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Technologies on high speed drilling deep holes of
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Abstract:

To drill deep holes of thirwall work-pieces, many methods and technology parameters of highr speed manufacturing

deep holes with gurr drills and GT drills on a machine center were investigated. Drilling deep holes with twist drill was solved. Techn-

ologies of conveying swarl and chip during deeprhole drilling with higlr pressure gas and highrspeed drilling deep holes on thirrwall

work-pieces were achieved.
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Fig.1 Structure of two edged gundrill
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Fig.2 Gundrill holding modules in machining center
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Fig.3 Feed rate cutting of gundrill
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Fig.4 Coolant pressures and volumes for the
application of gundrills and two edged gundrills
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Fig.5 CNC machining center and
deep hole drilling system VENTEC
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