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

AGRF—F1 VT RUI
tarting Drills
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High Positioning Accuracy >

V4

W tDHEISRM Drilling c'gm)i on

0.05 0.05 o
#EI# Work Material 7
° S50C (210HB) 4
Py 8
i ) 000D 22mm
o ® _ JURSE Depth
0.05 °° .‘ e 0.05 0.05 5 e 0.05 2.6mm
..' B ® YIBIERE Cutting Speed
o ° 15m/min (800min") i
e A4 EDIEEE Feed _ fiETn
6007% @ 6007 @ 80mm/min (0.1mm/rev) Out of position
}gggﬁ : 1588% : EHUEE Cutting Fluid ¢2.6mm
-0.05 25007% @ -0.05 25007 @ KB Wet
AGSTD {4t Competitor
AGRI—TF 1T RUILDAIERDIEEF. NTEHHEATH 0.02mm U FOSHEEZ R, RFin CREMEDREE.
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
FEILHEOERBRICION (G -
SEEENSL. KETLITFATY) AGSTD
- " -
r NKRF BRONTEEORE S !
OIITICHERE. AGSTDLS

Shape of angle of tip is like a chisel

so cutting edge is very strong with a
large clearance angle for a keen cutting
edge. Excellent for horizontal work like
chamfering.

ROWIBEDIT. MTYOF Sz IDcHD. OV ITIv o
BHYY—XELF LI, ARICEDETHREULEE L,

Deep drilling points, The Long Shank series was developed to reduce interference
when drilling deep holes. Select the drill that suits your needs.

FEIVFELIRAZIR Chisel shaped tip

MELUVVAIE CiEiE
Wide Range of Applications

U5 Centering HEEYDINT Chamfering Vi8I Cutting V grooves
HENDNGFPBFEEDRREFRUILD TP —F—DHEED [CTEALEE L. E#R. BfR. T, BMEOVEINIC
BIMNTIICTERLIEE, For chamfering holes or edges. CERLIEEL,

For cutting V grooves in straight or curved lines on
flat or curved surfaces.
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For pre-drilling for drills that have inconsistent bite
and drilling holes on curved surfaces.
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HEOtEYYUYT R4 HEEOIMNT J——EERbIT AERNOEEBOINT VgL
Centering on a curved HEEDREINT Chamfering Chamfering edges Chamfering large diameter Cutting V grooves
surface Centering and chamfering holes
at the same time
—_——

AQDEXZ / 727 RUILEXTS Y b
AQDEXZ / AQUA Drill EX FLAT

EE7S Y MNIESOINTIZIFUH. 1EF - HEO7 I TEZRNA A R7UNI. ¥y EV I TFRIT.

NULVRABIRTIN T ESARICERDEFNEBEI—T TRV,

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.



1% Stocked Sizes
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AGSTD Asarimgos 2 W
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E Co 174
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LIST 6502 &47(Unit):mm/F3 (%)
BmseS i AR
CODE Nominal dimensions
AGSTD 3.0-60 3 9 48 0.75 1.660
AGSTD4.0-60 4 12 52 1 1,740
AGSTD5.0-60 5 14 60 1.25 2110 1200, %6
AGSTD6.0-60 6 15 66 15 2,220 (AND
AGSTD8.0-60 8 60° 20 79 2 2,780 R \/
AGSTD10.0-60 10 25 89 2.5 4,030 Dc D1 )
AGSTD12.0-60 12 30 102 3 5,870 47|_
AGSTD16.0-60 16 35 115 4 8,290
AGSTD20.0-60 20 40 131 5 11,600
AGSTD3.0-90 3 9 48 — 1,660
AGSTD4.0-90 4 12 52 - 1,740
AGSTD5.0-90 5 14 60 - 2,110
AGSTD6.0-90 6 15 66 - 2,220
AGSTD8.0-90 8 90’ 20 79 - 2,780 - 0
AGSTD10.0-90 10 25 89 - 4,030
AGSTD12.0-90 12 30 102 - 5,870 \</
AGSTD16.0-90 16 35 115 - 8,290 De )
AGSTD20.0-90 20 40 131 - 11.600 47|_
AGSTD3.0-120 3 9 48 - 1,660
AGSTD4.0-120 4 12 52 = 1,740
AGSTD5.0-120 5 14 60 - 2,110
AGSTD6.0-120 6 15 66 - 2,220 B e WIE
AGSTD8.0-120 8 120° 20 79 - 2,780
AGSTD10.0-120 10 25 89 - 4,030 O
AGSTD12.0-120 12 30 102 - 5,870
AGSTD16.0-120 16 35 115 - 8,290
AGSTD20.0-120 20 40 131 - 11,600 Mﬂékﬁﬁ?}iﬁ%ﬁ
AGSTD3.0-140 3 9 48 - 1,660
AGSTD4.0-140 4 12 52 - 1,740 X
AGSTD5.0-140 5 14 60 - 2,110
AGSTD6.0-140 6 15 66 - 2,220
AGSTD8.0-140 8 140° 20 79 = 2,780 DLz > B
AGSTD10.0-140 10 25 89 - 4,030
AGSTD12.0-140 12 30 102 - 5,870
AGSTD16.0-140 16 35 115 - 8,290
AGSTD20.0-140 20 40 131 - 11,600
RENFRESNTVSEIRDIMNIICIEHTIHTEEE A, Not recommended for chamfering to set tolerances.
RUIVBRE Y v O&IFE—TTF . Dril diameter and shank diameter is same size.
TYHUYIBRUVENIEIC0.12~0.15DcD T 5w bEDED &S . Flat surface of 0.12 to 0.156 Dc remains after centering work or cutting V grooves. MWM

¥ EERDITOREHIFRMGIEREZ Lo
* See back cover for standard cutting conditions for chamfering.

44 Z$f Mold Steel

o FIEZOLER
g —IBIEFIR SS400 A S50C &2 SCM400 P\t 2% FC250 25 YL SUS304 Aluminum Alloy
Magrial Structural Steel Carbon Steel Alloy Steel Cast Iron Stainless Steel BB
SKD61' NAK, HPM Nonferrous Alloy
30~40HRC
Gk EDRE [EI3E4 EDRE EI%E3 3 E%E EDRE Gk B3R EDRE EI%E3
Rotation Feed Rotation Feed Rotation Rotation Feed Rotation Feed Rotation
(min")  (mm/min)  (min")  (mm/min)  (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) BARRBINE®C D — 205 T INTERE EDIRTIC RO TIHIRAZFE LT /ZEWL. 1) Adjust cutting conditions according to the situation, such as rigidity of machine, work clamp, and shape of workpiece.
2) COYTHISRAISAB MR ZER UIBET I, 2) Cutting conditions listed here use water-soluble cutting fluid.
3) UIEBERIE NI Rt (CHE L T<EE L, 3) Apply sufficient cutting fluid to work area.
4) RAGEHEIHEERI DB & C (X EERHE 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 TEE b, 6) Reduce RPM and feed speed by 20% for centering work on rolled steel or forged surfaces.
7) Ly bFryo Z—UVIF vy oEERIEE L. 7) Use collet chucks or milling chucks.

8) HiE. ERE DY YUV IE XDREE 20% FFT</EE L. 8) Reduce feed speed by 20% when centering on curved or angled surfaces.
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AG Starting Drills Long Shank
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LIST 6504
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B4 (Unit) ' mm/FH (%)
~ER

Nominal dimensions

CODE

AGSTDLS3.0-60 3 9 75 0.75 2,680
AGSTDLS 4.0-60 4 2 100 1 3.190 120°p, 6
AGSTDLS5.0-60 5 14 100 1.25 3,740 (
AGSTDLS6.0-60 6 60° 15 150 15 4,150 R
AGSTDLS8.0-60 8 20 150 2 4,700 Dc D1[" ¢
AGSTDLS10.0-60 10 25 200 25 6.460 DT
AGSTDLS12.0-60 12 30 200 3 7.350
AGSTDLS 3.0-90 3 9 75 - 2,680
AGSTDLS4.0-90 4 12 100 - 3,190
AGSTDLS5.0-90 5 14 100 = 3,740 - 0
AGSTDLS6.0-90 6 90 15 150 - 4,150
AGSTDLS8.0-90 8 20 150 - 4,700 . S
AGSTDLS10.0-90 10 25 200 - 6.460 )
AGSTDLS12.0-90 12 30 200 - 7.350 L
AGSTDLS3.0-120 3 9 75 - 2,680
AGSTDLS4.0-120 4 12 100 - 3,190 S SOERDEERE
AGSTDLS5.0-120 5 14 100 - 3,740 Selecing ceterng ang
AGSTDLS6.0-120 6 120° 15 150 - 4,150 0o
AGSTDLS8.0-120 8 20 150 - 4,700
AGSTDLS10.0-120 10 25 200 - 6.460
AGSTDLS12.0-120 12 30 200 - 7.350

RU)LSEin A < EEE
AGSTDLS 3.0-140 3 9 75 - 2,680 Ot ange < Cttn ang
AGSTDLS4.0-140 4 12 100 - 3,190 X
AGSTDLS5.0-140 5 14 100 - 3,740
AGSTDLS6.0-140 6 140° 15 150 - 4,150
AGSTDLS8.0-140 8 20 150 - 4,700 KU > B
AGSTDLS10.0-140 10 25 200 - 6.460
AGSTDLS12.0-140 12 30 200 - 7.350

REDFESNTVSEIDMIICIFH T IHTEEE A, Not recommended for chamfering to set tolerances.
RUJVBRE Y v~ ORIFE—TT. Dril diameter and shank diameter is same size.
TYHU Y IBROVEINIRIC0.12~0.16DcD TS v MMENED F . Flat surface of 0.12 to 0.15 Dc remains after centering work or cutting V grooves.

-0.1 2~0.15Dc

5 w ™ - vV
ELEY)HISRMA (MEDINT) Standard Drilling Condition(Chamferin % Ses Inslde for standand driling con
. S48 MOE Steel FIE=OLES
Rl —RBERIE SS400 A S50C &2 SCM400 pab =K % FC250 257U ZH SUS304 Aluminum Alloy
Mv’c\llt%rrkal Structural Steel Carbon Steel Alloy Steel Cast Iron Stainless Steel %S
: s"gg‘;z‘a_ll(ﬁgpM Nonferrous Alloy
EIEE8 B8 B3 EI8EH EDIEE EIEE8 B8 DR Sl
Rotation Feed Rotation Feed Rotation Rotation Feed Rotation Feed Rotation Feed Rotation
(min™)  (mm/min)  (min")  (mm/min)  (min™) (min™)  (mm/min)  (min")  (mMm/min)  (min")  (mMm/min)  (min™)
3 5300 200 5300 200 3200 100 1600 40 5300 450 1600 40 8000 400
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
HEEOINT 1) VEBINTIZTOHBA EOREZ/SUTICTF TSRS L. 1) Reduce the feed speed to less than 1/3 to cut V grooves.
Chamfering 2) B MITYEO MBSV TR LEBE, CUDARETHHEIF.  2) Reduce the RPM and the feed speeds in the above table at the same rates if chattering occurs
L J L EROEEHHEEDREZFUEEGT T TS, because the workpiece is not rigidly mounted to the machine.
n 3) AGSTDLSDIBA(C(. EER#7Z70%IC. XD REZS0BUT CTTEALE 3) In case of AGSTDLS, reduce the rotation by 30% and reduce the feed to 50%.
[3(9N
h<o30ct
(MAX 3mm)

e - RRAL Tel:03-5568-5111  Fax:03-5568-5206 RREBXERAE 1-9-2 WEEREIL17F T105-0021

AR q;—ﬂ ELAHE Tel:076-423-56111  Fax076-493-5211 EILHARTEARI1-1-1 T930-8511

BENR  REAZ Tel:03-5568-56285  Fax:03-5568-5293 FREAAE Tel:052-769-6816  Fax:052-769-6828 #WrFEIR  Tel:03-56568-5190 Fax:03-5568-5195
UEEE%m  Tel:011-782-0006  Fax:011-782-0033 REXE Tel:053-454-4160  Fax.053-454-4845 WFrFEE Tel03-6252-3677  Fax03-6252-3678
LI EZEFT Tel:0237-71-0321  Fax:0237-72-5212 JepEsTIE Tel:076-425-8013  Fax.076-492-4319 #WFrFEE Tel:052-769-6911 Fax.052-769-6913
BEEXT Tel:024-991-4511  Fax:024-935-1450 FEEA Tel:06-7178-5101 Fax.06-7178-5110 #WFFIkE Tel076-424-3991 Fax:076-492-4319
BldsSars Tel:0276-46-7511  Fax:0276-46-4599 HENERE  Tel:082-568-7460  Fax:082-568-7465 #WFFEFE  Tel06-7178-2200  Fax:06-7178-2201
[EAE=ESs Tel:0268-28-7863  Fax.0268-21-1185 TUNZIE Tel:092-441-2605  Fax:092-471-6600
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The designs, specifications and/or dimensions are subject to change without notice.
Unauthorized reproduction of catalog contents is strictly forbidden.




