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AG Starting Drills Long Shank
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Long shank type centering drill for avoiding interference when
drilling deep holes.
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Selecting centering angle
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Drill point angle > Centering angle
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Code Dc a 2 L D1 |Stock K}
AGSTDLS3.0:60 3 9 75 1 0.75 2,680
AGSTDLS4.0-60 4 12 1100 |1 3,190
AGSTDLS5.060 5 14 | 100 | 1.25 3,740
NAZRUJL AGSTDLS6.0-60 6 60°( 15 | 150 | 1.5 4,150
AGSTDLS8.0:60 8 20 | 150 | 2 4,700
AGSTDLS10.060 10 25 | 200 | 25 6,460
AGSTDLS12.0-60 12 30 | 200 | 3 7.350
AGSTDLS3.0-90 3 9 75 2,680
AGSTDLS4.0-90 4 12 | 100 3,190
AGSTDLS5.0-90 5 14 | 100 3,740
Iy AGSTDLS6.0-90 6 90°| 15 | 150 4,150
AGSTDLS8.0-90 8 20 | 150 4,700
AGSTDLS10.090 10 25 | 200 6,460
AGSTDLS12.090 12 30 | 200 ° 7,350
AGSTDLS3.0-120 3 9 75 2,680
AGSTDLS4.0-120 4 12 | 100 3,190
AGSTDLS5.0-120 5 14 | 100 3,740
i AGSTDLS6.0-120 6 120°] 15 | 150 - 4,150
IVRIL AGSTDLS8.0-120 8 20 | 150 4,700
AGSTDLS100-120| 10 25 | 200 6,460
AGSTDLS120-120| 12 30 | 200 7,350
AGSTDLS3.0-140 3 9 75 2,680
AGSTDLS4.0-140 4 12 | 100 3,190
AGSTDLS5.0-140 5 14 | 100 3,740
N2 AGSTDLS6.0-140 6 140°| 15 | 150 4,150
IVRI)L AGSTDLS8.0-140 8 20 | 150 4,700
AGSTDLS100-140| 10 25 | 200 6,460
AGSTDLS120-140] 12 30 | 200 7.350
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O 58 Excellent O B Good X I ANJE Not Used —: HEEE L E A Not recommended

CREDRESNTVDEAMDIIICREIBITIHTEF A,
Not recommended for chamfering to set tolerances.
cRUMBEREY vV IRIFE—TT,
Drill diameter and shank diameter is same size.
VAUV IBLUVENTLIEIC0.12~0.15DcD 75y NEHDEDF T,
Flat surface of 0.12 to 0.15 Dc remains after centering work or cutting V grooves.

- 0.12~0.15D¢c



tﬂ#ﬂ%i*c_ﬂfﬁo&%

o 43 9EI7(-_ﬁi’z"‘ﬂfb%%-‘%@]ﬁljxﬁid)xﬂﬁ[; FUWERDILS EIFDE B
PRICID U TR E
RELERHNEETHIRACE LEVSEF,

TELTLEE

2. ’J—ﬁ?%mllibﬂﬁifjﬁi%b‘%i?éti(&

(&9 =l

3. CTERDEmRD:
ALV, ZDHA.

AGSTD
AGSTDLS

[ z>#U>J  Centering|

REEHH C T
EDREBEUHETTIF TS0,

Attention on using the cutting condition tables

general guide, when starting operation.

cutting.

feed rate.

AG A5 —5F«4 2% RUJU AG Starting Drills
AG A¥—F7«4>% RUJL OYT Y42 AG Starting Drills Long Shank

Utilize the standard cutting condition shown in the catalogs just as the
2. Adjust cutting condition when unusual vibration, different sound occur by

3. When using low speed machines, use the maximum speed and adjust the
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. P SKD61 NAK HPM b
Wor?f l\ﬁllua*?erial S154000 Hal0e SCM440 Mold Steel FC250 Aluminum Alloy
Structural Steel Stainless Steel
Carbon Steel Alloy Steel Pre-Hardened Steel Cast Iron Nonferrous Alloy
~ 200HB 30 ~ 40HRC
B OERE | XDRE | O | XORE | EERH | EORE | BERE | EORE | BERE | XDRE | BERE | XOEE BERUL
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min')) [(mm/min)| (min") | (mm/min)| (min")) | (mm/min) | (min!) | (mm/min) | (min!) | (mm/min)| (min!) | (mm/min)
3 5300 318 3200 192 1600 72 1600 72 5300 318 8000 600
4 4000 320 2400 180 1200 72 1200 72 4000 320 6000 600
5 3200 320 1900 181 960 67 950 67 3200 320 4800 600
6 2700 324 1600 168 800 68 800 68 2700 324 4000 600
8 2000 300 1200 156 600 66 600 66 2000 300 3000 600 AR
10 1600 288 960 134 480 62 480 62 1600 288 2400 600
12 1300 260 800 124 400 60 400 60 1300 260 2000 600
16 1000 240 600 114 300 57 300 57 1000 240 1500 600
20 800 224 480 110 240 55 240 55 800 224 1200 600
1) EHAIELD—0 05T, INTERIREE DIRIRIC KD U4 %52 1) Adjust cutting condition according to the situation, such as rigidity of
LTLrEEu, machine, work clamp, and shape of workpiece.
2) COUHIEFFAE TR ZER UiciBa T, 2) For drilling with water soluble cutting fluid. P
3) IEGERIFI LTI LTS E L, 3) Apply sufficient cutting fluid to work area.
4) RAGBELIHPERIDBE [CIFEEnH S XD REZ 20% FFTLZEN 4) In non-water soluble cutting fluid, reduce the rotation and feed by 20%.
5) COPHIRERG VAUV IBIGERL S0, 5) Use these cutting condition for centering work.
6) FEEPERAICEYY U VIT 25, BEEMEEDRESZ 20% T 6) Reduce RPM and feed speed by 20% for centering work on rolled steel or
[FTLREEW forged surfaces.
7) Abv b Fvvo, S=UVIFvwIEFERIES, 7) Use collet chuck or milling chuck.
8) HiE. ERE~NDOEYYUYIF. EDEEE 20% FFT TV 8) Reduce feed speed by 20% when centering on curved or angled surfaces.
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Wojfslljajfferial Heiolo) Sl SCM440 Mold Steel FC250 Aluminum Alloy
Structural Steel Stainless Steel
Carbon Steel Alloy Steel Pre-Hardened Steel Cast Iron Nonferrous Alloy
~ 200HB 30 ~ 40HRC
B OE# | EDRE | EEH | EXDRE | EEH | EXORE | [EH | EORE | @R | XDRE | @I | XOEE TR
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'") | (mm/min)| (min'") | (mm/min)| (min"") |(mm/min)| (min)) | (mm/min)| (min"!) |(mm/min)| (min'!) | (mm/min)
3 5300 200 3200 100 1600 40 1600 40 5300 450 8000 400
4 4000 200 2400 100 1200 40 1200 40 4000 450 6000 400
5 3200 200 1900 100 960 40 950 40 3200 450 4800 400
6 2600 200 1600 100 800 40 800 40 2700 450 4000 400
8 2000 200 1200 100 600 40 600 40 2000 450 3000 400 ROvE
10 1600 200 960 100 480 40 480 40 1600 450 2400 400 Ty hNER
12 1300 200 800 100 400 40 400 40 1300 450 2000 400 20t
16 1000 200 600 100 300 40 300 40 1000 450 1500 400
20 800 180 480 100 240 35 240 35 800 400 1200 360
1) VBNTETSBAR. E0REZ 1/3MUTICTITTHEALEEL, 1) Reduce the feed speed to less than 1/3 to cut V grooves.
2) %W’YW)HI%HQDHD‘( BOTHEIED WSS, OUDDQ%EjZﬁ%ﬁ{;\ 2) Reduce the RPM and the feed speed in the above table at the same rate
DEFEHEEDEEZFE UEIGTHI T T if chattering occurs because the workpiece is not rigidly mounted to the A=)
3) AGSTDLS DBEEICE, BEEEE 70% (2, ﬁbﬁE% 50% URTCfE machine.
ALIEELY 3) In case of AGSTDLS, reduce the rotation by 30% and reduce the feed to 50%.
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