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T MBI ZRE, BRAXMSR, MERKRNE, BREERREHEAKEN BT,

Dezhou Drilistar Cutting Tool Co., Ltd is a manufacturer of gun drills, located in Dezhou, Shandong which is a base
city for deep hole drilling. Our brand is “Drillstar”. We can produce many sizes of gun drills as well as non standard
gun drills according to clients’ special requirements.

We focus on gun drill production business. We have special deep hole drilling tool machines. Our gun drill carbide
tip (brand ESTECH) is sourced from Switzerland, which guarantees the guality of the tool. ESTECH was founded
in 1941, is a partner of Botek.

Qur company invites famous cutting tool professors in this industry to instruct the research and development. With
many years development, we have our own technique process, and registered our own brand. Nowadays,our products
are sold well in domestic market and overseas,and are highly praised by our customers.

As a good private owned company, we have innovative, capable and flexible structure, and complete and scientific
quality control system. Our gun drills are high hardness, good rigidity, high accuracy, long lasting, and good cost
performance.

Continuous improvement of the process, solid progress to produce the gun drills, creating a national brand, and to
pursue the excellence is our eternal goal.

4+8)32:% Company Philosophy
Bl MHESHEES Quality: Quality is the starting point of value and dignity.
BR%: MAEMEAGSREM Service: Service is the life and soul of the brand.




S5 it

ST A U

iRt iR IE

Brazed gun drill structure
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HTREMRHEMNERTS, RAEBSHNENASSORIEERATH TERNTEH A SEMER, TRl
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Bipghm SR Bine Tl TEMMESE, 157 SHBR0FEAL S H R 1 F BRI LIS S E W hEh
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As a key part to the gun drill, Drill Edge guarantees cutting and self-guidance by its specifically scientific combination
structure to drill a highly precise hole by one-time penetration. Drill edge has two basic parameters. On the basis of
the parameters, the best combination can be selected according to workpiece material and form for better balance
between cutting force and chip breaking and transferring cutting force to support shoulder with the aim of good
straightness and coaxiality. Drill tip can make drill body rotates freely without friction against internal hole wall.
According to different requirements, the edge has single circular hole, kidney-shaped hole and double-circular holes
with channels connected to oil passage of the tool blade so that high-pressure coolant travels through the passage
fo the cutting point and removes chips.

Shank is made of special aviation alloy steel through heat treatment. The blade has a 115-165°V-shot where high
-pressure cutting fluid passes through driven handle and oil hole to be drained away with chips. To guarantee cutting
straightness and coaxiality, the blade shall be strong enough to provide the torque needed by cutting under small twist
deformation; meanwhile, it shall be tough to absorb vibration resulted from high-speed blade rotation.

Driven Handle transfers torque between machine tool and drill bit; high-rotation precision between Drillstar drill handle
and stem avoids extra vibration to improve precision and reliability. Drillstar gun drill is fabricated entirely in accordance
with standardized machining. Its neck with the blade has a smooth arc slot to remove stress for avoiding damage due
to stress concentration.
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HEFETEMRESEOSEREN, SHANMEHARE.
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Standard circumferential types

The circumferential shapes developed by Drillstar are specially tailored to the respective application.

ZRBEAMSEEENX, ERTFRBSHET0MIE
B REAXMSMEARERAE, RARETTIR,
EFERR S 6 SERGNE R0, BTk
TE4SREEIB0RE 2 AITEHL

Standard form suitable for most of materials and drilling
jobs. With this shape the tool diameter can no longer be
measured after manufacture. This standard starting
point of the guide pad is 60 but can range from 45°
to 80°.

EMBEAREASHATHEESMNMIMNR, MHTX
L, SEREE. SARARRGES. ERS0ER
B KHEERAXHFEZHEN.

This form is for awkward approaches to drilling work
or cross drilling, machining of soft materials and poor
performance of cooling lubricant. Often used on the
long drill head.

EMREAEEAERTHIGAENERAREARSE
RMFLMT, EEMEXT, BSSaEHKOE, @
HEOEAUEFHASEE,

This Form is the preferred choice for narrow tolerances
in terms of the bore diameter and finish. Some of the
guide pads are convex ground. The spherical grinding
heel can protrude over the guide pads.

EMGmEEASHMTHRAY, Nk, BEF,
AHEBEBEHTFABLAEERFRENHTL.

This form is almost exclusively used for soft materials,
such as grey cast iron, graphite etc, especially in
conjunction with narrow bore tolerances.
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Brazed single flute gun drill grinding angles

1. 13 = 5.00mmir) #7140 HEA0AR i I fa BE 2. F1#25.00mm—20.00mm 71 85 AR 6 BRI fa
Diameter=5.00mm Diameter 5.00~20.00mm
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3.H1% =20.00mmE T E5RIARE RS R AE
Diameterz20.00mm

e SR —ESBRAMTHENARNIHENER, TuteSnERENELEE,
PS: We can adjust the angles according to the material being drilled and accuracy requirements.

ERE RGBT ERER:

1. BRI A EREREIEN. MY NAEEEREABEREN, RERTER.

2, BHIFESRHNBAMEA, URERESHLERTEL, ERXAREH.

3. BHIMEHZEAAEEEE TR, URESTFRDEHTIRRE,

4. S DEEHIRAS , BF TED DS BT 5% S Es 2 BaiEAHEE.

5. REFBEEAMNERFME DHTER, WIhAEabef LA, MEFHMINEE.

6. NEHHERESEHATEMNHEMSEEE, BREHFRREIER.

F, BOTURERENTAERES. “AERERFTRETIASAERRERENRENSSREREN—
MIE, RENTIENRETANEEFIeSNERARR.

Attentions for Edge Grinding of carbide Gun Drill:

1. Gun drill shall be compulsorily ground regularly. In other words, regrinding shall be conducted in case back wear
extent of the cutter reaches the indicated size.

2. The feed amount each time for grinding shall not be excessive, which may cause the carbide drill bit cracking and
breaking, leading to personal injury.

3. The stressing direction of the bit in grinding shall be toward the cutter shim to prevent cutter damage resulted from
drill stem shaking.

4. After the five cutting edges of the bit are ground, the corner angle between the back cutting edge of the bit and the
bit guide shall be rounded with grinding wheel manually.

5, Gun drill shall be reground on special-purpose diamond grinding wheel; double-function grinding wheel can realize
both coarse and precise grinding functions.

6. The dust generated when grinding the carbide part of the gun drill is hazardous to human body, therefore, the
operator shall wear protection glasses and face shield.

We also can provide re-brazing service, make the gun drill used as new.
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$h1#3 Clamping sleeves

BT WiEERPNRESTRN, HETRREFERENSHEN (REFPNERIEY) .
In addition to manufacturing below standard clamping sleeves, Drillstar also customizes clamping to your special
requirements (from a diagram or sample).

: -
©10%40 e 24.3 7.100-9.999 DROO1
B16X45 65 31 11.400-14.949 DRDO2
016X50 s2 | 75 [ 475 11.400-14949] _DR003
B10X40 f: - 40 46 | 24.3 1.900-7.099 DROD4
D16X45 | s ¥ 45 53 31 1.900-12.099 DROOS
©16X50 #a S0 | 58 | 47.5 1.900-12.099 DRO06
@25X70 : 70 78 34 1.900-19.799 DROO7
@16X50 E}l 50 58 | 47.5 1.900-8.699 DROOS
925%70 = | 72 |105] 34 19.800-24.799|  DROD9
012.7X38.1 ﬁ] 38.1 25.4 1.900-8.299 DRO10
019.05X69.8 69.8 44.4 1.900-14.949 DRO11
> it :
@12.7%38.1 —ik 38.1| 58 | 25.4 8.300-12.499 DRO12
lz’]'
219.05X69.8 69.8 | 100 | 44.4 14.95-18.799 DRO13
L N = = T 1 - n
|925.4%69.8 P 69.8 57.1 1.900-19.799 DRO14
=
@31,75X69.8 'I 69.8 57.1 1.900-25.999 DRO15
?38.1X60.8 69.8 57.1 1.900-32.999 DRO16
> 1> ]
AL
©25.4X69.8 x 69.8 | 105 | 57.1 19.8-24.799 DRO17
ol e
§31,75%69.8 ’I 69.8 | 100 | 57.1 26.0-30.999 DRO18
_@38.1)(69.8 v _59.8 100 _57.1 33.0-40.0 DRO19
©10X68 68 35 | M6X0.5 | 1.9-6.799 DR020
B16X90 ; a0 37 | miox1 | 1.9-12.099 DRO21
P25%112 VDI 3208 112 45 | M16X1.5 | 1.9-19.799 DR022
F R | 1 %) i 1T 1 ]
D10X68 68 | 81 | 35 | M6X0.5 | 6.8-9.999 DR023
@16X90 90 110 37 M10X1 11.4-14.949 DRO24
?25%112 VDI 3208 112 | 142 | 45 | M16X1.5| 19.8-24.799 DRO25
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Gun drilling machine cooling lubricant and flow chart
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Problem analysis and problem solving

BEXRIRMERESZSYH

The parameters of the commonly used single blade gun drills
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B Problem

F@#E Reasons

FlisRERE 1 IR, #kEE, FEERIETE Workpiece not positioned or fixed well.
Hole degree of deviation | 245ERIETRSER, HESHLZEEMEL
is very bad. Drill guide is not suitable, big space between the drill guide and gun drill
IEFFEFHSSEMEE No good support for the gun drill shank.
4 THa06EH (MTHEEETX ) e (InMEFYS ) BE
Workpiece structure is not good, such as workpiece wall thickness is too big, and
material issue such as not even.
ks 1. B, BB AR TR Main spindle rotating speed, feeding rate is too slow.

Hole roughness too bad

2UHIRERTY; Eh, RER. RETS

Cutting oil is not suitable; Pressure is low, flow is low, oil temperature is too high.
3.404lmIEEZRE Culting oil filtering result is not good.

4. 71RFEEHR Cutting tool is over worn.

SHURES, THEETERE Machine vibrating; workpiece is not fixing steadlily.

FLizidx
Hole diameter is larger.

1THERESEER, THEM, REFER, REERBIE

Drill guide is not used well, workpiece positioning and holding are not correct.
245E 545k > EkiTk Big space between the drill guide and gun drill.
345K EHMETIEE Drill tool tip grinding angle is not correct.

L 185E 545 > AiEEE Big space between the drill guide and gun drill.
Trumpet hole 2.2mEPHRAIETE Dril guide rigidity is not enough.
TR FGEAT 1R, #SEET AR, HEANIaARERESMATIES Y
Gun drill life is short or Main spindle rotating speed & feeding rate is too low or too high. Have to choose
tip is chipping. suitable parameters.
285 FHIMETERE Drill tool tip grinding angle is not correct.
eSS HIFIEE  Gun drill type is not correct.
ANERERAY; Eh. RRIE, BMEFHEN, hiBESRET
Cutting oil is not suitable;Pressure is low, flow is low, oil temperature control is not good
HEMB A0t B S HE R 1.904lEES . #B{E Cutting oil pressure and flow is too low.

Chip removal is not good,
or not continuous

2T MM (RS ) SFEEE, N
Workpiece chip removal is difficult, we should grind a chip breaker groove.
3BTk, EHEER/D Feeding rate is too big, spindle rotating is too smail.

—B—

Ak L

HEEE D S&KA AR LA nE TIFFE D Commonly

Gun drill Carbide Regrindable Tolerance | Shank used max
diameter length carbide length (mm) (mm) length
(mm) (mm) (mm) (mm)
3.02 24.23 21 +1 2.75 1000
4.02 26.25 23 #1 3.8 1200
5.02 28.64 25 +1 4,75 1400
6.02 34 30 - 5.75 1600
7.02 34 30 +1 6.7 1600
8.02 38 33 &1 7.7 1800
9.02 38 33 1. 8.7 2200
10.02 37.8 34 +1 9.65 2200
11.02 37.8 34 +1 10.65 2200
e e 37.8 32 +1 11.1 2200
12.02 37.8 33 £1 11.6 2200
12.52 37.8 33 +1 12.1 2200
13.02 37.8 32 +1 12.5 2200
14.02 42.5 36 = 13.5 2200
15.02 48.6 38 +2 14.5 2200
16.02 48.6 38 +2 15.4 2200
17.02 47.8 36 &2 16.4 2200
18.02 47.8 34 +2 17.4 2200
19.02 47.8 34 +2 18.2 2200
20.02 47.8 33 +2 19.1 3500
21.02 56.5 44 +3 20.1 3500
22.02 58.8 45 %3 21.1 3500
23.02 58.8 45 23 22.1 3500
24.02 60 45 £3 23.1 3500
25.02 61.8 45 +3 24.1 3500
26.02 62.6 45 +3 25.1 3500
27.02 62.4 45 +3 26.1 3500
28.02 63.3 45 +3 27.1 3500
29.02 64 45 +3 28.1 3500
30.02 65 45 +3 29.1 3500

—g—



HENRABFEMEAABNARESRARLASET, BETPNEAREK HENANEFEHERARNAREFRARLARES, BEEFPHE2WR,

HAMETHISSABELANMBEAR, e — AR AR A TNHEAR,

We provide large quantity of common sizes stock and half finished stock, - We provide large guantity of common sizes stock and half finished stock,

to meet the clients' special requirement. Please consult our sales people for the details. to meet the clients' special requirement. Please consult our sales people for the details.

B4 (unit) : mm o R E LA ®Means stack B4 (unit) ; mm SRR R @Means stock
D mw-| 800 900 970 1000 | 1200 | 1400 | 1650 | 1860 | 2000 b L] 800 900 970 1000 | 1200 | 1400 | 1650 | 1860 | 2000

3.02 @ L] 16. 52 L] L] [ ]
3,178 L] [ ] 17. 02 L] ® ®
3.52 [ ] @ 17.52 L] L] L]
3.968 L] ® ® 18. 02 L] L] L]
4.02 [ ] L] L 18. 52 L] L] L]
4. 52 L] [ ] ® 19.02 L] [ ) [ )
4,762 ® L] [ ] 19. 05 L] L] L]
5.02 L] ° L] 19.52 L] [ ) [ )
5.52 ® ® L] 20. 02 L] ® L]
5. 556 20. 52 [ ] L] L]
6. 02 ® ® L] ® L] [ ] [ ] 21.02 L] L] L]
6.35 L] L] L] L] 21.52 [ ] ® ®
6.52 L] L] o @ 22.02 L] [ [ ]
7.02 L] L] L] [ ] 22,52 [ ] ® L]
7.52 ® L] [ ] [ ] 23.02 L] [ [ ]
7.937 L] L] L] L] 23. 52 L] L] ®
8.02 L L] [ ] L] [ ] L] L] 24.02 L] [ ] L]
8.52 ® ® ® e 25.02 [ ] ® L]
9.02 ® [ ] [ ] [ ] 26. 42 L] L] L]
8.52 ® e ® ® 27.02 L] L] L]
9. 525 L] L] [ ] [ ] 28. 02 L] [ ] [ ]
10.02 L] L] e ® L] ® ® 29.02 L] L] L]
10.318 30. 02 L] ® [ ]
10.52 L] [ ] ® 31.02 [ ] ® ®
11.02 e [ ] [ ] 32.02 ® L] L]
11.112 ® [ ) [ ) 33.02 [ ] L] L]
11.52 [ ] [ ] [ ] 34, 02 ® ® ®
12.02 o ® ® 35. 02 [ ] ® L]
12.52 L] ® e [ [ ® o 36. 02 L L] [ ]
12.72 L] ® ® a7. 02 L] ® ®
13.02 @ L [ 38.02 ® ® ®
13.52 o ® o 39.02 [ ] L] L]
14.02 o [ o [ o L] 40. 02 L] [ L]
14,52 ® L] L] 41.02 L] L] L]
15, 02 [ ] [ ] [ ] L] L] 42.02 o L] [ ]
15.52 ® ® ® 43.02 L] [ e
15. 875 [ ] [ ] [ ] 44, 02
16. 02 L] L] ® ® L] 45. 02
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SINGLE FLUTE SOLID CARBIDE GUN DRILL
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BIERS SR TI8H

SINGLE FLUTE SOLID CARBIDE GUN DRILL

i EE
Gun Drill

T steal driver SE ¥ solid carbide shank 71 solid carbide tip

HEnTFREles, BEaERASREEEENRMAINIERERE, SURRAERSSEFNS, SHODFHNEMIHBETNE
SRR, FEREEREA, EREUSEEFNEERE Mg, BETRBaEmmERERS SIS M ER0.9mm
1 2mm, BHIR305mm ( RIEERAE ) .

Solid Carbide drills are manufactured as a single piece of carbide, without braze joint at the head and tube. Solid carbide drills
have strong rigid result in stable and efficiency hole drilling. Zuanxing solid carbide gun drills start from 0.9mm to 12mm, The

affective length and 305 mm (according to the actual specification).

N .
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SINGLE FLUTE SOLID CARBIDE GUN DRILL

Bx50

1055

10x100

10%110

10x115

10x55

10x70

10x130

10x130

10x130

16x105

16x%130

presen

34
[*]
L1 | a8
i
3%
40
50
80
| 2
! . | [
o
85
- 12 £
| L | |
fe—— o
40
r—_l-l—.
“__.—b | 55
115
—
= |
S A
A\ § ] |
L —— 79
2 S0

=l 115

46

50

50

55

65

100

110

115

55

70

130

130

130

105

130

R AR L R RN R e, '
-all kinds of shank drivers to meet various requirements

0.8-5

0.9-7

0.8-7

0.9-7

0.8-7

0.9-7

0.9-7

0.9-6

0.9-6

0.9-6

0.9-6

0.9-6

0.9-6

0.9-6

MBX0.5

MEX0.5

MEBX0.5

M10X1.0

M10X1.0

M10X1.0

M10X1.0

DRS002

DR3003

DR5004

DRS0O0S

DRS006

DRS007

DRS00

DRS009

DRSO10

DRSO

DR3D12

DRSO13

DRSO14

DRSO1S

DRS04

BERERSSETIOH

' SINGLE FLUTE SOLID CARBIDE GUN DRILL

0.92
1.02
1.12
1.22
1.32
1.42
1.52
1.62
1.72
1.82
1.92
2.02
212
2.32
2.42
2.52
2.62
2.72
2.82
2.92
3.02
3.12
3.22
3.32
3.42
3.52
3.62
3.72
3.82
3.92
4.02
452
5.02
5.52
6.02
6.652
7.02
7.52
8.02
8.62
9.02
9.62
10.02
10.52
11.02
11.52
12.02

TFHRR  Regular inventory specifications

140 150 160 180 200 250

L] L] L
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L] L] L L
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L L L] ®

LS R R IR S AT LA A
Stock drills can ba defivered in 24 hours
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TECHNICAL SUPPORT

4&$aa alloyed pe3 b struches steed
=]
VHEA  temperedsieel EERESEE hoveamon owaloy Z:ﬁﬁi (316)
TEH oses EIEE meichining stee! R R
g ER i slaintass slesl(316}
(>900N/mar) REEH  cose-harterad e and refated
material TEH oo ctesl
( <900N/m’)
SHHIR sas) prossssatie
SR E = = =
SRE 65-85 75-105 35-70
A ERmm BHEER mm/
dia feed mmirey
A E R HEAER AR
feed mmirev fead mmirev feed mmirev
0.5-1.0 0.0010 ~ 0.0020 0.0010~0.0030 0.0015 ~ 0.0020
14-1.2 0.0015 - 0.0025 0.0010-0.0035 0.0016 - 0.0025
1213 0.0015 ~ 0.0030 0.0015~0.0040 0.0020 ~ 0.0030
1.3-1.4 €.0020 ~ 0.0040 €.0020 - 0.0040 0.0025 - 0.0030
1.4-1.5 0.0020 ~ 0.0040 0.0020~0.0050 0.0025 ~ 0.0035
1.6-1.6 0.0025 ~ 0.0050 0.0020~ 0.0055 0.0025 ~ 0.0035
16-1.7 0.0025 ~ 0.0055 0.0020 - 0.0070 0.0025 ~ 0.0040
1.7-1.8 0.0030 ~ 0.0060 0.0030~0.0075 0.0030 ~ 0.0050
1.8-1.9 0.0035 ~ 0.0075 €.0030~0.0095 0.0040 — 0.0065
1.8-2.5 0.0035 ~ 0.0085 0.0040~0.0150 0.0050 ~ 0.0075
2.5-3.0 €.0040 - 0.0100 0.0050-0.0180 0.0060 - 0.0085
3.0-35 0.0050 - 0.0150 0.0080 - 0.0200 00080 - 0.0140
3.5-4.0 0.0070 ~ 0.0150 0.0090 ~0.0250 0.0100 ~ 0.0150
4.0-45 0.0080 - 0.0200 0.0150 - 0.0250 0.0100 - 0.0200
4.5-5.0 0.0100 ~ 0.0250 0.0150~0.0300 0.0150 ~ 0.0250
50-6.0 0.0150 ~ 0.0250 0.0150~0.0400 0.0150 ~ 0.0250
6.0-8.0 0.0150 ~ 0.0350 0.0200~0.0500 0.0200 ~ 0.0300
8.0-12.0 00180 ~ 0.0400 00200~ 0.0550 0.0200 ~ 0.0350
m RN, DRERSTETAREL,
. =5 &5 3 guide, the setting based or icant, matenal, gl

FARTR

TECHNICAL SUPPORT

BAERASRINBERENT S

solid carbide gun drills cutting parameters

2R SR e

matarial

R
Linear velocity

HEHEEMM
dia

0.9-1.0
1.1-1.2
1.2-1.3
1314
1.4=1.5
1.5-1.8
1.6-1.7
1.7-18
1.8-19
1.9-25
2.5-3.0
30-35
3.5-4.0
4.0-4.5
4.5-5.0
5.0-6.0
6.0-8.0

B.0-12.0

ek

castiron

mnﬁ.ﬁ grey castiron

(<300N/mnt)
BHEHH
(<400N/mnt)
B

B

ductile cast iron

general steel
casting

65-95

AR

feed mmirev

0.0015~0.0025
0.0020-0.0030
0.0025~0.0035
0.0030-0.0040
0.0040 ~0.0050
0.0050 ~0.0060
0.0050-0.0070
0.0065~0.0095
0.0070-0.0150
0.0100~0.0250
0.0150-0.0350
0.0150-0.0400
0.0180~0.0500
0.0200 - 0.0850
0.0250 ~ 0.0650
0.0250-0.0750
0.0300~0.1000

0.0350 ~0.1500

T EsRiniaEEE. SEhE. TR RSFRTaREL.

Ll SR,

18 + 8

abuminium + cast alumnium

85-165

MR mmfE
feed mmirev

HRE
feed mm/rev

0.0020~0.0025
0.0020~0.0025
0.0025~0.0030
0.0025-0.0035
0.0025~0.0045
0.003 ~0.0055

0.0035-0.0065
0.0040~0,0085
0.0050-0,0100
0.0050~0,0200
0.0060-0.0350
0.0080 - 0,0550
0.0100~0,0750
0.0150~0.0850
0.0150~0,1500
0.0150-0.1550
0.0200~0.2000

0.0200~0.2000

Epring stest
fitanium alioy
igh-terng steed
cast steal

30-70

HEENY

feed mmirev

00011 ~ 0.0025

00015 —

0.0030

0.0020 ~ 0.0035

L0025 —

0.0040

0.0025 ~ 0.0040

0.0030 ~

0.0040

(0.0030 - 0.0045

0.0035 ~
2.0040 ~
L0050 ~
0.0060 -
0.0080 -
0.0090 ~
0100 -

0.0100 ~

00150

0.0150 ~

0.0180 ~

0.0055

(L0065

0.0075

0.0095

0.0100

0.0155

0.0150

0.0180

- 0.0250

0.0300

0.0350

Parameters above are average valles as 8 guide, the setting based on toal length, cooling lubricant, matenal, machine stehility, workplecs clamping e,

S S
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INDEXABLE GUNDRILLS

B
guiding pad

B
"(_E s
8 o

SRTEE
guiding pad

DarEE
inserts

ENRLSESHEART, S, ERTNERSEFRAEKLMNNTNS, BENTHBAESELAL, HELHE
ENSE, MOTNFEEEERASHELSNSHERIETRRN, —BEEL, B, SHASSIARNENRER.

compare with brazed gundrills, indexable gundrills have good performance at chips remaval, high feed rate, and easy
to change inserts. but the indexable type gundrills have lower accurate, poor performance at cross holes, it also
require machines with more stability, normally Indexable gundrilis use on blind holes, tube sheet, shaft holes ete, no
maore aceuracy requiremant processing.

12 T RIE £

INDEXABLE GUNDRILLS

| anursmenTten

Indexable gun drills cutting parameters

Tttt
Material

#108 <700/mm
construction steel

FEEBELE <700/mm
casae hardened steel

FEEELE <1100/mm
case hardenad stee|

e AbEE <700/mm
heat traated steal

HOLEE < 1100/mm
heat freated steel

HAE® <1100/mm
Nitriding steel

BB <000/mm

Farritic steal

i3
Austenitic steel

W

Heat resisting steal
IR#

Tool steel

WME <700/mm
Steal castings

HEH% <T00/mm
Modular castiran

W SREss
Castiron alloyed and

‘unalloyed

k)
Aluminiuum

i)
Copper
Cu-contant <93%

HiEE
cutting speed

Ve mimin

B0-100

80-100

T0-80

T0-80

55-78

55-75

B0-B0

BO-80

50-70

B0-80

B5-80

T0-100

100-200

120-300

M T SMMRETUFRENE, G, DRRERF TR,
LLE SRR o 5
Parameters above are aversge values as a guide, the setting based on tool kangth, cooling lubrcant, material, machine stability, workplece camping ste,

TSESHEE drill bit dia / § %5 feed rate mm/rev

$12.00-22.00mm

0.055-0.100

0.055-0.100

0.070-0.100

0.070-0.100

0.070-0.100

0.070-0.080

0.070-0.100

0.070-0.080

0.070-0.080

0.070-0.100

0.080-0.120

0.090-0,120

0.080-0,110

0.050-0.090

— B -

$22.50-26.00mm

0.080-0.110

0.080-0.110

0.080-0.110

0.080-0.110

0.080-0.110

0.080-0.100

0.080-0.110

0.080-0.100

0.080-0,100

0.080-0,100

0.100-0.130

0.100-0.130

0.080-0,120

0.060-0.100

$26,50-35.00mm

0.100-0.140

0.100-0.140

0.100-0.130

0.100-0.140

0.100-0.130

0.0890-0.120

0.100-0.140

0.100-0.120

0.100-0.120

0.100-0.140

0.120-0.150

0,120-0.150

0.100-0.140

0.080-0.120



Worldwide Business

be your partner and consultant in China.

Should you have any needs, please don't hesitate to contact us.

RISSE HeEER 4L
Gun Drilling Machine Gun Drill Grinder

pE . FRE

Ol Spray Pump Kit Dwill Guide

BTA #3 R TR
BTA Drill Head Floating Reamer Holder
2[H CRATEX 4 wraen
USA CRATEX Abrasive Chamber Reamer

—20— —21—

HELBE
Drillstar Worldwide

As an exporter with rich trading experience, we also can help our clients on purchase of other products. Just take the
following as example,gun drill accessories, gun drilling machine, gun drilling oil, gun drill grinders, oil spray pump,
BTA drill head, chamber reamer, floating reamer holder, button, honing tool, abrasive tools, steel etc. We can do
transitional business as well, buying from other countries, transit in China, then send them to you. All in all, we can

E[E CRATEX ®%

USA CRATEX Abrasive

N

Button



