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3*&%557{17.":&&@ F IJ JI,ADO-TRS 3-Flute Carbide Drill with Oil Hole
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The New Standard of 3-Flute Drills 2*&% l:Em;%'ﬁ;ﬁmtﬂb‘(ﬁEbk
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R gash geometry enables low cutting resistance comparable to 2-flute drills and breaks chips into small
manageable pieces
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Wide chip pocket configuration enables smooth chip evacuation
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High durability EgiAs coating
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Challenges of 3-Flute Dirills
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ADO-TRS enables low resistance drilling
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High Thrust Force
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|;E ﬂ! ! !!! ﬁg = ADO-TRS Reduces thrust force by over 30% against a competitor 3-flute
- 4,800 ] I drill with even lower thrust force versus a competitor 2-flute drill
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Challenges of 3-Flute Drills

b FRSTIL RBEDOUYDLFIEERIATEY

Poor Chip Evacuation

ADO-TRS offers outstanding chip management capability and consistent chip form

ADO-TRS frA &R (34270) R (243) frtt D34 - 24% KU )L TIEN D
Competitor (3FL) Competitor (2FL) < T;#H:II |‘5 7‘“10)775 l: 73: % E‘I\

s T & 10 K FPRBH o )b K FHIRHE
.‘ | Chips from the competitor 3-flute and 2-flute

N m drills are elongated and are the common
™ cause of chip evaluation troubles
RO OO et < SSoc ETTELERN
For details, see p.3
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With the above features, ADO-TRS enables stable and high efficiency machining in a wide range of materlals'
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3-Flute drill is well-balanced

BEVICEZABL). INSYRADEND BEDOHRERT. NSURAZELPITV
Support each other to achieve balance Balance tends to collapse with an unstable center of gravity
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Good balance
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F Prone to chattering
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The collapse of balance greatly affects hole quality

ADO-TRS i3t R (342 7) b3t SR (242 70)
Competitor (3FL) Competitor (2FL)
Ez_‘y: 0.005mm 0.05Tmm 0.025mm
THEKIK
HoleExpansion | L0 0.002mm 0.039mm 0.022mm
Comparison
s 0.003mm 0.05mm 0.018mm
16 um 28um 30um
|
” R EOARTATARARTARTATLATARAL
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Roundness  Cylindricity - - - H H - - - T
11111 ‘JH Il Hmuum‘\‘\‘\‘
I CK A I
(ETTAT NI ‘HHM‘HH

HBAX: ¢16 #HHEIF : SCM420H tDHLEERE : 90m/min (1,791min") XDRE : 3 H 1,075mm/min (0.6mm/rev) 2 #F 537mm/min (0.3mm/rev)
2FL

Size Work Material Cutting Speed Feed 3FL
VIR @ ACRIEEIRER] 3MPa (R : XYY = I €V S
Coolant Water-Soluble Machine Horizontal Machining Center

» FRORED Yy T EORIROMEELELFT
The quality of the pre-drilled hole will affect the performance of the next process such as tapping.
For details, see p.4
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ol ing Structure
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EgiAs coating with high toughness and wear resistance characteristics Coating
=
7/ EIRERE

BUTHEFE - TEMEICINZ CAEICEBNDRIRT. REmEFRLTELZRIR B NanorerodicaLaer

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

g it 21 < FHS i L 5
e WS B (GPa) | EMfLBmEME (C) | WRME | MED | EES | WEREE | WEEE | e
Coating Color Coating Structure Hardness Oxidation Temperature Reseme Strength roughness R eme Resistan?:e Toughness
Tt Cr, Sik/ EHAHERE
Interference Color Nano Periodical Layer 40 1 11 00 © @ O © © ©
(%iﬁ) O . @ (%@) EgiAsIdF —IAI— AR DERMEIE T, EgiAsis a registered trademark of 0SG Corporation.
(Fair) (Best)
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Cutting Data

. ﬁﬂww D (Tﬁ%'ﬁtﬁgﬁﬁi'l‘i Outstanding cutting chip breakage and consistent chip form

ERATE ftbttmm (34%0) ftttm (2420) (283
Tool ADO-TRS-5D Comggtitor (3FL) Com;gtitor (2FL) ADO-TRS fcm;,*ni-.,?:Iti(t¢)r*5(zz|=|_))
Y4 X
Size @14
Ll
Work Material s50C
et 100m/min (2,275min")
XDEE ; 965mm/min
Feed 1,365mm/min (0.6mm/rev) (0.42mm/rev)
TURE 70mm (LEb)
Depth of Hole Blind
SIEHE KB LD HIRE
Coolant Water-Soluble
SEFRE - 31T eV Lo b
Machine Horizontal Machining Center
ﬂuIr\ﬁ Number of Holes
| 590 1,900 1,5‘00

" g
ADO-TRS 1,6007% Hoes o hming
it G0 Bl oo oee TR

Competitor (3FL) Breakage
ftrrt s (242%0) 1,4007 Hol X
Competitor (2FL) = Chlpplng
fthtt & (24 3)

fthtt e (31 X)
ADO-TRS Com::titor (3FL)

Competitor (2FL)

T .

b b | TR

. SS4OOEBW D (3‘-‘ haj‘l II’;(EE”"I Stable performance with trouble-free chip evacuation even in SS400

EmIR ADO-TRS-5D

ool

14X

Size ®8.5

Ll

Work Material 55400
BIRRE : -
Cutting Szpeed 100m/min (3,745min™")
Eebd = 1,273mm/min (0.34mm/rev)
TURE 43mm (Eb)
Depth of Hole Blind
BIHHE KB ELIHIME 3MPa
Coolant Water-Soluble
EFAHEH Wy =—votevs
Machine Horizontal Machining Center

7J[II/"'Q§SI Number of Holes
| 1,900 2,900 3,900
o~ T oI AE
ADO-TRS-5D 2,9007R Holes Still Running
MR GBI 17t o, BID<TBITE
Competitor (3FL) Tangled Chips at Early Stage
R Q#N) tIb<TEMERE

2907% Holes .
Competitor (2FL) Tool Breakage Due to Tangled Chips

PO LLFDHTRTNSSA400THRAL—AR

VIO K FHHEICKDRELcREMZRE

Smooth chip evacuation capability enables long and stable
tool life in SS400, a material prone to the elongation of chips
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. EHREQ%%E;%*&”"IE&%E Demonstrates low resistance characteristic in thin plate processing

ERIE ftttam (31H) fti4tmm (24%)
Tool ADO-TRS-3D Comgztitor (3FL) Com;gtitor (2FL)
pEPS
Size ®14
BRI
Work Material $53C (30HRC)
YIHLER : I
Cutting Szpeed 100m/min (2,275min"")
EDERE : 956mm/min
Feod 1,274mm/min (0.56mm/rev) (0.42mm/rev)
TURE 10mm (&D)
Depth of Hole Through
BIHHF KBV EHE
Coola/nt V,Vater—SqulbIe %D@{EL\ZW%&E%G)W*?E
{E AR TRV Hole accuracy equivalent to low-feed 2-flute drills
Machine Vertical Machining Center
B :mm Unit:mm
. AT B N &
I8 EDIRE Hole Position Accuracy Hole Diameter
Tool Feed
* * A B C D A B C D
ADO-TRS 1,274mm/min 0.031 0.033 0.038 0.042 13.996 13.998 14.009 14.022
it em (34 30) 1,274mm/min 0.055 0.075 0.131 0.272 14004 | 14007 | 14020 | 14.062
Competitor (3FL)
ﬂi’.?i:‘ﬁ':(Z*Sl'ﬂ) 956mm/min 0.023 0.029 0.045 0.046 14.013 14.021 14.026 14.026
Competitor (2FL)

?7‘1\0 E-n E l: ;% 9 “J j”ulﬁiﬂwtbﬁ Comparison of tapping performance based on quality of pre-drilled holes

EBETANEHEENEBEV(HDDHAREN) FATY Yy ITMIZTL. EOKSEENLEL DNIREE

A close-up on the differences between tapping in a good quality pre-drilled hole and a poor quality pre-drilled hole with significant deviation

YA ZX M6 X1 #%HlI#f:S50C RQUITRSE :12mm  LJHLEE : 15m/min  YIHERE | KCREIHGER  ERAW kv =00t r s
Size Work Material Tapping Length Cutting Speed Coolant Water-Soluble Machine Horizontal Machining Center
.t’]ﬁu9 ‘y7° Cutting Tap ( g:ﬁol:e é?zes X 15mm
TROEEHRL TRO@EHE
Good pre-drilled hole quality Poor pre-drilled hole quality
( »:‘VHA”‘*’Myu%
Sty sy it A S [ 77 a7 s EHDREDTRELDFHFE

L\ e
T e ~ L
""';“y__\,qmq&fq.-ﬂ';,m
Pt

P

Unstable chip generation with various thickness

IMEOERE. HRUHFEFRR

-F
i o
Risk of breakage, poor thread accuracy
w, i AP o gy

(.

o o .
.iﬁ;ﬁg‘yj Forming Tap (-F/\ : @ 5.52 X 15mm

Drill Hole Size
TROREHRL TROBEHEL
Good pre-drilled hole quality Poor pre-drilled hole quality

[N cm] 800 [N+ cm]800

K 400 ~ 400

N / ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Mool MI%FTHIVEVINVIDR LR

o / Tapping torque sharply increases

° 0 o 0 in the latter half of machining

=] 2 = -

g g FEDERE. HRUEEFR

=TT L 1 G Risk of breakage, poor thread accuracy

-400 -400
o 1 2 3 4 s o 1 2 3 4 5
Time [s] Time [s]




”HI?‘_ 9 Cutting Data

. aayay'\’ 7 h(eﬁm) Emﬁ{a' bg‘fb*ﬁﬁ;ﬁu Crankshaft (alloy steel) cycle time reduction example

MIA

Section A

UJ"I A] Section A

mIs

Section B

Il

[,JUI B] Section B

FHTE ADO-TRS (4¥5%mm) ftittam (248) EAIE ADO-TRS (4¥5%m) ftttam (24%)
Tool Special Competitor (2FL) Tool Special Competitor (2FL)
g4 Y4X

Size ®8.8 Size ®12.5

HEIA =E=] ) &

Work Material Alloy Steel Work Material Alloy Steel

SIHEE ; . YIHLERE : .

Cutting Speed 80m/min (2,895min"") Ciittg e 80m/min (2,038min™)
EDIERE 1,563mm/min 347mm/min EDRE 1,710Tmm/min 408mm/min
Feed (0.54mm/rev) (0.12mm/rev) Feed (0.54mm/rev) (0.2mm/rev)
SIElHE] HEHA]

Coolant maQL Coolant maQL

SEFRER -7 A Vs b Ve fEFRE BRIy =—vIitwvsy

Machine Horizontal Machining Center Machine Horizontal Machining Center

ADO-TRS fitdtaa (2450)
6,400 X1 T i 3,200V T#%

After drilling 6,400 holes Comp ing 3,200 holes

ADO-TRS
3,000 T

After drilling 3,000 holes

DUI/'T& Number of Holes
2,?00 4,900 6,0‘00

HkfEETEE

—
SRS still Running

ADO-TRS

BT
Tool Change

flrtt e (24259)

Competitor (2FL)

3,2007X Holes

ﬂﬂIﬂ;ﬂ Number of Holes

| 1,900 2,900 3,900

HiTTHE

—~
= hpseles Still Running

ADO-TRS

fttam (242%0)

Competitor (2FL)

BT
Tool Change

1,500ﬂ Holes

BDBIRERD orilling Time

26.2%

Seconds

5.9%

Seconds

ADO-TRS ftbttmm (2439)

Competitor (2FL)

BEIBFRD Drilling Time

4.7%

Seconds

1.7#%
Seconds
o -
ADO-TRS fth4tmm (2439)
Competitor (2FL)




. SCM440® MQL qul:BL‘t%m D (TEmb\(ﬁ% Breaks chips into small manageable pieces even in SCM440 with MQL

chlﬁIE ADO-TRS-5D ﬂﬂI}"ﬂiﬂl Number of Holes
;3_“41' o5 ‘ 1’0\00 2,q00 3,900
ize
. fkimoTEE
L SCM440(30HRC) ADO-TRS 300078 oks still Running
Work Material
YIHIEE : . 0 FEfTE
Cutting Speed 75m/min (4,777min"") miiii:ﬁ(tzjgf) 5007 Holes Er?gfeg—ﬁ!gs
Eea EE 1,194mm/min (0.25mm/rev)
TURE 25mm (i&b) (3 A
P of Hole Through ADO-TRS stk )
I3 ~u 5 ——

lngolagi§|J maQL L - s - — {

N ] * e, =yt ¥ - -
B Rk (-1 A iV L s cA N, : 7 g
Machine Horizontal Machining Center - :1, : d, . “:'..; '!L “-\va’,"‘ ;:

" ¥y = i

HBTEODKFHRESTEICEXHFUVTL 3_{;1-}?.‘ < LD
F o7 ADO-TRSIEMN K RELIID T T, T x% o, )
bS5 7L< T #ke e N Ag )

The competitor ejected long cutting chips that tangled
around the tool. The ADO-TRS, on the other hand, is able
to achieve trouble-free drilling by breaking cutting chips
into small manageable pieces

. ﬁﬁﬁ?@ﬁﬂ”uIEBEnrcm D (T;;Fm'l.i Excellent chip evacuation even in deep hole drilling on a lathe machine

ERAITE ADO-TRS-8D (435 m) INTIEL Number of Holes
oo Spect 1,000 3,000 5,000
;;_r»(;(‘ 014 | 1 7 1
ize
. fseoTae
Al A% ADO-TRS HEEAIET Still Running
Work Material Alloy Steel
YIHLER i in- tm 3HA e Rig
Cutting Szpeed 80m/min (1,820min") 1%imiﬂeﬁ(toj3m) 4,00077 Holes Breakage
Eea = 946mm/min (0.52mm/rev)
TRE % {3t (34230)
Depth of Hole mm ADO-TRS Competitor (3FL)
EJJHIIJ;'EHJ 7J<V;;I§‘I$thF|1U;;)H|]§|J
oolant ater-Soluble =
-~

e 288 (T—2/E8) N ~ 5
Machine Lathe (rotating workpiece)
0 FHHOBLVT— s EHETORTMIIC = e
BVTHERELYID K THIHZRIR
Demonstrates stable chip evacuation even in deep hole =5 %
drilling of a rotating workpiece that is difficult to discharge = ",'_";"
chips 00D DD OO0 000000 00 00 00 00 0000

. 7‘( j y@Eﬁl:jL‘t Guide for Icons

*ZE Tool Materials ]_7_' 4 ‘/7" Coating E/§®§£FF§E Tolerance for Drill Diameter

- R RUIERDHEEE
BEas B (PR O—F VY < 2

CARBIDE Tungsten Carbide EgiAS EgiAs Coating h8 f?r:rl:eifo?;rill PN

m RUNA el Angle 232UV shrink E tﬂﬁu%FF Cutting Conditions

pew RULEBORUNAEZ  sumn| YaUVIT 1y MIGEEIED) speEp WIHISRIFEERIGRN—I%

300 FRULET op | YATLICHBBROLET HED  mRLET
Helix angle of flute for drills Suitable for the shrink holder system Indicates page number for cutting conditions

&



3 *& ﬂ 5m T'\F_l' E Eﬁi F U } I/ 3-Flute Carbide Drill with Oil Hole 201 9E§%;‘E¥E Available from Spring 2019

ADO-TRS-3D

" O« VICBUSHRETDIEGHHDEITH
MR EIFE<LEESDT A

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

N
NN ED P

|
CMBDE piac  hg 30 AT

BT :mm  Unit:mm

y—No. | BE BIRARSA IR R I v—ne. | Bz BRSO
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
8720300 3 18 66 3 B 11,200 8720610 6.1 31 88 8 B 16,100
8720330 3.3 20 74 4 B 11,900 8720620 6.2 31 88 8 B 16,100
8720350 3.5 21 74 4 B 11,900 8720630 6.3 32 88 8 B 16,100
8720366 3.66 22 74 4 B 12,600 8720640 6.4 32 88 8 B 16,100
8720400 4 24 74 4 B 12,600 8720650 6.5 33 88 8 B 16,100
8720420 4.2 26 80 6 B 13,600 8720660 6.6 33 88 8 B 17,100
8720450 4.5 27 80 6 B 13,600 8720670 6.7 34 88 8 B 17,100
8720460 4.6 28 80 6 B 14,600 8720680 6.8 34 88 8 B 17,100
8720500 5 25 80 6 B 14,600 8720690 6.9 35 88 8 B 17,100
8720510 5.1 26 82 6 B 15,400 8720700 7 35 88 8 B 18,100
8720520 5.2 26 82 6 B 15,400 8720710 7.1 36 94 8 B 18,100
8720530 53 27 82 6 B 15,400 8720720 7.2 36 94 8 B 18,100
8720540 54 27 82 6 B 15,400 8720730 7.3 37 94 8 B 18,100
8720550 5.5 28 82 6 B 15,400 8720738 7.38 37 94 8 B 18,100
8720560 5.6 28 82 6 B 16,100 8720740 7.4 37 94 8 B 18,100
8720570 5.7 29 82 6 B 16,100 8720750 7.5 38 94 8 B 18,100
8720580 5.8 29 82 6 B 16,100 8720760 7.6 38 94 8 B 19,000
8720590 5.9 30 82 6 B 16,100 8720770 7.7 39 94 8 B 19,000
8720600 6 30 82 6 B 16,100 8720780 7.8 39 94 8 B 19,000
c PAOVDHRAFP.6ZTE TS, B=1Z#7fEm B=Standard stockitem

- See p.6 for explanation of icons.



201 QEE%?—E%E Available from Spring 2019

m B{i:mm Unit:mm
v—ino. | BE AR AR Il v-vo. | B2 BRSO R R
EDP No. Dc 2 L Ds Stock (Yen) EDP No. C L Ds Stock (Yen)
8720790 79 40 94 8 B 19,000 8720950 9.5 48 106 10 B 22,900
8720800 8 40 94 8 B 19,000 8720960 9.6 48 106 10 B 23,500
8720810 8.1 41 101 10 B 20,900 8720970 9.7 49 106 10 B 23,500
8720820 8.2 41 101 10 B 20,900 8720980 9.8 49 106 10 B 23,500
8720830 8.3 42 101 10 B 20,900 8720990 99 50 106 10 B 23,500
8720840 8.4 42 101 10 B 20,900 8721000 10 50 106 10 B 23,500
8720850 8.5 43 101 10 B 20,900 8721010 10.1 51 113 12 B 24,300
8720860 8.6 43 101 10 B 21,700 8721020 10.2 51 113 12 B 24,300
8720870 8.7 44 101 10 B 21,700 8721030 10.3 52 113 12 B 24,300
8720880 8.8 44 101 10 B 21,700 8721040 104 52 113 12 B 24,300
8720890 8.9 45 101 10 B 21,700 8721050 10.5 53 113 12 B 24,300
8720900 9 45 101 10 B 21,700 8721060 10.6 53 113 12 B 25,100
8720910 9.1 46 106 10 B 22,900 8721070 10.7 54 113 12 B 25,100
8720920 9.2 46 106 10 B 22,900 8721080 10.8 54 113 12 B 25,100
8720925 9.25 47 106 10 B 22,900 8721090 10.9 55 113 12 B 25,100
8720930 9.3 47 106 10 B 22,900 8721100 11 55 113 12 B 25,100
8720938 9.38 47 106 10 B 22,900 8721110 1.1 56 120 12 B 26,300
8720940 94 47 106 10 B 22,900 8721120 11.2 56 120 12 B 26,300

B=1Z#7fEmM B=Standard stockitem

BfE - REEVVORFREXILAIEET T,
ZOM7 IV VLS ERHROFHFREEDET,

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and for aluminum alloy is available

upon request.
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3 *& E }E 7"\17]' E EE F U } II 3-Flute Carbide Drill with Oil Hole 2019FHFFHFETFTE Available from Spring 2019

ADO-TRS-3D

J;. - - =g A
2 5/.‘,» -4
-V ICBOSHRETIHEENHODIITH.
MR EIFE<LEESDT A
Drills may have some discoloration, but it does not cause any performance problems. L
Rk
m il :mm  Unit:mm
y—No. | EE ELNES USRI - ino. | Bz [ELRES ADSCEE e
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
8721125 11.25 57 120 12 B 26,300 8721420 14.2 71 140 16 B 34,000
8721130 1.3 57 | 120 12 B 26,300 8721430 14.3 72 | 140 16 B 34,000
8721138 11.38 | 57 | 120 12 B 26,300 8721450 14.5 73 | 140 16 B 34,000
8721140 1.4 57 | 120 12 B 26,300 8721500 15 75 | 140 16 B 34,800
8721150 11.5 58 | 120 12 B 26,300 8721520 15.2 76 | 145 16 B 36,400
8721160 11.6 58 | 120 12 B 27,000 8721530 15.3 77 | 145 16 B 36,400
8721170 1.7 59 | 120 12 B 27,000 8721550 15.5 78 | 145 16 B 36,400
8721180 11.8 59 | 120 12 B 27,000 8721600 16 80 | 145 16 B 37,000
8721190 11.9 60 | 120 12 B 27,000 8721650 16.5 83 | 150 18 B 45,500
8721200 12 60 | 120 12 B 27,000 8721700 17 85 | 150 18 B 46,000
8721250 12.5 63 | 128 14 B 28,100 8721725 17.25 | 87 | 155 18 B 53,200
8721300 13 65 | 128 14 B 31,100 8721750 17.5 88 | 155 18 B 53,200
8721325 1325 | 67 | 134 14 B 32,700 8721800 18 90 | 155 18 B 53,200
8721330 133 67 | 134 14 B 32,700 8721850 18.5 93 | 160 20 B 57,000
8721338 1338 | 67 | 134 14 B 32,700 8721900 19 95 | 160 20 B 57,200
8721350 13.5 68 | 134 14 B 32,700 8721925 19.25 | 97 | 165 20 B 64,500
8721400 14 70 134 14 B 32,700 8721950 19.5 98 165 20 B 64,500
8721410 14.1 71 140 16 B 34,000 8722000 20 100 | 165 20 B 64,800
c PAAVDEHRIEp.6ETE TS, B=1Z#7fEM B=Standard stockitem

- See p.6 for explanation of icons.

BfE - RESEVORFBEXILATEET T,
ZOM7 IV LS EAROIFREEDET T,

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and for aluminum alloy is available
upon request.

S ERFTRLSDETEL
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3 *& ﬂ 3m ﬂ'q E Eﬁi F U } ll 3-Flute Carbide Drill with Oil Hole 20195FFEFSTFE Available from Spring 2019

ADO-TRS-5D

" O« VI CBUSHRETDIEGHHDEITH
MR EEE<LBESDT A

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

Y
S NN ED R

|
CARBIDE EgiAls hs 30° AT P13

B :mm Unit:mm

v—iNo. | BE [ELARSEOZIET AL TN - ino. | mx [ RIS ADSZEIRC R e
EDP No. Dc ) L Ds Stock (Yen) EDP No. c L Ds Stock (Yen)
8722300 3 27 78 3 B 15,600 8722600 6 48 | 100 6 B 19,000
8722330 33 30 86 4 B 16,100 8722610 6.1 49 | 109 8 B 19,000
8722350 35 32 86 4 B 16,100 8722620 6.2 50 | 109 8 B 19,000
8722366 3.66 | 33 86 4 B 16,200 8722630 6.3 51 109 8 B 19,000
8722400 4 36 86 4 B 16,200 8722640 6.4 52 | 109 8 B 19,000
8722420 42 38 95 6 B 16,600 8722650 6.5 52 | 109 8 B 19,000
8722450 45 41 95 6 B 16,600 8722660 6.6 53 | 109 8 B 20,300
8722460 4.6 42 95 6 B 17,100 8722670 6.7 54 | 109 8 B 20,300
8722500 5 45 95 6 B 17,100 8722680 6.8 55 | 109 8 B 20,300
8722510 5.1 41 100 6 B 18,100 8722690 6.9 56 | 109 8 B 20,300
8722520 52 42 | 100 6 B 18,100 8722700 7 56 | 109 8 B 20,300
8722530 53 43 | 100 6 B 18,100 8722710 7.1 57 | 118 8 B 21,300
8722540 54 44 100 6 B 18,100 8722720 7.2 58 118 8 B 21,300
8722550 5.5 44 | 100 6 B 18,100 8722730 7.3 59 | 118 8 B 21,300
8722560 5.6 45 | 100 6 B 19,000 8722738 738 | 60 | 118 8 B 21,300
8722570 5.7 46 | 100 6 B 19,000 8722740 74 60 | 118 8 B 21,300
8722580 5.8 47 100 6 B 19,000 8722750 7.5 60 118 8 B 21,300
8722590 5.9 48 | 100 6 B 19,000 8722760 7.6 61 118 8 B 22,400

c PAAVDEHRAIFPp.6ETE TS, B=1Z#7fEMR B=Standard stockitem

- See p.6 for explanation of icons.

BfE - REEVVORFREXILAIEET T,
ZOM7 IV VLS ERHROFHFREEDET,

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and for aluminum alloy is available

upon request.
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3 *& ﬂ 5m T'\F_l' =¢E Eﬁi F U } I/ 3-Flute Carbide Drill with Oil Hole 201 9E§%;‘E¥E Available from Spring 2019

ADO-TRS-5D

& oF EE
(
=S4V ICBOOSNELETDHENHDIITH
M LFE<EEDDE A
Drills may have some discoloration, but it does not cause any performance problems. L
- o
m BfiI:mm Unit:mm
v—no. | B2 BRIl v | =2 B
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
8722770 77 62 118 8 B 22,400 8722940 9.4 76 136 10 B 25,900
8722780 7.8 63 118 8 B 22,400 8722950 9.5 76 136 10 B 25,900
8722790 7.9 64 118 8 B 22,400 8722960 9.6 77 136 10 B 26,300
8722800 8 64 118 8 B 22,400 8722970 9.7 78 136 10 B 26,300
8722810 8.1 65 128 10 B 23,600 8722980 9.8 79 136 10 B 26,300
8722820 8.2 66 128 10 B 23,600 8722990 9.9 80 136 10 B 26,300
8722830 83 67 128 10 B 23,600 8723000 10 80 136 10 B 26,300
8722840 8.4 68 128 10 B 23,600 8723010 10.1 81 146 12 B 27,900
8722850 85 68 128 10 B 23,600 8723020 10.2 82 146 12 B 27,900
8722860 8.6 69 128 10 B 24,900 8723030 10.3 83 146 12 B 27,900
8722870 8.7 70 128 10 B 24,900 8723040 10.4 84 146 12 B 27,900
8722880 8.8 71 128 10 B 24,900 8723050 10.5 84 146 12 B 27,900
8722890 8.9 72 128 10 B 24,900 8723060 10.6 85 146 12 B 28,900
8722900 9 72 128 10 B 24,900 8723070 10.7 86 146 12 B 28,900
8722910 9.1 73 136 10 B 25,900 8723080 10.8 87 146 12 B 28,900
8722920 9.2 74 136 10 B 25,900 8723090 10.9 88 146 12 B 28,900
8722925 925 | 74 136 10 B 25,900 8723100 11 88 146 12 B 28,900
8722930 9.3 75 136 10 B 25,900 8723110 1.1 89 156 12 B 30,000
8722938 938 | 76 136 10 B 25,900 8723120 11.2 90 156 12 B 30,000
c PAIVDHBAFp.6ETE TS, B=1Z#7EMR B=Standard stockitem
- See p.6 for explanation of icons.
[ NEXT )2



201 QEE%?—E%E Available from Spring 2019

m B{i:mm Unit:mm
v—ino. | BE AR IR A I v-vo. | B ELARSAD AR
EDP No. Dc 2 L Ds Stock (Yen) EDP No. d 2 L Ds Stock (Yen)
8723125 11.25 90 156 12 B 30,000 8723420 14.2 114 185 16 B 40,600
8723130 11.3 91 156 12 B 30,000 8723430 14.3 115 185 16 B 40,600
8723138 11.38 92 156 12 B 30,000 8723450 14.5 116 185 16 B 40,600
8723140 114 92 156 12 B 30,000 8723500 15 120 185 16 B 40,900
8723150 11.5 92 156 12 B 30,000 8723520 15.2 122 193 16 B 45,500
8723160 11.6 93 156 12 B 31,600 8723530 15.3 123 193 16 B 45,500
8723170 11.7 94 156 12 B 31,600 8723550 15.5 124 193 16 B 45,500
8723180 11.8 95 156 12 B 31,600 8723600 16 128 193 16 B 45,500
8723190 11.9 96 156 12 B 31,600 8723650 16.5 132 201 18 B 49,500
8723200 12 96 156 12 B 31,600 8723700 17 136 201 18 B 53,000
8723250 12.5 100 167 14 B 32,600 8723725 17.25 | 138 209 18 B 53,400
8723300 13 104 167 14 B 36,400 8723750 17.5 140 209 18 B 53,400
8723325 13.25 | 106 176 14 B 37,500 8723800 18 144 209 18 B 58,000
8723330 13.3 107 176 14 B 37,500 8723850 18.5 148 217 20 B 63,100
8723338 13.38 | 108 176 14 B 37,500 8723900 19 152 217 20 B 65,900
8723350 13.5 108 176 14 B 37,500 8723925 19.25 | 154 225 20 B 67,100
8723400 14 112 176 14 B 39,000 8723950 19.5 156 225 20 B 67,100
8723410 14.1 113 185 16 B 40,600 8724000 20 160 225 20 B 69,300

B=1Z#7fEmM B=Standard stock item
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Please contact our sales staff for more information. Custom order with specific requests on diameter, length and for aluminum alloy is available
upon request.
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t’Jﬁu%{q:EiEi Cutting Conditions

ADO-TRS-3D / ADO-TRS-5D
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Mild Steel - Low Carbon Steel Carbon Steel Alloy Steel
$5400-S10C $35C-S50C SCM-SCr-SNCM
~150HB ~210HB 16 ~28HRC
~ 500N/mm? ~710N/mm? 710 ~900N/mm?
[OERERE EbE EEEE EbE EEREE EbE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 10,000 0.11 ~ 0.15 10,000 0.11 ~ 0.15 8,500 0.11 ~ 0.15
4 8,000 0.14 ~ 0.2 8,000 0.14 ~ 0.2 6,400 0.14 ~ 0.2
5 6,400 0.18 ~ 0.25 6,400 0.18 ~ 0.25 5,100 0.18 ~ 0.25
6 5,300 021 ~ 03 5,300 021 ~ 0.3 4,200 0.21 ~ 0.3
7 4,500 0.25 ~ 0.35 4,500 0.25 ~ 0.35 3,600 0.25 ~ 0.35
8 4,000 0.28 ~ 04 4,000 028 ~ 04 3,200 0.28 ~ 0.4
9 3,500 0.32 ~ 045 3,500 032 ~ 045 2,800 0.32 ~ 0.45
10 3,200 035 ~ 05 3,200 035 ~ 0.5 2,500 0.35 ~ 0.5
11 2,900 0.39 ~ 0.55 2,900 039 ~ 0.55 2,300 0.39 ~ 0.55
12 2,700 042 ~ 0.6 2,700 042 ~ 0.6 2,100 042 ~ 0.6
13 2,400 046 ~ 0.65 2,400 046 ~ 0.65 2,000 046 ~ 0.65
14 2,300 049 ~ 0.7 2,300 049 ~ 0.7 1,800 049 ~ 0.7
15 2,100 0.53 ~ 0.75 2,100 053 ~ 0.7 1,700 0.53 ~ 0.7
16 2,000 0.56 ~ 0.8 2,000 0.56 ~ 0.72 1,600 0.56 ~ 0.72
17 1,900 06 ~ 0.85 1,900 06 ~ 0.77 1,500 06 ~ 077
18 1,800 0.63 ~ 0.9 1,800 063 ~ 0381 1,400 0.63 ~ 0.81
19 1,700 0.67 ~ 0.9 1,700 0.67 ~ 0.86 1,300 0.67 ~ 0.86
20 1,600 0.7 ~ 09 1,600 07 ~ 09 1,300 0.7 ~ 09
a2 -~ 5551 LBk
Alloy Steel Cast Iron Ductile Cast Iron
SCM-SCr-SNCM FC250 FCD450
28 ~35HRC ~350N/mm? FCD600

900 ~1,100N/mm? 400~ 600N/mm?

VIRbRE 60~90m/min 80~120m/min 60~100m/min

EfRE EDE ElEmRE XDE ElEmRE EDE

Speed Feed Rate Speed Feed Rate Speed Feed Rate

(min™) (mm/rev) (min) (mm/rev) (min™) (mm/rev)
3 8,000 0.11 ~ 0.15 10,000 0.11 ~ 0.18 8,500 0.11 ~ 0.15
4 6,000 0.14 ~ 0.2 8,000 0.14 ~ 0.24 6,400 0.14 ~ 0.2
5 4,800 0.18 ~ 0.25 6,400 0.18 ~ 0.3 5,100 0.18 ~ 0.25
6 4,000 021 ~ 03 5,300 0.21 ~ 0.36 4,200 021 ~ 0.3
7 3,400 0.25 ~ 0.35 4,500 0.25 ~ 0.42 3,600 0.25 ~ 0.35
8 3,000 028 ~ 04 4,000 0.28 ~ 0.48 3,200 028 ~ 04
9 2,700 032 ~ 045 3,500 0.32 ~ 0.54 2,800 032 ~ 045
10 2,400 035 ~ 05 3,200 0.35 ~ 0.6 2,500 035 ~ 0.5
11 2,200 0.39 ~ 0.55 2,900 0.39 ~ 0.66 2,300 0.39 ~ 0.55
12 2,000 042 ~ 0.6 2,700 042 ~ 0.72 2,100 042 ~ 0.6
13 1,800 046 ~ 0.65 2,400 0.46 ~ 0.78 2,000 046 ~ 0.65
14 1,700 049 ~ 0.7 2,300 049 ~ 0.84 1,800 049 ~ 0.7
15 1,600 0.53 ~ 0.7 2,100 0.53 ~ 0.75 1,700 0.53 ~ 0.7
16 1,500 0.56 ~ 0.72 2,000 0.56 ~ 0.8 1,600 0.56 ~ 0.72
17 1,400 06 ~ 0.77 1,900 06 ~ 0.85 1,500 06 ~ 077
18 1,300 0.63 ~ 0.81 1,800 0.63 ~ 0.9 1,400 0.63 ~ 0.81
19 1,300 0.67 ~ 0.86 1,700 0.67 ~ 0.95 1,300 0.67 ~ 0.86
20 1,200 0.7 ~ 09 1,600 07 ~ 1 1,300 0.7 ~ 09

. COUHIRERIE. KEEYH AR ZERT2B5DHDTT, . The indicated speeds and feeds are for drilling with water-soluble coolant.

2. KA MEIHIHEE FRER20EUTOREDODZETHERATEL, . Water-soluble high density coolant (less than 20 times dilution) is recommended.

3. RAGEMETEIREFF 213 20 B2 B X B AGEMEIEIRF OB (&, YIHIEREZ30% 3. When using non-water-soluble or water-soluble coolant (over 20 times dilution), reduce
BEETIFTTFEL, cutting speed by 30%.

4. RUIEBICELTE. EPENOEVWIL Y hZRAV. RUILD Equip the drill with a scratch- and dust-free collet and minimize drill deflection to less
RNUEL0.02mEFIC IR TTFEL, than 0.02mm.

5. HEIMDRFFIFLoHND EITV B, Tehd REIHET SIELVIR . Fasten the work material to reduce the possibility of work deformation, deflection of
REICLTTEL, machined surface, or vibration.

BHTRNDEED BN TIVORERICEDF T, HHEBD I 6. A clogged oil hole can lead to breakage. Make sure that a filter is attached to the oil

F—[EHFREBELTTEL, feeder.
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Custom tooling with specifications such as chamfering are available
upon request. Please contact your local sales representative for details.
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+ TEZERAT 2B, RIBIIRRDGDDT, BFH/N\— - REXHR - REMFEEALTTEL.
AINIRBRFTETHSBENT TS,

IO K FREFTETHSBEVTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& 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.

OSGRERE

Copyright ©2018 OSG Corporation. All rights reserved.

« WBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEBHAB DTS - ERZFEUF T,
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