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The Guhring Group

Dear customer,

Optimal customer benefit is the mission statement of
our corporate strategy. More than 4,500 employees are
globally located to successfully implement this strategy.
All employees are committed to ensuring total customer
satisfaction and, therefore, making Guhring one of the
world’s leading suppliers of rotary cutting tools. The
strategic direction of our company is based upon the
following strengths:

Manufacturing competence

With our own carbide production, coating technology,
machine and equipment divisions as well as develop-
ment departments for the core competences, we have
direct influence over the essential parameters for the
efficiency of the tool: material, geometry and coating.

Product know-how

More than a century of knowledge and experience
regarding tool manufacturing, combined with our
R&D center’s innovative strength, leads to a consistent
flow of new, trend-setting tooling solultions and the
optimization of existing technologies. In excess of 130

. . .. . Dietmar Pfranger Dr. Jorg Guhring
application technicians and product managers provide FECNEIEN AR EETGE President,
their know-how and support with the aim of increasing Director Research and Development
customer productivity.
Tool Division Service Division
Diversity is our strength. There is no other competitor For customers to optimally utilize the potential of their
who produces an equally large range of cutting tools, Guhring tools, we provide a comprehensive service
especially in carbide. We naturally also produce tools package such as re-grinding and re-coating with original
in high speed steel and in the high-tech tool materials Guhring geometries and coatings returning the original
cermet, PCD/CBN and ceramic. Along with the stan- efficiency to the refurbished tools.
dard product offering, with currently more than 1,650
tool types and 44,000 products, we also provide special TMS, our tool management service, incorporates process
solutions for specific customer applications on request. planning, logistics, tool application, tool maintenance as
Additionally, we always take into account current machi- well as process optimization; and is specifically aimed at
ning trends with tooling solutions for the machining of allowing the customer to concentrate on his core busi-

new materials or for new machining technologies. ness tasks.
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Sales and Marketing Financial and Commercial
Director Director

Carbide Division

Guhring’s carbide development and production makes
it possible to provide tools in application optimized tool
materials and, therefore, immediately perform with
success to new machining trends as well as materials.
Customers benefit directly from the associated techno-
logy and cost advantages. Our carbide division and its
annual carbide production of approximately 2,000 tons
makes Guhring of the largest carbide producers world-
wide. Gaining importance are the production and sales
of special products for applications outside the rotary
cutting tool industry.

Management and Company Structure

Innovation proficiency

Guhring has always stood for tool technology inno-
vations from which numerous standards have been
established, such asTiN coating which we were the first
tooling manufacturer to apply to drills in 1980. The HSK
tool system and the patented radius point geometry
used for machining CGl and ADI are other examples.
Currently, our MQL systems as well as the unique adjust-
ment and setting for multi-fluted, two-step PCD/CBN tools
are establishing new benchmarks in tool technology.

Global service

Guhring is represented in close proximity to their
customers with 26 production plants, 36 service centers,
43 sales companies and numerous marketing partners
globally. Thanks to this comprehensive network we can
ensure your tool supply. World-wide homogeneous stan-
dards ensure that you can always rely on the same high
level of Guhring quality anywhere in the world.

We are privileged to continue to convince our customers
through our efficiency!

P

Dr. Jorg Glihring

Machine and equipment division

To ensure the geometries, tool materials and coatings
are converted into precision tools of the highest quality
with an optimal cost-efficiency, Guhring’s machine and
equipment division designs and produces the most im-
portant manufacturing equipment for our tool produc-
tion. This includes state-of-the-art grinding and coating
systems as well as precision measuring instruments. In
addition, the machine and equipment division also desi-
gns and produces TM vending machines for the service
division to specific customer requirements.
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Introduction - Guhring USA

For more than 35 years,
Guhring Inc. (USA) has brought
the innovations of industry-lead-
ing Guhring technology, products
and technical support to the
United States. One company,
one brand, same name known
throughout North America for
quality for over three decades.

Our new 2010 high performance
drill catalog provides a quick
and easy reference guide to
selecting the right Guhring drill
for your application, The Guide
begins on page 19.

Take a look at the new drill index
and the updated drill selection
guide. With these new pages, find-
ing the optimum drilling solution is
quick and easy. In addition, you
can visit www.guhring.com to use Guhring NAVIGATOR tool selection software program to identify the right tool
for your machining operation. Navigator can also provide operating parameters for the tools you have chosen.

Brookfield, WI

New for 2010, Guhring introduces a category of carbide drills, taps and

variable helix carbide end mills called Guhring Select tools. These tool

series are manufactured from the same materials and to the same Gl.l NG
quality and exacting tolerances that you expect from Guhring. Each series

has been selected because of its versatility in a wide range of materials

and machining operations, to provide you with a full compliment of quality e [‘eC‘L'

drill, tap and milling options at an economical price.

Simplify your tool search by choosing Guhring Select. These tools offer a full range of economical, quality,
machining solutions. From the production facility to the small prototype machine shop, there is a Guhring Select
tool that will suit your needs.

Look for the Guhring Select logo to quickly identify these economical tooling choices.



Guhring |Std. range/| Feeds & Tool
no. page Speeds | Description Material Finish
205 50 337 General purpose (Type N), jobber length, 118° point, standard straight shank HSS bright/steam oxide >2.36
206 54 337 Low Helix (Type H), jobber length, 118° point, standard straight shank HSS bright finish
207 56 338 High Helix (Type W), jobber length, 130° point, standard straight shank HSS bright finish
208 58 338 General purpose (Type N), jobber length, 118° point, standard straight shank HSS bright/steam oxide >2.36
217 60 339 General purpose (Type N), taper length, 118° point, standard straight shank HSS bright/steam oxide >2.36
219 62 339 High Helix (Type W), taper length, 130° point, standard straight shank HSS bright finish
223 63 340 General purpose (Type N), stub length, 118° point, standard straight shank HSS bright/steam oxide >2.36
224 66 340 Low Helix (Type H), stub length, 118° point, standard straight shank HSS bright finish
225 67 341 High Helix (Type W), stub length, 130° point, standard straight shank HSS bright finish
226 68 341 General purpose (Type N), stub length, 118° point, standard straight shank HSS bright/steam oxide >2.36
235 70 342 General purpose (Type N), extra length #1, 118° point, standard straight shank HSS bright/steam oxide >2.36
245 71 342 General purpose (Type N), Standard (MTS), 118" point, Morse Taper shank HSS bright/steam oxide >2.36
257 74 343 General purpose (Type N), Bushing (MTS), 118" point, Morse Taper shank HSS surface treated
266 75 343 General purpose (Type N), extra length #1, 118° point, Morse Taper shank HSS surface treated
280 7 N/A Form A center drill, Extra long, 60°, non-flatted body, bright finish, RH HSS bright finish
281 77 N/A Form A center drill, 60°, non-flatted body, bright finish, RH HSS bright finish
282 77 N/A Form A center drill, 60°, non-flatted body, bright finish, LH HSS bright finish
283 77 N/A Form R center drill, Radiused. 60°, non-flatted body, bright finish, RH HSS bright finish
284 77 N/A Form R center drill, Radiused, 60°, non-flatted body, bright finish, LH HSS bright finish
285 78 N/A Form B center drill, 60°/120° double angle, non-flatted bodly, bright finish, RH HSS bright finish
287 80 N/A Form A center drill, 60°, Flatted body, bright finish, RH HSS bright finish
288 80 N/A Form R center drill, Radiused, 60°, Flatted body, bright finish, RH HSS bright finish
289 80 N/A Form B center drill, 60°/120° double angle, Flatted body, bright finish, RH HSS bright finish
292 79 N/A Form A center drill, 60°, non-flatted body, bright finish, RH HSS bright finish
294 79 N/A Form A center drill, 60°, non-flatted body, bright finish, LH HSS bright finish
301 82 344 Micro-Precision (Type N), micro-precision, 118° point, reinforced straight shank Cobalt bright finish
303 84 344 Micro-Precision (Type N), micro-precision, 118° point, reinforced straight shank Cobalt bright finish
305 85 345 General purpose (Type N), jobber length, 118° point, standard straight shank Cobalt bright/steam oxide >2.36
308 88 345 General purpose (Type N), jobber length, 118° point, standard straight shank Cobalt bright/steam oxide >6.0
317 90 346 General purpose (Type N), taper length, 118° point, standard straight shank Cobalt bright/steam oxide >2.36
329 91 346 Heavy Duty (Type GV120), stub length, 130° point, standard straight shank Cobalt bright/steam oxide >2.36
336 93 347 GT 50 deep hole, taper length, 130° point, standard straight shank Cobalt bright/nitrided lands >2.36
345 94 347 General purpose (Type N), Standard (MTS), 118° point, Morse Taper shank Cobalt surface treated
381 7 N/A Form A center drill, 60°, non-flatted body, bright finish, RH Cobalt bright finish
390 96 348 GT 100 IC deep hole, taper length, 130° point, standard straight shank HSS bright finish
501 96 348 GT 50 deep hole, taper length, 130° point, standard straight shank HSS bright finish
502 98 349 General purpose (Type N), extra length #1, 130° point, standard straight shank HSS bright/nitrided lands >2.36
503 99 349 GT 100 deep hole, extra length #2, 130° point, standard straight shank HSS bright/nitrided lands >2.36
504 100 350 GT 100 deep hole, extra length #3, 130° point, standard straight shank HSS nitrided lands
515 101 350 GT 500 DZ high performance, stub length, 130° cone-relief point, standard straight shank PM-Cobalt FIREX® coated
524 103 351 GT 50 deep hole, extra length #1, 130° point, standard straight shank HSS bright finish
526 104 351 GT 100 deep hole, extra length #1, 118° point, Morse Taper shank HSS nitrided lands/steam oxide >16.0
527 105 352 GT 100 deep hole, extra length #2, 130° point, Morse Taper shank HSS nitrided lands/steam oxide >16.0
530 106 352 GT 500 DZ high performance, jobber length, 130° cone relief point, standard straight shank PM-Cobalt FIREX® coated
535 107 353 GT 100 deep hole, taper length, 130° point, standard straight shank HSS bright/nitrided lands >2.36
546 109 N/A NC Spot « Short, NC Spot, 142° point, standard straight shank DK 120 Carbide bright finish
549 110 353 GT 100 deep hole, jobber length, 130° point, standard straight shank HSS bright/nitrided lands >2.36
550 112 354 GT 100 deep hole, jobber length, 130° point, standard straight shank HSS bright/nitrided lands >2.36
551 113 354 GT 100 deep hole, Bushing (MTS), 130° point, Morse Taper shank HSS nitrided lands/steam oxide >16.0
552 114 355 GT 80 deep hole, stub length, 130° point, standard straight shank HSS <2.36 bright/nitrided lands/steam >16.0
553 116 355 GT 80 deep hole, stub length, 130° point, standard straight shank HSS <2.36 bright/nitrided lands/steam >16.1
556 109 N/A NC Spot ¢ Short, NC Spot, 120° point, standard straight shank HSS bright finish
557 109 N/A NC Spot ¢ Short, NC Spot, 90° point, standard straight shank HSS bright finish
559 109 N/A NC Spot ¢ Long, NC Spot, 90° point, standard straight shank HSS bright finish
567 109 N/A NC Spot » Short, NC Spot, 120° point, standard straight shank HSS TiN coated
568 109 N/A NC Spot « Short, NC Spot, 90° point, standard straight shank HSS TiN coated
581 7 N/A Form A center drill, 60°, non-flatted body, bright finish, RH HSS bright finish
582 7 N/A Form A center drill, 60°, non-flatted body, bright finish, LH HSS bright finish
583 7 N/A Form R center drill, Radiused, 60°, non-flatted body, bright finish, RH HSS bright finish
584 7 N/A Form R center drill, Radiused, 60°, non-flatted body, bright finish, LH HSS bright finish
585 78 N/A Form B center drill, 60°/120° double angle, non-flatted bodly, bright finish, RH HSS bright finish
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Guhring |Std. range/| Feeds & Tool

no. page Speeds | Description Material Finish
586 78 N/A Form B center drill, 60°, non-flatted body, bright finish, LH HSS bright finish
587 80 N/A Form A center drill, 60°, Flatted body, bright finish, RH HSS bright finish
588 80 N/A Form R center drill, Radiused, 60°, Flatted body, bright finish, RH HSS bright finish
589 80 N/A Form B center drill, 60°/120° double angle, Flatted body, bright finish, RH HSS bright finish
590 77 N/A Form A center drill, Reinforced neck, 60°, non-flatted body, bright finish, RH HSS bright finish
591 78 N/A Form B center drill, Reinforced neck, 60°/120° double angle, non-flatted body, bright finish, RH HSS bright finish
594 79 N/A Form A center drill, 60°, non-flatted body, bright finish, RH HSS bright finish
595 79 N/A Form B center drill, 60°/120° double angle, non-flatted body, bright finish, RH HSS bright finish
605 118 356 Heavy Duty Split Point (Type Ti), jobber length, self-centering 130° split point, standard str shank Cobalt bright finish
609 120 356 GS 200 U three-flute high precision, 5xD, self-centering150° point, standard straight shank DK 460 UF Carbide TiN coated
613 77 N/A Form A center drill, 60°, non-flatted body, TiN coated, RH HSS TiN coated
614 7 N/A Form R center drill, 60°, non-flatted body, TiN coated, RH HSS TiN coated
617 121 357 Heavy Duty Split Point (Type Ti), taper length, self-centering130° split point, standard str shank Cobalt bright finish
618 122 357 GT 100 deep hole, extra length #1, 130° point, standard straight shank Cobalt nitrided lands
619 123 358 GT 100 deep hole, extra length #2, 130° point, standard straight shank Cobalt nitrided lands
622 124 358 359GT 100 deep hole, jobber length, 130° point, standard straight shank Cobalt bright/nitrided lands >2.36
651 125 359 General purpose (Type N), jobber length, 118° point, standard straight shank HSS TiN coated
652 128 359 GT 100 deep hole, jobber length, 130° point, standard straight shank HSS TiN coated
653 130 360 General purpose (Type N), stub length, 118° point, standard straight shank HSS TiN coated
654 132 360 General purpose (Type N), Standard (MTS), 118° point, Morse Taper shank HSS TIN coated
657 133 361 Heavy Duty Split Point (Type Ti), jobber length, self-centering 130° split point, standard str shank Cobalt TiN coated
658 134 361 GT 100 deep hole, jobber length, 130° point, standard straight shank Cobalt TiN coated
659 136 362 Heavy Duty (Type GV120), stub length, 130° point, standard straight shank Cobalt TiN coated
660 138 362 Micro-Precision (Type N), micro-precision, 118° point, reinforced straight shank Cobalt TiN coated
664 139 363 General purpose (Type N), jobber length, 118° point, standard straight shank HSS TiN coated
666 140 363 General purpose (Type N), Bushing length, 118° point, standard straight (tang >3mm) shank HSS TiN coated
667 141 364 General purpose (Type N), taper length, 118° point, standard straight shank HSS TiN coated
668 142 364 GT 100 deep hole, taper length, 130° point, standard straight shank HSS TiN coated
669 144 365 Heavy Duty Split Point (Type Ti), taper length, self-centering130° split point, standard str shank Cobalt TiN coated
670 145 365 GT 100 deep hole, extra length #1, 130° point, standard straight shank HSS TiN coated
671 146 366 GT 100 deep hole, extra length #2, 130° point, standard straight shank HSS TiN coated
723 109 N/A NC Spot ¢ Short, NC Spot, 90° point, standard straight shank DK 120 Carbide bright finish
724 109 N/A NC Spot ¢ Short, NC Spot, 120° point, standard straight shank DK 120 Carbide bright finish
730 147 366 General purpose (Type N), stub length, 118° point, standard straight shank DK 120 Carbide bright finish
732 148 367 General purpose (Type N), jobber length, 118° point, standard straight shank DK 120 Carbide bright finish
736 77 N/A Form A center drill, 60°, non-flatted body, bright finish, RH Carbide bright finish
768 150 367 RT 150 GG straight flute high penetration, 4xD, 120° point, reinforced straight shank DK 460 UF Carbide bright finish
769 151 368 RT 150 GG straight flute high penetration, 7xD, 120° point, reinforced straight shank DK 460 UF Carbide bright finish
773 152 368 RT 150 GG straight flute high penetration, 15xD, 120° point, reinforced straight shank DK 460 UF Carbide bright finish
1047 180 369-70 | RT 800 WP Indexable insert, self-centering 140° SF point DK 460 UF Carbide TiN coated
1068 153 N/A 90° jobber drill for composite materials Carbide Diamond coated
1131 154 370 GT 80 IC deep hole, jobber length, 130° point, reinforced straight shank Cobalt bright finish
1132 155 371 GT 80 IC deep hole, jobber length, 130° point, reinforced straight shank Cobalt bright finish
1183 156 371 RT 100 U high penetration, 5xD, self-centering140° SU point, reinforced str shank w/whistle notch | DK 460 UF Carbide TiN coated
1184 158 372 RT 100 U high penetration, 3xD, self-centering140° SU point, reinforced str shank w/whistle notch | DK 460 UF Carbide FIREX® coated
1221 160 372 GT 100 deep hole, jobber length, 130° point, standard straight shank Cobalt TiN coated
1223 161 373 GT 100 deep hole, jobber length, 130° point, standard straight shank Cobalt TIiCN coated
1242 162 373 RT 100 U high penetration, 3xD, self-centering140° SU point, standard straight shank DK 460 UF Carbide TiAIN coated
1243 163 374 RT 100 U high penetration, 5xD, self-centering140° SU point, standard straight shank DK 460 UF Carbide TiN coated
1452 164 374 GS 200 U three-flute high precision, 5xD, self-centering150° point, standard straight shank DK 460 UF Carbide TiN coated
1662 165 375 RT 100 F high penetration, 5xD, self-centering140° SF point, reinforced straight shank DK 460 UF Carbide bright finish
1702 167 375 RT 100 U high penetration, 3xD, self-centering140° SU point, standard straight shank DK 460 UF Carbide TiN coated
2458 168 376 Heavy Duty Split Point (Type Ti), jobber length, self-centering 130° split point, standard str shank Cobalt TiN coated
2463 169 376 General purpose (Type N), stub length, 118° point, standard straight shank DK 460 UF Carbide FIREX® coated
2464 171 377 General purpose (Type N), jobber length, 118° point, standard straight shank DK 120 Carbide FIREX® coated
2477 173 377 RT 100 X high penetration, 3xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide nano-FIREX® coated
2479 175 378 RT 100 X high penetration, 5xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide nano-FIREX® coated
2485 180 378-79 | RT 800 WP Indexable insert, self-centering 140° SF point DK 460 UF Carbide FIREX® coated
2601 177 380 GT 100 deep hole, jobber length, 118° point, standard straight shank DK 120 Carbide nano-FIREX® coated
2602 178 380 GT 100 deep hole, jobber length, 118° point, standard straight shank DK 120 Carbide bright finish
2747 180 381-82 | RT 800 WP Indexable insert, self-centering 140° SF point DK 120 Carbide bright finish
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Guhring |Std. range/| Feeds & Tool
no. page Speeds | Description Material Finish
4024 182 382-83 | HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide bright finish
4025 182 384-85 | HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide TiN coated
4026 182 385-86 | HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide FIREX® coated
4042 183 N/A HT 800 WP body, coolant through, 3xD full-helical flute, straight shank w/whistle notch HSS Nickel
4043 183 N/A HT 800 WP body, coolant through, 5xD full-helical flute, straight shank w/whistle notch HSS Nickel
4044 190 387 RT 100 X high penetration, 7xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide nano-FIREX® coated
4048 183 N/A HT 800 WP body, coolant through, 7xD full-helical flute, straight shank w/whistle notch HSS Nickel
4107 186 N/A NEW HT 800 WP body, coolant through, 3xD full-helical flute, straight shank w/whistle notch HSS Nickel
4108 186 N/A NEW HT 800 WP body, coolant through, 5xD full-helical flute, straight shank w/whistle notch HSS Nickel
4109 186 N/A NEW HT 800 WP body, coolant through, 7xD full-helical flute, straight shank w/whistle notch HSS Nickel
4112 185 387-88 | NEW HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide nano-FIREX® coated
4113 185 389-90 | NEW HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide FIREX® coated
4114 185 390-91 | NEW HT 800 WP indexable insert, self-centering 140° SF point DK 460 UF Carbide bright finish
5020 192 390-91 | EB 100 straight-flute gun drills, 80mm flute length, type G point point, reinforced straight shank DK 460 UF Carbide bright finish
5021 192 390-91 | EB 100 straight-flute gun drills, 160mm flute length, type G point point, reinforced straight shank DK 460 UF Carbide bright finish
5024 192 390-91 | EB 100 straight-flute gun drills, 45mm flute length, type G point point, reinforced straight shank DK 460 UF Carbide bright finish
5026 192 390-91 | EB 100 straight-flute gun drills, 120mm flute length, type G point point, reinforced straight shank DK 460 UF Carbide bright finish
5242 181 N/A RT 800 WP body, coolant through, 3xD full-helical flute, straight shank w/whisltle notch HSS Nickel
5243 181 N/A RT 800 WP body, coolant through, 5xD full-helical flute, straight shank w/whisltle notch HSS Nickel
5248 181 N/A RT 800 WP body, coolant through, 7xD full-helical flute, straight shank w/whisltle notch HSS Nickel
5510 193 393 RT 100 U high penetration, 3xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide FIREX® coated
5511 195 393 RT 100 U high penetration, 5xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide TiN coated
5512 197 394 RT 100 U high penetration, 7xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide FIREX® coated
5513 199 394 RT 150 GG straight flute high penetration, 10xD, 120° point, reinforced straight shank DK 460 UF Carbide bright finish
5514 200 395 RT 100 U high penetration, 3xD, self-centering 140° SU point, reinforced straight shank DK 460 UF Carbide FIREX® coated
5515 202 395 RT 100 U high penetration, 5xD, self-centering140° SU point, reinforced straight shank DK 460 UF Carbide FIREX® coated
5518 204 396 GS 200 G three-flute high precision, 5xD, self-centering130° point, reinforced straight shank DK 460 UF Carbide bright finish
5519 205 396 GU 500 DZ universal, jobber length, 118° 4-facet split point, standard straight shank Cobalt TiN coated
5520 206 397 GU 500 DZ universal, stub length, 118° 4-facet split point, standard straight shank Cobalt TiN coated
5521 207 397 GT 500 DZ high performance, stub length, 130° cone-relief point, standard straight shank PM-Cobalt TiN coated
5522 208 398 GT 500 DZ high performance, jobber length, 130° cone relief point, standard straight shank PM-Cobalt TiN coated
5523 209 398 GU 500 DZ universal, jobber length, 118° 4-facet split point, standard straight shank Cobalt bright finish
5524 210 399 GU 500 DZ universal, stub length, 118° 4-facet split point, standard straight shank Cobalt bright finish
5525 211 399 RT 100 C high penetration, 12xD, self-centering140° SC, double margins point, reinforced str shank | DK 460 UF Carbide FIREX® coated
5610 212 400 RT 100 U high penetration, 3xD, self-centering140° SU point, reinforced shank w/whistle notch DK 460 UF Carbide FIREX® coated
5611 214 400 RT 100 U high penetration, 5xD, self-centering140° SU point, reinforced shank w/whistle notch DK 460 UF Carbide FIREX® coated
5612 216 401 RT 100 U high penetration, 7xD, self-centering140° SU point, reinforced shank w/whistle notch DK 460 UF Carbide FIREX® coated
6068 217 401 RT 150 GG straight flute high penetration, 4xD, 130° point, reinforced straight shank DK 255 UF Carbide bright finish
6069 218 402 RT 150 GG straight flute high penetration, 7xD, 130° point, reinforced straight shank DK 255 UF Carbide bright finish
6070 219 402 RT 150 GG straight flute high penetration, 10xD, 130° point, reinforced straight shank DK 255 UF Carbide bright finish
6400 220 403 Exclusive Line Micro Drills, 4xD, 140° 4-facet ground hone point, reinforced straight shank DK 460 UF Carbide bright finish
6401 220 403 Exclusive Line Micro Drills, 7xD, 140° 4-facet ground hone point, reinforced straight shank DK 460 UF Carbide bright finish
6408 221 404 Exclusive Line Micro Drills, 8xD, 135° 4-facet ground hone point, reinforced straight shank DK 460 UF Carbide TiAIN coated
6412 221 404 Exclusive Line Micro Drills, 15xD, 135° 4-facet ground hone point, reinforced straight shank DK 460 UF Carbide TiAIN coated
6501 222 404 RT 100 R high penetration, 5xD, radius point point, reinforced straight shank DK 255 UF Carbide FIREX® coated
6502 224 405 RT 100 R high penetration, 7xD, radius point point, reinforced straight shank DK 255 UF Carbide FIREX® coated
6511 226 405 RT 100 T high penetration, 20xD, 135° point, standard straight shank K30/K40 Carbide TIAIN tipped
6512 226 406 RT 100 T high penetration, 25xD, 135° point, standard straight shank K30/K40 Carbide TIAIN tipped
6513 227 406 RT 100 T high penetration, 30xD, 135° point, standard straight shank K30/K40 Carbide TIAIN tipped
6514 227 407 RT 100 T high penetration, 40xD, 135° point, standard straight shank K30/K40 Carbide TIAIN tipped
8510 228 408 RT 100 VA high penetration, 3xD, self-centering 140° VA point, reinforced straight shank DK 460 UF Carbide nano-A™ coated
8511 228 408 RT 100 VA high penetration, 5xD, self-centering 140° VA point, reinforced straight shank DK 460 UF Carbide nano-A™ coated
20042 235 N/A Hollfelder, Drill/Chamfer unit for hydraulic chucks N/A N/A
20067 235 N/A Hollfelder, Drill/Chamfer clamping set N/A N/A
20362 236 N/A Hollfelder, K10 carbide insert Carbide bright finish
20363 236 N/A Hollfelder, G12 / K10 carbide insert Carbide TIAIN coated
20364 236 N/A Hollfelder, G16 / P20 carbide insert Carbide TIAIN coated
20365 236 N/A Hollfelder, PCD insert PCD bright finish

Package quantity information can be found on page 49.

Technical information begins on page 282




High Performance CARBIDE DRILLS
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%ect oV (e(ﬁ
(e(x ﬁ“ E(e(’t

SERIES 1702 1242 1184 2477 2463 2464
Style RT100F | RT100VA | RT100U | RT100U | RT100U | RT100U | RT100U | RT100“X” TypeN Type N Type N TypeN
Point Angle 140° 140° 140° 140° 140° 140° 140° 140° 118° 118° 118° 118°
Length 3xD 3xD 3xD 3xD 3xD 3xD 3xD 3xD 3xD 3xD 5xD 5xD
Shank [ 0] P 0| [T | | IRl Pl =1 | I [ I ] C_0lc—1
S I E NN EEEIIEEIEEE
Carbide Grade | DK460UF | DK460UF | DK460UF | DKA4GOUF | DKAGOUF | DKAGOUF | DKAGOUF | DK460UF DK120 DK120 DK120 DK120
Surface Finish | (8 (a) ® ® ® ® ® (N} O ® O ®
Std. Drﬁl"nRange 3.00- 15.00| 3.00-16.00 | 3.00- 16.00 3.00- 20.00| 3.00- 20.00| 3.00- 20.00| 3.00-20.00 | 3.00- 20.00 0.50- 16.00 | 1.00-16.00 1.00- 12.00|1.00- 12.00
Std. Dia. Range | 0.1181- | 0.1181- | 0.1181- | 0.1181- | 0.1181- | 0.1181- | 0.1181- | 0.1181- 0.0197- | 0.0394- 0.0394- | 0.0394-
In. 0.5906 0.6299 0.6299 0.7874 0.7874 0.7874 0.7874 0.7874 0.6299 0.6299 0.4724 0.4724
Catalog Page 167 228 162 158 200 193 212 173 147 169 148 171
Tech Data Page 375 408 373 372 395 393 400 377 366 376 367 377
G
(ec'ﬁ ﬂ“ ( ect HEW1

T

g‘lﬁ
ﬁ/‘\‘/ e(e C'C

SERIES 1662 8511 1243 1183 5515 5511 5611 2479 6501 5512 5612 4044 6502 5525
Style RT100F | RT100VA | RT100U | RT100U | RT100U | RT100U | RT100U |[RT100“X” | RT100R RT100U | RT100U |RT100“X”| RT100R | RT100C
Point Angle 140° 140° 140° 140° 140° 140° 140° 140° Special 140° 140° 140° Special 140°
Length 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 7xD 7xD 7xD 7xD 12xD
Shank [ J I ( 0D T Pl 1 [ N R I i [ 1) N [ P gy i
Coolant So S g :\} S g :\} S So S So o S = S =
Carbide Grade | DK460UF | DK460UF | DKA4BOUF | DK460UF | DK460UF | DK460UF | DK460UF | DKA4GOUF | DK255F DK460UF | DKA4BOUF | DK460UF | DK255F | DK460UF
Surface Finish | (8 (a) ® ® ® ® ® [N ] ® ® ® (N ] ® ®
Std. DrlT?r.nRange 3.00- 24.50 féog(-) 5.00- 16.00|3.30- 20.00|3.00- 20.00{3.00- 20.00{3.00- 20.00|3.00- 20.00|3.00- 20.00| |3.00- 20.00|5.00- 20.00(4.00- 20.00(4.00- 20.00|3.00- 20.00
Std. Dia. Range | 0.1181- | 0.1181- | 0.1969- | 0.1575- | 0.1181- | 0.1181- | 0.1181- | 0.1181- | 0.1181- 0.1181- | 0.1969- | 0.1575- | 0.1575- | 0.1181-
In. 0.9646 0.6299 0.6299 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874 0.7874
Catalog Page 165 228 163 156 202 195 214 175 222 197 216 190 224 211
Tech Data Page| 375 408 374 371 395 393 400 378 404 394 401 387 405 399
8 GUHRING (O bright @ steam oxide ® itrided lands @ ritided ® TN




NG " G G G
g Ol B B
HEW1

HIEW] FIEW?

!

!
|
1452 609 5518 723 724 546 6400 6401 6408 6412 5024 5020 5026 5021
GS200U | GS200U | GS 200G 90° Spot |120° Spot | 142° Spot Micro Drill | Micro Drill | Micro Drill | Micro Drill EB100 EB100 EB100 EB100
150° 150° 130° 90° 120° 142° 140° 140° 135° 135° Special | Special | Special | Special
5xD 5xD 5xD Short Short Short 4xD 7xD 8xD 15xD 45mm FL | 80mm FL | 120mm FL | 160mm FL
( il I ] I il il ol i ] il i [ il il Bl I
DK460UF | DK460UF | DK460UF DK120 DK120 DK120 DK460UF | DKA460UF | DKA4GOUF | DK4G60UF DK460UF | DK460UF | DK460UF K460UF
3.00- 3.00- 3.00- 5.00- 5.00- 4.00-
20.00 20.00 20.00 20.00 20.00 20.00 0.80- 3.00 | 0.80- 3.00 | 1.40-3.00 | 1.40-3.00 1.20- 3.20 | 1.20- 5.0044 1.50- 5.00 §1.50- 8.00
0.1181- | 0.1181- | 0.1181- 0.1969- | 0.1969- | 0.1575- 0.0315- 0.0315- 0.0551- 0.0551- 0.0472- I 0.0472- [ 0.0591- 0.0591-
0.6248 0.6248 0.7874 0.7874 0.7874 0.7874 0.1181 0.1181 0.1181 0.1181 0.1260 0.1969 0.1969 0.1969
164 120 204 109 109 109 220 220 221 221 12 W 192 192 192
374 356 396 N/A N/A N/A 403 403 404 404 390-91 ; 390-91 390-91 390-91
[
HEX1
768 6068 769 6069 2601 2602 5513 6070 773 6511 6512 6513 6514
RT 150 GG | RT 150 GG | RT 150 GG | RT 150 GG GT 100 GT 100 RT 150 GG | RT 150 GG RT 150 GN RT100T | RT100T | RT100T | RT100T
120° 130° 120° 130° 130° 130° 120° 130° 120° 135° 135° 135° 135°
4xD 4xD 7xD 7xD 8xD 8xD 10xD 10xD 15xD 20xD 25xD 30xD 40 xD
(I 1 I i Il Il [ IR i [ i [ IR IR I In
DKA46OUF | DK255F | DKA460UF | DK255F DKA460UF | DK460UF DKA460UF | DK255F DK460UF DKA460UF | DK460UF | DKA460UF | DK4BOUF
3.00- 3.00- 3.00- 3.00-
3.00- 20.00 | 3.00- 20.00 | 3.00- 20.00 | 3.00- 20.00 3.17-12.70|3.17- 12.70 3.00- 16.00 | 3.00- 20.00 5.00- 14.00 14.00 12.00 10.00 8.00
0.1181- 0.1181- 0.1181- 0.1181- 0.1248- 0.1248- 0.1181- 0.1181- 0.1969- 0.1378- 0.1378- 0.1378- 0.1378-
0.7874 0.7874 0.7874 0.7874 0.5000 0.5000 0.6299 0.7874 0.5512 0.5512 0.4724 0.3937 0.3150
150 217 151 218 177 178 199 219 152 226 226 227 227
367 401 368 402 380 380 394 402 368 405 406 406 407
@® superaAm ® rrexe @ Tian QO rano-FiREXe © nano-A™ GUHRING



High Performance CARBIDE DRILLS

HT 800 WP
*While l
Supplies Last *
£ . |
SERIES 4024* 4025* 4026* 4042* 4043* 4048*
Style HT 800 WP Insert | HT 800 WP Insert | HT 800 WP Insert | HT 800 WP Holder | HT 800 WP Holder | HT 800 WP Holder
Point Angle 140° 140° 140° N/A N/A N/A
Length N/A N/A N/A 3xD 5xD 7xD
Shank N/A N/A N/A [l [l [l
Coolant So S= S= -
Interchangeable
Carbide Grade DK460UF DK460UF DK460UF HSS HSS HSS
Surface Finish O @ . Nickel Nickel Nickel
Std. Dia. Range mm| 11.50- 15.87 11.50- 15.87 11.50- 15.87 N/A N/A N/A
Std. Dia. Range In. | 0.4528-0.6248 | 0.4528-0.6248 | 0.4528- 0.6248 N/A N/A N/A
Series 4024, 4025 and 4026 inserts
Catalog Page 182 182 182 183 183 183 are completely interchangeable
Tech Data Page 382-83 384-85 385-86 N/A N/A N/A with series 4112, 4113 and 4114
inserts. Both sets of inserts will fit
in both sets of holders (series 4042,
4043, 4048 and 4107, 4108, 4109).
!
RT 800 WP
e ] e
SERIES 2747 1047 2485 5242 5243 5248
Style RT 800 WP Insert | RT 800 WP Insert | RT 800 WP Insert | RT 800 WP Holder | RT 800 WP Holder | RT 800 WP Holder
Point Angle 140° 140° 140° N/A N/A N/A
Length N/A N/A N/A 3xD 5xD 7xD
Shank N/A N/A N/A (O] (O] (O]
Coolant S So So
Carbide Grade DK460UF DK460UF DK460UF HSS HSS HSS
Surface Finish O @ . Nickel Nickel Nickel
Std. Dia. Range mm|  16.00- 40.50 16.00- 40.50 16.00- 40.50 N/A N/A N/A
Std. Dia. Range In. | 0.6299- 1.5945 | 0.6299- 1.5945 | 0.6299- 1.5945 N/A N/A N/A
Catalog Page 180 180 180 181 181 181
Tech Data Page 381-82 369-70 378-79 N/A N/A N/A
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HET]
HEW]
HET]
L |
HT 800 WP
HET1 HET1 HEW1
SERIES 4112 4113 4114 4107 4108 4109
Style HT 800 WP Insert | HT 800 WP Insert | HT 800 WP Insert | HT 800 WP Holder | HT 800 WP Holder | HT 800 WP Holder
Point Angle 140° 140° 140° N/A N/A N/A
Length N/A N/A N/A 3xD 5xD 7xD
Shank N/A N/A N/A [ T] [COT] [COT]
Interchangeable Coolant == == ==
Carbide Grade DK460UF DK46OUF DK46OUF HSS HSS HSS
Surface Finish (a) ® O Nickel Nickel Nickel
Std. Dia. Range mm| 11.00- 26.00 11.00- 26.00 11.00- 26.00 N/A N/A N/A
Std. Dia. Range In. | 0.4331-1.0236 | 0.4331-1.0236 | 0.4331- 1.0236 N/A N/A N/A
Catalog Page 185 185 185 186 186 186
Tech Data Page 387-88 389-90 390-91 N/A N/A N/A

Advantages of the new
HT 800 WP design:

©O ® O ©

A

Extended tool life

Thanks to special micro-machined cutting edges and the application oriented coatings, the interchangeable inserts of the HT 800 WP drilling
system are especially wear resistant. The bodies of the HT 800 WP drilling system also possess extremely high wear resistance thanks to the
optimized body material with nickel plated surface. The incremental holder sizes in steps of 0.5 mm also leads to less wear on the body.

Optimized chip flow
Thanks to their flute cross section the bodies of the HT 800 WP drilling system ensure optimal chip evacuation from the hole, even in deep-
hole applications.

Superior coolant delivery
Delivery of coolant is ensured by coolant ducts with maximum cross section, exiting in the flutes. This enables optimal coolant flow to the the
cutting edges, further improving the chip evacuation from the hole.

Highly accurate and rigid insert seat

The accurate insert seat enables indexing in the machine in only a few simple steps, with a standard Torx screw driver. The tough material
of the HT 800 WP bodies allows the insert to be changed more frequently than with conventional systems, due to reduced wear of the insert
seat. The clamping screws with screw lock ensure a secure holding of the interchangeable insert in the body, even with machines subject to
high levels of vibrations.

Super-A™ ® rrexe ® AN QO rano-FiREXe @ nano-A™ GUHRING 1



HSS / Cobalt Drills

'ﬁ%‘ed
Stub

Et%e(\\’\g
1 )
Length
Drills ' .
SERIES 223 226 653 224 225 552 553 329 659 5524 5520 5521 515
Style N N (LH) N H W GT80 GT80 (LH) GV120 GV120 GU500DZ | GU500DZ GT500DZ | GT500DZ
Point Angle 118° 118° 118° 118° 130° 130° 130° 130° 130° 118° 118° 130° 130°
Length Stub Stub Stub Stub Stub Stub Stub Stub Stub Stub Stub Stub Stub
Shank ( 1 I I I I I ] (

. ﬁ ﬁ ﬁ ﬁ ﬁ ﬁ ﬁ §>} I§>I I§>I I§>I gﬂgﬂ

HSS HSS HSS HSS HSS HSS Cobalt Cobalt Cobalt Cobalt PM-Cobalt | PM-Cobalt
surface Finish | O@ | O@ | ® O O | O0® | O® O® | ® O ® ® ®
Std. Dia. Range| 0.350 - 0.320 - 0.500 - 0.690 - 1.000 - 1.000 - 1.000 - 0.400 - 0.500 - 1.000 - 1.000 - 1.000 - 1.000 -

mm 48.000 50.000 30.160 22.000 22.000 20.000 20.000 48.000 15.500 14.000 14.000 14.000 14.000

Std. Dia. Range | 0.0138- | 0.0126- | 0.0197- | 0.0272- | 0.0394- | 0.0394- | 0.0394- 0.0157- | 0.0197- | 0.0394- | 0.0394 - 0.0394- | 0.0394 -

In. 1.8898 1.9685 1.1874 0.8661 0.8661 0.7874 0.7874 1.8898 0.6102 0.5512 0.5512 0.5512 0.5512
Catalog Page 63 68 130 66 67 114 116 91 136 210 206 207 101
Tech Data Page 340 341 360 340 341 355 355 346 362 399 397 397 350

SERIES 205

206 207 549 550 652

FEW:
Jobber ' )
Length
Drills
208 651 664 305 308 605

657 2458
Style N N (LH) N N (LH) H w GT100 |GT100(LH) | GT100 N N (LH) Ti Ti Ti
Point Angle 118° 118° 118° 118° 118° 130° 130° 130° 130° 118° 118° 130° 130° 130°
Length Jobber | Jobber | Jobber | Jobber | Jobber | Jobber | Jobber | Jobber | Jobber Jobber | Jobber | Jobber | Jobber | Jobber
Shank ( I |l I |l I [ I [ [ ( il il il il i
Coolant | 9 | ST | S| S| S| S0 | S [ 50 | S| | 20| 20 | 0 [ T | D
Substrate HSS HSS HSS HSS HSS HSS HSS

HSS HSS Cobalt Cobalt Cobalt Cobalt Cobalt

surface Finish | O@ | O@ ® ® O

Std. Dia. Range | 0.200 - 0.200 - 0.200 - 0.250 - 0.200 - 0.200 - 0.600 - 1.000 - 1.000 - 0.200 - 0.360 - 0.200 - 0.500 - 0.400 -
mm 20.000 20.000 19.500 14.250 20.000 20.000 16.000 16.000 16.000 20.000 20.000 19.000 14.500 15.000
Std. Dia. Range| 0.0079- | 0.0079- | 0.0079- | 0.0098- | 0.0079- | 0.0079- | 0.0236- | 0.0394- | 0.0394 - 0.0079- | 0.0142- | 0.0079- | 0.0197- | 0.0157 -
In. 0.7874 0.7874 0.7677 0.561 0.7874 0.7874 0.6299 0.6299 0.6299 0.7874 0.7874 0.748 0.5709 0.5906
Catalog Page 50 58 125 139 54 56 110 112 128 85 88 118 133 168
Tech Data Page| 337 338 359 363 337 338 353 354 359 345 345 356 361 376
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e L)

E‘/\%&m\@
Jobber
Length
Drills
SERIES 1131 1132 622 1221 1223 5523 5519 5522
Style GT80 GT80 GT100 GT100 GT100 GT100 GU500DZ GU500DZ GT500DZ GT500DZ
Point Angle 130° 130° 130° 130° 130° 130° 118° 118° 130° 130°
Length Jobber Jobber Jobber Jobber Jobber Jobber Jobber Jobber Jobber Jobber

Shank D | [0 | | 0| 0| 0| 0| 0| 0 ( 0| 0

Substrate Cobalt Cobalt Cobalt Cobalt Cobalt Cobalt Cobalt Cobalt PM-Cobalt PM-Cobalt
Surface Finish O @ OO @ . . O @ @ @
Std. Dia. Range
mm 5.000 - 20.000 | 5.000 - 20.000 | 1.000 - 16.000 | 1.000 - 16.000 | 3.000 - 12.000 | 3.000 - 12.000 | 1.000 - 14.000 | 1.000 - 14.000 1.000 - 14.000 | 1.000 - 14.000
Std. Dia. Range
In 0.1969 - 0.7874/0.1969 - 0.7874|0.0394 - 0.6299|0.0394 - 0.6299|0.1181 - 0.4724{0.1181 - 0.4724(0.0394 - 0.5512(0.0394 - 0.5512 0.0394 - 0.5512(0.0394 - 0.5512
Catalog Page 154 155 124 134 160 161 209 205 208 106
Tech Data Page 370 371 358 361 372 373 398 396 398 352

Taper
Length
Drills
669 336

SERIES 217 667 219 501 390 535 668 317 617

Style N N W GT50 GT100 GT100 GT100 N Ti Ti GT100
Point Angle 118° 118° 130° 130° 130° 130° 130° 118° 130° 130° 130°
Length Taper Taper Taper Taper Taper Taper Taper Taper Taper Taper Taper
Shank ( 0 0 0 0 0 0 1 ( 0 0 0 1
LU NG B BN N BN N BN ) = 3 NG N NG N NG N NG B NG N NS
Substrate HSS HSS HSS HSS HSS HSS HSS Cobalt Cobalt Cobalt Cobalt

Surface Finish | O@ ® O O O O® ® O® O ® O®

Std. Dia. Range
mm

0.400 - 36.510(0.500 - 22.220|0.400 - 20.640{1.000 - 14.000(3.000 - 13.000|1.000 - 14.000|1.000 - 14.000{ {0.500 - 26.000{1.000 - 13.000|1.000 - 10.200|1.000 - 16.000

Std. Dia. Range| 0.0157 - 0.0197 - 0.0157 - 0.0394 - 0.1181 - 0.0394 - 0.0394 - 0.0197 - 0.0394 - 0.0394 - 0.0394 -

In. 1.4374 0.8748 0.8126 0.5512 0.5118 0.5512 0.5512 1.0236 0.5118 0.4016 0.6299
Catalog Page 60 141 62 96 96 107 142 90 121 144 93
Tech Data Page 339 364 339 348 348 353 364 346 357 365 347

@ superaA™ ® rFrexe ® Tian QO rano-FiREXe © nano-A™ GUHRING 13



HSS / Cobalt Drills

A
A
1]
]
|
, ;
]
3
]
Extra E
Length 0
Drills ﬁ '
SERIES 235 502 524 670 618 503 671 619 504
Style N GT100 6T50 GT100 G6T100 GT100 GT100 GT100 GT100
Point Angle 118° 130° 130° 130° 130° 130° 130° 130° 130°
Length XL #1 XL #1 XL #1 XL #1 XL #1 XL #2 XL #2 XL #2 XL #3
Shank ( 0| 0| 0| 0| 0 ( 0| 0| 0 —
Coolnt | <Y | S | w0 | s | > ~ | Y | D ~)
Substrate Hss Hss Hss Hss Cobalt Hss Hss Cobalt HSS
surface Finish | O@ O- O ® - O- ® - -
Std. Dr;a]lhRange 1,600 - 13.000 | 1.950 - 13.000 | 2.000 - 12.700 | 1.980 - 12.700 | 2.700 - 10.000 2,000 - 13.000 | 2.700 - 8:500 | 3.000 - 10.000 2.500 - 13.000
Std. D'Ian' Range | o 063 - 0.5118 |0.0768 - 0.5118| 0.0787 - 0.500 | 0.078 - 0.500 [0.1063-0.3937|  [0.0787 - 0.5118/0.1063 - 0.33470.1181 - 0.3937|  [0.0984 - 0.5118
Catalog Page 70 98 103 145 122 99 146 123 100
Tech Data Page 342 349 351 365 357 349 366 358 350
NC Spot Micro
Drills “ m I I f“ Drills
SERIES 556 557 567 568 559 SERIES 301 303 660
Style NC Spot NC Spot NC Spot NC Spot NC Spot Style N N (LH) N
Point Angle 120° 90° 120° 90° 90° Point Angle 118° 118° 118°
Length Spot Spot Spot Spot Spot Length Micro Micro Micro
Shank ( 0| 0| 0| 0| 0 Shank ﬂ 0| 0| 0
Coolant g 3 ﬁ g 3 g 3 % 3 Coolant g } g } g 3[
Substrate HSS HSS HSS HSS HSS Substrate Cobalt Cobalt Cobalt
Surface Finish O O @ @ O Surface Finish O O @
B Dr'Y‘?;nRange 3,000 - 25.400|3.000 - 25.400|3.000 - 25.400{3.000 - 25.400|6.350 - 25.400 Std. Dr'T?hRange 0.050-1.920 | 0.130-1.945 | 0.128 - 1.900
B D'I":]‘ Range |, 1161 - 1.000[0.1181 - 1.000/0.1181 - 1.000{0.1181 - 1.000] 0.250 - 1.000 Std. D'I‘?]' Range | 002 - 0.0756{0.0051 - 0.0766(0.0050 - 0.0748
Catalog Page 109 109 109 109 109 Catalog Page 82 84 85
Tech Data Page N/A N/A N/A N/A N/A Tech Data Page 344 344 345
14 GUHRING (O bright @ steam oxide ® itrided lands @ ritided ® TN




Morse
Taper
Shank
Drills
SERIES 245 654 345 257 666 551 266 526 527
Style N N N N N GT100 N GT100 GT100
Point Angle 118° 118° 118° 118° 118° 130° 118° 130° 130°
Length Jobber Jobber Jobber Bushing Bushing Bushing XL #1 XL #1 XL #2
Shank [ [ [ ] ] ] [ [ [
LU NG I NG I NG B NG B NG B NG A S B NG B NS
Substrate HSS HSS Cobalt HSS HSS HSS HSS HSS HSS
Surface Finish O® ® @ ) ® oL @ o® o®
Std. Dia. Range mm| 2.000-98.420 | 3.000 - 31.000 | 3.000 - 50.000 2.900 - 50.000 | 1.000 - 13.000 | 5.500 - 32.000 8.000 - 50.000 | 8.000 - 31.000 | 8.000 - 30.000
Std. Dia. Range In. | 0.0787 - 3.8748 | 0.1181-1.2205 | 0.1181 - 1.9685 0.1142 - 1.9685 | 0.0394 - 0.5118 | 0.2165 - 1.2598 0.315-1.9685 | 0.315-1.2205 | 0.315- 1.1811
Catalog Page 71 132 94 74 140 113 75 104 105
Tech Data Page 342 360 347 343 363 354 343 351 352

“};g\

Center
Drills /
Countersinks
SERIES 281 282 283 284 285 287 288 289 292 294 581 582 583 584
Style FormA |FormA(LH)| FormR |FormR (LH)| FormB Form A FormR Form B FormA [FormA(LH)| FormA [FormA(LH)| FormR |FormR (LH)
Point Angle 60° 60° 60° 60° 60°/120°| 60° 60° | 60°/120° 60° 60° 60° 60° 60° 60°
Standard Guhring | DIN 333A |DIN 333R|DIN 333R|DIN 320B [DIN 333A|DIN 333R|DIN 320B| BS 328R | BS 328L [DIN 333A(DIN 333A|DIN 333R| DIN 333R
Shank Round | Round | Round | Round | Round | Flatted | Flatted | Flatted Round Round Round | Round | Round Round
coolant | S9SN | S| S0 | S | S| S | S | S | | a0 | a0 | | =
Substrate HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS
sufaceFinish | O | O | o |0 | O] 0] O O O O | O] O O
Std. Dia. Range mm (0.50-10.00| 0.50-6.30 |0.50-10.00 0.80-4.00 | 1.00-6.30 |1.60-10.00| 1.00-8.00 | 1.60-6.30 0.50-12.500.50-12.50|0.50-12.50 | 0.80-5.00
Std. Dia. Range In. No.1-7 | No.1-7
Catalog Page 77 77 77 77 78 80 80 80 79 79 77 77 77 77
Tech Data Page N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A
@® superaAm ® rrexe @ Tian QO rano-FiREXe © nano-A™ GUHRING 15



HSS / Cobalt Drills

ﬁf‘““

Center

f
Drills /
Countersinks
585 586 587 588 589 590 591 594 595 613 614 381 736 280

SERIES
Style Form B Form B Form A FormR Form B Form A Form B Form A FormB FormA FormR FormA FormA FormA
Point Angle 60°/120°| 60° 60° 60° [60°/120°| 60° |60°/120°( 60° |60°/120°| 60° 60° 60° 60° 60°
Standard DIN 333B|DIN 333B|DIN 333A|DIN 333R|DIN 333B|DIN 333A(DIN 333B ASA ASA  [DIN 333A|DIN 333R|DIN 333A[DIN 333A| Guhring
Shank Round | Round | Flatted | Flatted | Flatted | Round | Round Round Round | Round | Round | Round | Round | Round
Coant | ) | S | ) | S | Sy | S [ S | o | S | ) | o | ) | > |
Substrate HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS Cobalt Carbide HSS
Surface Finish O O O O O O O O O ® ® O O O
Std. Dia. Range mm |1.00-10.00| 1.00-10.00 | 1.60-12.50| 1.00-6.30 |1.60-10.00|1.00-12.501.00-10.00 0.50-8.00 | 0.50-8.00 | 1.00-4.00 | 0.50-6.30 | 1.00-3.15
) No. 11
Std. Dia. Range In. No.1-8 .18
Catalog Page 78 78 80 80 80 7 78 79 79 77 7 77 7 77
Tech Data Page N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A N/A
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With so many tools in Guhring’s offering,
how do you find the right one for your application?

Guhring has developed a number of ways to help you identify the best Guhring drill, end
mill or tap for your application quickly and easily:

First, you can log onto the new www.guhring.com to find a number of helpful resources.
Here you'll find a link to Guhring Navigator tool finder software. Navigator allows you to
provide basic information about an application and instantly receive a Guhring tooling
solution. Just provide the type of material to be machined and the style of tool needed
and Navigator will provide the proper Guhring tool as well as the correct operating parameters.

NEW for 2010: Our new cross reference tool makes converting to a Guhring product
quick and simple. By providing your current cutting tool’s part number or entering a tool
description, the cross reference chart suggests Guhring tools which can be substituted
without sacrificing quality.

All Guhring product literature is also avialable on our website as PDF files for you to view
or download, so you are able to page through our most recent catalogs at any time. Each
of our main line catalogs begins with a helpful illustrated index to guide you toward the best
Guhring drill, end mill or tap for your application, as well as a complete technical section
with running parameters.

Our Technical Support staff stands ready to assist you, whether you elect to make a
phone call to (800) 776-6170, or to complete the brief online form found at guhring.com
under the Technical tab. Expert answers to your tooling or application questions are just a
call or a few clicks away!




High-Performance Cutting Tools
for Composite and Aerospace Materials

/

Standard tooling: PCD Special Tooling Capabilities:
Carbide Routers Pleae see PCD section for information, page 240
PCD End Mills

90° Diamond Coated Drills (see page 153)
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Quick Selection Guide - Introduction

This guide will help you find a drill that’s well suited to your application.To begin, identify the workpiece
material from the materials groups listed below:

General Steels, Brass, Copper

5390A, Titanium, TiAl6V4,TiCu2, Nimonic, Inconel, Hastelloy, Waspaloy

u 1035, 1213, 12L13, 11L08, 1015, 1038, 1018 20
Alloyed Steels, Nitrided Steels, Case Hardened Steels 24
S1, 4140, 4150, 4137, 4135
Stainless and Acid-Resistant Steels 28
316, 321, 316Ti, 410, 420
Tool Steels, High-Tensile Steels, Hardened Materials 39
D1, H13, H21, 02, M2, W110, 4130, 1045, 1060
Aluminum and Aluminum Alloys 36
Al99, AIMn1Mg0.5, AICuMgPb, AlZnMgCu1
Cast Iron 40
No35B, No45B, No55B, 60-40-18, 80-55-06, 50005, 70003

o Titanium andTi-Alloys, Aerospace Materials, Nickel-Based Alloys a4

Next, look for the color code associated with your workpiece material on the following pages. On the

color-corresponding page will be a listing of the most popular drills for that material, arranged by drill
length. Choose the drill series that most closely fits your application, and follow the column down to the
listing of the page number that will display the full diameter range for that drill series.

Looking for a different substrate/coating combination, or other changes in options offered in this catalog?

Contact our Specials department to learn about Guhring’s extensive capabilities in producing special

tooling to fit your needs.




o

High-Performance Drill Recommendations

. / ¢
i J
| | |
| | J 1047

6400/ | | 4112 | 6511 -
Series 6401 1242 1184 | 2477 609 1243 | 2479 1183 | 4044 | 2602 | 5525 | (Insert) | 6514
Length 4xD/7xD 3xD 3xD 3xD 5xD 5xD 5xD 5xD 7xD 8xD 12xD 3,5,7xD ngx%
Shank ( o OO T | | [ ] n[CO | | i ol (O 17 | o

) GS200U RT 800 WP/

Style Micro RT100U | RT100U | RT100X 3fiute RT 100U | RT100X | RT100U | RT100X GT100 | RT100C HT 800 WP RT100T
Point Angle 140° 140° 140° 140° 150° 140° 140° 140° 140° 130° 140° 140° 135°
Cotfed | -0 |0 || 0| ||| .=
Substrate Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide
Surface Finish ® ® ® m ® ® m ® m ® ® ® (A]
Structural Steel \ v N N v N v \ N N v v \
Free-cutting steel \ \ \ \ \ \ \ \ \ \ \ \ V
Unalloyed steels N v v v v v v v v v v v N
Copper \ N N N v v v v v v v v
Brass I R ' O B I B B v
Size range mm | 0.80-3.00 | 3.00-16.00 | 3.00-20.00 | 3.00-20.00 | 3.00-20.00 | 5.00-16.00 | 3.00-20.00 | 3.30-20.00 [ 4.00-20.00 | 3.17-12.70 | 3.00-20.00 | 11.50-40.50 | 3.00-14.00
Sizes page 220 162 158 173 120 163 175 156 190 178 211 185 227
Material group Examples

Common structural steels

A283, A516, Gr50, 30, 35, 42, 45, 50, 55, 60, 65, 70, 75, 80, 85, 90,
100, 110, 135, 140, 145, 150, 160

Free-cutting steels

1151, 1215, L10, 10L10, 10L15, 10L17, 10L20, 10L23, 10L25, 10L30, 10L35, 10L40, 10L42, 10L45, 10L49, 10L50, 10L55, 11L15,
11L16, 11L17, 11L37, 11L38, 11L39, 11L41, 11L44, 11L46, 12L11, 12L12, 12L13, 12L14, 12L15, 41L25, 41L30, 41L35, 41L40,
41L42, 41L47, 41150 51L15, 51L17, 51L20, 86L20, 86L40

Unalloyed heat-treatable steels

1005, 1006, 1008, 1009, 1010, 1011, 1012, 1013, 1015, 1016, 1017, 1018, 1019, 1020, 1021, 1022, 1023, 1025, 1026, 1029, 1030,
1033, 1035, 1037, 1038, 1039, 1040, 1042, 1043, 1044, 1045, 1046, 1049, 1050, 1053, 1055, 1059, 1060, 1064, 1065, 1069, 1070,
1071, 1074, 1075, 1078, 1080, 1084, 1085, 1086, 1090, 1095

Copper, low-alloyed

C10100, C27000, C71500, C52400, C77000, C17200, C71500, C95500, C86500

Brass, short-chipping

CUZn10, CUZn20
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(O bright @ steam oxide M itrided lands @ ritided ® TN



Mild steel, carbon steel, brass, copper and general purpose applications b

Stub Length (3xD) Drills

Series 301 303 223 226 225 224 552 553 653 5520 730
Length Micro Micro (LH) 3xD 3xD (LH) 3xD 3xD 3xD 3xD (LH) 3xD 3xD 3xD
Shank ( IR IR IR IR IR IR IR IR IR [ [
Style N N N N W H GT80 GT80 N GU500DZ N
Point Angle 118° 118° 118° 118° 130° 118° 130° 130° 118° 118° 118°
Coolant Fed SN 20 N 2 N 2 N 2 BN 2 BN 2 BN 2 BN 2 BN 2 BN 2 RN
Substrate Cobalt Cobalt HSS HSS HSS HSS HSS HSS HSS Cobalt Carbide
Surface Finish O O 0@ 0@ O O O O ® ® O
Structural Steel v v v \ \ \ v \ \
Free-cutting steel Y Y v v \ Y \ \ \ \
Unalloyed steels v v v v v v \ \ \ \
Copper y y y y v v v J J J v
Brass \ \ Y \ \ v v v v v
Size range mm 0.050 - 1.920{0.130 - 1.9450.350-48.000 | 0.320-50.000 | 1.000-22.000 | 0.690-22.000 | 1.000-20.000 | 1.000-20.000 | 0.500-30.160 | 1.000-14.000 | 0.500-16.000
Sizes page 82 84 63 68 67 66 114 116 130 206 147

Free toolfinder software

Find the best-suited Guhring cutting tools

for your application -- quickly and easily --
with Guhring Navigator. Go to www.guhring.com
and click on the icon to test drive this software. <=
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V

Jobber Length (5xD) Drills

Material group

Series 205 208 664 206 651 549 652 2602 1131 732 2464
Length 5xD 5xD (LH) | 5xD (LH) 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD
Shank [ [ O O O 0]l O 0]l [N [ () [ O [
Style N N N H N GT100 GT100 GT100 GT80 N N
Point Angle 118° 118° 118° 118° 118° 130° 130° 118° 130° 118° 118°
i | - ||| OO O|9l9=sl99
Substrate HSS HSS HSS HSS HSS HSS HSS Carbide Cobalt Carbide Carbide
Surface Finish 0@ | O@ ® O ® O® ® ® O O ®
Structural Steel \ \ \ \ \ \ \ \ S \
Free-cutting steel \ \ \ \ \ \ \ \ \ \
Unalloyed steels S S S S S S \ \ \ \
Copper v v J J 7 J 7 J J J J
Brass J J J J J J J v v J 7
Size range mm 0.200-20.000 ] 0.200-20.000 | 0.250-14.250 | 0.200-20.000 | 0.200-19.500 | 0.600-16.000 | 1.000-16.000 | 3.170-12.700 ] 5.000-20.000 | 1.000-12.000 { 1.000-12.000
Sizes page 50 58 139 54 125 110 128 178 154 148 171

———————————————————————————————————————————————————————————————————————————————————————————————

Examples

Common structural steels

A283, A516, Gr50, 30, 35, 42, 45, 50, 55, 60, 65, 70, 75 , 80, 85, 90,
100, 110, 135, 140, 145, 150, 160

Free-cutting steels

1151, 1215, L10, 10L10, 10L15, 10L17, 10L20, 10L23, 10L25, 10L30, 10L35, 10L40,