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MiquDrill 210

MIQUDRILL 210 MIQUDRILL 210

A SMALL DRILL WITH GREAT AVAILIBILITY 

Mikron Tool offers with MiquDrill 210 a drill for micro-machining. In the uncoated version it’s available 

in the diameter range from 0.1 mm to 3.0 mm, in the coated version from 0.3 mm to 3.0 mm. Its usable 

lengths are, based on diameter, between 2.4 x d and 8 x d. Both versions are available from stock in 

smallest increments of 0.01 mm up to Ø2.0 mm and of 0.05 mm up to Ø3.0 mm.

This precision drill for micro-machining is the optimal solution for the production of small and medium 

batch sizes or a large range of variants. First class quality and process accuracy are assured. It is universally 

applicable for steels (alloyed and unalloyed), cast iron, nonferrous metals and in the coated version also 

for hardened steel < 55 HRC.

DRILLING TOOLS DRILLING TOOLS

06



218 219

1

2

3

4

6

5

www.mikrontool.com

MIQUDRILL 210 MIQUDRILL 210

Tip drill

Uncoated CoatedAccurate micro-machining
FOR SMALL SERIES AND LARGE RANGE OF MATERIALS

 � MiquDrill 210, usable length from 2.4 to 8 x d, coated and uncoated

Mikron Tool offers with MiquDrill 210 a drill for micro-machining. In the uncoated version it’s 

available in the diameter range from 0.1 mm to 3.0 mm, in the coated version from 0.3 mm to 

3.0 mm. Its usable lengths are, based on diameter, between 2.4 x d and 8 x d. Both versions are 

available from stock in smallest increments of 0.01 mm up to Ø2.0 mm and of 0.05 mm up to 

Ø3.0 mm.
2 | �SOLID CARBIDE 

The use of latest generation carbide grades 
allows highest machingn speed and feed 
if compared with HSS tools, drilling with 
MiquDrill is considerably faster.

4 | �HELICAL FLUTE 
The geometry of the helical flute guarantees 
an optimal chip flow. No chip removal 
necessary.

6 | �DIAMETER RANGE AND INCREMENTS 
Available from stock in diameters from 
0.1 mm and in smallest diameter increments 
of 0.01 mm, respectively of 0.05 mm starting 
from Ø 2.0 mm.

3 | �COATING 
The coated version of the drill is adapted 
for hardened steels < 55 HRC and reaches 
even a better tool life.

1 | �SHAFT 
The accurately grinded shaft guarantees 
high concentricity and therefore highest 
position accuracy.

5 | �TIP GEOMETRY 
The geometry of the universal drill is 
especially adapted for micro-machining. 
High process accuracy and productivity 
are guaranteed.

 � �External cooling

 � �Ø0.1 - 3.0 mm

 � �External cooling

 � �Ø0.3 - 3.0 mm

DRILLING TOOLS DRILLING TOOLS
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MIQUDRILL 210 MIQUDRILL 210

DIN AISI / ASTM / UNS

1.0401 C15 1015

1.3505 100Cr6 52100

1.2436 X210CrW12 D4 / D6

0.7040 GGG40 60-40-18

3.2315 AlMgSi1 6351

3.2163 GD-AlSi9Cu3 A380

2.004 Cu-OF / CW008A C10100

2.0321 CuZn37 CW508L C27400

2.102 CuSn6 C51900

2.096 CuAl9Mn2 C63200

1.2510 100MnCrMoW4 O1

FITS EVERY APPLICATION

Benefits and applications

 � HIGH DEGREE OF PROCESS RELIABILITY | due to high quality

 � HIGH DEGREE OF PRECISION | due to small tolerances

 � LOW PRODUCTION COSTS | due to the low cost of tool 

APPLICATION
DOMAINS

COMPONENTS
EXAMPLES

Automotive industry Components for gasoline 
direct injection

Mechanical engineering Bearings

MATERIALS
GROUPS

EXAMPLES

Mat. no.

Group P
Unalloyed and
alloyed steel

Group K
Cast iron

Group N
Non ferrous metals

Group H1
Hardened steel <55 HRC

DATA MIKRON TOOL

Tool type

MiquDrill 210 

- Carbide 

- Coated 

- External cooling

Item number 2.MD.210200.1

Cutting data

vc	 = 80 m/min

f	 = 0.048 mm/rev

Q1	= 4 mm

Qx	 = 2 mm

COMPONENT

Welding nozzle

MATERIAL

CuZn39Pb3 / 2.0401 / UNS 38500

MACHINING

 � �Drilling

 � d = 2 mm

 � �Drilling depth 6 mm

DRILLING TOOL

Mikron Tool - MiquDrill 210 - coated

DRILLING TOOLS DRILLING TOOLS
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MIQUDRILL 210 MIQUDRILL 210

0.45 3.05 3.5 1.0 30 2.MD.210045 .1 .0 <

0.46 3.04 3.5 1.0 30 2.MD.210046 .1 .0 <

0.47 3.03 3.5 1.0 30 2.MD.210047 .1 .0 <

0.48 3.02 3.5 1.0 30 2.MD.210048 .1 .0 <

0.49 3.51 4.0 1.0 30 2.MD.210049 .1 .0 <

0.50 3.50 4.0 1.0 30 2.MD.210050 .1 .0 <

0.51 3.49 4.0 1.0 30 2.MD.210051 .1 .0 <

0.52 3.48 4.0 1.0 30 2.MD.210052 .1 .0 <

0.53 3.47 4.0 1.0 30 2.MD.210053 .1 .0 <

0.54 3.96 4.5 1.0 30 2.MD.210054 .1 .0 <

0.55 3.95 4.5 1.0 30 2.MD.210055 .1 .0 <

0.56 3.94 4.5 1.0 30 2.MD.210056 .1 .0 <

0.57 3.93 4.5 1.0 30 2.MD.210057 .1 .0 <

0.58 3.92 4.5 1.0 30 2.MD.210058 .1 .0 <

0.59 3.91 4.5 1.0 30 2.MD.210059 .1 .0 <

0.60 3.90 4.5 1.0 30 2.MD.210060 .1 .0 <

0.61 4.39 5.0 1.0 30 2.MD.210061 .1 .0 <

0.62 4.38 5.0 1.0 30 2.MD.210062 .1 .0 <

0.63 4.37 5.0 1.0 30 2.MD.210063 .1 .0 <

0.64 4.36 5.0 1.0 30 2.MD.210064 .1 .0 <

0.65 4.35 5.0 1.0 30 2.MD.210065 .1 .0 <

0.66 4.34 5.0 1.0 30 2.MD.210066 .1 .0 <

0.67 4.33 5.0 1.0 30 2.MD.210067 .1 .0 <

0.68 4.92 5.6 1.0 30 2.MD.210068 .1 .0 <

0.69 4.91 5.6 1.0 30 2.MD.210069 .1 .0 <

0.70 4.90 5.6 1.0 30 2.MD.210070 .1 .0 <

0.71 4.89 5.6 1.0 30 2.MD.210071 .1 .0 <

0.72 4.88 5.6 1.0 30 2.MD.210072 .1 .0 <

0.73 4.87 5.6 1.0 30 2.MD.210073 .1 .0 <

0.74 4.86 5.6 1.0 30 2.MD.210074 .1 .0 <

0.75 4.85 5.6 1.0 30 2.MD.210075 .1 .0 <

0.76 5.74 6.5 1.0 30 2.MD.210076 .1 .0 <

0.77 5.73 6.5 1.0 30 2.MD.210077 .1 .0 <

0.78 5.72 6.5 1.0 30 2.MD.210078 .1 .0 <

0.79 5.71 6.5 1.0 30 2.MD.210079 .1 .0 <

0.10 0.50 0.6 1.0 30 2.MD.210010 - .0

0.11 0.49 0.6 1.0 30 2.MD.210011 - .0

0.12 0.48 0.6 1.0 30 2.MD.210012 - .0

0.13 0.67 0.8 1.0 30 2.MD.210013 - .0

0.14 0.66 0.8 1.0 30 2.MD.210014 - .0

0.15 0.65 0.8 1.0 30 2.MD.210015 - .0

0.16 0.84 1.0 1.0 30 2.MD.210016 - .0

0.17 0.83 1.0 1.0 30 2.MD.210017 - .0

0.18 0.82 1.0 1.0 30 2.MD.210018 - .0

0.19 0.81 1.0 1.0 30 2.MD.210019 - .0

0.20 0.80 1.0 1.0 30 2.MD.210020 - .0

0.21 0.79 1.0 1.0 30 2.MD.210021 - .0

0.22 0.78 1.0 1.0 30 2.MD.210022 - .0

0.23 0.77 1.0 1.0 30 2.MD.210023 - .0

0.24 0.76 1.0 1.0 30 2.MD.210024 - .0

0.25 0.75 1.0 1.0 30 2.MD.210025 - .0

0.26 0.74 1.0 1.0 30 2.MD.210026 - .0

0.27 0.73 1.0 1.0 30 2.MD.210027 - .0

0.28 0.72 1.0 1.0 30 2.MD.210028 - .0

0.29 0.71 1.0 1.0 30 2.MD.210029 - .0

0.30 1.20 1.5 1.0 30 2.MD.210030 .1 .0 <

0.31 1.19 1.5 1.0 30 2.MD.210031 .1 .0 <

0.32 1.18 1.5 1.0 30 2.MD.210032 .1 .0 <

0.33 1.17 1.5 1.0 30 2.MD.210033 .1 .0 <

0.34 1.16 1.5 1.0 30 2.MD.210034 .1 .0 <

0.35 1.15 1.5 1.0 30 2.MD.210035 .1 .0 <

0.36 1.14 1.5 1.0 30 2.MD.210036 .1 .0 <

0.37 1.13 1.5 1.0 30 2.MD.210037 .1 .0 <

0.38 1.12 1.5 1.0 30 2.MD.210038 .1 .0 <

0.39 1.11 1.5 1.0 30 2.MD.210039 .1 .0 <

0.40 1.60 2.0 1.0 30 2.MD.210040 .1 .0 <

0.41 1.59 2.0 1.0 30 2.MD.210041 .1 .0 <

0.42 1.58 2.0 1.0 30 2.MD.210042 .1 .0 <

0.43 1.57 2.0 1.0 30 2.MD.210043 .1 .0 <

0.44 1.56 2.0 1.0 30 2.MD.210044 .1 .0 <

0.1 - 3.0 mm

0 
- 0.004 mm

DRILLING WITH EXTERNAL COOLING

MiquDrill 210 - coated / uncoated

Regrinding: This product is not suitable for regrinding.

Uncoated

.0

Complementary products
MiquDrill Centro p.69
MiquDrill 200 p.111
CrazyDrill Crosspilot p.175

MiquDrill 210 is universally applicable for steel (alloyed and unalloyed), cast iron and nonferrous 

metals (e.g. aluminum with high silicium level). Available from stock in the diameter range:

 � from 0.3 mm to 3.0 mm - coated version (eXedur RIP)

 � from 0.1 mm to 3.0 mm - uncoated version

with the following increment:

 � 0.01 mm in the diameter range from 0.1 mm to 2.0 mm

 � 0.05 mm from 2.0 mm to 3.0 mm

Compared to uncoated version, "MiquDrill 210 coated" is the solution for higher requirements 

concerning tool life and/or shorter machining times, the machining of hardened steel < 55 HRC 

and also for difficult-to-machine materials.

The geometry of Miqudrill 210, the tool with good price / performance ratio, is especially designed 

for micro-machining of drilling depths between 2.4 and 8.0 x d. These depths are reached with few 

chip pecking cycles.

Coolant type, pressure and filtration

Recommendations for coolant type, pressure and filtration are on page "drilling process".

Please note

You couldn't find your suitable version of the MiquDrill 210 - coated / uncoated (diameter, length, 

cutting direction…)? Ask us about our customized versions!

Coated Uncoated

Carbide

DRILLING TOOLS DRILLING TOOLS
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MIQUDRILL 210 MIQUDRILL 210

0.80 5.70 6.5 1.5 30 2.MD.210080 .1 .0 <

0.81 5.69 6.5 1.5 30 2.MD.210081 .1 .0 <

0.82 5.68 6.5 1.5 30 2.MD.210082 .1 .0 <

0.83 5.67 6.5 1.5 30 2.MD.210083 .1 .0 <

0.84 5.66 6.5 1.5 30 2.MD.210084 .1 .0 <

0.85 5.65 6.5 1.5 30 2.MD.210085 .1 .0 <

0.86 6.14 7.0 1.5 30 2.MD.210086 .1 .0 <

0.87 6.13 7.0 1.5 30 2.MD.210087 .1 .0 <

0.88 6.12 7.0 1.5 30 2.MD.210088 .1 .0 <

0.89 6.11 7.0 1.5 30 2.MD.210089 .1 .0 <

0.90 6.10 7.0 1.5 30 2.MD.210090 .1 .0 <

0.91 6.09 7.0 1.5 30 2.MD.210091 .1 .0 <

0.92 6.08 7.0 1.5 30 2.MD.210092 .1 .0 <

0.93 6.07 7.0 1.5 30 2.MD.210093 .1 .0 <

0.94 6.06 7.0 1.5 30 2.MD.210094 .1 .0 <

0.95 6.05 7.0 1.5 30 2.MD.210095 .1 .0 <

0.96 7.04 8.0 1.5 30 2.MD.210096 .1 .0 <

0.97 7.03 8.0 1.5 30 2.MD.210097 .1 .0 <

0.98 7.02 8.0 1.5 30 2.MD.210098 .1 .0 <

0.99 7.01 8.0 1.5 30 2.MD.210099 .1 .0 <

1.00 8.00 9.0 1.5 30 2.MD.210100 .1 .0 <

1.01 7.99 9.0 1.5 30 2.MD.210101 .1 .0 <

1.02 7.98 9.0 1.5 30 2.MD.210102 .1 .0 <

1.03 7.97 9.0 1.5 30 2.MD.210103 .1 .0 <

1.04 7.96 9.0 1.5 30 2.MD.210104 .1 .0 <

1.05 7.95 9.0 1.5 30 2.MD.210105 .1 .0 <

1.06 7.94 9.0 1.5 30 2.MD.210106 .1 .0 <

1.07 7.93 9.0 1.5 30 2.MD.210107 .1 .0 <

1.08 7.92 9.0 1.5 30 2.MD.210108 .1 .0 <

1.09 7.91 9.0 1.5 30 2.MD.210109 .1 .0 <

1.10 7.90 9.0 1.5 30 2.MD.210110 .1 .0 <

1.11 7.89 9.0 1.5 30 2.MD.210111 .1 .0 <

1.12 7.88 9.0 1.5 30 2.MD.210112 .1 .0 <

1.13 7.87 9.0 1.5 30 2.MD.210113 .1 .0 <

1.14 7.86 9.0 1.5 30 2.MD.210114 .1 .0 <

1.15 7.85 9.0 1.5 30 2.MD.210115 .1 .0 <

1.16 7.84 9.0 1.5 30 2.MD.210116 .1 .0 <

1.17 7.83 9.0 1.5 30 2.MD.210117 .1 .0 <

1.18 7.82 9.0 1.5 30 2.MD.210118 .1 .0 <

1.19 8.81 10.0 1.5 30 2.MD.210119 .1 .0 <

1.20 8.80 10.0 1.5 30 2.MD.210120 .1 .0 <

1.21 8.79 10.0 1.5 30 2.MD.210121 .1 .0 <

1.22 8.78 10.0 1.5 30 2.MD.210122 .1 .0 <

1.23 8.77 10.0 1.5 30 2.MD.210123 .1 .0 <

1.24 8.76 10.0 1.5 30 2.MD.210124 .1 .0 <

1.25 8.75 10.0 1.5 30 2.MD.210125 .1 .0 <

1.26 8.74 10.0 1.5 30 2.MD.210126 .1 .0 <

1.27 8.73 10.0 1.5 30 2.MD.210127 .1 .0 <

1.28 8.72 10.0 1.5 30 2.MD.210128 .1 .0 <

1.29 8.71 10.0 1.5 30 2.MD.210129 .1 .0 <

1.30 8.70 10.0 1.5 30 2.MD.210130 .1 .0 <

1.31 8.69 10.0 1.5 30 2.MD.210131 .1 .0 <

1.32 8.68 10.0 1.5 30 2.MD.210132 .1 .0 <

1.33 10.17 11.5 1.5 30 2.MD.210133 .1 .0 <

1.34 10.16 11.5 1.5 30 2.MD.210134 .1 .0 <

1.35 10.15 11.5 1.5 30 2.MD.210135 .1 .0 <

1.36 10.14 11.5 1.5 30 2.MD.210136 .1 .0 <

1.37 10.13 11.5 1.5 30 2.MD.210137 .1 .0 <

1.38 10.12 11.5 1.5 30 2.MD.210138 .1 .0 <

1.39 10.11 11.5 1.5 30 2.MD.210139 .1 .0 <

1.40 10.10 11.5 1.5 30 2.MD.210140 .1 .0 <

1.41 10.09 11.5 1.5 30 2.MD.210141 .1 .0 <

1.42 10.08 11.5 1.5 30 2.MD.210142 .1 .0 <

1.43 10.07 11.5 1.5 30 2.MD.210143 .1 .0 <

1.44 10.06 11.5 1.5 30 2.MD.210144 .1 .0 <

1.45 10.05 11.5 1.5 30 2.MD.210145 .1 .0 <

1.46 10.04 11.5 1.5 30 2.MD.210146 .1 .0 <

1.47 10.03 11.5 1.5 30 2.MD.210147 .1 .0 <

1.48 10.02 11.5 1.5 30 2.MD.210148 .1 .0 <

1.49 10.01 11.5 1.5 30 2.MD.210149 .1 .0 <

1.50 10.50 12.0 2.0 38 2.MD.210150 .1 .0 <

1.51 10.49 12.0 2.0 38 2.MD.210151 .1 .0 <

1.52 10.48 12.0 2.0 38 2.MD.210152 .1 .0 <

1.53 10.47 12.0 2.0 38 2.MD.210153 .1 .0 <

1.54 10.46 12.0 2.0 38 2.MD.210154 .1 .0 <

1.55 10.45 12.0 2.0 38 2.MD.210155 .1 .0 <

1.56 10.44 12.0 2.0 38 2.MD.210156 .1 .0 <

1.57 10.43 12.0 2.0 38 2.MD.210157 .1 .0 <

1.58 10.42 12.0 2.0 38 2.MD.210158 .1 .0 <

1.59 10.41 12.0 2.0 38 2.MD.210159 .1 .0 <

1.60 10.40 12.0 2.0 38 2.MD.210160 .1 .0 <

1.61 10.39 12.0 2.0 38 2.MD.210161 .1 .0 <

1.62 10.38 12.0 2.0 38 2.MD.210162 .1 .0 <

1.63 10.37 12.0 2.0 38 2.MD.210163 .1 .0 <

1.64 10.36 12.0 2.0 38 2.MD.210164 .1 .0 <

1.65 10.35 12.0 2.0 38 2.MD.210165 .1 .0 <

1.66 10.34 12.0 2.0 38 2.MD.210166 .1 .0 <

1.67 10.33 12.0 2.0 38 2.MD.210167 .1 .0 <

1.68 10.32 12.0 2.0 38 2.MD.210168 .1 .0 <

1.69 10.31 12.0 2.0 38 2.MD.210169 .1 .0 <

1.70 10.30 12.0 2.0 38 2.MD.210170 .1 .0 <

1.71 10.29 12.0 2.0 38 2.MD.210171 .1 .0 <

1.72 10.28 12.0 2.0 38 2.MD.210172 .1 .0 <

1.73 10.27 12.0 2.0 38 2.MD.210173 .1 .0 <

1.74 10.26 12.0 2.0 38 2.MD.210174 .1 .0 <

1.75 10.25 12.0 2.0 38 2.MD.210175 .1 .0 <

1.76 10.24 12.0 2.0 38 2.MD.210176 .1 .0 <

1.77 10.23 12.0 2.0 38 2.MD.210177 .1 .0 <

1.78 10.22 12.0 2.0 38 2.MD.210178 .1 .0 <

1.79 10.21 12.0 2.0 38 2.MD.210179 .1 .0 <

1.80 10.20 12.0 2.0 38 2.MD.210180 .1 .0 <

1.81 10.19 12.0 2.0 38 2.MD.210181 .1 .0 <

1.82 10.18 12.0 2.0 38 2.MD.210182 .1 .0 <

1.83 10.17 12.0 2.0 38 2.MD.210183 .1 .0 <

1.84 10.16 12.0 2.0 38 2.MD.210184 .1 .0 <

1.85 10.15 12.0 2.0 38 2.MD.210185 .1 .0 <

1.86 10.14 12.0 2.0 38 2.MD.210186 .1 .0 <

1.87 10.13 12.0 2.0 38 2.MD.210187 .1 .0 <

1.88 10.12 12.0 2.0 38 2.MD.210188 .1 .0 <

1.89 10.11 12.0 2.0 38 2.MD.210189 .1 .0 <

1.90 10.10 12.0 2.0 38 2.MD.210190 .1 .0 <

1.91 10.09 12.0 2.0 38 2.MD.210191 .1 .0 <

1.92 10.08 12.0 2.0 38 2.MD.210192 .1 .0 <

1.93 10.07 12.0 2.0 38 2.MD.210193 .1 .0 <

1.94 10.06 12.0 2.0 38 2.MD.210194 .1 .0 <

1.95 10.05 12.0 2.0 38 2.MD.210195 .1 .0 <

1.96 10.04 12.0 2.0 38 2.MD.210196 .1 .0 <

1.97 10.03 12.0 2.0 38 2.MD.210197 .1 .0 <

1.98 10.02 12.0 2.0 38 2.MD.210198 .1 .0 <

1.99 10.01 12.0 2.0 38 2.MD.210199 .1 .0 <

2.00 10.00 12.0 3.0 38 2.MD.210200 .1 .0 <

2.05 9.95 12.0 3.0 38 2.MD.210205 .1 .0 <

2.10 9.90 12.0 3.0 38 2.MD.210210 .1 .0 <

2.15 9.85 12.0 3.0 38 2.MD.210215 .1 .0 <

2.20 9.80 12.0 3.0 38 2.MD.210220 .1 .0 <

2.25 9.75 12.0 3.0 38 2.MD.210225 .1 .0 <

2.30 9.70 12.0 3.0 38 2.MD.210230 .1 .0 <

2.35 9.65 12.0 3.0 38 2.MD.210235 .1 .0 <

2.40 9.60 12.0 3.0 38 2.MD.210240 .1 .0 <

2.45 9.55 12.0 3.0 38 2.MD.210245 .1 .0 <

2.50 9.50 12.0 3.0 38 2.MD.210250 .1 .0 <

2.55 9.45 12.0 3.0 38 2.MD.210255 .1 .0 <

2.60 9.40 12.0 3.0 38 2.MD.210260 .1 .0 <

2.65 9.35 12.0 3.0 38 2.MD.210265 .1 .0 <

2.70 9.30 12.0 3.0 38 2.MD.210270 .1 .0 <

2.75 9.25 12.0 3.0 38 2.MD.210275 .1 .0 <

2.80 9.20 12.0 3.0 38 2.MD.210280 .1 .0 <

2.85 9.15 12.0 3.0 38 2.MD.210285 .1 .0 <

2.90 9.10 12.0 3.0 38 2.MD.210290 .1 .0 <

2.95 9.05 12.0 3.0 38 2.MD.210295 .1 .0 <

3.00 9.00 12.0 3.0 38 2.MD.210300 .1 .0 <

0.1 - 3.0 mm

0 
- 0.004 mm

DRILLING WITH EXTERNAL COOLING

CarbideMiquDrill 210 - coated / uncoated

Uncoated

.0

DRILLING TOOLS DRILLING TOOLS

<	Stock item, packing unit of 5 pcs. <	Stock item, packing unit of 5 pcs.
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Complementary products
MiquDrill Centro p.69
MiquDrill 200 p.111
CrazyDrill Crosspilot p.175
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MIQUDRILL 210 MIQUDRILL 210

DIN AISI/ASTM/UNS

vc Q1 Qx Ød1

[m/min] 0.3 – 0.6 mm 0.6 – 1.0 mm 1.0 – 1.5 mm 1.5 – 2.0 mm 2.0 – 3.0 mm  

f f f f f 

C10 AISI 1010

40 – 70 2xd1 1xd1 0.009 0.016 0.023 0.033 0.045

C15 AISI 1015
C45E/CK45 AISI 1045
S275JR AISI 1020
11SMn30 AISI 1215
15NiCr13 ASTM 3415 / AISI 3310

30 – 40 2xd1 1xd1 0.007 0.011 0.015 0.023 0.035

16MnCr5 AISI 5115
100Cr6 AISI 52100
42CrMo4 AISI 4140
90MnCrV8 AISI O2
X153CrMoV12 AISI D2

30 – 60 2xd1 1xd1 0.004 0.009 0.014 0.020 0.028
X210CrW12 AISI D4/D6
HS6-5-2C AISI M2 / UNS T11302
HS18-0-1 AISI T1 / UNS T12001

X6Cr17 AISI 430 / UNS S43000
X6CrMoS17 AISI 430F
X46Cr13 AISI 420C
X90CrMoV18 AISI 440B
X5CrNiCuNb 16-4 AISI 630 / ASTM 17-4 PH
X5CrNiCuNb 15-5 ASTM 15-5 PH
X5CrNi 18-10 AISI 304
X2CrNiMo 18-14-3 AISI 316L
X2CrNiMo 18-15-3 AISI 316LM
X1NiCrMoCu 25-20-5 AISI 904L

GG20 ASTM 30

30 – 70 2xd1 1xd1 0.007 0.013 0.023 0.030 0.045
GG30 ASTM 40B
GGG40 ASTM 60-40-18
GGG60 ASTM 80-60-03

AlMgSi1 ASTM 6351
80 – 150 2xd1 1xd1 0.010 0.023 0.038 0.050 0.070

AlZnMgCu1.5 ASTM 7075
GD-AlSi9Cu3 ASTM A380

60 – 100 2xd1 1xd1 0.008 0.019 0.030 0.045 0.060
GD-AlSi10Mg UNS A03590
Cu-OF / CW008A UNS C10100

40 – 70 2xd1 1xd1 0.008 0.014 0.023 0.030 0.045
Cu-ETP / CW004A UNS C11000
CuZn37 CW508L UNS C27400

40 – 70 2xd1 1xd1 0.008 0.014 0.023 0.030 0.045
CuZn40 CW509L UNS C28000
CuZn39Pb3 / CW614N UNS C38500

40 – 150 2xd1 1xd1 0.008 0.017 0.030 0.045 0.065
CuSn6 UNS C51900
CuAl10Ni5Fe4 UNS C63000

30 – 40 2xd1 1xd1 0.007 0.011 0.015 0.023 0.035
CuAl9Mn2 UNS C63200

Inconel 625
Inconel 718

NiMo28 Hastelloy B-2
NiCr22Fe18Mo Hastelloy X
Gr.2 ASTM B348 / F67
Gr.4 ASTM B348 / F68
TiAl6V4 ASTM B348 / F136
TiAl6Nb7 ASTM F1295
CoCr20W15Ni Haynes 25
CrCoMo28 ASTM F1537

100MnCrMoW4 AISI O1 20 – 40 0.5xd1 0.5xd1 0.003 0.004 0.007 0.009 0.009

X153CrMoV12 AISI D2

 

DRILLING WITH EXTERNAL COOLING | CUTTING DATA OVERVIEW

RECOMMENDATION FOR USE

 Excellent |  Good |  Acceptable |  Not recommendedMiquDrill 210 - coated

f [mm/rev]

Materials
group Material Mat. no.

 

P Unalloyed carbon 
steel
Rm < 800 N/mm²

1.0301
1.0401
1.1191
1.0044
1.0715

Low alloyed steel
Rm > 900 N/mm²

1.5752
1.7131
1.3505
1.7225
1.2842

High alloyed tool
steel
Rm < 1200 N/mm²

1.2379
1.2436
1.3343
1.3355

 

M
Stainless steel
ferritic

1.4016
1.4105

Stainless steel
martensitic

1.4034
1.4112

Stainless steel
martensitic – PH

1.4542
1.4545

Stainless steel
austenitic

1.4301
1.4435
1.4441
1.4539

K Cast iron

0.6020
0.6030
0.7040
0.7060

 

N
Aluminium alloy 
wrought

3.2315
3.4365

Aluminium alloy
cast

3.2163
3.2381

Copper
2.004
2.0065

Brass lead free
2.0321
2.036

Brass, Bronze
Rm < 400 N/mm²

2.0401
2.102

Bronze 
Rm < 600 N/mm²

2.0966
2.096

S1 Super alloys

2.4856
2.4668
2.4617
2.4665

S2
Titanium pure

3.7035
3.7065

Titanium alloys
3.7165
9.9367

S3 CrCo alloys
2.4964

H1
Hardened steel
< 55 HRC 1.2510

H2
Hardened steel
≥ 55 HRC 1.2379
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MIQUDRILL 210 MIQUDRILL 210

QUICK AND ACCURATE DRILLING FROM 2.4 TO 8 X D

Drilling process MiquDrill 210

Coolant type, pressure, filtration and flowrate

For best results, Mikron Tool recommends the use of cutting oil as coolant fluid. Alternatively, emulsion 

of 8% or more with EP-Additives (Extreme-Pressure-Additives) can be used with good results as well.

For tools with external cooling no specific parameters have to be considered concerning filter and coolant 

pressure and quantity. But it must be ensured that the cooling medium is conducted directly to the drill 

tip, thus cooling and lubricating the drill perfectly and flushing away the chips.

Tool holders

For detailed indications for tool holders see chapter "Technical information".

MiquDrill 210

Due to the excellent self-centering of MiquDrill 210, a center or pilot drill is not obligatory on regular 

and straight surfaces.

Center drilling / pilot drilling and drilling

Higher requirements: On irregular and rough or inclined surfaces or for highest position accuracy 

and in general for drilling, Mikron Tool recommends:

Drilling according DIN 66025 / PAL

G83 deep-drilling cycle with chip break and chip removal (pecks)

Q = depth of the respective peck

Note: 

Between pecks, take the drill completely out of the hole. 

After the drill reached desired cutting depth, return at increased feed rate (or in case of perfect 

conditions rapid traverse) to safety position.

1 | �CENTER OR PILOT DRILLING (ONLY IF NECESSARY) 

■ �With MiquDrill Centro 90° / 120° or MiquDrill 200 (irregular or rough surfaces) or CrazyDrill 

Crosspilot (inclined surfaces).

2 | �DRILLING 

■ �With MiquDrill 210 up to maximum drilling depth Q1 (see cutting data table) in one step,  

afterwards remove chips.

■ �Additional pecks Qx according to cutting data table, afterwards remove chips.

DRILLING PROCESS

 � �MiquDrill Centro 90° / 120° as centering drill

 � �MiquDrill 200 as pilot drill

 � �CrazyDrill Crosspilot as pilot drill on inclined surfaces (from Ø 0.4 mm)

Pilot drilling with MiquDrill 200 or centering with MiquDrill Centro is the perfect starting position for 

precise drilling (position and alignment accuracy) and a stable machining process. The same does the 

pilot drill CrazyDrill Crosspilot when drilling on inclined surfaces.

The quality of drilling (position and alignment accuracy and stable machining process) are assured.

DRILLING TOOLS DRILLING TOOLS

06


