A #28:(0)18652020448

ERMMIAXGELR

/To determine tool requirements
for quotations and orders:

48] /Customer £017) /Department

oy SLPRLT | B SRRRe— O $h#) intermittent cut
TR BOra dopth . o oeveinireniionnerisrnsrnsasassssnnnnis BRI, JVERFOTENER oo ivrensrrinsrrnnnrrsnnsssnassansnasnnnss
FRETL Pre-machined «...ovevsviairaniarsssisssnresns FMIILEBRE /Bores/YOar .iviavvsivermsarsissrssnsssarsrss i

ME | Workpiece material

$3E (Deseription. ....evvisiovnis.es | S HRC ##) ichips (O 5@l /short () 47l /Long
O @dm#% Antemal coolant O wik Emulsion O Wk /01 Drilling with carbide
J r: N 1 A s, T | e e Il
O F9 oy O Mvs HERHE bar Uemin BEA S ilZ Provi-Spesd
TR & Machine e = BILZ GB-Drill GBV
BRI TYPE.ooeniseinssamnniiiissaniniicns T rerr eyt ey GO 11171 BTy R T R e BILZ i-Drill
) BMu /Horizantal O 2t fVertical LG L T R R e G e S P e e G BILZ Combi-Drill SECF
1R Mool () Kist /Rotating O &35 (Fix S Spindletype BILZ UNIMILL
BILZ UNIDRILL
L BILZ UNIREAM
L Deseription. ... everereesivmmssesrisrasrrrnerare #E (Coating: COTAIN CTIN wvvvreninnnnias BILZ UNIDREAM
& /Options: WEIIEO  /Shank...ccoieiniiniisrsrnainiis s s e BILZ HFS XXL
() HsS (T} VHM /Carbide () WSP /Index. inserts o AL T BILZ Fthil
() PKD/PCD/CBN () HM /Brazed carbide AijE#MOTNA  Tools used so far Dry machining drill
................................................................ JEAREA
Special tools
FER &
Application examples
5% [Sketch

HEEPHRFENT &HFSETRI Changes caused by technical improvament and ermors excepted.

§hFL KIL L Bl

BORE COUNTERSINK COUNTERBORE REAM

B
S



Preci-Speed

A& &3k PRE20 / PRE21
Carbide drill PRE20/PRE21

g Advantages:

- BREDEEH . Drilling without

- ALHE R pre-centering

- $280A . Highly accurate bore
- HEmEER forms

Low infeed forces
[no chisel edge)
Burr-free bore exits

R A sk
Drilling with carbide
PRE 20
ol Lo (1
2t 6535-HA Uiy TIALN/
. ALU-
SPEED |

GGGl | AW NE

SRR d 4 | | : : . ﬂ;l','()rtll..-l\lo., B
0/ 2 wi 3 L [ i/ weth
e | B : s 2 " I e | o Eanast
3.8-4,7 [ 29 36 a6 74 PREZ0...(d1) PRE21...1d1)
48-6,0 5 35 44 36 82 PRE20...(d1) PRE21...(d1)
01 6.1-8,0 1 43 53 ) o _PRE20..d1) PREZ1...Id1)
81-100| 10 a3 61 a0 103 PREZ20...(d1) PREZ21...td1)
wa-120| 12 | s | 7 a5 118 | PRE20..(d1) PREZ1,..1d1)
125-140| 14 60 77 a5 124 PRE20...(d1) PREZ1..(d1)
05 108 | #8-180| 16 63 5] ag 133 PREZ0...(d1] PRE21...{d1)
S 108 ee 80| 18 7 23 a8 143 PRE20...(d1) PREZ1...{d1)
185-200| 20 a1 101 50 183 _PREZ0...(d1) PREZ1...1d1)
TIHFEAR / Other shanks: 861 / Ordor axample:

HHEFIT RN Please indicate with the arder|

Whistle Notch = DIN 6535 HE

p—— )

MBS/

Cutting data recommendation:

Weldon = DIN 6535 HB

— O

ik aas
Cast iron Aluminium
eg. g
GG26, GGGS0 G-AlSi12

t | 005-0,14
f | 009-0,18
f | 010-025
f
f

0,12-0,30
0.15-0,50

M= A/ Cutting speed

it/ Infeed fimm/irev)

i

[ GG25 it Miwith 1K, dy = 2.90 mm Ea Aot Ha LR

[ PRE20 039 = | PREZ0039 |
| AISi9 #3018 without IK, dy = 16,0 mm FEE JIE T P 1T
| PREAL21 160 = PREAL21160

PREALEFI FERA &EH/
Use type PREALfor aluminium
iR Bk Coating on request

i Conditians for
HFEHEE T successful use:

(PR 7D RS 4 3K T1 #) precise spindles and
Fii§iMER TN, toolholders (hydraulic or

heat shrink chucks are
recommended), coolant
directly on the cutting
edges, high coolant
pressure,

BEESSH% GBV01/GBV02
Carbide drill GBV01/GBV02

Hiin Advantages:
- EBMEMREILINT . High drill stability in
« AN TFHRIEILNE & deep bore depths
- MWEITI-ITE) . Better bore cylindri-
- WIfEEE city due to 4 guide
lands
. High size accuracy
ITa-IT8)

. Easy regrinding

BERaSeHk

Drilling with carbide

GBVO1 GBVO2

' | DIN
I@ 5xD 12xD  ge3s HA

GGG || AL NE

TIAIN

GBV01...(d1) GBV02...1d1)

GBVO01...(d1) GBV02...1d1)

GBV02...1d1)

01 10, | 2 | 88 | 48 IV0L.-(d1) dl V2 1d1)
12,1=14,0 B0 | 77 | 45 GEV01...[d1) 168 45 | 232 | GBV02..(d1)
14,1-16,0 63 83 48 133 | GBVYD01..ld1) 192 212 48 | 262 | GBVD2.id1)
161-180| 18 | 71 | 93 | 48 | 143 | GBVOL.[d1) || 216 242 48 | 292| GBVO2.(d1)
181-200 20 | 77 | 101 50 | 153 | GBVOL.(d1) || 240| 258 s0 | 310| GBVOZ.(d1)

TI4FRA / Other shanks:

[T T RE WM Plonse indicate with the order)

Whistle Notch =DIN 6535 HE

el ©

MElEEHE/
Cutting data recommendation:

Weldon = DIN 6535 HB

— ©

Cast iron Aluminium

e ‘ aas

I &8 g
| GG26, GGGE0 G-AISI12
60 =140 B0 =400

f 0,10-0,30
6-10 | f | 020-035 |  0,20-040
0-14 | f | 025-045 ‘ 0.30-0,50
14-20 f 0.30-0,60 0,30-0.80
Ve (m/min)

f imm/rev)

£ / Order example:
[Kurz /Shert (5 x D) FRTYT Bl Best.—Nr./Ord.-Nd
- O/ = | GBVOT0S |

Lang /Long 112 x D) PP LT Best=Nr./ Ordi=Nc
[ GBvDZ 095 = GBV02035 |

AR Coating on request

#HE: Conditions for

FERE successful use:

(P AR 7 W5 4K 146 precise spindles and
PG IERTNAN. toolholders (hydraulic or

heat shrink chucks are
recommended), coolant
directly on the cutting
edges, high coolant
pressure.

N




RS EHk

Drilling with carbide

logs. otk W08
o 3xD 5xD ‘ 8xD ‘
| - | L ol
A& 1D 03/1D 05/1D 08 f ) A=
Carbide drill ID 03/ID 05/1D 08 GESTEEURN IECGOINY Foing | o
sm_HAI lTim
ki1 EE:
- WP HFES PR R E A
< DT AR HFi-Drill, KEFPMWHT
- T EHNSER.
- il
. IABRGK Notice:
I For drilling aluminium we
T & recommend I-Drill Alu and cast
Advantages: - , h - ] - iron i-Drill Guss. Other versions
+ high productivity 1 L - like step drills, other length
- high process reliability T 2| dimensions and coatings upon
- universally applicable © o request,
- easy regrindable t !
cutting geometry
+ long tool life i |
L
——— 28/ w5/
Ord.~No Ord.-No
d, d; | I Lk L 3,'([) Lk | ExD
30-37 | 6 36|[ 14|26 62| Do3.d1) || 23|28 IDO5..(d1) |[ 29 | 35 | 72 | IDOB.(dY)
38-47 | 6 36|17 30|66 | D03.(d1) |[29 36|74 | IDOS.(d1) |[ 36 | 44 81 | IDOS.(d1)
48-60 | 6 | 36|/ 20 |30 66| IDO03.4d1) || 35 |44 | 82 | IDOS.4d1) || 48 | 58 95 | ID0B.IdN
61-80 | 8 | 36| 29 |43 | 79 | D03.(d1) || 43 | 53 | @1 | IDOs.(d1) || 66 | 77 | 11| IDO8..{d1)
81-10,0 | 10 | 40 || 35 | 49 | 89 | DO03.dN) | 49 [ 61 (108 | IDOS.(d1) || 88 [101[142| IDOS.id1}
_101-120] 12 | 45 | 40 | 57 [102] IDG3.1) || 56 | 71 |118{ IDOS.Id1 | 100 | 116 | 162) | i
121-140 | 14 | 45 || 40 57_T 107 | ID03...(d1) 60 | 77 | 124 | ID05..d1) 114 | 132 178 | ID08..(d1)
14,1-160 | 16| 48 || 45 [ 67 115 D031 | 63 & 133| IDO5.(d1) || 133|154 203 | IDOA..(d)
161-180 | 18 | 48 || 51| 75 12| 1D03.(d1) || 71 | 93 | 143| IDOS.(d1) || 150 | 173 222| IDOB.(d1)
18,1-20,0 | 20 | 50 || 55 | 81 | 131 | IDO3..(d1) 77 1101 | 153 | ID05.d1) 167 | 192 | 243 | 1D 08..id1)
d:iEfF0.1mm /available in 0,1 mm-increments
TIFF AR /Other shanks: 8 (Order example:
(AE FITRHAIME Please indicate with the order] [ 7% /Short (3 x DI d=39mm

Whistle Notch=DIN 6535 HE  Weldon = DIN 6535 HB 1009 038 = 1D 03039
@ @ &7 /Long 5xD) d= 38 mm
1D 05 039 = 1D 05039

& ¥ 7%/ Cutting data recommendation:

WiAR Bl WA | @k I
Low alloy steel High alloy steel Stainless steel | Nodular cast iron Cutling{ :' 1

Ve tm /imin)

e finfead

na, | eg s (X
CKA45 42CrModV X18Cr13 | GGGS0

40-70 B0 - 140

3-5 f 0,15-0,25 0,10- 0,20

5-8 [ 018-035 . 012-025 g
8-11 ot 0,20 - 040

1n-14 f 0, 45

14-20 f

W Conditions for recommended), coolant
T A F0 ) suceessful use: directly on the cutting
(BHEEDWHHMIENBE  precise spindles and edges, high coolant

g ERTFNAN. toolholders {hydraulic or pressure.
heat shrink chucks are

ﬁ

R S s wh
Drilling with carbide
ME-M16
DIN
3xD 1835 B
Weldon TiAIN
HILEMmE AT SECF GeIG) YA STIEEL)

Drill-Chamfer-Combination SECF

K Advantages:
Lot T SRR * Complete machining
bR of core bores

- BREETIAKE = Small dimensions

- EEE = Easy length-adjustment
o WEFRAE S and assembly (Vainimed

= Reliable chip removal
= Use of modified
standard drills

o Vi | Nk HFS_TRAE A/ CB-BEARIEL/
Chamfering TIAIN-iR 2 TikE
tool Solide carbide/ | Solide carbide/
TiAlN-coated uncoated

r——

'S/ it %S/
Ord.-No. Ord.-No. Ord.~No.

dy d, d; I b Virinjman h Material £T/GEE GG /ALY

5,0 16 26 62 492 | 14-18 875 SECF 05001602 | GBVF 05000502K
68 16 |26 |74 492 | 20-24 875 |SECF0G6B01602 |HFSF 06B00682K | GBVF 06800GBZK
85 16 27|79 492 [18-25 | 920 |SECF 08501602 |HFSF 08500852K | GBVF 08500852K
9,0 16 27 84 492 | 20-28 92,0 SECF 09001602 |HFSF 2K | GBVF 03000902K
02 |16 |27 (89 sz | 930 |SECF 10201602 |HFSF 10201022K | GBVF 10201022K_
1,0 20 27 | 85 51,2 93,0 SECF 11002002 |HFSF 11001102K | GBVF 11001102K
12,0 20 32 (102 512 97,0 SECF 12002002 |HFSF 12001202K | GBVF 12001202K
14,0 25 34 [107 572 110,0  |SECF 14002502 |HFSF 14001402K | GBVF 14001402K

iR 62 =1 HFSF £ /look at Seite/Page 4

GBVF£19 /look at Seite/Page 3

Fﬁfﬂﬂh".’ #FH/Order example:
Indexable Insert
) = -

HIV /TR [HM A TIN- %8
T BEARS 1K 4T/ TR/ ﬁﬂgFﬂﬁﬂﬂ !
unconted TiN-conted Centre screw| Screw driver Coating on request

%/ Ord.-No. oﬂl !
i 0.
XDCW 090200 K1 | XDCW 080200 K5 | TX 25050 |

Ord.=No.

S




WEEEMAT

Chamfering with carbide tools

dy=31 3,9-47 6,4-115 13,5-17,0
- (on  EEED
. _ s3s-HA |
VHM-$3E 571 FUN0O1 :
Carbide Chamfermill FUNO1 GGGl A8y SIIEEE] He
High. Advantages: Bz A6 /Application example
- MFEMILTERLETE - TEREXTEMMI * Deburring both sides = Constant chamfer oy _f2: Ton:
il i bl bl q A8 | The customer’ s problem P BILZ-#:2% &/ The BILZ solution
- B tEmAS - HEHEREARERX-CEED * Chamfering of = Machining with or o
- SHERiaXnf - REEERNS thread core-holes without coolant 1€$ﬁﬁ]ﬁ*¥m / UNIMILL
. EREES . AR + Chamferring and « High wear resistance Steering-pipe crosshole-deburring WILEm/
- HAEEE deburring of multiple due to X-CEED from all sides Chamfermill
e edge-contours coating
SME7 * On NC-machine tools = High toughness due D = 10mm
in almost all materials to micrograin carbide Ve = 150 m/min
usable = Lowest tool- and f = 0,4mm/U/mm{rev
* Shortest machining production-costs
time
* High cutting data
= Many cutting edges

N\

|
1
{— TiEHE hoTitig/ R /Result:
Workpiece material; Cutting process: a4 FL A MSE M R
20MnCra jukiR- i N Machining time for 4 chamfers reduced
Deburring of erossholas by B0% to 5 sec!

15 Machine ot
I
Machining Center

165/ Ord.—No. #1H|& 4% / Cutting data recommendation for UNIMILL:
d | oy I 4 | d Iy h h z ity | et il EEL TR L GRS
uncoa | besch./ coal k. " . . v
i 33 06 05 7 e 3 51 a0 2 FUNDT04 FUNOT0AX Low alloy steel | High alloy steel Stainless stesl Cast iron Aluminium
a9 4.2 07 1.5 22 6 36 54 45 ] FUND10S FUNDI05X FT 1 Ty e i
47 | 80 | o8 | 45 | 26 | & 3% | &8 | 55 5 FUND106 |  FUND106X ' 42CrMoaV X15Cr13 GG26, GGG50 G-AISi12
64 | 68 | 11 | 200 | 39 6 3 | o6 | 75 6 FUNOT0B | FUND108X - 1002160
81 | 85 | 15 | 250 | 48 | 8 3B | 712 | 90 [ FUNDT10 | FUNDT10X 0.16-0.25 0.16-0.25 0.20-030
97 | 0.2 | 18 | 300 | 58 | 10 40 83| 105 6 FUNO112 | FUND112X T usen40 | T rn
N5 | 720 | 19 | 355 | 75 | 12 | a5 | 9 | 1256 | 6 FUND114 | FUND114X ; —
. . : . . - g 0,40-0,60 0,30-0,50 0,40-0,70
S35 | | 18 | .5 | 95 | 14 | a5 | 104 | 145 ? _ FUNomE | FUNO116X 16-18 0-0.8 40-0.60 0,40-0, -1 -1
50 [ w5 | 21 | aah | 05 | 4 | 45 | 104 | w60 | 7 | FUNouis | FuNotisx | et 10 R n
17,0 | 175 | 21 52,0 | 125 16 48 120 | 18,0 7 FUNO120 FUNO120X
utting speed Infeed
JI4FRs4R | Other shanks: 3400 / Order example;
(% TT9 MM Please indicate with the order) t 2%/ Pieces FUN0110 Conditions f nded), coolant
: onditions for recommendad), coola
Whistle Motch =DIN 6535 HE  Weldon = DIN 6535 HB 63%/Pleces FUND110X HTFSEEEMMTIE  successtul use: directly on the cutting

— ] —— 0] (FASENMLMMIM  precise spindles and edges.
Pl 2ERF NN, toolholders (hydraulic or

heat shrink chucks are

I &
S



EReEEEa7R

Machining with carbide

[ opmon | (1 HFS-XXL HFS-XXL

EReEHL

Drilling with carbide

UNIREAM

UNlDHlLL UNIREAM UNIDRILL UNIDREAN [slgpls]l] D d _” l'mclmnhohmr!mv drill
vy ry dri
\ UNIDREAM fﬁ?} TiAIN 10 x D H? 7xD
)
HEEANR/ ~ FRE / drill HFS-XXL
Combination tools #5%) / Dry machining drill ST(EEL) = GGIG) ST(EEL} GG ALU
UNIREAM, UNIDRILL 1 UNIDREAM: £5#1, &EIfnEH—xidsi ERTRILES / BEESEHLATTAME vHM /

UNIREAM, UNIDRILL and UNIDREAM: drill, ream and chamfer a bore on both sides

UNIREAM 2 —IEHE K&
A&7, eFOEATE
HH#ABTRTFILMLTR
WAL OEA

UNIREAM is a multiflu=
ted solid carbide reamer
that does not only pro—
duce narrow tolerated
bore diameters but also
chamfers at the bore
top and exit by maeans
of a circular movement.

i

» RILSEIR— RIS,
ERI87)

- I

- P SRS 3
- ERFEEM6mmIFIE

Advantages:

+ Reaming and cham-—
fering in one tool
without toolchange

« Narrow bore
tolerances

+ Internal coolant for
high cutting data

+ Available from dia-
meter 6 mm upwards

UNIDRILL

UNIDRILL 2—#fFili
AmImgtmEsn,
EXATHILSILAMAE
—iRtEsE R

Specifically designed
for through=holes, the
UNIDRILL drills a hole
and removes the burrs
on both sides of the
bore by means of a

il mowv t

i

- WILSEfA—RI R,
ERIEN
ILORTEEH
 BETRANA

Advantages:

» Drilling and cham~
fering by one tool
without toolchange

+ Produces a bore hole
with no burrs

» Reduces maching
tima as no tool
change is needed

UNIREAME] 4 441 = &
£ TFUNIREAMTn
UNIDRILLE R £ 7 %
¥, ERET—ENRE
BEAEH] . SEHIBE i T
I,

{722

- WL, WALAILEA—
itsenl

- LOF@MRES

s ETEROME
« (A EBAMGmm T i

As a further develop-
ment of UNIREAM and
UNIDRILL, the UNI-
DREAM drills, reams.
and chamfers a bore.

Advantages:

- Drilling, reaming and
chamfering in one
tool

+ Produces a bore hole
with no burrs

« Reduces maching time
as no tool change is
needed

+ Available from dia-
meter 6 mm upwards

Fit size drill for deep bores

20 A HFS-XXLE B4k
TR T4k PRRETE BIHT 2
=, AHHFRAMT

W

- ILFEERH?

« FLEFA10XD

« TS Y R R

- BAHEED

- ERT BEER RS

B
« ¥R P 7 AR A
]

Reaming is not neces—
sary when using the
HFS-XXL, even in deep
bores,

Advantages

+ Drills H7 tolerance
without reaming into
the solid

- Up to 10 x diameter

+ Very smooth chip
flutes

« Self centering and
with 4 guide lands

« For current steel and
cast materials

+ To be used in hydrau-
lic er heat shrink
chucks

B R0 /Application example

Carbide drill for dry machining

BILZ &k3LFFF=inmias
PEREMRDA, T ILRE
KIXD

804

- HEaHm R it

- MRS

+ BAFEFRLNT

- AGIiFRRADE

BT, BEER
Ha®

The BILZ drills for dry
machining can be used
in bore depths up to

7 x diameter with spray
mist coolant.

Advantages:

+ Very smooth chip
flutes

+ Low coolant costs

- High cutting data
even in deep bores

+ Dry workpieces after
machining

+ For steel, cast iron
and aluminium

B M F /Application example

- ¥ P[] | The customer” s problem

. P[0 | The customer' s problem

&5/

Tow coupling

BILZW§: # %/ The BILZ solution:

TieHH
Waorkpiece material:

ST62/3N {1.0570)

#lEE /Machine toal:

mIds/
Machining Center

mIdi/
Cutting process:

SIS I — R/
Drilling and Reaming
in one step

HFS-XXL mit

HFS-XXL with
4 guide lands

D = 81mm

Ve = 69 m/min

f = 0,2 mm/UWmmjrev
tc = 100 min

Bohrungstoleranz H7/
bore tolerance HY

#ZEa /

Brake rotor disc

IfEH /
Workpiece material:

GG Cr

HLEE /Machine tool:

M/
Machining Center

it/
Cutting process:

$6IL, PALFAMAL/
Drilling, Counterboring
Dry cutting

BILZR§ 2 /5 %/ The BILZ solution:

VHM-

Carbide drill for
dry machining

D = 4.6x8mm

Ve = 178 m/min

Vi = 2665 mm/min

f = 03 mmfU/mm/rav
Standweqg/tool life way
le = 100m

-




ERe&EHL

Drilling with carbide
Beispiele

Examples

-\‘Fﬁll | The customer® s problem P 3 = olutio . ZF[E# | The customer’ s problem P BILZ#§ 5 %/ The BILZ solution:
BHHERS [ THHE/ ] L Stufen-Preci-Speed / £ / THH# ) Tl Preci-Speed
Diesel il'ljﬂ{‘.'ﬁo N Workpiece material: S‘tep-Pre{:i-Spaed cv] inder Cover Workpiece material: ! TiAIN
pump housing GGG-50 TiAIN AISiTCu3 :

#LFE /Machine tool: HIE /Machine tool: | 4 D -_ 22,9 x 26 mm
D = 25x30mm i Ve = 396 m/min
229 H10 T Vo= 157 m/min T ! f = 0,3 mm/U/mm/rev
—__’_.. o Machining Center f = 035/02mm/Uf Machining Center Rz = 6.2
Lswn (A% MTide ey, TR/ i TIR%f/tool life way
el Cutting process: | T A% & ool life way Cutting process: i le = 5200 m
_ S | Ie =700 m
SETLAHBRERE, 1L / 2 AL/ 2
Drilling tolerance HB, | Drilling of the fixing L
counterboring 1 X holes i’i =
@Y L en |
|

. F [ | The customer' s problem . B 0 . Z A8 | The customer’ s problem P BILZF:2 &/ The BILZ solution:
S/ IHE : Stufen-Preci-Speed/ EH/ TiHH . HFS
Inlet Manifold eorkplice atecal Step—Preci-Speed Connecting rod ::“""‘P'“‘ atedat s B o B

ALSI10Mg ALUSPEED 22 HFS with 4 guide
416 /Machine tool: 3 T #LE /Machine tool: lands
= | mm

::alczirﬁnfn Center VoSNt mimin :i::ﬁnfg Center b = 7mm

f = 0.2mm/U/mm/irev Ve = 69 m/min
T ) NI A B tool life way fnTitie/ VI = 630 mm/min
Cutting process: le = 1700 m Cutting process: f = 0.2mm/U/mm/rev

(4750 Teile /pisces) I = 60m(9xD)

R mR e
Drilling with spray
mist coolant

- ¥ [A# | The customer’ s problem

Fk/ THHE

Crank Housing g;:;""“ raterial
i

4L /Machine tool:
SR )

T £

102

mITidE/
Cutting process:

34

PRIREETL/
Drilling with spray
mist coolant

Austritt gratfreil

Bohrung: f g
Bore exit burrfrael
Straight running bore!

BILZA% 2 7 %/ The BILZ solution:

Preci-Speed
TiAIN

D = 18und 18,1 x 20 mm
Ve = 96 m/min

f = 0.3 mm/U/mm/rev
TR R tool life way
Iec=1100 m
NIGILEELTENEN

Bore exit burrfreel
Straight running bore!

AT /
Drilling at inclined
axit

. F @8 (The customer’ s problem P

T /

Gearbox housing

Trie |
Workpiece material:

GD-AISI9Cu3

HLFF /Machine tool:

T/
Machining Center

I/
Cutting process:

Bohren, Fasen,
WETLENM AL

Drilling, chamfering,

spotfacing

Combi-Drill
FHENR
Drill-Chamfer-
combination with
shrink~fit drill and
tangential inserts

D = 10.2 x 34 mm
Ve = 600 m/min
f = 0,8 mm/U/mm/rev

I g



ENE—FWLT0ER
SBEEEEE R~
., BIMIDAERTF
LI, ARFEIERE
L. i3l BRIILAH
BEmnES, Hhey
AR @ i
INARERLETE
[E&FH705E,

BNMNARER,
SEMMERRE ST
BEEAREMRES
{E, ERENRREE
fUpBBEEEE5EP
MEEXRETEHA
1220 4

Our tools for drilling,
countersinking and re—
boring as well as finish
machining have been
continually withstanding
the toughest tests on

a daily basis for more
than 70 years.

The German machine
tool and automotive
industries in particular
have appreciated our
capability, reliability and
quality for over 70 years.

The relationship to our
customers has been
cemented in our corpo-
rate philosophy with the
phrase: "Our relation-
ship to our customers is
based on a global part-
nership, "

Hermann Bilz
GmbH & Co KG
EEERUENALT



