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Features

* Special Guide-Hole Drills developed for use in
driliing small / microdiameter holes.

*The chesel edge width is designed smaller, and
the width of guide hole base is always kept narrow
than the core thickness of secondary using drill.

* Thinning on the drill point lets you drill holes with
greater positioning accuracy.
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Uses & Advantages
* Work that requires stringent hole-position and

hole-diameter tolerance.

* Work of opening small diameter perforation holes
with strict pitch accuracy.

* Prevents off-angle hole drilling with accurate
guide hole.

 Prevents drill damage and chipping that occur
when the drill digs in.
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If the base of guide
hole is wider,
accurate hole
position can not be

/ achieved
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Pointing Drill Selection Table
SEimA 1A BUE DAL
Point Angle Materials Model Shank Dia.
ADPF30 @3
V-ADPF30 3
t
orsiee ADPF31 | ¢3.175
120°
V-ADPF31 | @3.175
JES% - 1S ADPN30 ®3
for Non Ferrous
& Resin ADPN31 3175
ADPF309 8
t
9p° | e V-ADPF309 | ¢3
JE#k - fBE A
for Non Ferroi & Resin ADPN308 ®3
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NC Pointing Drill with 90° point angle
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Special guide-hole drills for use in drilling small holes.
W SUiIE - NEEEDOEUWIITICRETY .
Most suitable for work that requires stringent hole position accuracy.
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CODE NUMBER ¢ ) 0 d ¥ CODE NUMBER @D J) L d ¥
ADPF309-0003 | 0.03 0.06 38 3 20,000 ADPF309-0050 | 0.5 1 38 3 5,600
ADPF309-0004 | 0.04 0.08 38 3 17,340 ADPF309-0055 | 0.55 1 38 B 6,200
ADPF309-0005 | 0.05 0.1 38 3 15,170 ADPF309-0060 | 0.6 1 38 3 6,200
ADPF309-0006 | 0.06 0.1 38 3 12,840 ADPF309-0065 | 0.65 1 38 3 6,200
ADPF309-0007 | 0.07 0.1 38 3 10,040 ADPF309-0070 | 0.7 1.2 38 3 6,200
ADPF309-0008 | 0.08 0.1 38 3 8,990 ADPF309-0075 | 0.75 1.2 38 3 6,200
ADPF309-0009 | 0.09 0.1 38 3 7,700 ADPF309-0080 | 0.8 1.2 38 3 6,200
ADPF309-0010 | 0.1 0.2 38 3 7,000 ADPF309-0085 | 0.85 1.2 38 3 6,200
ADPF309-0011 | 0.11 0.2 38 3 7,670 ADPF309-0090 | 0.9 1.8 38 3 6,200
ADPF309-0012 | 0.12 0.2 38 3 7,670 ADPF309-0095 | 0.95 1.8 38 3 6,200
ADPF309-0013 | 0.13 0.2 38 3 7,670 ADPF309-0100 | 1 2(1.8) 38 3 5,600
ADPF309-0014 | 0.14 0.2 38 3 7,670 ADPF309-0110 | 1.1 2 38 3 6,200
ADPF309-0015 | 0.15 0.2 38 3 7,000 ADPF309-0120 | 1.2 2 38 3 6,200
ADPF309-0016 | 0.16 0.3 38 3 1,670 ADPF309-0130 | 1.3 3 38 3 6,200
ADPF309-0017 | 0.17 0.3 38 3 7,670 ADPF309-0140 | 1.4 8 38 3 6,200
ADPF309-0018 | 0.18 0.3 38 3 7,670 ADPF309-0150 | 1.5 3(25)| 38 3 5,600
ADPF309-0019 | 0.19 0.3 38 3 7,670 ADPF309-0160 | 1.6 & 38 3 6,200
ADPF309-0020 | 0.2 0.4 38 3 6,300 ADPF309-0170 | 1.7 3 38 3 6,200
ADPF309-0021 0.21 0.4 38 3 7,000 ADPF309-0180 | 1.8 4 38 3 6,200
ADPF309-0022 | 0.22 04 38 3 7,000 ADPF309-0190 | 1.9 4 38 3 6,200
ADPF309-0023 | 0.23 04 38 3 7,000 ADPF309-0200 | 2 4(2.5) | 38 3 5,600
ADPF309-0024 | 0.24 0.4 38 3 7,000 ADPF309-0210 | 2.1 4 38 3 6,200
ADPF309-0025 | 0.25 0.4 38 3 6,300 ADPF309-0220 | 2.2 4 38 3 6,200
ADPF309-0026 | 0.26 0.5 38 3 7,000 ADPF309-0230 | 2.3 5 38 3 6,200
ADPF309-0027 | 0.27 0.5 38 3 7,000 ADPF309-0240 | 2.4 5 38 3 6,200
ADPF309-0028 | 0.28 0.5 38 3 7,000 ADPF309-0250 | 25 5(3) 38 3 5,600
ADPF309-0029 | 0.29 0.5 38 3 7,000 ADPF309-0260 | 2.6 5 38 3 6,200
ADPF309-0030 | 0.3 0.6 38 3 6,200 ADPF309-0270 | 2.7 5 38 3 6,200
ADPF309-0035 | 0.35 0.6 38 3 6,200 ADPF309-0280 | 2.8 5 38 3 6,200
ADPF309-0040 | 0.4 0.6 38 3 6,200 ADPF309-0290 | 2.9 5 38 3 6,200
ADPF309-0045 | 0.45 0.6 38 3 6,200 ADPF309-0300 | 3 5(3) 38 3 5,600
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ADPF30/ADPF309/ADPF31/V-ADPF30/V-ADPF309/V-ADPF31
NC RAVF«2T RUIL WitA

NC Pointing Drill for Ferrous Material

=00 - DD =E

0 A D 04 6 420/430
Sif| DERE | XDE | OEEH | XDE | OER# | EDE | OEH | XDE | OERE | EDbE

Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Soimi® (min") | (mm/rev) | (min™) | (mm/rev) | (min™") | (mm/rev) | (min™) | (mm/rev) | (min?) | (mm/rev)
®0.03~{10,000— | 0.001~ |10,000— | 0.001~ |10,000— 0.001 10,000— | 0.0005~ | 10,000— | 0.001~
0.09 20,000 | 0.0015 | 20,000 | 0.0015 | 20,000 i 20,000 0.001 20,000 0.002

0.1~ | 15,000~ | 0.0015~ | 15,000~ |0.0015~ | 13,000~ | 0.001~ | 10,000~ | 0.001~ {13,000~ | 0.0005~
0.29 10,000 | 0.007 | 10,000 | 0.007 8,800 0.004 5,000 0.003 8,800 0.001
¢ 0.3~ {10,000~ | 0.007~ | 10,000~ | 0.007~ | 8,800~ | 0.003~ | 5,000~ | 0.001~ | 8,800~ | 0.001~
0.49 9,500 0.01 9,500 0.01 6,500 0.005 4,500 0.005 6,500 0.005
®0.5~ | 9,500~ | 0.01~ | 9,500~ | 0.01~ | 6,500~ | 0.005~ | 4,500~ | 0.005~ | 6,500~ | 0.005~
0.99 7700 0.02 7700 0.02 4,800 0.01 3,200 0.01 4,800 0.01
¢1~ | 7,700~ | 0.02~ | 7,700~ | 0.02~ | 3,100~ | 0.01~ | 3,200~ | 0.01~ | 4,800~ | 0.01~
1.99 5,100 0.05 5,100 0.05 2,400 0.03 2,400 0.03 3,200 0.03
®2.0~ | 5100~ 0.06 5,100~ 0.06 2,400~ | 0.02~ | 2,400~ | 0.03~ | 3,200~ | 0.03~
3.0 4,200 ) 4,200 ) 1,600 0.04 1,800 0.05 2,100 0.05
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KH For the drill diameter under 0.1mm, you are recommended to start
machining with low rotation speed indicated on this table.
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Rotation Feed Rotation Feed Rotation Feed 2) CERADEMDRREER D LT UIHISR
FeimtR (min”) | (mm/rev) | (min?) | (mm/rev) | (min™) | (mm/rev) ISEULEWREIE. BRLKREFLTD
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¢ 0.03~ | 10,000 0.002 10,000 0.002 10,000 0.002 ZOEA RN ELEULEC FF TR,
0.09 20,000 | 0.005 | 20,000 | 0.005 20,000 | 0.005 3) KUILGOSETCERDEAN. LMl
®0.1~ | 18,000~ | 0.005~ | 16,000~ | 0.002~ | 18,000~ | 0.005~ B LDBERADZ L L MR
029 | 13000 | 002 | 11,000 | 0.008 | 13000 | 0.02 B BB RS BT T,
$0.3~ | 13,000~ | 0.02~ | 11,000~ | 0.008~ | 13,000~ | 0.02~
0.49 10,000 0.03 11,500 0.015 10,000 0.03 Remarks:
¢0_5~ 11,500~ | 0.015~ 1) The run out with a drill in a spindle should be
0.99 1 01000 0.03 9,600 0.04 1 0'000 0.03 minimized to less than 0.003mm.

¢ 1~ |10,000~| 0.03~ | 9,600~ | 0.04~ (10,000~ | 0.03~ 2
1.99 5,100 0.04 4,800 0.08 5,100 0.04 ) !
stable rotation range and adjust the feed rate.

¢ 2.0~ 5'1 00~ 0.04 4'800~ 0.08~ 5'1 00~ 0.04 3) For smaller drills under ¢ 0.5, the most stable rotation
3.0 4,200 4,200 0.15 4,200 speed of actually using spindle has higher priority

than recommended conditions shown in the table.
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When machines can not achieve a recommended
rotation speed, please set maximum speed but in
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