7Ul\—|‘Jﬂﬁ
Ekimh,lil!%g%ﬂ mim nﬁﬂﬁ Alloy Steel -Prehardened Steel
Low Carbon Steel Gaiigon Siss Alloy Steel (C ; 0.3%)
il $5400 - S10C $35C-S50C SCM-SCr-SNCM S
~150HB -210HB gl 28 ~ 34HRC
=~ 2 ~ 2
~ 500N/mm?2 710N/mm 710~900N/mm 900~ 1,060N/mm?
WIRIRE 60~125m/min 60~125m/min 60~125m/min 50~70m/min
BE ElFREE EbE ElEREE EbE ElEREE EbE
Drill Dia Speed Feed Rate Speed Feed Rate e ate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (mm/rev) (min) (mm/rev)
2.5 8,900 0.05 ~ 0.1 8,900 0.05 ~ 0.1 8,900 0.05 ~ 0.1 7,600 0.05 ~ 0.08
3 7,500 0.06 ~ 0.12 7,500 0.06 ~ 0.12 7,500 0.06 ~ 0.12 6,300 0.08 ~ 0.1
4 6,400 0.08 ~ 0.16 6,400 0.08 ~ 0.16 6,400 0.08 ~ 0.16 4,700 01 ~ 0.5
5 5,800 0.1 ~ 02 5,800 0.1 ~ 0.2 5,800 0.1 ~ 0.2 3,800 0.12 ~ 0.18
6 4,800 0.12 ~ 0.24 4,800 0.12 ~ 0.24 4,800 0.12 ~ 0.24 3,100 0.14 ~ 0.2
Fo 5k P EIVL WS- SEE - TU)\— R
ﬁﬁk Ductile Cast Iron I Special Alloy Steel - Hardened Steel -
Cast Iron Stainless Steel Prehardenedfteel
FC250 FCD450 SUS300 % SKD61(3F5RE)
e FCD600 SUS400 % e
S30N/mm 400~600N/mm? 480~800N/mm? 1,060 1,250N/mm?
e 60~125m/min 50~80m/min 40~80m/min 30~50m/min
BE [EIETEd EbE EIEREE EbE RE XbE ElEREE EbE
Drill Dia 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)
2.5 8,900 0.05 ~ 0.1 8,900 0.05 ~ 0.1 6,400 0.05 ~ 0.1 5,000 0.05 ~ 0.08
3 7,500 0.06 ~ 0.12 7,500 0.06 ~ 0.12 5,300 0.06 ~ 0.12 4,200 0.08 ~ 0.1
4 6,400 0.08 ~ 0.16 5,600 0.08 ~ 0.16 4,400 0.08 ~ 0.16 3,100 01 ~ 0.5
5 5,800 0.1 ~ 0.2 4,500 0.1 ~ 0.2 3,800 0.1 ~ 0.2 2,500 0.12 ~ 0.18
6 4,800 0.12 ~ 0.24 3,800 0.12 ~ 0.24 3,200 0.12 ~ 0.24 2,100 0.14 ~ 0.2

1. COYBIRARERE, KEEIHIRA S LOMQLZERAT HEEDHD T,

(MQLIIIDIHE. A7 UAHHIFERERT,)
2. KBEMEVIHERAS, BIREHR20E~ 30EEEORED

BDZETEATEL,

3. TAKBEVIELHE Z AT 255, UIEIREZ TRIDELZD70%ZEDREET

CREATEL.
4. plAQBERMERINTITE] IS8 THA R I ZT>

TREW.

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

or MQL (mist drilling in stainless steels is not recommended).

w N

70-100% of the lowest limit.

>

. Water-soluble high density coolant (20-30 times dilution) is recommended.
. When using non-water-soluble coolant, set the cutting speed between

Make a pilot hole before using in accordance with recommended

HRDERDBIFENS TILORRICEDER T, MEHRED T (I EUFEELTTEL,
BEEMDBEF. 1D~2DDRFT vIMIZToTFE L,

operation.
. Aclogged oil hole can lead to a breakage. Make sure that a filter is

v

attached to the oil feeder.
6. Peck drilling of 1D - 2D is strongly recommended.

F—IRI—

OSG’s Environmental Initiatives

BifE-B1—F«2J

FIRFBICEBULLWEDESZHELTVNET

BEUY1IIL

Tool Reconditioning

FRCEIKE>LEIEZ#HSYE
BIATsCLE. EERIEE
HWIKRIRIBOREZFHNDEBIC
DIEHDFET,

Tool reconditioning contributes to resource

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

Carbide Recycling
BECERLEoBELER

3 Y
HAEN=RXZ)T [BEUYCI)L] $HTENTRETT, e uf‘
BEUYAOIIE. FLEBOV7ZAIIEZLED § s A2
BEMBOEASZRSIIENTE REREICRIEET, :
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.

8




ﬁﬁﬂﬂlﬁiﬁ Operational Guideline

ADOX-10D/15D/20D/25D/30D

(MADOX-3D/5DFTzIADO-3D/5D T
A R7INT
Make a pilot hole with the ADOX-3D/5D or ADO-3D/5D.
H4 R7UITAIEF. ADOX-10D/20D/25D/30DD
E(DC) +0 ~0.08mmODEIE T RUJLRZSEUV T,
X, TUREDVRVEA A RNZER BT DB ZHELF T,

For the pilot hole, select 0 - 0.08mm larger size drill than
ADOX-10D/20D/25D/30D.

ADOX-10D/20D/25D/30DDE# (DC)
DC+0~0.08mm

S

1XDC~3XDC

140°~160°

FTHERN

YOEHRERE AN TDEFIE, A RIUNTHEIIC
ESOIMIAIY RSV FX-ZDS., #8iE 75w ~RUJL ADF
[CTREESOIITZITOT REL,
When working on a curved surface, use the FX-ZDS (end mill for
counterboring) or the ADF (carbide flat drill) to counterbore a

@OV RVUIVISEEEERE (n) = 300 ~500min™
EEEL.EDIEE (V) =300 ~500mm/minTHEA

Insert the long drill at a speed of (n) = 300 to 500 min™ and a feed rate
of (Vf) =300 to 500 mm/min.
TmMmIEEFFETHEA

)

GFFEDEHERICEIFIITZR5—b

Increase the revolution to the designated speed and start drilling.

ot

EOTUINTEIE, IRIFBRTIEDE ()= 005~0 Tmm/rev.[CFIFTTEL

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

@MIE. FUILERDSIELFICITEEERE
(n)=300 ~500min™ « 3% b&EE (Vf) =1,000 ~
3,000mm/min ZEICTIFTIRVLWTTEWL

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.

DC

S

flat surface before drilling a pilot hole.

7 /
X
7

B FRERIRRANTIMITEL

Make sure to use internal coolant supply when drilling.

OYIRVILOREIMLID ViR, 2 b

(Mm)O0T  J---mrmme
Key point for stable drilling with long drills
0.08 |- me e
TEOED T EORNIE, BEmHMH ENDICONTID ERLF %g
J. AlFZTDLREEEISTEUIZHDTT, 0SGTI, KOREL ]

TeNI7ZRITI DRI, [+0 ~0.08mmD/ A Oy bNZHART S
C&] EMOVIRUMELERISEOIR CHRATH L] Z#fELT
W&, TOERIF. ATSTNSNDELDIC, BlEnz LIF DB/
RNHOARELIED, /Oy MUSIHESIFLEDERENEFHD

5,000

3,000

inhibiting static runout, but is also the recommended drilling method for long drills.

5TY. 0T BIEHRNOIMFIDHEST, LEROHEM T R E o .
DENTHHTEDDDET, BE
8915 S
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The runout of a gripped cutting tool increases with the speed. The graph on {nin) 5%
the right indicates this increase. To ensure a higher level of work stability, OSG 1,000 0.003 0.013 0.024 0.046 =
recommends "making +0 - 0.08mm pilot holes" and "inserting long drills stopped ”
or at low speed." The reason for this is made evident in the graph on the right: 3,000 0.014 0.026 0.036 0.066 Eé
increasing the speed increases the dynamic runout, posing a higher risk of the =
drill not fitting properly in the pilot hole. Therefore, this is effective not only for 3,000 0.033 0.04 0.049 0.087 E‘g
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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.

+ 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.
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