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I BRAZED BTA

Brazed BTA drill bit is 12.20-28.70 mm in diameter and discharges chips internally by single pipe (STS system). Usually the BTA
drill bit is connected to the tool body by a threaded lock, and the cutting fluid is supplied from the hole and between the drill
tube. Liquid fluid under high pressure carries the chips out of the tool body. Because the iron chips discharged from the inner
channel do not need to discharge the chips from the outer groove. As a result, both processing efficiency and processing quality

are improved.
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BRAZED BTA I

Allocation Table of Brazed BTA
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Specification di1 d2 Stock
©12.20~913.60 11 9.6
©14.20~915.50 13 11.6
915.60~916.70 14 12.6
¢16.28 14 12.6 *
@®16.71~917.70 16 13.6
@®17.71~918.90 17 145
©18.91~920.00 18 15.5
©®19.25 18 15.5 *
¢19.28 18 15.5 *
®19.30 18 15.5 *
®19.35 18 15.5 *
920.01~¢21.80 18 16
$21.81~924.10 20 18
$24.11~926.40 22 19.5
$25.30 22 19.5 *
$25.35 22 19.5 *
$25.65 22 19.5 *
$25.68 22 19.5 *
$27.50~928.70 24 226
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I INDEXABLE INSERT BTA INDEXABLE INSERT BTA I

Indexable Insert BTA is generally suitable for large diameter deep hole drilling. It features excellent surface qual- Insert

ity, high machining safety and ideal concentricity. Because of the specialization of the tool, a special deep hole Diameter Range Guide Pad
drilling machine is required. Peripheral Peripheral Intermediate

96350

©65.00
PBD-65D

965.00 CBDP1516-28 | TBDP13T3082/3

969.85

970.00
CBDC1216-31 | TBDCI6T312R23 | pgp-70D

97145

CBDI1216-30 | TBDI16T312R2/3
©75.00

PBD-75D
976.20

980.00
b3

PBD-80D
982,55

985.00
PBD-85D

$88.90 CBDP1822-28 | TBDP1806082/3

©90.00

PBD-90D
$95.00 CBDC1522-31 | TBDC220612R2/3

Insert R SE— _—
CBDI1522-30 | TBDI220612R2/3
Diameter Range Guide Pad ©100.00

9101.60
25.00~926.40
TBDCO50308G/L ©105.00
$26.41~¢28.70 TBDPO60308G/L TBDIOS0308G/L PBD-06A I
9107.95
$28.71~931.00
110.00
©31.01~¢33.30 TBDCO6T308G/L ¢ PBD-110D
TBDIO6T308G/L —
$33.31~936.20 TBDPOST308G/L PBD-07A eHI%-
$36.21~939.60 ©115.00 PBD-115D
39.61-043.00 TBDCOBT308G ©120.00 CBDP1516-28 | TBDP1373082/3 | CBDI1216-30 | TBDI16T312R2/3 | CBDC1216-31 | TBDC16T312R2/3
! - PBD-08A - PBD-120D
943.01~947.00 TBDPOIT308G/L TBDIO8T308G/L ©120.65
47.01~951.70 TBDC10T308G/L $125.00
PBD-10A - PBD-125D
51.71~956.20 ©127.00
TBDP11T308G/L ]
©56.21~965.00 TBDI12T308G/L TBDC12T308G/L PBD-12A 9130.00 PBD-130D
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I MACHINING PARAMETERS MACHINING PARAMETERS I

BTA Recommended Cutting Parameter

RN P — Recommended Coolant Flow Rate

HB (m/min)
125 50-120 0.05-0.15 0.08-0.25 0.12:0.35 0.15-0.25 01803 § Uil
190 50-120 0.05-0.15 0.08-0.25 0.12:0.35 0.15-0.25 0.18-0.3
ot Sl 250 50-120 0.05-0.15 0.08-0.25 012035 0.15-0.25 0.18-0.3 1000
220 50-120 0.05-0.15 0.08-0.25 0.12:0.35 0.15-0.25 0.18-0.3
300 50-120 0.05-0.15 0.08-0.25 012035 0.15-0.25 0.18-0.3 800 -
200 50-110 0.05-0.15 0.08-0.25 0.12:0.30 0.15-0.25 0.18-0.3
Low Carbon 275 50-110 0.05-0.15 0.08-0.25 0.12-0.30 0.15-0.25 01803 600 -
Steel 300 50-110 0.05-0.15 0.08-0.25 0.12:0.30 0.15-0.25 0.18-0.3
350 50-110 0.05-0.15 0.08-0.25 0.12-0.30 0.15-0.25 0.18-0.3 400
Ml e 200 50-120 0.05-0.15 0.08-0.25 0.12:0.30 0.15-0.25 0.18-0.3
Steel 325 50-120 0.05-0.15 0.08-0.25 0.12-0.30 0.15-0.25 0.18-0.3 200
200 40-110 0.05-0.15 0.08-0.25 0.12:0.35 0.15-0.25 0.18-0.3
Stainless Steel | 240 40-110 0.05-0.15 0.08-0.25 0.12:0.35 0.15-0.25 01803 i : : :
180 40-110 0.050.15 0.08-0.25 012035 0.15-0.25 0.18:0.3 g c WD Dz (DE
Malleable 130 60-110 0.050.15 0.08-0.2 0.12-0.35 0.15-0.2 0.18-0.23 Diameter of Drill
Cast Iron 230 60-110 0.05-0.15 0.08-0.2 0.12:0.35 0.15-0.2 0.18-0.23
Grey Cast 160 60-110 0.05-0.15 0.08-0.2 0.12:0.35 0.15:0.2 0.18-0.23
Iron 250 60-110 0.05-0.15 0.080.2 0.12:0.35 0.15:0.2 0.18-0.23
Nodular Cast | 180 60-130 0.05-0.15 0.08-0.2 0.12:0.35 0.15-0.2 018023
Iron 260 60-130 0.05-0.15 0.08-0.2 0.12:0.35 0.15-0.2 0.18-0.23
Refined 60 60-130 0.05-0.15 0.08-0.2 0.12:0.35 0.1-03 0.18-0.3 BLlg
Aluminium Alloy | 100 60-130 0.05-0.15 0.08-0.2 0.12-0.35 0.1-03 0.18-0.3
75 60-130 0.05-0.15 0.08-0.2 0.12-0.28 0.1-03 0.18-0.3 s
AIUmf;:ifnblzuoy 90 60-130 0.05-0.15 0.080.2 0.12-0.28 0.1-03 0.18-0.3 1 mggj‘é’g‘gf
130 60-130 0.05-0.15 0.08-0.2 0.12-0.28 0.1-03 0.18-0.3
110 60-130 0.05-0.15 0.080.2 0.12:0.28 0.1-03 0.18-0.3 27
Copper Alloy 90 60-130 0.05-0.15 0.08-0.2 0.12-0.28 0.1-03 01803
100 60-130 0.05-0.15 0.080.2 0.12:0.28 0.1-03 0.18-0.3 1]
entic Al 200 2065 0.05-0.15 0.08-0.18 0.12-0.28 0103 0.18-0.3
280 2065 0.05-0.15 0.08-0.18 0.12:0.28 0.15-0.25 0.18-0.3
NiBase Alloy | 250 2065 0.05-0.15 0.08-0.18 0.12-0.28 0.15-0.25 0.18-0.3 Q LA R IR 200 Domm
Cobalt Base 350 2065 0.05-0.15 0.08-0.18 0.12:0.28 0.15-0.25 0.18-0.3
Alloy 320 20-65 0.05-0.15 0.08-0.18 0.12-0.28 0.15-0.25 0.18-03 Diameter of Drill
Titanium Alloy 30-60 0.05-0.15 0.08-0.18 0.12-0.28 0.15-0.25 0.18-0.3
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I PROBLEM AND SOLUTION

Wear and Broken Problem

At The Moment
of Drill Bit Touch Drill Tool
Workpiece

Contact Surface of
The Guide Sleeve

Whether feeding rate is appropriate

Refer to tool life advice

Before

Through Hole Feed Rate

Whether the bending hole is caused
when slant out of the drill

Reduce speed slowly
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Check the feeding mechanism whether the clamp
contraption is tight with the material

Is there a problem with the grinding

Whether there is oil leakage, whether the cutting
chips removed smoothly

Mid-term

Processing

Drill Tip Badly
Damaged

When drill bit bust out, the accelerated speed
should slowly reduce down.

Cutting Material
While

Withdraw

Feed Rate

PROBLEM AND SOLUTION I

Tooling Life

Short of
Tool Life

Improper
Cutting
Condition

Cutting
Material

Check whether the cutting speed,
feed rate are too fast or too slow

Check whether the swing of the spindle is too much,
whether the gap between the drill and the guide sleeve,
whether check the concentricity of spindel and the tool is
too large. And set the anti-vibration sleeve appropriately

Select the appropriate tip angle, whether the guide line is
too long, regrinding is proper or not.

Select the proper coolant (high pressure additive, viscosity),
Fully filter the cutting oil. When the oil temperature is too
high,use oil cooler and increase the container capacity.

Homogeneous quality or not
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I PROBLEM AND SOLUTION

Machining Accuracy

Improper

Cutting Con Slow down feed speed

Check whether the spindle wiggle or not, feed speed
- proper or not, check the guide sleeve tolerance, and
Machining Surface check the clamp mechanism
Poor Roughness
W Check whether the tool is fixed or not

Select the proper coolant, filter the
coolant thoroughly.

Choosing the Right Feed Rate

Increase the guide sleeve accuracy, pay attention
to the concentricity of the spindle and guide sleeve. Roundness

Cylindricity

Choose the right angle of inclination Enlargememt

Choose Proper Coolant

Increase guide sleeve accuracy. take notice the
concentricity of the spindle and guide sleeve,
fix the material firmly.

Bendi .
ending Select proper tip and rake angle,
select proper guide pad surface.
Cutting Material Check whether the appearance is uneven,
or exist gas hole, or slant surface.
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PROBLEM AND SOLUTION I

Cutting Solution

Cutting
Fluid Low
Pressure

Shortage
of Fluid

Cutting
Chips Stuffed

Poor Finishing

Mechanical
REE]

Accelerate the feed regardless of whether the
wear of the outer corner of the bit is too
heavy, whether there is a gap in the outer
corner or edge of the drill. Select finer grain
and heavy grinding is used. To increase oil
pressure in the center hole, slow down the
feed speed while filamentous cutting is
occurred.

Is there a collapse crack in the drill blade
or near the tip

Select proper pressure

Select proper quantity and viscosity

Lower cutting speed while processing hard material,
Select proper tip and rake angle.

Enlarge container for the coolant and chips

Filamentous
Cutting
Filamentous
Cutting
Occurred

Fold Cutting

STARC-50



