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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!

MBINEF A ILIR—ILAZIK“"MEGA COOLER”

Innovative coolant hole geometry: “MEGA COOLER”

Frvva

* R Gash D= R APRICSIZEHT A ILiRk—ILAZIR

Coolant hole design optimized to enhance R Gash performance

- U—35VhHHEZRKI

Maximizes coolant flow

Frvva

R Gash
(RIKIEERINETY DL FLREEZEEKIR

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

U I _j‘ﬂ ﬁg Wavy Point Form

(BEASAN-RENLI TRE®

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

-0 < T =MD < TR

Breaks chips into small manageable pieces

4 — Y72
REMZRIRTD EgiAS S
EgiAs coating enables long tool life Coating

EVTHEFEN - MEAEICIA. CAMICEBNSKIET.
REWMEEHRELZRIR

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

e “t\—\ole Geo'b

(/0

\ V=SV htHEZERXIE

Maximizes coolant flow

HBWI—-SYRETHI -5V MNHHEDEKX

Increased coolant flow even at low pressure

DRV AKBIEIHER CTEEEER - RGN THAIEE >> B3 p.6 TR

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

(ml/min)
ADOX 5.1 ek 051 4,000 [

1.7
L=l
Approximately

1.7 times
increase

3,000 -

Similar flow
volume

2,000

1,000

Coolant Flow Volume HIEEE7\!UI—\3

0
= =~ < fitskam -5V KE
B—o—-3V l\EEﬁ-“J1.7'E®uitH§ ADOX Conventional 650 il
Approximately 1.7 times flow volume at the same coolant pressure . *“‘J /0 Ej;ﬁ
=] = = s H=5Y Approximately 65%
* ﬂ—ﬂiﬂn‘ECﬁlGS%ﬁ—j‘J "EEE“;EE Coolant p,esl;E 5MPa reduction in coolant
Approximately 65% reduction in coolant pressure at the same flow rate .eeeeeeereveuneeenns pressure
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Unparalleled chip stability and machining efficiency

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

R Gashe #—S5Y NHHBOEADHRC &b, EVI—S5Y NETHEFEID LT
HRTENYID L FHHEERELE 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

ST

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

~ o o ey i ) IR, | I S50C
'L*al mj m ﬂ% ”ﬁ‘: Work Material
YIELRE : 90m/mi
LTTEEEPEEEEEET T LTV PPEERERERE T 1] | Gitmgopeed

HHE 2,460ml/min HHE  1,080ml/min EDE :0.18mm/rev
Coolant Flow Volume Coolant Flow Volume Feed Rate

4MPa

° buIﬁEz@a&%(: DUD‘%{E 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)1,500 250
IE L /
e ADOX-3D ¢5.1 ﬁqgﬁ o
1 1,200 Approximately
ﬁﬁl{ﬁaterial SUS304 Z 25% reduction @%0}
E’ﬂﬁ?gf;‘;eed 70m/min (4,370min™) ;7( 900 ASAPNT
T b w140
— ACEIETHER 5 600 ek
Coolant (FIREZE2015 - AEREIH) £ ey
Water-soluble (5%-Internal) = pproximately 1.4 times
= 30 =
=3V NE
Coola?( Pressure 5MPa
o oy
‘FA—EDRETH25% A5 MR ADOX MR MIgEx ADOX
Approximately 25% reduction in thrust at the same feed rate *"\J4 00/0 rﬁ]J: ,,,,,,,,,,,,,,,,,,,,,,,,,,
M IEHEEGDZEZ ht“j]ﬂIﬁ'éﬁ.?ﬁJ40% rll:|__|J: EDRE 765mm/min Approximatelytzl_o% 1,090mm/min
Approximately 40% improvement in machining efficiency at the Feed (0.175mm/rev) m;mﬁrr‘?:ger:feﬁr::iel?‘cy (0.25mm/rev)
samethrust T T e
Compatlbll/a/
— [HElCT DRI X ITHETD
Iﬂ%ﬁgen HElo I MILHE
Supports tool consolidation with broad material compatibility
el A — g M —
=M. SE#l. ATV ERLVRBIF IS, £4ll3p.4-p6

B
SF—A S8
Compatible with a wide range of work materials, including carbon steel, alloy steel, stainless steel, and more. DDIT . IER
See machining data on

WM B TEERZ 3 &< TEERDTEE,

Eliminates the need for separate tools per material.

posid 2]



7]"15:_ 9 Cutting Data

((\e“tal Co’h'/d

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 (REREHA) 1 2MPa  EEI—SVME (B1bL<FRUA) 1 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 1.75MPa 5MPa 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)  tDHEMAD KR IEIEIHE (FRETR200% - ABRRM) R @iy =I5 (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.
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BEVWS -5 FNETTRFIHENFS NERFW

Long tool life achieved through sufficient coolant output at low pressure

E —_ =
ECEIEI“ ADOX-5D ¢2.7 7_(3;)H£ u}/ﬁ% IIIERL Number of Holes »e
Coolant P Coolant Flow ©
ﬁﬁr:{ﬁaterial SUS304 oolant Pressure Volume (‘) 2,0‘00 4,900 6,0‘00 8,0‘00 10,?00 i{\%
w b =] —] g
E?Jtﬁtlijrifg)eed 80m/min (9,435min™") ADOX-5D 1 05 0.4 10,0007Q Holes fﬁﬁ?ﬂz =0
EDEE ;
Feed 755mm/min (OZEZ:WW) cgﬁﬁﬁ‘nal 15 0.13 35007 sotes :JEE;MQ
TURS 13.5mm
DepthC:)f Hole Blind
HRElHA] KB ETIRIME] (FIREEZE 200 - AIEREIH)
Coolant Water-soluble(5%-Internal)
aFAE WYy =v5tr5 (BT40)
Machine Horizontal Machining Center
IR 3,5007¢ 10,0007%
Number of Holes Holes Holes

ADOX-5D

ek

Conventional

BI—-52 FORHEDBXICKD RF0

Increased coolant output contributes to extended tool life

ERIA - proT—

= ADOX-5D ¢2.7 g (zpja)h,f %/ﬁ% m]IT\%l Number of Holes
" Coolant P Coolant Flow

ok I SCM440(82 ~90HRB) oTIEE | Volume | O 1000 2000 3000 4000
HIEEE ; in- - T RIF
Cutting Speed 80m/min (9,435min™) ADOX-5D 4 0.7 4,00077 Holes Chipping
XDEE 755mm/min (0.08mm/rev)

Feed S JeREm | 4 | 023 2,0007% hotes X7

TGRS Smm

Deptlﬁ)f Hole Blind

HREHA] KBTI EIME (FIREZE 2065 - AIBRHEIH)

Coolant Water-soluble(5%-Internal)

e WYy =54 (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 ADOXIFEZEDICLDEREEMITRELcRFMZRIR
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 ey =ity
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 ‘ : : : : : :

j . . J—FEF
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)
et WYY =V Jt>r% (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 Method |  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

BIHHE KB M IHIRE (PIBRHEIH)

Coolant Non-water-soluble (Internal)

fE Rt CNC HEffE

Machine CNC Sliding Head Lathe

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

i |

7J|]I7"'\§51 Number of Holes

9
ih
H
=

ADOX-5D

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

EHATE

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

? S,qOO 10,?00 15,?00
ADOX-5D 14,0007 voies J— TR
fth#t & - —
Compefilt%r 10,0007 Hotes C:olrnerjv;l%*i
7.“]171\5& Number of Holes

0 1,C‘000 2,900 3,900 4,900 5,900

4’3007t Holes 'ﬁ*ﬁﬁjﬁﬁ

Still Running

ADOX-15D

ftbttem

Competitor

200/'-? Holes ;ﬁ;ﬁ

Breakage

f/‘““—-f'#‘ s o

ADOX-15D

©
-
©
(a)
o
=
=
=
>
()




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

ADOX

giEsEeE  (MIVGRE B Rk

Tool Abbreviation L/D Appearance

ADOX-3D 3D 2~6 |oeows &

ADOX-5D 5D 2~6 | comsaseas 8
ADOX-8D 8D 2~6 | saSessasas e
ADOX-10D 10D 24~6 | ssmem—ax &
ADOX-15D 15D 23~6 em-c—m—mon o &
ADOX-20D 20D 23~6 emesemas s B
ADOX-25D 25D 23~6 emm—maa s s
ADOX-30D 30D 23~6 | EEm St eSS TS e S ST S S —

=TV IICBUSHRET DHEENHDEIH, M LEE<EELDFEA.
Drills may have some discoloration, but it does not cause any performance problems.

- 74 | y@E;ﬁ(:DL\t Guide for Icons

n HE Tool Materials ﬁﬁﬂiﬂ Surface Treatment E'%@?‘Fﬁ% Tolerance for Drill Diameter
5 — . U ERDFEEE
BEae B —yPZ2a-F 4V o kY
ol Tungsten Carbide EgiAs EgiAs Coating T]ls RRLET T
Tolerance for drill diameter
n DD shank 2 Uﬂﬁ Helix Angle
M vovomEssRLES S| ?127?74’\“‘/ ~EEEESD) AN FE)D%@#@UH%’E
h7 Tolerance for slﬁnk diameter FIT ‘JXTL\ILEJbﬁlei? 30° ﬁ?ﬁbi? q
Suitable for the shrink holder system Helix angle of flute for drills

E tﬂﬁ“%#': Cutting Conditions

speEp DIHISRIFEERIBEN—I %
D mRLET

Indicates page number for cutting conditions




ADOX'3 D/ 5 D/ 8D CARBIDE m il: L}‘ ? s;r;??
e B

REV>VZ2D
R thinning

DCON

3D’5’47Type 5D947Type 8D A 7 Type

ADOX-1OD/15D/20D/25D/3OD sl Nl

R Gash

RE =20 LS
R thinning

DCON

%)
]
=
©
i=
U
=
o
2
©
2
=
(o]
7]
Q
()

OAL
SIRADHEEIF 1402y £1FDET  Tolerance of the point angle is 140°_9-

100947Type 15D% A 7 Type 20D947Type 25D% A J Type  30D% A T Type
B :mm Unit:mm

DAY IN\CRRN-CEZVIEE RS | BlER | BR | R | /B VrUIR| Stin | EE AN\ CRRN-CEZEVIE N RS | BER | BR | 2R | VB | VrUIR| Soin | EE

EDP No. DC - DCON L/D LU LCF | OAL |DCON| LS PL Stock EDP No. DC - DCON L/D LU LCF | OAL |[DCON| LS PL Stock
8733200 3D 6] 12 66 511104 | |@| | 8734270 sD| 14| 25 | 78 514/05 | |@
8734200 |2 -3 | 5D 10| 18 | 70 | 3 |49.1/04 |B|@| | 8737270 15D| 41 | 49 | 96 45405 | |@|
8735200 8D| 16 | 22 | 75 50.1/04 | |@| | 8738270 | 27 -3 |20D| 54 | 63 |109 | 3 |44.4/05 |B|@|
8735210 | 21 -3 | 8D 17| 24 | 75| 3 |483|04 |B|@| | 8739270 25D| 68 | 76 |122 444]05 | |@|
8735220 | 22 -3 | 8D 18| 25| 75| 3 47504 |B|@| | 8740270 30D| 81 | 90 [134 42405 | |@
8733230 3D 7|14 66 497/04 | |@| | 8733276 | 276-3 | 3D] 8|17 | 66| 3 |476/05 |B|@
8734230 5D 12| 21| 70 46704 | |@ | 8733278 | 278-3 | 30| 8|17 | 66| 3 |476/05 |B|@
8735230 8D| 19 | 26 | 75 467/04 | (@ | 8733280 3D 917 |66 476/05 | |@
8737230 | 23 -3 | 15D 35| 42 | 90 | 3 |457|04 |B|@| | 8734280 5D 14 | 26 | 78 506/05 | |@|
8738230 20D| 46 | 53 |100 44704 | @ | 8735280 8D| 23 | 31 | 80 47605 | |@|
8739230 25D| 58 | 65 |110 427/04 | |@| | 8736280 g .3 10D 28140 [ 90| _ [40 [05 BE
8740230 30D| 69 | 76 |120 41704 | (@ | 8737280 15D| 42 | 51 | 9 436/05 | |@
8736240 10D| 24 | 33 | 75 40 04 | |@ | 8738280 20D| 56 | 65 |109 42605 | |@
8737240 15D| 36 | 44 | 90 43904 | |@ | 8739280 25D 70 | 79 |122 416/05 | |@
8738240 | 24 -3 | 20D 48 | 56 1100 | 3 |41.9/04 |B|@| | 8740280 30D 84 | 93 |134 396/05 | |@
8739240 25D| 60 | 68 |110 399/04 | |@| | 8733290 3D 9|18 |66 468/05 | |@
8740240 30D 72 | 80 120 379/04 | |@| | 8734290 5D| 15 | 27 | 78 498/05 | |@|
8733250 3D 8|15 66 491105 | |@ | 8736290 10D| 29 | 40 | 90 40 |05 | |@
8734250 5D| 13| 23 | 70 451/05 | |@| | 8737290 | 29 -3 |15D| 44 | 53 | 96 | 3 |418|05 |B|@]
8736250 10D| 25 | 33 | 75 40 05 | |@ | 8738290 20D| 58 | 67 |109 403805 | |@
8737250 | 25 -3 | 15D 38 | 45 | 96 | 3 |49.1]05 |B|@| | 8739290 25D| 73 | 82 |122 388/05 | |@
8738250 20D| 50 | 58 |109 491105 | |@ | 8740290 30D 87 | 96 |134 36.8/05 | |@
8739250 25D| 63 | 70 |122 50.1/05 | |@| | 8733300 3D 9 18| 66 47 05 | |@
8740250 30D| 75 | 83 |134 491105 | |@ | 8734300 5D| 15 | 27 | 78 50 |05 | |@
8733260 3D 8| 16| 66 483/05 | |@| | 8735300 8D| 24 | 33 | 80 46 05 | |@
8734260 5D 13 | 24 | 78 523[05 | (@] | 8736300 , .5 (10030 40[ 9] [s0 [o5 | O
8736260 10D| 26 | 40 | 90 40 05 | |@ | 8737300 15D| 45 | 55 |105 50 05| |@
8737260 | 26 -3 | 15D 39 | 47 | 96 | 3 |473|05 |B|@| | 8738300 20D 60 | 70 |120 48 05 | |@
8738260 20D| 52 | 60 |109 47305 | |@ | 8739300 25D 75 | 85 |135 48 05| |@
8739260 25D| 65 | 73 |122 47305 | |@®| | 8740300 30D 90 100 |150 50 |05 | |@
8740260 30D| 78 | 86 |134 46.3105 ® @ =1Z#EER @=Standard stock item
[P — EEEC OV TIEWEBIC TR R L,

AT AU ICEDSIRET BEENBOET . A Ld 2 < RIESDE LA, For standard pricing, please refer to OSG's website.

+ ADOX-10D/15D/20D/25D/30D M)\ O ~ RUJLICBIL TIE. p 13 DHERINTFEZSIR T E L,
« See p.7 for explanation of icons.

- Drills may have some discoloration, but it does not cause any performance problems. m
« For details on pilot drills used with ADOX 10D/15D/20D/25D/30D, see the operational guideline on p.13.

posid o


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-3D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-5D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-8D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-10D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-15D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-20D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-25D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-30D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136

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

ADOX-3D/5D/8D s gz § 5 57 %
= g [ RGash |
BN
N§
REY>YZ2T
R thinning

3D AT Type  5DFA T Type  8DHFA T Type

ADOX-10D/15D/20D/25D/30D w55 [ 555 7

PL

ﬁﬂg By
REY>YZ2Y
R thinning

DCON

(o

LS

OAL
SEIRADHFREIE 140°3 £1EDET  Tolerance of the pointangle is 140°_9-

20D% A 7 Type

m il :mm  Unit:mm

S|V \ MR NGV TR | BER | BR | &R | B | VvUIR| Seim | TEE S|V \ [ MRN-CEZ VLR TUAC | BER | BR | 2R | B | VIR fim | B
EDP No. [pleMrlee) M (/D | LU | LCF | OAL [DCON| LS | PL | Stock EDP No. pledbieeNM /D | LU | LCF | OAL |DCON| LS | PL | Stock
8736310 10D| 31 | 45 |100 50 (0.6 @ 8733366 | 3.66 3D| 11| 22| 74| 4 |504/0.7 B|@
8737310 15D| 47 | 60 |125 63 (0.6 i 8733368 | 3.68 3D| 11| 23| 74| 4 |494/07 B|@
8738310 31 20D| 62 | 80 |140 4 58 |0.6 B ? 8733370 3D| 12 | 23 | 74 49.4/0.7 o
8740310 30D| 93 102 |185 81 |0.6 i 8736370 | 3.7 10D| 37 | 50 (100 | 4 |48 |0.7 B?
8733320 3D| 10 | 20 | 74 51.5/0.6 o 8740370 30D|111 (116 |185 67 (0.7 i
8734320 5Dl 16 | 29 | 86 54.5/0.6 i 8733375 | 3.75 3D| 12 | 23 | 74| 4 |495/07 B|@
8736320 32 10D| 32 | 45 |100 4 50 |0.6 B E 8734380 5D 19 | 35 | 86 49.6/0.7 l
8737320 15D| 48 | 60 |125 63 (0.6 o 8735380 | 3.8 8D| 31|42 |9 | 4 |516/07 B|@
8738320 20D| 64 | 80 |140 58 0.6 i 8736380 10D| 38 | 50 {100 48 0.7 ?
8740320 30D| 96 {105 |185 78 0.6 i 8733390 39 3D| 12 | 24 | 74 4 48.8/0.7 B :
8733330 3D| 10 | 20 | 74 51.7|0.6 [ ) 8734390 5D| 20 | 36 | 86 48.8/0.7 o
8734330 5D 17 | 30 | 86 53.7|0.6 i 8734400 5D| 20 | 36 | 86 49 0.7 o
8735330 33 8D| 27 | 36 | 95 4 56.7|0.6 B E 8736400 10D| 40 | 50 |100 50 |0.7 E
8736330 10D| 33 | 45 |100 50 (0.6 o 8737400 | 4 15D| 60 | 75 [125 | 4 |50 |0.7 |B|@
8737330 15D| 50 | 60 |125 63 (0.6 i 8738400 20D| 80 | 90 |140 50 (0.7 i
8738330 20D| 66 | 80 |140 58 [0.6 i 8740400 30D|120 (132 |185 51 (0.7 ?
8733340 3D| 11 | 21 | 74 50.9/0.6 (] 8734410 | 4.1 5D| 21| 37 | 95| 6 |535/0.7 |B|@
8734340 5D 17 | 31 | 86 52.9/0.6 ? 8733420 3D| 13 | 26 | 80 49.6/0.8 o
8735340 34 8D| 28 | 37 | 95 4 55.9/0.6 B E 8734420 5D| 21 | 38 | 95 52.6/0.8 E
8736340 10D| 34 | 50 {100 48 0.6 ! 8736420 42 10D| 42 | 55 |115 6 48.3/0.8 B l
8738340 20D| 68 | 85 |140 53 |0.6 o 8737420 15D| 63 | 75 |140 45 10.8 o
8739340 25D| 85 [105 |165 58 |0.6 i 8738420 20D| 84 (100 |165 45 10.8 ?
8733350 3D| 11 | 21 | 74 51.1/0.6 [ ) 8740420 30D|126 (140 |215 45 10.8 ?
8734350 5D| 18 | 32 | 86 52.1/0.6 i 8733430 3D| 13| 26 | 80 49.8/0.8 o
8737350 | 3.5 15D| 53 | 65 (125 | 4 |58 |06 |B E 8734430 43 5D| 22 | 39 | 95 6 51.8/0.8 B E
8738350 20D| 70 | 85 |140 53 |0.6 o 8736430 10D| 43 | 60 (115 48.4/0.8 @
8740350 30D|105 {116 |185 67 [0.6 i 8737430 15D| 65 | 85 |140 45 10.8 i
8733360 3D| 11 | 22| 74 50.3|0.7 o 8736440 | 44 10D| 44 | 60 [115 | 6 |48.4/08 |B|@
8734360 | 3.6 5D| 18 |33 | 86| 4 |51.3/07 |B|@] @ =1=#EES @ =Standard stock item
8737360 15D| 54 | 65 |125 58 0.7 Y EEMAZICDVTIFWEBIC TSR TS,

For standard pricing, please refer to OSG's website.
«PAIVDEBIFp.7ZTE T,

=TV IICBUSHRETDIHFENHDFIITH M LEFEMESDFEA.

+ ADOX-10D/15D/20D/25D/30D M/ \A O b RUJLICBILTIF. p.13DHEEINMNT HEZSER T,

- See p.7 for explanation of icons.

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

« For details on pilot drills used with ADOX 10D/15D/20D/25D/30D, see the operational guideline on p.13. m
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https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-3D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-30D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-5D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-8D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-10D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-15D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-20D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136
https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ADOX-25D&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_136

O>Z RUJLADOX-10D ~30D DA+ RINARUJLELT. ADOX-3D/5D & feld ADO-3D/5DB CERWLEEITER T,

The ADOX-3D/5D 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 ADOQ gﬁq
hyoJiRTss =
: - B. oumcahoen 2 sonter
m the ADO catalog E

FRTER

%)
]
=
©
i=
U
=
o
2
©
2
=
(o]
7]
Q
()

Bl :mm  Unit:mm

v—IuNo. | BE-977E e e I Il v—uNo. | E2-vwe e I e I
EDP No. DC - DCON L/D LU LCF | OAL |DCON| LS PL Stock EDP No. DC - DCON L/D LU LCF | OAL |DCON| LS PL Stock
8733450 3D 14| 27 | 80 49208 | |@| | 8733520 3D| 16 | 26 | 82 53509 | |@
8734450 | 45 5D| 23 | 41| 95| 6 |502]08 |B|@| | 8734520 | 5.2 5D 26 | 42 [100 | 6 |555/09 |B @]
8738450 20D| 90 |110 |165 45 |08 | |@| | 8737520 15D| 78 | 95 |160 63 (09 | |@
8733460 | , 30 14| 28| 80|  |484/08 | |@| | 8733525 | 525 3D 16|27 82| 6 |5261 |B|@
8734460 sD| 23| 42 | 95 40408 | |@| | 8734530 | 5D, 27| 43 100 | _|s47]1 | [®@
8733462 | 4.62 3D| 14 | 28 | 80 | 6 |484|08 |B|@| | 8736530 10D 53 | 70 |128 50 |1 °
8733464 | 4.64 3D| 14 | 28 | 80| 6 |485/08 |B|@| | 8735540 | 5.4 8D| 44 | 59 [115| 6 |539]1 |B|@
8736470 | , 100] 47 | 65 115 | [467(09 | @ | 8734550 5D| 28 | 44 100 5411 O
8737470 15D| 71 | 85 |140 45 109 [ ] 8735550 55 8D| 44 | 61 |115 6 | 5211 B @
8734480 sD| 24 | 44 | 95 478/09 | |@| | 8737550 15D| 83 |110 |160 48 |1 o
8736480 10D 48 | 65 115 467/09 | |@ | 8733552 | 552 30| 16|28 |8 6 |521]1 |Bl@
8737480 | 4.8 15D| 72 | 90 [140 | 6 |45 |09 |B|@| | 8733554 | 554 30| 16| 28|82 6 |521]1 |Bl@
8738480 20D| 96 |15 |165 45 (09 | |@| | 8733560 3D 17| 28 | 82 5231 °
8740480 30D[144 |165 [215 45 (09 | |@| | 8734560 5D| 28| 45 100 5331 0
8733490 3D 15| 30 | 80 46909 | @ | 8736560 | ° 10D 56 78 128 | ° a8 1 |°|@
8734490 | 4.9 sD| 25 | 45 | 95 | 6 46909 |B|@| | 8738560 20D[112 140 |190 48 |1 0
8737490 15D| 74 | 90 |140 45 |09 | |@| [8738570 | 57 20D[114 [140 (190 | 6 |48 |1 |B|@
8733500 3D 15| 25 | 80 52109 | @ | 8734580 | 5D 29| 47 100 | _ |516/11 | |@
8734500 s5D| 25 | 45 | 95 471009 | |@| | 8737580 15D| 87 110 |160 48 11 ] |@
8735500 8D| 40 | 55 [105 471009 | |@| | 8733600 3D 18| 30 | 82 51 (11| |@
8736500 | 5 10D 50 | 65 [115 | 6 |469/09 |B|@| | 8734600 5D| 30 | 48 100 51 [11 ] |@
8738500 20D[100 [115 [165 45 (09 | |@| | 8735600 8D| 48 | 66 |115 48 11| |@
8739500 25D[125 140 |190 45 [09 | |@] | 8736600 ) 10D| 60 | 78 128 | |50 [1.] BE
8740500 30D[150 |165 [215 45 (09 | |@| | 8737600 15D| 90 |110 |160 50 11| |@
8733510 3D 16 | 26 | 82 53309 | |@| | 8738600 20D[120 140 |190 50 (11| |@
8734510 | 5D 26 | 41 [100 | _ [563]09 BE 8739600 25D[150 170 |220 8 11| @
8737510 15D 77 | 95 |160 63 (09 | |@| | 8740600 30D[180 200 |250 50 11| |@
8738510 20D[102 [120 190 68 109 ® @ =1R%EEER @=Standard stock item

=T VI CBOSHRETHEEDBOETH, A L2 <RIBS T A RS ICOLTIEWEBIC C CHERR R L.

- ADOX-10D/15D/20D/25D/30D () A O k RUJLICEALTIE. p 13BN T ks T, | or standard pricing, please refer to 0SG's website.

« Drills may have some discoloration, but it does not cause any performance problems.
« For details on pilot drills used with ADOX 10D/15D/20D/25D/30D, see the operational guideline on p.13.
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https://bit.ly/47ZyEnu

PIRISRAFREER cuiing conaions

ADOX-3D/5D/8D

T - (PR R A% a2
L Oxlgrﬁ(iﬁ‘s't =l Carbon Steel Alloy Steel Alloy Steel
o S$35C-S50C SCM-SCr - SNCM SCM - SCr - SNCM
SS4,?1050|_?Q e ~210HB 16 ~28HRC 28 ~35HRC
~ 500N/mm?2 ~710N/mm? 710~ 900N/mm? 900 ~1,100N/mm?
80~120m/min 80~160m/min 80~120m/min 60~90m/min
BE EERE XbE ElEREE EbE EIERRE XEbE EERE 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 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 0.1 ~ 0.2 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
= Yok - HEH - TUN—RVH#
Y gag‘f}bﬁﬁ* ZT/I{ZM Special Alloy Steel - Hardened Steel -
Cast Iron Ductile Cast Iron Stainless Steel Prehardened Etee\
ey FCD450 SUS300 % SKD61(GESEE)
o FCD600 SUS400 % O
~ 2 o 2 ==
400~ 600N/mm 480~ 800N/mm 1,060~ 1,250N/mm?
80~120m/min 60~100m/min 40~80m/min 30~60m/min
BERE XbE ElEREE ZEbE EIEREE EbE EEmEE 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 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 0.1 ~ 0.2 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

wN =

LIS

® N

0o

. REIMORFIELoDD LTV B, fehd REHEE S

. BIEEMKRU 8D ADBE(F. KIRICIHCTID ~2DDR T vI

. COYIHIRHEREERE., KBEUHIARI B LOMALZ AT 2 HEEDHDTI,

AAMELIHIHEE. FRELE20EUTOREDEDZETHEATEL.

. KB BIHE & T2ld 20572 8 X DK MEIHMAI DR (&,

PIHLEREZ30% FIFTTFEL,

. COUIHISRHEERE. TURSSDUATDIBEICEA T EL,

RUILEEBICRULTIE SP5NonIby MEAV. RUILD
FNUL0.02mm AFICHIZTFEL,

KEICULTTEL,
SHIRDFEE DB TIVORAICIEDE T, HHKEDT «
W ERFEBFUTTEL,

T7ZfToCTTFEL,
BRI FARRICIOTHR TELVEEHIETVET,

N o=

[

o N

o

©

. The indicated speeds and feeds are for drilling with water-soluble coolant or MQL.
. Water-soluble high density coolant (less than 20 times dilution) is recommended.
. When using non-water-soluble or water-soluble coolant (over 20 times dilution), reduce

cutting speed by 30%.

. These conditions are for drilling depth less than 8 times the drill diameter.
. Equip the drill with a scratch- and dust-free collet and minimize drill deflection 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.
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.



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

e - RN - - a2 - TUN\— RV
Mild Steel - C,efjoinsifel ﬁoy SEE Alloy Steel -Prehardened Steel
WE Low Carbon Steel (c = 0.30/0)
el 55400 -5S10C $35C-S50C SCM:SCr+-SNCM SCM440
~150HB ~210HB Loz CWlC 28 ~ 34HRC
~ 2 ~ 2
~ 500N/mm? 710N/mm = iilir 900~ 1,060N/mm’
60~125m/min 60~125m/min 60~125m/min 50~70m/min
EfRE XbE EERRE EbE EfmRE XbE EEmRE EbE
Speed Feed Rate Speed Feed Rate Sy Feed Rate Speed Feed Rate
(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 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 ~ 0.11
4 6,400 0.08 ~ 0.16 6,400 0.08 ~ 0.16 6,400 0.08 ~ 0.16 4,700 01 ~ 0.15
5 5,800 0.1 ~ 0.2 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 3,100 014 ~ 0.2 "
e
&3
- o o
IO 51 25 YLUZH vRE-BEA-TU/\—kVE |
ﬁﬁ Ductile Cast Iron Stainless Steel B M Sg
a4 Cast Iron > Prehardened Etee\ £
oK FC250 FCD450 SUS300% SKD61(FAE) g
e FCD600 SUS400 % by
S30N/mm 400~600N/mm? 480~800N/mm? 1,060~ 1.250N/mm?
60~125m/min 50~80m/min 40~80m/min 30~50m/min
BEEE XbE ElEREE EbE BERE XEbE ElEmEE 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 ~ 0.11
4 6,400 0.08 ~ 0.16 5,600 0.08 ~ 0.16 4,400 0.08 ~ 0.16 3,100 01 ~ 0.15
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 2,100 014 ~ 0.2

. COYIBIRARERG. KBETEPER B LUOMQLZ AT 2HEDHND T,
(MQLMIDZBE. ATV UAHIFBREFT)
L KEMTHBEE . FBREE20E~30EREORBEOEDZSERATEL,

. The indicated speeds and feeds are for drilling with water-soluble coolant
or MQL (mist drilling in stainless steels is not recommended).
. Water-soluble high density coolant (20-30 times dilution) is recommended.
. RKBEYIRIHE Z BRI DBE1E. UIHEEZ TMIDEES ZD70%EEDREET . When using non-water-soluble coolant, set the cutting speed between
CERATEL, 70-100% of the lowest limit.
4. pI3OERHHERINTAE] (SR >THA RIUNIZTOTREL, 4. Make a pilot hole before using in accordance with recommended
RNDFERDFFENS TIVORRICEDF T, HHEBEDT(ILYIEHTEELTTEL, operation.
. BEEMDBEEE 1D ~2DDR T v I I ZEIT>T REL, . A clogged oil hole can lead to a breakage. Make sure that a filter is
attached to the oil feeder.
6. Peck drilling of 1D - 2D is strongly recommended.
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*Eﬁ’]ﬂlﬁif Operational Guideline

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

(MDADOX-3D/5DZFz[&ADO-3D/5DICT @OV RYUIVISEEEERE (n) = 300 ~500min™
BRI EEEL.EDEE (VF) =300 ~500mm/minTHEA
Make a pilot hole with the ADOX-3D/5D or ADO-3D/5D. Insert the long drill at a speed of (n) = 300 to 500 min” and a feed rate
#4 RFUNT AT (. ADOX-10D/20D/25D/30DM of (V) = 300 to 500 mm/min.

BZ(DC) +0 ~0.08mmODEE T RUILRESRU TS, LS
X, TORSHRVIES A RNNE R DT DB ZHRLET T, \
For the pilot hole, select 0 - 0.08mm larger size drill than
ADOX-10D/20D/25D/30D.
TMmIEEFRIETHEA

Insert up to about 1 mm.

ADOX-10D/20D/25D/30DDIE#E (DC)

DC+0~0.08mm GFEDEHEEIC EIFINITEZAY—b

7 Increase the revolution to the designated speed and start drilling.
: o |
2 S
(=]
= 4/ 1XDC~3XDC ﬁ\A\ c
EOTUINTEFE, 3RIFEETEDE (£)=0.05~0.1mm/rev.[CFIFTTEL)
When drilling through holes, reduce the feed rate to (f) 0.05 to 0.1 mm/rev.
@II#&. FUILZRD SR EFICIIEERERE
FOBEER AN TOBIE, A R7UNTAIIC (n)=300 ~500min™ - 3EbEE (Vf) =1,000 ~
FESOINTIAIY RSV FX-ZDS. #8iE 75w RUJL ADF 3,000mm/min BEICTIF (R =0
[CCESDMT AT TR, ,000mm/min ER[C FIFTIR CTe
After drilling, reduce the speed to (n) =300 to 500 min" and a feed
When working on a curved surface, use the FX-ZDS (end mill for rate of (Vf) = 1,000 to 3,000 mm/min and pull the drill out of the hole.

counterboring) or the ADF (carbide flat drill) to counterbore a
flat surface before drilling a pilot hole. 7/

s ﬂ_'\j

B FRERIRRANTIITEL

Make sure to use internal coolant supply when drilling.

OYJRUILDREMIDOVRAV B o1

Key point for stable drilling with long drills

008 [---vmmmmmmm s
TEORDFHFEORNGE, EEEH ENBCONTID ERLE %
9, AR>ZOLREEISHELIZEDTY, 0SGTld. KOREL &1

EMIZERTDAEIC. [+0 ~008mmdD/ A Oy N EZRETS
& ETOVIRULVBIERIFEBG CTRAT DTS #HELT
W&d. ZOEBRIE. 55T 5HBESIC. Bk LF5 8
RNDAELED, /Oy MUCHESEEBRRIEN S DD l | |
5T, {EoT. BHIERNDIMSIDHFST. LROHEMT A% O eten
DEHTHBDTEDDDFET,

e

NG 0.02mm | 0.04mm
The runout of a gripped cutting tool increases with the speed. The graph on min)
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
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 5,000 0.033 0.04 0.049 0.087

inhibiting static runout, but is also the recommended drilling method for long drills. fEFATE Tool : p6X30D

s



F—IRIV—RRIEICEULVLWEDHESZ
*E E lJ-C L‘ i 3- OSG’s Environmental Initiatives

03

Ba—542J

Recoating

BiE-81—FT120

Tool Reconditioning

ERATCERLLFO>EIEZ#HSE
BIATACLRE.BEERILE
WIRIRIBOREZTHNODEBIC
DIENDET,

Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.

BifE
Regrinding

D 04
RAE

Inspection

BHE-BI1—FT«42J

Tool Reconditioning

o1

PN RS - e
Inspection upon arrival Packaging and
shipment

05

EEVSLII)

Carbide Recycling

BMECELBLLEOLBEIRRIBAR/N\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIILE HLEBOL7AIN ZLZLSCBREMADERAEZ ST LN TE RIEFREICRIBET,

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.

BAEN—RX5) {8

BEITETHNIE. ZLDODEMEBEIENEABHOK 1B&HbDEIRE  20kg~ U1 IILEE :
IVREW-RU-U—7T- (B—Xwh E5Zw2. GERIZAARN—RASLICTEE- IRDAH ICTH
FyTEDHRERE FREM YO EDDORER) EREEELL)

As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

Tools that contain a small amount of different
materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

Recycling payment :
by direct bank deposit




shaping your dreams

& i il &  TEL (022) 390-9701 2 )| TEL (0533) 82-1145
T442-8543 EHRE)|HAHSE=TH2EM TEL(0533)82-1111 2 0 TEL (001) 9917485 = H  TEL (0566) 62.8286
Web: https://www.osg.co.jp/
T T | % 4 TEL (029)354-7017  &&E  TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN M B TEL (0270) 40-5855 Il B TEL (058) 259-6055
TEL: +81-533-82-1118 FAX: +81-533-82-1136 T#M=  TEL (028) 651-2720 = #  TEL (077) 553-2012
HEAELH % B  TEL (025)288-3888 & B TEL (06) 4308-3411
T140-0002  EEHERHAIIXERER)I|4-12-6 ) = = TEL(03)5715-2966 B &  TEL (078) 927-8212
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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. Copyright ©2025 OSG Corporation. All rights reserved.
+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. ) - R = 2 5 = 5 5
e - BRICOVTE., BICHR - BREGTOTBDETDOT, FEBLANYOIBHILIEE
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,
« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.
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