


IN-DEPTH DRILLING SPECIALISTS

ammand & Company was foundad in L ANMNIMNIDSNE
london in 1939 by Chorles Hommaond ond AND CEOOMPEEAR Y

15 nevw- stubated in Heme! Hempstead,
Herffordshire, close to lunction 8 of the M1 matorway.
The business ectivily of the company was then, end 15 naw, presision gavge ond

teolmaking. In more recant years however, we expanded Into the specialised fisld ol

Deep Haole Crilling and are now tha UK's leading monufacturer with an internatianally

ntknuwbﬂgad gxpartsa

A gauge moking envirenmant, state of the ort purpese bull machine feals and fhe
lerfest CHC technology combing jo ansure consislant quality contral. Eqgually important is aur palicy kewords
customer service; both in ferms of occurately scheduled defiveries and instonty ovailobles expertize

DEEP HOLE DRILLING Bundlls S ‘!i*

Beep hale drilling is detined o= o process of ‘E_
centinuous, unintarrupted drilling by means of
confralled chio formofion ond evacuation _

F e——
Cinly three fectors ora relakive o achieving this

definition: 1oal dasign, conlant delivesy and feed rate.

There cre various tool designs ovailable, of which b s diocct i -.__?.;_
thie most commonly wsed is the single Huted gun drll. ,!E
Selecting the right 1ol for the job will depand on the :
imparicnce of sevaral possible requirements: diameter, "
depth; stroighiness, swrfoce linish: diometer tolerance, Speedised poges 10-12 J:_—'
pensralion fate, cost per hols:

Tha best results are chlained when using o specially -
designed ond dedicated deap hole drilling mochine. bzl Roges Tk —
Howeever, it the copital cosh canrat be iusikied, THC
high wolume and toalream mackines can be-affectivaly CHC drilfing poge 1&
emploved particidany when it s desirabls 1o gerorm
eddifional cperations fo drilling. Coolont symerms page 17

Hemmond cnd Company's enginesring departmant
will e plansed 1o diseuss your applicatian. Product codes  poge: T8




GUN DRILL DESIGN
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MANUFACTURING SPECIFICATION

(Order code A) {Order code C)
HAMMOMNE STANDARD

CAST IROM
GEMERAL PURPOSE .

[Order code E) (Order code D)

UM BORIMNG CRAMESHAFTS
AMGLILAR HOLES
ALLIMAISALIA

@ D RAMGE
375599
&,0046,19
&, 200,49

"o
=
o

L 0 EANGE
2.35- 2.49
230
2,652.79 2.45
| 280299 | 240 4,50-4,89
2,80 4,907 29
2,95 , 7.307,59 7.00

d,40-3,604 3,20 7607 59 7,30
4,653,824 3,45

8,008,39 7,60
3,65 B,40-8,89 B,00
8,909,197

G 20.9 89
4,50.4.74 4,25 ©.90-10,69 9,50
4,754,599 4,50 10,70-10,99 10,30
75 11,0011 49 10,60
5,25.5,49 5,00 11,70:11,99 ¥ 11,30

5,30-5.74 3,25 12,00-12,59 11,60

@ TURE @ [ RAMGE | @ TURE
550 12.60-12,99 1220
570 13,00-13,89 1260

5,90 13.90-14,19
4,20 14,20-14 89
14.9615,89

15,90-14,89 15,30
16,90-17,89
17,9018 89
18,90.19,89
19,50-20 89
20,5022 99
23.00-24 99
25,00-:26,99
27,0028 9%
29.00-33,50
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CUTTING GEOMETRY

NG6 (Order code A)
STAMDARD POINT
DIAMETERS UF TO 4,05

BRILL CilA | PRIMAEY: LAMD | CHAMFER AT 207

D206750

D250 32,0 0.8-12

FACET P4 ALLIBAIRILERA BET 3 CAST

NGE (Order code A)
STARDARD POIMT
CIAMETERS ABOWE 4 05

R

[FESCRIFTICN [Srder coda E| |[:lr\q!|_-.r cads EY

| HORZETAL  VERTICA) HORIZOMTA|
+

P CUTER PRIMARY 50 +15°

CROUTER SECONDARY + 207 +39,5°

(= [NHER RELIEF 2 | «aF

o] FROMT CLEARANCE +25°

3 OlL DUB-OFF 15° 25°
POIMT POSITION

FACET MGBZ SUPER ALLOYS NGBS WOO

VERTIC A
+12°
250

i

127

D GRINE

DESCRIFTHOM [Order code H] {Ordar code K|

HORIZONTAL VERTICAL | HORIZOMTAL
I CUTER PRIMARY
Y OUTER SECONDARY | +41,5° +25°

3 e e
o} FROMNT CLEARAMCE 30°

3} Ol DUBCFF
POIMT POSITION D/5

._‘_'LL: T ._:_ LA

]
0

L

— FOINT
FOSITION

FGED FLAT BCITT O
[Order code G
HORIZOMTAL VERTICA

+1°

1"

MNGFE MALLEARIE RATL
|Order code L)

HORIZOMTAL WERTICAL




CUTTING PARAMETERS

ALUMIRILIN [DEPERMDING O 5i COMTEMT) w:‘ ——

i

FREE CLTTING STEELS Mﬁ%
T e ocococs oot
CAST [ROMS ﬁ'*.?‘h .
GGG TYPE CAST RON SN | |
HIGH CARBON STEEL s | [

00 DOSDSGN] | | [ |
ALY STEEL iﬁ&j‘i A | 1|
ETAIMLESS 414,430 ?#E . - - - -
STAINLESS STEEL 3217314
TRTARILEAY

HYGH TEMP ALLOYS

20 30 40 50 60 7O B0 S0 100 110120
SURFACE SPEED METRES PER MIMN
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GUN DRILL ACCESSORIES

i'r MOVING WHIPGUIDE

— ..I"FWIHIP GUIDE
\ 7/
) S, / =y
|

|

J RANGE

254070 31,74




SPECIALIST DRILLS & REAMERS

Single and mull Hute coolont fed Gun Bapmers

Fe-grindoble. Excellant bore siroighinesss, surkace finish, roundness
and diomsier cdherance,

Primarily uzed jn the Autcmoiive, Aeraspocs and Manne indusiries
tar reaming valve guides.

Manutachured to custamear's specification;

Diomeler anges 25,0 o a 20,0

YAWVE GUIDE REAMING

Fas! penetraticn drills manwhachred to customer’s speciticatian.

Micraegrain corbide fips; high speed. steel shanks and drivers o suit customer's soalhalder.
Foir focet re-grindakle point gecmairy.

Digmeter iange @ 6,0 foa200 Hale depths up to 25:1.

SOUD CARBIDE

Stemight fluted, easlant ted drills manuboctured from twin bole tongslan corbids rad.
Faur fadet regrindable poin gu::lméhr',l.

Manulaciured to order, step drllls availabla.
Piomedter rangs @80 o @ 20,0 Hole depths upiio 1011, ﬂ



SPEEDFEED DRILLS




SPEEDFEED SPECIFICATION

OVERALL LENGTH
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SPEEDFEED SPECIFICATION

MATERIAL | CUTTIMNG EEEM v BES GFW
! CREER EE mm PER REY

& LA
[ MM

u F5-10 5 31590
LOW CARBON STEEL 0.10-0.28 | 0.15-0.35
CAST IRON | 40-80 | 0.06-024 | 0.10-040 | 0.20-0.45 | 0.30-0.50

ALLIMAIPHILIN,

{DIFFICULT TO CHIF) 003 -0, 10 004 - 015 0.08 - 0200 | 0.08 -0.30
ALUMINIIM = :
CAST BRASS 110 =220 .04 = 0.30 010 - 035 0:20 - 050 (030 -0.50

PEMT THIMN
II"' -.!!'f" | lLl'll I | |"r‘n"".::.

052
036 | 0,67
630
(16:2-21,2] 6.0
670
0.0
650

DRILL CHAMFPER
DA AT 20

20-30




he prablems of twizh drilling desp holes are wall

knoawn in the sngineering: industry, Drill wander,
poor size contral and surloce fnish, Hank wear,
binding and breckage are cocupotional hozards: The
operalion con be slow and ingooorote in the extreme.

An allernative 14 the use of Vantec drills which are

dasgned to bring fhe benefits of gun drilling
technology 1o conventional machine toals. Mow fora
relativedy small oullay, i s pessible o equip your
mochine shop with o system thal provides o deep hole
drilling capability, which in farms of speed ond

MOULD TOOL DRILUNG

KIOO0A SPRAYMIST Egeerii

sesuracy, aquates favourably with gun drifling; In

operation the tool must be supparted In a shart pllos

hole betare drilling commences. Thereabier, pensteation

s continyous and depih fo diometer ratios af up jo

7001 ore achievable The cufing focces created by e

offsal ip-geameiry. oot upon the cotbide beoring pods,

burnishing the workpiece and achieving fine surface

ond size conirol. [ i his accuracy of dimensiona

control which i respansibla for the excellan) "
cansenlrciby nchisvaed by a Vantec drill; IF has fismally

newhera io go but forword

%




VENTEC SPECIFICATION

OVERALL LEMGTH
I

REF |  TIP DIAMETER 5l | WERALL LENGTH
@50-1173 .z.m Flute length + 50,0
211,74 -2050 Flue leagh + 65,0
@20,51 — 40,50 - Flute length + 80,0

o 180

:

-m

DRIL | PRIMARY | C M' K

LA, PELIES Al G

v qu-::icla 08
p25-pdD 0B =-1,2{08-12




DEEP DRILLING ON CNC MACHINES

i - Machines are
| '5'. 2y uaually equipped
SR withan pdequale
costant supply enabling the
deep drilling of holes up 1 50
times diameler,

Hommand & company can
alse supply complete coalant
delivery sysiems, tools and
k:r-:-1|'|n||:|in-g equipment ko suit
most CHC applications.

GUNDRILL
©3,0-32,0
START HOLE

Gundrills are recommaended where siza contral and conceniricity are essenticl.

SPEEDFEED
DRILL o=
&5,0-30.0

! DAMPLE START

Speedfeed drills are recommeanded for cast iron, aluminium and softer steels where fost penetration is essential.

i

Ventee drills using sproymist ore recommended when the mochine fool does nat have o suitable coclont supply,
The hole produced will be of similar quality to o gun drilled hole.




DEEP DRILLING ACCESSORIES

BCITAT B ROTATING TCOL HOLDER 17724 TAPER
wR HARRR MANUAL CONNECTION
Avatlable in BT, DIMN and CAT
Bore diameater [D1) 10, 20, 25, 32, 35 and
Monuboctured fo order
Cepipael  PART MO, ROEATIMG TOOL HOLWDER 17 /24 TAPER
TR MIEE AUTOMATIC COMMECTION & LOADING
Avallable in BT, DIN ond CAT
Bore diameter (D) 10, 20, 25, 32, 35 ond 40
B dimansions ho suit,
Marnufachered to ordar

2 = =R PART MO, 1 L1 L2 D
S Bl WY T 32
45
Ve | 35 | @ | 15 | 58

Hejciyecd  PART MO, o o L1
FACREE TAPER WoHsE TARE
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COOLANT DELIVERY SYSTEMS

HIGH PRESSURE COOLANT

The KA000 Seciez High Pressure Pump can franstorm your machene to-give a desp hole drilling capability
egual o o purpase bollt Gun Brilling Maching,

Coalant is ufilised from the machine's ewisfing coolont fank: To contral coclent lemperalure the maching ool
should hove o tonk copocity of at least 300 litras;

KA000 Fumps can cops with debris and swark up fo 500 microns: However, 1o prevent debiris collecting aor
catching in the trongher piped o diill coclant holes o magnetic strainer on the pump inlst s essential. For smaller
drills and holes with fine surfoce finish raguirements good quality fileotion o must Sullably endesed guarding
is required to contain the highpressure coolant.

For gun diflling eperabions, a soluble ol with highpressure additives mixed 1o o 10%=15% solution or o gead
quality gendrilling type mineral ol should be veed.

The maximum autpat of the KAQ0D pomp is 28 litres/min ot #0bar |1000pai)

The ewipul ram the pump con be contrelled by a selanoid valve which diveris the coclant 1o e drill or bock

= I the jonk; Thiz can be activated by the maching’s “M* codes,
ﬁgﬁ} - It the mochine. does not have o suitable coclant capacity, we can supply the

I-}%i' pump mounted vartically into o 300 lires Auxdiary Coclant Tank fited with an

gf > integral foat switch, sight glass, magnetle sirminer and salety ovesflow. The

float swilch contrels o free standing scovenge pump which in hirn contrels the
Huid lewal in the ouxiliary tank. The solenocid walve can also be mounted on this.onit,

giving the Aexibility to bemng able fo move the unit frem meching ta mochine,

The K2000A ond K3000A sproy mist units can be quickly fitted 1o most machine fools to give o deep hole
drilling copobility; they are porfable and require only 1o be connected to'the factory. compressed air supply. The
Yenteco drllling system wiorks inthe Fuﬂl::-'n.t.ring Wy, A | air driven pump siuated inside the _r.p.rn':lrmig.l il
pressises o 10% soluffon of a special emulsion ofl; the oil s atomivad by tha 'compressed oir of dn odjusiable
sprayjet head ond delivers the rasulting misl mixtere inte the taalhalder ond through the Ventec drill. A} fhe
cutling lace the mist mixture sxpands as' it exita the hele in the cotbide tip producing o refrigarating effect. The
heai from Ie cufting process evapiorates the water content of the mist leaving high lubricity ol 1o lebricale the
burmishing pods of he culfing tip: The comprassed air ajacts the chips back olong tha drill Alute and cul of
the hole.

The-incoming air pressure should be 5, 5-8,5 Badr (0.1 2305i|. The
coolanf pressure should be'sef 35 Bar Lt:li-?E;':mﬂ ahava this
prassira. The mist How thould be adjusted untll a light mist is

wizibla at the commencement of diilling. During the drilling
cycle a irickie of Huid should |uwl be neticedble retuming
along ‘the drilt shank and slighily welting the foce of the
wiorkpiace. To ochisve dptimum results the Veniag cuffing
oif mixing inafructicns must be fallowed axeacily

¥e-aleo offer a range of standard and custom built Coolant
Fed Toolholdess |see page 15} and o servide o diasigu ahd relrofi
High Pressure cooclant tronstfer systems to mast CHC Lothes and

mochining Cenires. / ﬂ




PRODUCT CODES

DRILL PART NO. 5YSTEM (METRIC)

I L = R - - A 1 N ) FR = o P R
| | I
A N DAMEE /‘ * "~., ENGTH 7\ ofivEs ,.r' A
s SRS FASE GRIED
CTAMDARD WIORKPECE
B CLATED FALTESIAL
FIELD 1 DRILL TYPE
et £ - 1]
EET ~on recimi
Fooronroome- Bavcdlloed
B iiiea.<Sopadbi
P

FIELDS 3-7

DIAMETER [Decimal point is betwesn felds 4 & 5, size to three decimal places)

FIELD B CONTOUR (Gun drills only. All other drills are “A)
a0} Signdard
FEREEPS i | oosf kon
B €3 Sun boring
E -8 Cronkshoiis) Aleniniom = dia/ed
P e Boaetic
FELDS 9-12 LEMNGTH (Mo decimal point)
Gun drllls - —----Cvenail langrh
Gk ek = Ovainli lenglh
Speidioed —--Hore lenglh
L L T — -Fhés IE"‘IB'I‘
Soapdbil = Flota Iegith
FELDS 13&14 DRIVER TYPE (See separate list for driver codes)
|+ — O TN
uT ---------F!n-llp
RO oo Rpdoriion
| eI Ru:pairad
M filoediBcation |
FIELDy 15 WORKPIECE MATERIAL
A e BaalfPdan ferrous
T ¢ Cooak [rap (g phosposrus conbenf)
o -Siainloas stenl, Hagh S0 conenpeliminium

FIELD 16 MNOSE GRIMDS

B weeene-- NGESHGE Slondard B oreees MOE0  Flor botlom & === Spacil
B~ HGE Aluminiee H s MWGEZ Inconol
E -—-ioomi: MG Coslirom | i MIGE3 Crankshalt
F oo MNG73 - Siack T MNGE6 Wood
Santhill, hocCoirud o2 0, Bd cp ik
& MI i 8 i 0 1] A 0 4 1] 0 L A I A I F |aiisel I"."f--l. Dz fd:.-l'-d |upc.l
¥uEl o s griod




