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AQUA Dirills EX Starting
Achieve high speed centering and long tool life for centering, chamfering and V-grooving
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AQUA Drills EX Starting

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

B Great surface finish by sharp cutting edge _‘
B Multifunction from centering, chamfering and V-grooving
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No tear on finish surface

ﬂﬂ?il‘f_& AQDEXST
Competitor

I INE W EHIER

Cutting resistance is low wvIyvs
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Comparison of centering wear Excellent tool life in V-grooving
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Code DC SIG LCF OAL D1 PL Stock Price PR 60 (_1)20)7 ‘_’1/\5|G
AQDEXST0300-60 3 60° 9 48 | 075 22 @ 6,920 DI (v
AQDEXST0400-60 4 60° | 12 52 | 1.0 29 @ 7.880 : Y
AQDEXST0500-60 5 60 14 60 125 36 @ 8990 Bvretly al LCF onL
AQDEXST0600-60 6 60° | 15 66 | 15 43 @ 9,950 —
AQDEXST0800-60 8 60° | 20 79 | 2.0 58 @ | 11,800
AQDEXST1000-60 10 60° | 25 89 | 25 72 @ | 14,500 SeiwA 90° 120° 140° BL A6
AQDEXST1200-60 12 60° | 30 102 3.0 87 @ | 16,800 8]:
AQDEXST0300-90 3 90° 9 48 | - 15 @ 6,920 BYA
AQDEXST0400-90 4 90" 12 52 | - 20 @ 7.880 LCF
AQDEXST0500-90 5 90° | 14 60 | - 25 @ 8,990 I LT OAL
AQDEXST0600-90 6 90° | 15 66 - 30 @ 9,950
AQDEXST0700-90 7 90" | 17 72 | - 35 0O - SeiRen00°. 120°. 140° 12 Y IU T
AQDEXST0800-90 8 90° | 20 79 - 40 @ | 11,800 VEN TR GREATEI BT .
AQDEXST0900-90 9 90° 22 84 - 4.5 O - When centering, V-grooving at 90°,120°,140°, angle of tip is
AQDEXST100090 = 10  90° 25 8 — 50 @ 14500 S GRS
AQDEXST1100-90 11 90" | 27 95 | - 55 [ -
AQDEXST1200-90 12 90° | 30 102 - 60 @ | 16,800 “ AL ENARGE
AQDEXST1300-90 = 13 90° 32 105 - 65 [ - OF
AQDEXST1400-90 14 90° | 33 108 - 70 O — '
AQDEXST1500-90 15 90" 34 111 - 75 0O — o R DF
AQDEXST1600-90 16 90° | 35 115 - 80 @ | 30,300 3 0.36DC
AQDEXST2000-90 20 90° 40 | 131 - 100 @ @ 49,900 4 | 032DC
AQDEXST0300-120 3 120° 9 48 | - 09 @ 6,920 SBE | 0.30DC
AQDEXST0400-120 4 1200 12 52 | - 12| @ 7.880
AQDEXST0500-120 5 1200 14 60 @ — 14 @ 8,990
AQDEXST0600-120 6 120° 15 66 - 17 @ 9,950 VIV T OEEERE
AQDEXST0800-120 8 1200 20 79 - 23 @ | 11,800 Selecting centering angle
AQDEXST1000-120 | 10 | 120° 25 89 | - 29 @ | 14500 o) X
AQDEXST1200-120 | 12 | 120° 30 | 102 - 35 @ | 16,800
AQDEXST0300-140 3 140° 9 48 | - 05 @ 6,920
AQDEXST0400-140 4 1400 12 52 | — 07 @ 7.880
AQDEXST0500-140 5 1400 14 60 - 09 @ 8,990
AQDEXST0600-140 6 140° 15 66 - 11 @ 9,950 “ u
AQDEXST0800-140 8  140° 20 79 | - 15| @ | 11,800
AQDEXST1000-140 10 | 140° 25 | 89 | — 1.8 @ 14,500 RULSHR < EEA  RULSEIRE > EEA
Drill point angle = Centering angle  Drill point angle > Centering angle

AQDEXST1200-140 = 12 | 140° | 30 | 102 - 22 @ | 16,800

1) HRADHFEEFE2' T ERAIDHE1°TY), @ IZEEBR Standard stock item

2) RUIBEREV vV IRIEE—TT, O RENREIEEER  Available for Japan customers only

1) Tolerance of the Centering angle is £2° (Tolerance of the Centering 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

L ETNOVINIPAS TP I—F—DEBRVICTERALIEE L, EHR. BHR. TE.
BRIEEORLZERRUILD Utilize chamfering for hole or edges BEOVEILIC
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Utilize pre-hole drilling for curved surface Utilize V-groove milling

or unstabe surface

4

Z- VM7
ERYUERIIT

4 i

O ’

-

ERUIIT J—7—ERWIIT  AEROERVIIT ViEilT

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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Standard Cutting Conditions

—ARIEE . R aEil A8 e = ZIWEIZULESR
nTHBHR mEN FUN—KH R el LS e Eam
o 55400 S50C FC250 SCM440 NAK SKD61 NAK HPM FCD400 SUS304 SUS316 A5052 C1100
Work Material Sg%égrigéeefl Heaﬁlr(;yatsggestteel Ha%(:ge?jtiiéet Hardened Steel Ductile Cast Iron Stainless Steel Nﬁka;?rL:)TsAl\l/l\Z\t/al
~200HB 20~30HRC 30~40HRC 40~50HRC
BE OEREy | EWUEE | DEH | XUEE | DR ZUEE | DR | ZUEE ORH ZUEE | OER | 2XUEE ORH | ZUEE
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 7400 450 4800 290 2100 95 1900 70 7400 450 2650 130 10600 1100
4 5600 430 3600 260 1600 85 1450 65 5600 430 2000 110 7950 = 1050
5 4450 380 2850 240 1250 75 1150 60 4450 380 1600 100 6350 950
BV 6 3700 380 2400 240 1050 75 950 60 3700 380 1300 100 5300 950
(75 EDER) 8 2800 380 1800 240 800 75 700 60 2800 380 1000 100 4000 950
Gl 10 2200 330 1450 220 650 70 550 55 2200 330 800 95 3200 800
12 1850 330 1200 220 530 70 480 55 1850 330 650 95 2650 800
16 1400 290 900 190 400 65 350 50 1400 290 500 90 2000 700
20 1100 260 720 170 320 65 280 50 1100 260 400 80 1600 650
3 7400 360 4800 230 2100 65 1900 50 7400 360 2650 100 10600 890
4 5600 340 3600 210 1600 60 1450 45 5600 340 2000 85 7950 840
5 4450 300 2850 190 1250 55 1150 40 4450 300 1600 80 6350 760
EERUIT 6 3700 300 2400 190 1050 55 950 40 3700 300 1300 80 5300 760
(BF5mEBEY) 8 2800 300 1800 190 800 55 700 40 2800 300 1000 80 4000 760
CheniEilg 10 2200 260 1450 175 650 50 550 35 2200 260 800 75 3200 640
12 1850 260 1200 175 530 50 480 35 1850 260 650 75 2650 640
16 1400 230 900 150 400 45 350 30 1400 230 500 70 2000 560
20 1100 210 720 135 320 45 280 30 1100 210 400 60 1600 510
'12‘/9U‘/7‘($EI75I'ETJEU) Centering EEEU’JDI( Hr__‘liu) Chamfering
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Centering on Centering and chamfering Chamfering Cutting V-grooving Chamfering edges Chamfering

a curved surface at the same time large diameter holes
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Applicable Work Materials

Attention on using the cutting condition tables

1) Adjust drilling conditions according to the rigidity of machine or work clamp state.
2) Reduce the RPM and feed speeds in the adove table at the same rates

if chattering occurs because the workpiece is not rigidly mounted to the machine.
Cutting conditions Listed here use water soluble cutting fluid.

Apply sufficient cutting fluid to work area.

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

Reduce RPM and feed speed by 20% for centering work

on the rolled surfaces or the mill scale surfaces.

7) Use collet chucks or milling chucks.

8) Reduce feed spped by 20% when centering on curved or angled surfaces.
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Structural Steel Carbon Steel Titanium Alloy Mold Steel Hardened Steel Stainless Steel | Titanium Alloy Cast Iron Aluminum Alloy | Copper Alloy
Heat treated Steel | Pre-Hardened Steel Heat Resistant Alloy
S5400 S45C/S50C SCM NAK 30~40HRC 40~50HRC 50~65HRC  SUS304 SUS316  Ti/Ni Alloy FC/FCD AC/ADC Cu
@) (@) (@) (©) O - (©) - (©) O O

O: il Excellent  O: A Good —: #FRLFE A Not recommended
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Tel:03-5568-5111
Tel:076-423-5111

Fax:03-5568-5206
Fax:076-493-5211
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Tel:03-5568-5285
Tel:011-782-0006
Tel:0237-71-0321
Tel:024-991-4511
Tel:0276-46-7511
Tel:0268-28-7863

Fax:03-5568-5293
Fax:011-782-0033
Fax:0237-72-5212
Fax:024-935-1450
Fax:0276-46-4599
Fax:0268-21-1185
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Tel:052-769-6816
Tel:053-454-4160
Tel:076-425-8013
Tel:06-7178-5101
Tel:082-568-7460
Tel:092-441-2505

Fax:052-769-6828
Fax:053-454-4845
Fax:076-492-4319
Fax:06-7178-5110
Fax:082-568-7465
Fax:092-471-6600

Fax:03-5568-5195
Fax:03-6252-3678
Fax:052-769-6913
Fax:076-492-4319
Fax:06-7178-2201
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@The designs, specifications and / or dimensions are subject to change without notice. @Unauthorized reproduction of catalog contain is strictly forbidden.
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