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ADR-SUS AFYUVARIAo20KRVI

ADR-SUS Micro Drill for Stainless Steel

A7 L A8l STAINLESS STEEL
= T . A>3z - Kovar
Work A=X7FAMR “SrScpm BRSOt inconel  (FENiCoBR)
SUS420/430 Hasteroy
Martensitic & Ferritic

RUILR| EEEH | XbE | i | EDE | BEEH | EDE | B | XbE | OFEH | EbE
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)
0.1~ 0.0003~ | 12,500~ | 0.0004~ 0.0003~ 0.0003~ 0.0003~
02 | 1999 o001 | 11200 | 0001 | "1 | o008 | *3 | 00007 | 5% | 0.0008
®0.3~ | 8,500~ |0.0015~ | 10,500~ |0.0015~ | 6,400~ | 0.001~ | 3,900~ | 0.001~ | 8,500~ |0.0015~
0.4 7,900 0.003 | 10,000 | 0.003 6,000 0.002 3,600 0.002 7,900 0.003
¢ 0.5~ | 7,600~ | 0.004~ | 9,600~ | 0.004~ | 5,700~ |0.0035~ | 4,900~ | 0.003~ | 7,600~ | 0.004~
0.7 6,800 0.01 9,100 0.01 5100 | 0.0075 | 4,400 0.006 6,800 0.01
®»0.8~ | 6,800~ | 0.015~ | 8,800~ | 0.015~ | 5,100~ | 0.01~ | 3,100~ | 0.007~ | 6,800~ | 0.015~
14 6,400 0.02 8,000 0.02 4,800 0.015 2,900 0.01 6,400 0.02
@15~ | 4300~ | 0.02~ | 5300~ | 0.03~ | 3,200~ | 0.02~ | 2,000~ | 0.02~ | 4,300~ | 0.03~
2 3,200 0.03 4,000 0.05 2,400 0.03 1,500 0.03 3,200 0.05

¢Zél~ 2700 ng]; 3200 | 007 | 2000 | 004 | 1200 | 004 | 2700 | 007

Materials SUS304/316
Austentic

Precipitation

AFvTiEbE: 00.1~00.4: RUJLEX10% (0.1D)
Step Feed ®0.5~d1.0: RUJLEX20% (0.2D)

1) FHIVEER O10LLE: RULEX25%~50% (0.25~0.5D)
Work Titan Alloy
Materials -5
1) #7%, (20 1.0 TFORBIFMIDIBEICIE. HA RN (2 5—7%) ZhELI L TRINT %
ToTTFEL.
RULE| EE | x=bE RUIVBUMI =B OMRE - FyE Y S RBEET,

Drill Di Rotati Feed 2) FrvF VIO RYJVIRNFEEIF0.003mmEIFITIIZ TRE L,
rillDia. | Rotation | Fee 3) CEADKHMOBSEENN FEIYREICELEVNERR. KRR REEHLTCOFLE

(mm) | (min™) | (mm/rev) | gmccmpmTL.
@0.1~ 0.0003~ ZOBEEDEBBEUCLETTIFTTEL.
0'2 7,400 0.0007 4) RUIL @0 BUTSERADIZEE. LETHAIRERDBTHERDOREY RIVBEDNRERET

ZEEMEBEESTETTEL,

$0.3~ | 6,600~ | 0.001~

0.4 6,200 0.002 Remarks:

¢0 5~ | 5,900~ | 0.003~ 1) When drilling smaller hole, especially under @ 1.0mm, the guide hole (posisioning by starting drill) is
' ) necessary.

0.7 5'300 0.006 It prevents the drill breackage and initial chipping of cutting edge.
¢ 0.8~ 5’300~ 0.007~ 2) The run out with a drill in a spindle should be minimized to less than 0.003mm.
14 5000 0.01 3) When machines can not achieve a recommended rotation speed, please set maximum speed but in

stable rotation range and adjust the feed rate.
d) 1.5~ 3,400~ 0.02~ 4) For smaller drills under 0.5, the most stable rotation speed of actually using spindle has priority over
2 2,500 0.03 the recommended conditions indicated in the table.

¢2.1~
3

2,000 0.04






