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MUGEN COATING Miniature Drill

W—TBIZF 27K, BREFBERDZEKX10E

g
© Carbon Steel P

=
© AIIc‘n:)'/ Steel P

Miniature pivot drill. Maximum flute length is L/D=10

O TUN=R>4 P

Prehardened Steel

SeifiA120°
Point Angle 120°

n
o
ATV LA S
O Stainless Steel M @ ODO :[
S

TIIE: N

Aluminium Alloy

O Copper N

@ BREI—F 1 7 OHEAICKY . REDCRELLIUITZEE |

@ BEBRINTISE L -SHEELER. BESFSZE 0~ -0.005mm

@ Stable and long-life drill realized by MUGEN COATING.

@ High accuracy suitable for precision machining. Tolerance of diameter: 0/-0.005mm.

BT [ - mm / (@4 : ]
Unit [Size : mm / Retail Price : JPY]

J—RKNo. | D)ER |(2)BR | (7)EA |78 (OER | RE(HGE J—RNo. |(DER |(L)NER|(1)EA |0y178| (D2K | e
Code No. Dia. | Flutelength | NedTaperAnge | Shank Dia. | OverallLength | Retail Price Code No. Dia. | Flutelength | NedTaperinge | Shank Dia. | OverallLength | Retail Price
04-00200-00100| 0.1 1.2 15° 3 38 6,000 04-00200-00400| 0.4 6 15° 3 38 3,900
04-00200-00110| 0.11 1.2 15° 3 38 6,000 04-00200-00410| 0.41 6 15° 3 38 4,700
04-00200-00120| 0.12 1.4 15° 3 38 6,000 04-00200-00420| 0.42 6 15° 3 38 4,700
04-00200-00130| 0.13 1.4 15° 3 38 6,000 04-00200-00430| 0.43 6 15° 3 38 4,700
04-00200-00140| 0.14 1.4 15° 3 38 6,000 04-00200-00440| 0.44 6 15° 3 38 4,700
04-00200-00150| 0.15 1.8 15° 3 38 5,100 04-00200-00450| 0.45 6 15° 3 38 | 4,200
04-00200-00160| 0.16 1.8 15° 3 38 | 5,400 04-00200-00460| 0.46 6 15° 3 38 | 4,700
04-00200-00170 0.17 1.8 15° 3 38 5,400 04-00200-00470| 0.47 6 15° 3 38 | 4,700
04-00200-00180| 0.18 2.1 15° 3 38 5,400 04-00200-00480| 0.48 6 15° 3 38 4,700
04-00200-00190| 0.19 2.1 15° 3 38 5,400 04-00200-00490| 0.49 6 15° 3 38 4,700
04-00200-00200| 0.2 2.4 15° 3 38 4,400 04-00200-00500| 0.5 6 15° 3 38 4,200
04-00200-00210| 0.21 2.4 15° 3 38 5,000 04-00200-00510| 0.51 6 15° 3 38 4,200
04-00200-00220| 0.22 2.6 15° 3 38 5,000 04-00200-00520| 0.52 6 15° 3 38 | 4,200
04-00200-00230 0.23 2.6 15° 3 38 5,000 04-00200-00530| 0.53 6 15° 3 38 | 4,200
04-00200-00240| 0.24 2.6 15° 3 38 5,000 04-00200-00540| 0.54 6 15° 3 38 4,200
04-00200-00250| 0.25 3 15° 3 38 5,000 04-00200-00550| 0.55 6 15° 3 38 3,400
04-00200-00260| 0.26 3 15° 3 38 4,700 04-00200-00560| 0.56 6 15° 3 38 4,200
04-00200-00270| 0.27 3 15° 3 38 4,700 04-00200-00570| 0.57 6 15° 3 38 4,200
04-00200-00280| 0.28 33 15° 3 38 4,700 04-00200-00580| 0.58 6 15° 3 38 4,200
04-00200-00290| 0.29 33 15° 3 38 | 4,700 04-00200-00590| 0.59 6 15° 3 38 | 4,200
04-00200-00300| 0.3 5 15° 3 38 3,900 04-00200-00600| 0.6 7 15° 3 38 2,900
04-00200-00310| 0.31 5 15° 3 38 4,700 04-00200-00610| 0.61 7 15° 3 38 4,200
04-00200-00320| 0.32 5 15° 3 38 4,700 04-00200-00620| 0.62 7 15° 3 38 4,200
04-00200-00330| 0.33 5 15° 3 38 4,700 04-00200-00630| 0.63 7 15° 3 38 4,200
04-00200-00340| 0.34 5 15° 3 38 4,700 04-00200-00640| 0.64 7 15° 3 38 4,200
5 04-00200-00350| 0.35 5 15° 3 38 4,200 04-00200-00650| 0.65 7 15° 3 38 3,400
T\ | )Gbg %g 04-00200-00360| 0.36 | 5 15° | 3 38 | 4,700  04-00200-00660| 0.66 7 15° | 3 38 | 4,200
7 04-00200-00370| 0.37 5 15° 3 38 | 4,700 04-00200-00670| 0.67 7 15° 3 38 | 4,200
04-00200-00380| 0.38 5 15° 3 38 4,700 04-00200-00680| 0.68 7 15° 3 38 4,200
04-00200-00390| 0.39 5 15° 3 38 4,700 04-00200-00690| 0.69 7 15° 3 38 4,200
MDRR BZD)ZHERLTLET L. ¥(7)IBEETT,
How to Order When you order, indicate MDR-R (D). #%(7) is reference value.
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MDR-R

\|RO—FTr>7 SZFaT7RIIL
MUGEN COATING Miniature Drill

J—RNo. | D)ER |()EBER|(1)EA|0778| (DER | REMmRE d—RNo. | D)ER |(R)BR | (7)EA|dV78| (D2R | REfiE
Code No. Dia. Flute Length | NecTaperAnge | Shank Dia. | Overall Length | Retail Price Code No. Dia. Flute Length | NeckTaperAngle | Shank Dia. | Overall Length | Retail Price
04-00200-00700| 0.7 8 15° 3 38 2,900 04-00200-00860| 0.86 8 15° 3 38 4,200
04-00200-00710| 0.71 8 15° | 3 38 | 4,200  04-00200-00870| 0.87 8 15° 3 38 | 4200 QB¢ Z:}ﬁdenedSeel
04-00200-00720| 0.72 8 15° 3 38 4,200 04-00200-00880| 0.88 8 15° 3 38 4,200
04-00200-00730| 0.73 8 15° 3 38 | 4,200 04-00200-00890| 0.89 8 15° 3 38 |4,200 |\ ATXLAHEC
Stainless Steel
04-00200-00740| 0.74 8 15° 3 38 4,200 04-00200-00900| 0.9 8 15° 3 38 2,900
04-00200-00750| 0.75 8 15° 3 38 | 3,400 04-00200-00910| 0.91 8 15° 3 38 4200 N 7’)115‘:1? @)
lominium Alloy
04-00200-00760| 0.76 8 15° 3 38 | 4,200 04-00200-00920| 0.92 8 15° 3 38 | 4,200
04-00200-00770| Q.77 8 15° 3 38 4,200 04-00200-00930| 0.93 8 15° 3 38 4,200 N ) O
Copper
04-00200-00780| 0.78 8 15° 3 38 4,200 04-00200-00940| 0.94 8 15° 3 38 4,200
04-00200-00790| 0.79 8 15° 3 38 4,200 04-00200-00950| 0.95 8 15° 3 38 3,400
04-00200-00800| 0.8 8 15° 3 38 2,900 04-00200-00960| 0.96 8 15° 3 38 4,200
04-00200-00810| 0.81 8 15° 3 38 4,200 04-00200-00970| 0.97 8 15° 3 38 4,200
04-00200-00820| 0.82 8 15° 3 38 | 4,200 04-00200-00980 | 0.98 8 15° 3 38 | 4,200
04-00200-00830| 0.83 8 15° 3 38 | 4,200 04-00200-00990| 0.99 8 15° 3 38 | 4,200
04-00200-00840| 0.84 8 15° 3 38 | 4,200 04-00200-01000| 1 10 15° 3 38 | 2,900
04-00200-00850 | 0.85 8 15° 3 38 3,400
ImeE=RI RS Machining Case 1
S50C | =5@7 0L Through hole drilling
pEC]
BFER | vorRot [ [ [ [ |
O i 7
Spindle speed 10,000 mim” MDR-R ‘ 22,%(?}3@
EUBE | 500 mm/min o
= it 9005%
S%e’p-fejedjg 0.5 mm Competitor ’
JURE 9 mm (&)
Depth of hole Through
0 500 1,000 1,500 2,000 2,500 3,000
T—32 K | KBEEDH P
Coolant Water solubie fluid Number of holes
IREE LIRS Machining Case 2
SUS304 | 387 \)0_L  Through hole drilling
=l
2 MDRR ¢0.5 ‘ ‘ ‘
. 4,0007¢
S@pﬁ%speed 7.000 mim’ MDR-R ‘ 4088}8@ 3
Y — g= of
XV RE ) = 7~ &7 20 a
Foed 105 mm/min Comﬁ*‘i‘mrﬁ a; =i Im\
27y TR o =
Stpfeed | 01 M Commanns 75977

TURE 4 mm (Bi&)
Depth of hole Through
0 1,000 2,000 3,000 4,000
T—=32 K | KBMYIHLE TR
Coolant Water soluble fluid

Number of holes

Q-021
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© Carbon Steel P

MDR-R
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Recommended Milling Conditions

- DYASSS % = =
o o= p B Pes! E A TLIZILER 257> LS
Alloy Steel Work Carbon Steels Alloy Steels HPM-NAK Aluminium Alloy Stainless Steels
Material S50C SCM-SKD A5052 SUS304
(~40HRCQ)
O TUN=R4 P
Prehardened teel O | 2VEE |Z7v78| D&M | 2WUERE |A7v78| OEH | XURE 27078 OEHK |2UERE |27y 78| DY | 2VEE | 27v78
[ERE SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed [Spindle Speed| Feed | Step Feed
= Dia.
O;S(t:nl/el:;t(eiz M * | mim® mmmin| mm | mim? [momin] mm | mim [memin] mm | mim? [ momin] mme | mis? [ momin] - mm
. 0.1 25,000 50 | 0.02 |20,000| 40 | 0.02 [17,000 35 | 0.02 | 25,000 50| 0.05 | 15,000 30 | 0.005
O "\DAIon N 0.15 {[25,000 50 | 0.02 |20,000| 40 | 0.02 [17,000 35 | 0.02 | 25,000 50 | 0.05 [15,000 30 | 0.005
0.2 |[25,000 75 | 0.04 |20,000 60 | 0.04 |17,000 50 | 0.04 |25,000| 100/ 0.1 15,000 45 |0.01
O cOp‘fi N 025 |25000| 75 | 0.04 |20,000| 60 | 0.04 |17,000| 50 | 0.04 |25000| 100| 0.2 [15000| 45 |0.01
0.3 {/20,000| 120 | 0.05 | 15,000 60 | 0.05 | 13,000 50 | 0.05 |22,000| 400| 0.3 11,000 45 |0.02
0.35 {(20,000| 120 | 0.05 | 15,000 60 | 0.05 | 13,000 50 | 0.05 |22,000| 400 | 0.3 11,000 45 |0.02
0.4 {/20,000| 160 | 0.06 | 15,000 75 | 0.06 |13,000 65 | 0.06 |22,000| 700| 0.4 8,500 | 45 |0.04
0.45 [/20,000| 160 | 0.06 [15,000| 75 | 0.06 |13,000( 65 | 0.06 |22,000| 700/ 0.4 8,500 | 45 |0.07
0.5 18,000 | 180 | 0.1 13,000| 100 | 0.1 10,000 80 | 0.1 20,000 | 1,000 | 0.5 7,000 55 0.1
0.55 |[18,000| 180 | 0.1 13,000 100 | 0.1 10,000 80 | 0.1 20,000 | 1,000 | 0.5 7,000 55 | 0.1
0.6 18,000 | 360 | 0.15 |13,000| 100 | 0.15 [10,000 80 | 0.15 |20,000 | 1,000 | 0.6 7,000 55 10.12
0.65 [[18,000| 360 | 0.15 [13,000| 100 | 0.15 | 10,000 80 | 0.15 |20,000| 1,000 | 0.6 7,000 55 |0.12
0.7 16,000 | 480 | 0.2 11,000 110 | 0.2 8,000 80 | 0.2 18,000 | 1,100 | 0.7 6,000 60 | 0.14
0.75 {16,000 | 480 | 0.2 11,000 110 | 0.2 8,000 80 | 0.2 18,000 | 1,100 | 0.7 6,000 60 | 0.14
0.8 |[16,000| 640 | 0.3 11,000 220 | 0.3 8,000 160 | 0.3 18,000 | 1,100 | 0.8 6,000 | 120 |0.16
0.85 |[16,000| 640 | 0.3 ([11,000| 220 | 0.3 8,000 160 | 0.3 [18,000| 1,100 | 0.8 6,000 120 |0.16
0.9 |15000| 750 | 0.4 9,000 270 | 0.4 7,000| 210 | 0.4 (16,000 1,200| 0.8 5,000| 150 |0.18
0.95 |[15,000| 750 | 0.4 9,000| 270 | 0.4 7,000| 210 | 0.4 16,000 1,200 | 0.8 5,000| 150 |0.18
1 15,000 750 | 0.5 9,000 270 | 0.5 7,000| 210 | 0.5 16,000 | 1,200 | 1 5,000| 150 |0.2
¥ 1 HHIE - ITABISELET —F > e JERIES L.
¥ 2 EEHUISEAIRE DB WOEHICHREL. FvvF 2 TORNEEIIZ TIEE W,
(OTEER 5 (FEASN 2 DI TOBWIRNBEZHEE L TIZE W)
¥ 3 MIEZEHDFBC LT, MIzREEL TS0,
i Z|| x4 ITEORUHUEY. FvvE o 7BCMODIEESENLET,
Notes %1 Use appropriate coolant for work material and machining description.
%2 Minimize chucking runout by setting spindle speed at minimum oscillation.
(Recommend to measure actual runout at activated Spindle Speed.)
%3 Set up flat surface before start machining.
%4 Take extra care when chucking in and out.
7
Ry =8
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Size 0.1~ ¢ 1

MDR-PD

#|RI—T 1> 7 KA MRV (F7UNIIA)

MUGEN COATING Point Drill (Drill for Guide Hole)

SZFaATRIVNRUL
BEUIENSFICHRGETIVENTL

g
© Carbon Steel P

O =g ] P
Alloy Steel - ) ’ . . . . -
S Miniature point drill for aiming at guide hole which brings stable drilling
070')/\ b i P
Prehardened Steel NS m SR 1207
85 85 Point Angle 120°
. e} @< AT ©
OXT/l/;(ﬂﬂ M [a) [a) [a) <
Stainless Steel T~ e e SE o
NN ©
Lses i 3 ! ‘
7ILIE
Aluminium Alloy N e o L |

i
O Copper N

® ERI—F 1> 7 3I=F 217 RULOFTARULTT . FROTSIILIC & EHTEE
@ > T OEAICKIINUBHEEN A L. ZE LIRS FIITATIEE.

@ Aiming at guide hole for MUGEN COATING miniature drill. Also used for drilling on thin materials.

@ Positioning of drill center is improved by web thinning which brings stable drilling.

BT [+ mm / {Hi#E : [
Unit [Size : mm / Retail Price : JPY]

J—RNo. D)BERZ (R)BE (r)EA d>v>I7& (BESS3 TRAE(TAS

Code No. Dia. Flute Length Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00210-00100 0.1 0.2 15° 3 38 8,200
04-00210-00200 0.2 0.4 15° 3 38 7,400
04-00210-00300 0.3 0.6 15° 3 38 6,300
04-00210-00400 0.4 0.6 15° 3 38 6,300
04-00210-00500 0.5 1 15° 3 38 6,300
04-00210-00600 0.6 1 15° 3 38 6,300
04-00210-00700 0.7 1.2 15° 3 38 6,300
04-00210-00800 0.8 1.2 15° 3 38 6,300
04-00210-00900 0.9 1.8 15° 3 38 6,300
04-00210-01000 1 2 15° 3 38 6,300

MDR-PD B (D)&#ERLTLIEE LY,
When you order, indicate MDR-PD (D).

#(1)EBEETY.

#%(7)is reference value.

#—9 =75k
How to Order

A VRRUILDERZIR Efrect of Point dril

RAVFRVIVRER KAV FRVIVER
Without Point drill With Point drill
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buneon

Q-024

DD FE!
Inaccurate drill
caused by
unstable leading

EMLER

Excellent

positioning !
and tool life is
extended.

RAVMRUIVOERICEI M I BEREELEEL.

HAWEIZ, NS DEDHVWRELIIMIAAIEETY,
(FICHENDRSIINTIERARTY.)

Positioning of drill center is improved by point drill which brings
stable drilling. (Point drill is required for drilling on a curved surface.)



MDR-PD

YRIRESER

Recommended Milling Conditions

P Carbon Steel @

TUN—R 4R

e P a2 FLIZHAESR 27 VL2 oo
Work Carbon Steels Alloy Steels PreP:Fl;('i\;?:lchSIt(eels Aluminium Alloy Stainless Steels P Aﬁlloy Steel @
Material S50C SCM-SKD (~40HRC) A5052 SUS304

DOERE | 2VEE (27 78| OERs | 2VEE |27y 78| O | 2VEE |A7v78| O | 2YRE |A7v78| O | 2)EE |27v78
= SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed [SpindleSpeed| Feed | Step Feed [SpindleSpeed| Feed | Step Feed

N

B

Dia. 273
. . . . L . L : - ' T LA
mim® [mm/min| mm | mim® {mm/min] ommo [ omim fmovmin]omme | mim® jmm/min] mme | omim? (mmmin] mm M 2500 O

0.1 20,000 20 | 0.01 |16,000| 16 | 0.01 [14,000| 10 | 0.01 |25000| 25 | 0.01 |10,000| 10 |0.003

0.2 [20000| 40 | 002 [16000| 32 | 002 [14000| 25 | 0.02 [25000| 50 | 002 [10000| 20 |0.005 N 7"’53,'&0
0.3 ||16,000| 48 | 0.02 (12,000 35 | 0.02 (10,000 30 | 0.02 [(22,000| 110 | 0.02 [ 8,000| 20 |0.01

0.4 |16,000| 64 | 0.03 [12,000| 40 | 0.03 |10,000| 30 | 0.03 |22,000| 440 | 0.03 | 8000| 25 |0.02 N 2 O

Copper
0.5 | 14,000 70 | 0.05 |10,000| 40 0.05 | 8,000 35 0.05 120,000 | 500 | 0.05 [ 5,000| 25 |0.05
0.6 | 14,000 140 | 0.07 [10,000| 40 0.07 | 8,000 35 0.07 |20,000| 500 | 0.07 | 5000| 25 |0.06
0.7 |12,000| 180 | 0.1 8,000 | 40 0.1 6,000 | 30 0.1 18,000 | 540 | 0.1 4,000 20 |0.07
0.8 ||12,000| 240 | 0.15 | 8,000 80 | 0.15 | 6,000| 60 | 0.15 [18,000| 540 | 0.15 | 4,000 40 |0.08
0.9 ||10,000| 250 | 0.2 6,000 90 0.2 5000| 75 0.2 16,000 | 560 | 0.2 3,000 45 ]0.09
1 10,000 | 250 | 0.2 6,000 | 90 0.2 5,000| 75 0.2 16,000 | 560 | 0.2 3,000 45 |0.1
¥ 1 HHIE - ITABISELET —F > e JERIESL.
¥ 2 DERHIIRE DA VEEHICHREL. Fv v F U TORNEBHMZ TS L,
(OJBER 5 (FEASN 2 DI COBIIRNBEZHER L TIEEL.)
¥ 3 MTEEEHFECLT, NIZERBL TSI,
B Z| x4 TEORUBUED. Fvv+> TBICEBLOTRESEVLET.
Notes %1 Use appropriate coolant for work material and machining description.
%2 Minimize chucking runout by setting spindle speed at minimum oscillation.
(Recom mend to measure actual runout at activated Spindle Speed.)
%3 Set up flat surface before start machining.
%4 Take extra care when chucking in and out.
i
SR~ NS
D
7

Q-025



