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DLC Micro Drill Regular Flute Length
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DLC Shine Coating has high-adhesion on tool material, increasing tool life and reducing wear.
B DLCO—FT 1 VJICKD, ZIZFEDMIICHII BaEZEKIEen.

Ultra-thin layer coating with low friction coefficient can significantly prevent chip to stick on the tool tip.
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FERNE 1 +0~-0.005 w @ 'IEIEB S’Jlb
@D Tolerance 84 Unit - mm gé
BE & IR 2B v B IR 2R v 5
CODENUMBER @D 2 L d CDOENUMBER oD 2 d I
ADR-DLC-0010{ 0.1 | 12| 38 | 3 ADR-DLC-0036| 036 | 5 | 38 | 3
ADR-DLC-0011| 011 | 12| 38 | 3 ADR-DLC-0037| 037 | 5 | 38 | 3
ADR-DLC-0012| 012 | 14| 38 | 3 ADR-DLC-0038| 038 | 5 | 38 | 3
ADR-DLC-0013 013 | 14| 38 | 3 ADR-DLC-0039 039 | 5 | 38 | 3
ADR-DLC-0014| 0.14 | 14| 38 | 3 ADR-DLC-0040| 04 | 6 | 38 | 3
ADR-DLC-0015 0.15 | 18| 38 | 3 ADR-DLC-0041| 041 | 6 | 38 | 3
ADR-DLC-0016| 0.16 | 18| 38 | 3 ADR-DLC-0042| 042 | 6 | 38 | 3
ADR-DLC-0017| 0.17 | 18| 38 | 3 ADR-DLC-0043| 043 | 6 | 38 | 3
ADR-DLC-0018 0.18 | 21| 38 | 3 ADR-DLC-0044 044 | 6 | 38 | 3
ADR-DLC-0019| 019 | 21| 38 | 3 ADR-DLC-0045( 045 | 6 | 38 | 3
ADR-DLC-0020{ 0.2 | 24| 38 | 3 ADR-DLC-0046| 046 | 6 | 38 | 3
ADR-DLC-0021| 021 | 24| 38 | 3 ADR-DLC-0047| 047 | 6 | 38 | 3
ADR-DLC-0022| 022 | 26| 38 | 3 ADR-DLC-0048| 048 | 6 | 38 | 3
ADR-DLC-0023| 023 | 26| 38 | 3 ADR-DLC-0049 049 | 6 | 38 | 3
ADR-DLC-0024| 024 | 26| 38 | 3 ADR-DLC-0050( 05 | 6 | 38 | 3
ADR-DLC-0025( 025 | 3 | 38 | 3 ADR-DLC-0051| 051 | 6 | 38 | 3
ADR-DLC-0026| 026 | 3 | 38 | 3 ADR-DLC-0052| 052 | 6 | 38 | 3
ADR-DLC-0027| 027 | 3 | 38 | 3 ADR-DLC-0053| 053 | 6 | 38 | 3
ADR-DLC-0028| 028 | 33| 38 | 3 ADR-DLC-0054| 054 | 6 | 38 | 3
ADR-DLC-0029| 029 | 33| 38 | 3 ADR-DLC-0055( 055 | 6 | 38 | 3
ADR-DLC-0030| 03 | 5 | 38 | 3 ADR-DLC-0056| 056 | 6 | 38 | 3
ADR-DLC-0031| 031 | 5 | 38 | 3 ADR-DLC-0057| 057 | 6 | 38 | 3
ADR-DLC-0032| 032 | 5 | 38 | 3 ADR-DLC-0058/ 058 | 6 | 38 | 3
ADR-DLC-0033 033 | 5 | 38 | 3 ADR-DLC-0059| 059 | 6 | 38 | 3
ADR-DLC-0034| 034 | 5 | 38 | 3 ADR-DLC-0060| 06 | 7 | 38 | 3
ADR-DLC-0035| 035 | 5 | 38 | 3 ADR-DLC-0061| 061 | 7 | 38 | 3
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BE
CODE NUMBER

ADR-DLC-0062
ADR-DLC-0063
ADR-DLC-0064
ADR-DLC-0065
ADR-DLC-0066
ADR-DLC-0067
ADR-DLC-0068
ADR-DLC-0069
ADR-DLC-0070
ADR-DLC-0071
ADR-DLC-0072
ADR-DLC-0073
ADR-DLC-0074
ADR-DLC-0075
ADR-DLC-0076
ADR-DLC-0077
ADR-DLC-0078
ADR-DLC-0079
ADR-DLC-0080
ADR-DLC-0081

ADR-DLC-0082

ADR-DLC-0083
ADR-DLC-0084
ADR-DLC-0085
ADR-DLC-0086
ADR-DLC-0087
ADR-DLC-0088
ADR-DLC-0089
ADR-DLC-0090
ADR-DLC-0091
ADR-DLC-0092
ADR-DLC-0093
ADR-DLC-0094
ADR-DLC-0095
ADR-DLC-0096
ADR-DLC-0097
ADR-DLC-0098
ADR-DLC-0099
ADR-DLC-0100

0.87

0.89
0.9

0.91
0.92
0.93
0.94
0.95
0.96
0.97
0.98
0.99
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YHIZ# Cutting Condition P.172
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ADR-DLC/ADRL-DLC
DLCO—5F+1 I IL—ERUILIU-X

DLC Coating Micro Drill with Common Shank Series

p— JESXE B Non-Ferrous
Work PILER PILSILHRAR @was
Materials Aluminium Alloy Aluminium Die Casting Copper Alloy
KUILE | e | Beas | =0B | OMEE | BeEm | X0R | OHEE| BEN | x0R
Drill Dia. |Cutting Speed| Rotation | Feed |CutiingSpeed| Rotation | Feed |CuttingSpeed| Rotation | Feed
(mm) | (m/min) | (min™) | (mm/rev) | (m/min) | (min?) [ (mm/rev) | (m/min) | (min™) | (mm/rev)
01~ | .. . |31800~ | 001~ | 3200~ | oo~ | . |22300~ | 0.002~
029 | 720 | 000 | 005 ™7 1 5900 | oosa | 7" | 1000 | o004
003~ 21,200~ | 005~ | .. | 7,400~ | 004~ | . | 10600~ | 004~
049 | 2790 | ygs00 | o1 | 77 | 9700 | o008 | ' | 9700 | o008
05~ | . 0.10~ e | 9500~ | 0.08~ . | 9500~ | 008~
10 | 30°60 | 18100 | o | 5700 ) o100 | 012 | TP | G400 | 012

# COBEYHIFREG R KBEHBRZERTIBESORETT.
*#This standard cutting condition is for using water soluble cutting fluid.
HYJHLRE(MEDDED S TEALIEE L.

*You are recommended to start from low cutting speed indicated in the
table.

P AFYTEDE: 00.1~0049 : FUJLEX10% (0.1D)
Step Feed ©0.5~01.0: RUJLEX20% (0.2D)

%

1) FryFrJBORUIVRNFEEF0.003mmEI FICMAT TEL,

2) CEADEHOBRBEGEHH ERIHRHIGELEVSSR. H3~<RERLTOBLE
GBHTTEATEL.
ZOHREGEDBERULETTIFTTEL.

3) FUIL@OSLITCEADESE. LRETHMRHLDETERADAEVFILENBROEET
SEEMEBETETTEL.

Remarks:

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 ¢ 05, the most stable rotation speed of actually using spindle has priority over the recommended
conditions indicated in the table.



