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Clamp-type Gun Drill Bit Clamp-on Gun Drill

M

& FERETYT Product Introduction

28.0-080mm

TISAUAE (HEZIRARES )

Blade head specifications (Non—standard customization accepted)

TR MEFRR R, ZTIRNESF. ISFRNA. ASFEHRTIR. afzVVILFE.
TUEEDRACHEDABEMINES, thin: KE6%. FHR. 96, HHEE, THEREEBESSBmaMELLL, X
imEYF

The types of cutter head are: double guide single blade, three blade double guide bar, four guide strip single blade, five guide strip single blade, step type

cutter head and so on. GD_DH (8.00_9.00) r

Yuanchang inlaid grain gun drill head has the advantages of high machining efficiency, good finish, stable service life and convenient clamping. It can be o AT 7 Ly Ly [ i
processed only by replacing the blade, thus saving more welding time. EE%\E:[%{MD sl * 0O Sos = - B I= Rl
! FE¥T), SIS RmES T ol : i
Carrying Indexable Inserts with Single Chip Splitting Cutting LF L=

Edge and a Wiper for High Hole Surface Quality

Designation DC L 3D = P S MID

GD-DH 07.94-25D-10.75-04 19.05 ZSGT 0401..
GD-DH 08.00-20D-M20-04 20.00 ZSGT 0401..
GD~-DH 08.00-25D-M20-04 20.00 ZSGT 0401..
GD-DH 08.50-25D-M20-04 20.00 ZSGT 0401..
GD-DH 08.73-25D-10.75-04 19.05 ZSGT 0401..
GD-DH 08.00-25D-M20-05 20.00 ZSGT 0501..
GD-DH 09.53-25D-10.75-05 9.53 243.60 8.60 268.50 1.100 50.0 19.05 ZSGT 0501..

EE TIRIEESRKEEIX16502KMRH. TTRNSEATERNTN (FEEEIEH)

TppENE. EESSEALZA, D2OLEBERLL. NMAS0-100%%/SFHEEEIGENSEL

Note: Gundrills supplied with up to 1650 mm length on request.  Inserts and guide pads to be ordered separately (not included with the tools).

Preventative measures: Do NOT operate the deep hole drill at full speed before engaging the guide hole. Enter the guide hole slowly at a speed of 50 - 100 rpm.

Spare Parts Q & /Q' ﬁ @ ?

7.94 8.49 GPS5-03-12-035-DC CSPB-2FL2.7-LH
ZSGT 040104R-DT CSPB-2FL3.1
8.50 8.99 IP-6/5 T-6/5
GPS-03-12-040-DC CSPB-2FL3.1
9.00 9.99 ZSGT 050104R-DT CSPB-2FL3.1

JEFITENE: CSPB-2FL2.7-LH. CSPB-2FL3.1=0.6Nm Recommended tightening torque: CSPB-2FL2.7-LH. CSPB-2FL3.1 =0.6 Nm

ERTER7.94-8. 4901 Sa U T2 AREZEE]  Guide pads screws for @7.94-8.49 are left-hand screws

25 mE-EEFAHTT+F www.dgycjj.com 26



N
I LT 2 =%

Standard Cutting Conditions
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Mechanically Clamped Gun Drill Insert

GD-DH (7.94-9.99) (2%)8i&I%4 Cutting Conditions for GD-DH (7.94-9.99) (METRIC)

27 TwE-TEFRFETE

ZSGT P
\Viateris
B 28 H 3 TR TS RIS I > : e
Deep Drilling Inserts with Single Chip Splitting Cutting Material (##) Congitior i
Edge and a Wiper HEme
<0.25%C Annealed(iBX ) 1
Dimensions ;
: : Non-alloy steel and cast steel, =0.25%C Annealed(IBX ) 2
z free cutting steel <0.55%C Quenched and tempered ( FEXFIEIK ) 3 0.05-0.14
ZSGT 040104R-DT 4.80 0.40 1.200 1.24 . . o i
ZSGT 050104R-DT 5.30 0.40 1.100 135 . (FEEMINER, SIOHIK) S Annealed(B ) 4
Quenched and tempered ( FXFOELK ) 5
Low alloy steel and cast steel Annealed (i) 6 60-100
cPS (less than 5% of alloying elements) 7 0.05-0.08
¥ FE RSN Quenched and tempered ( ZXFIEDK ) 8 o
= 128 NI f N o 4
RSB HERA S50 oy ;|‘9}| B (EFB2TRAE%) )
Deep Driling Solid Carbide Guide Pads ‘ I | | o 9
= OAL = T High alloyed steel, cast steel, and tool steel Annealed(GEX ) 10 —_—
(FasN. HFRNLIER) Quenched and tempered ( EEXFIEK ) 11 } !
Dimensions Ferritic/martensitic ( #:&#/2ERMK) 12
Cai e stainless steel and cast steel ( FEHIRFOHR ) 60-100 0.05-0.08
esignation IC908 Martensitic ( ZECAFAEER ) 13
GP5-03-12-035-DC 3.90 12.00 1.60 3.50 ¢ stainless steel and cast steel ( ~E5INFNEHH ) Austenitic, duplex(BESR, WHE) 14 60-80 0.05-0.08
—03-12-040- ; 2 ; : L]
Sls e 5 T L e Ferriticipearliic ( SEMH/HHE) 15
Grey castiron (GG) 458k (GG )
Pearlitic/martensitic( B4/ 2 FiE) 16
' - . " Ferritic ( #k&{k ) 17
$H—1258# (0.98455 ) AIEESEA . - Nodular cast iron (GGG) BkEE#5% (GGG ) . 60-100 0.05-0.20
Dril 2 25 mm (0.984") pilot hole flat botiom NTACIER EREFLTE Pearitic(3H) L
YooCE # +0.05 +0019 Ferritic ( #5354 ) 19
18— ERA258H (0.9845 ) MIFESEAD 5p; (D Tocod ) Malleable castiron ( STiRESHE ) =
Pearlitic(Zk3¢) 20
AR 2. 3%, BIEEEMASELS, FEIAR20%=XK (7875 ) . UBIREVe=5-10#/o% (16— . . Not hardenable ( AeTfE(L ) 21
L e BSHRUD) | HHARE0.5-1.08H/ (020~ 03958/t . HLLTIR, LISITIRRTFARES. Aluminum-wrought alloys({2iS& )
= X s e . Hardenable (aliEfk) 22
| TR EHASEAZE, FEUSIITREEEk. Nothardenable (FRaTRBIL) 2
ot hardenable (7=
TEENTRILES, BEhSANE, (REIEEHHEES, = - . . S . . i — = i
B oo T STERSWENTIERS, #1108 (3938 ) RILB0%AVEAEESEG., 1S, FHBILAT100%, 1 AR Cast i SiE Hardenable (ST ) 24
Activate coolant, slow rotation and feed while TR, (RFEEE)
entering 1o the prehole up to 20 mm (.787") depth >12% Si High temperature ( =ig&) 25
- - - - 60-100 0.05-0.18
/] 4 NiBESL, SHENLEELEK (197ET ) ANRE. >1% Pb Free cutting ( SeatT=E]) 26
/ ; _P% R ENTESRSIERT, ERNSETIN A, BRAREEEESRTFA70%, UFLEE Ea. e A Brass ( &) 27
________ (&)
0 BASILHERE TS, SAEIEIIA. Electrolitic copper ( #£5:48) 28
20
787 Duroplastics fiber plastics(TE2B 14285} . £T4EEER]) 29
BI103BK ( 30336 ) iR, BHAENB0% - . ; SeeERel R Hard rubber ( i#ig852 ) 30
First 10 mm (.393") depth with 80% feed rate Drilling Process on Machining CentersAnd Lathe Machines
: N B Annealed (B ) 31
1.Drilla 26 mm (.984") pilot hole D 4557 (D +.0004 ) flat bottom | (B ) Hardenabie (ErdiE) 92
2 Activate coolant and slowly set the tool into the pilot hole up to 20 mm (. 787" depth.Vic=5-10 mimin (16-35 SFM) f=0.5-1.0 High temperature alloys Annesled (E5) 23 s S
mm/rev (.020-.039 IPR) Stop the tool, start rotation at full machining speed. (REEE) Nior Co based 4
o ] Note: Do not rotate the drill at full machining speed before engaging the pilot hole. (BETEEE ) Hardenable (aJfE{t ) 3
2. . ) Cast (&i&) 35
n AR ( A9TER) SR 3.After a full machining speed activation, the first 10 mm (.393") should be done at 80% feed rate. Thereafter, by gradual =
B el i 100% fi il i ‘ Pure ( 46:% )
Drill +5mm (.197" ) depth through hole increase in feed up to 100% finish drilling to the required depth Tianium Tialloys (4&4) : - - 30-60 0.04-0.10
W A 4.In case of through hole, drill the full hole to a depth of +5 mm (.197"). Alpha toeta aloys hardened (a+ P EEE)
T = i Note: When machining gummy materials such as low carbon steel, reduce the feed rate to 70% of the normal level right before Hardened (11k) 38
< A exiting the material to prevent chips from scattering. Hardened steel K34 Hardened (I8ik) 39
5 20-50 0.04-0.06
T 5.5top the rotation and coolantRetract the tool. Chilled cast iron i Cast (#5) 40
Cast iron #8 Hardened (18{k) 41
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Clamp-on Gun Drill

GD-DH(10.00-11.50) GD~0H
AT AR, FEERTIET) i i Gl e e L e~

o
] DC.o07

Ll LU ’m‘ T
0 & . = i
HIEDKE, IRNALEARE ¥ ) — O L e = LA AR R Tl

Gundrills Carrying Triangular Inserts with 3 Chip Splitting PL t_

Gundrills Carrying Indexable Inserts with Single Chip Splitting LF Ls !

Cutting Eclge and a Wiper for High Hole Surface Quality

1.8

Cutting Edges and a Wiper for High Hole Surface Quality

_ GD-DH 14.00-15D-M25-07 14.00 255.00 25.00 13.50 261.00 1.95 56.00

GD-DH 10.00-15D-M20-06 10.00 159.30 184.50 20.00 9.60 50.00 ZSGT 06 GD-DH 14.00-20D-M25-07 14.00 300.00 25.00 13.50 336.00 1.95 56.00
GD-DH 10.00-200-M20-06 10.00 211.80 237.00 18 20.00 9.60 50.00 ZSGT 06 GO-DHA.00725D-M25-07 14.00 5.0 2500 1850 R 195 56.00
GD-DH 14.50-15D-M25-07 14.50 225.00 25.00 14.00 262.00 1.95 56.00
GD-DH 10.00-25D-M20-06 10.00 264.30 289.50 1B 20.00 9.60 50.00 Z3GT 06 GD-DH 14.50-20D-M25-07 14.50 300.00 25.00 14.00 337.00 195 56.00
GD-DH 10.50-15D-M20-06 10.50 166.80 193.00 18 20.00 10.0 50.00 ZSGT 06 GD-DH 14.50-25D-M25-07 14.50 375.00 25.00 14.00 axliaih) ik ottt
GD-DH 15.00-15D-M25-07 15.00 240.00 25.00 14,50 278.00 1.95 56.00
GD-DH 10.50-20D-M20-06 10.50 221.80 248.00 1.8 20.00 10.0 50.00 ZSGT 06 SR e g e e e e i S5 e e
GD-DH 10.50-25D-M20-06 10.50 276.80 303.00 18 20.00 10.0 50.00 ZSGT 06 GD-DH 15.00-25D-M25-07 15.00 400.00 25.00 1450 438.00 1.95 56.00
GD-DH 16.00-10D-M25-08 16.00 170.00 25,00 1550 209.00 220 56.00

-DH 11.00-150-M20- 1, 181. ; 1, : 10, ; i
G e Ll S0 S - =0 e e el GD-DH 16.00-15D-M25-08 16.00 225.00 25.00 15.50 294.00 2.20 56.00
GD-DH 11.00-20D-M20-06 11.00 241.80 269.00 1.8 20.00 106 50.00 ZSGT 06 GD-DH 16.00-25D-M25-08 16.00 425,00 25,00 1550 464.00 220 56.00
GD-DH 11.00-25D-M20-06 11.00 301.80 220,00 18 20.00 106 50.00 ZSGT 06 SR S0S TSN Ze00 o0 000 R da bl I = 93,00
GD-DH 16.50-15D-M25-08 16.50 295.00 25.00 15.50 294.00 2.20 56.00
GD-DH 11.50-150-M20-06 11.50 181.80 209.00 18 20,00 111 50.00 ZSGT 06 GD-DH 16 50-35D-M25-08 16.50 425.00 25 00 15,50 464.00 220 55.00
GD-DH 11.50-20D-M20-06 11.50 241.80 269.00 18 20.00 11.1 50.00 ZSGT 06 GD-DH 17.00-10D-M25-08 17.00 180.00 25.00 16.20 220.00 2.20 56.00
GD-DH 17.00-15D-M25-08 17.00 270.00 25.00 16.20 310.00 220 56.00
GD-DH 11.50-250-M20-06 11.50 301.80 329.00 18 20.00 111 50.00 ZSGT 06 T e e S e A0 55 s
GD-DH 17.50-25D-M25-08 17.50 450.00 25.00 16.20 490.00 220 56.00
GD-DH 18.00-10D-M25-08 18.00 190.00 25.00 16.20 232.00 3.00 56.00
GD-DH 18.00-15D-M25-08 18.00 285.00 25.00 17.20 327.00 3.00 56.00
@ 9 e 9- GD-DH 18.00-25D-M25-08 18.00 475.00 25.00 17.20 517.00 3.00 56.00
Spare Parts & @ GD-DH 18.50-15D-M25-09 18.50 285.00 25.00 17.20 327.00 3.00 56.00

Toolbmmerar e i Pac GD-DH 18.50-25D-M25-09 18.50 475.00 25.00 17.20 517.00 3.00 56.00

S GD-DH 19.00-10D-M25-09 19.00 200.00 25.00 18.20 243.00 32.00 56.00
GD-DH 19.00-15D-M25-09 19.00 300.00 25.00 18.20 343.00 3.00 56.00

L 1 ZSGT 060204R-DT SR-M2.5X0.35L3.8 Gi= 0100 De GD-DH 19.00-25D-M25-09 19.00 500.00 25.00 18.20 543.00 3.00 56.00
11.00 11.80 T-7/5 CSTB-2 T6/5 GD-DH 19.50-15D-M25-09 19.50 200.00 25.00 18.20 343.00 3.00 56.00
— i P e GPS-04-16-050-DC GD-DH 19.50-25D-M25-09 19.50 500.00 25.00 18,20 543.00 3.00 56.00
GD-DH 20.00-10D-M32-09 20.00 210.00 32.00 19.00 255,00 3.20 60.00

HEFFFEAME; SR-m2.5x0.3513.8 =1.1 Nm, SR 10503833L040=1.3 Nm, CSTE-2-0.6 Nm GD-DH 20.00-15D-M32-09 20.00 315.00 32.00 19.00 360.00 3.20 60.00
Recommended tightening torque: SR-M2.5x0.3503.8=1.1 Nm,SR 10502832L040=1.3 Nm, CST8~2-0.6 Nm GD-DH 20.00-25D-M32-09 20.00 525.00 32.00 19.00 570.00 3.20 60.00
GD-DH 21.00-10D-M32-10 21.00 220.00 32.00 20.00 266.00 3.20 60.00

GD-DH 21.00-15D-M32-10 21.00 230.00 32.00 20.00 376.00 3.20 60.00

GD-DH 21.00-250-M32-10 21.00 560.00 32.00 20.00 596.00 3.20 60.00

GD-DH 22.00-10D-M32-11 22.00 230.00 32.00 21.00 278.00 3.40 60.00

GD-DH 22.00-15D-M32-11 22,00 345.00 32.00 21.00 393.00 3.40 60.00

GD-DH 22,00-25D-M32-11 22,00 575.00 32.00 21.00 623.00 340 60.00

GD-DH 23.00-10D-M32-11 23.00 240.00 32.00 22.00 289.00 3.40 60.00

GD-DH 23.00-150-M32-11 23,00 360.00 32.00 22,00 409.00 3.40 60.00

GD-DH 23.00-25D-M32-11 23.00 600.00 32.00 22.00 649.00 340 60.00

GD-DH 24.00-10D-M32-11 24,00 250.00 32.00 23.00 301.00 3.40 60.00

GD-DH 24.00-15D-M32-11 24.00 375.00 32.00 23.00 426.00 3.40 60.00

GD-DH 24.00-25D-M32-11 24,00 625.00 32.00 23.00 676.00 3.40 60.00

GD-DH 26.00-10D-M32-11 25.00 260.00 32.00 24,00 321.00 3.60 60.00

GD-DH 25.00-15D-M32-11 25.00 390.00 32.00 24.00 442.00 360 60.00

GD-DH 25.00-25D-M32-11 25,00 650.00 32.00 24.00 702.00 360 60.00

GD-DH 26.00-10D-M40-12 26.00 270.00 40.00 25.00 324.00 360 70.00

GD-DH 26.00-15D-M40-12 26,00 405.00 40.00 25,00 450.00 360 70.00

GD-DH 26.00-250-M40—12 26.00 675.00 40.00 26.00 729.00 3.60 70.00

GD-DH 27.00-10D-M40-12 27.00 280.00 40.00 26.00 335.00 360 70.00

GD-DH 27.00-150-M40—12 27.00 420.00 40.00 26.00 475.00 360 70.00

GD-DH 27.00-250-M40-12 27.00 700.00 40.00 26.00 756.00 360 70.00

GD-DH 28.00-10D-M40-12 28.00 280.00 40.00 27.00 377.00 360 70.00

GD-DH 28.00-15D-M40-12 28,00 420,00 40.00 27.00 477.00 360 70.00

GD-DH 28.00-25D-M40-12 28.00 700.00 40.00 27.00 757.00 3.60 70.00

29 nE-HEFRASETTE www.dgycji.com 30
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Mechanically Clamped Gun Drill Insert

TOGT-GF
ZSGT
ar » - FHT ES3tE S EATEIT,
Zi?ﬁ?ﬁfﬂf gf;f Chl‘;p o — NIRRT As R — RO v
Splitting Cutting Edge and a Wiper Deep Drilling Inserts with 3 Chip Splitting Cutting Edges,
’ a Positive Rake Chip breaker and a Wiper

Dimensions Dimensions
Designation RE : C948 Designation RE PL
ZSGT 060204R-DT 6.00 0.40 1.800 1.50 . TOGT 070304-GF 7.69 0.40 1.95 2.30 1 .
TOGT 080305-GF 8.55 0.50 2.20 2.80 1) .
TOGT 090305-GF 8.32 0.50 3.00 3.00 2 .
TOGT 100305-GF 9.23 0.50 3.20) 3.30 2 .
KOHCF TOGT 110405-GF 10.40 0.50 3.40 3.80 2 .
TR 2R D 2EIEIT],
FOARA T U IR SR Bk 28 TOGT 120405-GF 11.59 0.50 3.60 4.30 2 .
Deep Driling Inserts with 2 Chip Splitting Cutting Edges, TOGT 130408-GE 12.85 0.80 457 476 2 -~
Positive Rake Chipbreaker and a Wiper

Dimensions

Designation RE =IE
LOGT 060204R-DT 7.00 0.40 1.800 2.00 .
“ HREFESMI  Chipbreaker Appearances
GF DT
Spare Parts & 9'
Bi{fiA rake angle
Designation Insert screw Insert key N - 1 -
LOGT 060204R-DT SR 10503833040 il 0.9
IDARCID mark
TOGT-DT

RETI SIS RIEIT,

— P RRATEY) BRTEE R — R

Deep Diriling Inserts with 3 Chip Spilitting Cutting Edges,
a Positive Rake Chip breaker and a Wiper

Dimensions

Designation

TOGT 070304-DT 7.69 0.40 1.85 2.30 1 .

TOGT 080305-DT 8.55 0.50 2.20 2.80 1 .
TOGT 090305-DT 8.32 0.50 3.00 3.00 2 .
TOGT 100305-DT 9.23 0.50 3.20 3.30 2 .
TOGT 110405-DT 10.40 0.50 3.40 3.80 E .
TOGT 120405-DT 11.59 0.50 3.60 4.30 2 .
TOGT 130408-DT 12.85 0.80 4.57 4.76 2 .
TOGT 140510-DT 16.85 1.00 543 5.26 2 .

31 mE-HEFRASETTE www.dgycjj.com 32
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Mechanically Clamped Gun Drill Guide Bar Machining Steps Of Machine-clamped Gun Drill
RE
N O
R HIEAME RS S e e | _—
) ) . OAH TEiER
Deep Driling Solid Carbide Guide Pads OAL
* JEFIHEE IR
Wide Flute Angle Brazed Body
e « smooth chip evacuation
Dimensions Tough Hard
Designation ( OAH
GPS-04-16-045-DC 400 16.00 1.80 450 . . . J — '
GPS-04-16-050-DC 4,00 16.00 1.80 5.00 . . . @ e =
GPS-04-16-055-DC 400 16.00 2.00 550 . . . )
GPS-05-18-060-DC 5.00 18.00 2,50 6.00 . . . S
GPS-05-18-075-DC 5.00 18.00 2.50 7.50 . = . S WETE
GPS-06-20-075-DC 6.00 20.00 3.00 7.50 . . . « R « EESEIRIE et
GPS-06-20-075 6.00 20.00 3.00 7.50 . . . « EET) RS IR ERES —— — y o
GPS-06-20-085-DC 6.00 20.00 3.00 8.50 . . . LargeOi ks « BEREEETERE o B SR EF AL A NI
GPS-06-20-085 6.00 20,00 3.00 850 . . . . il Steel Body Tool Flange
SRl el H iy = L] > 2 = » efficent lubrication « extremely high rigidity * superior rigidity for
GPS-06-20-100 6.00 20.00 3.00 10.00 . . . « longer life of inserts and guide pads : _ _ _
GPS-06-20-120-DC 6.00 20.00 3.00 12.00 . . . « simple direct mounting setup higher speeds and feeds
GPS-06-20-120 6.00 20,00 3.00 12,00 . . .
GPS-07-20-120-DC 7.00 20.00 3.50 12.00 . . .
GPS-07-20-120 7.00 20.00 3.50 12.00 . N .
GPS-08-25-155-DC 8.00 25,00 4.50 15.50 . . .
GPS-08-25-155 8.00 25.00 4.50 15.50 . a .
GPS-10-30-200-DC 10.00 30.00 4.50 20.00 . . .
GPS-10-30-200 10.00 30.00 4.50 20.00 . . .
GPSQSG;(?S;:OS&?C 1838 gggg ggg gg-gg e a s n F5—158KHISFLFEIE Drill a 15 mm pilot hole flat bottom
—-10-35- ; ; : i . L] L] A
GPS-12-35-250-DC 12.00 35.00 550 25.00 . . . AN TARRSEEALTE
GPS-12-35-250 12.00 35.00 550 25.00 . o . FulFNZERR
GPS-14-40-250-DC 14.00 40,00 7.50 25.00 . . .
GPS-14-40-250 14.00 40,00 7.50 25.00 . . . 1.4515mmEALD 38 TR,
GPS-18-40-300-DC 18.00 40,00 9.00 30.00 . . . ’ :
2J5TRIDEEPE|EELENEFL

= RFEEE@EARIC Universal Marking for Deep Drilling Tools (EE10mm ) Ve=5-10 m/imin f=0.5-1.0 mm/rev

3. 1EIEIEA25mm DOC ( 80%#HEE ) ;

RE Marking 4R [LotNo.] #tS
N BAEESHR] (Ve=100%)

AWNEIEL, HEhiE
TALIRE I+ 5mm

GE e SN = 9023713

i ‘ )
- OAL \“i i i i i il 1 g

guide pads OAW OAL OAH RE

5. W HISIERAESE ( 5-105K/53%% )

Drilling Process on Machining
Centers and Lathe Machines

1.Drill a 15 mm pilot hole D135 flat bottom

HEiITWSHHREETR, ERRBITRTZE), SERERREFRALA R,
When ordering guide pad clamping screws, below before choosing the screw size, first confirm the drill body design according to the procedure shown.

2.Set the TRIDEEP drill into the pilot hole
(10 mm depth). Vc=5-10 m/min f=0.5-1.0 mm/rev

MREIRERIPE. EHZAE 8247 sh+BMMIEEIESL Drill +5mm depth through hole o )
if the drill h § e n ew desigr if the drill head the previous design n i a 5 3.Initial cutting at a 25 mm DOC (80% feed rate),
Fiit New design f&4R1T Conventional design verify activated coolant (Vc=100%)
RESmHRPeE SEHRHEE quide pad profector TS ORI ’ T 4.In case of through hole, drill the full
with guide pad protector : without guide pad protector r é§ S > hole to a depth of +5 mm
=l \\'\‘ %] 5.Retract with slow rotation (5—10 m/min)
L =L _J - qé
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Failure Diagram Of Machine-clamped Gun Drill Blade

o RS E Reference for Wear failure

Spare Parts

Sol

MR I\ oS R A NE

Failure Diagram Of Guide Strip of Machine-clamped Gun Drill

SRBEMNRE—, thasER.

DEISERIETNEER. SSMRN—REBIRIEEIRENT0%N, T
BHBE, EHR5 /.

2B RERE, BRSO,

Guide pads are subject to wear, like inserts.
1) Each guide pad can be used on two sides. When the first corner

2%

~YUAN CHANG =

HEUTERT, SRRSS R

DERAMEES.

235877t (LD) XF50:1,

@ W R T T L.

@RrFEMEFLFRE (DOC ) ATFEILENFATY FLATERE. *IT*E.

Please replace the filler with the top guide pad when:

14.00-15.99 TOGT 070304-DT/GF T-8/5 1.2 GPS-05-18-060-DC wears out 70% of the width, reverse the guide pad to use the second 1) High hole accuracy is required.
16.00-18.00 TOGT 080305-DT/GF SR 14-560/S M2.5X0.45 T-85 12 GPS-05-18-075-DC SRS L O TN T ee——
18.01-20.00 TOGT 090305-DT/GF T-85 12 GPS-06-20-085-DC ; . . ‘ ‘ i
20.01-21.00 TOGT 100305-DT/GF SF LA el GPS-06-20-085-DC SR 34-508 M2.2X0.45 T-7/5 Shaiea s SR et 2 _?E::rg; CV\.'rorkp.\ece-Wh\ch AR ) ‘
21.01-21.99 TOGT 100305-DT/GF GPS-06-20-100-DC @ equired is greater than the range of the peripheral insert for
22.00-25.00 TOGT 110405-DT/GF SR 14-571/S M3.5X0.6 T-10/6 48 GPS-06-20-100-DC A counterboring. *See chart below.
25.01-28.00 TOGT 120405-DT/GF SR 14-506 M4X0.7 T-15/5 4.8 GPS-06-20-120-DC 5
28.01-29.99 TOGT 130408-DT/GF GPS-06-20-120-DC SR 34-508 M2.2X0.45 T-7/5 2
30.00-32.00 TOGT 130408-DT/GF [ . GPS-07-20-120-DC % = guide pad reitacior
32.01-39.00 TOGT 140510-DT/GF ' GPS-07-20-120-DC CSTB-3LOB5M2.2X045  T-9/5 2 inzet Fem 4 ?E?Pa‘
39.01-40.00 TOGT 140510-DT/GF GPS-08-25-155-DC o filler =
g top guide
= TREpERa
fif
B
L

o FRNRIFRIHIEHERE Troubleshooting for Insert Damage

4. BFFEREIR crater wear

$4LEZD Drill Diameter D (mm)

1. #, 84 chipping, fracture

&

DOC (mm) SO Guide pad

B HTsHEEEMTEN For higher wear resistance
BMESE High wear-resistant grade.

B 1Y First recommendation

BERTER IR Suttable for various workpiece materials.
WEIEHATTRAERT T RS EAERSSG. Long tool life due to
unique substrate and coating.

B TS ESABRSMEAE For higher fracture resistance =

2. #% flaking

5. #D4atH| initial chipping

i . ; CAOD-0845 6.4 GPS-08.../.GPS-10...
=} gl e )
. i TSR High fracture—resistant grade. CABELAS o E———
- IWEER flank wear CAOD-142 10.4 GPS-14..JGPS-18...
CAOD-170 12.0 GRS=18.:
fatial e — M EER SFEENFRRKIATH, HLAREL, ERRBSAL, NBES
Wear on the 1% corner 28, BEREAVEHES.

‘ ‘ 1 EriREhE e i For diameter less than 92 mm, the drill head is semi~standard using the
Wigin SR i T R P EREERFR use atough grade e e e ok top guide pad. Please contact your dealer for further information
Chipping, Fracture e Y buil d ERIREN eliminate the vibration * *— Sl ¥ ’

Ik torn away built-up edge e
. 100% 70%
2. FE HEReIE NS ; IREFHESIEE reduce the feed rate S Guide Pad
Flaking excessive vibration or impact [EFIRAAITR use atough grade RN eliminate the vibration * t
R EEEE = .
3 (RS HIRRREITE cutting speed too high LB & ot vilt i st reckstence Ezgﬂ;ﬂﬁﬁ reguce ::e fcuttcting tspeed
: TR reduce the feed rate
Flank Wear MR i S -
TIEMHAFR inadequate tool toughness fifa ;at?c\jﬂgrade USRS use coolant properly
BlZE, HEFIRAE_IZE

o YIEIEREITES cutting speed too high EEFEERLOR BRI reduce the cutting speed Reverse and use the 2™ corner gggjgg SRgg]i(ﬁijéff'“ L;g

érfaﬁ?\}gv?ar I S il GPS-07 SR 112017534 T-955

TEHMH AR inadequate fool toughness EIRESHE use a coated grade IEREREFI$ MR use coolant properly GPS-08 SR 112017534 T-9/5

'/ GES=10 SR 11201753-8 T-15/5

: el e nENSmAL GP5-12 SR 11201753-8 T-15/5

N FRBHSOHERSHI : : : = - &

5. TR approprate quce bush o plot ole RIS woatowhgrads  etor chenge guids bushing o pithole & GPS18 SR 1201756.75 o158
Initial Chipping g mi PRIEHESIRE reduce the feed rate
Fdlilllelel A 2YTF$E6I correct the misalignment
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Standard Cutting Conditions

GD-DH (10.00-11.50) (2#)89iDEIZEME Cutting Conditions for GD-DH (10.00-11.50) (METRIC) GD-DH (10.00-11.50) (2#)89#0AIZMH Cutting Conditions for GD-DH (10.00-11.50) (METRIC)
e e e Hardness HB Material No. Cutting Speed
Viaterial (#4) Condition ( %44 ) (@EHB)
<0.25%C Annealed(iB:X ) 420 125 |
i 0.05-0.08
Non-alloy steel and cast steel, =0.25%C Annealed(iBX ) 650 190 2
free cutting steel <0.55%C Quenched and tempered ( ZEXFE1K ) 850 250 3
(ArEENIERN. Z2tDE1E) e Annealed(iBX ) 750 220 4 0.05-0.14
=0.
’ Quenched and tempered ( FEXFIEIK ) 1000 300 5 80-140
Low alloy steel and cast steel Annealed(1B:X ) 600 200 6
(less than 5% of alloying elements) 930 <5 £ 0.05-0.08
ig=E iz Quenched and tempered ( FEXFIEX ) 1000 300 8 o
(EFEETENS%) ) 1200 350 9
High alloyed steel, cast steel, and tool steel Annealed(iB:X ) 680 200 10
o = 80120 0.05-0.14
(BEER. FNMIER) Quenched and tempered ( FEXFIEIK ) 1100 205 "
Ferritic/martensitic ( #&&E/ D) 680 200 12
stainless steel and cast steel ( FREHFIER ) 60-100 0.05-0.08
Martensitic ( SEAREH ) 820 240 13
stainless steel and cast steel ( FEEHFIER ) Austenitic, duplex(BEEHA, IWE) 600 180 14 60-100 0.05-0.08
Ferritic/pearlitic ( #X3=MAN/IRAHR ) 180 15
Grey cast iron (GG) Ik (GG )
Pearlitic/martensitic( Bk 614/ 5 FRAA) 260 16
_ Ferritic ( #kZ&7) 160 17
Nodular cast iron (GGG) EkZE#% (GGG ) 80-140 0.05-0.2
Pearlitic(Zk6A) 250 18
Ferritic ( #6344 ) 130 19
Malleable cast iron ( ETH#EE ) "
Pearlitic(ZRAEAK) 230 20
) Not hardenable ( FaI&&{t ) 60 21
Alumin—-umwrought alloy((8ER& &)
Hardenable (aJi@it) 100 22
Not hardenable (-~eJtEf, ) 75 23
Aluminum cast alloyed <=12%Si Crierate (e % 2
ardenable (T
(fBa®) —
>12%Si High temperature ( i) 130 25
100-200 0.05-0.18
- >1% Pb Free cutting ( EEItIE] ) 110 26
opper alloys
Brass ( &if) 90 27
(Eag)
Electrolitic copper (4£348) 100 28
Duroplastics fiber plastics ( #BEBE 8L, (4285 ) 29
Non-metallic (IE£E ) ‘
Hard rubber ( 818A% ) @
Annealed (18X ) 200 31
Fe based(#t& )
Hardenable (@Ji@tt.) 280 32
High temp. alloys .
ERAR) Annealed (1BX) 250 33 20-50 0.04-0.06
Gl Nior Co based = 34
(e ) Hardenable (ETf@tL) 350
Cast (#i&) 320 35
o Pure (£ ) 400 36
Titanium Ti alloys ( $&d ) 30-60 0.04-0.1
Alpha+beta alloys cured ( o+ p S£E) 1050 37
Hardened (E8{k) 55 HRC 38
Hardened steel X7
Hardened (8{k) 60 HRC 39
50-100 0.04-0.06
Chilled cast iron i$H8%% Cast (358) 400 40
Castiron #5k Hardened (81{k) B5HRC 41
*HHITBREISERES. OBESHREEE QKEESHIRHEEE20%MIRE * Coolant recommendations for drilling stainless steel: 1 Qil coolant is first choice @2Water soluble coolant requires at least 20% oil concentration
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Standard Cutting Conditions

GD-DH (12.00-32.00) (2%1)A9tDHEISEE Cutting Conditions for GD-DH (12.00-32.00) (METRIC)

38 w8~

Material ( ##)

<0.25%C

Non-alloy steel and cast steel, =0.25%C

free cutting steel <0.55%C
(FEEEINFNERN. SEIH)

=20.55%C

Low alloy steel and cast steel
(less than 5% of alloying elements)
S A5
({EFEETENS%) )

High alloyed steel, cast steel, and tool steel
BaEH. HBNINIEN)

stainless steel and cast steel ( THEHFNFER )

stainless steel and cast steel ( FEHNER )

Grey castiron (GG) k5t (GG )

Nodular cast iron (GGG) Bk&E##k ( GGG )

Malleable cast iron ( aT##iEeE )

Alumin-umwrought alloy($8ZEH &%)

Aluminum cast alloyed <=12% Si
($8E=)

>12% Si

>1% Pb

Copper alloys
(fEEs)

Non-metallic (E£/E )

Fe based(## )
High temp. alloys

(ERE%) Nior Co based

(REEHE )

Titanium Tialloys (#&%)

Hardened steel Z:XiK

Chilled cast iron &8558k
Castiron #&

ERFLE T

Condition ( &%)

Annealed(i&:X ) 420
Annealed(iB:X ) 650

Quenched and tempered ( ZEAFE1K ) 850
Annealed(iEX ) 750

Quenched and tempered ( ZXFIERK ) 1000
Annealed(iBX ) 600

930

Quenched and tempered ( EXFIEIK ) 1000
1200

Annealed(iBX ) 680

Quenched and tempered ( ZEXFIERK ) 1100
Ferritic/martensitic ( #3H/DEHR ) 680
Martensitic ( B EAAESH ) 820
Austenitic, duplex(ZE, WE) 600

Ferritic/pearlitic ( #EA/3R5K )
Pearlitic/martensitic(ER6{4/ 2 )
Ferritic ( $#k&4 )
Pearlitic(Zk760)
Ferritic ( #k3&k)
Pearlitic(Zk64A)
Not hardenable ( A~alfEft )
Hardenable (aIi@8ik)
Not hardenable (-F~elf#ik )
Hardenable (@it )
High temperature ( &i8)
Free cutting ( EELDEI)
Brass ( 1)
Electrolitic copper ( #£547)
Duroplastics fiber plastics ( FB2EH¥8%L, £F4E¥EHL )
Hard rubber ( #B1%A% )
Annealed (1BX )
Hardenable (@it )
Annealed (IEX )
Hardenable (@IiE{L )
Cast ( #i&)
Pure (%) 400
Alpha+beta alloys cured ( o+ p S&EL) 1050
Hardened 55 HRC (#8455 HRC)
Hardened 60 HRC (FEE/60 HRC)
Cast (#i&)
Hardened 55 HRC (FE /55 HRC)

Hardness HB

(FEREHB )

125
190
250
220
300
200
275
300
350
200
325
200
240

180

180
260
160
250
130
230
60
100
ih
90
130
110
90
100

200
280
250
350
320

400

Material No.

(HHmS )

O 00 N O R W N =

o] o (B e
W N = O

15
16
17
18
19
20
21
22
23
24
25
26
27
28
29
30
31
32
33
34
35
36
37
38
39
40
41

V m/min

80-120
80-120

50-100
50-100

50-100
80-120

80-160
80-160

20-50
20-50

20-50
20-50

GFFIDTRTHEARILOGT/TOGT

0.04-0.08
0.08-0.14

0.04-0.08
0.08-0.14

0.02-0.06

0.04-0.12

0.03-0.15
0.08-0.25

0.03-0.15
0.08-0.20

0.04-0.08
0.08-0.14

0.04-0.08
0.08-0.14

0.04-0.10
0.08-0.16

0.04-0.12
0.06-0.20

0.04-0.10
0.08-0.16

0.02-0.06

0.04-0.12

0.03-0.15
0.08-0.25

0.03-0.15
0.08-0.20

0.04-0.10
0.08-0.16

0.04-0.10
0.08-0.16

GD-DH (12.00-32.00) (£#)89tN&IZ4 Cutting Conditions for GD-DH (12.00-32.00) (METRIC)

GT/TOGT Feed per insert size "GF" &

0.06-0.10
0.08-0.16

0.06-0.10
0.08-0.16

0.02-0.06

0.04-0.12

0.05-0.18
0.08-0.25

0.03-0.18
0.08-0.20

0.06-0.10
0.08-0.16

0.06-0.10
0.08-0.16

BT

0.06-0.10
0.08-0.16

0.06-0.10
0.08-0.16

0.02-0.06

0.04-0.12

0.05-0.18
0.08-0.30

0.05-0.18
0.08-0.20

0.06-0.10
0.08-0.16

0.06-0.10
0.08-0.16

www.dgycjj.com 40
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0.06-0.12
0.08-0.18

0.06-0.12
0.08-0.18

0.02-0.06

0.04-0.12

0.05-0.18
0.08-0.30

0.05-0.18
0.08-0.20

0.06-0.12
0.08-0.18

0.06-0.12
0.08-0.18



>
MR\ME TR & T\ 6 £ bl

Mechanically Clamped Gun Drill Insert Clamp-on Gun Drill
Ly
NPHT MFEeEEIMNT S5 =
$#43LDSD-EF-FB/DDD-EF-FB/ ‘ .\ Machining parameters - =
DSD-IF-FBEYYNEFEZ for machine—clamped
Peripheral Precision Inserts for Drilling Heads - gun drill
DSD-EF-FB/DDD-EF-FB/DSD-IF-FB LF LS

Dimensions Tough Hard
esic atio NS N 1 _,‘«‘F’ o) 'l
Gaiis (RS Eelee e IC806 4 NPHTO70404R NPMTOB0404R  NPMTO0B0408L  GPOS  M2565  M2.5x6 TS 200-2500 70  20-2500 25032
—{(5— L] L]
EE?I gigigjg g E ?gg 180'00(1} jgg g'jg ° 2 NPHTO70404R  NPMTOBO404R  NPMTOGO408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500 25132
sl & i i ; L) L] L]
NPHT 090404R-G-P 9.00 10.00 400 0.40 = = = 3 D31.02  NPHTO70404R NPMTOBO404R  NPMTOBO408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500  25/32
NPHT 110404R-G-P 11.00 10.00 4.00 0.40 . . . 4 D32.02  NPHTO70404R  NPMTOB0404R  NPMT060408L GPO7 M2.5x6.5 M3x6.5 T8 200-2500 70 20-2500 25132
NPHT 130404R-G-P 13.00 10.00 4.00 0.40 * . s 5 D33.02 NPHTO70404R NPMTOG0404R  NPMTOB0408L  GPO7  M25x65  M3x6S5 Ts  200-2500 70 20-2500  25/32
NPHT 060308R-G-P 6.00 8.00 3.00 0.80 . . .
BT AR s ST 0 ED . . . g D34.02  NPHTO70404R  NPMTOBO404R  NPMTOBO408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500 25132
NPHT 090408R-G-P 9.00 10.00 4.00 0.80 . . . 7 D35.02 NPHTO70404R  NPMTOB0404R NPMTOS0408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500  25/32
NPHT 110408R-G-P 11.00 10.00 4.00 0.80 . . . 3 D36.02  NPHTO70404R  NPMTOBO404R  NPMTOG0408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500 25132
NPHT 130408R-G-P 13.00 10.00 4.00 0.80 & * = 9 D37.02  NPHTO70404R NPMTOBO4D4R  NPMTOS0408L  GPO7  M25x65  M3x6.5 TS 200-2500 70 20-2500 25132
NPHT 060308R-HF-P 6.00 8.00 3.00 0.80 . . .
NPT 070408R—HF—P 750 10.00 4.00 0.80 3 2 o 10 D38.02  NPHTO90404R NPMTOB0404R  NPMTOS0408L  GPO7  M25x65  M3x6.5 T8 200-2500 70 20-2500  25/32
NPHT 090408R-HF-P 9.00 10.00 4.00 0.80 . . . 11 D39.02  NPHT090404R  NPMTOB0404R  NPMT080408L GP08 M2.5x6.5 M3x8 T&T10  200-2500 70 20-2500 25132
NPHT 110408R-HF-P 11.00 10.00 4.00 0.80 s . s 12 D40.02  NPHTO90404R  NPMTOB0404R  NPMTOS0408L  GP0S  M25x65 M3x8 TST10  200-2500 70 20-2500  25/32
NPHT 130408R-HF-| . : ; i
5 G L i Gl ¢ = = 13 D41.02  NPHTO90404R NPMTOS0404R  NPMTOB0408L  GPO8  M25x6.5 M3x8 T8T10 200-2500 70 20-2500 25132
14 D42.02  NPHTOO0404R NPMTOS0404R  NPMTOS0408L  GPOS  M2.5x6.5 M3x8 T8TI0 200-2500 70 20-2500  25/32
NPMT ) 15 D43.02  NPHTO90404R  NPMTOS0404R  NPMTOS80408L  GPOS  M25x6.5 M3x8 T&T10 200-2500 70 20-2500 25132
o PrlA
#LDSD-EF-FB/DDD-EF-FB == 16 D4402  NPHTOQ0404R  NPMTOB0404R  NPMTOS0408L  GPOB  M25x6.5 M3x8  T&T10  200-2500 70 20-2500  25/32
BYPIERFOA SRR i
; 17 D45.02  NPHTO90404R NPMTOS0404R  NPMT090408L GPS-10 M25x65  M35x9  T8T15  200-2500 70 20-2500  25/32
Internal and Central Inserts for Driling Heads
DSD-EF-FB/DDD-EF-FB 18 D46.02  NPHTO90404R  NPMTOS0404R  NPMTO90408L GPS-10 M25x65  M35x9  T8T15 200-2500 70 20-2500 25132
19 D47.02  NPHT110404R NPMTOS0404R  NPMT090408L GPS-10 M25x65  M35x9  T&M15  200-2500 70 20-2500 25132
Tough Hard 20 D48.02  NPHT110404R NPMTOS0404R  NPMT090408L GPS-10 M25x65  M35x9  T&T15  200-2500 70 20-2500  25/32
Cleslanain 21 D49.02  NPHT110404R  NPMTO80404R  NPMTO90408L GPS—10 M25x65 M35  T&T15  200-2500 70 20-2500  25/32
NPMT 050304R-G-| 5.50 8.00 3.00 0.40 = = = 22 D50.02  NPHT110404R NPMTOS0404R  NPMT090408L GPS-10 M25x65  M35x9  T&T15 2002500 70 20-2500  25/32
NPMT 060404R-G—I 6.50 10.00 4.00 0.40 o . . 23 D51.02  NPHT110404R  NPMT090404R  NPMT090408L GPS-10 M25x65  M35x9  T8M15  200-2500 70 20-2500 25132
NPMT 080404R-G-I 8.00 10.00 4.00 0.40 . . . 24 D52.02  NPHT110404R  NPMTO090404R  NPMT090408L GPS-10 M2.5x6.5 M3.5x9 T8T15  200-2500 70 20-2500 25132
NPMT 080404R-G— 9.50 10.00 4.00 0.40 . . * 25 D5302  NPHT110404R  NPMTO00404R NPMTO00408L GPS—10 M25x6.5 M350  T&T15 200-2500 70  20-2500 2532
NPMT 120404R-G-I| 12.50 10.00 4.00 0.40 . L .
2% D54.02  NPHT110404R  NPMT090404R  NPMT120408L GPS-10 M25x65  M35x9  T8M15 200-2500 70 20-2500  25/32
NPMT 050304R-HF-I 5.50 8.00 3.00 0.40 . . .
NPMT 060404R-HF I 6.50 10.00 400 0.40 = = = 27 D55.02  NPHT110404R  NPMTOO0404R  NPMT120408L GPS-10 M25x65  M35x9  T&T15 200-2500 70 20-2500 25132
NPMT 080404R-HF I 8.00 10.00 4.00 0.40 . . . 28 D56.02  NPHT110404R NPMTO90404R  NPMT120408L GPS-10 M25x65  M35x9  T8T15 200-2500 70 20-2500  25/32
NPMT 0O90404R-HF-| 9.50 10.00 4.00 0.40 . L L 29 D57.02  NPHT110404R  NPMTO090404R  NPMT120408L GP-12  M2.5x6.5 M3.5x9 T&/T15  200-2500 70 20-2500 25/32
NPMT 120404R-HF-| 12.50 10.00 4.00 0.40 s 9 2 30 D58.02  NPHT110404R NPMTO90404R  NPMT120408L  GP-12  M25x65  M35x9  T&M15  200-2500 70 20-2500 25132
NPMT 050308L-G-C a.50 8.00 3.00 0.80 . . .
31 D50.02  NPHT110404R NPMT090404R NPMT120408L GP-12  M25x65  M35x9  T&T15  200-2500 70 20-2500 25132
NPMT 060408L—-G-C 6.50 10.00 4.00 0.80 . . .
NPMT 080408 -G—C 8.00 10.00 4.00 0.80 R R . ) D60.02  NPHT130404R  NPMT090404R  NPMT120408L GP-12  M25x65  M35x9  T8T15 200-2500 70 20-2500 25132
NPMT 090408L-G-C 9.50 10.00 4.00 0.80 . 0 . 33 D61.02  NPHT130404R  NPMTO90404R  NPMT120408L  GP-12 M2.5x6.5 M3.5x9 T&T15  200-2500 70 20-2500 25132
NPMT 120408L-G-C 12.50 10.00 4.00 0.80 . . = 34 D62.02  NPHT130404R NPMTO90404R  NPMT120408L GP-12  M25x65  M35x9  T&T15  200-2500 70 20-2500 25132
NPMT 050308L-HF-C 550 8.00 3.00 0.80 " s * 35 D63.02  NPHT130404R  NPMT090404R  NPMT120408L GP-12  M25x65  M35x9  T8T15 200-2500 70 20-2500 25132
pal e e il 2N i e ¢ * ‘ D64.02  NPHT130404R  NPMT120404R  NPMT120408L GP-12  M25x6.5 M3.5x9  T8T15  200-2500 70 20-2500  25/32
36 ; = 56 : - -
NPMT 080408L-HF-C 8.00 10.00 4.00 0.80 . . . h :
NPMT 090408L~HF-C 950 10.00 400 0.80 . . . 37 D65.02  NPHT130404R  NPMT120404R  NPMT120408L GP-12  M25x65  M35x9  T8T15 200-2500 70 20-2500  25/32
NPMT 120408L-HF-C 1250 10.00 4.00 0.80 . . . 38 D66.02  NPHT130404R  NPMT120404R  NPMT120408L GP-12  M25x65  M35x9  T&T15 200-2500 70 20-2500 25132
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Standard Cutting Conditions

GD-DH (29.00-66.00) (2#I)A9tDEIZ{E Cutting Conditions for GD-DH (29.00-66.00) (METRIC)

GD-DH (29.00-66.00) (2%)89tN&IZ4E Cutting Conditions for GD-DH (29.00-66.00) (METRIC)

%

~YUAN CHANG =

<0.25%C
(s
Non-alloy steel and cast steel, >0.25%C
free cutting steel <0.55%C
(AFE2WINEN. SEEN)
<0.55%C

Low alloy steel and cast steel
(less than 5% of alloying elements)
{RESNAIER
(IEF&ETHRAB%) )

High alloyed steel, cast steel and tool steel
AW, HRMIAN)

Stainless steel and cast steel ( FFEHFIER )

Stainless steel and cast steel ( FEEIRNFIHN )

Grey cast iron (GG) &tk (GG)

Nodular cast iron (GGG) k&% (GGG )

Malleable castiron ( T4k )

Alumin-umwrought alloy (582 & %)

aluminum cast alloys

=12%Si
(fmas)
>12% Si
>1% Pb
Copper alloys
(&%)
Fe based(i%& )

High temp. alloys

(BRAZ)

Nior Co based
(REhE )

Titanium alloys ( $k&%)

hardened steel i# X = 40HRC

43 RE-TEHRFUSETTE

Annealed(i2X ) 420
Annealed(iB% ) 650

Quenched and tempered ( ZEXFIELK ) 850
Annealed(iB:X ) 750

Quenched and tempered (&XF0E]K ) 1000
Annealed(iB:X ) 600

930

Quenched and tempered ( ZXFIEX ) 1000
1200

Annealed(i2:X ) 680

Quenched and tempered (FEAFIELK ) 1100
Ferritic/martensitic ( 5 4/S A ) 680
Martensitic { SEAFAHER ) 820
Austenitic, Duplex( B4 31) 600

Ferritic/pearlitic ( #kaEE/1I5E )
Pearlitic/martensitic{ Bk 76 S 1)
Ferritic ( #2{k)
Pearlitic(Bk51k)

Ferritic ( $534% )
Pearlitic(#E5E1%)

Not hardenable ( A8J#E{t )
hardenable ( SJEE)

Not hardenable (eIt )
hardenable ( ETEE{t)
high temperature ( &iR)
Free cutting ( EFatIEI)
Brass ( &)
Electrolitic copper ( {4543 )
Annealed (iBX )
hardenable ( a7EEfL)
Annealed (iBX)
hardenable ( EJEE)

Cast (#5i&)

Pure (45) 400
alpha+beta alloys hardened ( o+ p &L ) 1050
Hardened (i&{t)

125

190

250

220

300

200

275

300

350

200

325

200

240

180

180

260

160

250

130

230

60

100

15

90

130

110

90

100

200

280

250

350

320

20

2

22

20

24

25

26

27

28

31

32

33

34

35

36

37

38

0.11-0.41

0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.38
0.10-0.30
0.11-0.38
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.41
0.10-0.30
0.11-0.38
0.10-0.25
0.11-0.38
0.10-0.25
0.11-0.38
0.10-0.25
0.11-0.38
0.10-0.25
0.11-0.38
0.10-0.25
0.11-0.38
0.10-0.25
0.09-0.33
0.10-0.25
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.33
0.08-0.23
0.09-0.30
0.08-0.23
0.08-0.30
0.08-0.23
0.09-0.30
0.08-0.23
0.09-0.30
0.08-0.23
0.09-0.30
0.08-0.23
0.09-0.30
0.08-0.23
0.09-0.30
0.08-0.23
0.09-0.30
0.08-0.23

0.14-0.45
0.12-0.35
0.14-0.45
0.12-0.35
0.14-0.45
0.12-0.35
0.14-0.45
0.12-0.35
0.14-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.40
0120035
0.20-0.40
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.20-0.45
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.41
0.12-0.35
0.24-0.35
0.12-0.35
0.24-0.35
0.12-0.27
0.24-0.35
0.12-0.27
0.24-0.35
0.12-0.27
0.24-0.35
0.12-0.27
0.24-0.35
0.12-0.27
0.24-0.35
0.24-0.35
0.24-0.35
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
0.20-0.33
0.12-0.27
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Mechanically Clamped Gun Drill Insert Mechanically Clamped Gun Drill Shank
s o 3RzH%E Drivers feRRInE iz _ _
WHEET=AED A, BE3TIER, A e i 3 Standard Drivers for Gundrill Machines
FHL. EE, HRiE DCfiP ! 1 m:"sm EsNes o] T ERMEERTER, ERTHTEENERIIHKE. L
) I -
The gun drill is equipped with tnz_;mguiar blades a.nd e ‘.[; W . 1S — o TEE AR ARIE, Dl
has three cutting surfaces, and is used for reaming, S
molds, and cast iron castings. Drivers are available for dedicated and CNC machines, for any specified CMA1
diameter and length. Below are the driver codes and technical data. CM2 46
DINZ228AK
CM3 47
Driver Type £ ;
%\ ‘ (IRENIERFERY) Drawing DxL ) CM4 48
NPMX 0803 RB/RG L g oM 4
§ E} ) - - _ i ) CM2 50
$43L3k7) K DSD-EC/ DDD-EC / DSD-IC 1_\ L Cylindrical 2550 10 onezesk e oM3 51
Inserts for Driling Heads DSD-EC / DDD-EC / DSD-IC o0 8 DIN1835A L 25x56 11 cM4 52
Sl ! 1.00x2.28" 96 750x2.75 56
o e = UUXZ. . :
i - (EER i Central s *
enses udn — i DIN1835A 1 125228 97 Clamping v 25¢70 57
i) DINB535HA) 30%80 12 Surface: 158 B 1.00x2.75" 58
NPIMX 080304R—B 8.00 318 0.40 836 . ( Hpiisk 1.95x2.75" 59
40x70 13 BE15° ) A - -
NPMX 080308R-G 8.00 218 0.80 836 . . . ,, 1.50x2.75 60
T5x2.03 99 ]
S T — 20%50 57 Clamping - R
A Surface 15° b 16%50 61
Weldon i ( FEse
- DIN1835B U o 25x56 23 EE15 ) i
TPMX DING535HB ' T e B
UUXZ.
) ; (24 Cyindical [~ '~ m M16x1.5 e
BT/ RSB TR H i DIN1825B . Gt Thread I
" . ) N 1.25x2.28 101 ( Btz ) Bt 36x120
Inserts for Drilling / Counterboring / Trepanning Tools sl DING535HRB) =3 i i 67
RG M24x1.5
32x60 24
-— [ 25x112 70
40x70 25 VDI Design D M M16x1.5
T : 20x50 34 (VDhigit) 36x135
Whistle Notch M24x1 5 il
et = s o : ' w0 |
® = .
. : ‘ (W= 232460 % Central i
TPMX 140308R-B 8.45 3.50 0.80 . . DIN1835E) Clamping B oy 25x70 72
TPMX 140308R-DT 8.45 3.50 0.80 . . 40x70 37 Hexagonal E = = D
TPMX 140308R-G 8.45 3.50 0.80 . . . . (RO 1 39570 73
TPMX 170404L-BG 10.30 4.00 0.40 . 7FERE)
TPMX 170404R-B 1030 4.00 0.40 . . — : .
TPMX 170408L-DT 10.30 4.00 0.80 . Claemnpr?'lg [y THx275 76
TPMX 170408L-G 10.30 400 0.80 . . — Tapered D
TPMX 170408R-B 10.30 4.00 0.80 . . (FRiLSREHE) g 20x70 77
TPMX 170408R-BG 1030 4.00 0.80 . . .
TPMX 170408R-DT 10.30 4.00 0.80 . . 1.00x2.75" 80
TPMX 170408R-G 10.30 4.00 0.80 . . . . . Hk= Frontal 1.00x3.94" 81
TPMX 240504L-BG 14.20 5.50 0.40 . FFITHRG, ERSHmNE Clamping e L— |V 125075 82
TPMX 240504R-B 14.20 5.50 0.40 . . ELIETHEE Surface 2° E T e e
TPMX 240512L-DT 14.20 550 1.20 . (I " 1.25x3.94 83
- a— EE S
TPMX 2405121 -G 14.20 5.50 1.20 D . Sl GURaRI DAVErs o ) 1.50%2.75 84
TPMX 240512R-B 14.20 5.50 1.20 . . 1.50%3.94" 85
TPMX 240512R-BG 14.20 5.50 1.20 . . . Machining Centers, Lathes, 285126
TPMX 240512R-DT 14.20 5.50 1.20 . . e Trapezoidal L—» Ly Tr 2852 83
TPMX 240512R-G 14.20 5.50 1.20 . B . . Thread I 2
TPMX 280708L-BG 17.00 7.50 0.80 . ( RERstEey ) i A 36x162
89
TPMX 280708R-B 17.00 7.50 0.80 . . Tr 36x2
TPMX 280716L-G 17.00 7.50 1.60 . . L
TPMX 280716R-B 17.00 7.50 1.60 . . Spraymist Y 25x50 91
TPMX 280716R-BG 17.00 7.50 1.60 . . . Driver I
TPMX 280716R-DT 17.00 7.50 1.60 . . ( EEEEUREDI ) L 35x60 o2
TPMX 280716R-G 17.00 7.50 1.60 . . . . A
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Internal Chip Evacuation Gun Drill

Tiwrench size) T
DSD-EF-FT =T DSD-EF-FB W g s
= AT AN A E SR TR R B Eh Sk D [ B AFSitEEMtEMEaIREER L \\W.
Deep Single Tube Drills with External 4 Start 1_ __l Deep Single Tube Drills with External 4 S0
Thread Connection Carrying Triangular Inserts et | | P l Start Thread for High Feed

DSD-EF 16.00-16.70-FT 16.00 16.70 55.00 2.20 12.60 TS=10 DSD-EF 25.00-26.40-FB 25.00
DSD-EF16714-17.70-FT 16.71 17.70 55.00 2.20 13.60 TS-11 DSD-EE 26.41-28.70-FB 26.41

BSB=EEF#1=1880-F1 bl 18.90 56.00 3.00 14.50 TS=12
ESD-EF 2871-31 00-FB 28.71

DSD—EF 18:91-20.00-FT 18.91 20.00 56.00 3.00 15.50 TS=13
DSD-EF 20.01-21.80-FT 20.01 21.80 60.00 3.20 16.00 TS-14 BErsiEsa s St A
DSD-EF 21.81-21.99-FT 21.81 21.99 63.50 3.20 18.00 TS-15 DSD-EF 33.31-36.20-FB 33.31
DSD—EF 22.00-24.10-FT 22.00 24.10 65.50 3.40 18.00 E=l5 DSD-EF 36.21-39.60-FB 36.21
DSD-EF 24:11-25.00-FT 2411 25.00 65.50 3.40 19.50 TS-16 DSD-EE 39.61-43.00-FB 39.61
DSD-EF 25.01=26.40-FT 25.01 26.40 67.50 3.60 19.50 TS-16 DSD-EF 43.01-47 00—FB 43.01

DSD-EF 26.41-28.00-FT 26.41 28.00 67.50 3.60 21.00 TS=I7
DSD-EF 47.01-51.70-FB 47.01
. : 5 BSB-EF 51.71-56:20-FB 51.71

« SEE. WERAGME NN E—TEZDE Note:Each item in the attached catalog page represents a diameter range

- BHBEN616,630-647R, HASEFMBFTER For spare parts,insert information and user guide,see pages 616,630-647 DSD-EF 56.21-60.60-FB 56.21
DSD-EF 60.61-65.00-FB 60.61

» FRAGFINSEERLRIRITY Inserts and guide pads shoule be ordered separately
« 1Tl DSD-EF016.50-FT Ordering example:DSD-EF016.50-FT
kit Tube designation

DSD-EF-FB/DDD-EF-FB/DSD-IF-FB
Forinserts,see pages: TOGT(650)

For holders,see pages:TS—1**(626)

Insert Guide Pad

(@ Center @
Screw Key Insert Screw Key

- € &g w €& o

(@ Peripheral @ Inner
Drill Diameter Insert Screw Key Insert

G = € G

Screw Key

2 715 Blade

TOGT-DT(080...)

Designation

TOGT 080305-DT
TOGT 090305-DT
TOGT 100305-DT
TOGT 110405-DT
TOGT 120405-DT

47 TE-TEHRIUETTE

16-18
18.01-20
20.01-21.99
22-25
25.01-28

e o o o

T

8.55
8.32
9.23
10.4
11.59

TOGT-DT(090...-120...)

2.8
3
3.3
3.8
43

25.00-28.00

28.01-29.99

30.00-35.00

35.01-38.00

38.01-39.00

39.01-41.00

41.01-44.00

44.01-45.00

45.01-47.00

47.01-51.00

51.01-54.00

54.01-57.00

57.01-60.00

60.01-64.00

64.01-65.00

NPHT 06003RG SR 112017563-2 T-7/5

NPHT 06003RG SR 112017563-2 T-7/5

NPHT 07504RG SR 11201753-3 T-8/5

NPHT 07504RG SR 11201753-3 T-8/5

NPHT 09004RG SR 11201753-3 T-8/5

NPHT 09004RG SR 11201753-3 T-8/5

NPHT 09004RG SR 11201753-3 T-8/5

NPHT 09004RG SR 11201753-3 T-8/5

NPHT 09004RG SR 11201753-3 T-8/5

NPHT 11004RG SR 11201753-3 T-8/5

NPHT 11004RG SR 11201753-3 T-8/5

NPHT 11004RG SR 11201753-3 T-8/5

NPHT 11004RG SR 112017563-3 T-8/5

NPHT 13004RG SR 11201753-3 T-8/5

NPHT 13004RG SR 11201753-3 T-8/5

NPMT 05503R2 SR 11201753-2 T-7/5
NPMT 05503R2 SR 11201753-2 T-7/5
NPMT 06504R2 SR 11201753-3 T-8/5
NPMT 06504R2 SR 11201753-3 T-8/5
NPMT 06504R2 SR 11201753-3 T-8/5
NPMT 06504R2 SR 112017533 T-8/5
NPMT 0804R2 SR 11201753-3 T-8/5
NPMT 0804R2 SR 11201753-3 T-8/5
NPMT 0804R2 SR 11201753-3 T-8/5
NPMT 0804R2 SR 11201753-3 T-8/5
NPMT 09504R2 SR 11201753-3 T-8/5
NPMT 09504R2 SR 11201753-3 T-8/5
NPMT 09504R2 SR 11201753-3 T-8/5
NPMT 09504R2 SR 11201753-3 T-8/5

NPMT 12504R2 SR 11201753-3 T-8/5

NPMT 0550312 SR 11201753-2 T-7/5

NPMT 0650412 SR 11201753-2 T-8/5

NPMT 06504L2 SR 11201753-3 T-8/5

NPMT 080412 SR 11201753-3 T-8/5

NPMT 0804L2 SR 11201753-3 T-8/5

NPMT 080412 SR 11201753-3 T-8/5

NPMT 080412 SR 11201753-3 T-8/5

NPMT 0950412 SR 11201753-3 T-8/5

NPMT 0950412 SR 11201753-3 T-8/5

NPMT 0950412 SR 11201753-3 T-8/5

NPMT 0950412 SR 11201753-3 T-8/5

NPMT 1250412 SR 11201753-3 T-8/5

NPMT 1250412 SR 11201753-3 T-8/5

NPMT 1250412 SR 11201753-3 T-8/5

NPMT 1250412 SR 11201763-3 T-8/5

GPS06 SR 11201753-1T-7/5
GPS06 SR 11201753-1 T-7/5
GPS07 SR 11201753-4 T-9/5
GPS07 SR 11201753-4 T-9/5
GPS07 SR 11201753-4 T-9/5
GPS08 SR 11201753-4 T-9/5
GPS08 SR 11201753-4 T-9/5
GPS08 SR 11201753-4 T-9/5
GPS10 SR 11201753-6 T-15/5
GPS10 SR 11201753-6 T-15/5
GPS10SR 11201753-6 T-15/5
GPS10 SR 112017563-6 T-15/5
GPS12SR 11201763-6 T-15/5
GPS12 SR 112017563-6 T-15/5

GPS12SR 112017563-6 T-155
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Internal Chip Evacuation Gun Drill

DSD-EC/
DDD-EC/
DSD-IC

49 RE-TEHRFETE

www.dgycjj.com 50

DDD-EC .
Deep Double Tube Drills with 38-106.99 107-168.99
External 4 Start Thread and Cartridges 38.00-9.99 CAOD-080 1 CAID-080 2 GPS-08-25-155 SGP-02 1  NPMXO0803RG 1  NPMXO0803RG 2
40.00-4499 CAOD-0845 1 CAD-080 2 GPS-08-25-155 SGP-02 1 NPMX1403RG 1  NPMXO0803RG 2
DDD-EC CAID-080 1 NPMX 0803RG 1
TS, ARSI 4500-4799 CAOD-0845 1 . GPS-10-35-200 SEE-G2l | | HPMXHOIRG | |
; 4800-51.99 CAOD-0845 1 CAID-0845 2 GPS-10-35-200 SGP-02 1 NPMX1403RG 1  NPMX1403RG 2
= i 5200-5499 CAOD-103 1 CAID-0845 2 GPS-10-35-200 SGP-02 1 NPMX1704RG 1  NPMX1403RG 2
DDD~EC 38.00-39.60 38.00 39.60 85.00 33.00 TDO-18 B00-5790  CAOD-103 1 G0 UoC | GPS-10--200 2 GPP-07 2 SGP-02 1 NPWXTOMRG 1\ oue TR
DDD-EC 39.61-43.00 39.61 43.00 85.00 36.00 TDO-19 TDI-N9
et e g S o g e 58.00-59.9¢  CAOD-103 1 CAID-103 2 GPS-10-35-200 2 GPP-07 2 SGP-02 1 NPMX1704RG 1  NPMX1704RG 2
60.00-6399 CAOD-103 1 CAD-103 2 GPS-14-40-250 2 GPP-08 2 SGP-02 1 NPMX1704RG 1  NPMX1704RG 2
DOESECH, Alvn) /0 A Bl 10000 sl DO TRIENT 6400-67.99 CAOD-142 1 CADD-103 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 NPMX2405RG 1  NPMX1704RG 2
BEIE R S gt Al Gl A iy TDO-112 TDI-N12 68.00-77.99 CAOD-103 1 CAID-142 2 GPS-14-40-250 2 GPP-02 2 SGP-03 1 NPMX1704RG 1  NPMX2405RG 2
DOESER56:21765.00 iz 6500 110:00 Z100 TDO-113 TDI=N13 7800-84.99  CAOD-142 1 CAID-142 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 NPMX2405RG 1  NPMX2405RG 2
DDD-EC 65.01-66.99 65.00 66.99 150.00 52.00 TDO-114 TDI-N14 85.00-91.99  CAOD-170 1 CAID-142 2 GPS-14-40-250 2 GPP-08 2  SGP-03 1 NPMX2807RG 1 NPMX 2405RG 2
DDD-EC 67.00-72.99 67.00 72.99 150.00 58.00 TDO-I15 TDI-N15 02.00-98.9¢ CAOD-142 1 CAID-170 2 GPS-14-40-250 2 GPP-08 2  SGP-03 1 NPMX2405RG 1  NPMX2807RG 2
DDD-EC 73.00-79.99 73.00 79.99 150.00 63.00 TDO-116 TDI-N16 99.00-106.99 CAOD-170 1 CAID-170 2 GPS-18-40-300 2 GPP-09 2  SGP-04 1 NPMX2807RG 1  NPMX2807RG 2
WHDSER 30 a0 il £6.9 L A LS e el 10700-11799 CAOD-142 1 CADTI08 3 e 1840300 2 GPP-09 2  SGP-04 1 NPMX2405RG 1 MXTIOMRG 3
DDD-EC 87.00-99.99 87.00 99.99 180.00 77.00 TDO-118 TDI-N18 CAID-142 1 NPMX 2405RG 1
DDD-EC 100.00-106.99 100.00 106.99 180.00 39.00 TBOSHY T 118.00-135.99 CAOD-142 1 CAID-142 4 GPS-18-40-300 2 GPP-09 2 SGP-04 1 NPMX2405RG 1  NPMX2405RG 4
DDD-EC 107.00-111.99 107.00 111.99 180.00 89.00 TDO-120 TDI-N20 136.00-14499 CAOD-142 1 gi:g::‘;z “:' GPS-18-40-300 4 GPP-03 4  SGP-04 1  NPMX2405RG 1 :Em iggiig j
DDD-EC 112.00-123.99 112.00 123.99 205.00 101.00 TDO-121 TDI-N21
DDD-EC 124.00-135.99 124.00 135.99 205.00 113.00 TDO-I22 TDI-N22 145.00-15099 CAOD-142 1 CAOM2 2 oo 1840300 4 GPP03 4  SGP-04 1 NPMX2408RG {1 LMX2408RG 2
DDD-EC 136.00-147.99 136.00 147.99 205.00 125.00 TDO-123 TDI-N23 Serer Pnp e | B
DDD-EC 148.00-159.99 148.00 159.99 225 00 137.00 TDO-124 TDI-N24 161.00-156.99 CAOD-170 1 EARAS < GPS-18-40-300 4 GPP-09 4 SGP-04 1 NPMX 2807RG 1 FlfkAR 2AbARE 2
: = c : : ' CAID-170 2 NPMX 2807TRG 2
DDD-EC 160.00-168.99 160.00 168.99 225.00 149.00 TDO-125 TDI-N25 T T e
157.00-162.99 CAOD-170 1 GPS-18-40-300 4 GPP-09 4 SGP-04 1  NPMXZ2807RG 1
CAID-170 3 NPMX2807RG 3
16300-168.99 CAOD-170 1 CAD-170 4 GPS-18-40-300 4 GPP-09 4 SGP-04 1 NPMX2807RG 1  NPMX2405RG 4
DSD-EC [ — 169.00-188.99 CAOD-142 1 CAID-142 6 GPS-18-40-300 4 GPP-09 4  SGP-04 1 NPMX 2405RG 1 NPMX 2807RG 6
o el e Sl e s s g "E 189.00-19699 CAOD-142 1 0 M2 5 oo 1840300 4 GPP-0 4  SGP-04 1  NPMX2408RG 1 L PX20RG 5
4 Start Thread and;Cartridges CAID-170 1 NPMX 2807RG 1
- ‘@j‘; @ @ @ CAID-142 4 NPMX 2405RG 4
DSD-EC 197.00-202.99 CAOD-142 1 GPS-18-40-300 4 GPP-09 4 SGP-04 1  NPMX2405RG 1
vl s - L CAID-170 2 NPMX 2807RG 2
IR SRR P ST
203.00-20899 CAOD-142 1 GPS-18-40-300 4 GPP-0§ 4  SGP-04 1  NPMX2405RG 1
CAID-170 3 NPMX 2807RG 3
DSDVE 2 - * i | o B e e e e mianoi, |y EEEstemRE s
DSD-EC 39.60-43.00 39,61 43.00 85.00 33.00 T5=142 b S e U R
DSD-EC 43.01-47.00 43.01 47.00 95.00 36.00 T8-113 215.00-220.899 CAOD-170 1 GRlktEl GPS-18-40-300 4 GPP-09 4  SGP-045 1 NPMX 2807RG 1 R -
DSD-ECA47.01-51.70 47.01 51.70 95.00 39.00 TS-114 CAID-170 4 NPMX 2807RG 4
DSD-EG51.71-56.20 51.71 56.20 100.00 43.00 TS-115 CAID-142 1 NPMX 2405RG 1
DSD-EC56.21-60.60 56.21 60.60 110.00 47.00 TS-116 LSRR | RARREUE || g ey BRSEIESARERIE | R SSERSOR (A BSRESRE. (S0 AMSERRIRGS U el B
DSD-EC60.61-64.99 50.61 64.99 110.00 51.00 TS-117
DSD-EC65.00-66.99 65.00 66.99 150.00 52.00 TS-118
DSD-EG67.00-72.99 67.00 72.99 150.00 58.00 TS-119
DSD-EC73.00-79.99 73.00 79.99 150.00 63.00 TS-120
DSD-EC80.00-86.99 80.00 86.99 180.00 70.00 TS-121 )
DSD-EC87.00-99.99 87.00 99.99 180.00 77.00 TS-122 QAQD
DSD-EC100.00-111.99 100.00 106.99 180.00 89.00 TS-123 HLASHEIR
DSD-EC107.00-111.99 107.00 111.99 180.00 89.00 TS-123 Boring Head Peripheral Cartridge D D
DSD-EC112.00-123.99 112.00 123.99 205.00 101.00 TS-124
DSD-EC124.00-135.99 124.00 135.99 205.00 113.00 TS-125
DSD-EC136.00-147.99 136.00 147.99 205.00 125.00 EEEE26 Designation Adjustment Screw ‘ Key Insert Clamping Screw
DSD-EC148.00-159.99 148.00 159.99 225.00 137.00 TS-127 :
DSD-EC160.00-168.99 160.00 168.99 29500 149,00 e CAOD-080 SR11201755-7 H1.5 SR11201756-11 HW2.0 NPMX 0803RG SR 112017532
DgD—EC169.00—17;.99 169.00 171,99 230.00 149.00 T8-128 CAOD-0845 SR11201755-6 H2.0 SR11201756-10 HW2.5 TPMX 1403RG SR 112017533
DSD-EC172.00-183.99 172.00 183.99 230.00 161.00 TS-129
T — T e T P CAOD-085 SR11201755-7 H2.0 SR11201756-10 HW2.5 TPMX 1403RG SR 11201753-3
DSD-EC196.00-207.99 196.00 207.99 250.00 185.00 =i CAOD-103 SR11201755-8 H2.5 SR11201756-12 HW3.0 TPMX 1704RG SR 11201753=7
B 0aE e dlseld 05 EUH U] i <500 2700 flisslo CAOD-142 SR11201755-9 H2.5 SR11201756-15 HW4.0 TPMX 2405RG SR 112017539
DSD-EC220.00-231.99 220.00 231.99 270.00 208.00 TS-133
DSD-EC232.00-232.99 232.00 232 99 270.00 220.00 Te-i34 CAOD-170 SR11201755-11 H3.0 SR11201756-15 HW4.0 TPMX 2807RG SR 11201753-10
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NHEBTIR

Internal Chip Removal Blade

I ’ SGP —
CAID . ST LS | O] » (]
FEALELAE 3 4 @ Boring Head Sub—Guide Pads |._ .l
a2 L - h

Boring Head Inner Cartridge

Designation Locking Screw Insert Clamping Scre Designation Clamping Screw
CAID-080 HWA.5 SR11201753-5 T-9/51 NPMX 0803RG SR 11201753-2 SGP-01 10.00 6.0 3.0 SR 112017531 T-7/15
OAID-085. W20 SR11201753-2 T 18051 TPMX 1403RG. SR11201753-3 S 10.00 80 & Sl ] s
CAID-103 HW2.5 SR11201752-1 T-15/51 TPMX 1704RG SR 112017537 SGESE 1000 180 8 ST e
CAID-142 HW2.5 SR11201756-7 HW 3.0 TPMX 2405RG SR 11201753-9 SGP-04 20.00 14.0 7.0 SR 112017522 T=15/51
CAID=T0 HiN25 SRITL01756=7 Rk TRV 207R0 SR 1120175210 Select an outer cartridge and pad for the required enlarged diameter.
NPMX 0803 RB/IRG
43 DSD-EC/DDD-EC/DSD-IC
GPS T Inserts for Drilling Heads >,
L ERA S SH® 3 el DSD-EC/DDD-EC/DSD-IC
Deep Drlling Head Solid L =
Carbide Guide Pads

Dimensions Tough Hard

Dimensions Tough Hard e : ; .
NPMX 0803RB : 0.40
NPMX 0803RG 8.00 3.18 0.80

Designation i 1C950 1CS08

GPS-05-18-060 5.0 6.00 18.00 25 -
GPS-06-20-075 6.0 7.50 20.00 3.0 . .
GPS-06-20-085 6.0 8.50 20.00 3.0 . .
GPS-06-20-100 6.0 10.00 20.00 3.0 . .
GPS-06-20-120 6.0 12.00 20.00 3.0 . 5 I 1
GPS-07-20-120 7.0 12.00 20.00 35 . . . !
GPS-08-25-155 8.0 15.50 25.00 45 . . TPMX 2
GPS-10-30-200 10.0 20.00 30.00 45 . 7 §&3k Inserts Driling Heads DSD-EC/ !
GPS-10-35-200 10.0 20.00 35.00 6.0 . . DDD-EC/DSO-ICIDSC-ECDSC-IC
GPS-12-35-250 12.0 25.00 35.00 55 . o
GPS-14-40-250 14.0 25.00 40.00 75 =
GPS-18-40-300 18.0 30.00 40.00 9.0 7] o
Dimensions Tough Hard
De on . S C52
[ TPMX 1403R/LG 8.45 3.50 0.80 . . . .
i TPMX 1403R-DT 8.45 3.50 0.80 . .
GPP . ©) | = TPMX 1403RB 8.45 350 0.40 . . .
£ SR=)
S SEERARES el ! TPMX 1704R/LBG 10.30 4.00 0.80 . . .
Boring Head Guide Pad Protectors TPMX 1704R/LG 10.20 4.00 0.80 3 % = 3
TPMX 1704R-DT 10.30 400 0.80 .
—— S - TPMX 1704RBG 10.30 4,00 0.80 . .
T . 1201 e T” z TPMX 2405R/LBG 14.20 550 1.20 . . .
: ; : SR 112017531 T-7/15 TPMX 2405R/ILG 14.20 5.50 1.20 . . . .
GPP-03 6.00 6.0 3.9 SR 112017531 T-7/15 TPMX 2405R-DT 14.20 5.50 1.20 =
GPP-04 8.00 8.0 4.4 SR 11201753-4 T-9/15 TPMX 2405RBG 14.20 5.50 1.20 . .
o R 20 o S 1101750 T U it i 6 . :
GPP-07 10.00 10.0 6.0 SR 11201753-8 T-15/51 TPMX 2807R-DT 17.00 7.50 1.60 = 4
GPP-08 14.00 14.0 7.5 SR 11201752-2 T-15/51 TPMX 2807RB 17.00 7.50 0.80 .
GPP-09 18.00 18.0 9.0 SR 1120175615 HW 3.0 TPMX 2807RBG 17.00 7.50 1.60 - -

TE-TERILETF
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Suggestions For Machining Methods Using Internal Chip Removal Gun Drill

Ei=ihFLIEFRMENL CNC Drilling Cycle Operations
RIETEANZBEACNCEFLER, LigeiitIIE e

Use the CNC drilling cycle as instructed below in order to optimize the tool performance safely Al

4, FFETE! Start the Cutting

AN BENSHIFINERE Activate the coolant supply

£ - / nE— A2FFhaKEEE (fhsk. Tibsgehsk+ T )

Start the rotation (of the drill, the workpiece, or the drill+workpiece)

4. 3FchEbski#es Start the drill feed

1. FHACNCIBINRIE

Start the CNC cycle operation 5.{Z1HDE Stopthe Cu fing

5. 1Z1E#£5 5L Stop the dril feed

5.2 5.2{Z1HiFEE Stop the rotation

. - @ 5 3FLESHRAET Stopthe coolant supply
ol % il
o5 S S i T A RER LT

Stop the cutting when the drill shoulder is completely through the end face of
the workpiece

2. BalEL R E R TR

Let] T RV lE Move the oil pressure head and securely seal onto the face of the workpiece

\ik
|

e
LEHDLFHATHRERR, BREEESOREFESEER

Make sure to position the drill so that the guide pads remain inside the guide bushing

l 6. feskmoliems

when the pressure head is moved towards the workpiece face | =1

S

Return the drill to the starting point

3. EBTARRLEE T
Move the BTA drill toward the workpiece

o)
RS 3 - SEREETAEE. 0 e

IR RITE 1S PRORFLIRE, BHEIB4E

Keep the drill 3 - 5 mm* off the face of the workpiece.

7 S HER e

Retumn the oil pressure head to the starting point

* If the machine allows this drill setting in Step 1, move onto Step 4
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Inner Chip Removal Gun Drill Shank

TS-I**
Drill Tubes — STS System — Inner
4 Start Thread Connection

TS-I &
EAF-STSHRG-MEE; 4FFIRIEENEE

nation d Range

[+ ‘
DCONWS 4+ et
‘ _‘LLJ%; |
] LSCWS

TS-I**
Drill Tubes — STS System — Inner
4 Start Thread Connection

TS-I** &
T -STSHELG-AEE; ATFFIRREUER

Designation

%

~YUAN CHANG =

d Range

DCONMS

DCONWS 4+

-

55

TS-101 L=(0-1749)MM 12.60-13.60 11.00 9.60 22.00 0.0 1749.0 TS-120 L=(0—-1749)MM 73.00-79.99 68.00 63.00 0.0 1749.0
TS-101 L=(1750-2600)MM 12.60-13.60 11.00 9.60 22.00 1750.0 2600.0 TS-120 L=(1750-2600)MM 73.00-79.99 68.00 63.00 1750.0 2600.0
TS-102 L=(0-1749)MM 13.61-14.60 12.00 10.60 22.00 ; 1749.0
Sie L= A 00 TS-121 L=(0-1749)MM 80.00-86.99 75.00 70.00 0.0 1749.0
TS-102 L=(1750-2600)MM 13.61-14.60 12.00 10.60 22.00 1750.0 2600.0
TS-103 L=(0-1749)MM 14.61-15.59 13.00 11.60 22.00 0.0 1749.0 JeS TR0 M aillal Lt e o e <008
TS-103 L=(1750-2600)MM 14.61-15.59 13.00 11.60 22.00 1750.0 2600.0 TS-122 L=(0-1749)MM 87.00-99.99 82.00 77.00 97.00 0.0 1749.0
TS-10 L=(0-1749)MM 15.60-16.70 14.00 12.60 21.00 0.0 1749.0 TS-122 L=(1750-2600)MM 87.00-99.99 82.00 77.00 97.00 1750.0 2600.0
TS-10L=(1750-2600)MM 15.60-16.70 14.00 12.60 21.00 1750.0 2600.0 TS-123 L=(0—1749)MM 100.00-111.99 94.00 89.00 97.00 0.0 1749.0
TS-11 L=(0-1749)MM 16.61-17.70 15.00 13.60 21.00 0.0 1749.0
TS-123L=(1750-2600)MM 100.00-111.99 94.00 89.00 97.00 1750.0 2600.0
TS—11L=(1750-2600)MM 16.61-17.70 15.00 13.60 21.00 1750.0 2600.0
TS-12 L=(0-1749)MM 17.71-18.90 16.00 1450 22 00 00 1749.0 TS-124 L=(0-1749)MM 112.00-123.99 100.00 101.00 118.00 0.0 1749.0
TS-12 L=(1750-2600)MM 17.71-18.90 16.00 14.50 22.00 1750.0 2600.0 TS-124 L=(1750-2600)MM 112.00-123.99 100.00 101.00 118.00 1750.0 2600.0
TS-13L=(0-1749)MM 18.91-20.00 17.00 15.50 22.00 0.0 1749.0 TS-125 L=(0-1749)MM 124.00-135.99 118.00 113.00 118.00 0.0 1749.0
TS-13 L=(1750-2600)MM 920D 100 el A sl 2o00.0 TS-125L=(1750-2600)MM 124.00-135.99 118.00 113.00 118.00 1750.0 2600.0
TS—14 L=(0-1749)MM 20.01-21.80 18.00 16.00 27.50 0.0 1749.0
TS-126 L=(0-1749)MM 136.00-147.99 130.00 125.00 118.00 0.0 1749.0
TS-14 L=(1750-2600)MM 20.01-21.80 18.00 16.00 27.50 1750.0 2600.0
TS-15 L=(0-1749)MM S B AAT 20.00 TERE 20.00 55 746D TS-126 L=(1750-2600)MM 136.00-147.99 130.00 125.00 118.00 1750.0 2600.0
TS-15L=(1750-2600)MM 21.81-24.10 20.00 18.00 30.00 1750.0 2600.0 TS-127 L=(0-1749)MM 148.00-159.99 142.00 137.00 139.00 0.0 1749.0
TS-16 L=(0-1749)MM 24:11-26.40 22.00 19.50 30.00 0.0 1749.0 TS-127 L=(1750-2600)MM 148.00-159.99 142.00 137.00 139.00 1750.0 2600.0
TS-16 L=(1750-2600)MM 24.11-26.40 22.00 19.50 30.00 1750.0 2600.0 TS-128 L=(0-1749)MM Py o T s TeaD % i
LEEELane il E0ine 480 ieleld Sl £ e TS-128 L=(1750-2600}MM 160.00-171.99 154.00 149.00 139.00 1750.0 2600.0
TS-17L=(1750-2600)MM 26.41-28.70 24,00 21.00 30.00 1750.0 2600.0 - - - : - - i -
TS-18 L=(0-1749)MM 28.71-31.00 26.00 23.50 33.00 0.0 1749.0
TS-18 L=(1750-2600)MM 28.71-31.00 26.00 23.50 33.00 1750.0 2600.0
TS-19 L=(0-1749)MM 31.01-33.30 28.00 25.50 33.00 0.0 1749.0 o .
TS-19 L=(1750-2600)MM 31.01-33.30 28.00 25.50 33.00 1750.0 2600.0 -Eﬁ;lb (C%';g';ued) ‘
ril fuoes — ystemf nner i
TS-110 L=(0-1749)MM 33.31-36.20 30.00 28.00 33.00 0.0 1749.0 :
( ) 4 Start Thread Connection DEQNS
TS-110 L=(1750-2600)MM 33.31-36.20 30.00 28.00 33.00 1750.0 2600.0
TS=-111 L=(0-1749)MM 36.21-39.60 33.00 30.00 40.00 0.0 1749.0 TS—I1**8Y (&)
TS-111 L=(1750-2600)MM 36.21-39.60 33.00 30.00 40.00 1750.0 2600.0 HEAT-STSES SR ATTIatnnEs:
TS-112 L=(0-1749)MM 39.61-43.00 36.00 33.00 40.00 0.0 1749.0
TS-112 L=(1750-2600)MM 39.61-43.00 36.00 33.00 40.00 1750.0 2600.0 dRafGe e
TS a LU= (a0 43.01747.00 39.00 36.00 40.00 0.8 1749.0 TS-129 L=(0-1749)MM 172.00-183.99 166.00 161.00 139.00 0.0 1749.0
TS-113 L=(1750-2600)MM 43.01-47.00 39.00 36.00 40.00 1750.0 2600.0 196 L (17502500 5 00-153.96 166,00 5100 135,00 600 26000
TS-114 L=(0-1749)MM 47.01-51.70 43.00 39.00 40.00 0.0 1749.0 el e ) B ’ ) ) ) ’
TS-114 L=(1750-2600)MM 47.01=51.70 4300 29.00 ABi00 1750.0 28000 TS-130 L=(0-1749)MM 184.00-195.99 178.00 173.00 144.00 0.0 1749.0
TS=115 L=(0~1749)MM 51.71-56.20 47.00 43.00 44.00 0.0 1749.0 TS-130 L=(1750-2600)MM 184.00-195.99 178.00 173.00 144.00 1750.0 2600.0
TS-115L=(1750-2600)MM 51.71-56.20 47.00 43.00 44.00 1750.0 2600.0 TS-131 L=(0-1749)MM 196.00~-207.99 190.00 185.00 144.00 0.0 1749.0
TS-116 L=(0-1749)MM 56.21-60.60 51.00 47.00 44.00 0.0 1749.0 TS-131 L=(1750-2600)MM 196.00-207.99 190.00 185.00 144.00 1750.0 2600.0
TS-116 L=(1750-2600)MM 56.21-60.60 51.00 47.00 44.00 1750.0 2600.0 TS-132 L=(0-1749)MM R 202.00 19700 T 0.0 i
TS-117 L=(0-1749)MM 60.61-64.99 56.00 51.00 44.00 0.0 1749.0
( : TS-132 L=(1750-2600)MM 208.00-219.99 202.00 197.00 144.00 1750.0 2600.0
TS-117 L=(1750~-2600)MM 60.61-64.99 56.00 51.00 44.00 1750.0 2600.0
TS-118 L=(0-1749)MM S e ER o o e TS-133 L=(0-1749)MM 220.00-231.99 214.00 208.00 164.00 0.0 1749.0
TS-118 L=(1750-2600)MM 65.00-66.99 56.00 52.00 75.00 1750.0 2600.0 TS-133 L=(1750-2600)MM 220.00-231.99 214.00 208.00 164.00 1750.0 2600.0
TS-119 L=(0-1749)MM 67.00-72.99 62.00 58.00 75.00 0.0 1749.0 TS-134 L=(0-1749)MM 232.00-243.99 226.00 220.00 164.00 0.0 1749.0
TS-119 L=(1750-2600)MM 67.00-72.99 62.00 58.00 75.00 1750.0 2600.0 TS-134 L=(1750-2600)MM 232.00-243.99 226.00 220.00 164.00 1750.0 2600.0
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Solid Carbide Gun Drill Shank

B {1 B8 o

Solid Carbide Gun Drill

iﬁﬁ

T o

1)

BHRBERESSICHIREIIRE Solid carbide gun drill standard tool holder table

& FERAETT Product Introduction

mm

1-50mm 550mn

57

TE-TERILETF

TIEFE1ZSEE Diameter range of the cutting edge HEIVEEE Production length — - 20 " -
i BEFEES SO EHMES (SR EMIT— ) AP o BT IRE A — B, LSS EREES S YC10-15 10 55 70 M6x0.5
MRk (EhoR . 64T, S5 —K), ERRREM . BEELIRSmIg PR, RMMRITHREBIRIEE SaYaT SR
TEIMRE, RN RSN R R LUETI ASa e,
THIMERE, R CRERIM IR AR T LU B E oo " 0 . s -
The solid carbide gun drill is composed of two parts: the drill body (drill tip and drill pipe are integrated) and the drill shank, which are
welded into one piece. It can also be made entirely of solid carbide (drill tip, drill pipe and drill shank are integrated). Its stability, efficiency
and service life are all superior to the welded type. This design can ensure higher reliability and cutting performance. Meanwhile, its Akl i il " =
higher rigidity and lower torsional vibration can extend the tool life.
Yci12.7-01 12.7 38 48 25.4
7% Inventory list of solid carbide gun drills
®1.52*160-10*55 $2.0*250-10*135 $3.8*185-4*38/50-L YC12.7-09 12.7 59 65 MBx0.5
©1.80"160-10"55 ©2.2%170-4*38/50 $©3.8*240-10*100-L
$2.02*160-10*55 $2.5%175-4*38/50-1 03 8 275-10%1356-
Y& 1b~75 16 80 105 37 M10x1
®©2.02*180-10*55 $2.5*230-10*100-L $4.0%185-4*38/50-L .
©2.02*180-10*55-L ®2.5°265-10"135-L ®4.0°240-10*100-L
YC4-08 4 34 46
®2.02*200-10*55 ®2.6%175-4*38/50~-L $4.0%275-10*135-L VCE-12 6 [ — _4 % 50
®2.02*200-10*55-L $2.6%265-10*135-L ®4.2*185-4*38/50-L YC10-51 10 a 40 55
— L
©2.52*180-10*55 ©2.8*175-4*38/50-L ©4.2°240-10*100-L YC12-27 12 45 0
B2 52 BO=10255-1 $2.8*265-10*135-L ©4.2*275-10%135-L YC16-86 16 48 63
®3.02*180-10*55 ®3.0*175-4*38/50 $4.5*285-10%135-L YEE-13 6 36 50 20
®3.02*200-10*55 ©3.0*230-10*100-L $4.8*250-10*100-L YC10-47 10 40 55 225
©3.02*200-10*55-L ®3.0*265-10*135-L ®5.0*250-10*100-L YC12-30 12 45 60 265
$2.8*170-2.9*30-L ©3.2*180-4*38/50-L $5.0*260-10%*100-L
YC16-78 16 48 63 29
®3.0%170-2.9*30-L ®©3.2*230-10*100-L $6.0*260-10*100-L
YC6-01 6 36 50 20
B3 281703 1500 ®3.2*265-10*135-L $6.0*295-10*135-L
YC10-49 10 — 40 b5 28
@1.80*200-10*100 ©3.5*180-4*38/50-L ®7.0*280-10%*100-L 74 -_=1
$2.0%170-4*38/50 ®3.5230-10*100-L ©9.0%280-10100-L YC12-28 12 45 60 33
©2.0*220-10*100 P3.5 265107135+~ $10.0*280-10*100-L YC16-84 16 48 63 36
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Standard Cutting Conditions

BEERSSEMINTISEEE Integral carbide gun drilling processing parameter table

BAHERSSIOMIMISEE Integral carbide gun drilling processing parameter table

8

aluminum

2%

~YUAN CHANG =

Czﬁﬁﬁié‘gmgn 25-60 30-60 40-70 60-80 60-90 70-100 70-100 80-150 80-160 100-300
BER0 PSR B AK/FE mmirev. HEGRE R/ mmirev.
0.7-0.79 0.0004-0.0012 0.0005-0.0012 0.0007-0.0012 0.0005-0.0012 0.0009-0.0014 0.0007-0.0018 0.0004-0.0018 0.0005-0.0012 0.0007-0.0012 0.0005-0.0009
0.8-0.89 0.0006-0.0016 0.0007-0.0015 0.0011-0.0014 0.0006-0.0015 0.0012-0.0018 0.0010-0.0023 0.0004-0.0022 0.0008-0.0015 0.0012-0.0014 0.0008-0.0012
0.9-0.99 0.0009-0.0020 0.0011-0.0019 0.0014-0.0017 0.0009-0.0019 0.0015-0.0024 0.0014-0.0028 0.0007-0.0026 0.0011-0.0019 0.0017-0.0020 0.0011-0.0017
1.0-1.09 0.0013-0.0024 0.0014-0.0022 0.0019-0.0022 0.0010-0.0023 0.0019-0.0029 0.0018-0.0032 0.0010-0.0032 0.0015-0.0024 0.0020-0.0024 0.0015-0.0024
11-1.19 0.0017-0.0028 0.0017-0.0025 0.0022-0.0026 0.0013-0.0029 0.0025-0.0035 0.0022-0.0038 0.0014-0.0038 0.0019-0.0029 0.0022-0.0029 0.0019-0.0034
1.2-1.29 0.0020-0.0033 0.0020-0.0027 0.0024-0.0028 0.0015-0.0035 0.0031-0.0041 0.0030-0.0048 0.0018-0.0041 0.0024-0.0034 0.0024-0.0034 0.0024-0.0041
13-1.39 0.0023-0.0036 0.0022-0.0029 0.0031-0.0035 0.0020-0.0041 0.0040-0.0051 0.0039-0.0060 0.0020-0.0050 0.0028-0.0039 0.0026-0.0045 0.0026-0.0044
1.4-1.49 0.0026-0.0038 0.0023-0.0031 0.0034-0.0037 0.0021-0.0047 0.0047-0.0060 0.0049-0.0079 0.0021-0.0054 0.0031-0.0047 0.0028-0.0055 0.0032-0.0048
1.5-1.59 0.0029-0.0042 0.0024-0.0035 0.0035-0.0042 0.0021-0.0057 0.0053-0.0068 0.0056-0.0100 0.0021-0.0067 0.0032-0.0053 0.0035-0.0066 0.0038-0.0059
16-1.79 0.0035-0.0054 0.0036-0.0049 0.0040-0.0051 0.0024-0.0066 0.0064-0.0095 0.0065-0.0150 0.0028-0.0075 0.0035-0.0095 0.0040-0.0085 0.0040-0.0075
1.8-1.99 0.0040-0.0065 0.0040-0.0065 0.0050-0.0065 0.0030-0.0075 0.0070-0.0130 0.0070-0.0220 0.0030-0.0095 0.0040-0.0130 0.0050-0.0110 0.0050-0.0110
2.0-2.49 0.0050-0.0075 0.0050-0.0075 0.0050-0.0075 0.0030-0.0095 0.0100-0.0220 0.0090-0.0330 0.0040-0.0120 1.0040-0.0180 0.0050-0.0200 0.0070-0.0130
2.5-2.99 0.0060-0.0095 0.0060-0.0095 0.0060-0.0110 0.0040-0.0110 0.0130-0.0320 0.0110-0.0430 0.0050-0.0160 0.0050-0.0250 0.0060-0.0360 0.0080-0.0170
3.0-3.49 0.0080-0.0110 0.0080-0.0010 0.0080-0.0130 0.0050-0.0140 0.0150-0.0390 0.0140-0.0530 0.0080-0.0180 0.0060-0.0370 0.0080-0.0540 0.0100-0.0200
3.5-3.99 0.0090-0.0125 0.0100~0.0160 0.0090-0.0160 0.0070-0.0160 0.0180-0.0480 0.0180-0.0620 0.0090-0.0230 0.0070-0.0490 0.0110-0.0750 0.0100-0.0250
4.0-4.49 0.0100-0.0135 0.0110-0.0180 0.0100-0.0190 0.0080-0.0190 0.0200-0.0560 0.0200-0.0690 0.0120-0.0260 0.0080-0.0600 0.0120-0.0950 0.0130-0.0300
4.5-4.99 0.0110-0.0160 0.0140-0.0220 0.0110-0.0220 0.0110-0.0210 0.0230-0.0640 0.0230-0.0780 0.0140-0.0280 0.0090-0.0690 0.0140-0.1300 0.0160-0.0360
5.0-5.99 0.0130-0.0220 0.0150-0.0240 0.0130-0.0250 0.0120-0.0250 0.0250-0.0760 0.0250-0.0950 0.0150-0.0380 0.0100-0.0800 0.0150-0.1550 0.0200-0.0470
6.0-7.99 0.0150-0.0300 0.0180-0.0290 0.0150-0.0370 0.0150-0.0330 0.0300-0.1100 0.0300-0.1250 0.0180-0.0490 0.0120-0.0960 0.0180-0.0250 0.0260-0.0660
8.0-12.0 0.0180-0.0380 0.0210-0.0330 0.0170-0.0410 0.0180-0.0380 0.0330-0.1190 0.0350-0.1360 0.0210-0.0570 0.0140-0.1100 0.0210-0.2080 0.0290-0.0780

DEEEIESBIAS: DRER, DEKE, DEKE. THHE. IFEENREEITERENR, L ERErINTaRnRE¥E,
LAIRIAH LR T .

The cutting speed and feed rate depend on: tool diameter, tool length, cutting fluid, workpiece material, the stability of machine tool components and the
clamping condition of the fixture. The processing parameters in the above table are standard reference values, and the actual working conditions on site
shall prevail.
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Standard Cutting Conditions

BiEstaietinI248% Welding single-edge gun drilling processing parameter table BAHERSSIOMIMISEE Integral carbide gun drilling processing parameter table

8

aluminum

R A 25-60 30-60 40-70 60-80 60-90 70-100 70-100 80-150 80-160 100-300
BHZO PHERETERAE mm/irev. HESERE N/ mmirev.
2.0-2.49 0.001-0.002 0.002-0.005 0.002-0.006 0.002-0.005 0.005-0.018 0.005-0.019 0.003-0.007 0.003-0.015 0.002-0.012 0.005-0.005
2.5-2.99 0.001-0.005 0.004-0.007 0.004-0.007 0.004-0.006 0.008-0.028 0.008-0.020 0.005-0.010 0.005-0.020 0.004-0.026 0.004-0.008
3.0-3.49 0.002-0.007 0.006-0.008 0.005-0.009 0.005-0.007 0.009-0.038 0.009-0.038 0.007-0.012 0.006-0.030 0.006-0.037 0.006-0.012
3.5-3.99 0.004-0.008 0.008-0.009 0.007-0.011 0.007-0.010 0.011-0.042 0.110-0.046 0.009-0.015 0.007-0.045 0.007-0.055 0.007-0.025
4.0-4.49 0.006-0.009 0.009-0.010 0.008-0.013 0.008-0.012 0.012-0.047 0.012-0.050 0.012-0.019 0.008-0.050 0.008-0.071 0.008-0.026
4.5-4.99 0.008-0.011 0.010-0.013 0.009-0.017 0.011-0.015 0.016-0.052 0.016-0.057 0.014-0.020 0.009-0.057 0.009-0.094 0.009-0.028
5.0-5.99 0.010-0.014 0.012-0.015 0.013-0.019 0.013-0.018 0.018-0.065 0.018-0.068 0.016-0.026 0.010-0.069 0.010-0.190 0.010-0.036
6.0-6.99 0.012-0.016 0.014-0.017 0.015-0.023 0.015-0.022 0.024-0.071 0.024-0.074 0.018-0.028 0.012-0.079 00120125 0.012-0.045
7.0-7.99 0.015-0.018 0.016-0.019 0.018-0.025 0.018-0.025 0.028-0.084 0.028-0.085 U20=0:085 0.014-0.092 0.018-0.130 0.014-0.049
8.0-8.99 0.018-0.021 0.018-0.021 0.020-0.031 0.020-0.027 0.032-0.092 0.032-0.096 0.024-0.036 0.016-0.101 0.020-0.144 0.016-0.056
Gttt 0.021-0.025 0.020-0.028 0.023-0.034 0.023-0.030 0.036-0.110 0.036-0.114 0.027-0.040 0.018-0.113 0.023-0.158 0.018-0.034
10.0-11.99 0.025-0.030 0.025-0.033 0.025-0.041 0.025-0.038 0.045-0.116 0.050-0.120 0.030-0.040 0.020-0.139 0.025-0.174 0.020-0.074
12:0=13 89 0.027-0.033 0.030-0.044 0.030-0.045 0.029-0.044 0.051-0.126 0.060-0.138 0.036-0.060 0.024-0.156 0.030-0.182 0.024-0.087
14.0-15.99 0.029-0.040 0.035-0.044 0.035-0.052 0.035-0.050 0.057-0.138 0.070-0.154 0.042-0.071 0.028-0.179 0.035-0.194 0.028-0.099
16.0-17.99 0.033-0.044 0.041-0.050 0.042-0.060 0.039-0.053 0.062-0.158 0.079-0.170 0.048-0.079 0.033-0.199 0.050-0.209 0.033-0.108
18.0-19.99 0.037-0.049 0.045-0.062 0.045-0.067 0.044-0.060 0.066-0.173 0.090-0.191 0.054-0.091 0.036-0.244 0.054-0.228 0.036-0.130
20.0-23.99 0.041-0.054 0.049-0.071 0.050-0.079 0.049-0.069 0.069-0.189 0.106-0.207 0.060-0.107 0.040-0.249 0.060-0.254 0.040-0.146
24.0-27.99 0.045-0.057 0.052-0.083 0.054-0.090 0.054-0.077 0.076-0.210 0.120-0.221 0.069-0.117 0.048-0.291 0.072-0.295 0.048-0.169
28:0=31:09 0.049-0.062 0.057-0.091 0.059-0.098 0.059-0.085 0:079-0.212 0.140-0.237 0.079-0.134 0.056-0.327 0.084-0.360 0.056-0.194
32.0-40.00 0.052-0.065 0.063-0.098 0.065-0.107 0.063-0.098 0.086-0.228 0.160-0.245 0.085-0.154 0.064-0.380 0.096-0.455 0.064-0.221
DEIEEM#EERNRS: TRERZ., NEKE. IHIR. THHE. IWREFNREENTIERESR, LEREPHNTISHITESEE, The cutting speed and feed rate depend on: tool diameter, tool length, cutting fluid, workpiece material, the stability of machine tool components and the
LUIRA S TRk clamping condition of the fixture. The processing parameters in the above table are standard reference values, and the actual working conditions on site
shall prevail.
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Alloy Welded Gun Drill
HBIR Name HeshfERIRAE Instructions for Using the gun drill EFR Name 1eE5{HERINRER Instructions for Using the gun dril
TR B—HMERNNCE 2RI RINDRHIRN, BERERESEIMN, HHNERESIRNE, XL
Rotating Workpiece et N B . - e — P
i A LA s Fege T Bushing 1425 PO SELE NG, MTPOMERSHE. SFERINGHETIM0.0- 16X, TTRTEMTE. CiRits
< i Bl TR < 2 = N I = \ps ok N y 3 g 4T
iz ) B satonary o B85 St MARIIREGSIERE. BTCMRNE, TIUARRA100%AE, ER/NEEKE, S
Deviation #i$0.02 mm (.0008” ) . = I .
S—— Carbide Gundrills BTN TLEH.
The maximum misalignment between the il Max. _T Ancther type of gundrill is made with integral tip and shank, made of solid carbide with either a steel or a carbide driver. These drills are
. . " 0.02
bushing and the workpiece center line should not _me Z; designed for conventional machines, machining centers and lathes. This style of gundrill is available from 0.9-16 mm and can be used on
exceed 0.02mm (.0008" ). B various types of materials. It provides superior rigidity and optimal coolant flow rates. As a result of its rigidity, up to 100% higher feed rate
Ooggé?m can be reached. When using the small diameter drills, it is crucial to adhere closely to the recommended driling parameters.
: o 4
= & BATRIIAE. TIENEREFIFTRANIERAR, BICERUTRERAE (WEMFHE2F )
hﬁ&mgﬁ* Subject to the required tolerance, cutting performance and desired chip shape, the foliowing standard sharpening angles are
AL ISCARAIMBIEEH— 1 EERER S &L, —MiR&EMNII— 1 IRaNZeHAE, SHRETIZAE e RO ST A ik recommended (shown in figures 1 and 2).
[— ]
TiFim. tIERVIMEREE.
Single Flute IBIBVHSHEH Standard Gundrill
Gundril ISCAR's gundrill consists of a single piece carbide head, a streamlined shank and a driver through which coolant flows to the working end Head Sharpening
unari
where it is most needed. Chips are evacuated along the V-shaped external flute. Angles
&L ERASKIERIRE F 2RI ORI, ERMATESIAMERR, TR, SRR % Eg
Lutllog BiEdh. TR, SSEEMALE, ESXVEERNE, AMBIANAE. EEH90.924 mmiss RS 4-32mmiEkE R ERL BOBIAOTHSE X E BTN
Head The carbide head is tapered on its length to reduce friction. The taper angle depends on the type of material to be drilled. For high Standard sharpening for 0.9 to 4 mm drill Standard sharpening for 4 to 32 mm drill Standard sharpening for 32 to 40 mm
precision driling, the taper should be reduced to a minimum. Note that when the head is resharpened, the diameter of the drill changes, diameters iameters drill diameters
affecting the hole tolerance. i TSI ERAERARES, SR SR AT LA RAR .
Note: For special or semi-standard gundrills, special geometries will be offered to match the application.
Kig TRRVEEE AV, FESENL. ERESTUHRBINEIRRY ., ZEEHERD . SIEREFIHIER
SERE=MERKE IR RE TEEE I Solid Carbide Gundrill Range
Shank W7 EAERG, ~ Overalllength=f.te length+driver length T A TISIRIRENES with or without brazed steel driver
The cross—section of the shank is VV-shaped with coolant holes. It is made of hardened steel that is highly resistant to twisting. This EEE I':I$
cross—section provides the optimal conditions for twist resistance, coolant flow and chip evacuati. *ﬁiﬁgﬂﬁ il Dicrictor
Carbide Tipped 2.501t03.09 09to 16 00
Gundrill Range 3.10105.99
6.00t0 11.39
JI¥E I RIRSEF IR RIS 11.4010 40.00 %’Zg‘
Driver The driver ensures the connection between the gundrill and the machine tool
{ii¥s Advantages ISCARSEIHAVE RS A RS IR tA IR T = ME [LAFIR T
DUHIBETABITIETONE QRIFNESENRLE SRFSBELRLIE T, i R
@)i@ﬁ*ﬂ%gROA-R'] .61’@7@%&?\"—5} @ﬁ*%?:%%é‘%ﬁ%ﬁh}i{’ﬁ ISCAR’ s advanced gundrill technology provides superior geometric
. - and dimensional quality for both deep and shallow drilling. The drills are
(A:Drilling precision of IT7 to IT9 tolerances can be reached @ Excellent straightness and concentricity bl inth £26 1040
: - available in the range of 2.5 to 40 mm.
(@Maintains high precision hole center alignment 4)Surface roughness of R0.4 — R1.6 is easily obtained
(6Reboring operations are often unnecessary 4 Driling Head

sk
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2B General Sketch

FrEEEEES, M. P. La, BA5T
RS RRILRL .

All cross section profle parameters such
as:P,La and must be precisely matched to the
workpiece material properties.

EIMmEB Profile B

SHMRTES, SRENILAZE.
RTFHH%mEaes.

Excellent size controlfor high precision hole
tolerance.Used for cast iron and aluminum
alloys.

EImEE Profile E

—HgRiE, AFAESTER. EMEE
HIRTEIMAETRE TR REAPRIE
B, SRS RTimhSERES . HER
FHEFRIFLERE .

General use,for alloys and slainless steel .This
profile eliminates the prablem of the toal sticking
in the hole after the outer corner dulls.Especially
suitable for crankshaft and other forged
materials. Recommended for accurate hole
straightness.

65 TE-TEFRFME_TE
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Standard Gundrill Head Profiles

ZIEEIG(ER) Profile G(Universal)

KREWHHEBNIRER, RIS
fEaIE . EERTERELAZES
E. RFERNEOARY . BINERER
SHFEETER .

Standard form for most material types, particularly
for materials with a tendency to shrink.
Recommended for high precision bore tolerance
and straightness. Maintains precise exit hole size.
Recommended when extra burnishing is
required.

ZIMEIC Profile C

BFEAEMAORED. ANEHE,
BFWsmms, NaSRER. iz
(B AR AT A

Used for angled entry or exitlarge back
taper for shrinking materials such as types of
alloys and stainless steel.Large coolant gaps
between pads.

ZImEH Profile H

BWATEEXTFS mmiEEEEERE
MiFExME. BENRATXHEERAM
B,

Recommended for all monferrous and cast
iron materials up 5 mm diameter.Sometimes
used for wood and plastic with larger back
taper.

EIEEAProfile A

EATHY (BEERE) fiEes. TH
TR, AEHNSRE LI EET]
Bl Wz EHFERARSEIRIER.

Suitable for cast iron (usually coated) and
aluminum alloys. Can be used for cross drilling,
angular entry or exit and for interrupted cut.

Large coolant gaps between pads.

EImEAProfile A

NERFHH%. WRHHRFEEFW
(BEERE) .

Suitable for cast iron only.Very effective in grey

cast iron(usually coated).

ZImEEl Profile |

FFEfER, LIRSSENTLE
E. BT AAEtlE s Em
SMIMESHFRIIFERT .

Used for aluminum and brass for best hole
finish. For intersecting holes and interrupted cut
or when extra outer diameter support and
burnishing is required.

9

i TL Eh HI P ORISR E6 I R = »-8

Drilling Tolerances Obtainable In Deep Hole Drilling

" REHFLAZE Deep Drilling Tolerances

TR RN, WRSEET A AERITS-ITIRYL.
Gundrill configurations when used under recommended conditions can
produce holes with tolerances of IT8-IT9.

BegEHE Norferrous materials
£8 Aluminum

T EH Tool steel

£54% Castiron

EEEH>800N/mm?2 High alloy steel>800N/mm2 eEIEIRE
X Hardened steel Machinability
{E&£H<800N/mm2 Low alloy steel<800N/mm2 of Matals
B5:$W Carbon steel

%45 Sintered steel

53L& Driling quality i

EEZGTHALEE

Tolerance range unger normal conditions

# MRS Surface Quality

SEREFHTIEITH, EETLEKEEIFNIAE.

When operating under optimal conditions, even better tolerances can
be achieved.
3 122 1 10 9 8 7 8 5

BREFGTHREEE

Tolerance range unger optimal conditions

EHFSRE TEReN T 450.2 RaMIEAFRE. Surface quality of 0.2 Ra can be achieved when using gundrills under recommended conditions.

v

AAJ

N12 N1

N10

N9

AAAS

YYYY

N8 N7 NGB N5 N4 N3 N2 N1

aJ#Arihsk Indexable Drills

$%9. Reaming

HiEE Honing

i# ik Deep drilling
FHFEE Degree of roughness
( Ra¥aERE54 ) (Raroughness index)
EEEG THAETE
Tolerance range unger normal conditions

* @AOEIESE Concentricity and Straightness

ERESNATABNEE, .

- SEFLREMER - INTERFIIEIEH

* THENESMIEIT - VRN  EIRsER

The resulting quality depends on different factors such as:

- Drilling depth and diameter - Type of machining and cutting parameters
» Quality and uniformity of the workpiece material + Machine tool conditions
= Gundrill support

Concentricity E/E
mm
1.0

0.84

0,66

0.5

0.33

0.16

500 1000 mm
57352 Drilling Depth

[ Stationary workpiece — rotating tool  EFE L4 -HEiE THE

B (3otating workpiece — stationary tool  jgtE T4+ —EIETIE

EERHTHAETE

Tolerance range unger optimal conditions

[ElEE Circularity
RILE SR ALY LR ERES T ML . JLERSRENT

4
The

mAENEE .

geometric quality of bores obtained from deep hale drill bits is clearly

higher than that obtained with the use of twist drills. It is possible to obtain

preci

ision with deviations of less than 4 um.

Straightness EiE

mm
0.05

0.04

0.03

0.02

0.01

250 500 750 mm
5717 Driling Depth

www.dgycjj.com 66




N
aaEER IR TIIR =%

Alloy Welded Gun Drill Shank

BFINI. ERSIREREIIMN. Standard Gundrill Drivers for Machining Centers, Lathes, etc. et s ERRlREIERNSE  Standard Drivers for Gundrill Machines

EREEFi EhREE

ALTUBE | 501 1D CARBIDE GUNDRILL

SOLID CARBIDE GUNDRILL

IS S
8 " ening extension
4x28 N° 1 2749 10 20 18 CM1 N° 45  9.599 10 20
5x28 N° 2  3.249 10 20 15 BBk CcM2 N° 46 14.599 10 20
6x36 N° 3 4249 10 20 14 CM3 N° 47 21.499 10 25
8x36 N° 4 5749 10 20 14 CM4 N° 48 29.499 10 25
10x40 N° 5 7.299 10 20 15 CM1 N° 49 9599 10 20 20
12x45 N°6 8999 10 20 15 R CcM2 N° 50 14.509 10 20 15
o 50x1.78" N° 94 9699 10 20 15 cM3 N° 51 21499 10 25
DIN1S35A 1 14x45 N° 7 10.999 10 20 15 CM4 Nz 52 29.499 10 25
FINIBHSSER 4 16x48 N° 8§  12.399 10 20 15 B30 N" 53 2749 10 20
oyindical 0 L b 18x48 N° 9  14.399 10 20 15 10x40 N; 54 7.299 10 20
e 75%2.03" N° 95  14.899 10 20 15 e L—=s 16x45 “ NC 55 12.399 10 20
S 20x50 N° 10 15.899 10 20 ot Covii @_ 750%2.75 N° 56 14.899 10 20
25%56 N 11 19.509 10 25 Surface 15° “_D 25x70 N® 57 | 19509 10 25
1.00x2.28" N° 96 19.509 10 25 i 1.00x2.75" N° 58  19.509 10 25
1.25x2.28" N° 97 25609 10 25 1.25:2.75" N* 59  25.609 10 25
32%60 N° 12 25.609 10 25 16002757 N° 60 32.609 10 25
40%70 N° 13 32.609 10 25 FEREES = k—H [y
50x80 N° 14 40 10 25 Frontal Clamping EE | ﬂ o 16x50 N° 61 12.399 10 20
£3x90 N° 15 40 25 Surface 15° -3
gxgg E 1? ;-;ig lg :228 12 10X50MBX05  N° 62 7.209 10 20 15
X % 5 o
ode N8 78 10 2 15 mis e GRS e R T [ 7 15
L 12x45 N° 19 8999 10 20 15 Cylindrical e ' 5 :
L ] Wit Thread === o 16x80M10X1 N’ 65  12.399 10 20 15
o ) -50x1.78 HEROE = S 10 20 15 i i 25x100M16x1.5  N° 66  19.509 10 25
L. 25 ihad Lol | s i 2l o 36x120M24x1.5  N° 67 30,609 10 25
#E4DIN18358 ¥ 18x48 N° 21 14.399 10 20 15 pr— 10xB8 MEX0.5 N 68 6749 10 20
DING535HB 75x2.03" N° 99  14.899 10 20 15 _ D M 1690 M10x1 N° B9 10799 10 20 15
Weldon DIN18358 . 20%50 Ne 22 15.809 10 20 15 VDI Design T T 165 ug
DING535HB 25x56 N° 23 19.509 10 25 A5 NG T4 30,609 10 o5
| . | 4 1.00x2.28" N° 100 19.509 10 25 L A
i 1.25%2.28" N° 101 25609 10 25 Pl R Y 25x70 N° 72 19.509 10 25
32460 N° 24 25600 10 25 Ceﬁg‘(‘g?gﬁ'”g o e == e )
A0x70 N° 25 32609 10 95 9 g 32x70 N° 73 25609 10 25
50%80 N 26 40 10 25 e s 50x1.50" N° 74 8.599 10 20 15
E{fx% NC £f 40 10 25 Cemrz';l Clamping T 16)(70! Nt 75 12.099 10 20 15
x36 N° 28 2749 10 20 Tapered 1 75x2.75" N° 76 14.099 10 20
8x36 N° 29 3.249 10 20 } 20x70 N° 77 16,099 10 20 15
10x40 N* 30  7.299 10 20 15 50%1.50" N° 78  9.699 10 20
== L 12x45 NT 31 8.999 10 20 15 75x2. 75" N° 79  14.899 10 20
DIN1835E — 16x48 N° 32 12.399 10 20 15 R 1.00x2.75" N° 80 19.509 10 o5
Whistle Notch e D 18x48 NER32 14.399 10 20 16 EE%&EZ.’ J 1.00x3.94" N° 81 19.509 10 25
DIN1835E ﬁ’:{ ¥ 20x50 N° 34 15.899 10 20 15 Froneel Glamping g —-—-0o 125x2.75" N 82 25609 10 2
25x56 N° 35 19.509 10 25 1 1.25x3.94” N° 83 25609 10 25
32x60 N° 36 25609 10 25 1.50x2.75" N° 84 32,609 10 25
40x70 N° 37 32,609 10 25 1.50%3.94" N° 85 32609 10 25
6x36 N° 38 2.749 10 20 15 16x112 Tr16x1.5 N° 86  13.599 10 20
- ; 8x36 N’ 39 3249 10 20 15 T:fgéﬁfga‘ Tt[‘ - i 20x126 Tr20x2  N° 87 17.099 10 20
SRl vind -, 10x40 N° 40 7.299 10 20 15 Thread * i 28126 Tr28x2  N° 88 25599 10 25
whstenoen TR il ﬁ 12x45 N° 41 8.999 10 20 15 36x162Tr36x2  N° 89 32599 10 25
DING535HE ] 16x48 N> 42 12.399 10 20 15 Eégﬁ 16x40 N° 90 12.399 10 20
18x48 N° 43 14.399 10 20 15 Spraymist Driver D 25x50 N° 91 19.509 10 25
20x50 N° 44 15.899 10 20 15 i 35x60 N° 92 26.599 10 25
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Typical Gundrill Applications Gun Drill Troubleshooting Guide
FZFR Name WEERIA Application of gun dril g _%G E;'J E 8 g
K - '
HREs OEAREMBOTE. EAERINITREESISEHATHIS. BIHRESES|SBE0EE, 5 |=|8 2 g B
User Guide BIFRERMETLIR, st e 5 . : "
B—HMEEMESH (B2) , ZSNTPORDNTE, —BEkTRRNLTL, BHESENS 3 g ; =
= E % a

[, SEARFHFLIISERE, HHMFLIRMEI.
The gundrillis not a self-centering tool. Therefore an external means must be used to guide it to the point of entry into the workpiece. Itis

recommended that the machine tool be equipped with a means for guiding the gundrill, preferably during the entire drilling process.

An alternative method is a pre—driled guide hole (figure 2), which is common for machining centers. Once the drill has been fully 7
Poor clamping EFR

engaged into this hole, it continues to be self-guided. The guide pads contribute to the high degree of calibration and provide burnishing of

the drilled hole. Insufficient coolant flow SN FETE = + +
Low coolant pressure SHIEEDIE +
Incorrent coolant type I&$#IiEZEEIAIE + 0+ o+ + o+ o+ o+
£ Figure 1 11 Figure 2 E2 izji hf:uit:atiorfs‘ ﬁ*fzﬂ 4 o | e e
gh feed LTS + + + + + + 4+ e e + +
himpy Tool low feed i#HEHTE * il
Main Drilling . sy (o [ [0 Spindle speed too high RIS + o+ o+ o+ 4+ o+ o+ +
Methods NN - Spindle speed oo low EHFEEIE + o+ + o+
Material structure ##44 * ik sl et s i il Kt
Guide Barrel St Pre-Drilled Gide Hole Fri=, Material shrinking due to heat #1352 #uitE e + - o+ + +
Workpiece thin wall section T{#EEEEiE + +
Misalignment X1/ + + + + o+ + + + +
Undersized hole Ri\d97, o & il |k T [ +
Figure 3 [E[3 Figure 4 [E4 Rough cutting edge finish Y0BTSR + + + 4+ + + 4+ o+
HEB#N Built up edge #2304 + + o T £
SELEETh / Worn out edge iDL + + o+ + 4+ + 4 b+
e fessin Interrupted chip flow HETE 7t 4 + & + + i + 5 +
BooianlEiaw Tool small flute clearance [MABEFR ) + as & il L E S| |
/ ‘:' L U Incorrect drill profile £5FLEIEA~EH + S e e Pl [ e ey chl B 4%
Incorrect head angles kEFRIEIER + o+ o+ 4+ o+ o+ + o+ + + + + o+ o+
Boring with chip evacuation and coolant Drilling of solid material with chip evacuation and Vibrations #=zf e e | e + i ek s || 6
flowing opposite the boring direction coolant flow opposite the drilling direction Oversized bushing BA¥IE R I i e =
HEBHIS A S FL A T E R AVEEFL BT, HEBRSARIRE S A aiER A gap between bushing and workpiece HES T2 oI 2 I O = 2 =
—y r——— Bushing undersize #HERYIZ/N + + + + T an | s 3
Loss of coolant pressure &1 /E13R%k + + + + + + + + +
/ / High coolant pressure SilEEDS + +
o S ) Overheating coolant 1&g #4 + - + + o+ o+ o+ o+
Insufficent coolant 2#ENEARZE + £ + s | e i +
Head inside angle excessive wear kSIRMBITERER + o+ + 4 | o5
Head outside angle excessive wear kER7RID EEEIR Av| w5 | aE + + + +
——— — — — Too short carbide head BRES®XIE it | S| el S s P [ el e | s s
?g;igg%g%?;?ﬁ?n e gﬁ?ygvv:é:a?is:lag:g (tgz)liant flow in the boring direction Tooheal drag THia/ AN % | © i w [l | e ag | Ei
FKASRIERIBISHIR AL AR TIAL Worn supporting pads SZEEER + + + + + 4+ + + +
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Yuanchang Deep Hole Drilling rubber Sleeve - Self-developed mold customization

& FEERiEITT Product Introduction

TERILE R AR RSB EFEE~, SIEMmR. FEME. figTe. AR ELEREEREER, BRSHRILE
IITAFRENGERE, ZME50mm. 40mm. 30mm. 25mm. 20mm. 15mm. 8mm,REM2.0-44.0mm EEBEANENET,
WERE, JIUETE, MiZERTIEA—IEk.

Yuanchang deep hole drillis produced and manufactured by using higher quality rubber. Itis easy to use and wear—resistant, with complete specifications. Itis a
special fixed drag reducing function for deep hole drill bit. It is the rubber sleeve of all kinds of deep hole driling machine tools. Its outer diameter is 50mm 40mm,

30mm, 25mm, 20mm, 15mm, 8mm, and its inner diameter is from 2.0 to 25.0mm, or even larger, as shown in the figure. Sufficient supply, complete
specffications, widely used in different specifications of drill bit.

4 &

5142 Outer diameter FMESMMIEE

Outer diameter of rubber
Bt At { sleeve: 8mm
30mm. 25mm.
20mm. 15mm. M#22.0-4.9mm

Inner diameter range:
il 2.0-4.9mm

YME15MMERE
Outer diameter of rubber
sleeve: 15mm

FME20mmERE
Quter diameter of
rubber sleeve: 20mm

M124.9-10.6mm
Inner diameter range:

A1210.6-12.30mm
Inner diameter range:

4.9-10.6mm 10.6—-12.3mm
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rubber sleeve: 40mm rubber sleeve: 50mm
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Inner diameter range:
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Inner diameter range:
3-44mm
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Guide Sleeve For Yuanchang Deep Hole Drilling

& FEEAfETT Product Introduction
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Yuanchang deep hole drilling guide sleeves are independently produced and processed. They are made through multiple processes such as lathe processing,
wire cutting, heat treatment, and inner and outer cylindrical centerless grinding. They feature high precision and durability. The deep hole drilling guide sleeve is
installed between the position of the workpiece to be clamped and the clamped drill bit as a clamping guide sleeve support, which is used to support and guide the

direction of the drill bit.
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The material used is bearing steel. Bearing
steel is characterized by high and uniform
hardness and wear resistance, as well as a

high elastic limit.
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Our company has been supplying guide

sleeves for a long time, with specifications
ranging from 2.0 to 60.0. We have an

abundant supply and can purchase them

in sets or in bulk!
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Supporting Equipment

PEI#E Cutting oil EJIHI3E re-sharping machine&fixture
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The professional formula is the cutting oil developed for deep hole drilling, which

effectively improves the processing finish and precision, and is a necessary condition for Gun drills re—sharp must use grinding fixtures,not only by hand,it was

improving the long—term stability of processing deep holes. proved to prolong gun drills life by the right re—sharping.
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18E5EE7J41 Gun drill sharpener
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) o ) ) ) o 1 Pic 1 is the application of prolong driling depth,after gun drill reach its drilling length capacity.
This machine is suitable for grinding gun drills. The smallest drill bit canbe  1mm. The o _ . ) )
il ; . S - £ 5 (2 Pic 2 was developed for Yuanchang small size drills,the supporting pin shorten the length of drill tubes,resulted in higher oil pressure,and chips
standardized cutting edge ensures the stability of gun drill processing. The machine is
9 &dd tyofg E 9 removal smooth.The application increase drilling rigidity,resulted in high drilling efficiency.Yuanchang stocks some small size gun drills and

nt fi n nt.
unique in design, easy to operate, and convenient for modern management supporting pins, i all can appliy on hard materials like 48-52 HRC.
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$XBFREMHN Scraping oil machine
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It adopts powerful motor and stable body design, which greatly reduces the cutting oil

I l

carried away by iron filings, enables the cutting oil to be recycled, reduces cutting oil loss,

saves costs, and improves energy and environmental protection.
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