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Achieve high speed centering and long tool life for centering, chamfering and V-grooving
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M High precision positioning with special thinning

B Great surface finish by sharp cutting edge
M Multifunction from centering, chamfering and V-grooving
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Cutting condition
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Comparison of wear after 1440 holes
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Comparison of wear after 9m cutting length
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LISTOB24 47 (Unit): mm/F(¥)
E':EE% BE Eﬂj ;'E 2R SRR SE(E A 60° 120° _~p
>ode Dc L D1 Stock Price y

ABDEXSTO300-60 3.0 9 48 0.75 () 5,990 ; @
AGDEXST0400-60 4.0 12 52 1 () 6,820
ABDEXSTOS500-60 5.0 14 60 1.25 ) 7.780 Dc D £

g L+XFE L
AGDEXSTOB00-60 6.0 60° 15 66 1.5 ) 8,620
AGDEXSTO800-60 8.0 20 79 2 ® 10,200
AGDEXST1000-60 10.0 25 89 | 25 ® | 12,500 EES 907 120° 140° o
AQDEXST1200-60 12.0 30 | 102 | 3 ® | 14,500 7@
AQDEXSTO300-90 3.0 9 48 ® 5,990 \/
ABDEXST0400-90 4.0 12 52 () 6,820 De 2
AQDEXSTO500-90 5.0 14 60 o 7,780 Mg L+XF L
ABDEXSTOB00-90 8.0 15 66 () 8,620
AQDEXSTO700-80 7.0 17 72 O - EEAEQO’. 120°, 140°[FVoUvT.
AGDEXSTO800-30 8.0 20 79 ® | 10,200 VBN LRICN 2 EEASERNZDET .
AQDEXSTOS00-90 9.0 20 84 O - When centering, V-grooving at 80°,120°,140°, angle of tip is

different from chamfer angle

AGDEXST1000-80 10.0 90° 25 89 ® 12,500
AQDEXST1100-90 11.0 27 95 O -
AQDEXST1200-90 12.0 30 102 o 14,500 R EEEEE
AGDEXST1300-90 13.0 32 105 d - DF
ABDEXST1400-90 14.0 33 108 O =
AGDEXST1500-90 15.0 34 111 O -
AGDEXST1600-90 16.0 35 115 ® 26,300
ABDEXST2000-90 20.0 40 131 - @® | 43,200 BE |DF
ABDEXSTO300-120 3.0 9 43 () 5,990 30 [0.36Dc
AGDEXST0400-120 4.0 12 52 ® 6,820 A0 _||0EE
AGDEXSTO500-120 5.0 14 60 o 7,780 S5.08£]0.500¢
AQDEXSTOB00-120 6.0 | 120° 15 66 ® 8,620
ABDEXSTO800-120 8.0 20 79 () 10,200
AGDEXST1000-120 10.0 25 89 ® 12,500 Selecting centering angle
ABDEXST1200-120 12.0 30 102 ) 14,500
AGDEXSTO300-140 3.0 9 48 ® 5,990
ABDEXSTO400-140 4.0 12 52 () 6.820
AGDEXSTOS00-140 5.0 14 60 ® 7.780
ABDEXSTOB00-140 8.0 | 140° 15 66 () 8,620
AQDEXSTO800-140 8.0 20 79 o 10,200 “ -
AQDEXST1000-140 10.0 25 89 () 12,500 RUJLSERE < EES RUJLSESE > ERE
AQDEXST1200-140 12.0 30 102 ) 14,500
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1) Tolerance of the chamfer angle is +2° (Tolerance of the chamfer angle 90° is +1°)
2) Drill diameter and shank diameter is same size
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Wide Range of Applications
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Centering Chamfering Cutting V-grooving
HFREANDIGH T T I—F —DEEDICTERLEEL, E#R. R, TE. FED
ﬁﬁi‘lﬁ@?‘fﬁﬁl\wbw Utilize chamfering for hole or edges V;%)Jl]IlCCEﬁH(T:a\‘L\O
B LICCERLIEELY, Utilize V-groove milling

Utilize pre-hole drilling for curved surface
or unstabe surface
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Centering on Centering and Chamfering Chamfering edges Chamfering Cutting V-grooving
a curved surface chamfering large diameter holes
at the same time
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Work Material 58400 S50C FC250 SCM440 NAK SKDB1 NAK HPM FCD400 SUS304 SUS316 A5052 C1100
Structural Steel Alloy Steel Mold Steel Hardened Steel Ductile Cast Iron Stainless Steel Aluminum Alloy
Carbon Steel Cast Iron Heat treated Steel Hardened Steel Copper Alloy
~200HB 20~30HRC 30~40HRC 40~50HRC
BE EER EOEE | EEM OEORE | DERR X0EE | EEN E0EE | BERM E0RE | RS X0®E | BER x0EE
Drill Dia Rotation Feed Rotation Feed Rotation Feed Rotation Feed Ratation Feed Rotation Feed Rotation Feed
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm,/min) (min-1) (mm/min)
3.0 7400 450 4800 290 2100 95 1900 70 7400 450 2650 130 10600 1100
4.0 5600 430 3600 260 1600 85 1450 65 5600 430 2000 110 7950 1050
5.0 4450 380 2850 240 1250 75 1150 60 4450 380 1600 100 6350 950
6.0 3700 380 2400 240 1050 75 950 60 3700 380 1300 100 5300 950
8.0 2800 380 1800 240 800 75 700 60 2800 380 1000 100 4000 950
10.0 2200 330 1450 220 650 70 550 55 2200 330 800 95 3200 800
12.0 1850 330 1200 220 530 70 480 55 1850 330 650 95 2650 800
16.0 1400 290 900 190 400 65 350 50 1400 290 500 90 2000 700
20.0 1100 260 720 170 320 65 280 50 1100 260 400 80 1600 650
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1) Adjust drilling conditions according to the rigidity of
machine or work clamp state.

2) Cutting conditions listed here use water-soluble
cutting fluid.

3) Apply sufficient cutting fluid to work area

4) Reduce RPM and feed speeds by 20% for
non-water-soluble cutting fluid.

5) Use these cutting conditions for centering work.

6) Reduce RPM and feed speeds by 20% for
centering work on rolled steel or forget surfaces

7) Use collet chucks or milling chucks.

8) Reduce feed speed by 20% when centering
on curved or angled surfaces.
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Centering on
a curved surface
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Centering and
chamfering

at the same time
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Chamfering
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Chamfering
sl —RRAEE A, RsRE Gl A SR FU51 Vi AT YU FIEZULEE
AT HFHEK SREH TUN—RVH kTR
Work Material 58400 S50C FC250 | SCM440 NAK HPM SKDB1 NAK HPM FCD400 SUS304 SUS316 A5052 C1100
Structural Steel Alloy Steel Mold Steel Hardened Steel Ductile Cast Iron Stainless Steel Aluminum Alloy
Carbon Steel Cast Iron Heat treated Steel Hardened Steel Copper Alloy
~200HB 20~30HRC 30~40HRC 40~50HRC
BE EERY EOEE | EEM EDEE | EER X0EE | DEM O E0RE | DER X0®E | BER E0EE | BEM  E0wRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min-1) (mm,/min) (min-1) (mm,/min) (min-1) (mm,/min) (min-1) (mm,/min) (min-1) (mm,/min) (min-1) (mm,/min) (min-1) (mm/min)
3.0 7400 360 4800 230 2100 65 1900 50 7400 360 2650 100 10600 890
4.0 5600 340 3600 210 1600 60 1450 45 5600 340 2000 85 7950 840
5.0 4450 300 2850 180 1250 55 1150 40 4450 300 1600 80 6350 760
6.0 3700 300 2400 190 1050 55 950 40 3700 300 1300 80 5300 760
8.0 2800 300 1800 180 800 55 700 40 2800 300 1000 80 4000 760
10.0 2200 260 1450 175 650 50 550 35 2200 260 800 75 3200 640
12.0 1850 260 1200 175 530 50 480 35 1850 260 650 75 2650 640
16.0 1400 230 900 150 400 45 350 30 1400 230 500 70 2000 560
20.0 1100 210 720 135 320 45 280 30 1100 210 400 60 1600 510
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1) Adjust drilling condition according to the rigidity of
machine or work clamp state.

2) Reduce the RPM and feed speeds in the above table
at the same rates if chattering occurs because
the workpiece is not rigidly mounted to the machine.

3) Cutting conditions listed here use water-soluble
cutting fluid

4) Apply sufficient cutting fiuid to wark area

5) Reduce RPM and feed speeds by 20% for
non-water-soluble cutting fluid

8) Use these cutting conditions for chamfering

7] Use collet chucks or milling chucks
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Cutting V-grooving
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Chamfering edges Chamfering
large diameter holes
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The designs, specifications and / or dimensions are subject to change without notice.
Unauthorized reproduction of catalog contents is strictly forbidden.
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