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1mm shank drill series for drilling precision small holes.
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CODE NUMBER @D L d CODE NUMBER @D L d )
AMSD-0005 005 | 05 30 1 12,500 AMSD-0031 0.31 3 30 1 2,790
AMSD-0006 0.06 | 05 30 1 11,000 AMSD-0032 032 | 3 30 1 2,790
AMSD-0007 0.07 | 05 30 1 9,000 AMSD-0033 033 | 3 30 1 2,790
AMSD-0008 0.08 | 05 30 1 6,750 AMSD-0034 034 | 3 30 1 2,790
AMSD-0009 0.09 | 05 30 1 5,750 AMSD-0035 035 | 35 30 1 2,790
AMSD-0010 0.1 1 30 1 4,000 AMSD-0036 036 | 35 30 1 2,790
AMSD-0011 0.11 1 30 1 4,000 AMSD-0037 037 | 35 30 1 2,790
AMSD-0012 0.12 1 30 1 4,000 AMSD-0038 038 | 35 30 1 2,790
AMSD-0013 013 | 1 30 1 4,000 AMSD-0039 039 | 35 30 1 2,790
AMSD-0014 0.14 1 30 1 4,000 AMSD-0040 0.4 4 30 1 2,340
AMSD-0015 015 | 15 30 1 3,600 AMSD-0041 0.41 4 30 1 2,790
AMSD-0016 016 | 15 30 1 3,600 AMSD-0042 042 | 4 30 1 2,790
AMSD-0017 0.17 1.5 30 1 3,600 AMSD-0043 043 | 4 30 1 2,790
AMSD-0018 018 | 15 30 1 3,600 AMSD-0044 044 | 4 30 1 2,790
AMSD-0019 0.19 1.5 30 1 3,600 AMSD-0045 045 | 45 30 1 2,790
AMSD-0020 0.2 2 30 1 2,970 AMSD-0046 046 | 45 30 1 2,790
AMSD-0021 0.21 2 30 1 2,970 AMSD-0047 047 | 45 30 1 2,790
AMSD-0022 022 | 2 30 1 2,970 AMSD-0048 048 | 45 30 1 2,790
AMSD-0023 023 | 2 30 1 2,970 AMSD-0049 049 | 45 30 1 2,790
AMSD-0024 024 | 2 30 1 2,970 AMSD-0050 05 5 30 1 2,220
AMSD-0025 025 | 25 30 1 2,970 AMSD-0051 0.51 5 30 1 2,670
AMSD-0026 026 | 25 30 1 2,970 AMSD-0052 052 | 5 30 1 2,670
AMSD-0027 027 | 25 30 1 2,970 AMSD-0053 053 | 5 30 1 2,670
AMSD-0028 028 | 25 30 1 2,970 AMSD-0054 054 | 5 30 1 2,670
AMSD-0029 029 | 25 30 1 2,970 AMSD-0055 055 | 55 30 1 2,670
AMSD-0030 0.3 3 30 1 2,340 AMSD-0056 056 | 55 30 1 2,670
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CODENUMBER @D 2 L d ¥ CODENUMBER @D 2 L d ¥
AMSD-0057 | 057 | 55 | 30 | 1 | 2670
AMSD-0058 | 058 | 55 | 30 | 1 | 2670
AMSD-0059 | 059 | 55 | 30 | 1 | 2670
AMSD-0060 | 0.6 | 6 0 | 1 | 2120
AMSD-0061 | 0.61 | 6 30 | 1 | 252
AMSD-0062 | 062 | 6 30 | 1 | 252
AMSD-0063 | 0.63 | 6 30 | 1 | 252
AMSD-0064 | 064 | 6 30 | 1 | 252
AMSD-0065 | 0.65 | 65 | 30 | 1 | 2520
AMSD-0066 | 0.66 | 65 | 30 | 1 | 252
AMSD-0067 | 0.67 | 65 | 30 | 1 | 252
AMSD-0068 | 0.68 | 65 | 30 | 1 | 252
AMSD-0069 | 0.69 | 65 | 30 | 1 | 252
=),  |AMSD-0070 | 07 | 7 0 | 1 | 2120
§ é AMSD-0071 | 071 | 7 30 1 2,520
25 |AMSD-0072 | 072 | 7 30 | 1 | 252
,’j AMSD-0073 | 0.73 | 7 30 | 1 | 2520
L |AMSD-0074 | 074 | 7 30 | 1 | 250
AMSD-0075 | 075 | 75 | 30 | 1 | 2520
AMSD-0076 | 0.76 | 75 | 30 | 1 | 2520
AMSD-0077 | 077 | 75 | 30 | 1 | 2520
AMSD-0078 | 078 | 7.5 | 30 | 1 | 2520
AMSD-0079 | 079 | 75 | 30 | 1 | 2520
AMSD-0080 | 0.8 | 8 0 | 1 | 2120
AMSD-0081 | 0.81 | 8 30 | 1 | 252
AMSD-0082 | 0.82 | 8 30 | 1 | 252
AMSD-0083 | 0.83 | 8 30 | 1 | 252
AMSD-0084 | 0.84 | 8 30 | 1 | 252
AMSD-0085 | 0.85 | 85 | 30 | 1 | 252
AMSD-0086 | 0.86 | 85 | 30 | 1 | 2520
AMSD-0087 | 0.87 | 85 | 30 | 1 | 252
AMSD-0088 | 0.88 | 85 | 30 | 1 | 2520
AMSD-0089 | 0.89 | 85 | 30 | 1 | 2520
AMSD-0090 | 09 | 9 0 | 1 | 2120
AMSD-0091 | 091 | 9 30 | 1 | 252
AMSD-0092 | 092 | 9 30 | 1 | 252
AMSD-0093 | 093 | 9 30 | 1 | 252
AMSD-0094 | 094 | 9 30 | 1 | 252
AMSD-0095 | 0.95 | 95 | 30 | 1 | 2520
AMSD-0096 | 0.96 | 95 | 30 | 1 | 252
AMSD-0097 | 0.97 | 95 | 30 | 1 | 252
AMSD-0098 | 0.98 | 95 | 30 | 1 | 252
AMSD-0099 | 0.99 | 95 | 30 | 1 | 2520
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Micro Drill with Common Shank Series
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| EERE | EDE | EEH | XDE | EEH | EDE | OEN | XOE | EEH | EDE

Rotation | Feed Rotation Feed Rotation | Feed Rotation Feed Rotation | Feed

SRR (min™) | (mm/rev) | (min™") | (mm/rev) | (min") | (mm/rev)| (minT) | (mm/rev) | (minT) | (mm/rev)
¢0.02~{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 ) 20,000 | 0.001 20,000 | 0.0015

¢0.1~ {19,000~ | 0.002~ | 16,000~ |0.0014~ {13,000~ | 0.001~ | 10,000~ |0.0005~ | 13,000~ | 0.0005~
0.29 13,000 0.01 11,000 | 0.007 8,800 0.004 5,000 0.001 8,800 0.001
¢0.3~ | 13,000~ | 0.01~ |11,000~ | 0.007~ | 8,800~ | 0.003~ | 5,000~ | 0.001~ | 8,800~ | 0.001~
0.49 12,000 0.02 9,700 0.01 6,500 0.005 4,500 0.005 6,500 0.005
®0.5~ 12,000~ | 0.02~ | 9,700~ | 0.01~ | 6,500~ | 0.005~ | 4,500~ | 0.005~ | 6,500~ | 0.005~
0.99 9,600 0.04 6,400 0.02 4,800 0.01 3,200 0.01 4,800 0.01
¢1~ | 9,600~ | 0.03~ | 6,400~ | 0.02~ | 3,100~ | 0.01~ | 3,200~ | 0.01~ | 4,800~ | 0.01~
1.99 6,400 0.06 4,000 0.05 2,400 0.03 2,400 0.03 3,200 0.03
¢2.0~ | 6,400~ | 0.07~ | 4,000~ | 0.05~ | 2,400~ | 0.02~ | 2,400~ | 0.03~ | 3,200~ | 0.03~
3.0 4,200 0.1 3,200 0.08 1,600 0.04 1,800 0.05 2,100 0.05

T ) —— AFvEDE: 00.02~¢0.4: RUJLE
= X10%(0.1D)
XH . Step Feed ©05~¢1.0: RUJLEX
: =F; = : 20% (0.2D)
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K| EEREy | EOE | O | XDE | IR | EhE

Rotati Feed | Rotati Feed | Rotati . =
» otation |  Fee otation | Fee otation | Feed | 1) sy i 91 O FORBIMT OBAICIE 7
SRR (min) | (mm/rev) | (min™) | (mm/rev) | (min) | (Mm/rev) | o pym—m) mEURE TR A
®0.02~{10,000— | 0.001~ |10,000— | 0.001~ |10,000— | 0.001~ THREL.

009 | 30,000 | 0.003 | 20,000 | 0.005 | 20,000 | 0.003 FULRLNERORE F £ TZRHEST,
2) FryvF YV IRORUJIVIRNFEEEXO.003mm

0.1~ [ 22,200~ 0.005~ | 16,000~ | 0.002~ [20,000~ | 0.005~ | = 7 7 =72 @
029 | 16500 | 002 | 11,000 | 0.008 | 15000 | 001 | 5 ~wrommonsomms LEOHEtcE ﬁg
®»0.3~ | 16,500~ | 0.02~ | 11,000~ | 0.008~ 15000 0.01~ UHWER . HANREEE TCOEU\EE 2y
0.49 13,000 0.04 11,500 0.015 0.02 TTERATEL. Siv
@05~ |13,000~ | 0.04~ |11,500~ | 0.015~ | 15,000~ | 0.02~ ZOBEEOBEAULETFITTAL, 27
099 | 12700 | 006 | 9600 | 004 | 10000 | 004 | ¥ KVveosuTCmmosan. rmumx  ZH

@1~ 12700~ | 006~ | 9600~ | 0.04~ |10,000~| 005~ | o oCBARACY DY REmEERES

1.99 6,400 0.12 4,800 0.08 6,000 0.07
$»2.0~ | 6,400~ | 0.12~ | 4,800~ | 0.08~ | 6,000~ | 0.07~
3.0 5,300 0.2 4,200 0.15 5,000 0.1

suopy

Remarks: 3) When machines can not achieve a recommended rotation speed, please
1) When drilling smaller hole, especially under ¢ 1.0mm, the guide hole set maximum speed but in stable rotation range and adjust the feed rate.
(posisioning by starting drill) is necessary. 4) For smaller drills under 0.5, the most stable rotation speed of actually
It prevents the drill breackage and initial chipping of cutting edge. using spindle has priority over the r led ditions indi din
2) The run out with a drill in a spindle should be minimized to less than the table.
0.003mm.
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