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‘s PROFILE

In 1971, Shin-IL Machinery Company was established in Busan, mainly manufacturing
deep hole drilling machines and tools (gun drill, BTA). Deep hole drilling processing service
is binding as an integrated solution. As a professional manufacturer in the field of deep hole
drilling, we inherited with more than 50 years of technology and experience. Our expertise
has provided the global customers with high quality deep hole drilling products and ser-

vices.

Shin-IL Stark Machinery (Suzhou) Co., Ltd. in China is a wholly owned subsidiary by
Shin-IL Machinery in Korea. Shin-IL Suzhou factory is divided into deep hole drilling tools
division and machine division. Currently, it has employed more than 100 staff. The deep
hole drilling machines and tools are used in auto parts and fuel injection system, pellet die,
ring mold of feed, biomass, grain cutter, hydraulic valve body and core of engineering ma-
chinery, compressor cam shaft, medical equipment and orthopedic contraption as well. We

provide customers with a new product solutions, product trial out, and deep hole outsourc-

ing processing technical support and services.
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I THE TECHNOLOGY OF GUN DRILLS STANDARDIZATION OF ORDER I

The gun drill has a decisive impact on the generation and development of deep hole drilling technology. The single flute drills can Gun Drill Order Format And The Calculation of Length

achieve high quality drilling tolerance, surface and small vibration variance. This allows the gun drill to be used in precise hole ma-

chining. In practical application, the direct drills operation can replace part of the reaming operation, which has a strong sense of 1. The nominal cutting blade diameter can be subdivided to 0.001mm according to customer needs
mechanical reliability. 2. Please mark the order according to the following standard

The gun drill is composed of carbide drill bit, drill rod, and driver, which can be suitable for most of material processing, such as
cast iron, stainless steel, aluminum, graphite, wood products, and all kinds of nonferrous metals. The gun drill is a single flute cut-
ting tool, the hole needs to be guided by the guide bush. With the development of the CNC machine industry, gun drill tools are
suitable not only for their own use, but also for CNC lathes and machining centers.

D(Drill Bit Diameter) x L(Overall Length) — Driver Number

L (Overall Length) |
Shin-IL company can produce drill tools with diameter of 1 mm-50mm, the length ratio is more than 250x, and the longest length

|
> with diameter of : : : — £ O | .
can reach 5000mm. The pattern of drill tool is divided into standard gun drills and non standard ( step gun drills, spherical gun ‘ 4D Vi lll-']i e 4
drills, etc. ). Coating and PCD gun drills, overall solid carbide drills, and indexable insert gun drills etc are all available. ¢ N M |
L2
— | : "1 =
L1(Useful Length) } } H }
L(overall length) D=drill bit diameter W=drilling depth L=overall length LB=width of supporting guide casket
Ca‘r‘b\de Gmge Shank Sealing Casket Driver
brilgits Bus L1(useful length) H=driver number LA=drill tip length L1=useful length L2=minimum for chips discharge allow

overall length calculated as follows:

overall length= LA (drill tip length) + W (drilling depth) + LB (width of supporting guide casket) + L2 (minimum for chips discharge allow) + H (driver length)

|

; % Coolant 3. Please highlight the workpiece material, hardness, hole tolerance, and hole roughness
m 4. Mark the driver code number ( catalog page23, page24. page28.)

_\ Supporting Damper

Extra Technical Service

Seee | L o
Workpiece L— D8 L— Chips and Coolant Sealing Pad Grinding Tools Replace, and weld the new carbide drill

Provide carbide gun drill grinding service ( Assume drill driver and rod are available for use )

according to customer request
1.Check the status of the gun drill

Maximum Length 2.Remove worn or damaggd drill bits and drill rods
3.Install and weld a new bit

5000mm 4.Calibrate the gun drill

® Use vertical and horizontal equipment with a high pressure internal cooling system

@ Use special cutting oil or coolant for deep hole drilling and make sure to

provide sufficient pressure and flowrate. Replace and renew drill tips and rods. Coating Service

( Assume drill driver is available for use )

Diameter Range

@ Because the gun drill without self-center orientation, so in the processing it must use Tmm-50mm Provide standard and necessary coating

1.Check the status of the gun drill service for drilling tools.

2.Remove worn or damaged drill bits and drill rods
3.Install and weld new drill bits and drill rods
4.Calibrate the gun drill

guide sleeve or pilot hole, serves as centering for gun drill machining.

® Using the correct machining parameters for optimal drilling hole processing.

19-STARKC sSTAR<-20



I BRAZED GUN DRILLS BRAZED GUN DRILLS I

MW Brazed Single Flute Gun Drill

The brazed single flute gun drill can be manufactured N
according to various carbide material selections Maximum Length L
according to the work piece material with a fully 5000mm

welded drill tip, drill rod and drill driver through rea-
sonable tool design. The bit is usually made of inte-
gral solid carbide, with the tip portion welded to a
heat treated drill rod and then linked to a finely pol- Diameter Range
ished steel drill driver. For special materials of the 2.00-40.00
workpiece, drill bits can also be treated with different
kinds of coatings.

Stock of Brazed Single Flute Gun Drill

Specification Driver Driver
Standard| Coating
* *

93.02

Product Features

93.52 * 3 3 -

Hole drilling can be processed in good precision ,
high cutting stability, excellent drilling quality 94.02 * * * * *
(straightness, roughness, roundness). Drill bits can be
sharpened several times. It can be customized accord- 4.52 PS * * * *
ing to customer requirements and can also be used _

for gun drilling machines, machining centers and

- 5.02 * * * * * *
modified lathes. ¢
$5.52 * * * * *
$6.02 * * * * * *
©6.52 * * * * * *
. i ¢7.02 * * * * * * *
MW Brazed Twin Flute Gun Drrill
¢7.52 * * 10*40 * * * * 25*70
i Brazed twin flute gun drill has two symmetrical cut-
ting blades, which has the same cutting fluid circula- Maximum Length $8.02 * . . L4 . . * L4

tion system as the single flute gun drill. The cutting
flute has two oil holes in the cutting head provided Sl

u ; 9 P 98.52 * - - S S S
coolant to the blades. The mixture of the coolant and
chips are discharged from the "V" groove outside of

the cutting tube. Brazed twin flute gun drill is made #9.02 ¢ ¢ ¢ ¢ ¢ ¢ ¢
with drill tip, rod, and driver welded to a whole body, I
and can also be made of full carbide material. How- lameter Range 99.52 ¢ . . ¢ ¢ ¢
ever, due to the limited discharge space of twin flute 6.00- 25.00
gun drill, it is suitable for processing soft and brittle 910.02 * . . . . . . *
| materials.
©10.52 LS * . * * *
®11.02 * * * * * *
Product Features 911,52 . o o | o | o
Faster drilling speed than single flute gun drill. But ©12.02 * * * * * * *

only limited to the processing of cast iron or similar
products.

# = available stock
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I BRAZED GUN DRILLS BRAZED GUN DRILLS I

Standard Driver of The Brazed Gun Drill

Length Calculatio
Diameter Fix Position | Screw Spec

AT . S Diameter . Fix Position| Screw Spec
Specrﬁcatlon - -~ . S - .
SH10-00 10 20 240 SH16-00 16 ) 112 73.0 TR16x1.5
SH20-00 20 E—— 126 82.0 TR 20x2
SH16-03 16 a5 53 31.0 SH28-00 28 A—J— o 126 82.0 TR 282
SH25-00 25 70 78 34.0 SH36-00 36 162 109.0 TR 36x2
SH16-21 16 —— 40 28.0
SH10-01 10 E—— 40 57 24.0 SH25-16 25 B ] 50 35.0
— X |
- SH35-00 35 60 40.0
SH16-04 16 R = 72 ey SH16-30 16 I 40 67 28.0
SH25-20 25 L = 50 77 35.0
. SH35-01 35 ! 60 100 40.0
SH25-01 25 70 105 34.0 SH10-40 10 40
= SH12-18 12 45
SH16-11 16 . 48
— e 2
SH16-02 16 =l 50 58 47.5 SH25-11 25 26
R [ SH32-24 32 60
[ SH40-03 40 70
— SH10-41 10 40 57
SH16-33 16 I p—— 50 77 475 SH12:19 12 45 62
-] SH16-20 16 —_ 48 75
— SH20-60 20 — 50 77
SH10-06 10 L 60 M6x0.5 SH25-21 25 e I el 56 86
= 1 SH32-23 32 60 100
Sl i t—FE=3- 80 MI0x SH40-04 40 70 110
SH25-08 25 = 100 M16x1.5 SH10-11 10 . 40 23.5
SH10-28 10 ) 60 77 M6x0.5 SH12-07 12 ﬁ;—‘:(— 45 265
) SH16-32 16 [ 48 29.0
SH16-22 16 60 105 M10x1 $H20-29 50 | I ) 305
SH25-10 25 : 100 140 M16x1.5 SH25-22 25 S 56 38.0
SH32-10 32 60 43.0
SH12.7-00 12.7 38.1 253 . -~
SH40-13 40 |=| | 70 47.0
SH19.05-01 19.05 70 45.0 SH10-23 10 I 40 57 235
SH25.4-00 25.4 70 57.5 SH12-02 12 — 45 62 26.5
SH16-53 16 =i = 48 75 29.0
SH31.7-00 317 70 57.5 SR bh L = = B
SH38.1-01 38.1 70 57.5 SH25-31 25 —— 56 86 38.0
SH19.05-11 19.05 70 97 450 Sl 2 I | U oo e
i SH40-14 40 70 110 47.0
SH25.4-11 254 — = 70 100 57.5 SH10-20 10 40 28.0
SH31.7-01 317 e | 70 111 57.5 SH12-08 12 S 45 33.0
- SH16-47 16 48 36.0
SH38.1-01 38.1 70 110 57.5 2040 2 S 0
SH10-44 10 60 68 35 M6x0.5 SH25-36 25 B I —— e 56 440
SH16-31 16 80 90 37 M10x1 SH32-12 32 60 48.0
SH40-18 40 70 66.0
SH25-34 25 100 100 45 M16x1.5 SH1024 10 20 57 280
SH12-05 12 . 45 62 33.0
SH16-66 16 80 80 37 M10x1 Sies i P e = B
SH25-40 25 100 100 45 M16x1.5 SH20-43 20 — 50 77 38.0
SH25-37 25 - ﬁbﬁ | 56 86 44.0
SH10-30 10 40 40 28.0 e B2 £a flon g
. SH40-17 40 70 110 66.0
SH12-14 12 ——r— 45 45 33.0 SH10-20 10 20 28.0
SH16-70 16 B e E—— -] 48 48 36.0 SH12-13 12 45 33.0
i - SH16-62 16 - 48 36.0
SH20-56 20 50 50 38.0 SHooe % BN 20

23-sTARC STARC-24



I BRAZED GUN DRILLS

BRAZED GUN DRILLS I

Machining Parameters of The Brazed Single Flute Gun Drill

Spring Steel
. Cast Iron Structural Steel
Preharden Steel Martensitic Stainless Steel
‘ " Allov Steel Grey Cast Iron Quenching and Tempered Steel
Cast Iron Stainless Steel Ferritic Steel Cast Iron .
. . Quenching and Tempered Steel ( <300N/mm?) High Carbon lloy Steel Brass Aluminium Aluminium
Chilled Cast Iron Anti Corrosive Stainless Steel (Normal Stainless Steel Grey Cast Iron "
. . o . Case Hardened Steel Grey Cast Iron Case Hardened Steel Bronze Cast Aluminium Cast Aluminium
Workpiece Material Titanium Alloy Austenitic Stainless Steel Cast Stainless Steel ) ( <300N/mm?) . - :
Nitriding Steel ( <400N/mm?) Nitriding Steel Copper Si>5% Si>5%
Spedial Steel 18~25%Cr 13~25%Cr Nodular Cast Iron :
. Tool Steel Malleable Cast Iron Tool Steel Plastic Free Cutting Aluminium | Non Quenched Aluminium
(Nickel Base Heat Ni>8% Free Cutting Steel . ( <400N/mm?) .
) ( >900N/mm? ) White Heart Malleable Cast Ir ( >900N/mm? )
Resistant Alloy ( Sulphurized Steel )
Black Heart Malleable Cast Iron Free Cutting Steel
Nickel Alloy )
Cutting Speed m / min 25~60 30~60 40~70 60~80 60~90 70~100 70~100 80~150 80~160 100~300
Diameter ® Feed Rate: mm / rev Feed Rate: mm /rev
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 0.008~0.02 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 0.011~0.046 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 0.010~0.109 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 0.012~0.125 0.012~0.045
7.0~7.99 0.015~0.018 0.016~0.019 0.018~0.026 0.018~0.025 0.028~0.084 0.028~0.085 0.021~0.035 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
9.0~9.99 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 0.030~0.04 0.020~0.139 0.025~0.174 0.020~0.074
12.0~13.99 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 0.620~0.158 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 0.054~0.0077 0.076~0.210 0.120~0.221 0.069~0.117 0.048~0.291 0.072~0.295 0.048~0.169
28.0~31.99 0.049~0.062 0.057~0.091 0.059~0.098 0.059~0.085 0.079~0.212 0.140~.0237 0.079~0.134 0.056~0.327 0.084~0.360 0.056~0.194
32.0~40.0 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

® The cutting speed and feed rate depend on : tool diameter, tool length, cutting fluid, workpiece material, characterization of
machine and clamping condition. The processing parameters in the above table are the standard normal value for reference.

The practical actual working conditions on site are the true value.

25-STARKC

The practical actual working conditions on site are the true value.

® The cutting speed and feed rate depend on : tool diameter, tool length, cutting fluid, workpiece material, characterization of
machine and clamping condition. The processing parameters in the above table are the standard normal value for reference.
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I SOLID CARBIDE GUN DRILLS

W Solid Carbide Gun Drill

The solid carbide gun drill is made of drill body (drill tip
and drill rod integrated) and drill driver by welding as a
whole. It can also be made by the whole carbide.( drill
tip, rod, and driver integrated). Its stability, efficiency and
tool life are better than the brazed type. This design
ensures higher reliability and cutting performance while

This results in longer tool life.

Maximum Length
550mm

Diameter Range

compromising higher rigidity and less distorted vibration. 1.00-12.00

®1.52*160-10*55

Solid Carbide Gun Drill Stock Table

®2.0*250-10*135

N\

$3.8*185-4*38/50-L

©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-L

®3.8%275-10*135-L

®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

©2.02*200-10*55

©2.6%175-4*38/50-L

®4.0*275-10*135-L

®2.02*200-10*55-L

®2.6*265-10*135-L

4.2*185-4*38/50-L

®2.52*180-10*55

©2.8*175-4*38/50-L

4.2*240-10*100-L

©2.52*180-10*55-L

©2.8%265-10%135-L

®4.2%275-10%135-L

®3.02*180-10*55

®3.0%175-4*38/50-L

®4.5*285-10*135-L

®3.02*200-10*55

©3.0%230-10*100-L

4.8%250-10*100-L

©3.02*200-10*55-L

®3.0%265-10*135-L

©5.0*250-10*100-L

©2.8%170-2.9*30-L

®3.2%180-4*38/50-L

®5.0%260-10*100-L

®3.0%170-2.9*30-L

®3.2*230-10*100-L

$6.0*260-10*100-L

®3.2%170-3.1*30-L

®3.2%265-10*135-L

®6.0¥295-10*135-L

©1.80*200-10*100

®3.5%180-4*38/50-L

©7.0*280-10*100-L

®2.0*170-4*38/50

®3.5%230-10*100-L

©9.0*280-10*100-L

®2.0*220-10*100

®3.5%265-10*135-L

$10.0*280-10*100-L

e L:TIALN
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SOLID CARBIDE GUN DRILLS I

Standard Driver of Soild Carbide Gun Drill

Length Calculation

Specification D'g::;” Drawing Fix Position Screvyllnspec

SH6-03 6 30 45 17

SH10-15 10 55 70 M6x0.5
SH10-37 10 40 55 32.7 M6x0.5
SH10-42 10 40 55 24
SH12.7-01 12.7 38 48 25.4

s
-

SH12.7-09 12.7 ST 51 65 M6x0.5
SH16-75 16 80 105 37 M10x1
SH4-08 4 34 46
SH6-12 6 = 3 36 50
SH10-51 10 a 40 55

L

SH12-27 12 45 60

SH16-86 16 48 63

SH6-13 6 36 50 20

SH10-47 10 40 55 235
SH12-30 12 45 60 265
SH16-78 16 48 63 29

SH6-01 6 36 50 25

SH10-49 10 B 40 55 28

SH12-28 12 45 60 33

SH16-84 16 48 63 36

STAR<-28



I SOLID CARBIDE GUN DRILLS SOLID CARBIDE GUN DRILLS I

Machining Parameters of Solid Carbide Gun Dirill

Spring Steel
Cast Iron Structural Steel
Preharden Steel Martensitic Stainless Steel
" Allov Steel Grey Cast Iron Quenching and Tempered Steel
Cast Iron Stainless Steel Ferritic Steel Cast Iron o

. Quenching and Tempered Steel ( <300N/mm?) High Carbon Low Alloy Steel Brass Aluminium Aluminium

Chilled Cast Iron ti Corrosive Stainless Steel (Normal Stainless Steel ¥ Grey Cast Iron »
. . . Case Hardened Steel Grey Cast Iron Case Hardened Steel Bronze Cast Aluminium Cast Aluminium

Workpiece Material Titanium Alloy Austenitic Stainless Steel Cast Stainless Steel ) ( <300N/mm?) ‘ .
Nitriding Steel ( <400N/mm?) Nitriding Steel Copper Si>5% Si>5%
Special Steel 18~25%Cr Nodular Cast Iron )
Tool Steel Malleable Cast Iron Tool Steel Plastic Free Cutting Aluminium Non Quenched Aluminium
('Nickel Base Heat Ni>8% Free Cutting Steel ( <400N/mm?) .
. ) ( >900N/mm?) White Heart Malleable Cast Iron ( >900N/mm? )
Resistant Alloy ( Sulphurized Steel ) .
Black H leable Cast Iron Free Cutting Steel
Nickel Alloy )
Cutting Speed m / min 25~60 30~60 40~70 60~80 60~90 70~100 70~100 80~150 80~160 100~300
Diameter ® Feed Rate: mm / rev Feed Rate: mm/ rev
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 0.0070~0.0015 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
1.1~1.19 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
1.3~1.39 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 0.0021~0.0051 0.0053~0.0068 0.0056~0.0100 0.0021~0.0067 0.0032~0.0053 0.0035~0.0066 0.0038~0.0059
1.6~1.79 0.0035~0.0054 0.0036~0.0049 0.0040~0.0051 0.0024~0.0066 0.0064~0.0095 0.0064~0.0150 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 0.0040~0.0180 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 0.0080~0.0110 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
® The cutting speed and feed rate depend on : tool diameter, tool length, cutting fluid, workpiece material, characterization of ® The cutting speed and feed rate depend on : tool diameter, tool length, cutting fluid, workpiece material, characterization of
machine and clamping condition. The processing parameters in the above table are the standard normal value for reference. machine and clamping condition. The processing parameters in the above table are the standard normal value for reference.
The practical actual working conditions on site are the true value. The practical actual working conditions on site are the true value.
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I INDEXABLE INSERT GUN DRILLS INDEXABLE INSERT GUN DRILLS I

Allocation Table of Indexable Insert Gun Drill (Single Insert)
B Indexable Insert Gun Drill

This new high performance deep hole drilling tool applies inserts
with blades to replace traditional gun drill tool blades. Manufac-
turing range from 12-50mm. Large diameter (greater than 28mm

Diameter Insert Code Insert Screw Spec Wrench Code Guide Pad Code Pad Screw Spec Wrench Spec

to 50 mm) using 3 inserts and BTA type gun drill formation, (see
page33) Diameter Range
HI20=HE00 11.52-13.99 TGD060204-I1-T M2.5x4.5 T-8F PGD-04-055-7 M2.0x3.7 T-6F
Product Features
14-15.99 TGD070304-JI-T M2.5x5.0 T-8F PGD-05-060-Z M2.2x4.5 T-7F
No more grinding, easy to replace the blades and guides. Special
blade port treatment has high cutting speed and cutting ability.

16-18.00 TGD080305-JI-T M2.5x5.0 T-8F PGD-05-075-Z M2.2x4.5 T-7F
18.01-19.99 TGD090305-JI-T M2.5x5.0 T-8F PGD-06-085-Z M2.5x5.0 T-8F
20.00-20.99 TGD100305-JI-T M3.0x6.5 T-8F PGD-06-085-Z M2.5x5.0 T-8F
21.00-21.99 TGD100305-JI-T M3.0x6.5 T-9F PGD-06-100-Z M2.5x5.0 T-8F
22.00-25.00 TGD110405-JI-T M3.5x9.0 T-15F PGD-06-100-Z M2.5x5.0 T-8F
25.01-28.99 TGD120405-JI-T M4.0x10.0 T-15F PGD-06-120-Z M2.5x5.0 T-8F
29.00-29.99 TGD130408-JI-I M5.0x11 T-20F PGD-06-120-Z M2.5x5.0 T-8F
30.00-32.02 TGD130408-JI-| M5.0x11 T-20F PGD-07-120-Z M3.0x6.4 T-8F
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I BTA FORMATION INDEXABLE INSERT TYPE GUN DRILLS BTA FORMATION INDEXABLE INSERT TYPE GUN DRILLS I

B BTA Formation Indexable Insert Type Gun Drill Product Features

Mainly used for large hole drilling (32-50mm), It
can be widely used in all kinds of high pressure
internal coolant ejection CNC machines.

® Faster drilling feed rate : maximum feed 0.35mm/rev. High productivity.

® Excellent machining surface quality : Ra=0.6-2.0 [um]

® Cylindricality of machining hole : 50-80 [um]

® High precision : IT10

® Maximum drilling depth : L=5xD & maximum drilling depth 800mm
® No need for extra auxiliary assistance.

® Only the conventional coolant pressure is required

® Exchangeable guide pads, double head useful

® For the machining of steel and cast iron

Allocation Table of BTA Formation Indexable Insert Type Gun Drill (3 Inserts)
Diameter Range

Diameter Range

$47.01- $50.00

$30.00- ¢ 33.00

$33.01- ¢ 35.00 $35.01- ¢ 38.00 $38.01- ¢ 41.00 $41.01- $ 44.00 $44.01- ¢ 45.00 $45.01- ¢ 47.00

Peripheral Insert

TGDP07504G-T

TGDP07504G-T

TGDP07504G-T

TGDP09004G-T

TGDP09004G-T

TGDP09004G-T

TGDP09004G-T

TGDP110408G-T

TGDP070404G-I

TGDP070404G-|

TGDP070404G-I

TGDP090404G-I

TGDP090404G-I

TGDP090404G-I

TGDP090404G-I

TGDP110404G-|

Central Insert

TGDC06504G-T

TGDC06504G-T

TGDC08004G-T

TGDC08004G-T

TGDCO08004G-T

TGDC09504G-T

TGDC09504G-T

TGDC09504G-T

TGDC060408G-I

TGDC060408G-|

TGDC080408G-|

TGDC080408G-I

TGDC080408G-I

TGDC090408G-|

TGDC090408G-|

TGDC090408G-I

Intermediate Insert

TGDIO6504G-T

TGDI06504G-T

TGDI06504G-T

TGDI06504G-T

TGDIO8004G-T

TGDIO8004G-T

TGDIO8004G-T

TGDIO8004G-T

TGDI060404G-I TGDI060404G-| TGDI060404G-| TGDI060404G-| TGDI080404G-I TGDI080404G-I TGDIO80404G-I TGDIO80404G-I
Screw M2.5x7 M2.5x7 M2.5x7 M2.5x7 M2.5x7 M2.5x7 M2.5x7 M2.5x7
Wrench T-8F T-8F T-8F T-8F T-8F T-8F T-8F T-8F
Guide Pad PGD-07-120-Z PGD-07-120 PGD-07-120 PGD-08-155 PGD-08-155 PGD-08-155 PGD-10-200 PGD-10-200
Screw M2.5x6 M3x7 M3x7 M3x7 M3x7 M3x7 M3x7 M3x7
Wrench T-8F T-9F T-9F T-9F T-9F T-9F T-9F T-9F
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I MACHINING PARAMETERS

Standard Machining Parameters

Cutting Speed

Workpiece Material

Feed Rate: F (mm/rev)

MACHINING PARAMETERS I

Spindle Power and Coolant Pressure

Pure Voltage (S45C)

Pure Voltage (S45C)

f 10 10
Yello/min) ©12-013.99 ©14-018 ©18.01-028 | ©28.01-050 5 o
Low Carbon Steel (C <0.3) 50-100 - 0.03-0.1 003-0.1 - 8 8
S a Conene 80140 0.05-0.1 00501 0.050.1 0.1-02 7 — 7
— ~ 6 ~ 6
Carbon Steel( C>0.3) ity B ] Qe : 2 5 /, H 5
S45C / C45,555C / C55etc. C 0.050.16 0.050.16 0.05-0.2 0.1-0.2 T . Nt
80-140 & 4 // === g 4
Low Alloy Steel (C<0.3) 50-100 - 00501 00501 : 3 == 3
SCM415,18CrMo4, etc. 80-140 0.05-0.1 0.05-0.1 0.05-0.1 0.1-02 2 .= 2
00000007
Alloy Steel (€ >0.3) I - ] L - 1 1
SCM440/ 42CrMo4 etc. 80-120 0.05-0.16 0.05-0.16 0.05-0.2 0.1-0.2 0 0
Stainless Steel ( Austenitic) 50-100 - 0.03-0.06 0.03-0.06 - 10 15 20 25 30 25 30 35 40 45
SUS304 / X5CrNi18-9,5U5316 / ) . . .
XSCerM(rﬂ ‘7_1 2-3etc. 60-100 0.05-0.1 0.05-0.1 0.05-0.1 0.1-0.15 Diameter of drill: DC (mm) Diameter of drill: DC (mm)
Stainless Steel ( Martensitic, Ferritic) 50-100 - 0.03-0.06 0.03-0.06 =
SUS430/ X6Cr17,5US416 /
60-100 0.05-0.1 0.05-0.1 0.05-0.1 0.1-0.15
o Torque (S45C) Torque (S45C)
Stainless Steel ( Precipitated) 50-100 - 003-006 003-006 - 70 120
SUS630 / X5CrNiCuNb16-4,etc. 60-100 0.05-0.1 0.05-0.1 0.05-0.1 0.1-0.15
R ¥ g . 60 100
Gy Easillan 50-100 0.03-0.15 0.05-0.18
FC250/250-2etc. 80-140 0.05-0.25 0.05-0.25 0.05-0.3 0.1-03 50 80 _
Nodular Cast Iron 50-100 N 003015 005018 ) ~ 40 ~ 60 //
FCD700/ 700-2 etc. 80-140 0.05-0.25 0.05-0.25 0.05-0.3 0.1-03 § 30 § 40 22
: I 80-160 - 0.03-0.15 0.030.15 - = = .
Aluminium Al
uminm Aes 100-200 00502 00502 00502 0.1-025 20 ! 20
Heat Resistant Alloy 20-50 - 0.03-0.06 0.03-0.08 - 10 ‘ 10
Inconel 718, etc. 20-50 0.04-0.08 0.04-0.08 0.04-0.1 0.06-0.13 0 ‘ ‘ 0
Titanium Alloy 30160 - DESa Q002 - 10 15 20 25 30 25 30 35 40 45
TI-BAL-4V, etc. 30-60 0.05-0.13 0.05-0.13 0.05-0.15 0.1-0.18 . . . .
Diameter of Drill: DC (mm) Diameter of Drill: DC (mm)
Quenching Steel 40-100 - 0.03-0.08 0.03-0.08 -
240HRC 50-100 0.04-0.08 0.04-0.08 0.04-0.1 006-0.13
Coolant Pressure (Recommend Value) Coolant Pressure (Recommend Value)
ini 4 70
Standard Machining Parameters .
3 60 —
Feed Rate
o) 0.03-0.05 0.03-0.05 5 2.5 = ° 50
g2 <
&5 _ & 40
Cross section drilling Tilt section drilling Boring hole ! 30
0.5
Z 0 20
= 10 15 20 25 30 35 40 10 15 20 25 30 35 40
Application Diameter of Drill: DC (mm) Diameter of Drill: DC (mm)
z Vc =120 m/min === Vc=80m/min Vc =100 m/min Vc =60 m/min
fn=0.1 mm/rev fn =0.05 mm/rev fn =0.25 mm/rev fn =0.25 mm/rev
7= A
<16mm,apply to standard drilling - e Vc=120 m/min Vc =40 m/min o oo V=100 m/min e ae Vc=60m/min
fn =0.05 mm/rev fn=0.1 mm/rev fn=0.2 mm/rev fn =0.2 mm/rev
Vc =80 m/min Vc =40 m/min vees. V=100 m/min vee.. Vc=60m/min
® \While processing cross and tilt hole drilling, make sure guide pad attach to workpiece inner wall fn =0.1 mm/rev fn =0.05 mm/rev fn =0.15 mm/rev fn =0.15 mm/rev
® Prepare a pilot hole before processing a boring hole
voeenss V=100 m/min woonss VO =60 m/min
fn =0.1 mm/rev fn=0.1 mm/rev
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I GUN DRILL APPLY ON CNC MACHINERY GUN DRILL APPLY ON CNC MACHINERY I

Guiding Hole Dimensions for Brazed Gun Drill Indexable Insert Gun Drill Apply on CNC Machine and Lathe

Please Follow The Instructions For Good Performance

Diameter

Diameter Range Diameter of Drill | ¢ Guiding Drilling

depth

@ Prepare a pilot hole

1.85mm +0.005

- to ap.10xD 2.0xD 1.0xD 1.0xD 1.0xD .
4.00mm +0.010 P Hole tolerance: +0.01-+0.1Tmm

Depth of hole: H=15mm

4.01mm +0.010

- to ap.20xD 3.0xD 1.5xD 1.5xD 1.5xD
12.00mm +0.020 1xD

1xD

12.01mm +0.015

- to ap.25xD 4.0xD 2.0xD 2.0xD 1.5xD
50.00mm +0.040 P 4D @ Turn on coolant

® Drill slowly into the pilot hole

ap.30xD | 6.0xD | 3.0xD | 3.0xD | 1.5xD Revolving speed: n=50-100min-1

Feed rate: Vf=100-300mm/min

Notice: do not enter the pilot hole at high speed
ap.35xD 30mm | 35mm | 3.0xD 1.5xD

ap.40xD | 30mm | 35mm | 3.0xD 1.5xD

@ Stop at 10mm after enter the pilot hole

® Start process at normal revolving speed

Guiding Hole Dimensions for Solid Carbide Gun Drill

Contrast of The Guiding Hole and Drilling Depth

. . . Diameter LxD
Diameter Range Diameter of Drill

of Guiding Drilling

0.500mm +0.005 - -
e o ap.20xD 2.0xD 2.0xD 2.5xD After drilling depth more than 20mm, drilling
4.000mm +0.010
9
2.001mm 40010 speed trends toward to 100% of the program
L to ap.30xD 2.0xD 3.0xD 3.0xD 3.5xD speed.

® Start axial moving at 10-20mm while entering

the hole at feed rate 80% of the program speed.

= - 12.000mm +0.020

.
777 /‘\ ap.40xD 4.0xD 4.0xD
3' S Stop
é/\/ ap.50xD 6.0xD W @ Drilling through hole: Continuous drilling till
= 40mm the drill tip thrust 5mm out of the hole.

ap.60xD 6.0xD 35mm @) 7/////////////6/////% Stop spindle revolving and turn off the coolant.

30mm ® Withdraw the drill tip.

>40xD

37-sSTARC STAR<-38



I TECHNICAL PARAMETERS TECHNICAL PARAMETERS I

101~ q
Coolant  ='| _|180 Coolant Single Flute Tolerance
pressure 9 P Supply
Mpa) 8 - 10 (L/min) Il Normal Condition
7 Pressure - Good Condition
6 -1120
Coolant pressure, coolant flow L -{100
. " 5 Non ferrous metal
rate varies on the diameter ns Coolant -|80
of the gun drill. [ supply g |60 Aluminium alloy (as per Si content)
3
(horizontal axis) [ volumn ~_ T~ |40
2 \ Tool steel
1+ {20
Cast iron (grey + nodular cast iron)
1 I I T 1 1

2 3 4 567891020 30 40 50 Heat treatment steel

Aungeuyoep

Nitriding steel

Quenching and tempered steel

Case hardening steel

\
I [1312 1110 9 8 7 6 5

Drilling precision range

Recommended Value

Drilling deviation (vertical axis)
varies with the drilling depth 0.75
(horizontal axis)

Il Tools revolving, workpiece standstill

Tools standstill, workpiece revolving 0.25
Il Tools revolving, workpiece anti-revolving
(mm)

0 500 1000
Drilling Depth (mm)

Surface Quality

I Normal Condition
Good Condition

Grade of Roundness N8 N7 N6 N5 N4 N3
0.06 Quality Zone
0.04 Rlpm| 21 | 115 | 6.2 34 1.9 1.0
Surface

Straightness (vertical axis) 0.03 Roughness Raum 32 16 0.8 0.4 0.2 0.1
varies with drilling depth 0.02 Rzum | 14 7.6 45 22 1.2 0.65
(horizontal axis)

0.01 Recommended Value

mm

0 250 500 750

Drilling Depth (mm)
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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.

41-sTARC

BRAZED BTA I

Allocation Table of Brazed BTA

ANANANNNNNNNNNE

< 1.
) s
{ 1

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
STARC-42



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

47-sTARC

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
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