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Dezhou Drillstar Cutting Tool Co., Ltd

HiE (Tel): 86534 8975518 fEH (Fax):86 534 2753560
FHl(Cell): 86 13869206100 Whatsapp: 86 13869206100

Skype: jennifer.pang.china Pk ( web):www.drillstar.cn

Hif# (Email);jennifer.pang@drillstar.cn
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Add: Aide Park, Daxuedong RD, Economic Development Zone, Dezhou,
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Dezhou Drillstar Cutting Tool Co., Ltd is a manufacturer of gun drills, located in Dezhou, Shandong which is a base
city for deep hole drilling. Our brand is “Drillstar”. We can produce many sizes of gun drills as well as non standard
gun drills according to clients’ special requirements.

We focus on gun drill production business. We have special deep hole drilling tool machines. Our gun drill carbide
tip (brand ESTECH) is sourced from Switzerland, which guarantees the quality of the tool. ESTECH was founded
in 1941, is a partner of Botek.

Our company invites famous cutting tool professors in this industry to instruct the research and development. With
many years development, we have our own technique process, and registered our own brand. Nowadays,our products
are sold well in domestic market and overseas,and are highly praised by our customers.

As a good private owned company, we have innovative, capable and flexible structure, and complete and scientific
quality control system. Our gun drills are high hardness, good rigidity, high accuracy, long lasting, and good cost
performance.

Continuous improvement of the process, solid progress to produce the gun drills, creating a national brand, and to
pursue the excellence is our eternal goal.

AFIEA Company Philosophy
i MESEAMES Quality: Quality is the starting point of value and dignity.
% migrEHESRHM Service: Service is the life and soul of the brand.
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Brazed gun drill structure
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As a key part to the gun drill, Drill Edge guarantees cutting and self-guidance by its specifically scientific combination
structure to drill a highly precise hole by one-time penetration. Drill edge has two basic parameters. On the basis of
the parameters, the best combination can be selected according to workpiece material and form for better balance
between cutting force and chip breaking and transferring cutting force to support shoulder with the aim of good
straightness and coaxiality. Drill tip can make drill body rotates freely without friction against internal hole wall.
According to different requirements, the edge has single circular hole, kidney-shaped hole and double-circular holes
with channels connected to oil passage of the tool blade so that high-pressure coolant travels through the passage
to the cutting point and removes chips.

Shank is made of special aviation alloy steel through heat treatment. The blade has a 115-165°V-shot where high
-pressure cutting fluid passes through driven handle and oil hole to be drained away with chips.To guarantee cutting
straightness and coaxiality, the blade shall be strong enough to provide the torque needed by cutting under small twist
deformation; meanwhile, it shall be tough to absorb vibration resulted from high-speed blade rotation.

Driven Handle transfers torque between machine tool and drill bit; high-rotation precision between Drillstar drill handle
and stem avoids extra vibration to improve precision and reliability. Drillstar gun drill is fabricated entirely in accordance
with standardized machining. Its neck with the blade has a smooth arc slot to remove stress for avoiding damage due
to stress concentration.
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SHEFRTSMTESEASEN, ERRENERERE,

FRESMEIR

Standard circumferential types

The circumferential shapes developed by Drillstar are specially tailored to the respective application.

XREANSEEEKX, ERTABSHHFMIN
Ro RAXFMIMLAREHME, HERBRTNE,
XA SEFEGME—REEC0EME, BRI
TE45E FIB0REZ 1B EEAL

Standard form suitable for most of materials and drilling
jobs. With this shape the tool diameter can no longer be
measured after manufacture. This standard starting
point of the guide pad is 60 but can range from 45°
to 80°.

EMSEFHERTHEESHMIER, MHEX
L, SRR RAERREES, ERHEk
LK EERAXMSERHEN.

This form is for awkward approaches to drilling work
or cross drilling, machining of soft materials and poor
performance of cooling lubricant. Often used on the
long drill head.

BHSFEAXREAEATFHAAZAENRARBIRRE
REFLMT, EXMEXT, BLSEBHAOE,
BEOEAUEFERSEEK,

This Form is the preferred choice for narrow tolerances
in terms of the bore diameter and finish. Some of the
guide pads are convex ground. The spherical grinding
heel can protrude over the guide pads.

XMEEERXBAMIKHE, NkEE, ABE,
REBEMFARAEERIENTL.

This form is almost exclusively used for soft materials,
such as grey cast iron, graphite etc, especially in
conjunction with narrow bore tolerances.
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Brazed single flute gun drill grinding angles

1. 812 =5.00mmiy L T8 EEROAR A BB | f FE 2.E125.00mm-20.00mm 2 714 $E AIAR A FEHI £ 5
Diameter<5.00mm Diameter 5.00~20.00mm

odtd

3.H12 =20.00mmE 718 $hRARAE BEH 7 BE
Diameter=20.00mm

i SR MTAH R AR THERNE R, ATIAXEE 7] B EH6E HE%,
PS: We can adjust the angles according to the material being drilled and accuracy requirements.

BRESHRSGTNEREEEN:

1. ASHRIBER R A ERREIEH, B YT REEEREABEGIER, MNHITERE.

2, EHIMSRHBAMEA, UBERE SHLWRI L, ERARZ G

3. EHINSSLMZ AR EEEE IR, UBEETFRINERTIRIRF,

4, $XAANTTEERITERIE, HF TEMR DRSS RS LS mEs Z BrikfEIER.

5. HREEANERIARR EHITERE, NIhAERRTTLIE, BERMINE,

6. NERHERESVATENHLMNESERE, BRMPHFRENER,

FEt, BATATURERENZRERER S, CRAERRTRE LML AERRTEENRETSSRBREN—
MIE, EEMIEMRHETNAEEE FHEHNERZR.

Attentions for Edge Grinding of carbide Gun Drill:

1. Gun drill shall be compulsorily ground regularly. In other words, regrinding shall be conducted in case back wear
extent of the cutter reaches the indicated size.

2. The feed amount each time for grinding shall not be excessive, which may cause the carbide drill bit cracking and
breaking, leading to personal injury.

3. The stressing direction of the bit in grinding shall be toward the cutter shim to prevent cutter damage resulted from
drill stem shaking.

4. After the five cutting edges of the bit are ground, the corner angle between the back cutting edge of the bit and the
bit guide shall be rounded with grinding wheel manually.

5. Gun drill shall be reground on special-purpose diamond grinding wheel; double-function grinding wheel can realize
both coarse and precise grinding functions.

6. The dust generated when grinding the carbide part of the gun drill is hazardous to human body, therefore, the
operator shall wear protection glasses and face shield.

We also can provide re-brazing service, make the gun drill used as new.
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size diagram’ 151 L2 X drill range HERS
16 x 50 Y 50 58 475 2.00-13.00 DROO1
——
| S—]
=t £
25x 70 { m— Sy 70 78 34 2.00-20.00 DR002
12.7 x 38.1 L2 38.1 58 254 8.00-13.00 DR003
L1
X
19.05 x 70 E ] 70 78 34 15.00-20.00 DR004
] ‘,QI
25.0 x 70 S — 70 78 34 2.00-20.00 DRO05
25.4x 70 70 100 57.1 20.00-25.00 DRO06
31.75x 70 70 100 57.1 26.00-30.00 DROO7
38.1x 70 70 100 57.1 30.00-40.00 DRO08
25x 70 70 100 57.1 2.00-25.00 DRO09
L2
T 1
X
25x 70 —— mi 72 105 34 10.00-25.00 DRO10
- Q
PaBfeder
12.7 x38.1 i 38.1 25.4 2.00-9.00 DRO11
19.05 x 70 70 44.4 2.00-15.00 DRO12
25x 70 70 44.4 2.00-20.00 DRO13
10 x 40 42 55 243 7.00-10.00 DRO14
- L1 -
X
16 x 45 L_f'f—" .——ﬂ 45 65 31 11.00-15.00 DRO15
Y
S
16 x 50 52 75 475 11.00-15.00 DRO16
L2
16 x 50 = 50 58 475 2.00-10.00 DRO17
¢|
25.4x70 70 57.1 2.00-20.00 DRO18
31.75 x 70 70 57.1 2.00-25.00 DRO19
38.1x 70 ;%I 70 57.1 2.00-32.00 DR020
25x70 70 57.1 2.00-25.00 DROZ1
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Gun drilling machine cooling lubricant and flow chart
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Problem analysis and problem solving

REXENRHEFTRESZSY

The parameters of the commonly used single blade gun drills

15 Problem

JRE Reasons

LRFIERE
Hole degree of deviation
is very bad.

1.IHEM. $EEEM, KeEAMIKE Workpiece not positioned or fixed well.
2HERBASER, hESHLzEEREX

Drill guide is not suitable, big space between the drill guide and gun drill
35TEERBAIENZE No good support for the gun drill shank.

4. TSN (NTHREETX ) e (0HERYEs) @E

Workpiece structure is not good, such as workpiece wall thickness is too big, and
material issue such as not even.

LrEEE

Hole roughness too bad

1. 4R, #HLAERE (R Main spindle rotating speed, feeding rate is too slow.
2YHMERARY; EAH. REBE, HEEH

Cutting oil is not suitable; Pressure is low, flow is low, oil temperature is too high.
3.I4mIEHRRZ Cutting oil filtering result is not good.

4.71E 3 &R Cutting tool is over worn.

SHURRE, TH#XARERE Machine vibrating; workpiece is not fixing steadlily.

LEgx
Hole diameter is larger.

1THERSEER, THEM. FXRER, KEEBKE

Drill guide is not used well, workpiece positioning and holding are not correct.
245E5%% 2z EiEBRiE Ak Big space between the drill guide and gun drill.
3.$63LEEE|fERER Drill tool tip grinding angle is not correct.

BIYFL 156545k @ BT Big space between the drill guide and gun drill.
Trumpet hole 2.5 @HHNIMEARZ Drill guide rigidity is not enough.
TIRHGEATI 1. EERE ., AR HBOTR, MM I REEREANTIEIS
Gun drill life is short or Main spindle rotating speed & feeding rate is too low or too high. Have to choose
tip is chipping. suitable parameters.
2.4hLEEY|ERER  Drill tool tip grinding angle is not correct.
AR SEIFEARIBEE  Gun drill type is not correct.
AYIERERATY; Eh. RERE, BEFSRDN, BRIEHRT
Cutting oil is not suitable;Pressure is low, flow is low, oil temperature control is not good,)
HEIB A Hh ek B S HE /B 1.48MEAD. FEIK Cutting oil pressure and flow is too low.

Chip removal is not good,
or not continuous

2. TR (IOREEI ) BB EAE, KRS MBS
Workpiece chip removal is difficult, we should grind a chip breaker groove.

3434k, IR/ Feeding rate is too big, spindle rotating is too small.

—8_

J BHREL |
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I AHEL { j—H
BREK L
WEER D AEKE AEEKE LA NE JIFFEAED|  commonly
Gun drill Carbide Regrindable Tolerance | Shank used max
diameter length carbide length (mm) (mm) length
(mm) (mm) (mm) (mm)
3.02 24.23 21 &£ 2.75 1000
4.02 26.25 23 +1 3.8 1200
5.02 28.64 25 +1 4.75 1400
6.02 34 30 +1 5.75 1600
7.02 34 30 +1 6.7 1600
8.02 38 33 +1 Tt 1800
9.02 38 33 +1 8.7 2200
10.02 37.8 34 +1 9.65 2200
11.02 37.8 34 +1 10.65 2200
11.52 37.8 32 +1 131 2200
12.02 37.8 33 +1 11.6 2200
1252 37.8 33 ol 12.1 2200
13.02 37.8 32 Bl 2.5 2200
14.02 42.5 36 +2 13.5 2200
15.02 48.6 38 +2 14.5 2200
16.02 48.6 38 32 15.4 2200
17.02 47.8 36 £2 16.4 2200
18.02 47.8 34 =2 17.4 2200
19.02 47.8 34 ®2 18.2 2200
20.02 47.8 33 +2 19.1 3500
21.02 56.5 44 £3 20.1 3500
22.02 58.8 45 3 211 3500
23.02 58.8 45 +3 22.1 3500
24.02 60 45 =3 23.1 3500
25.02 61.8 45 E3 24.1 3500
26.02 62.6 45 +=3 25:1 3500
27.02 62.4 45 +3 26.1 3500
28.02 63.3 45 3 27.1 3500
29.02 64 45 &3 28.1 3500
30.02 65 45 +3 29.1 3500
*97
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We provide large quantity of common sizes stock and half finished stock,
to meet the clients' special requirement. Please consult our sales people for the details.

B (unit) : mm ORBEAETAUE ®Means stock
L 970 1000 1200 1400 1650 1860 2000

@
(=3
o
©
(=3
o

D N\ =
3.02
3.175
3.52
3.968
4.02
4.52
4.762
5.02
5. 52
5. 556
6. 02
6. 35
6. 52
7.02
7.52
7.937
8. 02 [
8. 52
9.02
9. 52
9. 525
10. 02 o
10. 318
10. 52
11,02
11112
11.52
12. 02
12.52 ] [
12572
13. 02
18.52
14. 02 [J
14.52
15. 02
15.52
15. 875
16. 02

T

HETNANEFREEMAABNAREFRARSHRET, BREFHEIFR.

FHAMRENESOHEATNHEAR. P

Jio £
2 7P
We provide large quantity of common sizes stock and half finished stock,

to meet the clients' special requirement. Please consult our sales people for the details.

B (unit) : mm ORBEAEME @Means stock

b\ & - 800 900 970 1000 1200 1650 1860

2000

16. 52

17.02

17.52

18. 02

18. 52

19.02

19. 05

19.52

20. 02

20. 52

21.02

21.52

22.02

22.52

23. 02

23.52

24.02

25. 02

26. 42

27.02

28. 02

29. 02

30. 02

31. 02

32. 02

33.02

34. 02

35. 02

36. 02

37.02

38. 02

39. 02

40. 02

41.02

42.02

o0o000|00 0O 0OQIOIO0COCGOCOOOCOOOOOOOOOOEOOOEOEOOOOHOS|
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....................................§
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43. 02

44. 02

45. 02




ORISR GUNDRILS

BMERE 2R TIIEh

SINGLE FLUTE SOLID CARBIDE GUN DRILL

I RZFE3LAI Applications

e A

BIMER S 2RI

SINGLE FLUTE SOLID CARBIDE GUN DRILL

BEhrEE
Gun Drill

JJ# steel driver &£ 7J#F solid carbide shank 71k solid carbide tip

=20

ENFIRENCH, BAERSSCHETENSNANIREYE, SEREREREFGREMNS, SHOFNILBUEESINEG
SRR, PESERESR, IFDEEEINRERERREDF2MEH. HETA BalENBAERS 08 M ER0.9mm
F|12mm, FHIL305mm (IRIBLFRAE ) .

Solid Carbide drills are manufactured as a single piece of carbide, without braze joint at the head and tube. Solid carbide drills
have strong rigid result in stable and efficiency hole drilling. Zuanxing solid carbide gun drills start from 0.9mm to 12mm, The
effective length and 305 mm (according to the actual specification).

— 13—
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BAWREESRTI0HN
ﬁé{j:@ﬁé@%w 1;@%5 SINGLE FLUTE SOLID CARBIDE GUN DRILL

SINGLE FLUTE SOLID CARBIDE GUN DRILL | #0EEME Reguar inventory specifcations

«—— 45 —— L1 L2
140 150 160 180 200 250 320

36 45 0.92
DZR000 1.02 ° ° °

Zras ’333?5 L1 L2 iﬁﬁﬁf?&aﬁ? negH 2 ﬁ%‘gﬁf 1.22

6*45

[ y = 1 " T 1l 1 1.42
4x46 34 46 09-25 DZROO1 1.52 L4 L L

g
®
N

4x50 38 50 25-5 DZR002

6x50

36 50 0.9-5 DZR003 2212

10x55 40 55 0.9-7 DZR004

10x65 50 65 0.9-7 DZR005

10x95 80 95 0.9-7 DZR006

10x100 85 [ 100 0.9-7

DZR0O0O7

10x110 95 110 09-7 362
L2 DZR008 = ol

u [ [ 3.92
10x115 100 115 0.9-7 DZR009 4.02 ° °® © ° °

10x55 40 55 0.9-6 M6X0.5 DZRO10 5.52

10x70 55 70 0.9-6 M6X0.5 DZRO11 7.02

10x130 115 130 0.9-6 M6X0.5 DZRO12 8.52

10x130 70 130 0.9-6 M10X1.0 DZR013 10.02
10.52
11.02
70 130 0.9-6 M10X1.0 DZRO14 11.52
12.02

Wik I IR AT LA RN 2 8%
Stock drills can be delivered in 24 hours

10x130

16x105 90 105 09-6 M10X1.0 DZRO15

— 15—

115 130 0.9-6 M10X1.0 DZRO16

-14-

16x130
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solid carbide gun drills cutting parameters

ﬁﬁ% alloyed

structural steel

£5H3E0
E RN temperedsteel EFRAKA LN high carbon low alloy Z:ﬁiig (316)
BN machining steel R R
M*g’,wg@ IE%M tool steel 2 stainless steel(316)
i (>900N/mmt*) REFFUIN  case-hardensd seel and related
material TEN fool steel
(<900N/mar)
SN easy processable
Lhaarvaely 65-85 75-105 35-70
HskEREmm HEARE mm/iE
dia feed mm/rev
BRI BEARE BHARE,
feed mm/rev feed mm/rev feed mm/rev
0.9-1.0 0.0010 ~ 0.0020 0.0010~0.0030 0.0015 ~ 0.0020
1.0=1.2 0.0015 ~ 0.0025 0.0010~0.0035 0.0016 ~ 0.0025
1.2-1.3 0.0015 ~ 0.0030 0.0015~0.0040 0.0020 ~ 0.0030
1.3-1.4 0.0020 ~ 0.0040 0.0020~0.0040 0.0025 ~ 0.0030
1.4-15 0.0020 ~ 0.0040 0.0020~0.0050 0.0025 ~ 0.0035
1.5-1.6 0.0025 ~ 0.0050 0.0020~0.0055 0.0025 ~ 0.0035
1:6=1.7 0.0025 ~ 0.0055 0.0020~0.0070 0.0025 ~ 0.0040
1.7=1.8 0.0030 ~ 0.0060 0.0030~0.0075 0.0030 ~ 0.0050
1.8-1.9 0.0035 ~ 0.0075 0.0030~0.0095 0.0040 ~ 0.0065
1.9-2.5 0.0035 ~ 0.0085 0.0040~0.0150 0.0050 ~ 0.0075
2.5-3.0 0.0040 ~ 0.0100 0.0050~0.0180 0.0060 ~ 0.0095
3.0-3.5 0.0050 ~ 0.0150 0.0080~0.0200 0.0080 ~ 0.0140
3.5-4.0 0.0070 ~ 0.0150 0.0090~0.0250 0.0100 ~ 0.0150
4.0-4.5 0.0080 ~ 0.0200 0.0150~0.0250 0.0100 ~ 0.0200
4.5-5.0 0.0100 ~ 0.0250 0.0150~0.0300 0.0150 ~ 0.0250
5.0-6.0 0.0150 ~ 0.0250 0.0150~0.0400 0.0150 ~ 0.0250
6.0-8.0 0.0150 ~ 0.0350 0.0200~0.0500 0.0200 ~ 0.0300
8.0-12.0 0.0180 ~ 0.0400 0.0200~0.0550 0.0200 ~ 0.0350

T SMRENAFREE, RONR. DRKENTRTAMEL.

LSRRGSR
Parameters above are average values as a guide, the setting based on tool length, cooling lubricant, material, machine stability, workpiece clamping etc.
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solid carbide gun drills cutting parameters

castiron W )
=a A igh—
M*—’H‘F?é (B;é(é)ggmmz) ductile castiron 8 + R g% - :':sl': sl::r o
gkl ( <400N/mnf) aluminium + cast aluminium
RN general steel
770 casting
g 65-95 85-165 30-70
5k EZEmm HEARE mm/fE
dia feed mm/rev
i fe?;iﬁ';xn’ﬁev fe?j%nlrxniﬁev fe?;ﬁ%lrzniﬁev

0.9~1.0 0.0015~0.0025 0.0020~0.0025 0.0011 ~ 0.0025
1.1-1.2 0.0020~0.0030 0.0020~0.0025 0.0015 ~ 0.0030
1.2-1.3 0.0025~0.0035 0.0025~0.0030 0.0020 ~ 0.0035
1.3-1.4 0.0030~0.0040 0.0025~0.0035 0.0025 ~ 0.0040
1.4-15 0.0040~0.0050 0.0025~0.0045 0.0025 ~ 0.0040
1.5-1.6 0.0050~0.0060 0.003~0.0055 0.0030 ~ 0.0040
L6547 0.0050~0.0070 0.0035~0.0065 0.0030 ~ 0.0045

B 17418 0.0065~0.0095 0.0040~0.0085 0.0035 ~ 0.0055
1.8-1.9 0.0070~0.0150 0.0050~0.0100 0.0040 ~ 0.0065
1.9-2.5 0.0100~0.0250 0.0050~0.0200 0.0050 ~ 0.0075
25-3.0 0.0150~0.0350 0.0060~0.0350 0.0060 ~ 0.0095
3.0-3.5 0.0150~0.0400 0.0080~0.0550 0.0080 ~ 0.0100
3.5-4.0 0.0180~0.0500 0.0100~0.0750 0.0090 ~ 0.0155
4.0-4.5 0.0200~0.0550 0.0150~0.0950 0.0100 ~ 0.0150
4.5-5.0 0.0250~0.0650 0.0150~0.1500 0.0100 ~ 0.0180
5.0-6.0 0.0250~0.0750 0.0150~0.1550 0.0150 ~ 0.0250
6.0-8.0 0.0300~0.1000 0.0200~0.2000 0.0150 ~ 0.0300
8.0-12.0 0.0350~0.1500 0.0200~0.2000 0.0180 ~ 0.0350

by, onm. N TR

Parameters above are average values as a guide, the setting based on tool length, cooling lubricant, material, machine stability, workpiece clamping etc.
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INDEXABLE GUNDRILLS

AL
insert

i)
PAES 273 driver
drill bit base aLss

S5
guiding pad

l e ss7EE

R
b=
i—l 1—— L guiding pad

HREE
inserts

BOKCHEBHBYRT, Sith, ERDNERSERCHEREUMOMINES, ERMTARAETEAK, WRXAR
RERE, WNIHAREUBKREEHAXSHCHBRAUFRZRE . —RESH, B, BRIASERTSORAER.

compare with brazed gundrills, indexable gundrills have good performance at chips removal, high feed rate, and easy
to change inserts. but the indexable type gundrills have lower accurate, poor performance at cross holes, it also
require machines with more stability. normally indexable gundrills use on blind holes, tube sheet, shaft holes etc, no
more accuracy requirement processing.

— e

= YRRk oAz

INDEXABLE GUNDRILLS

| ensiewmemIss

Indexable gun drills cutting parameters

ﬁggﬁ cuttﬁfs{%eed LA drill bit dia / 84148 feed rate mm/rev
Ve m/min $12.00-22.00mm $22.50-26.00mm $26.50-35.00mm
££12% <700/mm 80-100 0.055-0.100 0.080-0.110 0.100-0.140

construction steel

REFHN <700/mm 80-100 0.055-0.100 0.080-0.110 0.100-0.140
case hardened steel

FREEAN <1100/mm » » . &

e dm <l 100/ 70-80 0.070-0.100 0.080-0.110 0.100-0.130
ASLIRER <700/mm 70-90 0.070-0.100 0.080-0.110 0.100-0.140

heat treated steel

ASLIRE <1100/mm 55-75 0.070-0.100 0.080-0.110 0.100-0.130
heat treated steel

S e <1100/mm 55-75 0.070-0.090 0.080-0.100 0.090-0.120
Nitriding steel

SREAW <O00/mm 60-80 0.070-0.100 0.080-0.110 0.100-0.140
Ferritic steel

REAN 60-80 0.070-0.090 0.080-0.100 0.100-0.120
Austenitic steel
RN

Heat resisting steel 50-70 0.070-0.090 0.080-0.100 0.100-0.120
pbatr ! d ) ¢ ; g

Tool steel

WL <700/mm . v " -
Steel castings 60-80 0.070-0.100 0.080-0.100 0.100-0.140

REHE <700/mm 65-80 0.090-0.120 0.100-0.130 0.120-0.150
Nodular castiron

Hk AeMEee

Castiron alloyed and 70-100 0.090-0.120 0.100-0.130 0.120-0.150
unalloyed
@ N 100-200 0.080-0.110 0.090-0.120 0.100-0.140
Aluminiuum
2]

120-300 0.050-0.090 0.060-0.100 0.080-0.120

Copper
Cu-content <99%

T FRETEME . SHNE. TIRKENT
LSRRG 8% 35
Parameters above are average values as a guide, the setting based on tool length, cooling lubricant, material, machine stability, workpiece clamping etc.
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Drillstar Worldwide

Worldwide Business

As an exporter with rich trading experience, we also can help our clients on purchase of other products. Just take the
following as example,gun drill accessories, gun drilling machine, gun drilling oil, gun drill grinders, oil spray pump,
BTA drill head, chamber reamer, floating reamer holder, button, honing tool, abrasive tools, steel etc. We can do
transitional business as well, buying from other countries, transit in China, then send them to you. All in all, we can
be your partner and consultant in China.

Should you have any needs, please don't hesitate to contact us.

L
L\
L) =
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Gun Drilling Machine Gun Drill Grinder Gun Drilling Ol

WSS E St R
Oil Spray Pump Kit Drill Guide Rubber Sleeves

;.‘;.‘

BTA $#sk FRRTFEE %[5 CRATEX F%t
BTA Drill Head Floating Reamer Holder USA CRATEX Abrasive

%[ CRATEX fb#t EEi)
USA CRATEX Abrasive Chamber Reamer Button



