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DLC Shine coating brings

changes in micromachining
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DLC Micro Drill Regular Flute Length
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¢D Tolerance B3 unit : mm
R
CODE NUMBER (DD d CODE NUMBER oD Q d
ADR-DLC-0010 3 ADR-DLC-0056 0.56 6 3
ADR-DLC-0011 0 ‘I 1 3 ADR-DLC-0057 0.57 6 3
ADR-DLC-0012 0.12 1 .4 38 3 ADR-DLC-0058 0.58 6 38 3
ADR-DLC-0013 0.13 1.4 38 3 ADR-DLC-0059 0.59 6 38 3
ADR-DLC-0014 0.14 1.4 38 3 ADR-DLC-0060 0.6 7 38 3
ADR-DLC-0015 0.15 1.8 38 3 ADR-DLC-0061 0.61 7 38 3
ADR-DLC-0016 0.16 1.8 38 3 ADR-DLC-0062 0.62 7 38 3
ADR-DLC-0017 0.17 1.8 38 3 ADR-DLC-0063 0.63 7 38 3
ADR-DLC-0018 0.18 2.1 38 3 ADR-DLC-0064 0.64 7 38 3
ADR-DLC-0019 0.19 2.1 38 3 ADR-DLC-0065 0.65 7 38 3
ADR-DLC-0020 0.2 2.4 38 3 ADR-DLC-0066 0.66 7 38 3
ADR-DLC-0021 0.21 2.4 38 3 ADR-DLC-0067 0.67 7 38 3
ADR-DLC-0022 0.22 2.6 38 3 ADR-DLC-0068 0.68 7 38 3
ADR-DLC-0023 0.23 2.6 38 3 ADR-DLC-0069 0.69 7 38 3
ADR-DLC-0024 0.24 2.6 38 3 ADR-DLC-0070 0.7 8 38 3
ADR-DLC-0025 0.25 3 38 3 ADR-DLC-0071 0.71 8 38 3
ADR-DLC-0026 0.26 3 38 3 ADR-DLC-0072 0.72 8 38 3
ADR-DLC-0027 0.27 3 38 3 ADR-DLC-0073 0.73 8 38 3
ADR-DLC-0028 0.28 3.3 38 3 ADR-DLC-0074 0.74 8 38 3
ADR-DLC-0029 0.29 33 38 3 ADR-DLC-0075 0.75 8 38 3
ADR-DLC-0030 0.3 5 38 3 ADR-DLC-0076 0.76 8 38 3
ADR-DLC-0031 0.31 5 38 3 ADR-DLC-0077 0.77 8 38 3
ADR-DLC-0032 0.32 5 38 3 ADR-DLC-0078 0.78 8 38 3
ADR-DLC-0033 0.33 5 38 3 ADR-DLC-0079 0.79 8 38 3
ADR-DLC-0034 0.34 5 38 3 ADR-DLC-0080 0.8 8 38 3
ADR-DLC-0035 0.35 5 38 3 ADR-DLC-0081 0.81 8 38 3
ADR-DLC-0036 0.36 5 38 3 ADR-DLC-0082 0.82 8 38 3
ADR-DLC-0037 0.37 5 38 3 ADR-DLC-0083 0.83 8 38 3
ADR-DLC-0038 0.38 5 38 3 ADR-DLC-0084 0.84 8 38 3
ADR-DLC-0039 0.39 5 38 3 ADR-DLC-0085 0.85 8 38 3
ADR-DLC-0040 0.4 6 38 3 ADR-DLC-0086 0.86 8 38 3
ADR-DLC-0041 0.41 6 38 3 ADR-DLC-0087 0.87 8 38 3
ADR-DLC-0042 0.42 6 38 3 ADR-DLC-0088 0.88 8 38 3
ADR-DLC-0043 0.43 6 38 3 ADR-DLC-0089 0.89 8 38 3
ADR-DLC-0044 0.44 6 38 3 ADR-DLC-0090 0.9 8 38 3
ADR-DLC-0045 0.45 6 38 3 ADR-DLC-0091 0.91 8 38 3
ADR-DLC-0046 0.46 6 38 3 ADR-DLC-0092 0.92 8 38 3
ADR-DLC-0047 0.47 6 38 3 ADR-DLC-0093 0.93 8 38 3
ADR-DLC-0048 0.48 6 38 3 ADR-DLC-0094 0.94 8 38 3
ADR-DLC-0049 0.49 6 38 3 ADR-DLC-0095 0.95 8 38 3
ADR-DLC-0050 0.5 6 38 3 ADR-DLC-0096 0.96 8 38 3
ADR-DLC-0051 0.51 6 38 3 ADR-DLC-0097 0.97 8 38 3
ADR-DLC-0052 0.52 6 38 3 ADR-DLC-0098 0.98 8 38 3
ADR-DLC-0053 0.53 6 38 3 ADR-DLC-0099 0.99 8 38 3
ADR-DLC-0054 0.54 6 38 3 ADR-DLC-0100 1 10 38 3
ADR-DLC-0055 0.55 6 38 3




DLCIL—<RUJL OVD

DLC Micro Dirill Long Flute Length

ADRL-DLC
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B3 unit : mm

BUZE = v BUZE =3
CODE NUMBER d)D CODE NUMBER ®D

ADRL-DLC-0010
ADRL-DLC-0011
ADRL-DLC-0012
ADRL-DLC-0013
ADRL-DLC-0014
ADRL-DLC-0015
ADRL-DLC-0016
ADRL-DLC-0017
ADRL-DLC-0018
ADRL-DLC-0019
ADRL-DLC-0020
ADRL-DLC-0021
ADRL-DLC-0022
ADRL-DLC-0023
ADRL-DLC-0024
ADRL-DLC-0025
ADRL-DLC-0026
ADRL-DLC-0027
ADRL-DLC-0028
ADRL-DLC-0029
ADRL-DLC-0030
ADRL-DLC-0031
ADRL-DLC-0032
ADRL-DLC-0033
ADRL-DLC-0034
ADRL-DLC-0035
ADRL-DLC-0036
ADRL-DLC-0037
ADRL-DLC-0038
ADRL-DLC-0039
ADRL-DLC-0040
ADRL-DLC-0041
ADRL-DLC-0042
ADRL-DLC-0043
ADRL-DLC-0044
ADRL-DLC-0045
ADRL-DLC-0046
ADRL-DLC-0047
ADRL-DLC-0048
ADRL-DLC-0049
ADRL-DLC-0050
ADRL-DLC-0051
ADRL-DLC-0052
ADRL-DLC-0053
ADRL-DLC-0054
ADRL-DLC-0055
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0.3
0.31
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0.34
0.35
0.36
0.37
0.38
0.39
0.4
0.41
0.42
0.43
0.44
0.45
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0.48
0.49
0.5
0.51
0.52
0.53
0.54
0.55
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ADRL-DLC-0056
ADRL-DLC-0057
ADRL-DLC-0058
ADRL-DLC-0059
ADRL-DLC-0060
ADRL-DLC-0061
ADRL-DLC-0062
ADRL-DLC-0063
ADRL-DLC-0064
ADRL-DLC-0065
ADRL-DLC-0066
ADRL-DLC-0067
ADRL-DLC-0068
ADRL-DLC-0069
ADRL-DLC-0070
ADRL-DLC-0071
ADRL-DLC-0072
ADRL-DLC-0073
ADRL-DLC-0074
ADRL-DLC-0075
ADRL-DLC-0076
ADRL-DLC-0077
ADRL-DLC-0078
ADRL-DLC-0079
ADRL-DLC-0080
ADRL-DLC-0081
ADRL-DLC-0082
ADRL-DLC-0083
ADRL-DLC-0084
ADRL-DLC-0085
ADRL-DLC-0086
ADRL-DLC-0087
ADRL-DLC-0088
ADRL-DLC-0089
ADRL-DLC-0090
ADRL-DLC-0091
ADRL-DLC-0092
ADRL-DLC-0093
ADRL-DLC-0094
ADRL-DLC-0095
ADRL-DLC-0096
ADRL-DLC-0097
ADRL-DLC-0098
ADRL-DLC-0099
ADRL-DLC-0100

0.56
0.57
0.58
0.59
0.6
0.61
0.62
0.63
0.64
0.65
0.66
0.67
0.68
0.69
0.7
0.71
0.72
0.73
0.74
0.75
0.76
0.77
0.78
0.79
0.8
0.81
0.82
0.83
0.84
0.85
0.86
0.87
0.88
0.89
0.9
0.91
0.92
0.93
0.94
0.95
0.96
0.97
0.98
0.99
1
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Standard Cutting Conditions

ADR-DLC / ADRL-DLC

)
s FLEas PILSFTAHAR wae
Materials Aluminium Alloy Aluminium Die Casting Copper Alloy
= YIHLRE [EEREL EUE IHLRE [OIEREL EUE IELRE Cl#6 EUE
Dia [m/min] [min"] [mm/rev] [m/min] [min"] [mm/rev] [m/min] [min'] [mm/rev]
¢0.1~ 31,800~ 0.01~ 3,200~ 0.01~ 22,300~ 0.002~
¢0.29 (1Y 22,000 0.05 1~7 7,700 0.04 Ul 11,000 0.04
¢0.3~ 21,200~ 0.05~ 7,400~ 0.04~ 10,600~ 0.04~
®0.49 20~30 19,500 0.10 7~15 9,700 0.08 10~15 9,700 0.08
¢0.5~ 0.10~ 9,500~ 0.08~ 9,500~ 0.08~
¢1.0 SV [l 0.15 [ 19,100 0.12 UEAY 6,400 0.12

# COEEEVHISEH KB HIER ZER T 215G DRE T,

%This standard cutting condition is for using water soluble cutting fluid.
XEHEREHMEHDIEN S FERLIZE L,

*You are recommended to start from low cutting speed indicated in the table.

ATy EVE:

Step Feed
®0.1~®0.49%X10%(0.1D)
®0.5~91.0x20%(0.2D)

fmE Remarks:

1) FryFUIRHORUIVRNFEEZC.003mmMIUTFICIIZ TS 1) The run out with a drill in a spindle should be minimized to less
Lo than 0.003mm.

2) ZEROEEORELOIEMN EEIEIREGISELEVWESE. 2) When machines can not achieve a recommended rotation speed,
BBILKZEFG TOFVEEH TTERATSV.. ZDHEXEY please set maximum speed but in stable rotation range and
EBECLKERTTFTTEL, adjust the feed rate.

3) RUJLOOSUITIERADEGSER. EEtIHIREIVBTERD 3) For smaller drills under $0.5, the most stable rotation speed of

AEVRIVBENRORET DEEGHEBILIE TR, actually using spindle has priority over the recommended

conditions indicated in the table.

R LOFE A Attention on Safty A

B UNAZRZFTHBIETHOBRIGIET .
PINIICIFHRFTHSTTNTTEL,

H TEZS—INSEWETERICIR. TEORUHLY. WENRFICER
MNIEVKSITEFRLTTEL,

« Touching sharp cutting edge with bare hand can cause injuly.
Never touch the cutting edge.

» When removing tools from cases, be careful of getting-out of tools and
don't touch directly the cutting edge.

* Be sure to wear eye protection and use safety covers, as tools may chatter
B TEHNHBULTRETDIENBIETDTCIEFERAPIFREXHRP if broken.

REAN—ZFERLTTFEL, « Please check dimentions of tools and work materials before starting

B THICHS TERONTYOTEERRLT RS, operation.

) « The tool should be firmly attached to the holder to prevent shaking.
B TERRILS—ICLoMEEL RNZINZ TR,

» Recommended cutting conditions shown in this catalog should be used as a
general guide line. It is necessary to adjust conditions according to the
dimentions of work and actually using machine.

B UH907 OEENTIRAFEREVTITARTEL,
FIRICIEN TR O ERERICE D E TRE I D2UENHIE T,

B TKBEEIERZER T 2853 ITEFICHE T DNIEPHIE TSN,
NKDBIRN B E T BINREUTITOTTEL,

 Using a non-water-cutting fluid could lead to fires due to sparks generated
during processing or heat caused by breakage. Ensure that you take proper
fireprevention measures.
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E-mail : info@atom21.co.jp
TEL : 03-3966-7606
FAX : 03-3966-7600

BEVEHEI
Contact Us

T174-0052 RFAEREXETHIS-6 4
TEL : 03-3966-7606 FAX :03-3966-7600

Head office  8-6, Hasunuma-cho, Itabashi-ku, Tokyo. 174-0052, JAPAN
Phone : +81-3-3966-7606

Rl T981-1518 ERRAHMMEETHA 163
TEL : 0224-65-2321 FAX:0224-65-2322
Factory 16 Masuuchi Inaoki, Kakuta-City, Miyagi. 981-1518, JAPAN \_

AAIOT BB INTNZREOHFRBURDIHFERLKEET HBENHVET. HE5HUHTTETEL.
For improvement of tools, specification stated on this catalogue may be changed without advance notice.





