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Stable cutting for 7D non-step drilling.
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A7 (Unit) - mm BERUL
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Dc L 2 Stock | 2ils=nEh) Dc L 2 Stock | Zile=nEl)
AGPSLSD1.0 1.0 48 26 1470 AGPSLSD7.0 7.0 5400
AGPSLSD1.1 1.1 50 28 1,720 AGPSLSD7.1 7.1 5,750
AGPSLSD1.2 1.2 5o 30 1620 AGPSLSD7.2 72 | 33 03 5,750
AGPSLSD1.3 1.3 1720 AGPSLSD7.3 7.3 5,750 NZRUI
AGPSLSD1.4 1.4 55 a3 1,720 AGPSLSD7.4 7.4 5,750
AGPSLSD1.5 1.5 1650 AGPSLSD7.5 7.5 5,750
AGPSLSD1.6 1.6 58 a5 1,770 AGPSLSD7.6 7.6 6,120
AGPSLSD1.7 1.7 1940 AGPSLSD7.7 7.7 6,120
AGPSLSD1.8 1.8 6o a8 1,840 AGPSLSD7.8 7.8 6,120
AGPSLSD1.9 1.9 1840 AGPSLSD7.9 7.9 6,120
AGPSLSD2.0 2.0 66 a1 1520 AGPSLSD8.0 80 | 14 | 100 6,120 v 7
AGPSLSD2.1 2.1 2,200 AGPSLSDS.1 8.1 6,770
AGPSLSD2.2 2.2 20 aa 2,200 AGPSLSDS.2 8.2 6,770
AGPSLSD2.3 2.3 2,000 AGPSLSD8.3 8.3 6,770
AGPSLSD2.4 24 2200 AGPSLSD8.4 8.4 6,770
AGPSLSD2.5 25 74 47 2,000 AGPSLSD8.5 8.5 6,770
AGPSLSD2.6 2.6 2,000 AGPSLSDS.6 8.6 7,090
AGPSLSD2.7 2.7 2,000 AGPSLSDS.7 8.7 7,090 o
AGPSLSD2.8 2.8 79 51 2,120 AGPSLSDS.8 8.8 ° 7,090 IURI
AGPSLSD2.9 2.9 2,000 AGPSLSDS.9 8.9 7,090
AGPSLSD3.0 3.0 2,000 AGPSLSD9.0 90 | g 107 7,090
AGPSLSD3.1 3.1 2390 AGPSLSDO.1 9.1 8210
AGPSLSD3.2 3.2 84 55 2390 AGPSLSD9.2 9.2 8210
AGPSLSD3.3 3.3 2390 AGPSLSD9.3 9.3 8210
AGPSLSD3.4 3.4 2390 AGPSLSD9.4 9.4 8210 A2
AGPSLSD3.5 3.5 o1 60 2390 AGPSLSD9.5 9.5 8210 VRS
AGPSLSD3.6 3.6 2,650 AGPSLSDO9.6 9.6 9,160
AGPSLSD3.7 3.7 2650 AGPSLSDS9.7 9.7 9,160
AGPSLSD3.8 3.8 2,650 AGPSLSD9.8 98 | 150 | 118 9,160
AGPSLSD3.9 3.9 ° 2,650 AGPSLSD9.9 9.9 10,100
AGPSLSD4.0 4.0 96 64 2,650 AGPSLSD10.0| 10.0 9,160
AGPSLSD4.1 4.1 2,960 AGPSLSD10.5| 10.5 12,100 v
AGPSLSD4.2 4.2 2,960 AGPSLSD11.0| 11.0 | 155 | 105 12,900
AGPSLSD4.3 4.3 2,960 AGPSLSD11.5] 11.5 14,200
AGPSLSD4.4 4.4 2,960 AGPSLSD12.0| 12.0 15400
AGPSLSD4.5 45 | 102 69 2,960 AGPSLSD12.5| 125 | 184 | 134 20,000
AGPSLSD4.6 4.6 3350 AGPSLSD13.0] 13.0 21,300
AGPSLSD4.7 4.7 3,350
AGPSLSD4.8 4.8 3350 T
AGPSLSD4.9 4.9 3,350 e
AGPSLSD5.0 5.0 3350
AGPSLSD5. 1 5.1 | 108 74 4,340 0t
AGPSLSD5.2 5.2 4,340
AGPSLSD5.3 5.3 4,340
AGPSLSD5.4 5.4 4,340
AGPSLSD5.5 5.5 4,340 —
AGPSLSD5.6 5.6 4,380 FELR
AGPSLSD5.7 57 | 116 80 4,380
AGPSLSD5.8 5.8 4,380 = = o 2 -
AGPSLSD5.9 5.9 4,380 %,E’Eém BRE %Z% 75\4_ émyﬁﬂ R
AGPSLSD6.0 6.0 4,380 A5G
AGPSLSD6.1 6.1 5210 S5400 3500 SCM NAK | 30~40HRC | 40 ~50HRC | 50 ~ B65HRC
AGPSLSD6.2 6.2 5210 — x %
AGPSLSD6.3 6.3 5210 © Tg)ﬁ o i
AGPSLSD6.4 6.4 124 86 5210 27 VLR m'miﬁ Hk | TL=Ee| #HEE el
AGPSLSD6.5 6.5 5210 Gil=]
AGPSLSD6.6 6.6 5,400 S04 | sUs420 | Ti/NiAloy | FC/FCD | AC/ADC cu
AGPSLSD6.7 6.7 5400
AGPSLSD6.8 68 | a3 o3 5400 X - - ©) - -
AGPSLSD6.9 6.9 5400 O fRi# Excellent O #F Good X ! A8 Not Used —: #E3ZLFE A Not recommended
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Attention on using the cutting condition tables

1. Utilize the standard cutting condition shown in the catalogs just as the
general guide, when starting operation.

2. Adjust cutting condition when unusual vibration. different sound occur by
cutting.

3. When using low speed machines, use the maximum speed and adjust the
feed rate.
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B ke EDRE [ElE5E1 EDEE (B EDFEE [l EDFEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min") (mm/min) (min'1) (mm/min) (min1) (mm/min) (min1) (mm/min)
1 5700 160 4100 90 3000 40 7500 240
2 3200 180 2400 110 1600 50 7400 280
3 2500 210 1800 130 1200 70 3000 320
5 1800 270 1150 150 830 80 1900 330
6 1500 270 950 150 700 80 1600 330
8 1100 260 720 140 520 80 1200 320
10 900 250 570 140 420 80 950 320
13 680 230 440 130 320 70 700 280
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1) Adjust cutting condition according to the rigidity of machine or work clamp
state.

2) For drilling with water soluble cutting fluid.

3) Provide sufficient amount cutting fluid to the cutting point and in the flute.

4) In non-water soluble cutting fluid, reduce the rotation and feed by 20%.

5) A work material and cutting condition to chip removal may be worse. In that
case.please add step feeding.

B) In step feed, return to the entrance hole.

7) Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2 ~0.5
X De.

8) Use a collet chuck, milling chuck.

9) Reduce rotation and feed by 20% in drilling rolled surface or surface as

forged.

AGPLSD I AG /\D— 0% RUJL AG Power Long Drilis

Py o~
) = o
Work Material SCM440 SKD NAKS5 HPM1
S-C FC FCD
Alloy Steel Pre-Hardened Steel
Garbon Stes| Too{SteeI Heat treated Steel Cast Iron
B [EIE2 XD RE B3R EDRE [EERA EDRE [EER EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min ") (mm/min) (min") (mm/min) (min") (mm/min) (min") (mm/min)
1 4000 70 2400 40 1600 20 4000 84
2 2400 100 1400 60 1000 30 2400 120
3 2000 140 1200 80 800 40 2000 160
5 1400 180 860 110 570 60 1400 210
6 1300 200 800 120 530 60 1300 230
8 1000 200 600 120 400 60 1000 240
10 800 180 480 110 320 60 800 220
13 610 170 370 100 240 50 610 200
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12) 7<j'7’f_|i7H\7JDI|C|3 SGESS ZBEHULE T, FNRUIEAUBERZEE
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1) Adjust cutting condition according to the rigidity of machine or work clamp
state.

2) For drilling with water soluble cutting fluid.

3) Provide sufficient amount cutting fluid to the cutting point and in the flute.

4) In non-water soluble cutting fluid, reduce the rotation and feed by 20%.

5) Use the table values for drilling depth under 20 X Dc.

B) When for hole depth more than 20 x Dc, reduce the rotation and feed by
30%.

7) When for hole depth more than 17 X Dc deep, add step feeding.
However, a work material and cutting condition to chip removal may be
worse. In that case. even if under predetermined hole depth, please step
feed.

8) In step feed, return to the entrance hole.

9) Step feed interval is about 0.5 ~ 1 X Dc. In small diameter, about 0.2 ~ 0.5
X Dc.

10) Use a collet chuck, milling chuck.

11) Recommend pre-drilling of guide hole. Depth is 2 to 3Dc.

12) Recommend the SGESS Drill for guide drilling. Select one with the same
diameter as the deep hole drill.
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