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Tungsten Carbide 2 Flutes Micro Drill  DIA Coating (For Processing Nonferrous Metals)
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@Cutting conditions are recommended on page 100. Unit [size :mm]
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Code No. Flute Diameter | Groovelength | Total Length | Shank Diameter Code No. Flute Diameter | Groovelength | TotalLength | ShankDiameter
DCNFD-2010 0.1 1.2 38 3 DCNFD-2080 0.8 8 38 3 H
DCNFD-2011 0.11 1.2 38 3 DCNFD-2085 0.85 8 38 3 1
DCNFD-2012 0.12 14 38 3 DCNFD-2090 09 8 38 3 IIJ
DCNFD-2013 0.13 14 38 3 DCNFD-2095 0.95 8 38 3 JU
DCNFD-2014 0.14 14 38 3 DCNFD-2100 1 10 38 3
DCNFD-2015 0.15 18 38 3
DCNFD-2016 0.16 1.8 38 3
DCNFD-2017 0.17 18 38 3
DCNFD-2018 0.18 2.1 38 3 catie
DCNFD-2019 0.19 2.1 38 3
DCNFD-2020 0.2 24 38 3
DCNFD-2021 0.21 24 38 3
DCNFD-2022 0.22 2.6 38 3
DCNFD-2023 0.23 26 38 3
DCNFD-2024 0.24 2.6 38 3
DCNFD-2025 0.25 3 38 3
DCNFD-2026 0.26 3 38 3
DCNFD-2027 0.27 3 38 3
DCNFD-2028 0.28 33 38 3
DCNFD-2029 0.29 33 38 3
DCNFD-2030 0.3 5 38 3
DCNFD-2035 0.35 5 38 3
DCNFD-2040 04 6 38 3
DCNFD-2045 0.45 6 38 3
DCNFD-2050 05 6 38 3
DCNFD-2055 0.55 6 38 3
DCNFD-2060 0.6 7 38 3
DCNFD-2065 0.65 7 38 3
DCNFD-2070 0.7 8 38 3
DCNFD-2075 0.75 8 38 3
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Referential Cutting Conditions
HHI
Workpiece A=y - 7IVE S+ AEAT A
Zirconia * Aluming Quartz Glass
A fE IHIRE X RE IHIRE XRE
Flute Diameter Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev
0.1~0.3 6~12 0.0001~0.0003 6~12 0.0002~0.0006
0.4~0.7 12~19 0.0001~0.0003 12~19 0.0002~0.0006
0.8~1.0 25~31 0.0001~0.0003 25~31 0.0002~0.0006
s & s TEEIEEOIRN A R/MANZ TLIEEL, * Minimize Run out on fixing tool
Remarks | -« tIHIBEZFERALTTEL, * Use Cutting Oil.
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Referential Cutting Conditions
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Workpiece TIVIZULE® i - Hee
Aluminum Alloy Copper and Copper Alloy

A fE THERE ®EYRE YIHRE XY RE

Flute Diameter Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev

0.1~0.3 6~15 0.001~0.003 3~10 0.001

0.4~0.7 25~40 0.01 ~0.05 15~25 0.005~0.02

0.8~1.0 40~60 0.05 ~0.1 20~30 0.03 ~0.05

s & - TEEIEOIRNZR/IMCINZTLIEEL, + Minimize Run out on fixing tool
Remarks | - SIEBZEERLTREL, + Use Cutting Oil.
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