The STANDARD Gun Drill consists of a single-piece carbide
head, a streamlined tube and a driver. A characteristic of the
gun drill is its transmission of lubricant via the inside of the
shank and evacuation of chips via the WV-shaped external flute,

The head is single-piece carbide and has a back taper on its
circumierence to reduce friction. This depends on the machined
material. (This drilling head taper results in a reduction of diameter
and the dispersion of tolerance on the diameter increases during
resharpening.) For high precision drilling, the taper is reduced
to a minimurm,

The shank is a streamlined hardened tube that includes a
\-shaped longitudinal flute. Essential criteria are the highest
possible resistance 1o twisting and a sufficiently large section
to ensure the passage of cutting liguid and chip evacuation
via the V flute.

The driver ensures the connection between the ool and machine
tool, see page 6.

Advanced OUTILTEC gun drill technology provides high gecmetric and
dimensional quality for deep or shallow drilling during machining.




The Gun drill is not a self-centaring lool and must there-
fore be externally stabilized at the drill outlet. As a
general rule this can be done by a guide barrel (Fig. 1)
(if the machine design allows it} ar by a corresponding
centering on the gun drill (Fig. 2). In this way, the gun
drill can be used on a machining canter. As soon as the
tool is engaged into the full material, it is self-guided by its
guiding blocks. The cutting force transmitted to the gui-
ding blocks allows calibration and burnishing of the hole.
For maximum friction restraint, each head shape
is produced in function of the machined material.

On principle. two types of drilling can be distinguished:

m Full drilling and boring of the blind hole. In this type
of use, cutting liquid and chips are evacuated by
the flute.

B Boring of drilled holes or cored castings, in this case,
ligquid and chips are evacuaied io the front. This par-
mits the use of a tool with round tubes.

The machinabilitiy and fractionation of chips depends
on the material type and its uniformity. Chips shape and
size condition their correct evacuation. Chips shape can
be modified by varying the tool cutting speed, feed and
sharpening angle parameters. '

IT7 to IT 9 tolerances are oblained

Better straightness and conceniricity

Reduced devialion

Surtace condition (RA 0.4 to 1.6) is directly obtained
Often makes reboring operations unnecassary
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Boring with evacuation
of chips and fubrication

oppasite o the boring
direction

Full drilling with svacua-
tion of chips and lubricant
apposile to the dnlling
dirgction.

Boring with evacuation of
chips in tha baring direc-
fian.

Boring with a staged
tool. Evacuation of
chips and lubricant in
the boring directicn.
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Seal housing

Sealing disk
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Driver

Guide bush Steady rest bushing
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At production, these gun drills make it Man ferrous metals
, easy to obtain |T8 to IT9 class tolerances
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The results abtained depend on different The geometric quality of bores obtained from deep hale
factors such as: drilling drill bits is clearly higher than that obtained
B drilling depth and diameter with the use of twist drills. It is possible to obtain preci-
® type of machining and cutling parameters sion with deviations of less than 4 ym

B guality and uniformity of the workpiece material
m machine tool condition
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