Deep Hole Drill Special Equipment And Machine
Clamp Type Grab Drill Manufacturer
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What we pursue is not only honor,

Pursue the high degree of customer recognition and pay more attention to cusfomer satisfaction.
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COMPANY PROFILE
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BEZH" 2 hERSL SR FRERSITRIHE, 2—RERIMA. Bis. L. HENRARSA—RES
el FAERE_HFEREALSINTER.

IENERNHHRRESARE TR INKRT. SR FEREFEERSIIES SRS FIAT, &
SEALEER, RESHREEMSEREAR, ATRAOTEERLGANITRERSE, TERABITINIME: S136.

SKDB1. SKH51. DAC. iSEFH. EfFEh. BE. BiE. TER. NUesE. 28, ki, HifE%. FdTifg

SIS, NCIRILEHNE. ILRFLESEFRIUR.

TERES OIS, R, BOEW USIRSER, ARSEETU" pIRSHE, TERLEEEESRT
ZHMFAZFRBATHER, Fi1—E380, RMErESI=RRSTETL.

Established in 2007, Dongguan Yuanchang Machine Tool Co. Ltd.is a professional manufacturer of deep hole drilling
equipment and machine clamp gun dril. The company is located in the famous manufacturing city of Guangdong
Province,which is known as the "China Mould Capital".Chang'an Town,Dongguan City is a comprehensive production
enterprise integrating design,development manufacturing,processing.sales and technical services. The company has
20 years of experience in round bar deep hole drilling.

In recent years,in response to market demand ,the company has combined the company's 20 years of professional
machine tool design,manufacturing level and production of round rad deep hole drilling machinery with rich experience
and years of technical strength,combined with domestic actual conditions,while infroducing and absorbing foreign
advanced technology,the company is committed to Development and manufacture of round bar deep hole
drilling,Yuanchang deep hole drilling processable materials:$136,SKD61,SKH51,DAC automotive parts,medical
equipment,glass,berylium copper,stainless steel,such as titanium alloy,pen mold,water holehot runners,etc.And
independently developed the barrel gun drlling machine,NC deep hole drilling machine,small hole deep hole drilling

machine.

Yuanchang deep hole drilling concentrates on manufacturing,continuous innovation and improvermnent,and realizes the
service promise of "Professional service fo customers and service delivery".Yuanchang deep hole drilling has been
recognized and trusted by mare and more customers in the industry.In the effort,we only serve the same industry for
better and more professional products.

I

ENE

I

i

www.daycj.com 02



iy
=
o
—
)
=
<
(5]
@
E
o)
£
E
B
92
o
-
o
(o)
)
O

TCEiFFLEEYC2-16mm
Yuanchang Deep Hole Drill Yc2-16mm

:
(I

- HIBEFREF IS ISR —, VESRSEMELL EBIARRE
B, R estsEeE

- EERMN. B, . BREEED

- RS BAREHENC SETLCNC

U, PEERALSEREIIT R

* The machine bed and the guide rail are cast into one body, and the
machine ber is treated with natural aging for more than two years to
ensure the stable performance of the machine

« Main accessones: imported from Europe, America, Japan and Taiwan

+ Contral system: Omron NC or new generation CNC

+ Agent: Iska deep hole drill senies blade gun drill

HEFRECE2% Machine configuration parameters

FEFLETE Driling diameter 2-16mm
BINEEFLFER Depth of single side borehole B50mm
TS Capacity FERAERIME Maximum clamping diameter of chuck Eﬁﬂnﬁ“ﬁﬁﬁﬁég

R ERME Minimum clamping outer diameter of chuck 3.5mm
ACIEICHERREE Inlet concentricity standard 0.05E4A (within )
HEGHE Feed rale (-600
55 Spindle speed 0=-8000rmin

i Speed _IM?-“E[HE Spindle servo 3.75KW
iHEsfEIE Sled Channel TKW
THEESN Frequency conversion of workpiece 0.75KW
B30 Total power 11KW
HIElMEES Cutting oll pump pressure 6-120kg/em]

MEZRSE Hydraulic system HEBHEE Output flow of ol pump 0-25L/min

LEIHFEZFE Cutling ol tank capacity 600L

HESR T Machine size

L*W*H=3.6*1.5*1.8m ( 3Fd5it) (non occupied)

AFYIRRLES, EFATRNAS, BLAT SRt !

The data in this table s for reference only. Due to the continuous progress of tlechnology, please fake the actual products of our factory as the standard!
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&2 ®ENet weight: 2000KG

ToERiRFLEEYC2-25mm
Yuanchang Deep Hole Drill Yc2-25mm

L EAHILER

.
F

Deep hole drilling machine

- MEEFRSShEER—, VEREEUMELL BN
B, wRiEstRERE

- EEEMR: B, £ BRE&EHD

- RS HARMEENCEHIRTCNG

-G (PERRILSEREI Rt

* The machine bed and the guide rall are cast into one body, and the
machine bed is treated with natural aging for more than two years to
ensure fhe stable performance of the machine

+ Mainaccessones: imparted from Europe, America, Japan and Talwan

+ Cantral system: Omron NC ar new generation CNC

+ Agent: Iska deep hole drill series blade gun drill

HFEECE2% Machine configuration parameters

HILEE Driling diameter 2-25mm

BNEFEE  Depth of single side barehole 650mm
DITREZ Capacity FREAEEIHNE Maximum clamping diameter of chuck fm{aﬂf&fg%i

FEE/ERFME  Minimum clamping outer diameter of chuck 2.5mm
NOENETHE  Inlet concentricity standard 0.05L0 ( within)
HEZEEFead rate 0-600
EsESpindle speed 0-8000r/min

A RIS pindle servo 5.5KW

JH% Speed #£5{aRE Sled Channel 2KW
THHEmFrequency conversion of workpiece 0.75KW
[BTh#E Total power 13.5KW
ISR Cutting ofl pump pressure 6-120kalom?®

MEZRS: Hydraulic system JHERE R Output flow of ol pump 0-25L/min
RS E Cutting ol tank capacity BO0L
#8SR T Machine size L*W*H=3.6*1.5*1.8m ( 3Ed&HE) (non occupied) HlEHEENet waight: 2100KG

SRR EE, EIEATE, BUAT TSR AE!
The data In this table is for referance only. Due to the continuaus progress of tiechnology, please fake the actual products of our factory as the standard!
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rEirfliaY C2-12{R 0

Eccentricity Of Yc2-12 Of Yuanchang Deep Hole Drill

TcEiRfLEYC-900NC
Yuanchang Deep Hole Drill Yc-900nc

- BERETISShERS—W, VIEFRSEMFELL BTNt
B, R estsEeE

- EEERMR: K, £ BREEHRD

- RS BAREHENC SETLCNC

* The machine bed and the guide rail are cast into one body, and the

machine ber is treated with natural aging for more than two years to
ensure the stable performance of the machine

+ Mainaccessones: imported from Europe, America, Japan and Taiwan
+ Cantrol systam: Omron NC ar new generation CHNC
+ Agent: Iska deep hole drill series blade gun drill

FHTLER Driling diameter 2-12mm
BINEEFLIEE Depth of single side borghole B50mim
BOTREZS Capacity FHEASERIHE Maximum clamping diameter of chuck fgﬂ"a‘r,[:rfgfg(hfﬁg%

R EERIME Minimum clamping outer diameter of chuck 3.5mm
AOEMGERRE Inlet concentricity standard 0.05E4A (within )
HEGHE Feed rale (-600
sk Spindle speed 0-8000r/min

L LHERE Spindle servo 3.75KW

SBF B S ENE Sled Channel TKW
T Frequency conversion of workpiece 0.75KW
B30 Total power 11KW
HIElHEES Cutting oll pump pressure 6—-120kaleml

iHEZRSE Hydraulic system HEBHEE Output flow of ol pump 0-25LImin

IIEEHEEZE  Cutling ol tank capaciy 601

HlEs R Machine size

AREENMEE, ERATHNAE, BRSS!

L*W*H=3.6"1.5*1.8m ( E4id ) (non ocoupied)

& 2®ENet waight: 2100KG

The data in this table s for reference only. Due to the continuous progress of tlechnology, please fake the actual products of our factory as the standard!
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- MEEFRSShEER—, VEREEUMELL BN
B, wRiEstRERE

- EEEMA: B, £ BREEHD

- RS HARMEENCEHIRTCNG

-G (PERRILSEREI Rt

HFEECE2% Machine configuration parameters

+ The machine bed and the guide rail are cast into one body, and the
miachine bed is treated with natural aging for more than two years to
ensure the stable performance of the machine

+ Main accessories: imported from Europe, America, Japan and Taiwan

* Control system: Omron MNC ar new generation CNC

+ Agent: Iska deep hole drill senes blade gun dnll

HILEE  Driling diameter 2-40mm
BINETIEE  Depth of single side borehole a00mm
MITREA Capacity FREBEAERFIME Maximum clamping diameter of chuck f&?@ﬁr:ﬂﬁf&gﬂ?]

FEE/ERFME  Minimum clamping outer diameter of chuck 5.0mm
NOENHEITE  Inlel concentricity standard 0.05E4A ( within)
HEZEEFead rate 0-600
EsESpindle speed 0-4000r/min

oy FEESESpindle serva 1TIKW

I Spead G {EESled Channel KW
THEAFrequency conversion of workpiece 376KW
fEThE Total power 26KW
EIElfERRED Cutting ofl pump pressure 6-120kag/eml

MEZRS: Hydraulic system R R E Output flow of all pump 0-B7L/min

LTS E Cutting oll tank capacity BO0L

fEsR< Machine size L*W*H=4.3*2*2m

ARUENMEE, ERATENAL, BLAR L mtnE!

HLEIZENet weight: 4000KG

The data In this table is for referance only. Due to the continuaus progress of tiechnology, please fake the actual products of our factory as the standard!
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Deep hole drilling machine JEFLESHLER



aiRfLEatExTsMnT TERLHGRE: BEFEES

Ten Deep Hole Drilling Machines For External Processing Yuanchang Deep Hole Drilling Rubber Sleeve:
Self Mold Opening And Customization

FFLESHLER

2
F

RILESHLER

i
<
K

ISt Processing Product Style

TEE AL R AELEIMEERE AR, FIiSEma. FANE. MEFe. AR THEERIEER, ERSERILE TR
BEEE, HMES0mm 40mm 30mm 25mm 20mm - 15mm 8mm, FIEMN2.0-44.0mm EEFARFUET . BiRTE, . JEF2, izE
FFHUEA—RYEk.

Yuanchang deep hole drill is produced and manufactured by using higher quality rubber. I is easy to use and wear-resistant, with
complete specifications. It is a special fixed drag reducing function for deep hole drill bit. It is the rubber sleeve of all kinds of deep hole
drilling machine tools. Its outer diameter is 50mm 40mm, 20mm, 25mm, 20mm, 15mm, 8mm, and its inner diameter is from 2.0 to

Deep hole drilling machine
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25.0mm, or even larger, as shown in the figure. Sufficient supply, complete specifications, widely used in different specifications of drill
bit.

SMEEMMETE
AiE2.0-4.9mm

M2, Outer diameter 50 mm 40 mm 30 mm 25 mm 20 mm 15 mm & mm Outer diameter of rubber sleeve: 8mm
Outer diameter: 50 mm 40 mm 30 mm 25 mm 20 mm 15 mm 8 mm Inner diameter range: 2.0-4.9mm

Z1BmMmRE FME20mmRE FMZ26mmisE

P‘q ,24.9— 10.6mm AE10.6-12.30mm AE2-16mm

Outer diameter of rubber sleeve: 15mm Outer diameter of rubber sleeve: 20mm Outer diameter of rubber sleeve: 25mm
Inner diameter range: 4.9-10.6mm Inner chameter range: 10.6-12.3mm Inner diameter range: 2-16mm

SME1BMMERE FMZE20mminE FMZ26mmisE
PI#%4.9-10.6mm A210.6-12.30mm A4E2-16mm
Outer diameter of rubber sleeve: 30mm Outer diameter of rubber sleave: 40mm Cuter diameter of rubber sleeve: 50mm
Inner diameter range: 2-20mm Inner diameter range: 3-32mm Inner diameter range: 3-44mm

07 www.dgycjj.com www.dgycil.com 08
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TERLHBESEE

Guide Sleeve For Yuanchang Deep Hole Drilling

TERESOESSEENT, ERIMRRERE; WRNNSSEEERTIISIEETIREE, R SaEe iR, sIESdER
IT, £, PR, W, SMERLERESNIZHETR, BEHES, M. RLESHERST - TIHUSE -t aEEks
BER, BHXHNSmiGkEEm. EEMEOMREWEN; SRRIEREEESMIOMEETINEYE, LURSISEERR. Hak
HARINSEE, HUSTE2.0-60.0 SRRE, JREMEREEWE

The guide sleeve of Yuanchang deep hole drilling is produced and processed by ourselves. The bearing steel is characterized by high
and uniform hardness, wear resistance and high elastic limit. After lathe processing, line cutting, heat treatment, inner and outer circle
centerless grinding and grinding, it has high precision and durability. The guide sleeve of deep hole driling is installed between the
clamping position of the workpiece and the clamping bit, which is used to support and guide the direction of the drill bit. The material
used is bearing steel, which is characterized by high and uniform hardness, wear resistance and high elastic limit.

Ourlong-term supply of guide sleeve, specffication in 2.0-60.0, sufficient supply, can be purchased in sets or batch!

09 www.dgycjj.com

TTEETIRBEATIL

Yuanchang Inlaid Grain Gun Drill Bit

TIEHIEe11.5-065 ( ERIHRES )
TIAEEE: SRR R, ZTRNES. NSRRIIR. ASFRIR. GNTIRSE.
TERINHIILEENTIHERS, thil. $8%. FFER. BeS. BESE, PHREHTESSBERMEIL, Jof

Cutter head specifications11.5-665 (non—standard customization)

The types of cuifer head are: deuble guide single blade, three blade double guide bar, four guide sirip single blade, five guide strip
single blade, step type cutter head and so on.

Yuanchang inlaid grain gun drill head has the advantages of high machining efficiency, good finish, stable service life and convenient
clamping. It can be processed only by replacing the blade, thus saving more welding time.

www.dgycjl.com 10
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GD-DH TOGT
BiEE=RlnE, BE3A M ES DT P : BEIMIESDT). EEFEEFEIKEE — "
(=18] i S e pa—
I T RERRAE S il — = BTREEALTIE
ﬁ N _ _ .2 ' — S — DCONMSha . . _ ﬂ
Q Gundrils Carrying Triangular Inserts with 3 ) T ! Deep Driling Inserts with 3 Chip Splitting b5
Chip Splitting Cutting Edges and a Wiper for L e ity P R - E‘ Cutting Edges, Positive Rake Chipbreaker anid feng
aWiper
g High Hole Surface Quality g
o m-_m“—“— TOGT I
GD-DH 14.00-150-M25-07 14.00 25.00 251.00 1.95 56.00 o A P iz o
% GO-DH 14,00-200-M25-07 14.00 300,00 25.00 12.50 336,00 1.95 56.00 Fsuﬁ‘? MIBTIEIT ORGRET] B i m— %
S GO-DH 14,00-25D-M25-07 14,00 75,00 25,00 13.50 411.00 1.95 56.00 [EEEFNEIKES E, E 8] =
GO-DH 14,50-150-M25-07 14.50 295.00 25.00 14.00 262,00 1.95 56.00 1
(D GD-DH14.50-20D-M25-07 14.50 200.00 25,00 14.00 337.00 1.95 56,00 Deep Pl Insens) wity 2 Gii Spiiing o
GD-DH 14.50-250-M25-07 14,50 375.00 26.00 14.00 412,00 185 56.00 C“ﬁlmg Edges, Positive Rake Chipbreakerand
GO-DH 15.00-15D-M25-07 15,00 240.00 25,00 14.50 278,00 195 56,00 aWiper
GD-0DH 15.00-20D-M25—07 15.00 320.00 25.00 14.50 358.00 1.95 56.00
GD-0H 15.00-25D-M25-07 1800 400.00 25.00 14.50 438,00 195 56.00
GO-DH 16.00-10D-M25-08 16.00 170.00 25,00 15.50 209.00 220 56.00
GO-DH 16.00=15D-M25-08 16.00 22500 25.00 1550 294.00 220 56.00
GO-DH 16.00-26D-M25-08 16,00 425,00 25.00 16.50 474,00 2.20 56,00
GO-0H 16.50-100-M25-08, 16.50 170,00 25.00 16.50 209,00 220 56.00 LOGT 060204R-DT 7.00 0.40 1.80 200 0
GD-DH 16.50—15D-M25-08 16.50 225,00 25.00 16.50 294,00 220 56,00 TOGT 070304-DT 7.69 0.40 1.95 2.30 1
(GD-DH16:50-25D-M25-08 16.50 425,00 25.00 16.50 A64.00 220 56.00 TOGT 080305-DT 8,55 050 2.20 2.80 1
GO-DH 17.00-10D-M26—08 17.00 180,00 25,00 16.20 220.00 220 56.00
GD-DH 17.00-150-M25-08 17.00 270.00 25.00 16.20 310.00 220 56.00 Al 832 LI S 300 2
GD-DH 17.00-250-M25-08 17.00 450,00 25,00 16.20 450,00 220 56.00 TOGT 100305-DT 923 0.50 320 3.30 2
GD-DH 17 50-250-M25-08 17.50 450.00 2500 16.20 480.00 220 56.00 TOGT 110405-DT 10.40 0.50 3.40 3.80 2
GD-DH 18.00-10D-M26-08 18,00 190,00 25,00 16.20 232,00 3.00 56.00 TOGT 120405-DT 1159 0.50 360 430 2
GD-DH 18.00-150-M25-08 18.00 285.00 25.00 17.20 327.00 3,00 5600
GBH-DH 18.00-25D-M25-08 18.00 475,00 25,00 17.20 517.00 3.00 56.00
GO-DH 18.50-150-M25-09 18,50 285,00 25.00 17.20 227.00 3,00 5600
GD-DH 18.50-250-M25-09 18.50 47500 25.00 17.20 517.00 3.00 56.00 —= /&E—
GD-DH 19.00-100-M25-09 19.00 200.00 25.00 18,20 243,00 3,00 5600 4
GO-DH 19.00-150-M25-09 19.00 300.00 25.00 18.20 243,00 3.00 56.00 “4{ .
GD-OH 19.00-25D-M25-09 19.00 500.00 25,00 18.20 543.00 2,00 56.00 u
GO-DH 18.50-150-M25-04 19.50 300.00 25.00 18.20 243,00 2.00 56.00 L s
'GO-DH 19.50-25D-M25—09 19,50 500.00 25,00 18.20 543.00 2,00 56.00
GO-0H 20.00-10D-M32-09 20,00 210,00 32.00 18.00 255.00 320 B0.00
GR-DH 20.00=150-M32-08 20,00 315.00 3200 19.00 360.00 320 B0.00 : o
GD-DH 20,00-25D-M32-08 20,00 525,00 32,00 18.00 570,00 320 50.00 TRILTFREA AT RRERER, PR TRURIERRIL.
GO-0H 21.00-100-M32-10 21,00 220,00 32.00 20,00 266,00 320 B0.00 Following Is a table of all the avallable pads with their new deslgnations, the taols they are used on and priority recommendations for use:
GO-DH 21.00-15D-M32-10 21.00 330,00 32.00 20,00 376.00 320 B0.00 - = - r " 5
GD-DH 21.00-250-M22-10 21,00 550,00 32,00 20100 596,00 320 80.00 JREE f2<f Dimensions(mm) Bl | A g—Apem| P DA (FHF ) 5
GO-DH 22.00-10D-M32-11 2200 230.00 32.00 21.00 278.00 340 60.00 — l— > 2st option Deacrlrlhrx%v )
GD-DH 22 00-15D-M22-11 22,00 245,00 32,00 21,00 393.00 3.40 &0.00 - : -
GD-DH 22.00-250-M32-11 22.00 575.00 32.00 21.00 623.00 .40 60.00 14.00 1589 5 18 6 25 GPS'OS"’B'OEO ®
GO-DH 23.00-100-M32-11 23.00 240,00 32.00 22.00 280,00 340 £0.00 16.00 1800 6 20 7.5 3 GPS-06-20-075 L4 ® GPB-06-20-075 CDZAP
GO-DH 23 00-150-M32-11 2300 360,00 32.00 2200 409,00 340 H0.00 TRIDEEP  18:01 21.00 6 20 85 3 GPS-06-20-085 ® ® GPB-06-20-085 CDZAP.
GD-NH 23,00-250-M32-11 23.00 £00.00 3200 2200 649.00 340 80.00 21.01 2500 6 20 10 3 GPS-06-20-100 @ ® GPB-06-20-100 CDZAP
AL R L R A 2 LAl £30 i — Seie 2501 2800 6 20 12 3 GPS-06-20-120 L] ® GPB-06-20~120 CDZAP
GD-DH 24.00-15D-M32-11 2400 375,00 3200 23.00 426.00 3.40 B0.00
GD-DH 24,00-250-M32-11 24,00 626.00 azoo 23,00 676.00 340 B0.00
GO-DH 25.00-10D-M32-11 25.00 260.00 32.00 24.00 321.00 360 B80.00
:g: Ezss.gg:mi;—ﬂ 25.00 390.00 3200 24.00 442.00 460 BO.O0O Wide Flute Ang!e S
: 11 25.00 650.00 32.00 24.00 702.00 360 60.00 « Smooth chip evacuation *NEFIHEE Brazed Body
GO-0H 26.00-100-M40-12 26.00 270,00 40,00 25,00 324,00 2,60 70,00 SHRk
GO-0H 26.00-15D-M40—12 26.00 405,00 40,00 25.00 459,00 3.60 70.00
GD-0H 26,00-25D-140-12 26.00 675.00 40,00 2500 729,00 460 70.00 \
GO-0H 27.00-100-M40—12. 27.00 280,00 40.00 26.00 335.00 3.60 70.00
GD-DH 27.00-15D-M40—12 27.00 420,00 40,00 26.00 475,00 2,60 70.00 =
GD-DH 27.00-260-M40-12 27.00 700.00 40.00 26.00 755.00 360 70.00
GO-DH 28.00-10D-M40-12 28.00 250,00 40,00 27.00 3rron 360 7h.o0 T
GD-DH 28.00~150-M40-12 28,00 420.00 40,00 27.00 477.00 3.60 70.00 fﬁﬁfﬁ} LB .
GO-DH 26.00-25D-M40-12 28,00 700,00 40.00 27.00 757.00 3,60 70.00 -.giaégg% — %gléu*&, T ——
i IEIEER, EHEOHRE2400 mmETELS GEAISERNSNIR ( FEEELIRT) . - BREPESESY. BERE2-61 AL Large Oil Hole Steel Body Tool Flange
FANGHE: CERaSEIZN, BYSRSEER, - LS0-100 pmisEEEes S, BRAET, BEETEY. TOGT (2) S » Efficient lubrication « Extremely high rigicity = Superior rigidity for
- Maote: Gundrills can be supplied with up to 2400 mm length on request. - Inserts and guide pads should be ordered separatelyithey are nol included with the tools) o . . : . . ! i i speads
Far user guide and m;mnrg:mndmnns,l see pages 2—6 ’ Preuer:ianve measuras: - %o NOT pperate the deap hole ri:ﬂs at fulrsmev_::d before engaging the guide hole. “ERBHISIRSIERAS © Longer e of inserts and guide pads * el Het PALIEg 9900 & 4 Sod foute
Entar the-guide hole slowly at a speed of 50— 100 rpm, For inserts, see pages: TOGT (2)
11 www.dgycj.com www.dagycj.com 12
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T8 Inquiry Form

BOD
1 - 1 i
DC Jor fa— > DCONMShs
- L

1.Tool THE

OUartity R, oo

Nominal diameter and tolerance AFEEAE ...
Please fill in dimensions on the sketch below.

HE FHAEE HEERT,

Driver 3&zh&8
Driver: for standard drivers please use code
RENFRRF: WFREIREIER ...

JCode No. {£iE4RS
[ Special, please attach sketch and specifications.
580, S S ERRE.

2. Workpiece T{4

(If possible, attach a drawing) (R TEE, BIRFSER ) 21
Material fA£HEA

Materal description (DIN material number or any other
standard): ( ZBETIATHEM RS SRTETEITE) .

Hardness and Properties: WHEAEFIEEE,

2.2 Hole Type 78!

*Blind Hole H7L # Drilling into Pre—hole $HAFRFL

& Angled Enirysi N @ Driling into SolidfS A2

® Boring5FL

# Angled Exit Drilling Depth mm Hole Tolerance
FEEILFEEmmALER

2.3 Application: Bi%:
Workpiece T#$:  #StationarydflE e Rotatinghiets
Tool TE: ¢ StationarydflE e Rotatingizis
2.3 Application: Bi%:
Workpiece L$: @ Stationarydilk @ Rotatingfizts
Tool TE: @ Stationarygile € Rotatingigds

13 www.dgycjj.com

Sketch of drilling application
LR TSR

TR ARIER I I AR, TR EENHEERLT S
MNote:lt may be mecessary to change several of the parameters that you indicated
based or our experience with your application.

3. Machine #128

3.1 Technical Data EAREEE

MachineType L 2B ZE B ... e ssse s s semersenes
PowerDlds.......minmimanimiane W asmissunniing

Specially Tailored TRIDEEP Code Key
IR TRIDEEPEISHRL
GD - DH ##.#4 — #HHH — #4

L

Dia. Drilling Shank
length Type
ER Wl KERE

3.2 Cutting Data: {/1&I&#5:

Cutting Speed Ve tTELZEVe.............mimin3&/a 8 ...
Revolutions Nmin ......... RPM, Nmax ......... RPM
HEEESHIEE, BXE... BoHE

Feed Fmin.. e MIEY, FMaX.....o e, MMITEY...........
HEFEDH ... BRI FEAESM..... R

Feetd Rate VF .eveeeeeeevveee YUV e
HHETEEVE. .o BRI

Coolant: &0/

@0l ®Soluble OIlTliEid] @ Other CoolantEith& £l
Prassure o mwusmns BAM s

<0.25%C

= 0,
Non-alloy steel and caststeel, 020 0C

free cutting steel <0.55%C

(AFERMrnesH. ZEE) 5=0.55%C

Low alloy steel and cast steeal
(less than 5% of alloying elements)
{ES2IRAEER
(EFasrsEask) )

High alloyed steel, cast steel, and tool steel
(SE=W, FIFNTET )

Stainless steel ( 7% )

Stalnless steel ( FER )

Grey castiron (GG) &% (GG )

Nodular cast iron (GGG) 25k (GGG )

Malleable cast iron ( ST )

Alumin-umwrolight alloy(i8ER&SE)

<=12% Sl
Aluminum-cast, alloyed
(1B, 8%)
>12% Si

>1% Ph
Copper alloys
(fEa®)

Non-metallic ( JESf&E )

Fe based(ik& )

High temp. alloys
(BE.&%®)

Nior Co based

(SRR )

Titanium Ti alloys ( #itEE)

Condition

Annealed(iEN )
Annealed(iEk )

Quenched and temperad (ZEMFIEK )
Annealed(iEN )

Quenched and tempered ( FENFUELK )

Annealed(iEX )

Quenched and tempered ( FEAFIELK )

Annealed(iEN )
Quenched and tempered ( EENFLELK )
Ferritic/martensitic { #EEH/ SR )
Martensitic ( SEEFAERN )
Austenitiol 2 5
Ferritic/peariic ( $xE/EEH )
Pearltic{ 64
Femitic ( 350k )
PearlificlEEH)

Farritic ( #EHK
Pearlitic{ i)

Mot cureable ( FREHL )
Cured ( [ElH)

Not cureable ( AEHE )
Cured (Bt )
hightemperature (i)

Free cutting { 18021 )
Brass ( Zi#)
Electrolitic copper ({548 )
Duroplastics fiber plastics ( TEIEMEASH, SFlas )
Hard rubber ( 88igH)
Annealed (1B )
Curad(Et)

Annealed (iB:K )
Cured(EHL)

Cast (#i5)

Alpha+tbeta alloys cured ( o+ p S&EL)

750
1000
600
930
1000
1200
680
1100
680
820
600

RM 400

RM 1080

180
250
220
300
200
275
300
350
200
325
200
240
180
180
260
160
250

130

G0
100

75

130

110

100

200
280
250
380

320

www.dagycij.com 14

=
442
2
=
=
74
o
Z
=,
o




7]t Knife handle
FFIoly. FREAMREEIIENES.
ﬁ Standard Gundrill Drivers for Machining Centers, Lathes, etc. J-';E
p b
n )
j 1 80-140 0.05-0.10 0.10~0.20 90-130 IRzHEE Drivers Rt HIRTNEE j
— Standard Drivers for Gundrill Machines -
E;,: 2 80-140 0.05-0.10 0.10-020 90-130 YRENZEET FTE FRRAER, BT S EE AR 1 005
=z 3 B80-140 0.05-0.18 0.10-0.20 90-130 T 2RI ASIE, . =z
8 4 80-140 0.05-0.16 0.10-0.20 70-130 Drivers are available for dedicated and CNC machines, for any specified i1 45 8
5 80-140 0.05-0.16 0.10-0.20 70-130 diameter and length. Below are the driver codes and technical data. ShE2BAK CM2 46
' cM3 47
6 0-120 05-0.10 .10-0. 70~1
5 80~12 0.05 0 20 20 — 4
7 80-120 0.05-0.16 0.10-0.20 60-120 p— CM1 49
e - i — : i 3!||!| ) CM2 50
g 80-120 0.05-0.16 0.10-0.20 60-120 Cylindrical S 10 DIN2ZERK gﬁaﬁ G i
g B0~120 0.05-0.16 0.10-0.20 60-120 DINTB3SA e L — 25456 1 il &5
DINB535HA ' §
10 80-120 0.05-0.10 0.10-0.20 70-130 (R E 1.00x2.28 96 entral L _T50x2.75 56
11 80~120 0.05-0.16 0.10-0.20 70-130 DIN1835A b 125228 a7 Clamping = ] 25x70 ) 57
DING535HA) 32460 12 SR =|===i p 100275 88
12 -140 05-0.10 0.08-0.10 0-1 o | n
B0 0.05-0 08-0.1( 80-130 T = REie ) 3 12BeTs 59
= = o 1,50%2,75" 60
13 80-140 0.05-0.10 0.08-0.10 80-130 s g %9 e
14 80-140 0.05-0.10 0.08-0.10 80-130 [ , = = Clamping === R
20x 2 Surface 15° _= == < 16x50 61
15 80-140 0.05-0.25 0.10-0.30 50-110 Weldon - i (FEE H ¥
DIN18358 b 25x56 23 BE15 )
16 80-140 0.05-0.25 0.10-0.30 50-110 DING535HE d oy _
o . . _ (Bt 1.00x2.28" 100 25%100 a8
17 80-140 0.05-0.25 0.10-0.20 60-110 - P S— Cylindrical M16x1.5
DIN1835R | 1.26x2.28" 101 u\nh_Thread
18 80-140 0.05-0.25 0.10-0.30 60-110 DINGS35HB) - (EiEear) agf :1205 67
. X
19 80-140 0.05-0.25 0.10-0.30 70-110 Sk Ci e
o : . 70
20 80-140 0.05-0.25 0.10-0.30 70-110. 4070 x VDI Desian M16x1.5
; (VDh&it)
21 65-130 0.05-0.20 0.10-0.20 65-130 Whistle Notch £ G S‘gﬂﬁ 71
DIN1835E 25x56 35 "
22 65-130 0.05-0.20 0.06-0.18 65-130 (ClnEsps 29560 %6 Central 25570 72
: DIN1835E) i Clamping X
23 B5-130 0.05-0.20 0.08~0.18 £5-130 40470 a7 Hexagonal
24 65-130 0.05-0.20 0.08-0.18 65-130 ‘?.i'%"‘agf 32x70 73
25 65-130 0.08-0.18 65-130 C?entr_m - L -_! T5x275" 7%
= i = amping
26 55-130 0.08~0.18 £5-130 Tesersd '=== B
27 65-130 0.08-0.18 65-130 (FRLSRARHE) i <0x10 i
28 £5-130 0.08-0.18 65-130 0.08-0.18 1.00x2.78" 80
Frontal 1.00x3.94" 81
29 B5-130 0,08-0.18 55-130 0.08-0,18 Clamping " Ben 75" &5
Surface 2° B - -
30 65-130 0.08-0.18 65-130 0.08-0.18 (i 3= : 1.265%3.04" 83
I 2“ .
31 20-50 0.04-0.08 0.08~0.18 20-50 0.08-0.18 S L5027 ad
1.50x3.94" 85
32 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0,18 . ; - 284126 ”
33 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0.18 deomalins "!LEéJ s '
AT y i 1
34 20-50 0.04-0.08 0.08~0.18 20-50 0.08-0.18 i » ' 13'?)';623 &
35 20-50 0.04-0.08 0.08-0.18 20-50 0.08-0,18 Lo
_ Spraymist Y 26x50 91
36 20-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18 Driver “ 1 dp
( EEEIRENIT ) |
37 20-60 0.05-0.13 0.08-0.18 30-60 0.08-0.18 i 35x60 82
15 www.daycjj.com www.dagycjl.com 16




LU PHER Internal Chip Removal

o DSD-EF-FT P ﬁ' o
(7p) LE LS Deep Single Tube Drills with _ A || S j o= 0
| External 4 STarT Thread Connection 53 | 1 1
d Carrying Triangular Inserts | '__j
o : SRR 153 s m v
=) 1 D30.02 FBHO7504R FBMOBS04R FBMO6S04L GPO7 M25x65 M35 T8 200-2500 70  20-2500 25/32 @)
prd 2 D31.02 FBHO7504R FBMOGS04R FBMOBS04L GPO7 M25%6.5 M3x65 T8 200-2500 70  20-2500 25/32 Z
- 3 D3202 FBHO7504R FBMOGS04R FBMOSS04L GPO7 M25%6.5 M3x65 T8 200-2500 70  20-2500 25032 DSD-EF 16.00-16.70-FT 16.00 16.70 55.00 2.20 12,60 T5-10 =
© 4  D3302 FBHO7504R FBMOGS04R FBMOGS04L GPO7 M25x65 M3x65 T8 200-2500 70  20-2500 25/32 DSD-EF16.71=17.70-FT 16.71 17.70 52.00 220 13.60 15-11 o

5  D3402 FBHO7504R FBMOGS04R FBMOBS0AL GPO7 M25x65 M3x65 T8  200-2500 70  20-2500 25/32 DSD-EF17.71-18.90-FT W71 18.90 56.00 3.00 14.50 TS-12

6  D3502 FBHO7504R FBMOGS04R FBMOSOOAL GPO7 M25x65 M3x65 T8 200-2500 70  20-2500 25032 g:g:g{i ;gg:ji’gg:; ;g'gl i?‘% g% i'gg :g'gg I::ﬁ

7 DIGO2 FBHOTSOR FBMOGSMMR FBMOSOOAL GPO7  M2565 MGX65 T8 200-2500 70 20-2500 2532 TR o e ey —- e o

8  D37.02 FBHOT504R FBMOGS04R FBMOBOOAL GPO7 M25x65 M3x65 T8  200-2500 70  20-2500 25032 et el el 5 sy hoiod T botes S

9  D3B02 FBHO9004R FBMOGSO4R FBMOSOOAL GPO7 M25x65 M3x65 T8 2002500 70  20-2500 25032 M e 25 (5 = 10 e <l

10  D39.02 FBHO9004R FBMOGS04R FBMOBOOAL GPOS M25x65 M3x8 T8I0 200-2500 70  20-2500 25032 DSDEESE N1 25 A0LET 2501 56,40 6750 56 50 sweae

11 D402 FBHOD04R FBMOGSOAR FBMOSOOAL GPOS M25x65 M3x8  TAT10 200-2500 70  20-2500 25/32 DSD-EF 26.41-28.00~FT 26.41 28.00 67.50 360 21,00 TS-17

12 D4102 FBHO9004R FBMOSOO4R FBMOBOOAL GPOS M25x65 M3x8 T8I0 200-2500 70  20-2500 25032

13 D4202 FBHUOSO04R FBMOSOO4R FBMOSDO4L GPOS  M25x65  MSKS  THITI0 200-2500 70  20-2500 2532

- - + Note:Each item in the attached catalog page represents a diameter range
14 D43.02 FBHO9004R FBMOBODAR  FBMOBDOAL  GPO8 M25x65  M3x8  T8MI0 200-2500 70 20-2500 25/32

* For spare paris Insert infformation and user guide see pages 616,630-647

15 D44.02 FBHOG004R FEMOBOO4R FBMO9S04L  GPO8 M25x65  M3x8  TAT10 200-2500 70  20-2500 25/32 ~Jhsaits andi i madaiole el sannratel
16 D45.02 FBHO0D4R FBMOB00AR FBMO9504L GPS-10 M25x65 M35x3 T8/T15 200-2500 70  20-2500 25/32 + Ordering example:DSD-EF016.50-FT

17 D4602 FBHO0D4R FBMOS00AR FBMO9S0AL GPS-10 M25x65 M35x9 T8T15 200-2500 70  20-2500 25/32 (Tube designation

18 DA7.02 FBH11004R FBMOB00AR FBMO9504L GPS-10 M25x65 M35x3 T8/T15 200-2500 70  20-2500 25/32 For inserls, see pages:TOGT(650)

19 D4802 FBHI1004R FBMOBODAR FBMO9S0AL GPS-10 M25x65 M35x9 T&T15 200-2500 70  20-2500 2532 For holders,see pages: TS—1**(626)

20 0D49.02 FBH11004R FBMOS004R FBMO9504L GPS-10 M25x65 M3.5x8 T8&T15 200-2500 70  20-2500 2532
21 D50.02  FBH11004R  FBMDBODAR FBMO9S04L GPS-10 M25x65 M3.5x9 T8M15 200-2500 70  20-2500 25/32
22 D51.02 FBH11004R FBMOSG04R  FBMO9504L GPS-10 M25x65 M3.5x8 T8&T15 200-2500 70  20-2500 25/32
23 D52.02 FBH11004R FBMOSS04R  FBMO9504L GPS-10 M25x65 M35x9 TaM15 200-2500 70  20-2500 2532
24 D53.02 FBH11004R FBMOSG04R  FBMO9504L GPS-10 M25x65 M3.5x8 T8&T15 200-2500 70  20-2500 2532
25 D54.02  FBH11004R  FBMOSS04R  FBMI2504L GPS-10 M25x65 M3.5x9 T8M15 200-2500 70  20-2500 25/32
26 D55.02 FBH11004R FBMOSG04R  FBM12504L GPS-10 M25x65 M3.5x8 T8&T15 200-2500 70  20-2500 2532
27 D56.02 FBH11004R  FBMOSS04R  FBMI2504L GPS-10 M25x65 M3.5x9 T8M15 200-2500 70  20-2500 25/32
28 D57.02 FBH11004R FBMOSS04R  FBM12504L GP-12 M2.5x65 M35x8 T8M15 200-2500 70  20-2500 25/32
28 D58.02 FBH11004R FEMOSS04R  FEM12504L GP-12 M25x65 M35x TBM15 200-2600 70  20-2500 25/32
30 59.02 FBH11004R FBMOSS04R  FBM12504L GP-12 M2.5x65 M35x8 T8M15 200-2500 70  20-2500 25/32 JJ H Blade

31 D60.02 FBHI3004R FBMOS504R  FBM12504L GP-12 M25x65 M35x8 T8/M15 200-2500 70  20-2500 25/32

TOGT—DT(OSO . TOGT-DT(090...-120...)
RIS
m T {48844 SRR Vel mimin) HESirmmirev
W8 (C<n.3)
55400, SM400, S26C. HEZTHA, EI5ED, C25% 80-140 0.05-0.1
#58 (C50.3)
$45C. SBSCHCAS, C55% 80-140 0.05-0.2
{EEEE (C<0.3)
SCMA15%8180Mod %S 80-140 0.05-0.2
B& C»0.3)
SCAMADL BC e 20cHe 80-120 0.05-0.2
AE5 | EEeE)
SUS3N4., SUSIIEEXSCMITE-9. X5CMNIMo17-12-3 60-100 0.05-0.1

AR ( SERIEE )
515430, ‘iH‘S«1h?—"‘E§<F‘f’rTr ‘::;‘éurr*;.'%ﬂ; B0-100 0.05-0.1

Eil:l%ﬁ* FCEMEM 80-140 0.05-03

HEE FCDT002600-2% 80-140 0.05-03 Uoibvadl i * cl B
e 100200 0500 TOGT 090305-DT 18.01-20 o 8.32 3
s — — TOGT 100305-DT 20.01-21.99 . 9.23 33
HAR TI-6AI-4VE 30-60 0.05-0.15 TOGT 110405-DT 22-25 ® 10.4 38
SRR SA0URG 50-100 0.04-0.1 TOGT 120405-DT 25.01-28 . 11.59 43
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DSD-EC -__.
DSD-EF-FB Deep Single Tube Drills withExternal 3&106 99 107-16899 169-232.99 .
Deep Single Tube Drills with A3urtTioadand.Caridges - n E ‘ii | i £
i External 4 Start Thread for High Feed DSD-ECE ) 3 | ’; a A7
L R VEMERIREED, EE _ L g
p %
) : T I )]
:II DSD-EF 25.00-26.40-FB 25.00 26.40 70.00 3 00 19 5 19.0 T5-16 DSP=EC38.00-38,60 38,00 46.90 85.00 30,00 TS=[11 j
— DSD-EF 26.41-28.70-FB 26.41 2870 70.00 3.00 21.00 210 TS-17 e SRS S i sl S SIS =
: : : DSD-EC 43.01-47.00 43,01 47:00 95.00 36.00 TS-113
(14 DSD-EF 28,71-31.00-FB 28.71 31.00 75.00 3.00 235 24,0 TS-18 e e rigs rireos 8500 3900 TS (14
(] DSD-EF 31,01-33.30-FB 31.01 33.30 78.00 3.00 255 26.0 TS-I9 DSD-EC51.71-56.20 51,71 56,20 400,00 43.00 TS-115 (@)
= DSD-EF 33.31-36.20-FB 33.31 36.20 80.00 3.00 28,00 28.0 TS0 DSD-£CS6,21-60.60 56.21 G0.50 110,00 47.00 TS-116 =
=) DSD-EF 36.21-39.60~FB 36.21 39,60 90,00 4,00 30.00 30.0 TS-111 HARERGANBISERYY s i 14000 53100 TS-17 =
O : : : ; NSD-ECAS.00-66.99 75,00 66.99 150,00 52.00 TS-118 O
DSD-EF 39.61-43.00-FB 39.61 43.00 95.00 4.00 33.00 32.0 TS5-112 DSDZEOET00572.99 B0 75.49 (50:00 5860 Teuin
DSD-EF 43.01-47.00-FB 43.01 47.00 100.00 4.00 36.00 36.0 TS-113 DSD-ECT3.00-79.99 73.00 79.89 150.00 63.00 TS=120
DSD-EF 47.01-51.70-FB 47.01 51,70 100.00 4.00 39.00 38.0 TS-114 DS —gcao [00-86.99 80.00 86.99 180.00 70.00 Is—m
. il i _ DSD-EC87.00-99.99 87.00 99.99 180.00 77.00 S22
DSD-EF 51,71-56.20-FB 51.71 56.20 110.00 4,00 43.00 46.0 TS-115 NSRCET OGS NG binid et isad Tewion
DSD-EF 56.21-60.60-FB 56.21 60.60 115.00 5.00 47.00 50.0 TS-116 DSD-ECQ107.00-111.89 107.00 111.99 180.00 89.00 TS=123
DED-EF 60.61-65.00-FB 60.61 65.00 115.00 5.00 51.00 54.0 TS=117 DSP-E0112.00-123.89 112.00 123.99 205.00 101.00 TS24
DSD-EC124.00-135.89 12400 135.99 205.00 113.00 TS-125
g ;| s ] DSD-EC136.00-147.99 136.00 147,99 205.00 125.00 TS-126
DSD EF FB!DDD—EF FB}DSD IF FB DSD-EC148.00-153.99 148.00 159.99 225.00 137.00 TS=127
Insert Guide Pad DED-EC160.00-168.99 160.00 168.99 22500 148.00 TS-128
) DSD-EC169.00-171.99 169.00 171.99 230,00 148.00 T5-128
() Peripheral @) Inner (@ Center @ DSD-EC172.00-183.99 172.00 183.99 230.00 161.00 T8-129
Insert Screw Key Insert Screw Key Insert Screw Key Screw Key DSD-EC184.00-195.99 184.00 105.99 250.00 173.00 TS={30
DSD-EC196.00-207 99 196.00 207.99 250.00 185.00 TS=3
@ - T @ - @ w FF o DSD-EC208.00-219.99 208.00 219.99 250.00 197.00 TS-{32
DSD-EG220.00-231.99 220.00 241.99 270.00 208.00 T8-133
2500-2800  NPHTDEO03RGSR11201753-2T-7/5  NPMT 05503R2SR 11201753-2T—7/5,  NPMTOS503L2SR 11201783-2T-705  GPSOBSR 112017531 T-7/5 RN 52 LoRED AR LR S
2B.01—28:50 NPHT 06003RG SR 11201753-2 T=7/5 NPWT 05503R2 SR 112017532 T-75 KPMT 08504 2 SR 11201753-2 T-85 GPS06 SR 112017531 T-75
3000-3500  NPHT07504R@ SR 11201753-3 -85 NPMT 06504R2SR 11201753-3T-865  NPMT 065042 SR 11201753-3T-86  GPSO7SR 112017534 T-95 DSD-EC/ = = =
35.01-3800  NPHT 07504RG SR 11201753-3T-9/5  NPMT 0G604R2 SR 11201753-3T-85  NPMTOBC4L2SR 11201753-3T-85  GPS07 SR 11201753-4 7-9/5 DDD-EC/ - -
38.01-3000  NPHT 00004RG SR 11201753-3 T-85  NPMTOGS04R2SR 11201753-3 T-85  NPMT DBML2 SR 11201753-3T-85  GPSO7 SR 112017534 7-9/5 DSD-IC rg. 822 Fg6es Pg./625 Pg: 624 Pg. 621
38.071-41.00 NEHT 080MRG BR 11201753-3 T-8%5  NPMT 06504R2 SR 11201752-3 T-8/5 NPRMT 080412 SR 11201753-3T-85 GRSOBER 112017534 T-05
A O D i W S e R T S PSS AT s “mnmnm _ e
AA01-4500  NPHT DOOMMRG SR 11201753-2T-8/5.  NPMT 0MMR2 SR 11201753-3T-85  NPMT 0950412 SR 11201752-3T-85  GPS02 SR 11201753-4 T-955 28.00-9 GPS—08-25-155 2 GPP-0A 2 SGP-02 1 MNPMXOS0IRG. 1 NPMX0S03RG 2
45014700 NPHT DB00MRGSR11204753-3T-85.  NPMT BOMR2SR11201753-3T-85  NPMT 0950412 SR 11201753-3T-86  GPS10SR 112017536 T-15/5 40.00-44. 99 C »‘\OD 0845 CND ﬂﬂﬂ 2 GPS—08-25-155° 2 GPP-08 2 SGP-02 1 NPMX1403RG: 1 NF‘MX_DWRE 2
47015100 NPHT 11004RG SR 11201753-3T-85  NPMTCB04RZSR 11201763-3T-85  NPIT 09504L2SR11201753-3T-85  GPS10.SR11201753-6 T-155 4500-47.09  CAOD-0845 1 gg’g —ugffs 1 GRS-10-35-200 2 GPP-O7 2 SGP-02 1 NPMX1403RG 1 :m; ?ﬁ’gggs ]
51.01-54.00 NPHT TIOMRGER 11201753-3 =85 NPMT 09504R2 SR 112M753-3 -84 NPMT09504L2SR11201753-3 -85 GRS10SR 112017536 T-155 48.00-51.99 CAOD-0845 1 CAID-0845 2 GPS-10-35-2000 2 GPP-07 2 S6P-02 1 NPMX 1402RG 1 NEMX 1402RG o
SA01-57.00  NPHT 11004RGSR11201753-3T-8/6.  NPMT (9504R2SR 11201763-3T-85  NPMT 12504L2SR 112017623 T-85  GPS10SR 112017536 T-155 §200-5400  CAOD-103. 1 GCAID-0845 2 GPS-10-35-2000 2 GPPL07 2 SGRL02 1 NPMX1704RG 1 NPMX 1403RG 2
57.01-6000  NPHT 11004RG SR11201753-3T-85  NPMT 08504R2 SR 11201753-3T-86.  NPMT 125042 SR 11201753-3T-85  GPSI2SR11201753-6 T-15/5 BE00-57.09  CAOD-103 1 %‘;ﬁﬁ%ﬁ 1 GPS-10-35-2000 2 GPP.O7 2 SGF-02 1 NPMX1704RG: 1 :Emi }-;gggg 1
BO01-6400  NPHT 13004RGSR 11201753-3 T-85  NPMT 09504R2SR 11201753-3 T-8/5  NPMT 1250412 SR11201753-3T-85  'GPS12.5R 112017536 T-15/5 S TOEa R0 I CACDSI0E) A CAIDSIaS) 12 GRS 035-300] 172 FGPenr g [ SaRaaa Al TPV TOARE 740 NP TG 12
EADI-6500  NPHT 12004RGSR 11201753-3 -85  NPMT 12504R2 SR 11201763-3T-86.  NPMT 12504L2 SR 11201762-3T-85  GPS12SR 11201763-6 T-165 60.00-F309  CAOD-103 1 CAID=103 2 GPS-14-40-250 2 GPP-08 2 SGP-02 1 NPMX1704RG 1 NPMX1704RG 2
GA00-6700 | CAOD-142 1 CAIDS103 2 GPS-14-40-250 | 2| GPP-08' | 2 SGPL03 1 NPMXZ2405RG 1| NPMX1704RG 2
BS.00-77.99 CAOD-103 1 GCAD-142 2 GPS-14-40-250 2 GPP-08 2 SGP-03 1 NPMX1704RG 1 NPMX2405RG 2
DDD-EC = 7800-8499  CAOD-142. 1 CAID-142 2 GPS=14-40-250 2 GPP-08 2 SGP-03 1 NPMXZ2405RG 1 NPMX2405RG 2
1 Tub Is Wit 3810689  107-168.89 n L F BS.00-91.99 CAOD-170 1 CAID-142 2 GPS-14-40-250 2 GPP-08 2 SGP03 1 NPMX2BOTRG 1 NPMXZ2406RG 2
Deep Double Tube Drills with l Y A = 0200-98.08  CAGD=142. 1 CAIDSI70 2 GPSY14-40-250 2/ GPPL0S 2 SGPI03 1 NPMX2405RGT 1 NPMXZBOTRG 2
External 4 Start Thread and Cariridges i _L;' '; ?} - ha 990010699 CAOD-170. 1 CAID-170 2 GPS-18-40-300 2 GRP-09 2 SGP-04 1 NPMX2807RG 1 NPMXZ2807RG 2
| i = !
DDD-ECE 10T.00-117.99  CAGD-142 1 OADTI0R 3 oo s 40300 2 GRP0S 2 SGR04 1 NPMX2405RG 1 NEMXTTO4RG 3
FONES: SMARIRBEGIE e e e aa—
' i N 118.00-135.99 CADD-142 1 CAID=142 4 GPS-18-40-300 2 GRRP-09 2 SGR-04 1 NFPMX 2405RG 1 NPMX.2405RG 4
I T I — —— R AR 5 oo o om0 (55 ot | om0 o o
POB-EC 38.00-30.60 38.00 39,60 85,00 33.00 TRO-I8 TOI=NS " . CAD-142 2 e " " NPMX 2405RG 2
e S T e e et e 14500-15009 CAOD-142 1 JUTC0 T GPS-18-40-00 4 GPP-08 4 SGP-O4 1 NPMX280SRG 1 ulSiiol S
DBD-EC 43.01-47.00 43.01 47.00 95.00 49,00 TDo=110 TRI=N10 161.00~15699 CAOD-170 1 DAID=142" 2 GPS-18-40-300 4 GPP-08 4 SGP-04 1 NPMX2EOTRG 1 NPMK2405REE 2
DDD-EC 47.01-51.70 47.01 51.70 100,00 43.00 TDO-111 TOI-N11 ?:g}‘ig 11’ miiﬁig 11’
DDD-EC 61.71-56.20 51.71 56,20 100,00 47.00 TDO-112 Thi-N12 157.00-16299 CAOD-170. 1 i .o 5 GPS-18-40-300 4 GPP-09 4 SGP-04 1 NPMX2BO7TRG 1 Lulocons o
DDD-EC 56.21-65.00 56.21 65.00 110.00 51.00 T0Q-113 TDI=N13 163.002168:69 | CAGD=170) 1 CAIDSI70 | 4 GPS-18-40-3001 4 | GPPLOG! 4 'SGRU04) 1) NPMXZEOTRG 1 NPMX2405RG 4
DDO-EC 65.01-66.99 £5.00 66,99 150.00 52.00 Too-114 TDN14 169,00-18899 CAOD-142 1 CAD-142 6 GPS-18-40-300 4 GPP-09 4 SGP-04 1 NPMXZ405RG 1  NPMX2807RG 6
DDD-EC 67.00-72.99 67.00 72.99 150.00 58.00 TDO-115 TDI-N15 - CAD=142 5 el : NPNIX 2405RG &
OD=E % 60T Aa 7500 565 SEG100 e300 uinSld OETEE 189.00-196.99 CAOD-142. 1 070l T GPS-18-40-300 4 GPP-08 4 SGP-04 1 NPMX2408RG 1 ouRciest
DDD-EC 80.00-86.99 80,00 86.99 180.00 70.00 TDO-117 TOI-N17 DTOO0E90.  CACD-tAZ | | 4 CAD=ME A oo e n | geeiasl | Al | soreon 40 NEnotosRG: | NBMXZIOSRG S o4
DDO-EC 87.00-99.99 87.00 99.99 180.00 77.00 TOO-118 TO-N18 CAD-170 2 NPMX 2807RG 2
DOO-EC 100.00-106.99 100.00 106.99 180.00 83.00 THO-119 TDI=N19 208.00-20809 CAOD-142 1 CAD:=H42 |8 GPS-18-40-300 4 GPP0S 4 SGP04 1 NPMX2405RG 1 NEMX 2406RG7 3,
DDD-EC 107.00-111.99 {07.00 111.99 180,60 88.00 TDO=120 TDI=N20 {é‘;g_‘ﬂ‘z‘ f_ Rttt ?aomg g
DDR-EC112.00-123.99 112.00 123899 205.00 101.00 TDO-121 TDI=N21 208.00-214 .99 CAQD=170 1 CAID=170 3 GPS-18-40-300 4 GRR-08 4 SGRP-04 1 MNEWMX 2B07RG 1 :}Eﬂ; ;gg?;(j 3
DDD-EC 124.00-135.99 124,00 145,99 205,00 113.00 TDO-(22 TDI=N22 CAB=A21175 : ; ; NEVX Z405RG 2
DDD-EC 136.00-147.99 136.00 147.99 205.00 125.00 TDO-123 TDI-N23 215:007220.99  CAODATNL | 1 opnigas oy (GPSTIESA0TR000 4. GRPIR) 4 SGP04S 4 NEMX2807TRG | 1 ey sasome 4
DDO-EC 148.00-159,99 148,00 162.99 225.00 137.00 TDO-(24 TOI-124 CAD-142 1 NPMX2405RG 1
DOD-EC 160.00-168.99 160.00 168.99 225.00 149.00 TD0-125 TDI-N25 R e I e R I L | R IR Sees) B | SRS B st e TR
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CAOD

Boring Head Peripheral Cartricige (/"r" / m
= 5 [O] :

. 4G b
e . ‘-:J ~ D D Baring Head Sub~Guide Pads i C[[l iq
8 LA 8
m Adiustment Scre Insert U}
=] CAOD-080 SR11201755-7 SR11201756-11 NPMX 0803RG -l
I CAOD-0845 SR11201755-6 H2.0 SR11201756-10 HW2.5 TPMX 1403RG SR 11201753-3 Designation D Clamping Screw o
Y CAOD-085 SR11201755-7 H2.0 SR11201756-10 HW2.5 TPMX 1403RG SR11201753-3 SGP-01 10,00 5.0 3.0 SR 112017531 T-7115 oY
CAOD-103 SR11201755-8 H2.5 SR11201756-12 HW3.0 TPMX 1704RG SR 112017537
% CAOD-142 SR11201755-9 H2.5 SR11201756-15 HW4.0 TPMX 2405RG SR 11201753-8 SOp=ie 1890 AL 45 SRS J=G0 %
35 CAOD-170 SR11201755-11 H3.0 SR11201756-15 HW4.0 TPMX 2807RG SR 1120175310 SGP-03 10.00 10.0 5.0 SR 11201753-4 T-915 S
o) SGP-04 20.00 14.0 7.0 SR 11201752-2 T-15(51 O
Select an outer cartridge and pad for the required enlarmed diametar.
CAID

=
Boring Head Inner Cartridge ' j

NPMX 0803 RB/RG
Inserts for Driling Heacds

Locking Screw Insert | Inser Cl;

HWA.5 SR11201753-5 T-5/51 NPMX 0803RG SR 112017532 DSD-EC/DDD-ECMDSD-IC
CAID-0845 HW2.0 SR11201753-5 T-15/51 TPMX 1403RG SR 11201753=3 L
CAID-085 HW2.0 SR11201753-5 T-15/51 TPMX 1403RG SR 112017533 $
CAID-103 HW2.5 SR11201752-1 T-15/51 TPMX 1704RG SR 112017537
CAID-142 HW2.5 SR11201756-7 HW 3.0 TPMX 2405RG SR 11201753-9
CAID-170 HW2.5 SR11201756-7 HW3.0 TPMX 2807RG SR 11201753-10 Tough

GPS TGS B - o
b - e - - S M
Deep Driling Head Solid L= =LCJ‘J= N L NPMX 0803RB 8.00 3.18 0.40 8.36

Carblde Guide Pads L NPMX 0803RG 8.00 3.18 0.80 8.36 . . -

Tough Hard

[ gk y 2 : TPMX
GPS-05-18-060 g,o 6.00 18.00 25 . Inserts Drilling Heads DSD-EC .
GPS-06-20-075 0 7.50 20,00 30 . . DDD-EC/DSD-IC/DSC-ECDSC-IC
GPS-06-20-085 6.0 8.50 20.00 30 . . .
GPS-06-20-100 6.0 10.00 20.00 3.0 . . -[ |..
GPS-06-20-120 6.0 12.00 20,00 30 . . s
GPS-07-20-120 7.0 12.00 20.00 35 . .
GPS-08-25-155 8.0 15.50 25.00 45 . .
GPS-10-30-200 10.0 20.00 30,00 45 . .
GPS-10-35-200 10.0 20.00 35.00 6.0 . .
GPS-12-35-250 12.0 25.00 35.00 5.5 . .
GPS-14-40-250 14.0 25.00 40,00 7.5 .
GPS-18-40-300 18.0 30.00 40.00 9.0 . = : S
TPMX 1403RILG 8.45 3.50 0.80 . . . D
TPMX 1403R-DT 8.45 350 0.80 . .
GPP i TPMX 1403RB 8.45 350 0.40 . o p
Boring Head Guide Pad Protectors : | TEPMX 1704RILBG 10.30 4,00 0.80 . . ®
1 TPMX 1704RILG 10.30 4.00 0.80 . . - .
TPMX 1704R-DT 10.30 4,00 0.80 -
- TPMX 1704RBG 10.30 4.00 0.80 . o
esigr : TPMX 2405R1LBG 14.20 5.50 1.20 . . .
GPP-01 6.00 6.0 33 SR 112017531 T-7/15 TPMX 2405RILG 14.20 5.50 1.20 . . p .
GPP-02 65.00 6.0 3.8 SR 112017631 T=M& TEMX 2405R-DT 14.20 550 1.20 > =
GPP-03 6.00 6.0 3.9 SR 11201753-1 T-7115
GPP-04 8,00 8.0 44 SR 112017534 T-0/15 AR RAGRRD e SR 0 g . e
GPP-05 8.00 8.0 35 SR 112017534 T-9/15 TPMX 2807TRLG 17.00 7.50 1.60 . 5 C
GPP-06 8.00 8.0 45 SR 112017534 T-9/15 TPMX 2807R-DT 17.00 7.50 1.60 . .
GPP-07 10.00 10.0 6.0 SR 11201753-8 T-15/51 TPMX 2807RB 17.00 7.50 0.80 . o
GPP-08 14.00 14.0 75 SR 11201752-2 T-15/51 TEMX 2807RBG 17.00 750 160 3 .
GPP-09 18.00 18.0 9.0 SR 1120175615 HW 3.0
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FTTERHEBIBETIHF Yuanchang Internal Chip Gun Drill Shaft TEEESSEERIR,
TS-I* | Yuanchang Common Alloy Bit

Drfll Tubes — STS System = Inner

4 Start Thread Connection

TS-I* & -
HAT-STSES-WER; 4THEaGER

BiES SR ESAHFES 13.0mm—-45mm
Ordinary alloy drill bit accepts non—standard custom—made 13.0mm-45mm

TERIMERNEK, IHSENIER, SR, REEET, TUSESHSUEINTE, REEENRIBT, ARTEAIFR, Wkt

.t
2
7
-
—
4
o
Z
=
O

GUNDRILLS #8%h4

e T
TS-101 1.=(1750-2600)MM :
; L=(0-1749)N 13.61=14.60 12.00 FEtRRE T .
i61-1559 1500 Yuanchang deep hole drill lloy drill bit, this bit cost-effect tant, [ d drill f Litti
103 L=(0= 1?@&% 14.87=15:5% 13.00 uanchang dee e drilling alloy drill bit, this bit cost-effective, wear-resistant, quality is very good, can a variety of easy cuttin
%s_;gi:twsoézagﬂumm ‘1'%31 15.59 13.00 goeep! ng alloy . ; quality is very g dri ty y cutting
TS-10 L=(0~174 60~16.70 14.00 ials; Using igh-quali i i drill has il ility.
iy R - materials; using German high-quality steel to meet different cutting needs, the drill has good durability and stability
: L={0=1749)MM 16811770 15.00
TS-11 L={1750~ ZEOGMM 16.61=17.70 15.00
T&-l?l.-—-ﬂ}-‘r? A7.71=18:80) 16.00
5 1?50#?590)MM 17.71-18.90 16.00 L -
LS(0=1749)MM 18.91-20100, 700
TS- I3L—-{1?50 26001MM 18.91-20.00 17.00 Ls - - A
TS=141= AGIMM 20.01-21.80 18.00
TS-14L=(175 2600)MM 20.01-21.80 18.00
TS~ 1749)MM 21.81-24.10. 20.00
TS-15 L=(1750-2600)MM 21.81-24.10 20.00
TS=16 L={0=1749)MM 24 11-26.40/ 22,00
TS-16L=(1750- 2600)MM 24.11-26.40 22.00
(0=1749)MM 26.41-28.70 24.00
TS-17 L=(1750-2600)MM 26.41-28.70 24.00
TS=18L=(0-17491MM 28.71-31.00 26.00
TS-18 L=(1750~2600)MM 28.71-31.00 26.00
TS=19 L=(0=1749)MM 31.01-33:300 28.00
TS5~ IBL—-H?ED-ZBOO)MM 31.01-33.30. 28.00
TS~ .31 A 30.00
_ 33,31-36.20 30.00
TS=111 L={0=1749)MM 38.21-39160 33.00
TS-111 L=(1750-2600)MM 36.21-36.60 33.00
TS=112 L=(0=1748)MM 39.61-43.00 36.00
T5-112 L=(1750-2800)MM 39.61-43,00 36.00
TS=113 L=(0=1749)MM : \ 39.00
TS-113 L=(1750-2600)MM 39.00
114 749N 43.00
43.00
47.00
47.00
=118 Lﬂm ﬂﬁm ! B&.z :-;an .00
T |1s L—msn-zscmmm 56.21-60.60 51.00
TS=NTL=(0-1749)MM 60,61-64.98 BB.00
TS-117 L=(1750-2800)MM £0.61-64.99 56.00
TS=118 L2(D=1749)MM 56.00
TS-118 L=(1750-2600)MM 56.00
TS=NMOL=(0=17T49)MM B2.00
TS-119 L=(1750-2600 MM B2.00
TS=120 L=(0-1749)MM £8.00
T5-120L= 1750-2aammm 68.00
L= 7 TH.UD
75.00
B2.00
{1 82.00
TS=123 L=(0=1749)MM : - : 94.00
Ts-lzsl. {1750-26001MM 100.00-111.99 G400
(0=174 112.00=123:99. 100,00 17
A 112.00-123.99 100.00 2600.0
TS=125 L={0=1749)MM 124.00-135/89 118:00 A
TS—IZSL twso -2600) MM 124.00-135.99 118.00
. qe{au- 49)MM 136.00-147.99 130,00
136.00~147.99. 130,00
1 : 148.00-159.99 142,000
TS-127 4 f48.002156.99 142.00
TS#128L=(D=1749)MM 160/00-171.99' 154.00'
TS-128 L={1750-2600)MM 160.00-171.99 154.00

TS~I**(continued)

Drill Tubes = STS System - Inner

4 Start Thread Connection
TS-I™8Y (&)
THAT-STSRT-FIEE; 4FFIRaRaziEs:

172.00-183/69

S=130L=( : £ = 1?&0&' n44.00 0.0/ 1749.0
T5-130 L={1 ?59-—2300; M 184.00-195.99 173.00 144.00 1750.0 2600.0
TS=131 L=(0=1749)MM 188.00-207.99 185000 14400 T e 1748.0
TS-1311L=(1750~ —~2600)MM 196.00-207.99 185,00 144.00 1750.0 2600.0
TS-132 L= 491MM 208.00-219.99 197.00 144.00 0.0 A749.0
TS-132 L= :1?Eo-2aou MM 208.00-219.99 157.00 144.00 1750.0 2600,0
TS=133 L=(0=1743 220.00-231.89' Zuelon: 1684.00 0.0 4749.0
TS-133 L=(1750-2600)MM 220.00-231.99 208.00 164.00 1750.0 2800.0
TS-134 L=(D=1748)MM 232.00-243.99 220,00 184.00 _ Qo AT48.0
TS-134 L=(1750-26001MM 232.00-243.99 220.00 164.00 1750.0 2600.0
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TEER LEREN, WERZEEREERSEED
. —EIRIRHATSENL, SEBMEISH.

When using a gundrill on a lathe machine.a shart solid
carbide centering drill should be used prior to the
gundrill.Once the gundrnill enters the pre—drilled hole,it
1s seff-guided.

ks AL ( EEFLEE+0.02 mm)

Drilling a pre-hole
(drill diameter +0.02 mm)

FEIERCHEFET G

Never try to penetrate the
waorkpiece by using a gundrill

| MRS IRIATL

Gundrill penetration
through the pre-hole

— N EATRILARES | SAEEAIE

2xDENME

A shallow pre-hole can't lead
2% D min —J

the unbalanced gundrill

(£5%%5%88) Drill Penetration Instructions

(AR ST IS AL )
Retate the drill counterclockwise  prior to and during
hole penefration coolant

( FIEREELRE B &40 )
Stop the drill rotation and start the

( EAFLAUNRET T REFE A )
Rotate the drill clockwise prior to
drilling operatio

( TEXT RS20 ) The Influence of Tool vs. Workpiece Rotation

Rotating tool HESETH

| me———

Worst SFHREY

SHLAER T2 BB A RERREIZ0.02 mm
(.0008" ) .

The maximum misalignment between the drill bushing
and the workpiece center line should not exceed 0.02
mm {.0008" ).

25 www.dgycji.com

Rotating workpiece ekt T {4

[—————_--..

Medium %5 Best §iF89

Rotating tool & workpiece
hiefe TEFTHF

Rotating Workpiece
HEfE L% Bushing 472

Stationary Drill EITE S

[y
A i AT A AT AT S A AT A AT AT AV T AT AT ST ST T AT AT ST AT AT AL AT T

(a4E#eEs ) Single Flute Gundrill
ISCARFIBHE— T BHEES Ek, — TR i—RaniiEnt, Sz
IEnEnmRREN LIRS, EEVANEHR.
ISCAR's gundrill consists of a single piece carbide head, a streamlined shank and a
driver through which coalant flews fo the working end where itis most needed, Chips

are evacualed along the V-shaped external fiute,

(§&3k) Drilling Head
EASEAEREE FRERLIAEL R, SREATSISNAEFEES. ITFEE
B, HEERNELR N,
EE, SEAMEHEET, (SIS eT, WAREANAE,
The carbide head is tapered on ils lenath to reduce friction. The taper angle depends
on the type of material to be dnlied. For high precision drilling, the taper should be
reduced toa minimum,

Mate that when the head is resharpened, the diameter of the dnll changes, affecting

the hole tolerance:,

(#48) Shank

RiEEREA VI, TESHA,. CRERENHE RN, ZREmaEEED.
AR AR T B ER.

The cross—section of the shank Is V-shaped with coolant holes. It is made of
hardened steel that s highly resistant to twisting, This cross—section provides the

optimal conditions for twist resistance, coolant fiow and chip evacuat|

(734%) Driver
P e e e ) e
The driver ensures the connection betweaen the gundrill and the maching toaol,

({i%) Advantages

CHTRRETRRTYEMIAE - RIFHNERENELE - RESHELDLINE
- ERMEEROA-RIGRESERE - ORTEEEGEHEE

= Diiling pracision of 1T7 o T8 toleranceas can ba reached

= Exrsllent stralihilness and enneeniricly = Mairitairs high precisan hola cenfer slgrimernt

= Surfaie roughness of R 4 — R1LE s easily oblaved « Reboring dparalions are afien unnecessany

LRSS0 Single Flute Solid Carbide Gundrills

B-iARYENE AR AR MY, BEEEESESR, FREfkE
ESEENE, HUHELERERNE. TR OAIERZHE, LRIy,
0.8-1638%, GATEHME, CRESHENRIEMEBENSHERE. BTSN
#, SILUARISIR 100%4UREET. ER/NERIELET, S e lTHERSLEN,

Anather type of gundnll is made with integral tp and shank, made of solid carbide
with either a steel or a carbide driver, These dnlls are designed for conventional
machines, machining centers and lathes. This style of gundrill is avallable from 0.9
16 mm and can be used on vanous types of matenals. It provides superior rigicity
and aptimal coclant flow rates. As a result of its noidity, up to 100% hghar feed rate
can be reached, When using the small diameter drills, 1 is crucial to adhare closely to

fhe recommended drilling parameters.

EESRIeHEH
Carbide Tipped Gundrill Range

25010 3.09 1100

31010599 2500
6.00t0 11,38 3000
11.40t0 40.00 3500

SEE-MEEEHEERE
Overall length=flute length+dnver length

Driver
7]1A

Driling Head
sk

ISCARFREITERLS R IRIA TR ARIRR T 20y R T .
HE AR 2 SRSk,

ISCAR" s advanced gundrill technology provides supenor geometric and
dimensional gualiy for both deep and shallow driling.

The drills are available in the range of 2.5t 40 mm.

BTSSR Solid Carbide Gunednll Range
A EHEERENE with or without brazed steal drver

081016 00

RS

Standard Gundrill Head Sharpening Angles

TEETRANAE. DEEEAAMONIBRAR, FRUCGERL FRERibEE (nE1fE
2ArE)

Subjest to the required tolerance, cutting parformance and desired chip shape, the
following standard sharpaning angles are recormmanded (shown in figures 1 and 2).

l_’“ - }ﬁ]ﬂ-ﬂ:

HiEA0OES mmBlEELEHRERE
Standard sharpening for 0.9 to 4 mm drill diameters

i PSSR, SR SRR S RV,

A-22mmtk EEHTETRL
Stariclard sharpening for 410 32 mmdrill iameters

| B
o

| 1104

AZRlA0EREE L B AT
Standard sharpening for 32 to 40 mm drill diameters

MNote: For special or semi—standard gundnlls, special geometries will be offered to match the-application.
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FILESEIRATERTSAYEEHI A
Drilling Tolerances Obtainable In Deep Hole Drilling

tREg L8 E Standard Gundrill Head Profiles

Driling capacity and finish of the driled hole are dependent on the

FhEIBE DI LA CEERUA TSGR UITRZR . SRR &R
MSTHMETE. HTEEMEH®RN. REEEESUEE]
BITUaeEE, (B ENREFE.

LESERG FEGE, EETLUNMEEIFNAZE.
When operating under opfimal conditions, even better

i#FEEFL A= Deep Drilling Tolerances
TEMEFRA RN, BRI ET = EAERTE- TR,
Gundrill configurations when used under recommended

geomelneal shape of the drill head. Both the profile and the sharpening

must be matched to the workplece material. The profile Is defined when )
tolerances can be achieved.
the tool i1s manufactured. Although regrinding may change the cutting

40
A
2
7
el
=
4
o
Z
=
O

2B General Sketch

a8 meEmEs, W, P. La, #4R5T
R B IR OLAL .

Al cross secton profile parameters such
as:P.La and must be precisely matched to the
workpiece material properties.

EIEER Profile B

SHRTER, SRENLLE. BTE
HHIEEE.

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

EIEEE Profile E

—eAiE, BTFSEFER, XEmisRTE
SEEMETEFELAFREM. FaliEET
Fihse. EERTERNLERE.

General usefor alloys and stainless steel .This  Recommended for all monferrous and cast iron mm
profile eliminates the problem of the tool sticking  materials up 5 mm diameter.Sometimes used for 'L:Jsed for aluminum and 1’::355 for best hole finish. 1.0 o
i ! 2 : 5.E51 o or intersecting holes and interrupted cut or when
in the hole after the outer corer dulls.Especially W0 AR Pt Wit rger baclcaar, ar intersecting hol interrupted cut o & G 0.05
suitable for crankshaft and other forged extra outer diameter support and burmishing is
matenals. Recommended for accurate hole recjuired. 0,66 |- 0.04
siraightness. 05 | 0.03

033 0.02

0.16 0.01

500 1000 mm ) 250 500 750 mm
S5FLFR Drilling Depth $EFLiFRE Driling Depth
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geometry, the profile should remain the same.

ZiEmEG(EA) Profile G(Universal)

AEHEHELGIRERL, FRIEERgEmEe
i, iEETSREILAEHE®E. s
IR OFLRS . TR ML .
Standard formm for most material types,
particularly for matenals with a tendency to
shrink. Recommended for high precision bore
tolerance and straightness. Maintaing precise
exit hole size. Recommended when exira
humishing Is required.

EImEC Profile C

G

RTFEREMNAOSRLEO. KEHE, M
FsE e, SRR, Wiz EE
TERCRRYSHRIEE.

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

EEEH Profile H

|«

ENETEEATS mmiFREEREREME
i, BT AR,

BIEEAProfile A

EETEN (BFERE) i8ae®. THETER
7L, AEHAERHLRERTEL. s EfF
TERABTS AN ElE .

Suitable for cast iron {usually coated) and
aluminum alloys. Can be used for cross drilling,
angular entry: or exit and for inferrupted cut.
LLarge coolant gaps between pads.

ZIEmED Profile D

|«

WERATHS®. NREZIEEEY (BEE
EE) .

Suitable for cast iron only. Very effective in grey
cast iron{usually coatec).

ZiEE | Profile |

FAFEfElE, LURSRENFGEE. B
Tz ZAFNERTD A T E M ME D
hiyiseT .

conditions can produce holes with tolerances of IT8-IT9.

BIESHTFIILEEE

Tolerance range unger optimal conditions

R ERESTHNETEE
Tolerance range unger normal conditions

FEAEE Surface Quality
THEEES T RS aIRE0.2 RahIRHEES -
Surface guality of 0.2 Ra can be achieved when using gundrills under recommended conditions.

yyvy

N12  N11 | N10 N9 NE N7 NG N5 M4 N3 N2 N1

iz H A
]

[um] so | 25 | 125 | 630 [ 8.20 | 1.60 | 0.80 | 0.40 | 0.20 | 0.10 | 0.06
Luin| 2000 [ 1000 | 500 [ 280 | 126 | 63 | 32 | 46 [ & | 4 | 2 | 1 |

N EESITRLEEE BERTFAIAZEEE

Tolerance range unger narmal condifions Tolerance range Lnger optiral eonditions

B EFIESE Concentricity and Straightness [ElE Circularity
ERERNATRRGER, F: RGN IR ERER T T, JUEERENT
- SERLREIER - DT 2RSS PO

- THHEENRSENEaE - RKEORIRESEE

) : The geometric quality of bores obiained from deep hole drill
The resulting quality depends on different factors such as: g Quaiity '

- Drilling depth and diameter bits is clearly higher than that obtained with the use of twist

» Type of machining and cutting parameters drills. It is possible to obfain precision with deviations of less
* Quality and uniformity of the workpiece material than 4 um.

+ Machine tool condions T Gundrill support

Concentricity E/(=E Straightness E#E

B Stationary workpiece — rotating tool  EE T -G TE
B9 otating workpiece ~ stationary tool  iEEE T4 —EETIE
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Standard Gundrill Drivers for Machining Centers, Lathes, etc.

B
DIN1835A re— L
DINGS3EHA
Cylindrical
DIN1B35A
DINGH3SHA

b]

MRIEDIN18358

DINGE35HB
Waldon DIN1835B
DINGS3SHB

-

Ol il —%
DIN1835E

Whistle Notch —
DIN1835E v

D

DUSERC] -~ —
DINGS3SHE [
Whistle Notch  #—-—e—~- —H D
DING535HE !
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4x28
Ex28
6x36
8x36
10x40
12x45
Sx1.787
14x45
16x48
18x48
5x2.03"
20x50
25x56
1.00x2.28"
1.25x2.28"
32x60
40x70
50x80
63x90
6x36
8%36
10x40
12x45
50x1.78"
16x48
18x48
7Bx2.03"
20x50
25x56
1.00x2.28"
1.25x2.28"
32x60
ADxT0
50x80
653x90)
Gx36
B8x36
10x40
12x45
16x48
18x48
20%50
25x56
32x60
ADxT0
6x36
ax3b
10x40
12x45
16x48
18x48
20x50

N?
Nn

o 40
41
T 42

43
44

2749
3.249
4249
5.749
7.299
8.999
9.699
10.999
12.399
14.399
14.899
15,899
19,509
19.509
25,609
25,609
32.609
40
40
2.749
3.249
7.299
8.999
9,699
12,399
14.399
14.899
15.899
19,509
19,509
25,609
25.609
32.609
40
40
2,749
3.249
7.299
8999
12.399
14.399
15.899
19,509
25,609
32.609
2,749
3.249
7.299
8.999
12,399
14.399
15.899

20
20
20
20
20
20
20
20
20
20
20
20
25
25
25
25
25
25
25
20
20
20
20
20
20
20
20
20
25
25
25
25
25
25
25
20
20
20
20
20
20
20
25
25
25
20
20
20
20
20
20
20

18
15
14

15
15
15
15
15
15
15

15
15
15
15
15

15
15
15

15
15
15
15

15

15
15
15
15
15
15
15

1St ER PRt IR Eh RS

Standard Drivers for Gundrill Machines

DIN228AK

DIN228BK

R SREE 15"
Central Clamping
Surface 15°

IEEFEm15
Frontal Clamping
Surface 15°

[EFEEREY
Cylindrical
with Thread

VDI Desian

R E T
Central Clamping
Hexagonal

R
Central Clamping
Tapered

IEMEEm2®
Frontal Clamping
Surface 2°

[Fiia: ¢
Trapezoidal
Thread

Spraymist Driver

N
| i
(]

i
- L ———
g
S i I
R

I

B
Y
Q

-l

CM1
chM2
CM3
Ch4
Ci1t
CM2
CM3
CM4
6130
10x40
16x45
.760x2.75"
25x70
1.00x2.75"
1.25%2.75"
1.50x2.75"

16x50

10x50 MEX0.5
10x50 MEX0.5

.50x1.97" MEx0.5

16x80 M10X1
25100 M16x1.5
36x120 M24%1.5

10x68 MBx0.5

16x590 M10x1
25x112M16x1.5
36x135 M24x1.5

25x70

32x70

50x1.50"
1670
A5%2.75"
20x70
50x1,50"
TBx2.75"
1.00x2.75"
1.00x3.94"
1.25%2.75"
1.25%3.94"
1.50%x2.75"
1.50x3.94"
16x112 Tr 16x1.5
200126 Tr 20x2
28x126 Tr 28x2
36x162 Tr 36x2
16x40
25x%50
35x60

45
46
47
48
49

" 50

53

G ]
* BB
BT

b8
59

> 60

61

" 62

63

65
66
67

' 68
' 69

70
71

72

3

T4
78

> 78

78
79
80
81

83

a5

' 86

a7
as
89
90
91

' 92

9.554
14.599
21.499
29,499

9.599
14.599
21499
25.499
2,749

7.299
12,399
14.899
18.509
19.509
25,609
32.609

12399

7.299
7.299
8.999
12,399
19,509
30:609
6.749
10.799
19.509
30,609

19.509

25,609

8.599
12099
14.089
16.099

9.699
14.899
19.509
19,509
25,609
25609
32,609
32.609
13:599
17.099
25.588
32,599
12,399
19.509
26.599

10

10
10
10
10
10
10
10
10
10
10

10

10

10
10
10
10
10
10
10
10
10
10

10
10
10
10
10
10
10
10

20

20
20
20
20
25
25
20
20
25
25

25

25
20

20
20
20
20
25
25
25
25
25
25
20
20
25
25
20
25
25

20
15

15

15
15

15

15
15

15
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Typical Gundrill Applications

EBURGE
Main Drilling Methods

Figure 1 E1

Guide Barrel Ea@Eif

Figure 2 E2

Pre-Drilled Guide Hole iS5

SRR R —HEBFLS R0 BREh

User Guide FIF{gR

The gundrill is not a seff-centering tool. Therefore an exiernal
means must be used to guide it to the point of enfry into the
workpiece. It is recommended that the machine ool be
equipped with @ means for guiding the gundrill, preferably
during the entire drilling process.

An alternative method is a pre-drilled guide hole (figure 2),
which is common for machining centers. Once the drill has
been fully engaged inta 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.

e REsEL TR, Eit, wWERINPFREBES|ISEHRA
T, MRS S I SRR, BIFEEE T HATE
&,

P—HMAEZRRGEEL (B2) , XENTHOERNAE —
B EENZIL, EERERNSE.
SmEIFERSERE, FASARLE.

Typical Gundrill Applications — Chip Evacuation and Coolant Flow

Figure 3 EI3

Boring with chip evacuation and coolant
flowing opposite the boring direction

HEEFISAiE SH AL e RaSTL

Figure & E5

Boring with chip evacuation in the boring direction
FEL T RHHES R
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Figure 4 g4

Drilling of solid material with chip evacuation and
coolant flow opposite the drilling direction

Bl R, HRfSERRs S lnEER

Figure 6 ER

Boring with a staged tool
Chip evacuation and coolant flow in the boring direction

SRAS T B HHET SR R L et TR

teshtiEH e
Gundrill Troubleshooting Guide

EmBERE el sasneD e|gissod
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Al {44 ) Condition { 215 ) o 3
o (o i) 9.8-11.69
<0.25%C AnnealedENX ) 420 125
H _ ‘ 1 70-110 e
peo] Non-alloy steel and cast steal, ~ >~0-25%C Annealed(ig ) 650 190 2 80-110 b2
1) free cutting stesl <0,55%C Quenched and tempered ( FENFIEK ) 850 250 (75]
- s 3 70-100 0.01-0.02 0.03-0.05 0.03-0.06 0.04-0.07 0.02-0.10
— GrESmsE. 2R o550 Annealed(igx ) 750 220 -
— 4 70-110 —
0 Quenched and tempered ( FESGIEN ) 1000 300 x
O Annealted(iEX ) 600 200 - 1950 O
= Low alloy steel and cast steel G 80110 =
8 (less than 5% of alloying elemenis) 930 275 . J0-110 8
1GE SHIFIES Quenched and temperad ( EEXFIEIK ) 1000 300 45055 0.01-0,03 0.03-0.05 0.03-0.06 0,04-0.07 0.02-0.10
— 8 =
{ %
(EFaS&TENS%) ) 1200 250
9 50-80
FRR ey S sicel gt e, e kot Stes) CEnsd R o 2 10 5070 0.01-0.08 0.025-0.04 0.03-0.045 0.035-0.05 0.02-0.10
57 0 A ] o bt 9 4 AJSTUL 4 g s il 7
(EEEW. BRI EM) Quenched and tempered ( ZEkEIEN ) 1100 325 i
Ferritic/martensitic ( $EE=mSETE ) 680 200
Stalnless steel | A%EH ) 12 40-70 0.01-0.03 0.025-0.04 0.03-0.045 0.035-0.05 0.02-0.10
Martensitic { SEGHARRER ) 820 240 =
= e
Staliess sioel LR FEtanBicEA) i s 14 40-80 0.01-0,03 0.025-0.04 0.03-0.045 0.035-0.05 0.02-0.10
Ferriticipearitic ( #KEERE0E ) 180 S
Grey castiron (GG) &% (GG) 18 70-100
Peatlitic{ZR¥EF) 260 16 70-100
Nodul (GGE) 2% (GCG) Feic (i) 1% 1 80-110
odular cast iron (GGE) &k G ' ] .
Poarliticl i A40%) 250 i i 0.01-0.40 0.04-0.1 0.05-0.12 0.06-0.14 0.05-0.20
Fermic { 1430 ) 120
Malleable castiron ( ST ) 19 90-115
Pearltic(HFA44) 230 20 0115
Not cureable ( FEIL) 60 21
Alumin-urmwrought alloy(iS2aE)
Cured (Bl ) 100 2
<=12%Si Not cureable ( B ) 75 S
) | 23 0.02-0.04 0.03-0.17 .03-0.18 0.035-0.19 0.03-0.15
Aluminum—cast, alloyed Cured (L) %0
Lires
(B, 88) 24
>12% Si high lemperatire ( Sis) 130 25 80-120
>1% Ph Free cutting { EHETE ) 110 26
Copper alloys
Brass ( 2 ) 90
(Hae) &t
Electrolitic copper ( 654 100 23 80-180 0.02-0.04 0,02-0.13 0.03-0.16 0.04-0.18 0.03-0.15
Duroplastics fiber plastics ( TEIEHIEF, SFiEH ) 29
MNon-metallic ( IEERE)
Hard rubber ( BEHE ) 30
Fe based(#E ) Annealed ( 1BK ) 200 39
Cured(Eif) 280 32
High temp. alloys
e Annealed (X% ) 250 33
Gy Nior Co basad
(eEaps ) Cured(&EHk) 380 34 25-60 0.01-0.03 0.025-0.03 0.03-0,035 0.03-0.04 0.02-0.10
Cast (#ig) 320 35
RM 400 36
Titanium Ti alloys { ShEk&® )
Alphatbeta alloys cured ( o+ p &&EL) R0 1050 37
Hardened (f@21{L) 55 HRC 38
Hardened stesl 2K : ; 20-50 0.025-0.03 0.03-0.035 0.03-0.04
Hardenad (@) 60 HRC 39
S 0.01-0,03 0.02-0:10
Chilled cast Iron iSTRiE R Cast (#HE) 400 40
Cast iron 56 Hardened (f#k) 56 HRC 41
33 www.dgycj.com www.dagycij.com 34
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ACCESSORIES

171EUiH Cutting oil
H\E R R RADElR, SRS GEERERE, AT R EHEEY TR,

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 improving the long-term stability of processing deep holes.

BE5EETIH Gun drill sharpener

ANERTFEERE, S/EEEeImmibsk, FEKEEIT, #FEeEIIT
HotEEE, AR, BEER, EFRAILER.

This machine is suitable for grinding gun drills. The smallest drill bit can be
e1mm. The standardized cutting edge ensures the stability of gun dril
processing. The machine is unique in design, easy fo operate, and

convenient for modern management.

$£BRHH Scraping oil machine

ERENDIA, BENS R, KRR RIKETERAM, BUHIHEEERE
IMER, [RIEUDRIRIRS, TEORA, IRSREFIMRIFR.

It adopts powerful motor and stable body design, which greatly reduces the
cutting oil carried away by iron filings, enables the cutiing oil to be recycled,
reduces cutting oil loss, saves costs, and improves energy and

environmental protection.

35 www.dgycjj.com

EJINI3E R re—sharping machine&fixture

itisERIBREAREREE, HIIFREFIHEEERE, B
CFE AR EEA A A E SRt At B R RIS
20%LAE.

Gun drills re=sharp must use grinding fixtures,not only by hand,it

was proved to prolong gun drills life by the right re—sharping.

DIHE#F supprting pin

o ST
back B (v
v

clamping

v

SRR =
fasten screws clamping
- !

Bt et I TR IR R E SRS R A i T — i

B st 2B /USRI REIRY, ERAE T IUBISEIITIFHRE, BEMihES T kAR T 350-500EEEAER, A
TERIE 7/ MUBRIB IS B A ISR EMAETHIERE . MHRHRINA, AXKIESE T8, MEEREIERES. n8cEFE—E8
R NIISIEtEES ( SBEEets ) , MFEE ( HRC ) iM48-52E 1B T LAEUR .

Pic 1 is the application of prolong driling depth,after gun drill reach its drilling length capacity.
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 removal smooth. The application increase drilling rigidity,resulted in high drilling efficiency. Yuanchang stocks some

small size gun drills and supporting pins,it all can appliy on hard materials like 48-52 HRC.
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