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AVRUIVINTI D&

Characteristics of gun drill processing

€ £ h R W
Excellent linearity
BEEFRET1000mmMOINIT
senEE 1 mmilk

Centering deviation is 1 mm or less for
1000 mm depth hole drilling

HEEHMR W
Excellent surface roughness
HA F}Swhw
NIV THNRIc&oT
BFTEHERE

Superior surface roughness is available due to

burnishing effect of guide pat

EREDPRW

Good tolerance of hole diameter

H7~HOrE RS I himEE

Hole of around H7 to H9 tolerance
is available by drilling

MIESHEDBE MR
Reduction of necessary machining time

ATV I T4—RDREIFL

Step feeding is not necessary.

Botek Gun drill

Botek is a tool manufacturer specialize
and the biggest manufacturer particula

BN DI TR

Possible to select machining equipment freely

ORYZVIEVY— RU NAKICESIMI

machining centre and machinery for general purpose are usable for:

r 1. 734 RN boring for guide hole; or j
-7 L=1.5~2XD

workpiece

+——— ~ [ DH7~HS8
Fowre ,

coolant
2.73>RUJUINL gun driling

S

I{ N D @ié
\/(T,A v A

\L

RUJLTv2aDRDDIC, RUJLTHIFTeHA RT RN (L/D=Max40) N CEFT,
Deep hole drilling (L/D = Max.40) is available by the guide hole made by drilling, instead of drill bush.

OAVRVILIY YV VICEKBINI Processing by gun drill machine

=0

Workpiece

RUIL T2

Drill Bush

— Z—>2b

[:[ Coolant

“'( - .

/ /

”_W Q)

E7IUIL(L/D=100~200)h/ VATV I TCTEXT,
Deep hole(L/D = 100 to 200) is drilled non-stepwise

r—<



M/C(RY =00tV 5—-)RAAVRVILDRR

Characteristics of gun drill for machining centre (M/C)

N J 1] : .
;ﬂﬁﬂﬁfﬁﬁﬂﬁlﬂu Usable with general-purpose machinery
RYZVIEVI—FHELDN/Che#E. ¥ — Ly EBIE EDNBEICB VT,
OYVIRUILEDBHELLKESBEEDORITUNIDTEXT,
Not only by machining centre, but also by machinery for general purpose as NC lathe, turret lathe, etc.,
deep hole processing is made more efficiently and accurately than the long drill boring.

7]’( I“?‘y*’J:l.*g No guide bush is necessary

NAOYRR=)L (AR ICKODTIMII DD T A RTva,
BARTU—DRETT,

No guide bush nor guide plate is necessary as processing is done by pilot hole. (guide hole)

UJ*B(D!#.':HEH Excellent chip disposal

ANIF2N B ULLEFRZ— (B ERZHEALTVWSDO T YJIHIROHHE
HEANOPHDIBNTVET,

Chip disposal is excellent as two or kidney style oil holes have been adopted and discharge quantity of
cutting oil is in good quantity.

'RWHJ%EET@”"I’J‘E% Possible to process by low pressure of cutting oil

HMECNA TR THONLAEYEPEE (T .OMPam#) CTEMINTEXT,

Processing is practicable even by low cutting oil pressure (1.0 MPa), when horizontal type machinery for general purpose is used.

d in deep hole drilling tool,
rly in the field of gun drill production.

ﬁﬁ%’]‘ﬁ Smallest drill diameter in the world
HREINEDPO.5HSEENTRETT .

Gun drills from®0.5 diameter, the smallest in the world and more sizes are available.

%fﬁﬁﬁ @ (Z"] Iﬁﬁ @ ) Range of drill able to manufacture

MIRETE MIFRE
Hole diameter to be drilled Depth of hole

$0.5~¢51.20 L/D=Max40 :wccoenoss

when used with machining centre

RIZVTEVI—RAAVRUIVICKDNGITERE
Key points of gun drilling with machining centre (MC)
1.8« OvkiR—JVINT Bore pilot hole

A OYrR—ILDRE(PD) [ AVRUILEDH7~HBRET.

DD 1.5~2EDFRE (8)ICRUILIITULTLIEE L,
EI Drill a hole to the depth (£) of 1.5 to 2 times of D, with the tolerance of H7 to H8 of gun drill diameter.
)\ Oy R—IUIITAICIEBERUILDRETT .
M HEIMICEDE TIDIXI#E 11301 TMR#S240 [BERU L EHERHULET .

Carbide drill is best for boring of pilot hole.
“DIXI made 1130”, “MR made S240” Carbide drills are recommended if conformed with work material.

2.5 VRUILZEEA Insert gun dril

AVRUILEEESEFT—I FEFXTEASTE TS,
AVRUILZEES BEVWER. /M OvbR—IVEFHIFT

E wI! | F=200~300mmAiIDiED TEALTLEEL,

A OYPR=IVOELIDBEMMFR TEDZFELLLTLEE L,

Come gun drill close to the surface of work without rotating it. Advance it to
this side of the bottom of pilot hole with feed F = around 200 to 300 mm
without rotating.. Stop feeding at several mm away from this side of the bottom of pilot hole.

3. AV RUIVEOIERREE—~ 7B I3 BEIE Start rotation of gun drill— Start boring

Lo I—35VhONICULT AVRYLZEES BEIRIED ZBRL T EE L,
Pl X\ Turn on coolant circulation, rotate gun drill and start feeding for cutting
& ; wl! | SRBIIEIR (T IV Y354 7) EERDE. FIRGEE 1 OfELTFT
- ERALTLEE L,
NS Carbide drill is best for boring of pilot hole.

When water soluble cutting oil (emulsion type) is used,
dilute it with dilution ratio of 10 times or less .

4.1\ BIFHE T -BEEFEILE—5|ERE Stop boring— Stop rotating— Pull out

HEERSETEUES WHIREDZEILUA VR OEGEZELESEET,
jI:D RICO—S5VRZOFFICL. BZEDTY—Y LAFT5IEHRNTLEE L,

When drill reached to the designated depth, stop cutting feed and rotation of gun drill.
Then turn off coolant circulation and pull it out to the surface of work., using quick traverse mechanism.

~N
M



botek gun drills
*iq Ujj‘ y F U “/9 ’f 7 Types of various gun drill

é);};,}\% BEYUYRYALD cabide solid type

the smallest size BIONZRACHABEIN. VvV IRIEDNEL XYV TJEYH—TD
in the world ERICEMBLTVET,

Developed particularly for small diameter drill to cope with high rigidity of
shank and usage in machining centre.

€ 90.5~0¢12.0

Diameter of cutting part ¢0.5to¢p12.0

Za eI BER (FRZ— 51 ) DRACKOEHEZZLTVET,

Oil hole By adopting kidney type, oil supplying quantity has beenIncreased.

Tﬁf’%?}]] AO=7I9TAY14 7 Throwaway type

the first in the R E—RAO—7 Uz {LZRIR,

world SYZVIARNDERZEERLTNET,
AHVRUILRYVEHELD XYV TEY5—.NC EE.
F—Ly MEBGEEDNAKTHERATEX,

Realized for the first time in the world and the only drill of throwing away type.
Achieved reduction of running cost.

Usable even for machinery for general purpose like not only gun drill machine,
but also machining centre, NC lathe, turret lathe, etc.,

€ 912.0~¢943.99

Diameter of cutting part ¢12.0 to$43.99

IR A U — b OIRFIEFIRIC KD, IBIENZ L—X LD, EVIHIB TR

Chip is disposed smoothly and heavy cutting is practicable due to peculiar style of carbide insert.

A VY —ORBRIEIT T, TEZIROEREZ KIEICIEHE

Tool replacing time may be reduced sharply with only exchange of insert.

-REIMICK D, SEBEM MO O—F VI HEIRETEE

Various kind of carbide material and coating can be selected in accordance with work material.

Type 110 BEANYRO—{FF I A D carbide head brazed type

NC e, 5—L v MBI EDNAK THERTEE I,

The most commonly used type even for general-purpose machinery, including not only
gun drill machine, but also machining centre, NC lathe, turret lathe , etc.

@ $1.85~@7.05¢=%)

Diameter of cutting part ¢1.85 to ¢7.05 (standard)

Za eI B (FR=— 51 ) DRAICKDEHEZZLTVETD,

BIONERICREENTLER T,
Oil hole  Oil supplying quantity has been increased by adopting kidney type,
and designed particularly for small sized diameter.

< % €&» ¢97.06~¢951.200=%)

Diameter of cutting part ¢7.06 to ¢ 51.20 (standard)

E eIl 2DRNDFEAICKD. HEDHRENY ROBIEZRHTNE T,

Oil hole Two oil holes have been adopted, in order to secure oil capacity and to raise rigidity of head.

BHRlitER | FUO LA (I d—5F 1 2 Tk (455 £R)

Special specification Chip breaker type Coating specification

e

€B» 96.0~¢032.0

Diameter of cutting part ¢6.0 to$32.0 = ) TlN.TiCN.TlAI N

RO—MRHWEYL T T HYRUILIYVEEHERD . IV VTRV S —,



' et HY RUIEY A Z B RUIVICHA, RERICEEEONG I ET L LET,
{;,;’Zifjfﬁf REMS (R, U—v—EASL DM ED D DEREERET

tolerances Gun drills enables highly precise drilling in comparison with Twist drill.
Suface quality can expect even as Reamer.

.ﬂ?%*%g ) ETBEDFREDZEE under nomal conditions
Q‘ig;::gg'se drilling BIFFEFHDIES under favourable conditions
F % ERE

Non ferrous metals
=
AN
7ZIL=85
Aluminium alloys (depending on Si-content)
=]

=1 b

Tool steel

| &

i i
Cast iron (Grey + Nodular)

O ¥EX

Material

38

E)Igjlcal treatable steel
§B<800N/m
[=2=]
2 b o
Nitriding stee
B & A il
Free machining steel '|‘£-t
= K.l
Case-hardening steel

NE R E IT [13/12/11/10/9 |8 |7 |6 |5

Drilling Quality area

.;EE*H_L\- LTEDFEMHDIBEE under nomal conditions
Suface quality B RITERHDOBS under favourable conditions

v
A A AN

A A A 4
Yvevy

YA RAMEU

Twist drill
- ¥ -

Reamer
AT R UL

Gun drill

KEMHTRa um 50 | 25|12.5/6.3/3.2/1.6/0.8/0.4|0.2|0.10.05(0.0%

Suface quality Ra ym

mAEE X 5N NT2INT1IN10/N9O|NS|N7|N6 NS|IN4|N3IN2|N 1

Roughness class

QT TFNIEE Y RULEEOHDEE Toll rotating
Centerline deviation Z.RU)VEEREINTYDFESEEERDEE Counter-rotation
(drift)
1.0
0.84 v
0.66
05
0.33
Z
0.16
mm TNDFRE
500 1000mm Drilling depth
O TOTERE
Hole straighness
0.05
0.04
0.038
0.02
0.01
mm ROFE

250 500 750mm Drilling depth



t)J ﬁu 7%14: Technical Information

OtIHLEE

Cutting speed

| _Jt30

Feed rate

gEvyy
AV RU

Solid carbide

gundrill

BEAY RUIL

Normal gundrill
(with brazed solid)

carbide tip

tIERE (m/min)
Cutting speed
ZIL=E& \ \ I
Aluminium alloy ‘ ‘ ‘ } } 300
WBERE RU HREIE | | ol
Structural steels and free cutting steels I
\ 1
. b I
z Cast iron,GGG,GGL,GTS,GTW | | I
IS =@ EE | |
2 RE I
E_b? Heat treatable steels I
ZE — ——— H
RE R I
= Case hardening steels ‘ ‘ [
= — \ \ I
2R I
Nitriding steels ‘ ‘ 1
27 VLR | ‘ i
Stainless steels I
it 2458 i
High-temperature Ni-Co-Fe-based alloys | | U
30 40 50 60 70 80 90 100
tIEIRE  Cutting speed * ve in m/min
=D (m/rev)
Feed rate
0.09
ZIL=E5%
= 0.08 Aluminium alloy
=]
Z |007 ek
15 2 Cast iron,GGG,GGL,GTS,GTW
5]
E*= |o. . .
—5 | 29° SRS RO HREIE
z & [ Structural and free cutting steels
| é 0.05 |
ZEEE
3 004 | | | | o
< ! ‘ eat treatable steels
:H.g O ‘ ‘ |
£ 003 - | , ‘ | o
= | ‘ Case hardening steels
& ooz AL - } _ "
‘ TI51M4h%R RO
< e A —R T A NIRRT
0.0 o L .
| } Ferritic and austenic special steels
|
¢2 8 4 5 6
FUILG  Tool-¢ in mm
=D (m/rev)
Feed rate
0.17 —2
FIVEE
015 + Aluminium alloy
g
3 773
%’ / Cast iron,GGG,GGL,GTS,GTW
i |
ol = | SRS RO eI
T2 o0 / ﬁ i Structural and free cutting steels
L
= =
| £ JREE
3-5 4[ Heat treatable steels
2 ——
® | ‘ ‘ ARERH
; 0.05 i Case hardening steels
(5]
= \ TIS51M bR RO
. F—RT A NRYF5A
‘ Ferritic and austenic special steels
|
o4 8 12 16 20 24 28 32
RUJILg Tool-¢ in mm




YRR tDHH

-
~

)

=

IL

=
E2 Coolant pressure / Coolant quantity

l ﬁylzglfay ' MPa s J—35KE  Pressure P
— e 5—SVNHHE  Volume of flow Q
In the case of 14 140
gundrill machine
% 12 120 £
g L/D>100 E
N
: M 3
5 10 100 =
=9 P Ho
7 &
R 8 80 <+ &
H N =
: s
‘ 6 60 o
i D E
Q 4 40 =
L/D>100
2 20
02 6 10 14 18 22 26 30
rUIL@ Tool-¢ in mm
/4
@ /\iEH MPa
For small size 12 120 -
L/D>100 I—SVKE
Pressure P
o 10 100
5
= R
3 5 = J—SVNHHE
=9 Volume of flow Q
A L/D<10 P £
s 6 60 &
< W3
4 aa =
III\ HO
4 40 7t
b N =
N =
-
2
L/D>100 0 Q _g
1 10 =
0.5 L/D<10
o1 2 4 6 8
rUJIL@ Tool-¢ in mm
MPa s J—5 K Pressure P
[=] _— =
s J—SVMEHE Volume of flow Q
In the case of 140
machining centres
E: 120 =
= £
g 1100 W 2
e H =
=9 H <]
80 = 3
R L Z
H N =
_% 60 I[l\ g
’ (5]
R a0 O 5
(=]
=
0 20
o2 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32
RUL®  Tool-¢ in mm




SRS LT DO—BH)

Example of various machining

‘ﬁy F U )l/?’/”/ﬁﬁ For gun drill machine

EE)JEEBE% /\”/77]‘{ R Automobile parts, valve guide
icle processed

Steel casting ﬁﬁm Steel casting
AYERUIL  TiINO—F 4 2% TiN coating

Gun drill
$8.097+£0.013 {\’750 @I

7Jl]II791’§' ) Depth 75.0 thru.
Processing condition Vc=65m/m|n S 2 550m|n

f=0.023mm, rev  F=60mm, min
e A HME=100min HE=4MPa

Coolant Oil based  Oil capacity=104/min QOil press. = 4MPa

=]
_”HIHU KEWF:‘BE: Machine parts
Article processed

SKTM18C

—79xA4HY KU Throw away gun drill

»38.0 F<E850.0 @EDHIT

Depth 850.0 thru.
MIAE — ; _ -
Processing condition Vc=75m,/min S=630min

f=0.08mm, rev  F=50mm, min
—Syk IVNWYaVI3% HE=

Coolant Emulsion13% Oil capacity=704/min

Steel casting

A RUIL

Gun drill

o ~
O—%5— (VRIT{Jj) Rotor(VR pump)
suJ2

Steel casting
ﬁa"!i:ﬂ“/ EBEEY U Y R carbide solid
»2.05 FEE75.0 Depth75.0

MIAE  vc=66m,/min S=10 000+300min’
Processing conditon - ¢ ) 005mm,“rev.F=60mm, min

700, min HE=1MPa
Oil press. = 1MPa

=
ﬂﬁ;ﬁ%ﬁﬁjb— ~ Heat exchanger plate

)= N\NZRFOA

Steel casting
"y > U 17 1‘—‘2E7J‘J RUIJL standard gun drill

Gun drill
¢22.0 %"’3200 BOIT

=9 Depth 320.0 thru.
p,ozigs:iln:gplnedi.im Vc=50m,/min S=720min"

f=0.05mm, rev  F=36mm, min

. S50C
Steel casting
) g,,!;ﬁ,J,,’ V' 8EYUY R Cabide solid
,-;. » 1.5 FE90.0 bepth 90.0
JIIWE  vo=60m,/min $=12,000min’
s f=0.007mm. rev F=84mm, min
H—Sy N % HE=10/min  HE=11MPa

Coolant Oil based  Oil capacity=14£/min Oil press. = 11MPa

=Sk ak HE=20min HE=14MPa =SV~ hE HE=200/min HE=2MPa
Coolant Oil based  Oil capacity=24/min Oil press. = 14MPa Coolant Oil based  Oil capacity=204/min Oil press. = 2MPa
An_jJI]In':n /Z}lﬁh}b@— Nozzle holder jJI]I':I'::" /\)llj Valve
icle processed Article processed

SUS316

Steel casting
tgﬂ!\d:{l”’ TIAINI—3F « 2Z TiaIN Coating
ﬁ p4.7 FE250.0 pepth 250.0
proZgEs:iEchﬁmm Vc=52m,/min S=3,500min"
° f=0.005mmrev F=17.5mm,/min
J—=5~ HE SHE=100_/min SHE=8MPa

Coolant Oil based  Oil capacity=104/min Oil press. = 8MPa

‘7 :J: ydt yg—m For machining centre

EEJJEE-‘ISI:‘:':: /\}lljj]’f I Automobile parts, valve guide

%ﬁlﬂ Steel casting

TiINOd— A RUJL TN Coat gun drill

$8.097+£0.013 FEE75.0 @EDIR

= Depth 75.0 thru.
p,t,c’igs:i'n:g"fﬁmn Vc=65m,/min S=2,550min’'

f=0.023mm, rev.F=60mm,”min
e D N SHME=100/min SHE=4MPa

Steel casting

AV KU

Gun drill

HEESE ABSFIvo/ULT
Article processed Automobile parts, ABS check valve
15-5PH

TINO—BMA RYUIL TiN Coat gun dril

¢ 3.1 %*GOmm

=3 Depth 60
pmziEs:iEchqonﬁdmon Vc=45m,/min 4,650min’

f=0.006mm.“rev F=28mm. min
I9—3 b A HME=40/min HAE=7MPa

Steel casting

A KU

Gun drill

Steel casting

tgﬂ!‘d'?"“/ —T'jI’fij RUJID Throw away gun drill
$20.0 ZRE300mm
7JI]II7§|1’§ Depth 300

Processing condition Vc=75m,/min 1,200min'1
f=0.09mrev F=110mm, min

=32k  IvY3v1I4% HE=

Coolant Emulsion14%

SHME=3MPa

Oil capacity=00£/min Oil press. = 5MPa

Coolant Oil based  Oil capacity=104/min Oil press. = 4MPa Coolant Oil based  Oil capacity=44/min QOil press. = 7MPa
| == =
~. IR 1 .
ERIDFENKIT Cooling water hole for metal mold HEMEBER Machine parts
SCM415 STKM18C

Steel casting

AV RUIL

Gun drill

=745V RU Thiow away gun drill

¢38.0 @*8500 BOR

ﬂquFéq' _ Depth 850.0 thru. ;
Processing condition VC_75m/mm S 630m|n

f=0.08mm, rev. F=50mm,”/min
-5k I9ILIav13% HE=

Coolant Emulsion13%

Processing condition Vc=47m/min S= ]500m|n
f=0.04mm, rev.F=60mm, min

=3k AA4I=ZZXb TMPa

Coolant Oil mist 1MPa

700./min HE=1MPa
Oil capacity=70£/min Oil press. = 1MPa

FRIDFANIKIN Cooling water hole for metal mold HEEBE Machine parts
Steﬂ%mg SKD7~818% SKD7~-8, or equiv. Steﬂ%ing SCM440
iZ B TSV R - AN —7YITAHY RUI - AOV5—5 1T
7 élr!\dll‘d v BREAY FUIL standarg gun dril 7 én!\d:ﬂ v Throw aw;y gurﬁjr;rhcounte!\tyge) y=94
¢10.0 FEE340.0 LEFDOIU(RED) »25.45 FE40.0 Fiie22.5
MRS Depth 340.0 blind hole NIAS Depth 40.0 prepared hole22.5

Processing condition Vc=96m, min S=1 ,200min’1
f=0.25mm, rev. F=300mm, min

=3k i JHE=350/min HE=4MPa
(et Oil based Oil capacity=354/min Oil press. = 4MPa




AYVRVIVDOBWHE woews

Re-grinding of gun drill

AVTAVITTIYFAVNEERT N AADOMER THYRUILZESICBIfETEE T,

When using Botek grinding attachment, re-grinding of gun drill can be made easier by the polishing machine for general purpose.

KAVRUIVIET A P EVNER CTERZEIL O TRELTLEE LY,

Polish gun drill with caution by diamond grindstone.

¥ 10U LEDAVRUIVFRIAEZ L TEE LY,

Polish gun drill having 10 or more diameter with wet grinding.

KEZTIREDIZEE. BIED I BRI Sy I DFEZR LT DI,
BREERE I LISV KR I SERL TLIEE LY,

Be careful not to cause burns when dry grinding is used, in order to prevent occurrence
of cracks at the edge of a cutting tooth made by hardmetal.

KAEDRE T DIRIFIEISHEX (TR TLIEE L,

Avoid grinding strictly not to cause discoloration of cutting edge.

ﬁy I‘ U ”J-}'J ﬁﬁﬁ@ﬁgqﬁ Shape of the edge of a cutting tooth of gun drill after grinding
HYRUILDAFFARIC KT VIBDOIAR- TR L EDHESINK T, ®No.001.71 [¢0.50~1.99mm]

botekttld. REICOICDEREDHBRIRADIEREERE

INSDRARZERT DT EICKDT. [FEALEDTRIFHERICRFIFHERIGFENE T,

B RUVEIBOHY T VM ERCHEIR IS U TSRS R ERENREL EDIEEDHOET .
{4 DI —RTINUTCBYIEREA Y ANS I Y30 & CREVELET

RO TIROEIINIE, botek Y RUIUIF T DIREI FERARICHRELSE I

Type of chip and accuracy of hole diameter depend on the shape of the edge of cutting

Botek has developed the standard shape for the edge of a cutting tooth of gun drill after being ground, based on the results of joint research

work with customers for many years.

To use these shape will bring good result for most of boring work. Particularly, for material and non-easy cutting material apt to generate

longer chip, special grinding of the edge of a cutting tooth may be needed.

Botek will provide adequate grinding instructions in accordance with every individual case.
Botek will grind a cutting tooth into the standardized shape of the edge, when no special requests are made.

®No0.001 [¢p2.00~4.00mm] ®No0.002 [¢p4.01~20mml]

UC RERNSMERARZERFELE LI,

tooth.

botekiZ4R S 1 I\ —H24R

botek standard drivers - Overview

ZH12.7-00 ZH12.7-06 ZH19.05-21 ZH19.05-10
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XY A AR FEFLEETDHESHSETVET,

%d—F«VJ& (TIN - TiCN - TIAIN) BEELWcLTHEDET,
* The size has a case to change without a notice.

* We can produce the product with coating (Tin. TiCN. TiAIN)

REEEM Normal (standard) stocks

@®botek HVRUIL(HVRUILY D V)

botek gun drills (for gundrill machine)

AE =R AE 2R HE =R
Drill dia Over all lengh Drill dia Over all lengh Drill dia Over all lengh
D¢ L D? L L
1.0 158 ¢ 12.70%X38.1 50 1000 ®19.05%x70 10.1 1650 ¢ 19.05X70
1.0 158 ¢12.70x70 5.5 700 ¢12.70X70 10.5 1250 ® 19.05X70
1.2 178 ¢ 12.70%x38.1 55 800 ¢ 12.70X70 10.5 1650 ¢ 19.06X70
1.2 178 ¢ 12.70X70 55 1000 ®12.70X70 11.0 1250 ®19.05%x70
1.5 278 ®12.70%X38.1 5.5 1000 ¢ 19.05%x70 11.0 1650 ®19.05X70
1.5 278 ¢ 12.70X70 6.0 700 ¢ 19.065%X70 11.5 1250 ®19.05X70
1.6 278 ¢ 12.70X38.1 6.0 800 ¢ 19.05%X70 11.5 1650 ®19.05%X70
1.6 278 ®12.70x70 6.0 900 ¢ 19.05%x70 12.0 1250 ¢ 19.05X70
1.8 278 ¢ 12.70%x38.1 6.0 1250 ¢ 19.06%X70 12.0 1450 ®19.05%X70
1.8 278 ¢ 12.70X70 6.0 1450 ¢ 19.05%X70 12.0 1650 ¢ 19.05%X70
2.0 278 ®12.70X38.1 6.0 1650 ¢ 19.05X70 12.1 1250 ¢ 19.05X70
2.0 278 ®12.70X70 6.5 700 ¢ 19.05%X70 12.1 1650 ¢ 19.05X70
2.0 400 ¢ 12.70X70 6.5 800 ¢ 19.05X70 125 1250 ¢ 19.05%X70
2.0 500 @ 12.70X70 6.5 1250 ¢ 19.05%X70 12.5 1650 ¢ 19.05%X70
2.0 600 ®12.70x70 6.5 1650 ¢ 19.05X70 13.0 1250 ¢25.40X70
2.5 400 ¢ 12.70X70 7.0 700 ¢ 19.05%X70 13.0 1650 ®25.40%X70
2.5 500 ¢ 12.70X70 7.0 800 ¢ 19.05%X70 13.5 1250 ¢25.40%x70
2.5 600 ¢12.70x70 7.0 1250 ¢ 19.05X70 13.5 1650 ¢25.40%x70
3.0 400 ®12.70X70 7.0 1650 ®19.05X70 14.0 1250 ¢25.40X70
3.0 600 ®»12.70x70 7.5 700 ¢ 19.05X70 14.0 1650 25.40%X70
3.0 700 ¢12.70%x70 7.5 800 ®19.05%x70 14.1 1250 ®25.40X70
3.0 800 ¢ 12.70X70 7.5 1250 ®19.05%x70 14.1 1650 ®25.40%X70
3.0 800 ®19.05%x70 7.5 1650 ¢ 19.05X70 14.5 1250 ®25.40%X70
3.5 400 ¢12.70X70 8.0 700 ®19.05%x70 14.5 1650 ®25.40X70
3.5 600 ®12.70X70 8.0 800 ®19.05%x70 15.0 1250 $25.40X70
3.5 700 ®12.70X70 8.0 1000 ®19.05%x70 15.0 1650 ®25.40%X70
3.5 800 ¢12.70x70 8.0 1250 ¢ 19.05%x70 15.5 1250 ®25.40X70
4.0 400 ¢ 12.70X70 8.0 1450 ¢ 19.05%x70 15.5 1650 ®25.40%X70
4.0 600 ®12.70X70 8.0 1650 ®»19.05%X70 16.0 1250 ®25.40X70
4.0 700 ¢ 12.70X70 8.1 1250 ¢ 19.05X70 16.0 1650 ®25.40X70
4.0 700 ¢ 19.065%X70 8.1 1650 ¢ 19.05X70 16.5 1250 ®25.40X70
4.0 800 ¢ 12.70X70 8.5 1250 ®19.05%X70 16.5 1650 ®»25.40%X70
4.0 800 ¢ 19.05%X70 8.5 1650 ¢ 19.05%X70 17.0 1250 $25.40%x70
4.0 900 ¢ 12.70X70 9.0 700 ¢ 19.05X70 17.0 1650 »25.40%X70
4.0 1000 ¢ 19.06%X70 9.0 800 ¢ 19.065%X70 18.0 1250 ®25.40%X70
4.5 400 ¢ 12.70X70 9.0 1250 ¢ 19.05%X70 18.0 1650 »25.40%x70
4.5 700 ®12.70x70 9.0 1650 ¢ 19.05%x70 18.5 1650 ©25.40X70
4.5 800 ¢ 12.70X70 9.5 700 ®19.05%x70 19.0 1650 $25.40%X70
4.5 900 ¢ 12.70X70 9.5 800 ¢ 19.05%X70 20.0 1250 ®31.75X70
4.5 1000 ®19.05%x70 9.5 1250 ¢ 19.05%x70 20.0 1250 ®31.75%X70
5.0 400 ¢ 12.70X70 9.5 1650 ¢ 19.06%X70 21.0 1250 ®31.75%X70
5.0 500 ¢ 19.05%X70 10.0 700 ¢ 19.05%X70 21.0 1650 ®31.75X70
5.0 600 ®12.70%x70 10.0 800 ¢ 19.05%x70 21.5 1650 ®31.75%X70
5.0 700 ®12.70X70 10.0 1250 ¢ 19.0656X70 22.0 1250 ®31.75%X70
5.0 800 ¢ 12.70X70 10.0 1450 ¢ 19.05X70 22.0 1650 ®»31.75X70
5.0 800 ¢ 19.05%X70 10.0 1650 ®19.05%X70 23.0 1250 ®31.75X70
5.0 1000 ®12.70x70 10.1 1250 ¢ 19.05%x70 23.0 1650 ®31.75X70
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TYPE-113 (Solid carbide gundrill)
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IF BOTEK GUN DRILL IS ADOPTED FOR MACHINING CENTRE,
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Good machineability with the
speed of 3 to 5 times, compared
with twist long drill, because
step feed is not required.

—BNTUHIERZZHY
HTRIT5%.

Accuracy of center shifting is 1 mm
or less per 1000 mm processed
length, because touching face of
tooth receives cutting resistance
with single toothed cutter.
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botek gun drill (for machining centre)

REEEANY Y
Specification of standard stock
; & 2R KZ 1 /85— [RAMIA
mBEY A X Diatme%ﬁrof Total length Driver FE
.gj 00 i

refencoNumeer 22| g | L | d1x 01 ot
$2.0x170 (p16x48) 2.0 170 $16x48 80 |
$2.5x190 (p16x48) 2.5 190 $16x48 100 |
$3.0x150 (9 16x48) 3.0 150 $16x48 60
$3.0x210 (¢ 16x48) 3.0 210 $16x48 120 |
$3.5x150 (¢ 16x48) 35 150 $16x48 60
¢3.5x230 (p16x48) 3.5 230 $16x48 140 |
$4.0x180 (9 16x48) 4.0 180 $16x48 80
$4.0x220 (¢16x48) 4.0 220 $16X48 120
$4.0x270 (¢16x48) 4.0 270 $16X48 160 |
$4.5%180 (¢16x48) 4.5 180 $16x48 80
$4.5%x220 (¢ 16x48) 4.5 220 $16Xx48 120
¢$4.5x280 (¢ 16x48) 4.5 280 $16Xx48 180 |
$5.0x210 (¢ 16x48) 5.0 210 $16Xx48 110
$5.0x260 (¢p16x48) 5.0 260 $16x48 160
$5.0X300 (¢16x48) 5.0 300 $16X48 200 |
$55x210 (¢ 16x48) 5.5 210 $16x48 110
$5.5%260 (¢16x48) 5.5 260 $16x48 160
$5.5x320 (¢ 16x48) 5.5 320 $16x48 220 |
$6.0xX250 (¢20x50) 6.0 250 $20%50 150
$6.0x310 (¢20x%50) 6.0 310 $20X50 210
$6.0x350 (¢20x50) 6.0 350 $20x50 240 [
¢$6.1X350 (¢20x50) 6.1 350 620X 50 240 | %
$6.2x350 (¢20x50) 6.2 350 $20X50 240 |
$6.5%250 (¢20x%50) 6.5 250 $20X50 150
$6.5x310 (¢20x50) 6.5 310 ®20X50 210
$6.5x370 (¢20x%50) 6.5 370 $20X50 260 | %
¢7.0%x280 (¢20x50) 7.0 280 $20%50 180
¢7.0x350 (¢20x50) 7.0 350 ¢20X%50 250
¢7.0x390 (¢20x50) 7.0 390 $20%50 280 |
¢7.5%280 (¢20x50) 7.5 280 $20x50 180
¢$7.5x350 (¢20x%50) 7.5 350 $20X50 250
¢7.5X410 (¢20x50) 7.5 410 ¢20x50 300 |
$8.0x310 (¢20x50) 8.0 310 $20%50 180
¢$8.0x390 (¢20x50) 8.0 390 ¢ 20%X50 260
$8.0x460 (¢20x%50) 8.0 460 $20X50 320 |
¢8.1 X460 (¢20x50) 8.1 460 $20%50 320 |
$8.2x460 (¢20x%50) 8.2 460 $20%50 320 |
$8.5%x310 (¢20x50) 8.5 310 $20%50 180
$8.5X390 (¢20x50) 8.5 390 620X 50 260
¢$8.5x480 (¢20x50) 8.5 480 $20X50 340 |
$9.0x340 (¢20x%50) 9.0 340 $20X50 210
$9.0x390 (¢20x50) 9.0 390 $20X50 260
$9.0X500 (¢20x50) 9.0 500 $20%50 360 |
$9.5%340 (¢20x50) 9.5 340 ®20X50 210
$9.5X390 (¢20x50) 9.5 390 620X 50 260
$9.5x520 (¢20x50) 9.5 520 20X 50 380 |
$10.0X350 (¢20%50) 10.0 350 ¢20X%50 220
¢$10.0xX400 (¢20%x50)| 10.0 400 $20X50 270
$10.0xX550 (¢20%50) 10.0 550 $20X50 400 |
¢$10.1x550 (¢20%50) [ 10.1 550 ¢ 20%50 400 |
¢$10.2x550 (¢20%x50) [ 10.2 550 $20%50 400 |
¢$10.5x350 (¢20%x50)| 10.5 350 $20X50 220
¢$10.5x400 (¢20%x50) [ 10.5 400 $20X50 270
¢$10.5%x550 (¢20x50) | 10.5 550 ¢ 20%50 420 | %
¢11.0x350 (¢20%50) [ 11.0 350 $20X50 220
¢11.0x400 (¢20x50) | 11.0 400 $20X50 270
¢11.0x550 (¢20%x50) [ 11.0 550 $20%50 420 | %
¢11.5%350 (¢20x50) | 11.5 350 $20X50 220
¢11.5x400 (¢20%x50) [ 11.5 400 ®20X50 270
¢11.5X550 (¢20%x50)| 11.5 550 620X 50 420 | %

&Y
A AR INZHEANBE T
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Extremely good surface roughness
by burnishing action, compared
with long drill.

REO
A TT.
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Possible to make a hole with the
tolerance of H7 to H9

MADRIR

Shape of lubrication hole

®0.5~¢7.05 ¢7.06~951.2
5 FE 2R NZ 4 /N— |RAMIT
mEY A Diatme%ﬁr of | Total length Driver R
.si 00 i
Reference Number -« size Do L d1x 21 pmcglsas)gmle"gepth
$12.0X350 (¢20x50) 12.0 350 ¢»20X50 220
$12.0X400 (¢20x50) 12.0 400 ¢ 20Xx50 270
$12.0X550 (¢20%50) 12.0 550 ¢20%50 420 %
$12.1X550 (¢20x50) 12.1 550 ¢ 20Xx50 420 %
$12.2X550 (¢20%50) 12.2 550 ¢20%50 420 %
$12.5X350 (¢20x50) 12.5 350 ¢ 20X 50 220
$12.5X400 (¢20x50) 12.5 400 ¢»20X50 270
$12.5X550 (¢20x50) 12.5 550 ¢ 20Xx50 420 %
$13.0X350 (¢20%50) 13.0 350 ¢20%50 220
$13.0X400 (¢20x50) 13.0 400 ¢ 20Xx50 270
$13.0X550 (¢20%50) 13.0 550 ¢20%50 420
¢$13.5X400 (¢20%50) 13.5 400 ®20X50 270
¢$13.5X550 (¢20x50) 13.5 550 ¢ 20X 50 420
$14.0x350 (¢25%56) 14.0 350 ¢ 25X 56 210
$14.0X400 (¢25%56) 14.0 400 ¢ 25X 56 260
$14.0x550 (¢25%x56) | 14.0 550 $25%56 410
$14.5X400 (¢25%56) 14.5 400 ¢ 25X 56 260
$14.5%x550 (¢25%x56) | 14.5 550 ¢$25x%56 410
$15.0X350 (¢25x%56) 15.0 350 ¢ 25xX56 210
$15.0X400 (¢25x%56) 15.0 400 ¢ 25X 56 260
$15.0X550 (¢25x%56) 15.0 550 ¢ 25x56 410 %
¢$15.5X400 (¢25X56) 15.5 400 ¢ 25X 56 260
$15.5X550 (¢25x56) 156.5 550 ¢ 25X 56 410 %
$16.0X350 (¢25%X56) 16.0 350 ¢ 25X 56 210
¢$16.0X400 (¢25x56) 16.0 400 ¢ 25xX56 260
$16.0X550 (¢25%X56) 16.0 550 ¢ 25X 56 410 %
¢$16.5X400 (¢25x56) 16.5 400 ¢ 25xX56 260
$16.5X550 (¢25X%56) 16.5 550 ¢ 25X 56 410 %
$17.0X350 (¢25x56) 17.0 350 ¢ 25xX56 210
$17.0X400 (¢25%X56) 17.0 400 ¢ 25X 56 260
$17.0X550 (¢25x56) 17.0 550 ¢ 25X 56 410
$17.5X400 ($25%X56) | 17.5 400 $25X%56 260
$17.5X550 (¢25x56) 17.5 550 ¢ 25X 56 410
$18.0X400 (¢25%56) 18.0 400 ¢ 25X 56 240
$18.0x500 (¢25x%56) 18.0 500 ¢ 25X 56 340
$18.0X600 (¢25x%56) 18.0 600 25X 56 440
¢$18.5X450 (¢25X56) 18.5 450 ¢ 25X56 290
¢$18.5X600 (¢25%56) 18.5 600 ¢ 25X 56 440
$19.0X400 (¢25%X56) 19.0 400 ¢ 25X 56 240
$19.0X500 (¢25x%56) 19.0 500 ¢ 25X 56 340
$19.0X600 (¢25%X56) 19.0 600 ¢ 25X 56 440 %
$19.5X450 (¢25x56) 19.5 450 ¢ 2556 290
$19.5X600 (¢25X%56) 19.5 600 ¢ 25X 56 440 %
$20.0X400 (¢25x56) 20.0 400 ¢ 25xX56 240
$20.0X500 (¢25%56) 20.0 500 ¢ 25X 56 340
$20.0X600 (¢25x56) 20.0 600 ¢ 25x56 440 B
$21.0x600 ($32%X60) [ 21.0 600 $32%60 440 |
¢$22.0X600 (¢32x60) 22.0 600 $»32X60 440 %
$23.0x600 (¢32%x60) | 23.0 600 $32x60 440 |
$24.0X600 (¢32x60) 24.0 600 $»32X60 440 %
¢$25.0X600 (¢32x60) 25.0 600 ¢ 32X60 440 %

EHRY 1T,

oA XIFEBLEEITDHBEHTETNE T,
Size may be changed without previous notice.
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Typ 113
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Einlippenbohrer in VHM-Ausfuhrung

Typ 110

¢ f'—'} BIEA v RO—f43 1 THY RUIL

Einlippenbohrer mit VHM-Kopf
HARIw Rt
(1 Bated Stick) Typ 01-000
-0 AO=FYzA91THY KU

Einlippen-Tiefbohrwerkzeug
zum Vollbohren

HARI Sy RE#tER
Fuhrungsleisten

(1 Satz=5 Stiick) Typ 01-010

L AO-79x494THY RV
(¥0ORik—ILF)

Einlippen-Tiefbohrwerkzeug
zum Vollbohren mit verlangerten fuhrungsleisten

HARINYR HRFRRY e AN
Fuhrungsleisten Einstellkeil/Schraube nur fur Herstellerjustierung Spannhulse

Ry 19—k

Schraube Schneidplatte

Ry

Schraube

AbwIIU—k

Einstellplatte

T
Schraube

= - A TEEDIEBICDWVWTTERLSIEEL,
IEJIIJ 1’E (um] a) C m AR Request of custom orders Please specify the following items when ordering.
L g ID=TE CL-2E
i ] | S GL1=BE »CETuxSaRREICTRIELFT

%] P i @d1=RSAN—E R 1=R5/4)\—K

DI [ -5 |¢  oumumE mE NIHES

(D D = Tooth diameter

® L = Total length

® L1 = Length of flute *Manufactured at maximum
length, unless otherwise specified.

@ d1 = Diameter of driver, I1 = Length of driver

(® Work material, Hardness, Name of work piece

LEO b
STEP
ﬂ.f. fouiy

COHIBIYNIBREE B R L FSCRRMGERLAR 2 [ H LTV &9
FIATRIEA AL 5 (VOC) % & Z7\ A > F &A1 FTR

- y = s HEFE R L DR LRI 2L TO 5
I\,(\y o ,-I-‘_T\yg*i EI_¥%1'EIEE e ARIV/ T i) Tl

— )
v E.\U:F =

B
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