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AG Starting Drills
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One Drill for Centering, Chamfering, and V Grooves
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AG Starting Drills
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High Positioning Accuracy

/

005 005 . B tIEIZRME Drilling Condition
#EI# Work Material S
® S50C (210HB) 1
8
o o L TE Tool _ 29 mm
$6.0X90
! ] . ° ."
@ e L Y JURSE Depth
E () 1 r 4 T"—._ 2.6
0.05 ° .‘ 0.05 0.05 & * o> . 0.05 “mm
..' P ° o ® BIEIEE Cutting Speed |
L gt o ® 15m/min (800min) —
A4 ° A4 EDEE Feed i, frEwn
6007T @ 6007% @ 80mm/min (0.1mm/rev) Out of position
120077 @ 120072 @ X
180077 @ 180078 @ HIHUIAA Cutting Fluid ¢ 2.6mm
-0.05 250077 @ -0.05 25001 @ KB Wet
AGSTD ft1tt& Competitor

AGRY—F 1T RUILDAIERDIEEF. INTHOEATE 0.02mm U TOSHEEZ . K& CREMDIREE.

Positioning accuracy of the AG Starting Drill stays within 0.02mm even after drilling many holes and has great consistency over the long term.
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Keen Cutting Edge Introducing Long Shank Series

FEIIZOERELRICEON :
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SERENEL. KELRIFATY AGSTD

NIKEIT. BROM T/ EDRE 3
OIlTICHERE. AGSTDLS
Shape of angle of tip is like a chisel ZRVGIEDINT. INTYDTF5%Z 3DicsbD. OV I vo
so cutting edge is very strong with a K

large clearance angle for a keen cutting BHI)—EUFEUIc. BRICEDEBTHEREULIEEL,

edge. Excellent for horizontal work like

chamfering. Deep drilling points, The Long Shank series was developed to reduce interference

when drilling deep holes. Select the drill that suits your needs.

FEIVFESEIRAZIK Chisel shaped tip

TELUVVRE CisiiE
Wide Range of Applications

U5 Centering HEEXDINT Chamfering V&I Cutting V grooves
HEANDNG I PR EHDRLZELFRUILD FPD—F—DEERDICTEALEE L, B}, R, TE. BEOVEMNTIC
BIMNTICTERLIEE. For chamfering holes or edges. CERLIEEL,

For pre-drilling for drills that have inconsistent bite For cutting V grooves in straight or curved lines on
and drilling holes on curved surfaces. flat or curved surfaces.

, BA8 1 S5

Q@
o B

HEOtEYYUYT YUV T HEEOINT J——ERbINT ARNOEEBOINT VgL
Centering on a curved HEEOEINT Chamfering Chamfering edges Chamfering large diameter Cutting V grooves
surface Centering and chamfering holes

at the same time
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AQDEXZ / AQUA Drill EX for counter boring

EETSY MNIESOIMNTIZFUsH. R - EO7UINIATWERINAA RUIT. v EV I RIUNL.
NULZBRIUN TR ELRRICERDEFEBEI—T 1T RU)be AGRY—T 1T RUJLERIRFET.

Useful carbide coated drills for counter boring bottom face flats, prep-drilling for angles and curved surfaces, drilling deep guide holes,
tapping pilot holes, drilling burr-less holes in thin plates, and many other applications. Released at the same time as the AG Starting Drill.
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LIST 6502 47 (Unit):mm/F3 (%)
SiE FiEE

D1 Nominal dimensions
AGSTD3.0-60 3 9 48 075 1,530
AGSTD4.0-60 4 12 52 1 1610 g, <
AGSTD6.0-60 6 15 66 15 2,050 L
AGSTD8.0-60 8 o 20 79 2 2570 S
AGSTD10.0-60 10 o5 89 o5 3,730
AGSTD12.0-60 12 30 102 B sago  |PC¢ P '
AGSTD16.0-60 16 35 115 4 7.670 L
AGSTD20.0-60 20 40 131 5 10,700
AGSTD3.0-90 3 9 48 - 1530
AGSTD4.0-90 4 12 50 = 1610
AGSTD6.0-90 6 15 66 - 2,050 6
AGSTD8.0-90 8 . 20 79 = 2570 ngf
AGSTD10.0-90 10 25 89 - 3.730
AGSTD12.0-90 12 30 102 = 5,430 Dc N
AGSTD16.0-90 16 35 115 - 7.670 D
AGSTD20.0-90 20 40 131 = 10,700 L
AGSTD3.0-120 3 9 48 - 1530
AGSTD4.0-120 4 12 50 = 1610
AGSTD6.0-120 6 15 66 - 2,050 w5y IOEROEEE
AGSTD8.0-120 8 120 20 79 = 2,570
AGSTD10.0-120 10 25 89 - 3,730 0O
AGSTD12.0-120 12 30 102 = 5,430
AGSTD16.0-120 16 35 115 - 7.670 &
AGSTD20.0-120 20 40 131 = 10,700 iy —
AGSTD3.0-140 3 9 48 - 1,530 Onportar < Crey e
AGSTD4.0-140 4 12 52 = 1610 X
AGSTD6.0-140 6 15 66 - 2,050
AGSTD8.0-140 8 140 20 79 = 2570 &
AGSTD10.0-140 10 25 89 - 3730 ey ——
AGSTD12.0-140 12 30 102 = 5,430 O ortngo > Carerng e
AGSTD16.0-140 16 35 15 - 7.670
AGSTD20.0-140 20 40 131 = 10,700

RENBESNTLSERDMNIICIES T IHTEEE A, Not recommended for chamfering to set tolerances.
RUIVBREY v ORIFE—TY. Dril diameter and shank diameter is same size.

EEVIHISKE (2> H V> 9D) standard Drilling Condition (Centering) e s mﬁﬁ’ions ot e 4

44 Z$l Mold Steels

A WERA SS400 7R S50C &2 SCM400 prdEN=E 8k FC250 27 YL A8 SUS304 Aluminum Alloys
Work re-haedene eels. "
Material Structural Steels Carbon Steels Alloy Steels Cast Irons Stainless Steels BB
SK%?;Z‘@##SPM Nonferrous Alloys
Gk EDIRE B3R EDRE EI%E3 3 E%E EDIRE Gk B354 EDRE EI%E3
Rotation Feed Rotation Feed Rotation Rotation Feed Rotation Feed
(min™)  (mm/min)  (min")  (mm/min)  (min™)  (mMm/min)  (min")  (mm/min)  (min™) (min™)  (mm/min)  (min™)
3 5300 318 5300 318 3200 192 1600 72 5300 318 1600 72 8000 600
4 4000 320 4000 320 2400 180 1200 72 4000 320 1200 72 6000 600
5 3200 320 3200 320 1900 181 960 67 3200 320 950 67 4800 600
6 2700 324 2700 324 1600 168 800 68 2700 324 800 68 4000 600
8 2000 300 2000 300 1200 156 600 66 2000 300 600 66 3000 600
10 1600 288 1600 288 960 134 480 62 1600 288 480 62 2400 600
12 1300 260 1300 260 800 124 400 60 1300 260 400 60 2000 600
16 1000 240 1000 240 600 114 300 57 1000 240 300 57 1500 600
20 800 224 800 224 480 110 240 55 800 224 240 55 1200 600
1) BRI O—0 050 T, IESBRREEDRRICIDYEIREZRELTZEW,. 1) Adjust cutting conditions according to the situation, such as rigidity of machine, work clamp, and shape of workpiece.
2) COYTHIZRAISAB MR ZER UIBET I, 2) Cutting conditions listed here use water-soluble cutting fluid.
3) LIRS TRt (CHE L T<EE L, 3) Apply sufficient cutting fluid to work area.
4) RAGEHEIHEERI DB S C(SEEHE X DREE 20% FFTIZE 0, 4) Reduce RPM and feed speeds by 20% for non-water-soluble cutting fluids.
5) COYIHIRHRIF LY YUV TRICER<EE L. 5) Use these cutting conditions for centering work.
6) FEEPEREICEY YUY I I 2IBA(E B x0REE 20% NI TEEL. 6) Reduce RPM and feed speed by 20% for centering work on rolled steel or forged surfaces.
7) Ly bFryo Z—UVIF vy oEERLIEE L. 7) Use collet chucks or milling chucks.

8) HiE. ERE DY YUV I(E XDREE 20% FFT/EE L. 8) Reduce feed speed by 20% when centering on curved or angled surfaces.
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LIST 6504 47 (Unit) -mm /M (¥)
B &R
Dc Nominal dimensions
AGSTDLS 3.0-60 3 9 75 0.75 2,480 120, 50
AGSTDLS 4.0-60 4 12 100 1 2,950
AGSTDLS 6.0-60 6 o 15 150 15 3,840 SIS
AGSTDLS8.0-60 8 20 150 2 4350
AGSTDLS10.0-60 10 o5 200 o5 5,980 De D1 ¢ T
AGSTDLS12.0-60 12 30 200 8 6.800 L
AGSTDLS 3.0-90 3 9 75 - 2,480 0
AGSTDLS4.0-90 4 12 100 - 2,950 ébf
AGSTDLS6.0-90 6 oo 15 150 - 3.840 7
AGSTDLS8.0-90 8 20 150 - 4,350 Dc
AGSTDLS10.0-90 10 o5 200 - 5,980 £
AGSTDLS12.0-90 12 30 200 = 6.800 L
AGSTDLS3.0-120 3 9 75 - 2,480
AGSTDLS4.0-120 4 12 100 - 2,950 YT LT DERDEEE
AGSTDLS6.0-120 6 120 15 150 - 3,840
AGSTDLS8.0-120 8 20 150 = 4350 @)
AGSTDLS10.0-120 10 o5 200 - 5,980
AGSTDLS12.0-120 12 30 200 = 6,800
AGSTDLS3.0-140 3 9 75 - 2.480 ED s < EEs
AGSTDLS 4.0-140 4 12 100 = 2,950 %
AGSTDLS6.0-140 6 140 15 150 - 3,840
AGSTDLS8.0-140 8 20 150 = 4350
AGSTDLS10.0-140 10 o5 200 - 5,980
RU)LSEiRE > A
AGSTDLS12.0-140 12 30 200 = 6,800 Dt s > ety gk

REDEESNCVSEEIDIIICIEIB I IHTEFZA. Not recommended for chamfering to set tolerances.
RUJVBREY vV IRIFE—TT, Dril diameter and shank diameter is same size.

3 u e e q TYHUY I DEETEIFMEEHE REE LY
EECNHISRG (EmEb Standard Drilling Condition(Chamfering) * See inside for standard drilling conditions for centering.
94?(5&1 MoIiSteels FLE=oLAS
Rl SR SS400 A S50C &8 SCM400 At ik FC250 257U Z8 SUS304 Aluminum Alloys
Work Structural Steels Carbon Steels Alloy Steels Cast Irons Stainless Steels 2B
Materd SKD61, NAK, HPM
5 s Nonferrous Alloys
30~40HRC
B E DR B i EEE SR # DIEE B E B DR EEE
Rotation Feed Rotation F Rotation Rotation Feed Rotation Rotation Feed Rotation
(min")  (mm/min)  (min™) (min™) (min™)  (mm/min)  (min™) (min™)  (mm/min)  (min")
3 5300 3200 1600 40 5300 1600 40 8000
4 4000 200 4000 200 2400 100 1200 40 4000 450 1200 40 6000 400
5 3200 200 3200 200 1900 100 960 40 3200 450 950 40 4800 400
6 2600 200 2600 200 1600 100 800 40 2700 450 800 40 4000 400
8 2000 200 2000 200 1200 100 600 40 2000 450 600 40 3000 400
10 1600 200 1600 200 960 100 480 40 1600 450 480 40 2400 400
12 1300 200 1300 200 800 100 400 40 1300 450 400 40 2000 400
16 1000 200 1000 200 600 100 300 40 1000 450 300 40 1500 400
20 800 180 800 180 480 100 240 35 800 400 240 35 1200 360
EEOINT 1) VENTATSBEE. EORER/SUTICTF CERES L, 1) Reduce the feed speed to less than 1/3 to cut V grooves.

Chamfering 2) B OINTYEBO M CBVTRIENEEBE, CUDHRETDHAIF.  2) Reduce the RPM and the feed speeds in the above table at the same rates if chattering occurs

FROOEHEEDREZRUEIGT MFTIEE L), because the workpiece is not rigidly mounted to the machine.

h<0.3D
(MAX 3mm)

¢ =mAit EHBKENE1-0-2WBERLIL 7F 0355685111

N CH' =LA BLESLUHR AR 1-1-1 0764235111

N —_ ER=%A% (Oversea Div. ) +81-3-5568-5241
Bt ;F—ﬂ http://www.nachi-fujikoshi.co.jp
%= H & % # 0355685285 B & % 4 052-769-6816 7 B A % i 06-6748-1952
biEEEZR 011-782-0006 B OB X 5 053-454-4160 LEX%E/ 7B 082-568-7460
% & % 0237-71-0321 tERE/FFE 076-425-8013 TMEE/FFIM 092-441-2505
i %t 024-991-4511
EIERE ¥R 0276-46-7511
£ M & %2 77 0268-28-7863

CATALOG NO. 2253
2009.08.Q-ABE-ABE

QLRI RDICHFEFLEE I DHENDDET,



