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“MAXAL" Drill, Straight Shank, for Aluminium
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Ideal chip ejection is assured due to unique design of point and flute configuration.
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The thinning point allows smoother entering when the drill digs in and prevents off-angle hole.

¢ D Tolerance 8357 Unit : mm
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CODE NUMBER CODE NUMBER % )
ACD-0100 i 15 | 40 ACD-0360 36 | 21 |55 g/
ACD-0110 1.1 15 40 ACD-0370 3.7 21 55 2%’;
ACD-0120 12 | 15 |40 ACD-0380 38 | 2 |5 y
ACD-0130 13 | 16 |40 ACD-0390 39 | 21 |55 2
ACD-0140 14 | 16 |4 ACD-0400 s | 2 | Y
ACD-0150 15 16 40 ACD-0410 4.1 30 60

ACD-0160 16 | 18 |40 ACD-0420 42 | 30 |60

ACD-0170 17 | 18 |40 ACD-0430 43 | 30 |60

ACD-0180 18 | 18 |40 ACD-0440 a4 | 30 |60

ACD-0190 19 | 18 |40 ACD-0450 45 | 30 |60

ACD-0200 2 | 18 |4 | ACD-0460 46 | 30 |60

ACD-0210 21 | 20 |40s) ACD-0470 47 | 30 |60

ACD-0220 22 | 20 |400s) ACD-0480 48 | 30 |60

ACD-0230 23 | 20 |40() ACD-0490 49 | 30 |60

ACD-0240 24 | 220 |40() ACD-0500 5 | 30 |60

ACD-0250 25 | 20 [40@s)| ACD-0510 51 | 40 | 65(30)

ACD-0260 26 | 20 | ACD-0520 52 | 40 |65(0)

ACD-0270 217 20 45 ACD-0530 5.3 40 65 (80)

ACD-0280 28 | 20 | ACD-0540 54 | 40 | 65(0)

ACD-0290 29 | 20 |4 ACD-0550 55 | 40 | 65(80)

ACD-0300 3 | 2 | ACD-0560 56 | 40 | 65(0)

ACD-0310 31 | 25 |50 ACD-0570 57 | 40 | 65(80)

ACD-0320 32 | 5 |50 ACD-0580 58 | 40 |65(0)

ACD-0330 33 | 25 |50 ACD-0590 59 | 40 | 65(0)

ACD-0340 34 | 25 |50 ACD-0600 6 | 40 | 6500

ACD-0350 3.5 25 50 ACD-0610 6.1 40 65 (80)
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CODE NUMBER @D CODE NUMBER ¢D
ACD-0620 62 | 40 | 65(80)
ACD-0630 63 | 40 | 65(80)
ACD-0640 64 | 40 | 65(80)
ACD-0650 65 | 40 | 65(80)
ACD-0660 66 | 40 | 65(80)
ACD-0670 67 | 40 | 65(80)
ACD-0680 68 | 40 | 65(80)
ACD-0690 69 | 40 | 65(80)
ACD-0700 7 40 | 65(80)
ACD-0710 71 | 40 |80
ACD-0720 72 | a0 |80
ACD-0730 73 | 40 |80
ACD-0740 74 | a0 |80
ACD-0750 75 | 40 |80
ACD-0760 76 | 40 |80
ACD-0770 77 | a0 |80
fﬁ ACD-0780 78 40 |80
=L |ACD-0790 79 | 40 |80
£ |AcD-0800 8 | 40 |8
2% | ACD-0810 81 | 40 |80
< | AcD-0820 82 | 40 |80
% |AcD-0830 83 | 40 |80
U | ACD-0840 84 | 40 |80
V| AcD-0850 85 | 40 |80
ACD-0860 86 | 40 |80
ACD-0870 87 | 40 |80
ACD-0880 88 | 40 |80
ACD-0890 89 | 40 |80
ACD-0900 9 40 | 80
ACD-0910 91 | 40 |80
ACD-0920 92 | 40 |80
ACD-0930 93 | 40 |80
ACD-0940 94 | 40 |80
ACD-0950 95 | 40 |80
ACD-0960 96 | 50 |[100
ACD-0970 97 | 50 [100
ACD-0980 98 | 50 |[100
ACD-0990 99 | 50 [100
ACD-1000 10 50 |100
ACD-1050 105 | 50 |100
ACD-1100 1" 50 |100
ACD-1150 15 | 50 |100
ACD-1200 12 50 |100
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ACD "MAXAL" Drill for Aluminium
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Work Materials Aluminium Alloy BERUTTHERTEL.
. . 2) TROREHURTFTEBLIE LTTEATEL,
FUILE A& EDE 3) CEROBHOBRERL LREIRAIGELENEARE, B3
Drill Dia. | Cutting Speed Feed REFHTORVEEMTHAL. E0REEERLTFE,
(mm) (m/min.) (mm/rev)
®1.0~19 60~ 80 0.05~0.1 Remarks:

1) Itis generally recommended to start with the lowest speed and feed shown in

$20~29 60~ 80 0.1~0.2 the table.
They may be gradually increased to higher points to obtain the fittest
$3.0~39 60~100 0.1~0.2
& i g i condition.
¢ 40~49 60~100 0.15~0.2 2) Overhanging length of the tool from the chuck should be minimaized.

3) When machines can not achieve a recommen-ded rotation speed,use the
$5.0~59 60~100 0.15~0.2 maximum speed but in stable rotation range and adjust the feed rate.
®6.0~6.9 80~100 0.2~0.35
@7.0~99 80~100 0.3~0.45

®10.0~120 80~100 0.4~0.65

ASWR/ASWD X/1/—=TAhv FRUJb

Sweep Cut Drill

HRHI# 7S - REE il
Work Materials Aluminium Alloy Resin
RUILE Bk XDE [E135E% EDE
Drill Dia. Rotation Feed Rotation Feed
(mm) (min") (mm/rev) (min™) (mm/rev)
®0.1~0.25 20,000 0.001~0.003 17,000 0.001~0.003
®03~0.4 20,000 0.005~0.02 17,000 0.005~0.02
®0.5~0.7 17,000 0.01~0.03 14,500 0.01~0.03
®0.8~0.9 15,000 0.02~0.04 12,800 0.02~0.04
o1 12,000 0.03~0.05 10,000 0.03~0.05
@15 9,000 0.03~0.05 1,700 0.03~0.05
@2 6,500 0.03~0.05 5,500 0.03~0.05
@3 4,200 0.03~0.05 3,500 0.05
¢4 3,200 0.05 2,900 0.05
@5 2,500 0.05 2,200 0.05
¢6 2,200 0.05 1,900 0.05
faZ Remarks:
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2) TEADEEORBEEMN LREVBIREISGE LSS,
BAIXK RERLTOBVEHEHTERTEWN. ZOBEE
DBBRULETTIFTTEL.

3) RUJLOOBLITCERADIESE. LEBIRALDHTER
DRAEY FIVEEDNRORET DEEHERESETTEL.
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Exit burrs can be minimized
by setting the lower feed rate
than upper feed rate in the
standard drilling conditions.

ATwiEDE
©0.1~00.45 : RU)JLEX
10% (0.1D)
®0.5~01.0: RUJLEX
20% (0.2D)

O 1.0BLE : RUJLEX
25%~50% (0.25D ~ 0.5D)
Step Feed

@ 0.1~ 0.45x10% (0.1D)

@ 0.5~ 1.0x20% (0.2D)

@ 1.0 over x25%~50% (0.250~0.5D)

1) The run out with a drill in a spindle should be minimized to less than

0.003mm.

2) When machines can not achieve a recommended rotation speed,
please set maximum speed but in stable rotation range and adjust the

feed rate.

3) For smaller drills under ¢ 0.5, the most stable rotation speed of
actually using spindle has priority over the recommended conditions

indicated in the table.



