
無限コーティングプレミアム
小径高硬度加工用ドリル

MSDH



MSDH による DC53 穴あけ加工 
 

被削材 : DC53 60HRC 

加工時間 : 1 分 30 秒/穴 

加工穴数：100 穴（貫通穴） 

 

 

 

 

 

ワークサイズ 30×30(mm) (加工深さ 4.7mm) 

 

■使用工具：MSDH 

 

●小径ドリルで高硬度鋼（～65HRC）への穴あけ加工が可能！ 

●ばらつきの少ない穴径と、安定した⾧寿命を実現！ 

●Φ0.1から切削での高硬度鋼穴あけ加工が可能！ 

 

■切削条件 

 

 



MUGEN COATING PREMIUM Precision Drill for Hardened Steel

ແݶίʔςΟンάプϨミアϜ খߗߴܘՃ༻ドϦル

αΠζ
Size П��� ʙ П�MSDH

Available for drilling on hardened steel which has 65HRC
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HRC˕

PϓϦϋʔυϯ߯
Prehardened Steel˓

ドϦル
Drill

˔ খܘυϦϧͰߗߴ度 ʢ߯ʙ��)3$ʣの͚݀͋加工͕Մʂ
˔ Β͖ͭのগͳ͍݀ܘͱɺ҆ఆͨ͠ण໋Λ実ݱʂ
˔ П���͔ΒͰのߗߴ度͚߯݀͋加工͕Մʂ
˔ Precise drilling on hardened steel (65HRC)!
˔ Equable hole accuracy and stably long tool life!
˔ Drilling on high hardened steel (П0.1ʙ)!
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Code No.
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Under neck Length
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Neck Dia.
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Neck Taper Angle

	d
γϟϯクܘ
Shank Dia.
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શ
Overall Length

ඪ४Ձ֨
Retail Price

04-00050-01000 0.1 0.2 1 0.085 15° 4 45 14,000 

04-00050-01500 0.15 0.3 1.5 0.13 15° 4 45 14,000 
04-00050-02000 0.2 0.4 2 0.18 15° 4 45 13,000 
04-00050-02500 0.25 0.5 2.5 0.23 15° 4 45 13,000 
04-00050-03000 0.3 0.6 3 0.28 15° 4 45 12,000 
04-00050-03500 0.35 0.7 3.5 0.32 15° 4 45 12,000 
04-00050-04000 0.4 0.8 4 0.37 15° 4 45 9,600 
04-00050-04500 0.45 0.9 4.5 0.41 15° 4 45 9,600 
04-00050-05000 0.5 1 5 0.46 15° 4 45 8,500 
04-00050-05500 0.55 1.1 5.5 0.51 15° 4 45 8,500 
04-00050-06000 0.6 1.2 6 0.56 15° 4 45 7,800 
04-00050-06500 0.65 1.3 6.5 0.61 15° 4 45 7,800 
04-00050-07000 0.7 1.4 7 0.66 15° 4 45 7,200 
04-00050-07500 0.75 1.5 7.5 0.71 15° 4 45 7,200 
04-00050-08000 0.8 1.6 8 0.76 15° 4 45 6,800 
04-00050-08500 0.85 1.7 8.5 0.81 15° 4 45 6,800 
04-00050-09000 0.9 1.8 9 0.86 15° 4 45 6,500 
04-00050-09500 0.95 1.9 9.5 0.9 15° 4 45 6,500 
04-00050-10000 1 2 10 0.95 15° 4 45 6,000 

.4%H ܘ（%）Λͩͯࣔ͘͠ࢦさ͍ɻ ˞	Ѝ
ߟࢀͰ͢ɻ
When you order, indicate MSDH (D). ˞(Ѝ) is reference value.

Ճྫࣄ � Machining Case1

۩༺
Tool .4%HП���

ճస
Spindle speed ����� NiO��

ૹΓ
Feed �� NN�NiO

εςッϓྔ
Step feed ����� NN

݀ਂさ
Depth of hole

��� NN（؏௨）
Through

クーϥϯτ
Coolant

ΦΠϧϛετ
Oil mist

Ճ݀
Number of holes

���� ݀
1,000 holes

Ճؒ࣌
Machining time

�  �� ඵ �� ݀
1min 25sec / 1 hole

ඃࡐɿ%$�� ��H3$
Work Material : DC53 60HRC

ϫークαΠζɿ��ʷ��ʷ���NN
Work Size : 25ʷ25ʷ4.9mm
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ଞࣾಉ
Competitor

.4%H

୯Ґ ʦੇ๏ ɿ NN � Ձ֨ ɿ ԁʧ
Unit [Size : mm / Retail Price : JPY]

Φʔダʔ方๏
)PX UP 0SEFS



削݅ߟࢀද
Recommended Milling Conditions

MSDH
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Q-027

ඃࡐ
Work Material

高ߗ߯
Hardened Steels

HPM-38ɾSTAVAXɾSKD61
（ʙ55HRC）

高ߗ߯
Hardened Steels

SKD11ɾPD613
（ʙ62HRC）

ϋΠε
High Speed Tool Steels

SKH
（ʙ65HRC）

ɹܘ
Dia.

ճస
Spindle Speed

ૹΓ
Feed

εςッϓྔ
Step Feed

ճస
Spindle Speed

ૹΓ
Feed

εςッϓྔ
Step Feed

ճస
Spindle Speed

ૹΓ
Feed

εςッϓྔ
Step Feed

mim-1 mm/min mm mim-1 mm/min mm mim-1 mm/min mm

0.1 40,000 10 0.005 40,000 5 0.003 40,000 3 0.001

0.15 40,000 10 0.005 40,000 5 0.003 40,000 3 0.001

0.2 30,000 20 0.01 30,000 15 0.005 30,000 5 0.003

0.25 30,000 20 0.01 30,000 15 0.005 30,000 5 0.003

0.3 20,000 30 0.02 20,000 25 0.01 20,000 15 0.005

0.35 20,000 30 0.02 20,000 25 0.01 20,000 15 0.005

0.4 20,000 40 0.04 20,000 40 0.02 20,000 40 0.007

0.45 20,000 40 0.04 20,000 40 0.02 20,000 40 0.007

0.5 15,000 50 0.05 15,000 50 0.03 15,000 50 0.01

0.55 15,000 50 0.05 15,000 50 0.03 15,000 50 0.01

0.6 15,000 70 0.05 15,000 70 0.03 15,000 70 0.01

0.65 15,000 70 0.05 15,000 70 0.03 15,000 70 0.01

0.7 12,000 130 0.06 12,000 120 0.04 12,000 100 0.02

0.75 12,000 130 0.06 12,000 120 0.04 12,000 100 0.02

0.8 12,000 160 0.06 12,000 150 0.04 12,000 140 0.02

0.85 12,000 160 0.06 12,000 150 0.04 12,000 140 0.02

0.9 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03

0.95 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03

1 10,000 200 0.07 10,000 200 0.05 10,000 180 0.03

උɹߟ
Notes

˞ � ඃࡐɾ加工༰ʹదͨ͠ΫʔϥϯτΛ͝༻͍ͩ͘͞ɻ
˞ � ճసྗۃৼಈのগͳ͍ճసʹઃఆ͠ɺνϟοΩϯάのৼΕΛྗۃ͍͑ͯͩ͘͞ɻ
    ʢՄͳΒ༻͞ΕΔճసͰのಈతৼΕਫ਼度Λ֬ೝ͍ͯͩ͘͠͞ʣ

˞ � 加工໘Λྗۃฏୱʹͯ͠ɺ加工Λ։͍ͩͯ࢝͘͞͠ɻ
˞ � 工۩のऔりग़͠時ɺνϟοΩϯά時ʹࡉ৺のҙΛ͓͍͠ئ·͢ɻ
˞� Use appropriate coolant for work material and machining description.
˞� Minimize chucking runout by setting spindle speed at minimum oscillation.
    ʢRecommend to measure actual runout at activated Spindle Speed.)

˞� Set up flat surface before start machining.
˞� Take extra care when chucking in and out.



 


