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ADL YUy Rk OYIRUI
ADL Long Drill, Straight Shank
ADLL YUyRZX=I\—OYZJRUIL

ADLL Super Long Drill, Straight Shank
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Work

Materials

Carbon steel
SS S50C
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Alloy Steel Hardened Steel Cast Iron Stainless Steel
SCM SKS NAK SKD FC25 SUS303, 420
(HRC30~38)

RUILR| C#sE | XDE | OlEGEY | XDE | O | XbE | OERE | XDE | O | XDE
Drill Dia. | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min) | (mm/rev) | (min”) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev)| (min™) | (mm/rev)
@ gg~ 10,000 | 0.004 9,000 0.002 7,000 | 0.0015 | 10,000 | 0.005 4,000 0.001
¢ 0.6~ | 10,000~ | 0.01~ | 8,000~ | 0.007~ | 6,400~ | 0.003~ |10,000~ | 0.01~ | 3,800~ | 0.001~
1.0 9,500 0.02 6,400 0.015 4,800 0.01 9,500 0.04 4,800 0.005
¢1.1~ | 7,200~ | 0.02~ | 5800~ | 0.01~ | 4,400~ | 0.01~ | 8,700~ | 0.06~ | 4,300~ | 0.005~
2.0 6,400 0.06 3,200 0.02 3,200 0.015 7,200 0.15 3,200 0.02
¢$21~ | 6,100~ | 0.06~ | 3,000~ | 0.02~ | 3,000~ | 0.015~ | 6,800~ | 0.06~ | 3,000~ | 0.01~
29 4,400 0.08 2800 0.04 2,800 0.02 4,900 0.15 2,200 0.03
¢3.0~ | 4300~ | 0.08~ | 2,700~ | 0.04~ | 2,700~ | 0.02~ | 4,800~ | 0.1~ | 2,100~ | 0.03~
5.0 2,600 0.1 2,000 0.08 1,900 0.04 3,200 0.2 1,900 0.05
¢6.0~ | 2,200~ | 0.1~ | 1,600~ | 0.05~ | 1,600~ | 0.02~ | 2,600~ | 0.15~ | 1,600~ | 0.05~
8.0 1,900 0.12 1,400 0.1 1,400 0.06 2,000 0.25 1,200 0.1
®»9.0~ | 1,600~ | 0.1~ | 1300~ | 0.05~ | 1,200~ | 0.04~ | 1,800~ | 0.2~ | 1,100~ | 0.05~
13.0 1,200 0.12 1,000 0.1 900 0.08 1,500 0.3 750 0.1
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Aluminium
Copper Alloy

RUIVEE| ClEs%E | XD E
Drill Dia. | Rotation Feed
(mm) (min™) | (mm/rev)
@03~ 0.01~
0.5 L0 0.02
@ 0.6~ | 12,000~ | 0.06~
1.0 20,000 0.15
®1.1~ | 16,000~ | 0.1~
2.0 13,000 0.2
¢»21~ 13,000~ | 0.1~
2.9 10,000 0.2
®»3.0~ | 8,500~ | 0.2~
5.0 6,400 0.25
®»6.0~ | 5300~ | 0.2~
8.0 4,000 0.3
®»9.0~ | 3,000~ | 0.3~
13.0 2,500 0.4
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Remarks:

1) Itis generally recommended to start with the lowest speed and feed shown in the table.
They may be gradually increased to higher points to obtain the fittest condition.

2) This drilling conditions are based on the tool extension length being 1.1 times the flute length.
When the extension length from the chuck is longer than 1.1 times of flute length, please reduce the above
value for speed and feed apropriately.

3) When along drill used, you are requested to start with the lowest speed and feed shown in the table,
They may be gradually increased to higher points to obtain the fittest condition.

4) Itis recommended to use the drill bush for stable and preciser drilling holes.



