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ADO-SUS

Coolant-Through Carbide Drill Series for Stainless Steel and Titanium Alloy
ADO-SUS-3D - ADO-SUS-5D

The A Brand
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Stable Performance and Long Tool Life Even Under High Feed Rates

MIABNNASE
A D o = S U S %ﬁ* ADO-SUS Dirill for Stainless Steels and Titanium Alloys
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Common machining problems associated with these materials
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Work hardening tendency
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Elongation of chips
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The low thermal conductivity cause high cutting
temperature and shorten the tool life.
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Welding on cutting tool
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Reduces work hardening, which leads to longer tool life during tapping and reaming.

ADO-SUS-5D
@10
Work Material SUS304
TR 70m/min (2,229min")

Cutting Speed

A
Feed Rate

446mm/min (0.2mm/rev)

A=z KBTI PIBRLE - 1.5MPa)

Coolant Water-Soluble (Internal)
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Machine Horizontal Machining Center

BEINITFLOBYEERE Work Hardness Near Hole Entry
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Distance from the wall surface of the hole
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New Flute Geometry
S mTLstEa ),
Enables the creation of compact cutting chips. a J "“ i’
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ADO-SUS Em’,ﬂﬁ' Competitor
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B%{E‘Etﬂ \ﬁ'” Special Margin Shape
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Reduces friction and heat generation.
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Front view Side view Front view Side view

ADO-SUS D}EFn:ﬂ Conventional

. ©HEMAILBARAK "MEGA COOLER"
¢ )\ New Coolant Hole Shape
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Improves coolant flow, chip evacuation
and cutting heat generation.

Maximum amount of coolant flow to suppress heat generation!
—= —

iR
(m/s)
Coolant flow
velocity

.25.0

*BEAT el EIRYT
* New coolant hole shape applies only to
diameter sizes over 6mm

ADO-SUS D}EFI::II: Conventional

FEREEF92200min-1BFHISHT

Analysis of coolant flow with spindle speed of 2,200min"'
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High adhesion strength, which minimizes the possibility of chipping.

MEGA COOLERLAK WXL 2 0SG BiE AR R. MEGA COOLER and WXL are registered trademarks of OSG Corporation.



15'_] Machining Austenitic Stainless Steel

ADO-SUS-5D H‘%‘;“:ﬂ?ﬁﬁ' A.B NN FLEL Number of Holes
1,000 1,500 2,000 2,500
®10 | 1 | |
Work MaJtTariaI sUs304 2,500 Holes ?:I—ILR::rHEgI
RIEE 70m/min (2,229min") ADO-5US-5D
Cutting Speed 2,5007), Holes ?‘Eﬁ%ﬁgﬂagl
446mm/min (0.20mm/rev)
50mm (G&7L)
(Through) g
IKBHELIBER PIERLIEH- 1.5MPa) LECEE G Breakage
Water-Soluble (Internal) HibN5 A
BRI A competiter REakEEN T
HorizontaII Machining Center 2,500, Holes Still Running

1,500%|, Holes A7
Chipping

Hftb AT B

Competitor

1,0007, Holes [kl
Chipping

B ADO-SUS#RIBIYIEI7IREDHIIRIR BT =

ADO-SUS has the least margin wear by restraining heat generation!

ADO'SUS'SD Emﬁﬁ#ﬁ A Competitor ﬁmﬁa#ﬁ B Competitor
E’JHI 1500 /|\H,ZE After drilling 1,500 holes

M ADO-SUSTENN T FHRRT# B I eI T W L ERREEEERYF!

ADO-SUS achieves stable machining from the beginning! Stable machining leads to excellent surface finish of holes!
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. B”I%EE{AKZ:%%%RI Machining Austenitic Stainless Steel

PAE=&

Conventional

ADO-SUS-3D

¢85

YIEIE R

Work Material

SUS304

YIBIEE
Cutting Speed

80m/min (2,997min")

BHRER
Feed Rate

659mm/min (0.22mm/rev)

FLiF
Depth of Hole

25mm (&7)
(Through)

YEE

Coolant

IKIBMELTBIEFAU PIBBLAIH- 1.5MPa)

Water-Soluble (Internal)

{SEFAHILAR

Machine

IO ( BT30 )

Vertical Machining Center

. DDI}L& Comparison of hole entry

AD SUS'3D LX?EFSI: Conventional

. BuI*ﬁtHEE{’t{Z'SZ:%JH}e%m Machining Precipitation Stainless Steel

Hitt B m

Competitor

ADO-SUS-5D

6.7

Work Material

15-5PH (43HRC)

PIHEIEE
Cutting Speed

50m/min (2,377min"")

BHAE
Feed Rate

357mm/min (0.15mm/rev)

LR
Depth of Hole

45mm (57L)
(Blind)

IKEMEYIRERF PIBBLSIH- 3MPa)

Water-Soluble (Internal)

Machine

v T T

Horizontal Machining Center

tﬂiéjﬂﬂa‘lEﬂ Drilling Time

1 P 2‘0

o

30

ADO-5US-5D 235} min

1.9

1.9 times

Hfth/nA

Competitor

Flank Wear

[EREER

Flank Wear

Hith/ B

Competitor

ADO-SUS-5D

®10.3

Work Material

SUS329J3L

YRR
Cutting Speed

65m/min (2,010min")

pream

Feed Rate

462mm/min (0.23mm/rev)

FLiF
Depth of Hole

48mm (i&7)
(Through)

YEE

Coolant

TKIBMELTBIEF PIEBLA M- 8MPa)

Water-Soluble (Internal)

E2ULIIZS

Multifunction Lathe

tﬂ‘ﬁ'ﬂ?l&‘ﬂl Number of Holes
500 1,900 1,5‘00

o

2,900

ADO-SUS-5D 1,650 Holes

Hfth/3F]

Competitor

8007, Holes [EREER
Flank Wear

[EREER

Flank Wear




[ 3z Machining Titanium Alloy

ADO-SUS-3D C’E‘:{ /L‘\E" L\’L&F‘:‘D” FIEIFLET Number of Holes
ompetitor | Conventional
0 500 1,000 1,500 2,000 2,500
®5.1 | | | 1 | |
LB ; - 547
Viod Marerial T-6AI-4V (34 ~ 36HRC)* ADO-5US-3D 2,063, Holes Chring
PIHIERE ; .
Cutting Sxpeed 40m/min (2,498min")
300mm/min (0.12mm/rev) Eitho e 1237, Holes EE_’E '
Competitor Chipping
17mm (G&7L)
(Through)
IKEHELIEIEF ( PIERLSIH - 2MPa) .
Water-Soluble (Internal) Eﬁi’.’z&ﬁj 497, Holes Bre:I:age
l_‘ZEUJEI':F“l:}( BT30 ) Conventional
Vertical Machining Center

* IS IB S *After aging treatment

tﬂ}% Cutting chips

P2 prag %
o dwB P
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. Nl Eiﬁﬂﬁjﬁ&Aﬁan Machining Ni-based Superalloy

Hith/x 8 _—
ADO-SUS-3D compéiif'o . YIBIFLEL Number of Holes
100 290 3?0 490

o

@6

e e Inconel® 718 (43HRC) a0, -
SUS- Hol -
bR 30m/min (1,592min") ADO-SUS-3D o= Chipping

Cutting Speed

it
Feed Rate

FLF 18mm (1&FL )FohztinT

Depth of Hole (Through) Non-step = N 7

S N Ht & Y
D] IKTEEEYIEER ( PIERLSH) cﬁg‘ﬁ Ll ee Chipping
Coolant Water-Soluble (Internal)

BTl (BT40)

Horizontal Machining Center

143mm/min (0.09mm/rev)

. 1 60}LDDIEE,\J%?E'IEEE; Wear after drilling 160 holes

ADO-SUS-3D Hfth/25) Competitor
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The tool life of a tap is determined by the drill used for pre-tapped hole!

AR FEHEESLHITHFLNTIE, BA-POT#HITINZMT.,

ADO-SUS INTiAIEF I LA L2 ERITIR ERKIEE1570

M.

Two different drills were used for the pre-tapped hole. Result demonstrates that with the use

of ADO-SUS, tool life of A-POT can be extended by as many as 1,570 holes.

*RFLINTEESL (3D, 8.5, FLR19mm(EFL)
*Drills : 3D, 8.5, Depth of Hole 19mm (Through)

ADO-SUS §53L : 70m/min (2,630min™), 526mm/min (0.2mm/rev)

HtNBBERES Sk : 60m/min (2,250min™), 450mm/min
(0.2mm/rev) Competitor's Carbide Drill

BEANTAEEAHARSHIRLAHMNESR

Difference in the number of tapped holes based on drill type used prior to threading

A-POT M10X1.5

YIEIF R

Work Material SUS304

WELRE
Tapping Length

19mm (&7L)
Through

TIERE
Cutting Speed

FIEEF
Coolant

EFRALER

Machine

20m/min (637min"")
ABHEIEER TS 1065
Water-Soluble Chrorine-Free (10%)
ErUIN T O RS #4RTHRE )

Horizontal Synchronized Machining Center

W RS
(hNI3500F.6%)

Wear on cutting edge after tapping 3,500 holes

FL'E}L%E%: Iﬂﬁ}[ﬁi Tapping Holes
Drill used befor tapping 3,000 4,000 5,000
| | |

ADO-SUS

5,495;[, Holes

1,570FL.=

iR

Breakage

Hit N EERG 25k

3,925F, Holes
Competitor's Carbide Drill

Difference of 1,570 holes

6,900
1R ADO-SUS
Wear Drilled by ADO-SUS

EthAFRES Sk

Drilled by Competitor's Carbide Drill

MIES (46, mHETEGERMER )

Operational Guideline for ADO-SUS (when machining with externally-fed coolant and non-water-soluble coolant)

THIBERSHINET |, BR4E A,
Under conditions where cutting temperature tends to rise easily, the following machining troubles are likely to occur.
- BESEIHIIET]

Chipping due to welding

- PBRTIEAEBERSHUTR

Chip packing due to the increase size of chip shape, which leads to tool wear

AT ERERRAIRE | FAWEFATINIIE,

To eliminate the above problems the following machining procedure is recommended.

s 42 . 2
KRB Dcx20% NWFTHETIMEBIINT,
Diameter: Machine with steps of Dc x 20%.

However, under this circumstance, the drill should not be retracted
completely out of the hole.

PIHIE BRI
30% , HHAEIEFER 1.5%Dc
~ 2.0%Dc,

Reduce the recommended cutting
speed by 30%, use a feed rate of
1.5%-2.0% Dc.

I

work

=
ADO-SUS drill

IipslIn TEIRI =R 0.1 £,

Pause the feed for roughtly 0.1 second per step.

. ZKHDIifﬁ"J,%@H Cutting Data of Step Drilling
ADO-SUS-3D ¢11.6

LB
Work Material
TIEERE
Cutting Speed

SUS304L

55m/min (1,510min"")

226mm/min (0.15mm/rev)

25mm (57)
(Blind)
BRI ( WERLEIH)
Non-Water-Soluble (Internal)

SHEER

Full Automatic Lathe Machine

AL (8 2mm (SR 0.1 #) VS Tzt

Step Drilling VS Non-Step

tﬂﬁ”ﬁﬁ% Drilling Length

? 2‘0 4‘0 6‘0 8‘0 190
AINTi% 70
Step Drilling Chipping
FMER, ”
: 22.55m A7
HDI Chipping
Non-Step




ADO-SUS-3D

p——

ERDSHE
30°1 FIT 1515 LY -2 T3

Bms BE - w2 thc W& | EE

EDP No. Dc-Ds L Ds Stock
8665280 | 2.8 - 3 17 66 3
8665290 | 29 - 3 18 66 3
8665300 | 3 -3 18 66 3
8665310 | 3.1 19 74 4
8665315 | 3.15 19 74 4
8665320 | 3.2 20 74 4
8665326 | 3.26 20 74 4
8665330 | 3.3 20 74 4
8665340 | 34 21 74 4
8665350 | 3.5 21 74 4
8665360 | 3.6 22 74 4
8665370 | 3.7 23 74 4
8665375 | 3.75 23 74 4
8665380 | 3.8 23 74 4 O
8665390 | 3.9 24 | 74| 4
8665400 | 4 24 74 4
8665410 | 4.1 - 5 25| 80| 5
8665420 | 42 - 5 26 80 5
8665430 | 43 - 5 26| 8 | 5
8665440 | 44 - 5 27 | 80| 5
8665450 | 45 - 5 27| 8| 5
8665460 | 46 - 5 28 80 5
8665470 | 47 - 5 29| 80| 5
8665480 | 48 - 5 29 80 5
8665485 | 4.85 29 80 6
8665490 | 49 - 5 30 80 5
8665500 | 5 -5 25 80 5
BiRICEEIES % P16,

B See p.16 for explanation of icons.

Sl
L
*EAT e6ll ERIRYT
* New coolant hole shape applies only to diameter sizes over 6mm
B :mm Unit:mm

Ams BER-#E  ENE RS

EDP No. Dc-Ds 2 L Ds Stock
8665510 | 5.1 26 82| 6
8665520 | 5.2 26 82| 6
8665525 | 5.25 27 82| 6
8665530 | 5.3 27 82| 6
8665540 | 5.4 27 82| 6
8665550 | 5.5 28 82| 6
8665560 | 5.6 28 82| 6
8665570 | 5.7 29 82| 6
8665580 | 5.8 29 82| 6
8665590 | 5.9 30 82| 6
8665600 | 6 30 82| 6
8665610 | 6.1 - 7 31 88 | 7
8665620 | 6.2 - 7 31 88 | 7
8665625 | 6.25- 7 32 88 | 7 O
8665630 | 6.3 - 7 32 88 | 7
8665635 | 6.35- 6.35| 32 88 | 6.35
8665640 | 6.4 - 7 32 88 | 7
8665650 | 6.5 - 7 33 88 | 7
8665660 | 6.6 - 7 33 88 | 7
8665670 | 6.7 - 7 34 88| 7
8665675 | 6.75 - 7 34 88 | 7
8665680 | 6.8 - 7 34 88| 7
8665690 | 6.9 - 7 35 88 | 7
8665700 | 7 - 7 35 88 | 7
8665710 | 7.1 36 9% | 8
8665720 | 7.2 36 9% | 8
8665725 | 7.25 37 9% | 8

O=#rfEEEEmR O=Standard stock item

[ NEXT Jg



N FROM

B :mm  Unit:mm

AW SR K | 2K | RR | EE EmS SERTE T | 2K | WRR | EE
EDP No. Dc-Ds 3 L Ds Stock EDP No. Dc-Ds 3 L Ds Stock
8665730 | 7.3 37 94 8 8665960 | 9.6 48 | 106 10
8665740 | 7.4 37 94 8 8665970 | 9.7 49 | 106 10
8665750 | 7.5 38 94 8 8665975 | 9.75 49 | 106 10
8665760 | 7.6 38 94 8 8665980 | 9.8 49 | 106 10
8665770 | 7.7 39 94 8 8665990 | 9.9 50 | 106 10
8665775 | 7.75 39 94 8 8666000 | 10 50 | 106 10
8665780 | 7.8 39 94 8 8666010 | 10.1 -11 51 | 113 11
8665790 | 7.9 40 94 8 8666020 | 10.2 -11 51 | 113 1
8665800 | 8 40 94 8 8666025 | 10.25 - 11 52 | 113 11
8665810 | 8.1 9 41 | 101 9 8666030 | 10.3 -11 52 | 113 1
8665820 | 8.2 9 41 | 101 9 8666040 | 10.4 -11 52 | 113 11
8665825 | 8.25- 9 42 | 101 9 8666050 | 10.5 -11 53 | 113 1
8665830 | 8.3 9 42 | 101 9 8666060 | 10.6 -11 53 | 113 11
8665840 | 8.4 9 42 | 101 9 O 8666070 | 10.7 -11 54 | 113 11 O
8665850 | 8.5 9 43 | 101 9 8666075 | 10.75 - 11 54 | 113 11
8665860 | 8.6 9 43 | 101 9 8666080 | 10.8 -11 54 | 113 11
8665870 | 8.7 9 44 | 101 9 8666090 | 10.9 -11 55 | 113 11
8665875 | 8.75- 9 44 | 101 9 8666100 | 11 -11 55 | 113 11
8665880 | 8.8 9 44 | 101 9 8666110 | 11.1 56 | 120 12
8665890 | 8.9 9 45 | 101 9 8666120 | 11.2 56 | 120 12
8665900 | 9 9 45 | 101 9 8666130 | 11.3 57 | 120 12
8665910 | 9.1 46 | 106 10 8666140 | 11.4 57 | 120 12
8665920 | 9.2 46 | 106 10 8666150 | 11.5 58 | 120 12
8665925 | 9.25 47 | 106 10 8666160 | 11.6 58 | 120 12
8665930 | 9.3 47 | 106 10 8666170 | 11.7 59 | 120 12
8665940 | 9.4 47 | 106 10 8666180 | 11.8 59 | 120 12
8665950 | 9.5 48 | 106 10 8666190 | 11.9 60 | 120 12
WiRCREIESE P16, O=tnfEERFmR O=Standard stock

B See p.16 for explanation of icons.




ADO-SUS-3D

140°

>
e

g <)
RIAETHEEE

Rthinning

*ERTF e6LA LR

* New coolant hole shape applies only to diameter sizes over 6mm

ERlRwaE
30°] FIT =% Y EPSAT)
N FROM |

Bafz:mm  Unit:mm

BmsS BR-12 A== R TR Bms SR K | 2K | RR | EE
EDP No. Dc-Ds 0 L Ds | Stock EDP No. Dc-Ds 0 L Ds | Stock
8666200 | 12 60 | 120 12 8666440 144 -15 72 | 140 15
8666210 | 12.1 -13 61 | 128 13 8666450 | 14.5 -15 73 | 140 15
8666220 | 12.2 -13 61 | 128 13 8666460 | 14.6 -15 73 | 140 15
8666230 | 12.3 -13 62 | 128 13 8666470 | 14.7 -15 74 | 140 15
8666240 | 124 -13 62 | 128 13 8666480 | 14.8 -15 74 | 140 15
8666250 | 12.5 -13 63 | 128 13 8666490 | 149 -15 75 | 140 15
8666260 | 12.6 -13 63 | 128 13 8666500 (15 -15 75 | 140 15
8666270 | 12.7 -13 64 | 128 13 8666510 | 15.1 76 | 145 16
8666275 | 12.75 -13 64 | 128 13 8666520 | 15.2 76 | 145 16
8666280 | 12.8 -13 64 | 128 13 8666530 | 15.3 77 | 145 16
8666290 | 12.9 -13 65 | 128 13 8666540 | 15.4 77 | 145 16
8666300 13 -13 65 | 128 13 8666550 | 15.5 78 | 145 16
8666310 | 13.1 66 | 134 14 O 8666560 | 15.6 78 | 145 16 O
8666320 |13.2 66 | 134 14 8666570 | 15.7 79 | 145 16
8666330 | 13.3 67 | 134 14 8666580 | 15.8 79 | 145 16
8666340 | 13.4 67 | 134 14 8666590 | 15.9 80 | 145 16
8666350 | 13.5 68 | 134 14 8666600 | 16 80 | 145 16
8666360 | 13.6 68 | 134 14 8666650 | 16.5 -17 83 | 150 17
8666370 | 13.7 69 | 134 14 8666700 17 -17 85 | 150 17
8666380 | 13.8 69 | 134 14 8666750 | 17.5 88 | 155 18
8666390 | 13.9 70 | 134 14 8666800 | 18 90 | 155 18
8666400 | 14 70 | 134 14 8666850 | 18.5 -19 93 | 160 19
8666410 | 14.1 -15 71 | 140 15 8666900 (19 -19 95 | 160 19
8666420 | 14.2 -15 71 | 140 15 8666950 | 19.5 98 | 165 20
8666430 | 14.3 -15 72 | 140 15 8667000 | 20 100 | 165 20
BiRiCiREES % P16, O=1IrfEEFR O=Standard stock

M See p.16 for explanation of icons.




ADO-SUS-5D

ERDSEE
<0y Uil EdiP15 ~ P16

iy

BmsS B - R JJJo: WE | EE

EDP No. Dc-Ds L Ds Stock
8667276 | 2.76- 3 25 78 3
8667278 | 2.78- 3 26 78 3
8667280 | 2.8 - 3 26 78 3
8667290 | 29 - 3 27 78 3
8667300 | 3 - 3 27 78 3
8667310 | 3.1 28 86 4
8667315 | 3.15 29 86 4
8667320 | 3.2 29 86 4
8667326 | 3.26 29 86 4
8667330 | 3.3 30 86 4
8667340 | 34 31 86 4
8667350 | 3.5 32 86 4
8667360 | 3.6 33 86 4 O
8667366 | 3.66 33 86 4
8667368 | 3.68 34| 86 4
8667370 | 3.7 34 86 4
8667375 | 3.75 34| 86 4
8667380 | 3.8 35 86 4
8667390 | 3.9 36 | 86 4
8667400 | 4 36 86 4
8667410 | 4.1 - 5 37| 95 5
8667420 | 42 - 5 38 95 5
8667430 | 43 - 5 39 | 95 5
8667440 | 4.4 - 5 40 | 95 5
8667450 | 4.5 - 5 41 | 95 5
BIRICIREAIESE P16,

M See p.16 for explanation of icons.

O=#tnfEREFR O=Standard stock

g
<8 '
RIS £
Rthinning
L
*ERTF e6LA LR
* New coolant hole shape applies only to diameter sizes over 6mm
Bf7:mm  Unit:mm
T BER-1E S ==
EDP No. Dc-Ds 1 L Ds Stock
8667460 | 4.6 - 5 42| 95 5
8667462 | 4.62- 5 42| 95 5
8667464 | 4.64- 5 42| 95 5
8667470 | 4.7 - 5 43| 95 5
8667480 | 4.8 - 5 44 | 95 5
8667485 | 4.85 44 | 95 6
8667490 | 4.9 - 5 45 | 95 5
8667500 | 5 - 5 45| 95 5
8667510 | 5.1 41 | 100 6
8667520 | 5.2 42 | 100 6
8667525 | 5.25 42 | 100 6
8667530 | 5.3 43 | 100 6
8667540 | 5.4 44 | 100 6 O
8667550 | 5.5 44 | 100 6
8667552 | 5.52 45 | 100 6
8667554 | 5.54 45 | 100 6
8667560 | 5.6 45 | 100 6
8667570 | 5.7 46 | 100 6
8667580 | 5.8 47 | 100 6
8667590 | 5.9 48 | 100 6
8667600 | 6 48 | 100 6
8667610 | 6.1 - 7 49 | 109 7
8667620 | 6.2 - 7 50 | 109 7
8667625 | 6.25- 7 50 | 109 7
8667630 | 6.3 - 7 51 | 109 7

[ NEXT )2



ADO-SUS-5D

ERlRwaE
30°] FIT =% Y EPSAT)
N FROM |

iy

AmES EERIENN VK | 2K | R | EF
EDP No. Dc-Ds ¢ L Ds Stock
8667635 | 6.35- 6.35| 52 | 109 | 6.35
8667640 | 6.4 - 7 52 | 109 7
8667650 | 6.5 - 7 52 | 109 7
8667660 | 6.6 - 7 53 | 109 7
8667670 | 6.7 - 7 54 1 109 7
8667675 | 6.75- 7 54 | 109 7
8667680 | 6.8 - 7 551 109 7
8667690 | 6.9 - 7 56 | 109 7
8667700 | 7 - 7 56 | 109 7
8667710 | 7.1 57 | 118 8
8667720 | 7.2 58 | 118 8
8667725 | 7.25 58 | 118 8
8667730 | 7.3 59 | 118 8
8667736 | 7.36 59 | 118 8 O
8667738 | 7.38 60 | 118 8
8667740 | 7.4 60 | 118 8
8667750 | 7.5 60 | 118 8
8667752 | 7.52 61 | 118 8
8667754 | 7.54 61 | 118 8
8667760 | 7.6 61 | 118 8
8667770 | 7.7 62 | 118 8
8667775 | 7.75 62 | 118 8
8667780 | 7.8 63 | 118 8
8667790 | 7.9 64 | 118 8
8667800 | 8 64 | 118 8
8667810 | 8.1 - 9 65 | 128 9
8667820 | 8.2 - 9 66 | 128 9
BiRCBEIESE P16,

B See p.16 for explanation of icons.

afﬂ?! g
L
*ERTF 6LA ERRY
* New coolant hole shape applies only to diameter sizes over 6mm

Bf:mm Unit:mm

Bms SR K | 2K | RR | EE

EDP No. Dc - Ds 2 L Ds Stock
8667825 | 8.25- 9 66 | 128 9
8667830 | 83 - 9 67 | 128 9
8667840 | 84 - 9 68 | 128 9
8667850 | 85 - 9 68 | 128 9
8667860 | 8.6 - 9 69 | 128 9
8667870 | 8.7 - 9 70 | 128 9
8667875 | 8.75- 9 70 | 128 9
8667880 | 8.8 - 9 71 | 128 9
8667890 | 89 - 9 72 | 128 9
8667900 | 9 - 9 72 | 128 9
8667910 | 9.1 73 | 136 10
8667920 | 9.2 74 | 136 10
8667924 | 9.24 74 | 136 10

8667925 9.25 74 | 136 10 O
8667926 | 9.26 75 | 136 10
8667930 | 9.3 75 | 136 10
8667936 | 9.36 75 | 136 10
8667938 | 9.38 76 | 136 10
8667940 | 9.4 76 | 136 10
8667950 | 9.5 76 | 136 10
8667952 | 9.52 77 | 136 10
8667954 | 9.54 77 | 136 10
8667960 | 9.6 77 | 136 10
8667970 | 9.7 78 | 136 10
8667975 | 9.75 78 | 136 10
8667980 | 9.8 79 | 136 10
8667990 | 9.9 80 | 136 10

O=tnfEfERFR O=Standard stock

[ NEXT )



m B :mm Unit:mm

AW SR K | 2K | RR | EE EmS SERTE T | 2K | WRR | EE
EDP No. Dc-Ds 3 L Ds Stock EDP No. Dc-Ds 3 L Ds Stock
8668000 | 10 80 | 136 10 8668210 | 12.1 -13 97 | 167 13
8668010 | 10.1 -11 81 | 146 11 8668220 | 12.2 -13 98 | 167 13
8668020 | 10.2 -11 82 | 146 1 8668230 | 12.3 -13 99 | 167 13
8668025 | 10.25-11 82 | 146 11 8668240 | 12.4 -13 100 | 167 13
8668030 | 10.3 -11 83 | 146 1 8668250 | 12.5 -13 100 | 167 13
8668040 | 10.4 -11 84 | 146 11 8668260 | 12.6 -13 101 | 167 13
8668050 | 10.5 -11 84 | 146 11 8668270 | 12.7 -13 102 | 167 13
8668060 | 10.6 -11 85 | 146 11 8668275 | 12.75-13 103 | 167 13
8668070 | 10.7 -11 86 | 146 1 8668280 | 12.8 -13 103 | 167 13
8668075 | 10.75-11 86 | 146 11 8668290 | 12.9 -13 104 | 167 13
8668080 | 10.8 -11 87 | 146 1 8668300 | 13 -13 104 | 167 13
8668090 | 10.9 -11 88 | 146 11 8668310 | 13.1 105 | 176 14
8668100 | 11  -11 88 | 146 1 8668320 | 13.2 106 | 176 14
8668110 | 11.1 89 | 156 12 O 8668325 | 13.25 106 | 176 14 O
8668120 | 11.2 90 | 156 12 8668330 | 13.3 107 | 176 14
8668122 | 11.22 90 | 156 12 8668340 | 13.4 108 | 176 14
8668124 | 11.24 90 | 156 12 8668350 | 13.5 108 | 176 14
8668130 | 11.3 91 | 156 12 8668360 | 13.6 109 | 176 14
8668136 | 11.36 91 | 156 12 8668370 | 13.7 110 | 176 14
8668138 | 11.38 92 | 156 12 8668380 | 13.8 111 | 176 14
8668140 | 11.4 92 | 156 12 8668390 | 13.9 112 | 176 14
8668150 | 11.5 92 | 156 12 8668400 | 14 112 | 176 14
8668160 | 11.6 93 | 156 12 8668410 | 14.1 -15 113 | 185 15
8668170 | 11.7 94 | 156 12 8668420 | 14.2 -15 114 | 185 15
8668180 | 11.8 95 | 156 12 8668430 | 143 -15 115 | 185 15
8668190 | 11.9 96 | 156 12 8668440 | 14.4 -15 116 | 185 15
8668200 | 12 96 | 156 12 8668450 | 14.5 -15 116 | 185 15
WiRCREIESE P16, O=tnfEERFmR O =Standard stock

B See p.16 for explanation of icons.

[ NEXT )2



ADO-SUS-5D

i o GM{—

L
*EAT 6L LIRS
* New coolant hole shape applies only to diameter sizes over 6mm
B :mm Unit:mm
Ams ER-E  INESR

EDP No. Dc-Ds 2 L Ds
8668570 | 15.7 126 | 193 16
8668580 | 15.8 127 | 193 16
8668590 | 15.9 128 | 193 16
8668600 | 16 128 | 193 16
8668650 | 16.5 116 | 184 17
8668700 | 17 119 | 184 17
8668750 | 17.5 123 | 191 18
8668800 | 18 126 | 191 18
8668850 | 18.5 130 | 198 19
8668900 | 19 133 | 198 19
8668950 | 19.5 137 | 205 20
8669000 | 20 140 | 205 20

B
30°] FIT =% Y EPSAT)
N FROM |
BmsS BR-1E  JARS
EDP No. Dc-Ds L
8668460 | 14.6 117
8668470 | 14.7 118
8668480 | 14.8 119
8668490 | 14.9 120
8668500 | 15 120
8668510 | 15.1 121
8668520 | 15.2 122
8668525 | 15.25 122
8668530 | 15.3 123
8668540 | 15.4 124
8668550 | 15.5 124
8668560 | 15.6 125
BiRICEIESE P16,

M See p.16 for explanation of icons.

O=trfEERR O=Standard stock
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I % % ia % a‘j ,H:-:: ﬁ Stainless Steel Symbol Chart by Standard

/IR oy

Work Material

BRERAK -
SEAATEN

Ferritic Stainless Steel-
Martensitic
Stainless Steel

BAFGARAEEN
Austenitic

Stainless Steel

Austenitic
Stainless Steel

THRIAAREEN

Duplex Stainless Steel

TR LA

Precipitation
Stainless Steel

W | gAT S Bl A = S
No. Japan International Standard
T JIS 15015510 EN UNS (AISI) GB
SUS405 X6CrAl13 1.4002 $40500 405 S11348
, |SUs430 X6Cr17 1.4016 $43000 430 $11710
SUS410 X12Cr13 1.4006 $41000 410 $41010
SUS410S | X6Cr13 14 $41008 $41008
, |SUs42001 | x20Cr13 1.4021 $42000 420 $42020
SUS420J2 | X30Cr13 1.4028 $42000 420 $42030
SUS303 X10CrNiS18-9 1.4305 $30300 303 $30317
SUS304 X5CrNi18-10 1.4301 $30400 304 $30408
SUS304L | X2CrNi18-9 1.4307 $30403 304L $30403
SUS305 X6CrNi18-12 1.4303 $30500 305 $30510
SUS309S | X6CrNi23-13 1.495 $30908 3095 $30908
3 |SUS310S | X6CrNi25-20 1.4951 $31008 3105 $31008
SUS316 X5CrNiMo17-12-2 1.4401 $31600 316 $31608
SUS316L | X2CrNiMo17-12-2 1.4404 $31603 316L $31603
SUS316Ti | X6CrNiMoTi17-12-2 | 1.4571 $31635 531668
SUS317L | X2CrNiMo19-14-4 1.4438 $31703 317L $31703
SUS347 X6CrNiNb18-10 1.455 $34700 347 $34778
SUS301 X5CrNi17-7 1.4319 $30100 301 $30110
, SUs30lL X2CrNiN18-7 1.4318 $30153 $30153
SUS304N1 | X5CrNiN19-9 1.4315 $30451 304N $30458
SUS304N2 $30452
5 |SUS329J1 | X6CrNiMo26-4-2 $32900 329
SUS329J3L | X2CrNiMoN22-5-3 1.4462 $32205 $22053
6 | SUS329J4L | X2CrNiMoN25-7-3 $31260 $22583
$32750
SUS630 X5CrNiCuNb16-4 1.4542 S17400 | 17-4PH(S17400) | $51740
7 15-5PH(S15500)
SUS631 X7CrNiAl17-7 1.4568 $17700 | 17-7PH(S17700) | $51700




tJJ ﬁ“ % ﬁ: E ;E ﬁ Cutting Conditions

ADO-SUS-3D/ADO-SUS-5D

IT#ky IR - DEHATEN BRI
Material Ferritic Stainless Steel- Martensitic Stainless Steel Austenitic Stainless Steel
EE <200HB >200HB <200HB >200HB
i 3 4
SIHER 60 ~80~100 m/min 40 ~60~80 m/min 60 ~80 ~100 m/min 40 ~60~80 m/min
(mm) (mm/rev) (&) (min™) (mm/rev) (min) (mm/rev)
3 8500 | 0.06 ~ 0.12 6,400 | 0.06 ~ 0.12 8500 | 0.06 ~ 0.12 6,400 | 0.06 ~ 0.12
4 6400 | 008 ~ 0.6 | 4800 | 0.08 ~ 0.16 6400 | 0.08 ~ 0.16 4800 | 0.08 ~ 0.16
6 4200 | 012~ 021 3200 | 0.12 ~ 0.21 4200 | 0.12 ~ 021 3200 | 0.12 ~ 0.21
8 3200 | 016~ 024| 2400 | 0.16~ 0.24 3200 | 0.16 ~ 0.24 2,400 | 0.16 ~ 0.24
10 2500 | 017 ~ 027 1,900 | 0.17 ~ 027 2500 |02 ~03 1,900 | 0.17 ~ 027
12 2,100 | 0.9 ~ 03 1,600 | 019 ~ 03 2,100 | 021 ~ 031 1,600 | 019 ~ 03
16 1,600 | 022 ~ 032 1,200 | 022 ~ 032 1,600 | 022 ~ 032 1,200 | 022 ~ 032
20 1,300 | 028~ 04 1,000 | 028 ~ 04 1,300 | 028 ~ 04 1,000 | 028 ~ 04

INT#AR R

Work -
Material Duplex Stainless Steel

T AR G5 REE

Precipitation Stainless Steel Titanium Alloy

R =290HB >290HB =340HB 280HB ~340HB

Hardness

{M% No.

Steel Type 7 -

IHER 40 ~60~80 m/min 30~40~50 m/min 40 ~50 ~60 m/min 30~40~50 m/min
EIRES BHEE BEE EEIR BHER BEE
D(rir:r[,:;a' (mFrﬁ(;rdev) (mFrﬁ(/eriv) frﬁﬁ?fi (aneirdev) (mfﬁ?:jev)

3 6,400 | 0.06 ~ 0.12 4200 | 0.06 ~ 0.12 5300 | 0.06 ~ 0.12 4200 | 0.06 ~ 0.12
4 4,800 | 008~ 0.16 3200 | 008~ 0.16 4,000 | 0.08 ~ 0.16 3200 | 008~ 0.16
6 3200 | 0.12 ~ 021 2,100 | 012~ 021 2,700 | 0.12 ~ 0.21 2,100 | 0.12 ~ 0.21
8 2,400 | 0.16 ~ 0.24 1,600 | 0.16 ~ 0.24 2,000 | 0.16 ~ 0.24 1,600 | 0.16 ~ 0.24
10 1,900 |02 ~03 1,300 | 0.17 ~ 027 1,600 |02 ~03 1,300 | 0.17 ~ 027
12 1,600 | 021 ~ 031 1,100 | 0.19~03 1,300 | 021 ~ 031 1,100 | 0.19 ~ 03
16 1,200 | 0.22 ~ 032 800 | 0.22 ~ 032 1,000 | 022 ~ 032 800 | 0.22 ~ 032
20 1,000 | 028 ~ 04 600 | 0.28 ~ 0.4 800 | 028~ 04 600 | 0.28 ~ 0.4

1. IXERIDHIR AR R R KR I H A5,
2. 151EFE20 ~ 30 {EmRRRIKIEE R,
3. EFHMELIALMA SR 20EAK A IEIEFIRT | TIRIEES FE30%.
A FEEDEESLRT | BRI | ISRATICL, Bl SLRANTE.02mm LT,
5. INIARFSRRETRR  TEH , TR T.
6. HFLIEER SEIMRINENRE. EtiEEEZ v RREIEimes.

. The above speeds and feeds are standards for water-soluble coolant and internal coolant
supply.

Suitable cutting fluid is water-soluble high density oil (20 - 30 times dilution).

When using non-water-soluble oil or water-soluble (over 20times dilution),

reduce cutting speed by 30%.

When inserting a drill into the machine, use a collet that does not have any scratches or dust
located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

Fasten the work material to reduce the possibility of work deformation, deflection

of machined surface, or vibration.

A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.
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TR BREM - (AR EREN ARERIW & NiE&E* Hae
Work Mild Steel - Low Carbon Steel Carbon Steel Alloy Steel Nickel Alloy Copper Alloy
Material S$5400- S10C S35C- S50C SCM- SCr- SNCM Inconel®718 C1020-2600
E ~ 150HB ~210HB 16 ~28HRC _ -
Hordness ~ 500N/mm? ~710N/mm? 710 ~900N/mm? EIRRC S
$MZL No. _ — — —
Steel Type
M 80~100~120m/min | 80~100~120m/min | 60 ~75~90m/min | 10 ~20~30m/min | 140 ~170 ~200 m/min
EIxES L= BHEE IR BHEE R BHEE IR HEE R BHEE
Drill Dia. Speed Feed Speed Feed Speed Feed Speed Feed Speed Feed
(mm) (min”) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min™) (mm/rev) (min) (mm/rev)
3 10,600 |0.06~0.12| 10,600 |0.06~ 0.12 8,000 |0.06~ 0.12 2,200 |0.05~0.08| 18,000 |0.05~ 0.08
4 8,000 |0.08~ 0.16 8,000 |0.08~ 0.16 6,000 |0.08~ 0.16 1,600 |0.06~ 0.1 13,500 |0.06~ 0.1
6 5,300 |0.12~0.24 5,300 |0.12~0.24 4,000 [0.12~0.24 1,100 |0.09~ 0.15 9,000 |0.09~ 0.15
8 4,000 |0.16~ 0.28 4,000 |0.16~ 0.28 3,000 |0.16~ 0.28 800 [0.12~0.2 6,800 |0.12~0.2
10 3,200 |02 ~03 3,200 02 ~03 2,400 |02 ~03 640 |0.15~0.2 5500 |0.15~0.25
12 2,700 [0.21~0.3 2,700 |0.21~0.3 2,000 |0.21~03 530 |0.15~0.2 4,500 |0.18~0.3
16 2,000 ]0.25~0.36 2,000 ]0.25~0.36 1,500 |0.25~ 0.36 — — 3,400 |0.24~0.32
20 1,600 |03 ~04 1,600 |03 ~04 1,200 (03 ~04 — — 2,700 |03 ~04

1. MBI EER 2 ERKA A R R S AR5 .

2. IKIEMEHFIERRRE201E ~ 305,

3. fEREMEERRE IR T 20E00 KA EHAIAT | TIEIREETE30%.

4. SRR | BRI |, SISk, ShEkRIRANIEESIE0.02mm LIT .

5. INTHHASFREMRELRR, , TS , TIRSAPRET.

6. IMFLEEE SEHSTRIRE.
B URRGERRE E % T IR,

7. MIREER , RIBEDER | BELEREIREREEE.

* BRTFLUERSST18HENTAGS , bIAKHRERTEMLIL
ARIDLITRIERT. MRBI3DAIER , NBERIESEAR Bt T
FrezlanT.

B fRCFSE

Guide for Icons

n 1‘7_”33 Tool Materials

CARBIDE BB g = = WXL 322
Micro Grain Carbide

WXL Coating

B

%E%E Surface Treatment

w N

w

(=)}

~N

. The above speeds and feeds are standards for water-soluble coolant and internal

coolant supply.

. Suitable cutting fluid is water-soluble high density oil (20 - 30 times dilution).

When using non-water-soluble oil or water-soluble (over 20times dilution),
reduce cutting speed by 30%.

. When inserting a drill into the machine, use a collet that does not have any

scratches or dust located within internal bore. Also, reduce deflection of drill to less
than 0.02mm.

Fasten the work material to reduce the possibility of work deformation, deflection
of machined surface, or vibration.

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

oil feeder.
Adjust the speed and feed accordingly based on chip shape when machining
copper alloy.

% The above cutting conditions are applicable to hole depth under 3D for heat-

E?éﬁﬁ% Tolerance for Drill Diameter

resistant alloys such as Inconel®718. When necessary please consider step drilling.

n ﬂibﬁ% Helix Angle

i e SRR,
% fgﬁfﬁ%ﬁﬁﬁfﬁ?° ‘?\: Heli_;|(_angleofﬂutefordrills.

*ﬁEB Shank

HEEERRKIRRS
SHRINK Suitable for the shrink
FIT holder system.

E tﬂﬁ”%#’: Cutting Conditions

E el
RIS AL,
%1# Indicates page No.for recommended

drilling conditions.




mg ﬂ rE }L g % Recommended Drill Hole Size

VAN | Metric JIS B 0209-1: 2007 (8843 : mm)
LN screw threads JIS B 8031- 2007 (Unit : mm)

Bf7:mm  Unit:mm

oy | BEENE BAELE | BUEE oy | BEEAE |BURAE |  EAEE
Thread size drillholedia. | $Z¥SEEEF | IHJIS2% Thread size drillhole dia. | 4Z¥EREEMA | B JIS2%
35X 06 2.9 2.85 3.01 3.01 % 13 X 05 12,5 — — 12.59
% 35X 05 3 2.96 — 3.09 14 x 2 12 11.84 12.21 12.21
35X 035 3.2 3.13 3.22 3.22 14 x 15 125 12.38 12.67 12.67
4 x 07 33 3.25 3.42 3.42 14 x 125| 128 12.65 — 12.91
4 X 05 35 3.46 3.59 3.59 14 X 1 13 12.92 13.15 13.15
45% 075 38 3.69 3.87 3.87 % 14 X 075| 133 — — 13.37
45% 05 4 3.96 4.09 4.09 % 14 X 05 135 — — 13.59
% 5 X 09 4.1 — — 423 #* 15 X 2 13 — — 13.21
5 X 08 42 414 433 433 15 X 15 135 134 13.6 13.67
5 X 05 45 4.46 459 459 15 X 125 | 138 13.7 13.9 13.91
% 55X 09 46 — — 473 15 X 1 14 13.95 14.15 14.15
55X 0.5 5 4.96 5.09 5.09 % 15 X 075 | 143 — — 14.37
6 X 1 5 492 5.15 5.15 % 15 X 05 145 — — 14.59
6 X 0.75 53 5.19 537 537 16 x 2 14 139 14.2 14.21
% 6 X 05 55 — — 5.59 16 X 15 145 144 14.6 14.67
7 %X 1 6 5.92 6.15 6.15 16 X 1 15 14.95 15.15 15.15
7 X 075 6.3 6.19 6.37 6.37 %16 X 075| 153 15.19 — 15.37
% 7 X 05 6.5 — — 6.59 16 X 05 155 15.46 15.52 15.59
8 X 125 6.8 6.65 6.91 6.91 ® 17 X 2 15 — — 15.21
8 X 1 7 6.92 7.15 7.15 17 X 15 155 15.4 15.68 15.67
8 X 0.75 7.3 7.19 7.37 7.37 % 17 X 1.25| 158 — — 15.91
% 8 X 05 7.5 — — 7.59 17 X 1 16 15.95 16.15 16.15
9 X 125 7.8 7.65 7.91 7.91 % 17 X 05 16.5 — — 16.59
9 x 1 8 7.92 8.15 8.15 18 X 25 155 15.3 15.7 15.74
9 X 075 8.3 8.19 8.37 8.37 18 X 2 16 15.9 16.2 16.21
% 9 X 05 8.5 — — 8.59 18 X 15 16.5 16.4 16.6 16.67
10 X 15 8.5 8.38 8.67 8.67 %18 X 125| 168 16.65 — 16.91
10 X 1.25 8.8 8.65 8.91 8.91 18 X 1 17 16.95 17.15 17.15
10 X 1 9 8.92 9.15 9.15 18 X 05 175 17.46 17.52 17.59
10 X 0.75 9.3 9.19 9.37 9.37 %19 X 25 16.5 — — 16.74
%10 X 05 9.5 — — 9.59 ® 19 X 2 17 — — 17.21
11 X 15 95 9.38 9.67 9.67 %19 X 1.5 175 — — 17.67
11 X 125 9.8 9.65 9.8 9.91 ® 19 X 1 18 — — 18.15
1M1 X1 10 9.92 10.15 10.15 % 19 X 05 185 — — 18.59
11 X 075 | 103 10.19 10.37 10.37 20 X 25 175 173 17.7 17.74
% 11 X 05 10.5 — — 10.59 20 X 2 18 17.9 18.2 18.21
12 X 1.75| 103 10.11 10.44 10.44 20 X 1.5 18,5 18.4 186 18.67
12 X 15 10.5 10.38 10.67 10.67 20 X 1 19 18.95 19.15 19.15
12 X 125 | 108 10.65 10.91 10.91 20 X 05 19.5 19.46 19.52 19.59
12 X 1 11 10.92 11.15 11.15 %21 X 25 18,5 — — 18.74
% 12 X 05 15 — — 11.59 %21 X 15 195 - — 19.67
%13 X 1.5 115 — — 11.67 # 21 X 1 20 — — 20.15
% 13 X 1 12 — — 12.15 22 X 25 195 193 19.7 19.74
% 13 X 075 | 123 — — 12.37 22 X 2 20 19.9 20.2 20.21
HFRILREFERIR)IS2RMIZE, The recommended tap limit corresponds to the old JIS class 2 internal thread standard.
MIISHERIRENNEBNERILRESEE. 3 Recommended drill hole diameters that are not listed in JIS are reference values.

® 2



AFES (Nu-Roll £45)

R RS

Thread size

|BJIS2 gy

Metric
screw threads (Nu-Roll tap)

for JIS class 2 drill hole dia.
BN-BRA(RER )

RH {5E

Bf7:mm  Unit:mm

RN\ ~RA(RER)

‘ RH f5f

RH Limits Min. ~ Max. (Thread Overlap Ratio) RH Limits Min. ~ Max. (Thread Overlap Ratio)
3 X 05 5 276 ~ 281 (100%~75%) 5 2.762 ~ 2.812 (100%~75%)
3.5X 0.6 5 320 ~ 3.26 i 5 3.202 ~ 3.250 (100%~80%)

% 4 X 075 6 362 ~ 3,67 (100%~85%) — —

4 X 0.7 6 365 ~ 3.70 " 6 366 ~ 3.69 (100%~85%)
5 X 0.8 6 459 ~ 466 (100%~80%) 6 460 ~ 465 (100%~80%)
6 X 1 7 548 ~ 557 1/ 7 549 ~ 5.56 "
7 X1 7 648 ~ 6.57 " 7 649 ~ 6.56 "
8 X 1.25 7 734 ~ 741 (100%~85%) 7 734 ~ 741 (100%~85%)
8 X1 7 748 ~ 7.57 (100%~80%) 7 749 ~ 756 (100%~80%)
10 X 1.5 7 9.18 ~ 9.28 (100%~85%) 7 919 ~ 927 (100%~85%)
10 X 1.25 7 934 ~ 941 " 7 934 ~ 941 "
10 X1 7 948 ~ 9.57 (100%~80%) 7 949 ~ 956 (100%~80%)
12 X 1.75 8 11.05 ~ 11.15  (100%~ 85%) 8 11.05 ~11.15 (100%~85%)
12 X 1.5 7 11.18 ~ 11.28 1 7 11.19 ~11.27 "
12 X 1.25 7 11.34 ~ 11.41 " 7 1134 ~11.41 "
12 X 1 7 1148 ~ 11.57 (100%~80%) 7 1149 ~11.56 (100%~80%)
14 X 2 10 1292 ~ 13.04 (100%~85%) 10 1293 ~13.04 (100%~85%)
14 X 1.5 9 13.21 ~ 13.30 1 9 13.21 ~13.30 "
16 X 2 10 14.92 ~ 15.04 " 10 1493 ~ 15.04 "
16 X 1.5 9 1521 ~ 1530 (100%~ 85%) 9 15.21 ~15.30 "

B6H3$RIJIS B 0209-2001,

HFRI IS B 0209-1982,

6H corresponds to JIS B 0209-2001.

Coarse thread sizes correspond to the appendix 1 of JIS B 0209-1982.

HFRIIIRJIIS B 0211-1982,
EMERJISERERY,

1. EROEFRRETHARSEER | BIEEIHE.
2. [RAELRIBINTA - 88E - PRRISSOLE5E
3. FRAMIANM | RFEMAHET, BES B TIEE.
4. [RFLEH , B | REENRERSSHIIRAERER.

BERINTEBHRE.

Fine pitch thread sizes correspond to the appendix of JIS B 0211-1982.
3%Size abolished by JIS.

1. The proper drill hole size may change due to material variety. Use the
recommended drill hole size as a benchmark.

2. As the hole diameter may vary by behavior of plasticity depending on the
material, hardness and shapes of workpiece, the hole diameter should be
determined through trial tapping prior to final machining.

3. Alarger drill hole size is better for extending tool life. Select a drill hole size
based on your particular application.

4.To avoid tapping trouble, correct hole must be maintained free from warp,
deformation, stagger and the like.



shaping your dreams

Rl (L) REIAARLE

OSG Corporation

R (i ) 3B
ek« EiSTE RIS 360 ST LSRR AR 714
EBiE : 021-58886600 ;  {&E : 021-58883300 ;  Hp4W : 200120

BRLH ( BB ) THBEShT
HBhE © SRR SR 1-2@AE 1004
EBiE : 0510-82739271; {&E : 0510-82739220 ; HB4% : 214000

BREA (i ) FEHISESSAT
ik SEHESXICES 7BRE1801=
E3i% : 0553-5868160 ;  f&HE : 0553-5868190 ;  HPB4w : 241000

BREA (L8 ) BN
ik - 3N Dl RIX 2R R 181 SEIRAE 15112
FiE : 0512-62388327 ; {5E : 0512-62388320 ; M4 : 215028

XA (£ ) FuRLISESSAT
ik - U AR LI K ERIR —ER66 SR L 31E1 703
EBiE : 0571-82757757 ; {&H : 0571-82757767 ; HB4% : 311215

L (£ ) O RE
Mk SN XMAIFERS 157 SRFIHICRBA1701 5
F3iE : 020-38210423 ;  {&H : 020-38210425; M4 : 510600

BRLH ( Eifg ) RYIIESFT
ik« R TEEXIE RIS ERAER2129CE (1ERMEHIAAHO )
EBiE : 0755-83566532 ; {£H : 0755-83558854 ; 4 : 518048

Bt (i ) NSRS
ik - TP BRI R S AT 208523 RBAS 5
FHiE : 0772-8250338 ;  f£E: 0772-8250328 ;  Mp4R : 545006

KA ( Ll ) SEmHAF)
bt : JEEhEAPE X EE ISR 1 9S EFRAEARE18-05C
EBiE : 010-85261018 ;  {&E : 010-85261016; B4R : 100004

BXtAl (£ ) REHLE)

bt - KBS 11 STFEIFTAE10E1018=
EBiE : 022-23037566 ;  f&HE : 022-23037577 ;  Hp4W : 300020

BXEA (LT ) BINESFT
Hhik : ERAN R ERX SRS — ERrEEEeEERET 1 SH1555804
E3iF : 0371-86237251 ; f€8 : 0371-8623725 ;  Hp4m : 450016

BRLA ( i ) PAZBs5hT

HUE © PRRTARRK RURA IR 1351435855301

EHiE : 029-88860594 ; &5 : 029-88860594 ; 4% : 710000
BRLA ( Lig ) KES AT

ik« KiEFRXECERRAEB2006
EHiE : 0411-87655185 ; fE€H : 0411-87655186 ; HE4R : 116600

XL (£ ) BRHAH
otk BEHHACKERER30S AT 373 SH#E1585T2803=
EiE : 0532-66775787 ; f€H : 0532-66775797 ; HE4R : 266034

BRLA ( Lifg ) TEPHESSAT
bk« EPATHEATEX XAELHTS5S SEEM HRINSE32-04
EHiE : 024-22852762 £ : 024-22852763 HB%w : 110021

BXEAL ( i) KEBSFH
ik : KEMEMXESAH888 S AT EfR2ET1405%=
EEiE : 0431-89388499 ;  {EH : 0431-89230366 ; 4w : 130012

BXEH (8 ) RERESET
ik : PRERTEVEX ARFERIIER2 7 S ME R4 152558035
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