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Sweep Cut Drill (3mm shank)
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Leaves a cleaner hole edge minimizing exit burrs remarkably.
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Prevents off-angle hole.

HNERZE . +0~—0.005

el W
@ w BT Unit © mm

@D Tolerance

BUF 7 IR =R yvv/ Eff B 7 IR =R yv/ Eff
CODE NUMBER @D 2 L d ¥ CODE NUMBER @D 2 L d ¥
ASWR-0010 0.1 12| 38 3 | 10430 ASWR-0070 0.7 8 38 3 7,870
ASWR-0011 0.11 12| 38 3 9,940 ASWR-0075 075 | 8 38 3 7,870
ASWR-0012 0.12 14| 38 3 9,940 ASWR-0080 0.8 8 38 3 1,870
ASWR-0013 0.13 14| 38 3 9,940 ASWR-0085 085 | 8 38 3 7,870
ASWR-0014 0.14 14| 38 3 9,940 ASWR-0090 0.9 8 38 3 7,870
ASWR-0015 0.15 18 | 38 3 9,700 ASWR-0095 095 | 8 38 3 1,870
ASWR-0016 0.16 18| 38 3 9,700 ASWR-0100 1 10 38 3 7,730
ASWR-0017 0.17 18 | 38 3 9,700 ASWR-0110 1.1 10 38 3 7,730
ASWR-0018 0.18 21| 38 3 9,700 ASWR-0120 12 |10 38 3 7,730
ASWR-0019 0.19 21| 38 3 9,700 ASWR-0130 1.3 |10 38 3 7,730
ASWR-0020 0.2 24 | 38 3 9,000 ASWR-0140 14 |10 38 3 7,730
ASWR-0021 0.21 24 | 38 3 9,000 ASWR-0150 15 |15 45 3 8,730
ASWR-0022 022 | 26| 38 3 9,000 ASWR-0160 16 |15 45 3 8,730
ASWR-0023 0.23 26 | 38 3 9,000 ASWR-0170 1.7 |15 45 3 8,730
ASWR-0024 024 | 26| 38 3 9,000 ASWR-0180 18 |15 45 3 8,730
ASWR-0025 0.25 3 38 3 8,270 ASWR-0190 19 |15 45 3 8,730
ASWR-0026 0.26 3 38 3 8,270 ASWR-0200 2 22 50 3 9,370
ASWR-0027 0.27 3 38 3 8,270 ASWR-0210 21 | 22 50 3 9,370
ASWR-0028 0.28 33| 38 3 8,270 ASWR-0220 22 | 22 50 3 9,370
ASWR-0029 0.29 33| 38 3 8,270 ASWR-0230 23 | 22 50 3 9,370
ASWR-0030 0.3 5 38 3 7,870 ASWR-0240 24 | 22 50 3 9,370
ASWR-0035 0.35 5 38 3 7,870 ASWR-0250 25 | 22 50 3 9,370
ASWR-0040 0.4 6 38 3 7,870 ASWR-0260 26 |22 50 3 9,370
ASWR-0045 0.45 6 38 3 7,870 ASWR-0270 27 | 25 50 3 9,370
ASWR-0050 0.5 6 38 3 7,870 ASWR-0280 28 | 25 50 3 9,370
ASWR-0055 0.55 6 38 3 7,870 ASWR-0290 29 | 25 50 3 9,370
ASWR-0060 0.6 7 38 3 7,870 ASWR-0300 3 25 50 3 9,370
ASWR-0065 0.65 7 38 3 7,870
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ACD "MAXAL" Drill for Aluminium

"E
HH 1) SIHISRAHE L] EEERAFROELMES DREL, RLICEVMEICLT
Work Materials Aluminium Alloy BERETTERTEL.
» " . - 2) TEORTHUREFTESREIFRL LTTEATEL.
RUJLE AR EDE 3) CEROEROBHEELD LRIERECELEVNEAR. 53~
D;'['T'"[z')a- Cut(tm?msiﬁed (mﬁﬁiv) < BERECOBVERYTREAL. %0 REEEELTTEL,
®$1.0~19 60~ 80 0.05~0.1 Remarks:

1) Itis generally recommended to start with the lowest speed and feed shown in
®$20~29 60~ 80 0.1~0.2 the table.
¢3.0~3-9 60~100 0.1~02 1’::;/“:2:‘1 be gradually increased to higher points to obtain the fittest
¢ 4.0~4.9 60~100 0.15~0.2 2) Qverhanging length of the tool from the chuck should be minimaized.

3) When machines can not achieve a recommen-ded rotation speed,use the
¢ 5.0~5.9 60~100 0.15~0.2 maximum speed but in stable rotation range and adjust the feed rate.
$6.0~6.9 80~100 0.2~0.35
$7.0~99 80~100 0.3~0.45

$10.0~12.0 80~100 0.4~0.65

ASWR/ASWD XA/—J#Avy bRUJIL

Sweep Cut Drill
XD EIFEEYHISREDE

*&H“M. TI= - s FaliE LVMEBICERELEADKDIR
Work Materials Aluminium Alloy Resin (FIVU DREEEI LE T,
RUJILER EIEEE EbE [EL EDE Exit burrs can be minimized
Drill Dia. Rotation Feed Rotation Feed by setting the lower feed rate
(mm) (min”!) (mm/rev) (min”!) (mm/rev) than upper feed rate in the
®0.1~0.25 20,000 0.001~0.003 17,000 0.001~0.003 standard drilling conditions.
.3~0.4 20,000 .005~0.02 17, .005~0.02
@0 3~0 0 005~ 0.0 000 0 005~ 0.0 S —
¢05~07 | 17000 | 001~003 | 14500 | 001~003 | 4035 004%10% (0.1D)
©®0.8~0.9 15,000 0.02~0.04 12,800 0.02~0.04 ®0.5~d1.0x20% (0.2D)
o1 12,000 0.03~0.05 10,000 0.03~0.05 ®1.0 M EX25%~50%
15 9,000 0.03~0.05 7,700 0.03~0.05 2%93“;: 4e10% (010)
~ ~ 3~ @0.4x10% (0. iz}
b2 6,500 0.03~0.05 5,500 0.03~0.05 ®05-31.0x 20% (0.2D) %
®3 4,200 0.03~0.05 3,500 0.05 1.0 over x 25%-50% ob
o4 3,200 0.05 2,900 0.05 % m
@5 2,500 0.05 2,200 0.05 §’gﬂ
o6 2,200 0.05 1,900 0.05 g 1%;;
(-5 Remarks: -
1) Fryx IO RYILIRNFEEEO.0OSMMITICIIZTT 1) The run out with a drill in a spindle should be minimized to less than .
[a1AN 0.003mm.

2) CHEADHMORSOEMH EEHIRGICELEVSER. 2

When machines can not achieve a recommended rotation speed,

AN LERHETORVEGH T TRATEV. ZOBEE
DEBEUEETTFTFEL,

3) RUJLOOBUTCEADZE(F. LEVIBIRGLDBTHER
DREY RIVEENROREY 2EEmMZ BRI ETTEL,

3

please set maximum speed but in stable rotation range and adjust the
feed rate.

For smaller drills under @ 0.5, the most stable rotation speed of
actually using spindle has priority over the recommended conditions
indicated in the table.
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Sweep Cut Drilling Data
~RARVILERL =Ty FORIFINU LEB~

~ Comparison of Exit Burr ~

J—o%# : E—2 (1888) Work Materials : Peek (Resin)
) I |
JUE :2mm Hole: ¢2mm
Sample 1
INIZRM : 3,200rpm  F=160mm/min. Cutting Condition: 3,200rpm  F=160mm/min
BONRERUIL B 214—Thy cRUIL
General Purpose Drill Sweep Cut Drill
J—2o% : 7JV=A5052 Work Materials : Aluminium A5052
o JUE: 1mm Hole: ¢ 1mm
Sample 1
IS : 6,400rpm F=320mm/min. Cutting Condition: 6,400rpm  F=320mm/min
BONERUIL B 21M—Thy cRUIL
General Purpose Drill Sweep Cut Drill
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	18ATOM総合カタログP088-113
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