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EgiAs Coated Carbide Starter Drill  AD-LDS/AD-LS-LDS
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Improved wear resistance and toughness with EgiAs coating

¥ EgIAsd—T « VIl ¢ 2l EDY A XITERA.
EgiAs coating applies only to diameter sizes above 2mm.

EgiAsld A —T R I — A DERERCI .
EgiAs is a registered trademark of OSG Corporation.
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Cutting geometry with superior sharpness and high chipping resistance
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Exceptional Wear Resistance and Toughness
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Constructed with extreme toughness, high wear and heat
resistance characteristics to ensure stable and consistent tool life =
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Work Material $50C = y
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Cutting Method Centering
YIHLER ; -
Cutting Speed | 50M/min (1,326min™")

EDRE .
Feed Rate 239mm/min (0.18mm/rev)

SR KA LBl

Coolant Water-Soluble

Ediz #hr~Y =20t % (BT40)

Machine Horizontal Machining Center

The A Brand
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Tolerance of the point angle is 90° +1°
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Drills may have some discoloration, but it does not cause any performance problems.

Dez2  De<2 D23 De<3 B4 :mm Unit:mm
Y—JUNo. ‘ BERXStinm BR 2R IO RIVERNED TE 1RE(AE

EDP No. Dc X a 2 L Ds Min. Drill Hole Size Stock (Yen)
8688930 0.5 X 90° 1 38 3 0.25 B 6,290
8688931 1 X 90° 1.8 38 3 0.4 B 6,290
8688932 2 X 90° 2.5 38 3 1 B 6,290
8688933 3 X 90 9 48 3 1.2 B 7,300
8688934 4 X 90° 12 54 4 1.5 B 8,300
8688935 6 X 90° 15 72 6 1.9 B 10,500
8688936 8 X 90° 20 81 8 2.1 B 12,600
8688937 10 X 90° 24 93 10 2.5 B 15,200
8688938 12 X 90° 28 108 12 2.5 B 17,500

1) BRDZITOHEDO T ROR/IMEZTRULE T, B=1Z#1EEmM B=Standard stock item

These minimum drill hole sizes are used for chamfering operations.

EEEU _5-“4 ya“ F U,II Dya“:/'\"ya Carbide Long Shank Starter Drill

AD-LS_LDS FEIMADHFBEEFOS0 £1° LIEDFET.
Tolerance of the point angle is 90° +1°
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CARBIDE Eg h7 10 MEEERBELEEDSDI A,
Drills may have some discoloration, but it does not cause any performance problems. B :mm  Unit:mm
Y—)UNo. % BR =R A %% RIVEIUED TE FREE(THS
EDP No. ) L Ds Min. Drill Hole Size Stock (Yen)
8688942 3 X 90° 9 75 3 1.2 B 8,030
8688943 4 X 90° 12 100 4 1.5 B 9,660
8688944 6 X 90° 15 150 6 1.9 B 13,300
8688945 8 X 90° 20 150 8 2.1 B 15,800
8688946 10 X 90° 24 200 10 2.5 B 21,300
8688947 12 X 90° 28 200 12 2.5 B 24,000
1) BRDZTOIHEDOTNROR/IMEZTRLE T, B=1E#7FEf B=Standard stock item
These minimum drill hole sizes are used for chamfering operations.
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Work Low Medium High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper | Aluminum | Titanium | Inconel
Material | Carbon | Carbon | Carbon Steel Tempered Steel Steel Castlron | Alloy |AloyCasting | Alloy
o Steel Steel Steel
WS C~025% | (u5-08h | COagto~ | ScM | 32 | 35 [ AR 010-60 B0RT0| qus | KD e | R | @ | A
EYUSUVHE AD-LDS (@) O O O (@) O O O
Centering AD-LS-LDS ©) ©) ©) ©) ©) O ©) ©) ©)
EED AD-LDS © ©) C © ©) O ©) @) O O O ©) © ©)
Counter Sinking AD-LS-LDS © © © © © © © O C © © ©)
. V_QQEEICDL\Z Guide for Icons
B Tool Materials SREAPLIE surface Treatment v shank m RUNA HelixAngle
g o = o VY VOREE RUILDED
CaRpiDe  ETHITF BIRE 5 - A=IFRAI=F 4T BRLET. S AUnRERELET
Micro Grain Carbide Eg EgiAs Coating h7 " 12 i i
Tolerance for shank diameter Helix angle of flute for drills
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WXL WXL Coating
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tyg U ya“ Centering
AD-LDS/AD-LS-LDS ..

pez=om. R =Ei] TR - S S
R EFA Low 1§r§n§§§£| -iMxiﬁSteel Carbon Steel Alloy Steel Special Alloy Steel- Hardened Steel
Work Material $5400 ~ 500N/ S50C SCM SKD61- ~ 900N/mn?
500 ~710N/mn’ 710 ~ 900N/mi? 28HRC
DIHLRE 63 ~80m/min 40 ~63m/min 32 ~50m/min 20 ~30m/min
utting Speed
BfE [BIEREE EDE [BIEREE EDE [CIR®RE EDE [ElERERE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
0.5 20,000 0.005 ~ 0.02 25,000 0.005 ~ 0.02 20,000 0.005 ~ 0.02 16,000 0.005 ~ 0.02
1 10,000 0.01 ~0.03 16,000 0.01 ~0.03 10,000 0.01 ~0.03 8,000 0.01 ~0.03
2 5,000 0.03 ~0.06 8,000 0.03 ~0.06 5,000 0.03 ~0.06 4,000 0.03 ~0.06
3 7,500 0.04 ~0.08 5,500 0.04 ~0.08 4,500 0.04 ~0.08 2,700 0.04 ~0.08
4 5,700 0.05 ~0.1 4,100 0.05 ~0.1 3,300 0.05 ~0.1 2,000 0.05 ~0.1
6 3,800 0.06 ~0.12 2,700 0.06 ~0.12 2,300 0.06 ~0.12 1,300 0.06 ~0.12
8 2,800 0.08 ~0.15 2,000 0.08 ~0.15 1,700 0.08 ~0.15 1,000 0.08 ~0.15
10 2,300 0.1 ~0.18 1,700 0.1 ~0.18 1,400 0.1 ~0.18 800 0.1 ~0.18
12 1,900 0.12 ~0.21 1,400 0.12 ~0.21 1,200 0.12 ~0.21 650 0.12 ~0.21
F0kE - SEE ik - YU 5 1)k ==y
R EI+A Special Alloy Steel- Hardened Steel TER Cast Iron- Ductile Cast Iron TKIl:r;r:rlaé\xlloncft%%
Work Material SKD11- ~1060N/mn* Tool Steel FCD250- FC400 ADC- AC)AII-D 9
R 34HRC ~500N/mi
IIHLRE 16 ~22m/min 16 ~22m/min 63 ~100m/min 80 ~160m/min
utting Speed
BE ElEnEE EDE [EEREE EXDE [E|EniEE EDE8 [E|EmEE EDE8
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
0.5 12,000 0.005 ~ 0.02 12,000 0.005 ~ 0.02 7£2) Note 0.005 ~ 0.015 7E£2) Note 0.02 ~ 0.04
1 6,000 0.01 ~0.03 6,000 0.01 ~0.03 20,000 0.01 ~0.03 7£2) Note 0.04 ~ 0.07
2 3,000 0.03 ~0.06 3,000 0.03 ~0.06 12,000 0.03 ~0.06 15,000 0.06 ~ 0.14
3 2,000 0.04 ~0.08 2,000 0.04 ~0.08 8,000 0.05 ~0.09 12,000 0.1 ~0.22
4 1,500 0.05 ~0.1 1,500 0.05 ~0.1 6,500 0.07 ~0.12 9,500 0.12~0.25
6 1,000 0.06 ~0.12 1,000 0.06 ~0.12 4,300 0.12 ~0.18 6,400 0.14 ~ 0.28
8 750 0.08 ~0.15 750 0.08 ~0.15 3,200 0.13 ~0.2 4,800 0.18 ~0.32
10 600 0.1 ~0.18 600 0.1 ~0.18 2,600 0.17 ~0.25 3,800 0.22 ~ 0.36
12 500 0.12 ~0.21 500 0.12 ~0.21 2,200 0.21 ~03 3,200 0.25~04
A1) OVIVvYIDAD-LS-LDSZETEAT 2IBE XD EZEBICTHEATEL, Note1) When using AD-LS-LDS, reduce the feed rate accordingly.
E2) EEMOTHICENSHEVESIF. HREZRhSEEHE T ERATEL. Note2 ) For machines that cannot achieve the speeds indicated in the table please set rotation
1. COYIHIRERERE. KB ETHIAF ZERAT2HEDHDTY, as high as possible.
2. FAKARMYE R = E AT 2IES1E. PIEEEE20% FIF T TS L, 1. The indicated speeds and feeds are for drilling with water-soluble coolant.
3. HE - EREEAD VYUV SR GEDBEERCSER TS 2. When using non-water-soluble coolant, reduce the drilling speed by 20%.
4: Z’—Xj_';‘bf R&EZFY UZ&W'\(D%_"JQ y ‘Jﬁ'l;}ﬁi‘éb\fcbiﬁ;u 3. When centering on a curved or inclined surface, reduce the feed rate accordingly.

4. Centering on Austenitic Stainless Steels is not recommended. For these procedures, use the
TIN-NC-LDS or the NC-LDS. (refer to pages 376-377 in the Drilling & Threading Tools 2017-
2018 general catalog)

TIN-NC-LDSF/cl&NC-LDSZTERATE W (EH50J R RUMITIR
2017-2018 P.376~377#%#)
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Emb Counter Sinking
AD-LDS/AD-LS-LDS ..

Haz=om R =k 155k - SRS
R EIFA Low liﬁnﬁgﬂl-%i‘lﬂdﬁsmel Carbon Steel Alloy Steel Special Alloy Steel- Hardened Steel
Work Material SS400 ~ 500N/ S50C e SKD61 - ~900N/mi?
500 ~710N/mn* 710 ~ 900N/mn 28HRC
RV 63 ~80m/min 40 ~63m/min 32 ~50m/min 20 ~30m/min
BfE [EIR®EE EDE [EI$R®EE EDE [ElERRE EDE [OER®EE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
0.5 20,000 0.005 ~ 0.05 25,000 0.005 ~ 0.05 20,000 0.005 ~ 0.05 16,000 0.005 ~ 0.05
10,000 0.01 ~0.1 16,000 0.01 ~0.1 10,000 0.01 ~0.1 8,000 0.01 ~0.1
2 5,000 0.02 ~0.18 8,000 0.02 ~0.18 5,000 0.02 ~0.18 4,000 0.02 ~0.18
3 7,500 0.04 ~0.24 5,500 0.04 ~0.24 4,500 0.04 ~0.24 2,700 0.04 ~0.24
4 5,700 0.04 ~0.24 4,100 0.04 ~0.24 3,300 0.04 ~0.24 2,000 0.04 ~0.24
6 3,800 0.06 ~0.36 2,700 0.06 ~0.36 2,300 0.06 ~0.36 1,300 0.06 ~0.36
8 2,800 0.08 ~0.38 2,000 0.08 ~0.38 1,700 0.08 ~0.38 1,000 0.08 ~0.38
10 2,300 01 ~04 1,700 0.1 ~04 1,400 01 ~04 800 01 ~04
12 1,900 0.12 ~0.42 1,400 0.12 ~0.42 1,200 0.12 ~0.42 650 0.12 ~042
YEORER - SR ik - 5051 ) iE% =—ry-e
REIA Special Alloy Steel- Hardened Steel BAN Cast Iron- Ductile Cast Iron 7”‘"‘_'3‘& = ﬁﬁ%
Work Material SKD11 - ~1060N/mm? Quenched and Tempered Steel FCD250- FC400 Aluminum- Alloy Casting
ork Materia 34HRC 45 ~50HRC ~500N/mi? ADC- AC4D
AL 20 ~30m/min 20 ~30m/min 63 ~100m/min 80 ~160m/min
B [DlEmEE EDE [DlEmEE EDE [ElERiERE EDE [EIE e EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
0.5 16,000 0.005 ~ 0.05 16,000 0.005 ~ 0.02 7£2) Note 0.005 ~ 0.05 7£2) Note 0.005 ~ 0.05
1 8,000 0.01 ~0.1 8,000 0.01 ~0.03 20,000 0.01 ~0.1 7£2) Note 0.01 ~0.1
2 4,000 0.02 ~0.18 4,000 0.03 ~0.06 12,000 0.02 ~0.18 15,000 0.02 ~0.18
3 2,700 0.04 ~0.24 2,700 0.04 ~0.08 8,000 0.04 ~0.24 12,000 0.04 ~0.24
4 2,000 0.04 ~0.24 2,000 0.05 ~0.1 6,500 0.04 ~0.24 9,500 0.04 ~0.24
6 1,300 0.06 ~0.36 1,300 0.06 ~0.12 4,300 0.06 ~0.36 6,400 0.06 ~0.36
8 1,000 0.08 ~0.38 1,000 0.08 ~0.15 3,200 0.08 ~0.38 4,800 0.08 ~0.38
10 800 0.1 ~04 800 0.1 ~0.18 2,600 0.1 ~04 3,800 0.1 ~04
12 650 0.12 ~0.42 650 0.12 ~0.21 2,200 0.12 ~0.42 3,200 0.12 ~042

A1) OVIY vV ODAD-LS-LDSZC AT 155G XD EZEBICCTEATEL.
A2) BEHNTRIC ENSBEVESE. HREDROEEEG CTEATEL.

1. COUIHISHERERE. KA EEER Z AT 2BEDHDTY.

2. TKBMEIEIME Z ERT 5 E (. tIEEEZ20% FFTTFEL,

3. HiE - tRFEFEANDOEBO (& ZD BZEBICTHEATEL,

4. SEMIZY 2EEE. EEIREREDORRED2FZ LRELTTEL,

Note1) When using AD-LS-LDS, reduce the feed rate accordingly.
Note2 ) For machines that cannot achieve the speeds indicated in the table please set rotation
as high as possible.

1. The indicated speeds and feeds are for drilling with water-soluble coolant.

2. When using non-water-soluble coolant, reduce the drilling speed by 20%.

3. When counter sinking on a curved or inclined surface, reduce the feed rate accordingly.

4. For high-speed machining, double the median value of the above cutting condition to use
as upper limit.
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