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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Ratio drills without oil feed

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 1184 121 168

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 2480 121 168

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 2472 121 168

DIN 
6537 K RT 100 F 3xD Solid 

carbide 3,700 - 13,000 2475 121 168

DIN 
6537 K

RT 100 
HF 3xD Solid 

carbide 3,000 - 20,000 8524 121 168

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,300 - 16,000 2717 121 174

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,000 - 20,000 2996 121 174

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,000 - 20,000 2719 121 174

DIN 
6537 L RT 100 F 5xD Solid 

carbide 3,000 - 15,000 2712 121 174

DIN 
6539

RT 100 
U 3xD Solid 

carbide 3,000 - 16,000 1242 121 179

DIN 
6539

RT 100 
U 3xD Solid 

carbide 3,000 - 16,000 2473 121 179

DIN 
6539 RT 100 F 3xD Solid 

carbide 3,000 - 14,000 1702 121 179

Guhring 
std.

RT 100 
U 5xD Solid 

carbide 5,000 - 16,000 1243 121 183

Guhring 
std.

RT 100 
U 5xD Solid 

carbide 5,000 - 15,000 2474 121 183
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Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Ratio drills with oil feed

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 1181 121 186

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 2477 121 186

DIN 
6537 K

RT 100 
U 3xD Solid 

carbide 3,000 - 20,000 2469 121 186

DIN 
6537 K RT 100 F 3xD Solid 

carbide 3,100 - 22,000 1660 121 187

DIN 
6537 K RT 100 F 3xD Solid 

carbide 4,000 - 25,000 1180 121 187

DIN 
6537 K RT 100 F 3xD Solid 

carbide 3,400 - 20,000 2468 121 187

DIN 
6537 K

RT 100 
VA 3xD Solid 

carbide 3,000 - 20,000 8510 121 187

DIN 
6537 K

RT 100 
VA 3xD Solid 

carbide 3,000 - 20,000 8610 121 187

DIN 
6537 K

RT 100 
HF 3xD Solid 

carbide 3,000 - 20,000 8520 121 187

DIN 
6537 K

RT 100 
HF 3xD Solid 

carbide 3,000 - 20,000 8620 121 187

Guhring 
std.

RT 150 
GG 4xD Solid 

carbide 3,000 - 20,000 768 121 200

Guhring 
std.

RT 150 
GG 4xD Solid 

carbide 3,000 - 20,000 6068 121 200

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,000 - 19,500 1663 121 204

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,700 - 20,000 1183 121 204

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,000 - 20,000 2479 121 204



A A

4

C F P S M

5

F

S

S

F

F

F

S

F

F

F

Ratio drills

R
at

io
 d

ril
ls

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Ratio drills with oil feed

DIN 
6537 L

RT 100 
U 5xD Solid 

carbide 3,000 - 20,000 2471 121 204

DIN 
6537 L RT 100 F 5xD Solid 

carbide 3,000 - 23,500 1662 121 205

DIN 
6537 L RT 100 F 5xD Solid 

carbide 3,000 - 25,000 1182 121 205

DIN 
6537 L RT 100 F 5xD Solid 

carbide 3,000 - 20,000 2478 121 205

DIN 
6537 L RT 100 F 5xD Solid 

carbide 3,000 - 20,000 2470 121 205

DIN 
6537 L

RT 100 
R 5xD Solid 

carbide 3,000 - 20,000 6501 165 205

DIN 
6537 L

RT 100 
VA 5xD Solid 

carbide 3,000 - 20,000 8511 121 205

DIN 
6537 L

RT 100 
VA 5xD Solid 

carbide 3,000 - 20,000 8611 121 205

DIN 
6537 L

RT 100 
HF 5xD Solid 

carbide 3,000 - 20,000 8521 121 205

DIN 
6537 L

RT 100 
HF 5xD Solid 

carbide 3,000 - 20,000 8621 121 205

Guhring 
std.

RT 100 
U 7xD Solid 

carbide 3,000 - 19,500 2711 121 218

Guhring 
std.

RT 100 
U 7xD Solid 

carbide 3,000 - 20,000 4044 121 218

Guhring 
std.

RT 100 
U 7xD Solid 

carbide 3,000 - 20,000 4045 121 218

Guhring 
std.

RT 100 
R 7xD Solid 

carbide 4,000 - 20,000 6502 165 218

Guhring 
std.

RT 100 
HF 7xD Solid 

carbide 3,000 - 16,000 8522 121 218
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Ratio drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Ratio drills with oil feed

Guhring 
std.

RT 150 
GG 7xD Solid 

carbide 3,000 - 20,000 769 121 223

Guhring 
std.

RT 150 
GG 7xD Solid 

carbide 3,000 - 19,500 6069 121 223

Guhring 
std.

RT 150 
GG 10xD Solid 

carbide 3,000 - 20,000 770 121 225

Guhring 
std.

RT 150 
GG 10xD Solid 

carbide 3,000 - 19,500 6070 121 225

Guhring 
std.

RT 150 
GN 15xD Solid 

carbide 5,000 - 14,000 773 121 227

Guhring 
std. RT 100 T 15xD Solid 

carbide 3,000 - 14,000 6509 165 228

Guhring 
std. RT 100 T 20xD Solid 

carbide 3,000 - 14,000 6511 165 230

Guhring 
std. RT 100 T 25xD Solid 

carbide 3,000 - 12,000 6512 165 232

Guhring 
std. RT 100 T 30xD Solid 

carbide 3,000 - 10,000 6513 165 234

Guhring 
std. RT 100 T 40xD Solid 

carbide 3,000 - 8,000 6514 165 235

DIN 
6538 K RT 80 U 3xD Carbide 9,500 - 25,500 1171 128 236

DIN 
6538 M RT 80 U 5xD Carbide 9,800 - 25,500 1172 128 239

DIN 
6538 L RT 80 U 7xD Carbide 9,600 - 25,000 1173 128 241
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Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

3-flute Ratio drills

DIN 
6537 L

FT 200 
G 5xD Solid 

carbide 3,000 - 20,000 2713 109 243

DIN 
6539

GS 200 
U 5xD Solid 

carbide 3,000 - 20,000 731 109 245

DIN 
6539

GS 200 
U 5xD Solid 

carbide 3,000 - 14,400 611 109 245

DIN 
6539

GS 200 
G 5xD Solid 

carbide 3,570 - 12,500 745 109 245

DIN 
6539

GS 200 
G 5xD Solid 

carbide 3,000 - 20,000 1025 109 245

DIN 
6539

GS 
200 F 5xD Solid 

carbide 3,000 - 11,000 1027 109 245

3-flute stepped Ratio drills

Guhring 
std.

GS 200 
G

Solid 
carbide 3,400 - 20,000 1032 109 249



C F P S M

7

F

F

S

T 800 inserts drilling system

T 
80

0 
in

se
rt

s 
dr

ill
in

g 
sy

st
em

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Tool holders for interchangeable inserts HT 800

Guhring 
std.

HT 800 
WP 1,5xD 11,000 - 40,000 4106 140 250

Guhring 
std.

HT 800 
WP 3xD 11,000 - 40,000 4107 140 253

Guhring 
std.

HT 800 
WP 5xD 11,000 - 40,000 4108 140 256

Guhring 
std.

HT 800 
WP 7xD 11,000 - 31,500 4109 140 259

Guhring 
std.

HT 800 
WP 10xD 11,000 - 31,500 4110 140 262

Guhring 
std.

HT 800 
WP 1xD 11,000 - 40,000 4105 140 265

Interchangeable inserts HT 800

Guhring 
std.

Solid 
carbide 11,000 - 40,000 4112 141 266

Guhring 
std.

Solid 
carbide 11,000 - 40,000 4113 141 267

Guhring 
std.

Solid 
carbide 11,000 - 40,000 4114 141 267

Guhring 
std.

Solid 
carbide 11,000 - 40,000 4115 141 267

Guhring 
std.

Solid 
carbide 11,000 - 40,000 4111 141 274

Countersinking insert HT 800

Guhring 
std.

Solid 
carbide - 7635 142 278

Guhring 
std.

Solid 
carbide - 7645 142 279
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T 800 inserts drilling system

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Countersinking insert HT 800

Guhring 
std.

Solid 
carbide 17.000 - 46.000 7632 142 280

Clamping screws HT 800

Guhring 
std. 6128 122 281

Guhring 
std. 4071 140 282

Torque wrenches

Guhring 
std. 4915 114 283

Torx socket sets

Guhring 
std. 4917 140 284

Torx screwdriver

Guhring 
std. 1612 140 285
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T 800 inserts drilling system

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Tool holders for interchangeable inserts RT 800

Guhring 
std.

RT 800 
WP 3xD 17,000 - 40,500 5242 140 286

Guhring 
std.

RT 800 
WP 5xD 17,000 - 40,500 5243 140 287

Guhring 
std.

RT 800 
WP 7xD 17,000 - 40,500 5248 140 288

Interchangeable inserts RT 800

Guhring 
std.

Solid 
carbide 16,000 - 40,000 2747 141 289

Guhring 
std.

Solid 
carbide 16,000 - 40,500 2485 141 291

Guhring 
std.

Solid 
carbide 16,000 - 40,500 1047 141 293

Clamping screws RT 800

Guhring 
std. 1071 140 295

Torque wrenches

Guhring 
std. 4915 114 296

Torx socket sets

Guhring 
std. 4917 140 297

Torx screwdriver

Guhring 
std. 1612 140 298
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LT800 
WP 4512 114 299

LT800 
WP

VDI 40 - VDI 60/
HSK-C 63 - 
HSK-C 100

4510 114 299

LT800 
WP

HSK-A 80 - 
HSK-A 100/
HSK-C 63 - 
HSK-C 80

4355 114 300

LT800 
WP

HSK-A 63 - 
HSK-A 100/
HSK-C 63 - 
HSK-C 100

4549 114 300

LT800 
WP 4142 114 301

T800 Tooling system

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

T800 Tooling system

T8
00
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emStandard Type Tool illustration Drilling 

depth
Tool 

material
Surface 
finish Diameter range Guhring 

no.
Discount 

group
Standard 

range

LT 800 tooling system

Guhring 
std.

ISO taper holder

SK 40 - SK 60/
HSK-C 63 - 
HSK-C 100

Guhring 
std.

VDI Holder

Guhring 
std.

Reductions HSK-A/HSK-C

Guhring 
std.

Extensions HSK-A

Guhring 
std.

15° flutes basic holder

0.5xD/
2.0xD

Holder size
400 - 560
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LT800 
WP 4144 114 301

LT800 
WP 3xD 4148 114 302

LT800 
WP 3xD 4149 114 302

LT800 
WP 1xD 4150 114 303

LT800 
WP 4164 114 304

LT800 
WP T30 - T45 4188 114 304

T800 Tooling system

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

T800 Tooling system

T8
00

   
To

ol
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emStandard Type Tool illustration Drilling 

depth
Tool 

material
Surface 
finish Diameter range Guhring 

no.
Discount 

group
Standard 

range

LT 800 tooling system

Guhring 
std.

Un-fluted basic holder

0.5xD/
2.0xD

Holder size
600 - 950

Guhring 
std.

15° flutes extension

Holder size
400 - 560

Guhring 
std.

Un-fluted extension

Holder size
600 - 950

Guhring 
std.

Drill heads

Holder size
400 - 950

Accessories for LT 800 WP drill heads

Guhring 
std.

Retension spindles

Holder size
400 - 950

Guhring 
std.

Torx-Bits
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4915 114 304

LT800 
WP 4160 114 305

LT800 
WP 4189 114 305

DIN 
EN ISO 
4762

4907 114 305

LT800 
WP 4104 114 306

LT800 
WP 4168 114 306

RT800 
WP 2747 141 307

RT800 
WP S 1047 141 307

RT800 
WP F 2485 141 307

RT800 
WP T8 1071 140 307

1612 140 307

RT800 
WP 4917 140 307

4915 114 307

T800 Tooling system

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

T800 Tooling system

T8
00

   
To

ol
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emStandard Type Tool illustration Drilling 

depth
Tool 

material
Surface 
finish Diameter range Guhring 

no.
Discount 

group
Standard 

range

Accessories for LT 800 WP drill heads

Guhring 
std.

Torx key

1/2“

Guhring 
std.

Cartridges

Holder size
400 - 950

Guhring 
std.

Clamping screws

Holder size
400 - 650

Clamping screws

Holder size
700 - 950

DIN 
6798

Serrated lock washers (Nord-Lock®)

Holder size
400 - 950

Guhring 
std.

Distance pieces

Holder size
400 - 950

LT 800 WP internal interchangeable inserts and accessories

Guhring 
std. Carbide 27.00 - 34.00

Guhring 
std. Carbide 27.00 - 34.00

Guhring 
std. Carbide 27.00 - 34.00

Guhring 
std.

Clamping screw

Guhring 
std.

Torx screwdriver

T8

Guhring 
std.

Torx-Bit

1/4“

Guhring 
std.

Torque key

1/4“
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LTT 4170 142 308

LTT 4171 142 308

LTT S 4172 142 308

LTT A 4173 142 308

CCHX 4179 142 308

CCHX S 4180 142 308

CCHX S 4181 142 308

CCHX S 4182 142 308

4166 114 308

6128 122 308

T800 Tooling system

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

T800 Tooling system

T8
00

   
To

ol
in

g 
sy

st
emStandard Type Tool illustration Drilling 

depth
Tool 

material
Surface 
finish Diameter range Guhring 

no.
Discount 

group
Standard 

range

LT 800 WP external interchangeable inserts and accessories

Guhring 
std. Carbide insert 05 - 06

Guhring 
std. Carbide insert 05 - 06

Guhring 
std. Carbide insert 05 - 06

Guhring 
std. Carbide insert 05 - 06

Guhring 
std. Carbide insert 09 - 12

Guhring 
std. Carbide insert 09 - 12

Guhring 
std. Carbide insert 09 - 12

Guhring 
std. Carbide insert 09 - 12

Guhring 
std.

Clamping screw with 75° countersink head

for insert 05 - 09

Guhring 
std.

Clamping screw with 60° countersink head

for insert 05 - 12
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FR 90 1052 140 311

FR 90d 2

l1

d
3

G

145 140 311

FR90d 1

l2

M

8 mm

d 3 1053 140 311

FR90 Md
4

8 mm 20 mm

Md
4

8 mm 20 mm

1054 140 311

FR90 1156 142 310

FR90 S 1056 142 310

FR90 M

l1

Torx
4072 140 310

FR90
G

1055 140 310

FR90 1612 114 311

FR90Torx/SW

G

l1

1072 140 311

FR90 4912 114 311

FR 90 chamfer collar

Tooling system
s

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Standard Type Tool illustration Drilling 
depth Tool material Surface 

finish Diameter range Guhring 
no.

Discount 
group

Standard 
range

FR 90 chamfer collar

Guhring 
std.

Chamfer collar
complete

5.0 - 16.0

Guhring 
std.

Chamfer collar

5.0 - 18.0

Guhring 
std.

Clamping sleeve

5.0 - 16.0

Guhring 
std.

Adjustment ring

5.0 - 18.0

Guhring 
std. Carbide 4.0 - 20.0

Guhring 
std. Carbide 4.0 - 20.0

Guhring 
std.

Adjustment element

M4

Guhring 
std.

Clamping piece

4.0 - 20.0

Guhring 
std.

Screwdriver

T8

Guhring 
std.

Torx screw

T8/SW4 - SW5

Guhring 
std.

Screwdriver

SW4 - SW5
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Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Jobber drills

DIN 338 N right-hand HSS 0,200 - 20,000 205 130 312

DIN 338 H right-hand HSS 0,200 - 20,000 206 134 312

DIN 338 W right-hand HSS 0,200 - 20,000 207 134 312

DIN 338 N left-hand HSS 0,200 - 20,000 208 134 312

DIN 338 H left-hand HSS 0,300 - 20,000 209 134 312

DIN 338 W left-hand HSS 0,250 - 20,000 210 138 312

DIN 338 N right-hand HSS 3,000 - 16,000 240 132 313

DIN 338 GT 100 right-hand HSS 0,600 - 16,000 549 136 313

DIN 338 GT 100 left-hand HSS 1,000 - 16,000 550 138 313

DIN 338 N right-hand HSS 2,370 - 5,610 560 138 313

DIN 338 N right-hand HSS 0,200 - 19,000 651 131 313

DIN 338 GT 100 right-hand HSS 1,000 - 15,000 652 137 313

DIN 338 N left-hand HSS 0,250 - 14,250 664 139 313

DIN 338 GT 100 left-hand HSS 1,300 - 10,200 665 139 313

DIN 338 N right-hand HSS 1,000 - 15,500 2456 135 313
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Straight shank twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Jobber drills

DIN 338 GT 100 right-hand HSS 1,000 - 15,000 2457 137 313

DIN 338 N right-hand HSCO 0,200 - 20,000 305 134 350

DIN 338 N left-hand HSCO 0,360 - 18,500 308 138 350

DIN 338 Ti right-hand HSCO 0,200 - 19,000 605 134 350

DIN 338 Ti left-hand HSCO 1,300 - 9,500 608 138 350

DIN 338 GT 100 right-hand HSCO 1,000 - 16,000 622 136 350

DIN 338 Ti right-hand HSCO 0,500 - 14,500 657 135 350

DIN 338 GT 100 right-hand HSCO 1,000 - 15,000 658 137 351

DIN 338 GT 100 right-hand HSCO 3,000 - 12,000 1221 137 351

DIN 338 GT 100 right-hand HSCO 3,000 - 12,000 1223 137 351

DIN 338 VA right-hand HSCO 1,000 - 13,000 1260 134 351

DIN 338 P2000 right-hand HSCO 1,000 - 13,000 2047 134 351

DIN 338 Ti right-hand HSCO 0,400 - 15,000 2458 135 351

DIN 338 GT 100 right-hand HSCO 1,000 - 14,000 2459 137 351

DIN 338 N right-hand HSCO 1,100 - 14,000 2997 135 351
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Straight shank twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Jobber drills

DIN 338 N right-hand M42 0,400 - 16,000 1146 138 351

Guhring 
std.

Duro 
150 right-hand Carbide 2,700 - 14,000 710 102 376

Guhring 
std. N right-hand Solid 

carbide 1,000 - 12,700 732 102 376

Guhring 
std. N right-hand Solid 

carbide 1,000 - 12,700 2464 102 376

Stub drills

DIN 
1897 N right-hand HSS 0,350 - 48,000 223 132 382

DIN 
1897 H right-hand HSS 0,690 - 21,000 224 138 382

DIN 
1897 W right-hand HSS 1,000 - 20,000 225 138 382

DIN 
1897 N left-hand HSS 0,320 - 50,000 226 134 382

DIN 
1897 H left-hand HSS 0,750 - 24,000 227 138 382

DIN 
1897 W left-hand HSS 1,000 - 21,000 228 138 382

DIN 
1897 GT 80 right-hand HSS 1,000 - 20,000 552 136 382

DIN 
1897 GT 80 left-hand HSS 1,000 - 19,840 553 138 382

DIN 
1897 N right-hand HSS 0,500 - 30,160 653 133 383

DIN 
1897 N left-hand HSS 0,900 - 13,500 672 139 383
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Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Stub drills

DIN 
1897 N right-hand HSS 1,000 - 15,000 2460 133 383

DIN 
1897 GV 120 right-hand HSCO 0,400 - 48,000 329 134 383

DIN 
1897 GV 120 left-hand HSCO 0,450 - 35,000 330 138 383

DIN 
1897 GV 120 right-hand HSCO 0,500 - 15,500 659 135 383

DIN 
1897 GT 80 right-hand HSCO 1,000 - 20,000 1228 137 383

DIN 
1897 VA right-hand HSCO 1,000 - 12,000 1261 138 383

DIN 
1897 P2000 right-hand HSCO 1,000 - 13,000 2048 135 383

DIN 
1897 GV 120 right-hand HSCO 1,000 - 13,000 2461 135 383

DIN 
1897 GT 80 right-hand HSCO 1,000 - 16,000 2498 137 383

DIN 
1897 N right-hand M42 1,000 - 15,870 1259 138 414

DIN 
1897 GT 500 right-hand HSS-E-

PM 1,000 - 14,290 515 115 414

DIN 
6539 N right-hand Solid 

carbide 0,500 - 16,000 730 102 414

DIN 
6539 N right-hand Solid 

carbide 1,000 - 16,000 2463 102 414

Guhring 
std. N right-hand Solid 

carbide 0,500 - 6,500 702 102 420
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DIN 
338 N HSS >Ø
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130 422

DIN 
338 N HSS S 201/

200
130 422

DIN 
338 N HSCO >Ø
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201/
200

130 424

DIN 
338 Ti HSCO 201/

200
134 424

DIN 
338 VA HSCO 195 130 424

DIN 
338 P2000 HSCO 2049 134 425

DIN 
1897 P2000 HSCO 2050 134 425

36 138 422

73 138 423

11 138 422
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finish Ø-range mm Guhring 

no.
Discount 

group

Standard 
range, 
page

Jobber drill sets

Guhring 
std. Case only

Guhring 
std. Case only

Guhring 
std. Plastic stand only

consisting of 
Guhring no. 205

consisting of 
Guhring no. 651

consisting of 
Guhring no. 305

consisting of 
Guhring no. 605

consisting of 
Guhring no. 1260

consisting of 
Guhring no. 2047

consisting of 
Guhring no. 2048
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Straight shank twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Twist drills with oversize straight shank

Guhring 
std. GU 500 right-hand HSCO 2,000 - 20,000 512 115 426

Guhring 
std. GT 500 right-hand HSS-E-

PM 2,000 - 13,000 513 115 430

Guhring 
std. GU 500 right-hand HSCO 2,000 - 20,000 511 115 432

DIN 
6537 K H right-hand Solid 

carbide 2,600 - 14,100 1946 102 436

Jobber drills with 12.7 mm dia. shank

Guhring 
std. N right-hand HSS 13,000 - 28,570 268 138 437

Stub drills with 16.0 mm dia. shank

Guhring 
std. N right-hand HSCO 16,000 - 40,000 128 138 438

Stub drills with 25.4 mm dia. shank

Guhring 
std. N right-hand HSCO 25,000 - 40,000 129 138 439

Guhring 
std. N left-hand HSCO 25,000 - 39,000 136 138 439

90° NC-spotting drills

Guhring 
std. N right-hand HSS 2,950 - 25,400 557 134 440

Guhring 
std. N right-hand HSS 3,000 - 25,400 568 135 440

Guhring 
std. N right-hand Solid 

carbide 4,000 - 20,000 723 102 440
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Straight shank twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

90° NC-spotting drills

Guhring 
std. N right-hand HSS 6,350 - 25,400 559 138 441

120° NC-spotting drills

Guhring 
std. N right-hand HSS 3,000 - 25,400 556 134 442

Guhring 
std. N right-hand HSS 3,000 - 25,000 567 139 442

Guhring 
std. N right-hand Solid 

carbide 5,000 - 20,000 724 102 442

142° NC-spotting drills

Guhring 
std. N right-hand Solid 

carbide 4,000 - 20,000 546 102 443

Straight shank drills double-ended

Guhring 
std. DK 77 right-hand HSS 1,500 - 10,000 554 134 444

Micro-precision drills without oil feed

DIN 
1899 N right-hand HSS-E-

PM 0,050 - 1,930 301 134 446

DIN 
1899 N left-hand HSS-E-

PM 0,130 - 1,850 303 138 446

DIN 
1899 N right-hand HSS-E-

PM 0,160 - 1,900 660 135 446

Guhring 
std. N right-hand Solid 

carbide 0,200 - 1,400 701 102 446

Guhring 
std. N right-hand Solid 

carbide 0,100 - 3,000 3899 102 453
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Straight shank twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Drilling depth Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Micro-precision drills without oil feed

Guhring 
std. N 4xD Solid 

carbide 0,500 - 3,000 6400 164 455

Guhring 
std. N 7xD Solid 

carbide 0,500 - 3,000 6401 164 457

Micro-precision drills with oil feed

Guhring 
std. N 8xD Solid 

carbide 1,400 - 3,000 6408 164 459

Guhring 
std. N 15xD Solid 

carbide 1,400 - 3,000 6412 164 461
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cooling Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Oil feed drills

Guhring 
std. GT 80 IK axial HSCO 5,000 - 20,000 1131 134 462

Guhring 
std. GT 80 IK axial HSCO 5,000 - 20,000 1132 135 462

Guhring 
std. N axial HSS 3,000 - 13,000 390 136 464
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Straight shank twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Bushing length twist drills

DIN 339 N right-hand HSS 0,800 - 20,000 211 134 465

DIN 339 N right-hand HSS 2,400 - 5,000 561 138 465

DIN 339 N right-hand HSS 1,000 - 13,000 666 139 465

DIN 339 N right-hand HSCO 1,100 - 19,000 311 138 465

Long series twist drills

DIN 340 N right-hand HSS 2,950 - 25,250 204 138 472

DIN 340 N right-hand HSS 0,400 - 36,510 217 132 472

DIN 340 H right-hand HSS 0,500 - 16,000 218 134 472

DIN 340 W right-hand HSS 0,400 - 20,640 219 134 472

DIN 340 N left-hand HSS 0,450 - 29,000 220 138 472

DIN 340 H left-hand HSS 0,450 - 15,000 221 138 472

DIN 340 GT50 right-hand HSS 1,000 - 32,600 501 136 472

DIN 340 GT 100 left-hand HSS 1,400 - 13,000 506 138 473

DIN 340 GT 100 right-hand HSS 1,000 - 14,000 535 136 473

DIN 340 N right-hand HSS 0,500 - 22,220 667 133 473
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Straight shank twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Long series twist drills

DIN 340 GT 100 right-hand HSS 1,000 - 14,000 668 137 473

DIN 340 GT 100 right-hand HSS 1,000 - 10,000 2462 137 473

DIN 340 N right-hand HSCO 0,500 - 22,000 317 134 473

DIN 340 GT 100 right-hand HSCO 1,000 - 16,000 336 136 473

DIN 340 GT 100 right-hand HSCO 1,000 - 12,000 396 137 473

DIN 340 Ti right-hand HSCO 1,000 - 13,000 617 134 473

DIN 340 Ti right-hand HSCO 1,000 - 10,200 669 139 473

Guhring 
std. N right-hand Solid 

carbide 0,500 - 1,500 706 102 496

Extra length twist drills, series 1

DIN 
1869 N right-hand HSS 1,600 - 13,000 235 134 497

DIN 
1869 GT 100 right-hand HSS 1,950 - 13,000 502 136 497

DIN 
1869 GT50 right-hand HSS 2,000 - 12,700 524 138 497

DIN 
1869 GT 100 right-hand HSS 1,980 - 12,700 670 137 497

DIN 
1869 GT 100 right-hand HSCO 2,700 - 10,000 618 136 497
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Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Extra length twist drills, series 2

DIN 
1869 N right-hand HSS 2,700 - 13,000 236 134 502

DIN 
1869 GT 100 right-hand HSS 2,000 - 13,000 503 136 502

DIN 
1869 GT50 right-hand HSS 3,000 - 13,000 528 138 502

DIN 
1869 GT 100 right-hand HSS 2,700 - 8,500 671 139 502

DIN 
1869 GT 100 right-hand HSCO 3,000 - 10,000 619 138 502

Extra length twist drills, series 3

DIN 
1869 N right-hand HSS 3,500 - 13,000 237 138 505

DIN 
1869 GT 100 right-hand HSS 2,500 - 13,000 504 136 505

DIN 
1869 GT50 right-hand HSS 2,500 - 11,500 529 138 505

DIN 
1869 GT 100 right-hand HSCO 2,500 - 13,000 571 136 505

Extra length twist drills

Guhring 
std. GT 100 right-hand HSS 6,000 - 12,000 242 136 508

Guhring 
std. GT 100 right-hand HSS 8,000 - 12,000 243 138 509

Guhring 
std. GT 100 right-hand HSS 10,000 - 12,000 244 138 510
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Standard Type Tool illustration Cutting 
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no.
Discount 

group
Standard 

range page

Aircraft extension drills, 6 inches long

NAS 907 N right-hand HSS 1,500 - 8,000 577 138 511

NAS 907 N right-hand HSS 1,500 - 8,000 579 138 511

Aircraft extension drills, 12 inches long

NAS 907 N right-hand HSS 1,500 - 8,000 578 138 514

NAS 907 N right-hand HSS 1,500 - 8,000 580 138 514

Taper pin drills

DIN 
1898 N right-hand HSS 1,000 - 12,000 531 138 516

Carbide-tipped twist drill

DIN 
8037 N right-hand Carbide 1,700 - 24,000 703 102 517

DIN 
8038 N right-hand Carbide 1,900 - 24,000 704 102 517

Kevlar drills

Guhring 
std. N right-hand Solid 

carbide 2,500 - 12,000 1149 102 520

Carbide tipped spade drills

Guhring 
std. right-hand Carbide 3,000 - 12,000 707 102 521
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Masonry drills

Guhring 
std. N right-hand Carbide 4,000 - 12,000 716 102 522
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Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 
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Standard 

range page

Jobber drills

Guhring 
std. GV 120 right-hand HSCO 8,100 - 43,000 363 134 523

Guhring 
std. GV 120 right-hand HSCO 10,500 - 33,000 663 139 523

Twist drills

DIN 345 N right-hand HSS 8,500 - 59,000 229 138 525

DIN 345 N right-hand HSS 2,380 - 98,420 245 132 525

DIN 345 H right-hand HSS 6,700 - 47,000 246 138 525

DIN 345 W right-hand HSS 3,200 - 32,000 247 138 525

DIN 345 N left-hand HSS 6,000 - 60,000 248 138 525

DIN 345 GT 100 right-hand HSS 7,940 - 31,750 558 138 525

DIN 345 N right-hand HSS 10,000 - 28,000 592 138 525

DIN 345 GT 100 right-hand HSS 7,940 - 31,500 606 139 537

DIN 345 N right-hand HSS 3,000 - 31,000 654 133 537

DIN 345 N right-hand HSCO 3,000 - 50,000 345 134 537

DIN 345 GT 100 right-hand HSCO 10,000 - 39,000 645 138 537

DIN 345 N right-hand HSCO 8,000 - 30,000 661 139 537



C F P S M

31

A A

30

S

C

A

>Ø
16,0

S

S

>Ø
16,0

Taper shank twist drills

Ta
pe

r 
sh

an
k 

tw
is

t 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Twist drills

DIN 345 GT 100 right-hand HSCO 10,000 - 28,500 662 139 537

DIN 345 GT 100 right-hand HSCO 10,000 - 30,160 1222 139 537

DIN 345 GT 100 right-hand HSCO 10,400 - 30,160 1224 139 543

DIN 345 VA right-hand HSCO 10,000 - 34,000 1262 134 543

DIN 346 N right-hand HSS 10,000 - 76,000 251 138 545

DIN 346 N right-hand HSCO 12,000 - 31,500 351 138 545

Bushing length twist drills

DIN 341 N right-hand HSS 2,900 - 50,000 257 132 547

DIN 341 GT50 right-hand HSS 5,500 - 29,500 505 138 547

DIN 341 GT 100 right-hand HSS 5,500 - 32,000 551 136 547

DIN 341 N right-hand HSS 4,200 - 22,000 655 133 547

DIN 341 GT 100 right-hand HSS 6,800 - 23,000 656 139 547

DIN 341 N right-hand HSCO 4,750 - 44,000 357 138 547

DIN 341 GT 100 right-hand HSCO 10,000 - 26,000 623 138 547

Guhring 
std. N right-hand HSS 10,000 - 29,000 523 138 554
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Standard Type Tool illustration Cooling Tool material Surface d1 Guhring 
no.

Discount 
group

Standard 
range page

Oil feed drills short

Guhring 
std. N radial HSS 9,520 - 23,020 269 138 555

Oil feed drills, flute length to DIN 341

Guhring 
std. N DIN 228 BK HSS 10,000 - 32,000 1101 138 557

Guhring 
std. N axial HSS 10,000 - 40,000 270 138 558

Guhring 
std. N radial HSS 10,000 - 44,450 271 138 558

Guhring 
std. N radial HSS 10,000 - 44,450 272 138 558

Guhring 
std. GT 100 axial HSCO 11,000 - 34,920 370 138 558

Guhring 
std. GT 100 radial HSCO 11,000 - 34,920 371 138 558

Guhring 
std. GT 100 radial HSCO 12,500 - 34,000 372 138 558

Oil feed drills, flute length to DIN 1870

Guhring 
std. GT 100 axial HSCO 11,000 - 34,000 374 138 561

Guhring 
std. GT 100 radial HSCO 11,000 - 34,000 375 138 561

Guhring 
std. GT 100 radial HSCO 11,000 - 29,000 376 138 561
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Extra length twist drills, series 1

DIN 
1870 N right-hand HSS 8,000 - 50,000 266 134 563

DIN 
1870 GT50 right-hand HSS 8,200 - 33,000 525 138 563

DIN 
1870 GT 100 right-hand HSS 8,000 - 30,000 526 136 563

DIN 
1870 GT 100 right-hand HSCO 9,520 - 30,000 620 138 563

Extra length twist drills, series 2

DIN 
1870 N right-hand HSS 8,000 - 45,000 267 138 566

DIN 
1870 GT 100 right-hand HSS 8,000 - 30,000 527 136 566

DIN 
1870 GT50 right-hand HSS 8,500 - 31,000 542 138 566

DIN 
1870 GT 100 right-hand HSCO 9,520 - 23,420 621 138 566

Extra length twist drills

Guhring 
std. GT 100 right-hand HSS 6,000 - 7,500 563 138 569

Guhring 
std. GT 100 right-hand HSS 8,000 - 40,000 566 138 569

Guhring 
std. GT 100 right-hand HSS 14,000 - 40,000 293 138 570

Guhring 
std. GT 100 right-hand HSS 6,000 - 10,000 564 138 570

Guhring 
std. GT 100 right-hand HSS 6,000 - 17,000 565 138 571
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Extra length twist drills

Guhring 
std. GT 100 right-hand HSS 14,000 - 18,000 298 138 572

Guhring 
std. GT 100 right-hand HSS 14,000 - 18,000 299 138 573

Taper pin drills

DIN 
1898 N right-hand HSS 5,000 - 25,000 532 138 574

Carbide-tipped twist drill

DIN 
8041 N right-hand Carbide 8,500 - 40,000 705 102 575
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Stepped drills for centering to DIN 332

Guhring 
std. N right-hand HSS 8,000 - 40,000 274 138 576

Guhring 
std. N right-hand HSS 8,000 - 40,000 574 138 576

Guhring 
std. N right-hand HSS 8,000 - 20,000 575 138 577

Guhring 
std. N right-hand HSS 14,000 - 40,000 576 138 578

Straight shank short step drills

Guhring 
std. N right-hand HSS 6,000 - 19,000 378 138 579

Guhring 
std. N right-hand HSS 6,600 - 21,500 1147 138 579

Guhring 
std. N right-hand HSS 6,000 - 18,000 379 138 580

Guhring 
std. N right-hand HSS 3,400 - 13,500 380 138 581

Straight shank subland drills

DIN 
8374 N right-hand HSS 6,000 - 15,000 536 138 582

DIN 
8374 N right-hand HSS 7,500 - 19,000 569 138 582

Guhring 
std. N right-hand HSS 6,600 - 17,200 636 138 582

Guhring 
std. N right-hand HSS 6,000 - 8,000 638 138 582

DIN 
8376 N right-hand HSS 6,000 - 18,000 538 138 583
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Step drills

S
te

p 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Straight shank subland drills

Guhring 
std. N right-hand Solid 

carbide 6,000 - 15,000 738 102 583

Guhring 
std. N right-hand HSS 5,900 - 17,500 514 138 584

DIN 
8378 N right-hand HSS 3,400 - 13,500 540 138 585

Guhring 
std. N right-hand Solid 

carbide 4,500 - 11,000 739 102 585

Taper shank subland drills

Guhring 
std. N right-hand HSS 11,500 - 30,000 637 138 586

Guhring 
std. N right-hand HSS 11,000 - 29,000 537 138 586

Guhring 
std. N right-hand HSS 18,000 - 26,000 639 138 587

DIN 
8377 N right-hand HSS 10,000 - 33,000 539 138 588

Guhring 
std. N right-hand HSS 9,400 - 33,000 520 138 589

DIN 
8379 N right-hand HSS 9,000 - 22,000 541 138 590
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S

S

Center drills

C
en

te
r 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Form Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Center drills without flat

ASA A right-hand HSS 1,190 - 7,940 594 138 591

ASA B right-hand HSS 1,190 - 6,350 595 138 592

BS 328 A right-hand HSS 1,190 - 7,940 292 138 593

BS 328 A left-hand HSS 1,190 - 7,940 294 138 593

DIN 333 A right-hand HSS 0,500 - 12,500 581 132 594

DIN 333 A left-hand HSS 0,500 - 12,500 582 138 594

DIN 333 R right-hand HSS 0,500 - 12,500 583 138 594

DIN 333 R left-hand HSS 0,800 - 5,000 584 138 594

DIN 333 A right-hand HSS 1,000 - 12,500 590 138 595

DIN 333 A right-hand HSS 0,500 - 8,000 613 133 595

DIN 333 R right-hand HSS 0,800 - 8,000 614 139 595

DIN 333 A right-hand HSCO 1,000 - 4,000 381 138 595

Guhring 
std. A right-hand Solid 

carbide 0,500 - 6,300 736 102 595

DIN 333 A right-hand HSS 0,500 - 10,000 281 138 596

DIN 333 A left-hand HSS 0,800 - 5,000 282 138 596
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Center drills

C
en

te
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dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Form Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Center drills without flat

DIN 333 R right-hand HSS 0,500 - 10,000 283 138 596

DIN 333 R left-hand HSS 1,600 - 4,000 284 138 596

DIN 333 B right-hand HSS 1,000 - 10,000 585 138 597

DIN 333 B left-hand HSS 1,000 - 10,000 586 138 597

DIN 333 B right-hand HSS 1,000 - 10,000 591 138 597

Guhring 
std. A right-hand HSS 1,000 - 3,150 280 138 598

Guhring 
std. B right-hand HSS 1,000 - 6,300 285 138 599

Center drills with flat

DIN 333 A right-hand HSS 1,600 - 10,000 587 138 600

DIN 333 R right-hand HSS 1,000 - 10,000 588 138 600

DIN 333 A right-hand HSS 1,600 - 10,000 287 138 601

DIN 333 R right-hand HSS 1,600 - 8,000 288 138 601

DIN 333 B right-hand HSS 1,600 - 8,000 589 138 602

Guhring 
std. B right-hand HSS 1,600 - 5,000 289 138 603
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Core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Straight shank core drills

Guhring 
std. N right-hand Carbide 3,800 - 15,000 750 102 604

DIN 344 N right-hand HSS 3,800 - 20,000 533 138 605

Taper shank core drills

Guhring 
std. N right-hand Carbide 26,700 - 40,000 729 102 608

DIN 343 N right-hand HSS 7,800 - 50,000 534 138 609

DIN 343 N right-hand HSCO 8,500 - 26,000 634 138 609

DIN 
1864 N right-hand HSCO 8,000 - 15,000 635 138 613

DIN 
1864 N right-hand HSS 5,000 - 31,000 555 138 614
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General attachments
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Standard Type Tool illustration Cutting 
direction Tool material Surface d1 Guhring 

no.
Discount 

group
Standard 

range page

Oil feed adapters

Guhring 
std. - 230 138 615
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page
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S S S S F F F

236 187 187 186 187 186 186 187 187 187 187

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤3xD drilling depth
1171 1660 1180 1181 2468 2477 2469 8510 8610 8520 8620

6538K 6537K 6537K 6537K 6537K 6537K 6537K 6537K 6537K 6537K 6537K

Carbide Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

P K/P K/P K/P K/P K/P K/P K/P K/P K/P K/P

RT 80 U RT 100 F RT 100 F RT 100 U RT 100 F RT 100 U RT 100 U RT 100 VA RT 100 HF

axial axial axial axial axial axial axial axial axial axial axial

vc  
m/min

Feed column 
no.

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min Feed column no. vc  

m/min Feed column no.

95 6 110 6 6 6 145 7 7 7 145 7 7
80 5 90 5 5 5 120 6 6 6 120 6 6
95 7 130 7 7 7 170 8 8 8 170 8 8
75 6 110 7 7 7 145 8 8 8 145 8 8
80 6 100 7 7 7 130 8 8 8 130 8 8
75 6 95 6 6 6 125 7 7 7 125 7 7
70 6 90 6 6 6 120 7 7 7 120 7 7
75 6 90 6 6 6 120 7 7 7 120 7 7
60 5 80 6 6 6 105 7 7 7 105 7 7
90 7 110 7 7 7 145 8 8 8 145 8 8
75 6 90 6 6 6 120 7 7 7 120 7 7
60 5 65 4 4 4 85 5 5 5 85 5 5
75 6 85 6 6 6 110 7 7 7 110 7 7
60 5 80 4 4 5 105 5 5 5 105 5 5
45 5 60 5 5 5 80 6 6 6 80 6 6
35 5 50 4 4 4 65 5 5 5 65 5 5
40 4 45 3 3 3 60 4 4 4 60 4 4

45 2 2 2 60 3 3 3 60 3 3
40 2 45 4 4 4 60 5 5 5 80 5 5
35 2 40 2 2 2 55 2 2 2 60 2-3 2-3
35 2 35 4 4 4 45 5 5 5 80 5 5

40 2 2 2 55 3 3 3 55 3 3
20 1 1 1 35 2 2 2 35 2 2
25 3 3 3 35 4 4 4 30 4 4 35 4 4

150 7 160 8 8 8 210 9 9 9
110 7 120 8 8 8 160 9 9 9
110 7 100 8 8 8 140 9 9 9
90 6 95 7 7 7 130 8 8 8

30 2 2 2 40 3 3 3
35 3 3 3 45 4 4 4 45 4 4 45 4 4
30 2 2 2 40 3 3 3 40 3 3 40 3 3

200 8 240 8 8 8 310 9 9 9
200 8 240 8 8 8 310 9 9 9
170 8 200 8 8 8 260 9 9 9
140 7 170 8 8 8 220 9 9 9

230 7 7 7 280 8 8 8
95 6 6 6 125 7 7 7
250 7 7 7 325 8 8 8
170 6 6 6 220 7 7 7
95 6 6 6 125 7 7 7
80 5 5 5 105 6 6 6
70 5 5 5 90 6 6 6
60 5 5 5 80 6 6 6
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Al  

 
 
G  

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page

especially suitable for 
machining aluminium 
 
 
especially suitable for 
machining cast iron
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S S S F F F F

179 168 179 168 168 168 179 168 200 200

Al G

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤3xD drilling depth ≤4xD
1702 1184 1242 2475 2480 2472 2473 8524 768 6068

6539 6537K 6539 6537K 6537K 6537K 6539 6537K G.S. G.S.

Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

K/P K/P K/P K/P K/P K/P K/P K/P K K

RT 100 F RT 100 U RT 100 U RT 100 F RT 100 U RT 100 U RT 100 U RT 100 HF RT 150 GG RT 150 GG

axial axial

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min

Feed column 
no.

vc  
m/min Feed column no.

100 6 6 6 130 7 7 7 7 130 7
85 5 5 5 110 6 6 6 6 110 6
110 7 7 7 145 8 8 8 8 145 8
85 6 6 6 110 7 7 7 7 110 7
90 6 6 6 120 7 7 7 7 120 7
85 6 6 6 110 7 7 7 7 110 7
80 6 6 6 105 7 7 7 7 105 7
80 6 6 6 105 7 7 7 7 105 7
75 5 5 5 100 6 6 6 6 100 6
100 7 7 7 130 8 8 8 8 130 8
90 6 6 6 120 7 7 7 7 120 7
65 4 4 4 85 5 5 5 5 85 5
75 5 5 5 100 6 6 6 6 100 6
70 4 4 4 90 5 5 5 5 90 5
50 5 5 5 65 6 6 6 6 65 6
40 4 4 4 55 5 5 5 5 55 5
40 3 55 4 55 4
35 2 2 2 45 3 3 3 3 45 3
40 2 2 2 40 2 2 2 2 40 2
15 2 1 1 15 1 1 1 1 15 1
35 2 2 2 35 2 2 2 2 35 2
35 1 1 1 40 1 1 1 1 40 1
20 1 1 1 20 1 1 1 1 20 1
20 3 3 3 25 4 4 4 4 25 4
160 7 7 7 210 8 8 8 8 120 7 7
120 7 7 7 155 8 8 8 8 100 7 7
120 7 6 6 155 8 7 7 7 90 7 7
95 7 6 6 125 8 7 7 7 80 7 7
25 2 2 2 35 3 3 3 3 40 2 2
15 1 1 1 15 1 1 1 1 15 1
15 1 1 1 15 1 1 1 1 15 1
200 8 8 8 260 9 9 9 9 410 9 7
200 8 8 8 260 9 9 9 9 410 9 7
170 8 8 8 220 9 8 8 8 380 9 7
140 7 7 7 180 8 8 8 8 330 9 7
200 7 7 7 260 8 8 8 8
80 6 6 6 105 7 7 7 7
210 7 7 7 270 8 8 8 8 280 9 9
140 6 6 6 180 7 7 7 7
80 5 5 5 105 6 6 6 6 110 6 6
65 5 5 5 85 6 6 6 6 80 5 5
60 4 4 4 80 5 5 5 5
45 4 4 4 60 5 5 5 5
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page
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S F S S S S F F F F

239 205 205 205 204 204 205 205 204 204

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤5xD drilling depth
1172 6501 1662 1182 1663 1183 2478 2470 2479 2471

6538M 6537L 6537L 6537L 6537L 6537L 6537L 6537L 6537L

Carbide Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

P K/P K/P K/P K/P K/P K/P K/P K/P K/P

RT 80 U RT 100 R RT 100 F RT 100 F RT 100 U RT 100 U RT 100 F RT 100 F RT 100 U RT 100 U

axial axial axial axial axial axial axial axial axial axial

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min Feed column no. vc  

m/min Feed column no.

95 5 110 6 6 6 6 145 7 7 7 7
80 4 90 5 5 5 5 120 6 6 6 6
95 6 130 7 7 7 7 170 8 8 8 8
75 5 110 7 7 7 7 145 8 8 8 8
80 5 100 7 7 7 7 130 8 8 8 8
75 5 95 6 6 6 6 125 7 7 7 7
75 5 90 6 6 6 6 120 7 7 7 7
75 5 90 6 6 6 6 120 7 7 7 7
55 4 80 6 6 6 6 105 7 7 7 7
90 6 110 7 7 7 7 145 8 8 8 8
75 5 90 6 6 6 6 120 7 7 7 7
55 4 65 4 4 4 4 85 5 5 5 5
70 5 85 6 6 6 6 105 7 7 7 7
55 4 80 4 4 5 5 100 5 5 5 5
40 4 60 5 5 5 5 70 6 6 6 6
35 4 50 4 4 4 4 55 5 5 5 5
40 3 45 3 3 4 4 60 4 4 5 5

45 2 2 2 2 60 3 3 3 3
40 2 45 4 4 4 4 60 5 5 5 5
35 2 40 2 2 2 2 55 2 2 2 2
35 2 35 4 4 4 4 50 5 5 5 5

40 2 2 2 2 55 3 3 3 3
25 1 1 1 1 35 2 2 2 2
25 3 3 3 3 35 4 4 4 4

150 6 210 9 160 8 8 8 8 195 9 9 9 9
110 6 160 9 120 8 8 8 8 160 9 9 9 9
110 6 160 9 100 8 8 8 8 140 9 9 9 9
90 5 130 8 95 7 7 7 7 130 8 8 8 8

30 2 2 2 2 40 3 3 3 3
35 3 3 3 3 45 4 4 4 4
30 2 2 2 2 40 3 3 3 3

200 7 240 8 8 8 8 310 9 9 9 9
200 7 240 8 8 8 8 310 9 9 9 9
170 7 200 8 8 8 8 260 9 9 9 9
140 6 170 8 8 8 8 220 9 9 9 9

230 7 7 7 7 280 8 8 8 8
95 6 6 6 6 125 7 7 7 7
250 7 7 7 7 325 8 8 8 8
170 6 6 6 6 220 7 7 7 7
95 6 6 6 6 125 7 7 7 7
80 5 5 5 5 105 6 6 6 6
70 5 5 5 5 90 6 6 6 6
60 5 5 5 5 80 6 6 6 6

130 8
100 8
80 8
60 8
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page
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S S F F F F

205 205 205 205 183 174 174 183 174 174

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤5xD drilling depth
8511 8611 8521 8621 1243 2717 2712 2474 2996 2719

6537L 6537L 6537L 6537L G.S. 6537L 6537L G.S. 6537L 6537L

Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

K/P K/P K/P K/P K/P K/P K/P K/P K/P K/P

RT 100 VA RT 100 VA RT 100 HF RT 100 HF RT 100 U RT 100 U RT 100 F RT 100 U RT 100 U RT 100 U

axial axial axial axial

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min Feed column no. vc  

m/min Feed column no.

145 7 7 100 6 6 130 7 7 7 7
120 6 6 85 5 5 110 6 6 6 6
170 8 8 110 7 7 145 8 8 8 8
145 8 8 85 6 6 110 7 7 7 7
130 8 8 90 6 6 120 7 7 7 7
125 7 7 85 6 6 110 7 7 7 7
120 7 7 80 6 6 105 7 7 7 7
120 7 7 80 6 6 105 7 7 7 7
105 7 7 75 5 5 100 6 6 6 6
145 8 8 100 7 7 130 8 8 8 8
120 7 7 90 6 6 120 7 7 7 7
85 5 5 65 4 4 85 5 5 5 5
110 7 7 75 5 5 100 6 6 6 6
105 5 5 70 4 4 90 5 5 5 5
80 6 6 50 5 5 65 6 6 6 6
65 5 5 40 4 4 55 5 5 5 5
60 4 4 55 4
60 3 3 35 2 2 45 3 3 3 3

80 5 5 40 2 2 45 2 2 2 2
60 2-3 2-3 15 1 1 15 1 1 1 1
80 5 5 35 2 2 35 2 1 2 2

55 3 3 35 1 1 35 1 1 1 1
35 2 2 20 1 1 20 1 1 1 1

30 4 4 35 4 4 20 3 3 25 4 4 4 4
160 7 7 210 8 8 8 8
120 7 7 155 8 8 8 8
120 6 6 145 8 7 7 7
95 6 6 125 8 7 7 7
25 2 2 35 3 3 3 3

45 4 4 45 4 4 15 1 1 15 1 1 1 1
40 3 3 40 3 3 15 1 1 15 1 1 1 1

200 8 8 260 9 9 9 9
200 8 8 260 9 9 9 9
170 8 8 235 9 9 9 9
140 7 7 170 8 8 8 8
200 7 7 260 8 8 8 8
80 6 6 105 7 7 7 7
210 7 7 270 8 8 8 8
140 6 6 180 7 7 7 7
80 5 5 105 6 6 6 6
65 5 5 85 6 6 6 6
60 4 4 80 5 5 5 5
45 4 4 60 5 5 5 5
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Al  

 
 
G  

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page

especially suitable for 
machining aluminium 
 
 
especially suitable for 
machining cast iron

Pilot holes are always necessary for drilling depths over 7 x D:

1. The pilot hole can be produced with a short, rigid drill. The diameter should be 0.01 - 0.02 mm larger than the diameter 
of the Ratio drill. Drilling depth ≥ 1 x D.

2. Alternatively, the Ratio Drills can produce their own pilot hole. Cutting speed and feed rate must therefore be reduced by 
30-40%. 

3. A coolant pressure of 40 bar is recommended.

For safety reasons it is very important, that a drill does not exceed a speed of n = 6 000 rev./min when not supported.  
The centrifugal forces could break these long tools before reaching the workpiece surface!
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S S F F F

241 223 223 218 218 218 218 218 225 225

Al AlG G

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤7xD drilling depth
1173 769 6069 2711 4044 4045 6502 8522 770 6070

6538L G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S.

Carbide Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

P K K K/P K/P K/P K/P K/P K K

RT 80 U RT 150 GG RT 100 U RT 100 U RT 100 R RT100HF RT 150 GG

axial axial axial axial axial axial axial axial axial axial

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed column 
no.

95 4 110 5 145 6 6 145 6
75 3 90 4 120 5 5 120 5
90 5 130 6 170 7 7 170 7
75 4 110 6 145 7 7 145 7
80 4 100 6 130 7 7 130 7
75 4 95 5 125 6 6 125 6
60 4 90 5 120 6 6 120 6
75 4 90 5 120 6 6 120 6
60 3 80 5 105 6 6 105 6
90 5 110 6 145 7 7 145 7
75 4 90 5 120 6 6 120 6
55 3 65 3 85 4 4 85 4
75 4 80 5 110 6 6 110 6
55 3 75 4 105 4 4 105 4
40 3 55 4 80 5 5 80 5
35 3 40 3 65 4 4 65 4
40 2 45 2 60 4 4 60 3

45 1 60 2 2 60 2
35 1 45 3 60 4 4
33 1 40 2 55 2 2
25 1 35 3 45 4 4

40 1 55 2 2 55 2
25 1 35 1 1 35 1
25 2 35 3 3 35 3

150 5 120 6 7 150 7 195 8 8 210 8 120 6 6
110 5 100 6 7 120 7 160 8 8 160 8 100 6 6
110 5 90 6 7 100 7 140 8 8 160 8 90 6 6
90 4 80 6 7 95 6 130 7 7 130 7 80 6 6

40 2 2 30 1 40 2 2 40 1 2
35 1 40 3 3 45 3
30 1 40 2 2 40 4

180 6 410 8 7 240 7 310 8 8 410 8 6
180 6 410 8 7 240 7 310 8 8 410 8 6
160 6 380 8 8 200 7 260 8 8 380 8 6
130 5 330 8 8 170 7 220 8 8 330 8 6

230 6 280 7 7
95 6 125 6 6

280 7 7 250 7 325 7 7 280 7 7
170 6 220 6 6

110 6 6 95 6 125 6 6 110 6 6
80 5 5 80 5 105 5 5 80 5 5

70 5 90 5 5
60 5 80 5 5

130 7
100 7
80 7
60 7

≤10xD
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page
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A A A A A

227 228 230 232 234 235

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤15xD ≤15xD ≤20xD ≤25xD ≤30xD ≤40xD
773 6509 6511 6512 6513 6514

G.S. G.S. G.S. G.S. G.S. G.S.

Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

K K/P K/P K/P K/P K/P

RT 150 GN RT 100 T RT 100 T RT 100 T RT 100 T RT 100 T

40 bar MQL 40 bar MQL 40 bar MQL 40 bar MQL 40 bar

vc  
m/min

Feed column 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

vc  
m/min

Feed 
no.

110 8 110 8 100 8 80 7 80 7
110 8 110 8 100 8 80 7 80 7
120 8 120 8 120 8 100 8 100 8
120 8 120 8 100 8 100 8 100 8
110 6 110 6 110 6 110 6 110 6
110 8 110 8 100 8 80 7 80 7
100 7 100 7 100 7 80 7 80 7
110 7 80 7 110 7 80 7 100 7 70 7 80 7 60 6-7 80 6-7
110 6 80 7 110 6 80 7 100 6 70 7 80 6 60 7 80 6
110 8 110 8 100 8 80 7 80 7
110 7 80 6-7 110 7 80 6-7 100 7 70 6-7 80 6 60 6-7 80 6
110 6 80 6-7 110 6 80 6-7 100 6 70 6-7 80 6 60 6-7 80 6
100 5 100 5 80 5 80 5 80 5
80 5 80 5 60 5 60 5 60 5
100 6-7 100 6 90 6 80 6 80 6-7
80 5 80 5 70 4 70 4 70 4
50 5 50 5 50 4 50 4 50 4
50 5 50 5 50 4 50 4 50 4
100 5 100 5 100 5 80 5 80 5
70 2-3 60 3 60 3 60 3 70 2-3
100 5 100 5 100 5 80 5 80 5
50 4 50 4 50 4 50 4 50 4

30 2 30 2 30 2 30 2 30 2
120 5 140 8 140 8 130 8 120 8 120 8
100 5 100 8 100 8 90 8 80 8 80 8
90 5 140 8 140 8 130 8 120 8 120 8
80 5 100 8 100 8 90 8 80 8 65 8 80 8
40 1

410 6
410 6
380 7
330 7

120 1 120 1 120 1 120 1 120 1
280 6 120 8 120 8 110 8 100 8 100 8

110 5
80 4

100 6 100 6 90 6 80 6 80 6
100 6 100 6 90 6 80 6 80 6
90 8 90 8 90 8 90 8 80 8 80 8 70 8 70 8 70 8
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no.  

Standard/DIN

Tool material

Carbide grade

Type

Surface finish

Cooling

Std. range page
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S S

245 245 243 245 245 245

Ratio drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤3xD ≤5xD drilling depth
745 1025 2713 731 1027 611

6539 6539 6537L 6539 6539 6539

Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb. Sol. carb.

K10/K20 K K K K10/K20 K/P

GS 200 G GS 200 G FT 200 G GS 200 U GS 200 F GS 200 U

vc  
m/min Feed column no. vc  

m/min Feed column no. vc  
m/min Feed column no.

100 5 5
85 4 4

90 6 110 6 6
75 5 95 5 5

90 5 5
85 5 5
80 5 5
80 5 5
70 4 4
100 6 6
80 5 5
70 4 4
75 4 4
70 4 4
50 4 4
40 4 4
35 3 3

100 6 100 6 6 6 140 6 6
80 6 80 6 6 6 100 6 6
80 6 80 6 6 6 100 6 6
70 6 70 6 6 6 90 6 6

180 7 180 7 7 7 200 7 7
160 7 160 7 7 7 180 7 7
150 7 150 7 7 7 170 7 7
120 6 120 6 6 6 140 6 6
180 6 180 6 6 6 200 6 6

180 6 180 6 6 6 210 6 6
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil 

All data are approximate values. The actually achievable cutting speeds and feed rates depend on the respective machining conditions. 
We recommend suitable drilling trials.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Carbide grade

Drilling depth

Surface finish

Aplication

Std. range page
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1,5xD 1,5xD 1,5xD 1,5xD 3xD 3xD 3xD 3xD

F F F F

266 267 267 267 266 267 267 267

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

HT 800 WP ≤1,5×D ≤3×D
4112 4115 4113 4114 4112 4115 4113 4114

G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S.

S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb.

K/P K/P K/P K/P K/P K/P K/P K/P

steel stainl. st. cast iron Al/Al-alloys steel stainl. st. cast iron Al/Al-alloys

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

130 6 130 6
110 5 110 5
130 7 130 7
110 6 110 6
130 6 130 6
125 6 125 6
110 5 110 5
110 6 110 6
90 5 90 5
130 7 130 7
110 6 110 6
70 4 70 4
105 5 105 5
70 4 70 4
60 5 60 5
55 4 55 4
55 3 55 3
50 2 50 2

55 3 55 3
40 3 40 3
35 3 35 3
25 2 25 2

25 2 25 2
100 6 100 6
90 6 90 6
120 7 120 7
100 6 100 6

90 6 90 6
40 3 40 3
35 2 35 2

200 7 200 7
180 7 180 7
150 7 150 7
120 7 120 7
180 7 180 7
70 6 70 6
180 7 180 7
120 6 120 6
70 6 70 6
50 6 50 6
45 6 45 6
35 5 35 5

80 5 80 5
80 5 80 5
80 5 80 5
80 5 80 5
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil 

All data are approximate values. The actually achievable cutting speeds and feed rates depend on the respective machining conditions. 
We recommend suitable drilling trials.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Carbide grade

Drilling depth

Surface finish

Aplication

Std. range page
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5xD 5xD 5xD 5xD 7xD 7xD 7xD 7xD

F F F F

266 267 267 267 266 267 267 267

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

HT 800 WP ≤5×D ≤7×D
4112 4115 4113 4114 4112 4115 4113 4114

G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S.

S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb.

K/P K/P K/P K/P K/P K/P K/P K/P

steel stainl. st. cast iron Al/Al-alloys steel stainl. st. cast iron Al/Al-alloys

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

125 6 120 5
105 5 105 4
125 7 120 6
105 6 105 5
125 6 120 5
120 6 110 5
105 5 100 4
105 6 100 5
85 5 85 4
125 7 120 6
105 6 100 5
70 4 70 4
105 5 105 4
70 4 70 3
55 5 55 4
50 4 50 3
55 3 55 2
50 2 50 2

55 3 55 2
40 3 40 2
35 3 35 2
25 2 25 1

25 2 25 1
100 6 80 6
90 6 70 6
120 7 100 7
100 6 80 6

90 6 70 6
40 3 40 2
35 2 35 1

180 7 180 6
180 7 180 6
140 7 140 6
110 7 110 6
180 7 180 6
70 6 70 5
180 7 180 6
120 6 120 5
70 6 70 5
50 6 50 5
45 6 45 5
35 5 35 4

80 5 60 5
80 5 60 5
80 5 60 5
80 5 60 5
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil 

All data are approximate values. The actually achievable cutting speeds and feed rates depend on the respective machining conditions. 
We recommend suitable drilling trials.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Carbide grade

Drilling depth

Surface finish

Aplication

Std. range page
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10xD 10xD 10xD 10xD 1xD

F F

266 267 267 267 274
145°

140°

~0,01

# 4111Tol. m7

# 4112/4113
# 4114/4115

2/3 xd1

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

HT 800 WP ≤10×D ≤1×D pilot drilling/countersinking
4112 4115 4113 4114 4111

G.S. G.S. G.S. G.S. G.S.

S. carb. S. carb. S. carb. S. carb. S. carb.

K/P K/P K/P K/P K/P

steel stainl. st. cast iron Al/Al-alloys pil./counters.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

vc  
m/min

Feed 
column no.

100 5 130 6
95 4 110 5
100 6 130 7
95 5 110 6
100 5 130 6
95 5 125 6
90 4 110 5
90 5 110 6
85 4 90 5
100 6 130 7
90 5 110 6
70 4 70 4
95 4 105 5
70 3 70 4
55 4 60 5
50 3 55 4
55 2 55 3
50 2 50 2

55 2 55 3
40 2 40 3
35 2 35 3
25 1 25 2
25 1

25 2
80 6 100 6
70 6 90 6
100 7 120 7
80 6 100 6

70 6 90 6
40 2 40 3
35 1 35 2

150 6 200 7
150 6 180 7
130 6 150 7
105 6 120 7
150 6 180 7
70 5 70 6
150 6 180 7
110 5 120 6
70 5 70 6
50 5 50 6
45 5 45 6
35 4 35 5

60 5 80 5
60 5 80 5
60 5 80 5
60 5 80 5

145°

140°

~0,01

# 4111Tol. m7

# 4112/4113
# 4114/4115

2/3 xd1

•	for	through	holes	supporting	lands	must	remain	in	
permanent contact. In addition, we recommend 
reducing the feed rate prior to exiting.

•	for	drilling	depths	from	5xD	we	generally	recom-
mend centring or pilot drilling with holder, Guhring 
no. 4105, and pilot insert, Guhring no. 4111. 
Alternatively – depending on the material to be 
machined – Ratio drills type RT 100 U or RT 100VA 
can be applied.

•	for	drilling	without	centring	we	recommend	redu-
cing the feed rate at the start of the hole.

•	don‘t	apply	drilling	tool	without	trial	for	interrupted	
cutting (grooves, transverse holes). For interrupted 

 cutting (max. 0.2 x D) it is recommended to reduce 
the feed rate whenever possible.

•	in	contrast	to	conventional	indexable	inserts,	HT	
800 tools are also suitable for the drilling of stacked 
sheets.

•	on	a	lathe	(stationary	tool)	it	must	be	ensured	that	
the tool is accurately centred.

•	pre-condition	for	optimal	machining	results	is	a	
sufficient cooling lubricant supply with soluble or 
neat oil.

•	the	tool	is	only	of	limited	suitability	for	dry	machi-
ning or MQL. For MQL application we recommend 
the use of the conical MQL shank end as well as 
Guhring MQL components. Please contact our 
Sales Management.
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil 

All data are approximate values. The actually achievable cutting speeds and feed rates depend on the respective machining conditions. 
We recommend suitable drilling trials.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Guhring no. 

Standard/DIN

Tool material

Carbide grade

Drilling depth

Surface finish

Aplication

Std. range page
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3xD 3xD 3xD 5xD 5xD 5xD 7xD 7xD 7xD

S F S F S F

289 293 291 289 293 291 289 293 291

Interchangeable Insert Drilling Systems

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

RT 800 WP ≤3×D 
2747 1047 2485 2747 1047 2485 2747 1047 2485

G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S. G.S.

S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb. S. carb.

K K/P K/P K K/P K/P K K/P K/P

cast i./Al steels steels cast i./Al steels steels cast i./Al steels steels

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

100 6 130 6 95 6 125 6 90 5 120 5
85 5 110 5 80 5 105 5 80 4 105 4
100 7 130 7 95 7 125 7 90 6 120 6
85 6 110 6 80 6 105 6 80 5 105 5
100 6 130 6 95 6 125 6 90 5 120 5
95 6 125 6 90 6 120 6 85 5 110 5
85 5 110 5 80 5 105 5 75 4 100 4
85 6 110 6 80 6 105 6 75 5 100 5
70 5 90 5 65 5 85 5 65 4 85 4
100 7 130 7 95 7 125 7 90 6 120 6
85 6 110 6 80 6 105 6 75 5 100 5
55 4 70 4 55 4 70 4 55 4 70 4
80 5 105 5 80 5 105 5 80 4 105 4
55 4 70 4 55 4 70 4 55 3 70 3
40 5 55 5 40 5 55 5 40 4 55 4
35 4 50 4 35 4 50 4 35 3 50 3
40 3 55 3 40 3 55 3 40 2 55 2
35 2 50 2 35 2 50 2 35 2 50 2
40 3 55 3 40 3 55 3 40 2 55 2
30 3 40 3 30 3 40 3 30 2 40 2
25 3 35 3 25 3 35 3 25 2 35 2
20 2 25 2 20 2 25 2 20 1 25 1

20 2 25 2 20 2 25 2 20 1 25 1
100 7 160 7 210 7 90 7 150 7 195 7 90 6 150 6 195 6
80 7 80 7 155 7 70 7 110 7 145 7 70 6 110 6 145 6
80 7 120 7 155 7 70 7 110 7 145 7 70 6 110 6 145 6
70 6 100 6 130 6 60 6 90 6 120 6 60 5 90 5 120 5
10 2 25 2 35 2 10 2 25 2 35 2 10 2 25 2 35 2

30 3 40 3 30 3 40 3 30 2 40 2
25 2 35 2 25 2 35 2 25 1 35 1

200 7 220 7 290 7 180 7 200 7 260 7 180 6 200 6 260 6
180 7 200 7 260 7 180 7 200 7 260 7 180 6 200 6 260 6
150 7 180 7 235 7 140 7 170 7 220 7 140 6 170 6 220 6
120 7 150 7 195 7 110 7 140 7 180 7 110 6 140 6 180 6
180 7 200 7 260 7 180 7 200 7 260 7 180 6 200 6 260 6
70 6 80 6 105 6 70 6 80 6 105 6 70 5 80 5 105 5
180 7 210 7 270 7 180 7 210 7 270 7 180 6 210 6 270 6
120 6 140 6 180 6 120 6 140 6 180 6 120 5 140 5 180 5
70 6 80 6 105 6 70 6 80 6 105 6 70 5 80 5 105 5
50 6 65 6 85 6 50 6 65 6 85 6 50 5 65 5 85 5
45 6 50 6 65 6 45 6 50 6 65 6 45 5 50 5 65 5
35 5 40 5 55 5 35 5 40 5 55 5 35 4 40 4 55 4
50 5 80 5 105 5 50 5 80 5 105 5 50 4 80 4 105 4
50 5 80 5 105 5 50 5 80 5 105 5 50 4 80 4 105 4

50 5 80 5 105 5 50 5 80 5 105 5 50 4 80 4 105 4
50 5 80 5 105 5 50 5 80 5 105 5 50 4 80 4 105 4

≤7×D ≤5×D 
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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All data are approximate values. The actually achievable cutting speeds and feed rates depend on the respective machining conditions. 
We recommend suitable drilling trials.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Tool material

Carbide grade

Drilling depth

Holder size

nom. Ø range mm

•	 for	through	holes	supporting	lands	must	remain	in	permanent	contact
•	 for	7	x	D,	centering	is	recommended	with	equal	point	angle	of	140º,	or	larger,	to	min.	2/3	cutting	edge	diameter	(do	not	

apply standard centre drill to DIN 332). If centering is impossible, spot-drill with reduced feed.
•	 interrupted	cutting	(grooves,	cross	holes,	oblique	entry/exit)	is	not	recommended	without	prior	tests.	We	recommend	

reducing the feed by 50% if possible.
•	 the	standard	LT800	tool	system	is	also	suitable	for	drilling	up	to	55.9mm	diameter	in	stacked	metal	sheets.	For	the	drilling	

of stacked metal sheets above diameter 56 mm, the standard cartridge must be replaced with a cartridge with a suitable 
indexable insert arrangement.

•	 when	replacing	the	central	interchangeable	insert	(RT800),	we	recommend	replacing	the	clamping	screw	with	a	new	one		
(with clamping thread protection)

•	 with	turning	machines	(vertical	drilling	tool),	it	must	be	ensured	the	tool	operates	precisely	on	centre.
•	 pre-requisite	for	optimal	machining	results	is	a	sufficient	coolant	supply.	The	tool	possesses	only	limited	suitability	for	dry	

machining or minimal quantity lubrication applications. The cutting speed should be reduced by approximately 30% whilst 
retaining the same feed rate.

Safety recommendations:
•	with	rotating	workpieces,	a	disc	is	created	on	hole	break	through.	Due	to	the	centrifugal	effect	there	is	a	possible	risk	of	

accident. Safety precautions must be followed.
•	 in	order	to	prevent	damage	to	machine	and	tool,	we	recommend	the	prior	determination	of	the	required	power	and	torque.	

Coolant:  
 Air  
 Neat oil
 Soluble oil 
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LT 800 WP
Carbide Carbide Carbide Carbide Carbide Carbide Carbide Carbide

depend. on insert depend. on insert depend. on insert depend. on insert depend. on insert depend. on insert depend. on insert depend. on insert

≤3xD ≤3xD ≤6xD ≤6xD ≤9xD ≤9xD ≤12xD ≤12xD

400…560 600…950 400…560 600…950 400…560 600…950 400…560 600…950

40…<60 60…100 40…<60 60…100 40…<60 60…100 40…<60 60…100

Feed rate  
f (mm/rev.)

vc  
m/min

0,20…0,40 110…150 130…180 100…130 120…155 70…120 85…145 60…110 70…130
0,20…0,40 100…130 120…155 90…120 110…145 70…110 85…130 60…110 70…130
0,20…0,40 110…150 130…180 100…130 120…155 70…120 85…145 60…120 70…145
0,15…0,30 100…130 120…160 90…120 110…145 70…110 85…130 60…110 70…130
0,20…0,40 100…130 120…155 90…120 110…145 80…110 100…130 70…100 85…120
0,20…0,40 90…120 110…145 80…110 100…130 70…100 85…120 60…90 70…110
0,15…0,35 80…110 100…130 70…100 85…120 60…90 70…110 55…80 65…100
0,20…0,40 80…110 100…130 70…100 85…120 60…90 70…110 55…80 65…100
0,15…0,35 70…100 85…120 65…90 80…110 60…80 70…100 55…75 65…90
0,20…0,40 90…120 110…145 80…110 100…130 70…100 85…120 60…90 70…110
0,20…0,40 80…110 100…130 70…100 85…120 60…90 70…110 55…80 65…100
0,15…0,35 70…100 85…120 65…90 80…110 60…80 70…100 55…75 65…90
0,20…0,40 80…110 100…130 70…100 85…120 60…90 70…110 55…80 65…100
0,15…0,35 70…100 85…120 65…90 80…110 60…80 70…100 55…75 65…90
0,20…0,40 70…100 85…120 65…95 80…115 60…90 70…110 55…80 65…100
0,15…0,35 70…90 85…110 65…90 80…110 60…80 70…100 55…75 65…90

0,15…0,35 70…100 85…120 65…95 80…115 60…90 70…110 55…85 65…100
0,15…0,35 60…90 70…110 55…85 65…100 50…80 50…100 45…75 55…90
0,15…0,35 55…85 65…100 50…80 60…100 45…75 55…90 40…70 50…85

0,30…0,60 120…200 145…240 110…180 130…220 100…160 120…190 90…150 110…180
0,30…0,60 100…160 120…190 90…150 110…180 85…140 100…170 80…130 100…155
0,30…0,60 100…160 120…190 90…150 110…180 85…140 100…170 80…130 100…155
0,20…0,40 80…120 100…145 70…110 85…130 60…100 70…120 55…90 65…110

0,30…0,60 200…300 240…360 180…280 220…340 160…260 190…310 140…240 170…290
0,30…0,60 180…280 220…340 170…260 200…310 155…250 185…300 135…235 160…280
0,30…0,60 160…240 190…290 150…230 180…280 140…220 170…260 130…210 155…250
0,30…0,60 140…200 170…240 130…190 160…230 120…180 145…220 110…170 130…200

0,30…0,60 120…200 145…240 110…180 130…220 100…160 120…190 90…150 110…180
0,20…0,40 140…200 170…240 130…190 160…230 120…180 145…220 110…170 130…200
0,30…0,60 120…200 145…240 110…180 130…220 100…160 120…190 90…150 110…180
0,20…0,40 120…200 145…240 110…180 130…220 100…160 120…190 90…150 110…180
0,20…0,40 140…200 170…240 130…190 160…230 120…180 145…220 110…170 130…200
0,15…0,35 140…200 170…240 130…190 160…230 120…180 145…220 110…170 130…200
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no. R

Guhring no. L

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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>Ø
2,36

>Ø
16,0

<Ø
2,36 S F >Ø

2,36
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≤3xD drilling depth
223 224 225 552 653 2460 329 363 1261 128 129 1259

226 227 228 553 672 330 136

1897 1897 1897 1897 1897 1897 1897 G.S. 1897 G.S. G.S. 1897

HSS HSS HSS HSCO M42

N H W GT 80 N N GV 120 GV 120 VA N N N

vc  
m/min Feed column no. vc  

m/min
Feed col. 

no.
vc  

m/min
Feed col. 

no.
vc  

m/min Feed column no.

27 6 6 30 6 32 7 35 5 5 5 5
22 5 5 24 5 26 6 30 5 5 5 5
30 6 6 33 6 36 7 40 5 5 5 5
30 5 5 33 5 36 6 40 5 5 5 5 5 5
25 5 5 28 5 31 6 40 5 5 5 5
25 5 5 28 5 31 6 40 5 5 5

25 4 28 5 35 4 4 4 4 4
22 4 24 5 20 4 4 4 4 4

16 3 3 3 3 3
30 6 6 33 6 36 7 36 6 6 6 6

20 4 22 5 20 4 4 4 4 3
15 3 3 3 3 3

14 4 16 5 16 4 4 4 4
12 3 3 3 3 3

16 4 4 18 4 20 5 15 4 4 4 4 3
12 3 3 3 3 3
15 3 3 3 3 3
8 2 2 2 2 2
18 4 4 4 4 4 3
14 3 3 3 3 3 3
16 3 3 3 3 3 3
4 1 1 1

8 1 1 1 1 1
30 6 6 33 6 36 7 35 6 6 5
30 6 6 33 6 36 7 30 6 6 5
25 6 6 28 6 31 7 30 6 6 5
20 6 6 22 6 24 7 25 6 6 5

10 3 3 3
10 2 2 2 2
6 2 2 2 2

70 7 7 85 8 90 7 7
70 7 7 85 8 90 7 7
50 7 7 7 60 8 80 7 7
50 6 6 60 7 70 6 6
70 6 6 6 80 6 90 6 70 6 6
60 5 5 5 65 5 70 6 40 5 5
70 6 75 5 80 6 60 5 5
40 5 5 5 45 5 50 6 40 5 5
30 4 4 4 33 4 36 5 35 4 4 4 4
25 4 4 27 4 30 5 30 4 4 4 4
15 4 4 16 4 18 5 20 4 4 4 4

15 4 18 5 15 4 4 4 4
18 4 4 4 22 4 29 5 20 4 4 4 4
28 5 5 5 5 36 5 47 6 30 4 4
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no. 

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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M S F S S F S F

383 383 383 383 523 383 426 414

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
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ril

ls

≤3xD drilling depth
2048 1228 2498 659 663 2461 512 515

1897 1897 1897 1897 G.S. 1897 G.S. 1897

HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSS-E-PM

P2000 GT 80 GT 80 GV 120 GV 120 GV 120 GU 500 GT 500

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

35 6 38 6 42 6 38 5 5 42 6 38 6 42 6
30 5 33 5 36 5 33 4 4 36 5 33 5 37 5
40 6 44 6 48 7 44 5 5 48 6 44 6 47 7
40 5 38 5 42 6 38 5 5 42 6 40 6 44 6
40 5 44 6 48 6 44 5 5 48 6 44 6 47 6
40 5 44 5 48 6 44 5 5 48 6 44 6 47 6
35 4 38 4 42 5 38 4 4 42 5 40 5 44 5
25 4 27 4 30 5 27 4 4 30 5 27 4 30 4
20 3 22 3 24 4 22 3 3 24 4 22 3 25 3
40 6 44 4 48 4 44 4 4 48 5 44 6 47 4
20 4 22 4 24 5 22 4 4 24 5 22 4 25 5
15 3 18 3 20 4 18 3 3 20 4 18 3 20 4
20 4 22 4 24 5 22 4 4 24 5 22 4 25 5
15 3 18 3 20 4 18 3 3 20 4 16 3 18 4
18 4 19 4 21 5 19 4 4 21 5 20 4 22 5
12 3 14 3 16 4 14 3 3 16 4 15 3 17 4
12 3 14 3 17 4 14 3 3 17 4 13 3 14 4
8 2 9 2 11 3 9 2 2 11 3 9 2 10 2
14 4 15 4 17 4 20 4 4 22 5 20 4 22 4
10 3 10 3 12 3 15 3 3 17 4 16 3 18 3
12 3 12 3 14 3 18 3 3 20 4 18 4 20 3

4 1 1 5 2

5 2 6 2 2 7 2 6 2
38 6 45 6 50 7 40 6 6 45 7 45 6 50 7
30 6 40 6 45 7 35 6 6 40 7 40 6 44 7
30 6 33 6 36 7 33 6 6 36 7 40 6 44 7
25 6 27 6 29 7 27 6 6 29 7 30 6 33 7
10 3 8 3 10 4 12 3 3 14 4 16 4

11 2 2 12 3
7 2 2 8 3

90 7
90 7
80 7
70 6
85 6 80 6
80 5 88 5 96 6 88 5
70 5 77 5 84 6 77 5
40 5 44 5 48 6 44 5
40 4 45 5 50 5 45 5 5 50 6 45 4 50 5
30 4 40 4 45 5 40 4 4 45 5 40 4 44 5
25 4 22 4 25 5 23 4 4 26 5 30 4 33 5
15 4 17 4 20 5 17 4 4 20 5 25 4 28 5
20 4 22 4 24 5 22 4
25 5 27 5 30 5 27 4
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Carbide grade

Surface finish

Type

Std. range page
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F A

414 420 520 376 517 575 517 521 414 436

Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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730 702 1149 710 703 705 704 707 2463 1946

6539 G.S. G.S. G.S. 8037 8041 8038 G.S. 6539 6537K

Sol. carb. Sol. carb. Sol. carb. Carbide Carbide Carbide Carbide Carbide Solid carbide Solid carbide

K10/K20 K/P K/P

N N N Duro 150 N N N N H

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

80 4 104 5
70 4 91 5
80 5 4 4 4 104 6
70 4 3 3 3 91 5
80 4 104 5
70 4 91 5
60 4 78 5
60 4 78 5

80 6
80 5 104 6
60 4 78 5

65 4
50 4 65 5

80 4
50 3 65 4

25 2 2 2 2 2 32 3
25 2 32 2
15 1 20 1
25 2 32 2
20 2 3 3 3 26 4 40 2
10 2 2 2 30 1
15 2 20 2
90 4 4 4 4 117 5 90 8
80 4 4 4 4 104 5 80 8
80 4 4 4 4 91 5 80 8
70 4 4 4 4 104 5 70 7
10 1 1 1 1 30 2
15 1 15 1
15 1 15 1
200 7 260 8
200 7 260 8
150 6 195 7
120 6 156 7
180 6 234 6
80 5 104 6
180 5 5 5 5 234 6
180 5 5 5 5 234 6
120 5 156 6
120 5 156 6
70 4 91 5
50 3 65 4
50 4 4 65 5
40 3 3 3 52 4

150 1
80 3 3 2 104 4

≤3xD drilling depth
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no. R

Guhring no. L

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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>Ø
2,36

>Ø
2,36

>Ø
16,0

>Ø
2,36

>Ø
16,0

313 312 313 437 525 525 525 545 312 525 312 525 313 525

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

560 205 240 268 229 245 592 251 206 246 207 247 549 558

208 248 209 210 550

338 338 338 G.S. 345 345 345 346 338 345 338 345 338 345

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS

N N N N N N N N H H W W GT 100 GT 100

vc  
m/min

Feed column 
no.

27 6 6 6 6 6 6 6 6 6 6
22 5 5 5 5 5 5 5 5 5 5
30 6 6 6 6 6 6 6 6 6 6
30 5 5 5 5 5 5 5 5 5 5
25 5 5 5 5 5 5 5 5 5 5
25 5 5 5 5 5 5 5 5 5 5

30 6 6 6 6 6 6 6 6 6 6

16 4 4 4 4 4 4 4 4 4

30 6 6 6 6 6 6 6 6 6 6
30 6 6 6 6 6 6 6 6 6 6
25 6 6 6 6 6 6 6 6 6 6
25 6 6 6 6 6 6 6 6 6 6

70 7 7 7 7 7 7 7 7 7 7 7 7
70 6 6 6 6 6 6 6 6 6 6
50 6 6 6 6 6 6 6 6 6 6 6 6
50 5 5 5 5 5 5 5 5 5 5 5 5
70 6 6
40 5 5 5 5 5 5 5 5 5 5
30 4 4 4 4 4 4 4 4 4 4
25 4 4 4 4 4 4 4 4
15 4 4 4 4 4 4 4 4 4 4

18 4 4 4 4 4 4 4 4 4 4 4 4
28 5 5 5 5 5 5 5 5 5 5 5 5

≤5xD drilling depth
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no. R

Guhring no. L

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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S S F S S F >Ø
2,36

>Ø
2,36

>Ø
16,0

313 537 313 313 537 313 350 537 545 350 537 350 351 543 351

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

651 654 2456 652 606 2457 305 345 351 622 645 605 1260 1262 1146

664 665 308 608

338 345 338 338 345 338 338 345 346 338 345 338 338 345 338

HSS HSS HSS HSS HSS HSS HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO M42

N N N GT 100 GT 100 GT 100 N N N GT 100 GT 100 Ti VA VA N

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

32 6 6 7 6 6 7 35 5 5 5 5 5 5 5 5
26 5 5 6 5 5 6 30 5 5 5 5 5 5 5 5
36 6 6 7 6 6 7 40 5 5 5 5 5 5 5 5
36 5 5 6 5 5 6 40 5 5 5 5 5 5 5 5
31 5 5 6 5 5 6 40 5 5 5 5 5 5 5 5
31 5 5 6 5 5 6 40 5 5 5 5 5 5
28 4 4 5 4 4 5 35 4 4 4 4 4 5
24 4 4 5 4 4 5 20 4 4 4 4 4 4

16 3 3 3 3 3 3 3
36 6 6 7 6 6 7 36 6 6 6 6 6 6 6 6 6
22 4 4 5 4 4 5 20 4 4 4 4 4 3

15 3 3 3 3 3 3 3
16 4 4 5 4 4 5 16 4 4 4 4 4 3

12 3 3 3 3 3 3 3
20 4 4 5 4 4 5 15 4 4 4 4 4 3

12 3 3 3 3 3 3 3
15 3 3 3 3 3 3 3
8 2 2 2 2 2
18 4 4 4 4 4 4 4 4 3
14 3 3 3 3 3 3
16 3 3 3 3 3 3 3 3 3
4 1

8 1 1
36 6 6 7 6 6 7 35 6 6 6 6 6 5
36 6 6 7 6 6 7 30 6 6 6 6 6 5
31 6 6 7 6 6 7 30 6 6 6 6 6 5
24 6 6 7 6 6 7 28 6 6 6 6 6 5

10 3 3 3 3 3 3 3
10 2 2 2 2
6 2 2 2 2

85 8 8 90 7 7 7
85 8 8 90 7 7 7
60 8 8 80 7 7 7 7 7
60 8 7 70 6 6 6 6 6
90 6 6 7 7 70 6 6 6
70 5 5 6 5 5 6 40 5 5 5 5 5 5 5 5
80 5 5 6 5 5 6 60 5 5 5
50 5 5 6 5 5 6 40 5 5 5 4 4 5 5 5
36 4 4 5 35 4 4 4 4 4 4
33 4 4 5 33 4 4 4 4 4 4
18 4 4 5 4 4 5 20 4 4 4 4 4 4 4 4
18 4 4 5 4 4 5 15 4 4 4 4 4 1 1 4
29 4 4 5 4 4 5 20 4 4 4 4 4
36 5 5

≤5xD drilling depth
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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S S S S F S F A A C C

351 537 351 537 351 350 351 351 543 351 537

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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is
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ril

ls

2997 661 658 662 2459 657 2458 1223 1224 1221 1222

338 345 338 345 338 338 338 338 345 338 345

HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO

N N GT 100 GT 100 GT 100 Ti Ti GT 100 GT 100 GT 100 GT 100

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

42 6 6 6 6 6 42 6 6
36 5 5 5 5 5 36 6 6
48 5 5 5 5 6 48 6 6
42 5 5 5 5 6 42 5 5 6 6

48 5 5 5 5 6
42 4 4 4 4 5 42 5 5
30 4 4 4 4 5 30 5 5
34 3 3 3 3 4 3 4 34 4 4
48 4 4 4 4 6 48 7 7
24 4 4 4 4 5 24 5 5
20 3 3 3 3 4 20 4 4
24 4 4 4 4 5 20 5 5
20 3 3 3 3 4 15 4 4
21 4 4 4 4 5 21 5 5
16 3 3 3 3 4 16 4 4
17 3 3 3 3 4 3 4 17 4 4
11 2 2 3 2 2 11 3 3
22 4 4 4 4 5 4 5 22 5 5
17 3 3 4 3 3
20 3 3 4 3 4 18 4 4
6 1

7 2 2
45 6 6 6 6 7 45 7 7
40 6 6 6 6 7 40 7 7
36 6 6 6 6 7 36 7 7
29 6 6 6 6 7 29 7 7
14 4 3 3
12 2 2
8 2 2

85 8
72 7

85 7 7
96 5 5 5 5 6 96 6 6

40 4 4
25 4 4 4 4 5 25 5 5
20 4 4 4 4 5 4 4 20 5 5
24 4 4 4 4 5 24 5 5

≤5xD drilling depth
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Surface finish

Type

Cooling

Std. range page
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S F S F

351 432 430 462 462 376 376
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2047 511 513 1131 1132 732 2464

338 G.S. G.S. G.S. G.S. G.S. G.S.

HSCO HSCO HSS-E-PM HSCO HSCO Solid carbide Solid carbide

P2000 GU 500 GT 500 GT 80 IK GT 80 IK N N

axial axial

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

35 6 38 6 42 6 60 7 7 100 4 5
30 5 33 5 37 5 48 6 6 90 4 5
40 6 44 6 47 6 60 7 7 100 5 6
40 5 40 5 44 6 48 6 6 90 4 4
40 5 44 6 47 6 60 6 6 100 4 5
40 5 44 6 47 6 60 6 6 90 4 5
35 4 40 5 44 5 50 5 5 80 4 5
25 4 27 4 30 4 33 5 5 80 4 5
20 3 22 3 25 3 31 4 4
40 6 44 6 47 3 55 7 7 100 5 6
20 4 22 4 25 4 31 5 5 80 4 5
15 3 18 3 20 3 31 4 4
20 4 22 4 25 4 30 5 5 65 4 5
15 3 16 3 18 4 24 4 4
18 4 20 4 22 5 30 5 5 65 3 3
12 3 15 3 17 4 20 4 4
12 3 13 3 14 4 18 4 4
8 2 9 2 10 2 15 3 3 30 2 3
14 4 20 4 22 4 25 5 5 30 2 2
10 3 16 4 18 3 18 4 4 20 1 1
12 3 18 4 20 3 20 4 4 30 2 2

5 3 3 20 2 2

5 2 6 2 12 2 2 20 2 3
38 6 45 6 50 7 60 7 7 115 4 5
30 6 40 6 44 7 48 7 7 100 4 5
30 6 40 6 44 7 52 7 7 90 4 5
25 6 30 6 33 7 40 7 7 80 4 5
10 3 16 4 15 4 4

18 3 3 15 1 1
12 3 3 15 1 1

90 7 260 7 8
90 7 260 7 8
80 7 120 7 7 195 6 7
70 6 95 8 8 155 6 7
85 6 80 6 235 5 6
80 5 88 5 100 6 6 100 5 6
70 5 77 5 235 5 6
40 5 44 5 55 6 6 235 5 6
40 4 45 4 50 5 155 5 6
30 4 40 4 44 5 60 5 5 155 5 6
25 4 30 4 33 5 55 5 5 90 4 5
15 4 25 4 28 5 45 5 5 65 3 4
20 4 22 4 50 4 5
25 5 27 4 48 6 6 65 3 4

100 3 4

≤5xD drilling depth
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no. R

Guhring no. L
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Tool material

Surface finish
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Std. range page
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>Ø
2,36

>Ø
2,36

>Ø
2,36

>Ø
16,0 S S S S S F

465 465 472 472 547 554 472 472 472 547 473 547 465 473 547 473 547 473
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≤10xD drilling depth
561 211 204 217 257 523 218 219 501 505 535 551 666 667 655 668 656 2462

220 221 506

339 339 340 340 341 G.S. 340 340 340 341 340 341 339 340 341 340 341 340

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS

N N N N N N H W GT50 GT50 GT 100 GT 100 N N N GT 100 GT 100 GT 100

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

24 6 6 6 6 6 6 24 6 6 30 6 6 6 6 6 7
20 5 5 5 5 5 5 20 5 5 24 5 5 5 5 5 6
27 6 6 6 6 6 6 27 6 6 33 6 6 6 6 6 7
27 5 5 5 5 5 5 27 5 5 33 5 5 5 5 5 6
22 5 5 5 5 5 5 22 5 5 28 5 5 5 5 5 6
22 5 5 5 5 5 5 22 5 5 28 5 5 5 5 5 6

24 4 4 4 4 4 5
23 4 4 4 4 4 5

27 6 6 6 6 6 27 6 6 33 6 6 6 6 6 7
18 4 4 4 4 4 5

15 4 4 4 4 4 5

14 4 4 4 4 4 14 4 4 19 4 4 4 4 4 5
13 3 3 3 3 3 4

27 6 6 6 6 6 6 27 6 6 33 6 6 6 6 6 7
27 6 6 6 6 6 6 27 6 6 33 6 6 6 6 6 7
22 6 6 6 6 6 6 22 6 6 26 6 6 6 6 6 7
18 6 6 6 6 6 6 18 6 6 22 6 6 6 6 6 7

65 7 7 7
65 7 7 7

45 7 7 7 7 7 7 45 7 7 7 55 7 7 7 7 7 8
45 6 6 6 6 6 6 45 6 6 55 6 6 6 6 6 7
63 6 6 6 6 6 6 63 6 6 6 70 6 6 6
54 5 5 5 5 5 5 54 5 5 5 65 5 5 5 5 5 6

63 6
36 5 5 5 5 5 5 36 5 5 44 5 5 5 5 5 6
28 4 4 4 4 4 4 28 4 30 4 4 4
22 4 4 4 4 4 4 25 4 4 4
22 4 4 4 4 4 4 22 4 4 16 4 4 4 4 4 5

14 4 4 4 4 4 5
14 4 4 4 4 4 4 14 4 4 4 23 4 4 4 4 4 5
22 5 5 5 5 5 5 22 5 5 5 5 32 5 5 5
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Surface finish

Type

Cooling

Std. range page
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>Ø
2,36

464 555 558 558 558 557 497 502 505 563 566 497 502 505 563 566

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤10xD drilling depth >10xD drilling depth
390 269 270 271 272 1101 235 236 237 266 267 524 528 529 525 542

G.S. G.S. G.S. G.S. G.S. G.S. 1869 1869 1869 1870 1870 1869 1869 1869 1870 1870

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS

N N N N N N N N N N N GT50 GT50 GT50 GT50 GT50

axial radial axial radial radial DIN 228 BK

vc  
m/min

Feed column 
no.

Feed column 
no.

26 6 6 6 6 6 6 22 5 5 5 5 5
22 5 5 5 5 5 5 18 4 4 4 4 4
30 6 6 6 6 6 6 20 5 5 5 5 5
30 5 5 5 5 5 5 20 4 4 4 4 4
24 5 5 5 5 5 5 25 4 4 4 4 4
24 5 5 5 5 5 5 25 4 4 4 4 4
22 4 4 4 4 4 4
20 4 4 4 4 4 4 12 3 3 3 3 3
14 3 3 3 3 3 3
30 6 6 6 6 6 6 22 5 5 5 5 5
17 4 4 4 4 4 4 10 3 3 3 3 3
12 3 3 3 3 3 3
14 4 4 4 4 4 4 8 3 3 3 3 3
10 3 3 3 3 3 3
15 4 4 4 4 4 4 12 3 3 3 3 3
10 3 3 3 3 3 3 6 2 2 2 2 2
10 3 3 3 3 3 3 6 2 2 2 2 2
7 2 2 2 2 2 2

30 6 6 6 6 6 6 22 5 5 5 5 5
30 6 6 6 6 6 6 18 5 5 5 5 5
24 6 6 6 6 6 6 20 5 5 5 5 5
20 6 6 6 6 6 6 14 5 5 5 5 5
7 3 3 3 3 3 3

55 6 6 6 6 6
80 6 55 6 6 6 6 6
50 7 7 7 7 7 7 45 6 6 6 6 6
50 6 6 6 6 6 6 36 5 5 5 5 5

55 5 5 5 5 5 5 5 5 5 5
60 5 5 5 5 5 5 22 4 4 4 4 4

45 4 4 4 4 4
40 5 5 5 5 5 5 28 4 4 4 4 4

22 3 3 3 3 3
24 4 4 4 4 4 4 20 3 3 3 3 3
24 4 4 4 4 4 4 18 3 3 3 3 3
22 4 4 4 4 4 4

12 3 3 3 3 3
24 5 5 5 5 5 5 18 4 4 4 4 4 4 4 4 4 4
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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t D
ril
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Surface finish

Type

Std. range page
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>Ø
2,36

>Ø
2,36

>Ø
16,0

>Ø
16,0

>Ø
16,0

>Ø
16,0

>Ø
16,0 S S

497 503 505 508 509 510 563 566 569 570 571 569 570 572 572 497 502

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
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ls

>10xD drilling depth
502 503 504 242 243 244 526 527 563 564 565 566 293 298 299 670 671

1869 1869 1869 G.S. G.S. G.S. 1870 1870 G.S. G.S. G.S. G.S. G.S. G.S. G.S. 1869 1869

HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS HSS

GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

22 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 28 5 5
18 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 22 4 4
22 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 28 5 5
18 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 22 4 4
22 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 28 4 4
18 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 22 4 4

16 3 3

22 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 28 5 5

12 3 3 3 3 3 3 3 3 3 3 3 3 3 3 3 12 3 3
6 2 2 2 2 2 2 2 2 2 2 2 2 2 2 2 8 2 2

6 1 1
22 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 28 5 5
18 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 22 5 5
20 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 25 5 5
14 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 18 5 5

70 6 6
70 6 6

45 6 6 6 6 6 6 6 6 6 6 6 6 6 6 6 55 6 6
36 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 45 5 5
55 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 70 5 5
22 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 28 4 4

28 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 36 4 4
22 3 3 3 3 3 3 3 3 3 3 3 3 3 3 3 28 3 3
20 3 3 3 3 3 3 3 3 3 3 3 3 3 3 3 25 3 3
18 3 3 3 3 3 3 3 3 3 3 3 3 3 3 3 22 3 3

18 3 3
12 3 3 3 3 3 3 3 3 3 3 3 3 3 3 3 15 3 3
18 4 4 4 4 4 4 4 4 4 4 4 4 4 4 4 22 4 4
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L
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Twist drills
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rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Carbide grade

Surface finish

Type

Std. range page
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>Ø
2,36

>Ø
2,36

>Ø
2,36

>Ø
16,0 S F

465 473 547 473 547 473 473 473 496

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤10xD drilling depth
311 317 357 336 623 617 669 396 706

339 340 341 340 341 340 340 340 G.S.

HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO Solid carbide

K10/K20

N N N GT 100 GT 100 Ti Ti GT 100 N

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

33 5 5 5 5 5 36 5
27 5 5 5 5 5 30 4
36 5 5 5 5 5 40 5
32 5 5 5 5 5 36 5
36 5 5 5 5 5 40 5
36 5 5 5 5 5 40 5
22 4 4 4 4 4 26 4
18 4 4 4 4 4 18 4
14 3 3 3 3 3 3 15 3 15 3
32 5 5 5 5 5 32 5
18 4 4 4 4 4 20 4
13 3 3 3 3 3 13 3 18 3
14 4 4 4 4 4 18 4
10 3 3 3 3 3 10 3 12 3
13 4 4 4 4 4 15 4
10 3 3 3 3 3 10 3 12 3
12 3 3 3 3 3 10 3 14 3
6 2 2 2 2 2 8 2 9 3
12 4 4 4 4 4 4 15 4 14 4
8 3 3 3 2 2 3 10 3 10 3
10 3 3 3 3 3 3 13 3 12 3
4 1 1 5 1

5 1 1 1 1 6 1
32 6 6 6 6 6 35 6
27 6 6 6 6 6 30 6
26 6 6 6 6 6 30 6
24 6 6 6 6 6 26 6
6 3 3 3 3 3 3 6 3 12 3
8 2 10 2
5 2 6 2

70 7 7 77 7
60 6 6 66 6
60 5
36 5 5 5 5 5 40 6
54 5 5
36 5 5 5 5 5 40 6
30 4 4 4 5 5
24 4 4 4 5 5
18 4 4 4 4 4 21 5
13 4 4 4 4 4 4 25 4 15 5
16 4 4 4 4 4 30 5 50 4
26 4 40 3

80 3
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

1 2 3 4 5 6 7 8 9

f (mm/rev.)
0.500 0.004 0.006 0.007 0.008 0.010 0.012 0.014 0.016 0.019
1.000 0.006 0.008 0.012 0.014 0.016 0.018 0.020 0.023 0.025
2.000 0.020 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125
2.500 0.025 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160
3.150 0.032 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.160
4.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.200
5.000 0.040 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250
6.300 0.050 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315
8.000 0.063 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.315
10.000 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.400
12.500 0.080 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500
16.000 0.100 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630
20.000 0.125 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.630
25.000 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 0.800
31.500 0.160 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000
40.000 0.200 0.250 0.315 0.400 0.500 0.630 0.800 1.000 1.250
50.000 0.250 0.310 0.400 0.500 0.630 0.800 1.000 1.250 1.250
63.000 0.315 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600
80.000 0.400 0.500 0.630 0.800 1.000 1.250 1.600 1.600 2.000

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de. Guhring no.

Standard/DIN

Tool material

Surface finish

Type

Cooling

Std. range page
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>Ø
16,0

>Ø
16,0

497 502 563 566 505 558 558 558 561 561 561

Twist drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

>10xD drilling depth
618 619 620 621 571 370 371 372 374 375 376

1869 1869 1870 1870 1869 G.S. G.S. G.S. G.S. G.S. G.S.

HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO HSCO

GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100 GT 100

axial radial radial axial radial radial

vc  
m/min

Feed column 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Vorschubreihen-
Code

vc  
m/min

Vorschubreihen-
Code

30 4 4 4 4 30 4 35 6 6 6 30 5 5 5
25 4 4 4 4 25 4 30 5 5 5 25 4 4 4
33 4 4 4 4 33 4 30 6 6 6 30 5 5 5
30 4 4 4 4 30 4 30 5 5 5 25 4 4 4
33 4 4 4 4 33 4 35 5 5 5 30 4 4 4
33 4 4 4 4 33 4 29 5 5 5 25 4 4 4
20 3 3 3 3 20 3 22 4 4 4 18 3 3 3
14 3 3 3 3 14 3 18 4 4 4 16 3 3 3
10 2 2 2 2 10 2 14 3 3 3 12 2 2 2
29 4 4 4 4 29 4 35 6 6 6 30 5 5 5
14 3 3 3 3 14 3 18 4 4 4 16 3 3 3
10 2 2 2 2 10 2 14 3 3 3 12 2 2 2
10 3 3 3 3 10 3 14 4 4 4 12 3 3 3
8 2 2 2 2 8 2 12 3 3 3 10 2 2 2
11 3 3 3 3 11 3 15 4 4 4 13 3 3 3
8 2 2 2 2 8 2 11 3 3 3 9 2 2 2
8 2 2 2 2 8 2 11 3 3 3 9 2 2 2
5 1 1 1 1 5 1 8 2 2 2 6 2 2 2
10 3 3 3 3 10 3 14 4 4 4 12 3 3 3
8 2 2 2 2 8 2 10 3 3 3 8 2 2 2
10 2 2 2 2 10 2 12 3 3 3 12 2 2 2
3 1 1 1 1 3 1 4 2 2 2 4 1 1 1

5 1 1 1 1 5 1 8 1 1 1 6 1 1 1
30 6 6 6 28 5 5 5

20 5 5 5 5 20 5 24 6 6 6 22 5 5 5
24 6 6 6 22 5 5 5

16 5 5 5 5 16 5 20 6 6 6 18 5 5 5
5 2 2 2 2 5 2 8 3 3 3 6 2 2 2
6 1 1 1 1 6 1 10 2 2 2 8 2 2 2
5 1 1 1 1 5 1 8 2 2 2 6 2 2 2

50 6 6 6 6 50 6 60 7 7 7 55 6 6 6
40 5 5 5 5 40 5 50 6 6 6 44 5 5 5

30 4 4 4 4 30 4 38 5 5 5 35 4 4 4
45 4 4 4 4 45 4 55 5 5 5 50 4 4 4
30 4 4 4 4 30 4 36 5 5 5 33 4 4 4
25 4 4 4 4 25 4
20 4 4 4 4 20 4 24 4 4 4 22 4 4 4
16 3 3 3 3 16 3 20 4 4 4 18 4 4 4
10 3 3 3 3 10 3 14 4 4 4 12 4 4 4
14 3 3 3 3 14 3
20 3 3 3 3 20 3 25 5 5 5 25 4 4 4
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≤500
≤1000
≤850
≤1000
≤700
≤850
≤1000
≤1000
≤1400
≤850
≤1000
≤1400
≤1000
≤1400
≤850
≤1400
≤1400

≤350 HB
≤900
≤1100
≤1500

≤48 HRC
≤66 HRC

≤2000
≤240 HB  
≤350 HB  
≤240 HB
≤350 HB
≤350 HB

≤850 
≤1400
≤400
≤650
≤600
≤600
≤400
≤500
≤600
≤600
≤600  
≤850
≤850
≤1000
≤150
≤100  

≤220 HB  
≤300 HB  

≤1000  
≤1400  
≤1000
≤1000

L

R

Micro-precision drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

Material group Material examples, new description (old description in brackets)
Figures in bold = material no. to DIN EN  

Tensile strength  
MPa (N/mm2)

Hardness Coolant

Common structural steels 1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 P500NH (WStE500)

Free-cutting steels 1.0718 11SMnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)
1.0727 46S20 (45S20), 1.0728 (60S20), 1.0757 46SPb20 (45SPb20)

Unalloyed heat-treatable steels 1.0402 C22, 1.1178 C30E (Ck30)
1.0503 C45, 1.1191 C45E (Ck45)
1.0601 C60, 1.1221 C60E (Ck60)

Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4
1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

Unalloyed case hardened steels 1.0301 (C10), 1.1121 C10E (Ck10)
Alloyed case hardened steels 1.7276 10CrMo11, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5
Nitriding steels 1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAlNi7
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
High speed steels 1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3
Spring steels 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51CrV4)
Stainless steels, sulphured 1.4005 X12CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
 austenitic 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
 martensitic 1.4057 X20CrNi172 (X17CrNi16-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
Hardened steels –

Special alloys Nimonic, Inconel, Monel, Hastelloy
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)
Spheroidal graphite iron and 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35)
malleable cast iron 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
Chilled cast iron –
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2

3.7154 TiAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5, - TiAl8Mo1V1
Aluminium and Al-alloys 3.0255 Al99,5, 3.2315 AlMgSi1, 3.3515 AlMg1
Al wrought alloys 3.0615 AlMgSiPb, 3.1325 AlCuMg1, 3.3245 AlMg3Si, 3.4365 AlZnMgCu1,5
Al cast alloys ≤ 10 % Si 3.2131 G-AlSi5Cu1, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9
 ≤ 24 % Si 3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg
Magnesium alloys 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1
Copper, low-alloyed 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb
Brass, short-chipping 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2
 long-chipping 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5
Bronze, short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb
Bronze, long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10

2.0980 CuAl11Ni, 2.1247 CuBe2
Duroplastics Bakelit, Resopal, Pertinax, Moltopren
Thermoplastics Plexiglass, Hostalen, Novodur, Makralon
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)
Kevlar Kevlar
Glass, carbon concentrated plastics GFK/CFK

Drill Ø  
mm

Feed column no.

101 102 103 104 105 106 107 108 109

f (mm/rev.)
0.10 0.002 0.003 0.003 0.004 0.006 0.007 0.010 0.013 0.016
0.16 0.002 0.003 0.004 0.005 0.007 0.009 0.012 0.016 0.022
0.25 0.003 0.004 0.005 0.007 0.009 0.011 0.014 0.019 0.024
0.30 0.004 0.005 0.007 0.009 0.011 0.015 0.019 0.025 0.033
0.50 0.005 0.007 0.008 0.011 0.014 0.019 0.024 0.031 0.041
0.63 0.007 0.009 0.012 0.015 0.020 0.026 0.034 0.044 0.057
0.80 0.010 0.013 0.016 0.020 0.024 0.031 0.038 0.048 0.060
1.00 0.020 0.024 0.029 0.035 0.041 0.050 0.060 0.072 0.086
1.50 0.030 0.035 0.040 0.046 0.052 0.060 0.069 0.080 0.092
2.00 0.040 0.046 0.053 0.061 0.070 0.080 0.093 0.106 0.122

Coolant:  
 Air  
 Neat oil
 Soluble oil  

Cutting direction:  
 right-hand cutting  
 left-hand cutting

Tools with bold feed column no. are preferred choice.
To select the optimal tool and the recommended machining parameters for your application, please also use the 
electronic version of the GuhringNavigator on the internet: www.guehring.de.

Drill Ø  
mm

Feed column no. for Guhring no. 6400/6401/6408/6412

56 57 58 59 60 61 62 63 64 65 66 67 68

f (mm/rev.)
0.50 0.006 0.012 0.018 0.022 0.030 0.035 0.040 0.045 0.050 0.050 0.055 0.060 0.060
0.80 0.008 0.016 0.024 0.032 0.040 0.050 0.060 0.070 0.080 0.080 0.080 0.090 0.090
1.00 0.012 0.022 0.032 0.042 0.060 0.070 0.080 0.090 0.100 0.100 0.110 0.110 0.120
1.50 0.021 0.036 0.051 0.066 0.090 0.100 0.120 0.130 0.150 0.150 0.160 0.170 0.180
2.00 0.032 0.052 0.072 0.092 0.120 0.140 0.160 0.180 0.200 0.210 0.220 0.230 0.240
2.50 0.045 0.070 0.095 0.120 0.150 0.170 0.200 0.220 0.250 0.260 0.270 0.280 0.300
3.00 0.060 0.090 0.120 0.150 0.180 0.210 0.240 0.270 0.300 0.310 0.330 0.340 0.360

Guhring no. R

Guhring no. L

Standard/DIN

Tool material

Carbide grade

Surface finish

Type

Cooling

Std. range page
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S A A A A A

446 446 446 453 455 457 459 461

Micro-precision drills

Tw
ist D

rills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Tw
is

t D
ril

ls

≤4xD
301 660 701 3899 6400 6401 6408 6412

303

1899 1899 G.S. G.S. G.S. G.S. G.S. G.S.

HSS-E-PM HSS-E-PM Solid carbide Solid carbide Sol. carb. Sol. carb. Sol. carb. Sol. carb.

K10/K20 K/P K/P K/P K/P K/P

N N N N N N N N

axial axial

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed col. 
no.

vc  
m/min

Feed column 
no.

vc  
m/min

Feed column 
no.

21 106 27 106 50 105 100 62 100 64 62 105 58 58
18 105 23 105 35 104 100 62 100 64 62 100 58 58
18 106 23 106 50 105 100 62 100 64 62 105 59 59
16 105 21 105 45 104 90 61 90 63 61 90 59 59
20 105 26 105 45 104 90 62 90 64 62 95 58 58
18 105 23 105 35 104 90 62 90 64 62 95 58 58
14 104 18 104 30 103 90 61 90 63 61 90 58 58
14 104 18 104 30 103 90 61 90 63 61 90 58 58
12 103 16 103 70 60 70 62 60 70 58 58
18 106 23 106 50 103 100 61 100 63 61 100 57 57
14 104 18 104 40 103 85 61 85 63 61 85 58 58
12 103 16 103 70 60 70 62 60 70 58 58
14 104 18 104 25 103 70 60 70 62 60 70 57 57
12 103 16 103 60 60 60 62 60 60 57 57
16 104 20 104 25 103 50 60 50 62 60 50 58 58
14 103 18 103 60 60 60 62 60 50 58 58
14 103 18 103 50 57 57
8 102 10 102 20 102 50 57 57
18 104 20 104 25 103 70 57 57
14 103 16 103 25 102 60 56 56
16 103 18 103 25 102 70 57 57

15 104

15 103 25 56 56
26 106 33 106 80 105 130 66 130 68 66 150 60 60
22 106 28 106 60 105 130 66 130 68 66 140 60 60
18 106 23 106 60 105 130 66 130 68 66 140 60 60
22 106 28 106 50 105 120 65 120 67 65 130 60 60

45 104 35 56 56
25 104 35 56 56
160 107 70 68 68
150 106 70 68 68

26 107 100 106 135 59 59
18 106 60 106 135 59 59
75 106 80 106 150 105
42 105 53 105 50 105

67 106
22 105 28 105 44 104
22 104 28 104 68 103
18 104 23 104 49 103
13 104 16 104 53 103

14 104 36 103
16 104 20 104 50 103
18 104 23 104 36 103

60 104

≤7xD ≤8xD ≤15xD
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills without oil feed Guhring no. 1184

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 168

Ratio drills without oil feed Guhring no. 2480

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 168

Ratio drills without oil feed Guhring no. 2472

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 168

Ratio drills without oil feed Guhring no. 2475

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Close diameter tolerances
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.70

Standard range page 168

Ratio drills without oil feed Guhring no. 8524

Standard DIN 6537 K

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 168
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills without oil feed Guhring no. 2717

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 174

Ratio drills without oil feed Guhring no. 2996

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 174

Ratio drills without oil feed Guhring no. 2719

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 174

Ratio drills without oil feed Guhring no. 2712

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Close diameter tolerances
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 174

Ratio drills without oil feed Guhring no. 1242

Standard DIN 6539

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Very good surface quality of hole
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 179
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Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills without oil feed Guhring no. 2473

Standard DIN 6539

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 179

Ratio drills without oil feed Guhring no. 1702

Standard DIN 6539

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Very good self-centering characteristics
Highest cutting rates
Short chips
Close diameter tolerances
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 179

Ratio drills without oil feed Guhring no. 1243

Standard Guhring std.

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 5.00

Standard range page 183

Ratio drills without oil feed Guhring no. 2474

Standard Guhring std.

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Very good self-centering characteristics
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Chatter-free, defined feed
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 5.00

Standard range page 183

Ratio drills with oil feed Guhring no. 1181

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 186
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Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills with oil feed Guhring no. 2477

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 186

Ratio drills with oil feed Guhring no. 2469

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 186

Ratio drills with oil feed Guhring no. 1660

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 1180

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 2468

Standard DIN 6537 K

Tool material Solid carbide
Optimized cutting geometry
Special web thinning
Special point grind
nanoFIRE coating
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187
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Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills with oil feed Guhring no. 8510

Standard DIN 6537 K

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

stainless/acid/heat resistant steels
Titanium and Titanium alloys
Inconel, Monel, Hastelloy
high alloyed steels
Al-alloys

Surface

Type RT 100 VA

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 8610

Standard DIN 6537 K

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

stainless/acid/heat resistant steels
Titanium and Titanium alloys
Inconel, Monel, Hastelloy
high alloyed steels
Al-alloys

Surface

Type RT 100 VA

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 8520

Standard DIN 6537 K

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 8620

Standard DIN 6537 K

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 187

Ratio drills with oil feed Guhring no. 768

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

Aluminium and Al-alloys
with high Si-content Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø 3.00

Standard range page 200
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Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills with oil feed Guhring no. 6068

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

short chipping cast materials
Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 200

Ratio drills with oil feed Guhring no. 1663

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 204

Ratio drills with oil feed Guhring no. 1183

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 204

Ratio drills with oil feed Guhring no. 2479

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 204

Ratio drills with oil feed Guhring no. 2471

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 204
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills with oil feed Guhring no. 1662

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 1182

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 2478

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 2470

Standard DIN 6537 L

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

high alloyed steels
stainless/acid/heat resistant steels
Inconel, Monel, Hastelloy
brass, bronzes
Aluminium and Al-alloys
Magnesium and Magnesium alloys
Titanium and Titanium alloys
sintered powder metals

Surface

Type RT 100 F

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 6501

Standard DIN 6537 L

Tool material Solid carbide
Special geometry
Radius point grind
nanoFIRE coating
Maximum tool life
High process reliability

CGI and ADI
cast materials
grey cast iron, malleable and spheroidal iron

Surface

Type RT 100 R

Cutting direction right-hand

Point geometry Relieved cone

Point angle °

Web thinned ≥Ø 3.00

Standard range page 205



A A

96

C F P S M

97

S

Ratio drills

R
at

io
 d

ril
ls

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Ratio drills with oil feed Guhring no. 8511

Standard DIN 6537 L

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

stainless/acid/heat resistant steels
Titanium and Titanium alloys
Inconel, Monel, Hastelloy
high alloyed steels
Al-alloys

Surface

Type RT 100 VA

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 8611

Standard DIN 6537 L

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

stainless/acid/heat resistant steels
Titanium and Titanium alloys
Inconel, Monel, Hastelloy
high alloyed steels
Al-alloys

Surface

Type RT 100 VA

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 8521

Standard DIN 6537 L

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 8621

Standard DIN 6537 L

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 205

Ratio drills with oil feed Guhring no. 2711

Standard Guhring std.

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 218
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Ratio drills with oil feed Guhring no. 4044

Standard Guhring std.

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Straight shank without flat
Highest cutting rates
Short chips
Alignment accurate holes
Application in hydraulic chucks
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 218

Ratio drills with oil feed Guhring no. 4045

Standard Guhring std.

Tool material Solid carbide
Optimized cutting edge geometry
Special web thinning
Special point grind
nanoFIRE coating
Highest cutting rates
Short chips
Alignment accurate holes
Powerful machines
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

structural and case hardened steels
cast steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
carbon steels, bronze, cast iron
high alloyed AlSi-alloys

Surface

Type RT 100 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 218

Ratio drills with oil feed Guhring no. 6502

Standard Guhring std.

Tool material Solid carbide
Special geometry
Radius point grind
nanoFIRE coating
Maximum tool life
High process reliability

CGI and ADI
cast materials
grey cast iron, malleable and spheroidal iron

Surface

Type RT 100 R

Cutting direction right-hand

Point geometry Relieved cone

Point angle °

Web thinned ≥Ø 4.00

Standard range page 218

Ratio drills with oil feed Guhring no. 8522

Standard Guhring std.

Tool material Solid carbide
Special geometry
Maximum tool life
High process reliability

heat treatable and alloyed steels up to 1200 N/
mm²
hardened steels 40 to 48  HRC
Inconel, Monel, Hastelloy

Surface

Type RT 100 HF

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 3.00

Standard range page 218

Ratio drills with oil feed Guhring no. 769

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

Aluminium and Al-alloys
with high Si-content Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø 3.00

Standard range page 223
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Ratio drills with oil feed Guhring no. 6069

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

short chipping cast materials
Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 223

Ratio drills with oil feed Guhring no. 770

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

Aluminium and Al-alloys
with high Si-content Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø 3.00

Standard range page 225

Ratio drills with oil feed Guhring no. 6070

Standard Guhring std.

Tool material Solid carbide
Very good self-centering characteristics
High productivity
High cutting rates
Close diameter tolerances
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
short chipping cast materials

short chipping cast materials
Surface

Type RT 150 GG

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 225

Ratio drills with oil feed Guhring no. 773

Standard Guhring std.

Tool material Solid carbide
Negative helix
Extremely quiet spotting characteristics
High dynamic stability
For dimensionally very accurate holes
Very good surface quality of hole
Application in hydraulic chucks
Alignment accurate tool holders
Powerful machines
Observe optimal coolant pressure
Max. conc. error of clamped tool 0.02 mm
Play-free spindles

Aluminium and Al-alloys
with high Si-content
Cast Iron

Surface

Type RT 150 GN

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø 5.00

Standard range page 227

Ratio drills with oil feed Guhring no. 6509

Standard Guhring std.

Tool material Solid carbide
Special geometry
Optimised flute design
Maximum diameter of coolant ducts
Highest cutting rates
Short chips
Application in hydraulic chucks
Observe optimal coolant pressure

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type RT 100 T

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 3.00

Standard range page 228
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Ratio drills with oil feed Guhring no. 6511

Standard Guhring std.

Tool material Solid carbide
Special geometry
Optimised flute design
Maximum diameter of coolant ducts
Highest cutting rates
Short chips
Application in hydraulic chucks
Observe optimal coolant pressure

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type RT 100 T

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 3.00

Standard range page 230

Ratio drills with oil feed Guhring no. 6512

Standard Guhring std.

Tool material Solid carbide
Special geometry
Optimised flute design
Maximum diameter of coolant ducts
Highest cutting rates
Short chips
Application in hydraulic chucks
Observe optimal coolant pressure

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type RT 100 T

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 3.00

Standard range page 232

Ratio drills with oil feed Guhring no. 6513

Standard Guhring std.

Tool material Solid carbide
Special geometry
Optimised flute design
Maximum diameter of coolant ducts
Highest cutting rates
Short chips
Application in hydraulic chucks
Observe optimal coolant pressure

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type RT 100 T

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 3.00

Standard range page 234

Ratio drills with oil feed Guhring no. 6514

Standard Guhring std.

Tool material Solid carbide
Special geometry
Optimised flute design
Maximum diameter of coolant ducts
Highest cutting rates
Short chips
Application in hydraulic chucks
Observe optimal coolant pressure

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type RT 100 T

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 3.00

Standard range page 235

Ratio drills with oil feed Guhring no. 1171

Standard DIN 6538 K

Tool material Carbide
HSS holder with brazed carbide insert
Special geometry
Dampens vibrations and shocks
Highest cutting rates
Optimal chip fracture and short chips
Close diameter tolerances
Alignment accurate holes
Alignment accurate tool holders
Coolant press./volume s. Techn. Section
Powerful machines
Max. conc. error of clamped tool 0.02 mm

unalloyed/low alloyed steels
grey cast iron, spheroidal graphite iron
brass, bronzes, plastics, graphite

Surface

Type RT 80 U

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 9.50

Standard range page 236
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Ratio drills with oil feed Guhring no. 1172

Standard DIN 6538 M

Tool material Carbide
HSS holder with brazed carbide insert
Special geometry
Dampens vibrations and shocks
Highest cutting rates
Optimal chip fracture and short chips
Close diameter tolerances
Alignment accurate holes
Alignment accurate tool holders
Coolant press./volume s. Techn. Section
Powerful machines
Max. conc. error of clamped tool 0.02 mm

unalloyed/low alloyed steels
grey cast iron, spheroidal graphite iron
brass, bronzes, plastics, graphite

Surface

Type RT 80 U

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 9.50

Standard range page 239

Ratio drills with oil feed Guhring no. 1173

Standard DIN 6538 L

Tool material Carbide
HSS holder with brazed carbide insert
Special geometry
Dampens vibrations and shocks
Highest cutting rates
Optimal chip fracture and short chips
Close diameter tolerances
Alignment accurate holes
Alignment accurate tool holders
Coolant press./volume s. Techn. Section
Powerful machines
Max. conc. error of clamped tool 0.02 mm

unalloyed/low alloyed steels
grey cast iron, spheroidal graphite iron
brass, bronzes, plastics, graphite

Surface

Type RT 80 U

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø 9.50

Standard range page 241

3-flute Ratio drills Guhring no. 2713

Standard DIN 6537 L

Tool material Solid carbide
Short design
Wide flutes
Three flutes
Optimal centering
Very high feed rates
Spotting on oblique surfaces
Application under difficult conditions
Reboring with interrupted cutting
Maximum process reliability

cast iron
long chipping Al alloys Surface

Type FT 200 G

Cutting direction right-hand

Point geometry Spiro-point grind

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 243

3-flute Ratio drills Guhring no. 731

Standard DIN 6539

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

cast steel
alloyed/unalloyed steels over 1000 N/mm² Surface

Type GS 200 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 245

3-flute Ratio drills Guhring no. 611

Standard DIN 6539

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

cast steel
alloyed/unalloyed steels over 1000 N/mm² Surface

Type GS 200 U

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 245
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3-flute Ratio drills Guhring no. 745

Standard DIN 6539

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

grey cast iron, chilled cast iron
short chipping brass, bronze
short chipping Al-alloys
Al alloys with high Si-content
fiber reinforced plastics
Duroplastics
Hardened steels

Surface

Type GS 200 G

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 245

3-flute Ratio drills Guhring no. 1025

Standard DIN 6539

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

Grey cast iron
long chipping Al cast alloys Surface

Type GS 200 G

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 245

3-flute Ratio drills Guhring no. 1027

Standard DIN 6539

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

high tensile steels
long chipping Al alloys Surface

Type GS 200 F

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 245

3-flute stepped Ratio drills Guhring no. 1032

Standard Guhring std.

Tool material Solid carbide
Three flutes
Very good self-centering characteristics
For dimensionally very accurate holes
Very good surface quality of hole

grey cast iron, chilled cast iron
short chipping brass, bronze
short chipping Al-alloys
Al alloys with high Si-content
fiber reinforced plastics
Duroplastics

Surface

Type GS 200 G

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 150

Web thinned ≥Ø

Standard range page 249
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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esFR 90 chamfer collar Guhring no. 1052

Product information
For the production of tapping size 
holes with a 90° chamfer. Ideal 
combination: Ratio drill plus chamfer 
collar FR 90. In comparison with 
other designs, the FR 90 has the main 
advantage of also being suitable for 
use with standard carbide and high 
speed steel drills, with or without 
coolant ducts and with slow or quick 
helix angles. Modifications to the 
shank i.e. whistle notch flats or to the 
drill body for the indexable insert are 
not necessary. Especially suitable for 
the drilling of cast iron and AlSi-alloys, 
but also for structural and heat-
treatable steels.

Standard Guhring std.

Tool material depend. on insert

Surface finish depend. on insert

Type FR 90

Cutting direction rh

Grinding

Point angle°

Web thinned

Standard range, page

Guhring no. 1156 Guhring no. 1056

Standard Guhring std. Standard Guhring std.

Tool material Solid carbide Tool material Solid carbide 

Carbide grade K Carbide grade K/P

Surface finish Surface finish

Standard range, page Standard range, page

Guhring no. 145 Guhring no. 1053

Standard Guhring std. Standard Guhring std.

Chamfer collar Clamping sleeve

Standard range, page Standard range, page

Guhring no. 1054 Guhring no. 1055

Standard Guhring std. Standard Guhring std.

Adjustment Clamping piece

Standard range, page Standard range, page

Guhring no. 1072 Guhring no. 4072

Standard Guhring std. Standard Guhring std.

Torx screw Adjusting element

Standard range, page Standard range, page

Guhring no. 1612 Guhring no. 4912

Standard Guhring std. Standard Guhring std.

Screwdriver Screwdriver

Standard range, page Standard range, page

basic  
body

drill

ad
ju

st
m

en
t r

in
g 

si
ze

size

drill length l1

adjustment ring size  A/B

adjustment
chamfer collar
and ind. insert

chamfer collar
and ind. insert

drill length l1

clamping length

adjustment ring size  A/B clamping length

adjustment s2=6 mm
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T 800 inserts drilling system

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts HT 800 Guhring no. 4106

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 250

Tool holders for interchangeable inserts HT 800 Guhring no. 4107

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 253

Tool holders for interchangeable inserts HT 800 Guhring no. 4108

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 256

Tool holders for interchangeable inserts HT 800 Guhring no. 4109

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 259

Tool holders for interchangeable inserts HT 800 Guhring no. 4110

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 262
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts HT 800 Guhring no. 4105

Standard Guhring std.

Tool material
nickel-plated
Especially high wear resistance
Optimised flute design
Especially high rigidity

For piloting and countersinking 45°
Surface

Type HT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 265

Interchangeable inserts HT 800 Guhring no. 4112

Standard Guhring std.

Tool material Solid carbide
Especially high wear resistance
nanoFIRE coating

alloyed/unalloyed steel and cast steel
Surface

Type

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø

Standard range page 266

Interchangeable inserts HT 800 Guhring no. 4113

Standard Guhring std.

Tool material Solid carbide
Especially high wear resistance grey cast iron, malleable and spheroidal iron

Surface

Type

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø

Standard range page 267

Interchangeable inserts HT 800 Guhring no. 4114

Standard Guhring std.

Tool material Solid carbide
Especially high wear resistance Aluminium and Al-alloys

non-ferrous metals Surface

Type

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø

Standard range page 267

Interchangeable inserts HT 800 Guhring no. 4115

Standard Guhring std.

Tool material Solid carbide
Especially high wear resistance Stainless steels

Surface

Type

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 140

Web thinned ≥Ø

Standard range page 267
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Interchangeable inserts HT 800 Guhring no. 4111

Standard Guhring std.

Tool material Solid carbide
Especially high wear resistance Piloting in all materials

Surface

Type

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 145

Web thinned ≥Ø

Standard range page 274

Countersinking insert HT 800 Guhring no. 7635

Standard Guhring std.

Tool material Solid carbide
Aluminium and Al-alloys
non-ferrous metals Surface

Type

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 278

Countersinking insert HT 800 Guhring no. 7645

Standard Guhring std.

Tool material Solid carbide
alloyed/unalloyed steel and cast steel

Surface

Type

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 279

Countersinking insert HT 800 Guhring no. 7632

Standard Guhring std.

Tool material Solid carbide
grey cast iron, malleable and spheroidal iron

Surface

Type

Cutting direction neutral

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 280

Tool holders for interchangeable inserts RT 800 Guhring no. 5242

Standard Guhring std.

Tool material
Short design
high rigidity
high feed rates
Secure clamping of interchangeable insert in the 
holder.

Surface

Type RT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 286
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Tool holders for interchangeable inserts RT 800 Guhring no. 5243

Standard Guhring std.

Tool material
Short design
high rigidity
high feed rates
Secure clamping of interchangeable insert in the 
holder.

Surface

Type RT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 287

Tool holders for interchangeable inserts RT 800 Guhring no. 5248

Standard Guhring std.

Tool material
Short design
high rigidity
high feed rates
Secure clamping of interchangeable insert in the 
holder.

Surface

Type RT 800 WP

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 288

Interchangeable inserts RT 800 Guhring no. 2747

Standard Guhring std.

Tool material Solid carbide
cast and AlSi alloys

Surface

Type

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 289

Interchangeable inserts RT 800 Guhring no. 2485

Standard Guhring std.

Tool material Solid carbide
steels up to 1000 N/mm²

Surface

Type

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 291

Interchangeable inserts RT 800 Guhring no. 1047

Standard Guhring std.

Tool material Solid carbide
steels up to 1000 N/mm²

Surface

Type

Cutting direction right-hand

Point geometry

Point angle °

Web thinned ≥Ø

Standard range page 293
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LT 800 WP System Summary Ø 40…< 60 mm

• Guhring no.
…Code no.

holder
size

Ø nom.*
range

400
(40…42.9)

40.0

41.0

42.0

430
(43…45.9)

43.0

44.0

45.0

460
(46…48.9)

46.0

47.0

48.0

490
(49…51.9)

49.0

50.0

51.0

520
(52…55.9)

52.0

53.0

54.0

55.0

560
(56…59.9)

56.0

57.0

58.0

59.0
• When ordering please 
always state Guhring no. 
and code no!
* 
for intermediate Ø please 
consult Guhring application 
technician.

…40.063

…50.063

…40.063

…50.063

…63.080

…63.100

…100.063

…140.063

…50.063

…40.063

…50.063

…63.080

…63.100

…100.063

…140.063

HSK
size

direct installation in 
the spindle

Standard range, page 299

Basic
tool holders

HSK
tool holding modules

Straight (VDI) holders

SK holders Reductions Extensions
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105

180

120

210

180

150

100 80 63

4142 4148 4150 4160

400

430

460

490

520

560
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LT 800 WP System Summary Ø 40…< 60 mm

Ø nom.*
range

holder 
size

40.0

41.0

42.0

43.0

44.0

45.0

46.0

47.0

48.0

49.0

50.0

51.0

52.0

53.0

54.0

55.0

56.0

57.0

58.0

59.0

…63.105

…63.180

…63.120

…63.210

…10.150

…12.180

…40.043

…43.046

…46.049

…49.052

…52.056

…56.060

…40.046

…40.046

…46.056

…46.056

…46.056

…56.065

0.5 x D

2 x D

0.5 x D

2 x D

HSK
basic holders

Extensions
3 x D

Drill heads
1 x D

Cartridges

15° spiral design 15° spiral design

for mounting the external
indexable inserts
(x 2 per drill head)
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LT 800-System¸bersicht
Seite 6
A58 00043

160

200

120

140

140

100
100

100

120

4512 4355 4549

4510

LT 800-System¸bersicht
Seite 5
A58 00042

105

180

120

210

180

150

100 80 63

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

T8
00

   
To

ol
in

g 
sy

st
em

• Guhring no.
…Code no.

• When ordering please 
always state Guhring no. 
and code no!
* 
for intermediate Ø please 
consult Guhring application 
technician.

…50.063

…40.063

…50.063

…63.080

…63.100

…100.063

…140.063

…50.080

…50.080

…60.080

…80.100

…120.080

…160.080

holder
size

Ø nom.*
range

600
(60…64.9)

60.0
61.0
62.0
63.0
64.0

650
(65…69.9)

65.0
66.0
67.0
68.0
69.0

700
(70…74.9)

70.0
71.0
72.0
73.0
74.0

750
(75…79.9)

75.0
76.0
77.0
78.0
79.0

800
(80…84.9)

80.0
81.0
82.0
83.0
84.0

850
(85…89.9)

85.0
86.0
87.0
88.0
89.0

900
(90…94.9)

90.0
91.0
92.0
93.0
94.0

950
(95…100)

95.0
96.0
97.0
98.0
99.0
100.0

…60.100

…60.100

…140.100

…200.100

direct installation in 
the spindle

LT 800 WP System Summary Ø 60…100 mm

Standard range, page 299

Basic
tool holders

HSK
tool holding modules

Straight (VDI) holders

SK holders Reductions Extensions

HSK
size
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LT 800-System¸bersicht
Seite 7
A58 00044

240

290

330

135

160

180

210

255

300

100 80 63

2 x D

2 x D

2 x D

4144 4149 4150 4160

600

650

700

750

800

850

900

950
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straight stepped design,
without chip space

straight stepped design,
without chip space

Ø nom.*
range

holder 
size

60.0
61.0
62.0
63.0
64.0
65.0
66.0
67.0
68.0
69.0
70.0
71.0
72.0
73.0
74.0
75.0
76.0
77.0
78.0
79.0
80.0
81.0
82.0
83.0
84.0
85.0
86.0
87.0
88.0
89.0
90.0
91.0
92.0
93.0
94.0
95.0
96.0
97.0
98.0
99.0

100.0

…63.135

…63.240

…80.160

…80.290

…40.210

…48.255

…060.065

…065.070

…070.075

…075.080

…080.085

…085.090

…56.065

…65.070

…70.075

…75.080

…80.090

…80.090

…100.180

…100.330

…58.300 …090.095

…095.100

…90.100

…90.100

LT 800 WP System Summary Ø 60…100 mm

HSK
basic holders

Extensions
3 x D

Drill heads
1 x D

Cartridges
for mounting the external
indexable inserts
(x 2 per drill head)

0,5 x D

0,5 x D

0,5 x D
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2747 1047 2485

K K/P K/P

4179 4180 4181 4182

N15 K10 P25 M35

4170 4171 4172 4173

N10 K10 P25 P40

12

09

05

06
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Insert Summary

Central interchangeable inserts

Indexable inserts
Type CCHX (external)

Indexable inserts
Type LTT (internal)

Guhring no.

Tool material Solid carbide Solid carbide Solid carbide
Carbide grade

Surface finish

especially 
suitable for

cast materials
aluminium/Al-alloys

plastics

universal steel and 
cast machining

universal steel and 
cast machining

Guhring no.

Design feature with 
circular lands

with 
circular lands

with 
circular lands

with 
circular lands

Tool material Solid carbide Solid carbide Solid carbide Solid carbide
Carbide grade

Surface finish

especially 
suitable for

aluminium/Al-alloys
plastics cast materials universal steel and 

cast materials

C-steels,
stainless and acid-resistant 

steels

size

size

Guhring no.

Design feature with 
circular lands

with 
circular lands

with 
circular lands

with 
circular lands

Tool material Solid carbide Solid carbide Solid carbide Solid carbide
Carbide grade

Surface finish

especially 
suitable for

non-ferrous metals, 
aluminium/Al-alloys

plastics
cast materials universal steel and 

cast materials

C-steels,
stainless and acid-resistant 

steels

size

size

Std. range, page 307
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400
 

560
 

950

 

400
 

560
 

950

Durchmesserregulierung durch Distanzstück Art:-Nr. 4168
(am Beispiel der Träger-Größe 950)
Dateiname:  A58 00039

95,0 96,0 97,0 98,0 99,0 100,0

Durchmesserregulierung durch Distanzstück Art:-Nr. 4168
(am Beispiel der Träger-Größe 950)
Dateiname:  A58 00039

95,0 96,0 97,0 98,0 99,0 100,0

27

30

28

31

34

27

32

34

32

34

400

430

460

490

520

560

600

650

700

750

800

850

900

950

Durchmesserregulierung durch Distanzstück Art:-Nr. 4168
(am Beispiel der Träger-Größe 950)
Dateiname:  A58 00039

95,0 96,0 97,0 98,0 99,0 100,0

T800   
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Summary of external inserts for drill head

Cartridges for mounting 
external indexable inserts
(2 cartridges per drilling head)

Drill heads (mounting examples)

Diameter adjustment with 
distance pieces on both sides
(using holder size 950 as example)

1 WSP CCHX

1 WSP CCHX
1 WSP LTT

1 WSP CCHX
2 WSP LTT

Thickness t in mm

for size 

 
for size 

 
for size 

 

for size 

 
for size 

 
for size 

 

0.50 1.00 1.50 2.0 1.00/1.50

without distance piece

tool
size

central 
interch. 
insert ∅

cartridge
installation

Insert mounting
overview
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Jobber drills Guhring no. 205

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 312

Jobber drills Guhring no. 206

Standard DIN 338

Tool material HSS
Standard drill For hard and brittle materials

brass, magnesium alloys
bronze, phosphor bronze
slate, mico, pertinax

Surface

Type H

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 312

Jobber drills Guhring no. 207

Standard DIN 338

Tool material HSS
Standard drill soft/long chipping materials

Aluminium/Al-alloys, long-chipping
zinc, refined copper, silumin, electron
soft plastics
wood

Surface

Type W

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 312

Jobber drills Guhring no. 208

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 312

Jobber drills Guhring no. 209

Standard DIN 338

Tool material HSS
Standard drill For hard and brittle materials

brass, magnesium alloys
bronze, phosphor bronze
slate, mico, pertinax

Surface

Type H

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 312
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Jobber drills Guhring no. 210

Standard DIN 338

Tool material HSS
Standard drill soft/long chipping materials

Aluminium/Al-alloys, long-chipping
zinc, refined copper, silumin, electron
soft plastics
wood

Surface

Type W

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 312

Jobber drills Guhring no. 240

Standard DIN 338

Tool material HSS
Standard drill
With tang to DIN 1809

alloyed/unalloyed steel and cast steel
grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.00

Standard range page 313

Jobber drills Guhring no. 549

Standard DIN 338

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

Grey cast iron
steels up to 1400 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 0.96

Standard range page 313

Jobber drills Guhring no. 550

Standard DIN 338

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

Grey cast iron
steels up to 1400 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 313

Jobber drills Guhring no. 560

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.37

Standard range page 313
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Jobber drills Guhring no. 651

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 313

Jobber drills Guhring no. 652

Standard DIN 338

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

Grey cast iron
steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 313

Jobber drills Guhring no. 664

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.37

Standard range page 313

Jobber drills Guhring no. 665

Standard DIN 338

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

Grey cast iron
steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.30

Standard range page 313

Jobber drills Guhring no. 2456

Standard DIN 338

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 313
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Jobber drills Guhring no. 2457

Standard DIN 338

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

Grey cast iron
steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 313

Jobber drills Guhring no. 305

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 350

Jobber drills Guhring no. 308

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.37

Standard range page 350

Jobber drills Guhring no. 605

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
special alloys Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 0.96

Standard range page 350

Jobber drills Guhring no. 608

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
special alloys Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 0.96

Standard range page 350
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Jobber drills Guhring no. 622

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 0.96

Standard range page 350

Jobber drills Guhring no. 657

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
special alloys Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 0.96

Standard range page 350

Jobber drills Guhring no. 658

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 351

Jobber drills Guhring no. 1221

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.10

Standard range page 351

Jobber drills Guhring no. 1223

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 351
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Jobber drills Guhring no. 1260

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance

stainless/acid-/heat resistant austenitic steels 
(V2A and V4A) Surface

Type VA

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø

Standard range page 351

Jobber drills Guhring no. 2047

Standard DIN 338

Tool material HSCO
Universal application
Co-alloyed high speed steel
Increased wear resistance

steels up to 1000 N/mm²
AlSi-alloys Surface

Type P2000

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø

Standard range page 351

Jobber drills Guhring no. 2458

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
special alloys Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 351

Jobber drills Guhring no. 2459

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 351

Jobber drills Guhring no. 2997

Standard DIN 338

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed and high alloyed steels
castings over 800 N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 351
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Jobber drills Guhring no. 1146

Standard DIN 338

Tool material M42
High alloyed CoMo steel
Especially high wear resistance

medium/high tensile CrNi-based alloys
Hastelloy, Inconel, Nimonic
stainless/acid/heat resistant steels
wear-resistant sheet metals
steels/bronzes up to 1400 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 0.96

Standard range page 351

Jobber drills Guhring no. 710

Standard Guhring std.

Tool material Carbide
Special drill
Carbide tipped
Carbide tipped

abrasive materials
heat treated/hardened steel
hard cast iron, Mn steel, hard bronzes

Surface

Type Duro 150

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.70

Standard range page 376

Jobber drills Guhring no. 732

Standard Guhring std.

Tool material Solid carbide
Standard drill cast iron, grey cast iron, chilled cast iron

Mn hard steels, bronzes
light and non-ferrous metals
abrasive materials (AlSi alloys)
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.00

Standard range page 376

Jobber drills Guhring no. 2464

Standard Guhring std.

Tool material Solid carbide
Standard drill
nanoFIRE coating

cast iron, grey cast iron, chilled cast iron
Mn hard steels, bronzes
light and non-ferrous metals
abrasive materials (AlSi alloys)
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.00

Standard range page 376

Stub drills Guhring no. 223

Standard DIN 1897

Tool material HSS
Rigid twist drill
For use in automatic/capstan lathes
Also for hand drilling machines

thin materials e.g. car bodies
Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 382
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Stub drills Guhring no. 224

Standard DIN 1897

Tool material HSS
Rigid twist drill For hard and brittle materials

brass, magnesium alloys
bronze, phosphor bronze
electron (thin sections)
slate, mico, pertinax

Surface

Type H

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 382

Stub drills Guhring no. 225

Standard DIN 1897

Tool material HSS
Rigid twist drill soft/long chipping materials

Aluminium/Al-alloys, long-chipping
soft plastics
wood

Surface

Type W

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.37

Standard range page 382

Stub drills Guhring no. 226

Standard DIN 1897

Tool material HSS
Rigid twist drill
For use in automatic/capstan lathes

thin materials e.g. car bodies
Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 382

Stub drills Guhring no. 227

Standard DIN 1897

Tool material HSS
Rigid twist drill For hard and brittle materials

brass, magnesium alloys
bronze, phosphor bronze
electron (thin sections)
slate, mico, pertinax

Surface

Type H

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 382

Stub drills Guhring no. 228

Standard DIN 1897

Tool material HSS
Rigid twist drill soft/long chipping materials

Aluminium/Al-alloys, long-chipping
soft plastics
wood

Surface

Type W

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.37

Standard range page 382
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Stub drills Guhring no. 552

Standard DIN 1897

Tool material HSS
Special geometry
For higher tensile steels

Free-cutting steels
acid-/stainl. resist. steels
case hardening/heat treatable steels up to 800 
N/mm²
short/medium chip length Al/Cu alloys

Surface

Type GT 80

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 382

Stub drills Guhring no. 553

Standard DIN 1897

Tool material HSS
Special geometry
For higher tensile steels

Free-cutting steels
acid-/stainl. resist. steels
case hardening/heat treatable steels up to 800 
N/mm²
short/medium chip length Al/Cu alloys

Surface

Type GT 80

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 382

Stub drills Guhring no. 653

Standard DIN 1897

Tool material HSS
Rigid twist drill
For use in automatic/capstan lathes
Also for hand drilling machines

thin materials e.g. car bodies
Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 672

Standard DIN 1897

Tool material HSS
Rigid twist drill
For use in automatic/capstan lathes

thin materials e.g. car bodies
Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.37

Standard range page 383

Stub drills Guhring no. 2460

Standard DIN 1897

Tool material HSS
Rigid twist drill
For use in automatic/capstan lathes
Also for hand drilling machines

thin materials e.g. car bodies
Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 383
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Stub drills Guhring no. 329

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

acid resist./stainless steels
Spring steels
Austenitic stainless steels
special alloys Hastelloy, Inconel, Nimonic

Surface

Type GV 120

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 330

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

acid resist./stainless steels
Spring steels
Austenitic stainless steels
special alloys Hastelloy, Inconel, Nimonic

Surface

Type GV 120

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.37

Standard range page 383

Stub drills Guhring no. 659

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

acid resist./stainless steels
Spring steels
Austenitic stainless steels
special alloys Hastelloy, Inconel, Nimonic

Surface

Type GV 120

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 1228

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance

For higher tensile steels
long chipping materials up to 1000 N/mm²
Al- and Cu alloys
soft bronzes
electrolytic copper
ductile brass

Surface

Type GT 80

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 1261

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance

stainless/acid-/heat resistant austenitic steels 
(V2A and V4A) Surface

Type VA

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø

Standard range page 383
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Stub drills Guhring no. 2048

Standard DIN 1897

Tool material HSCO
Universal application
Co-alloyed high speed steel
Increased wear resistance
For professional use
For hand drilling machines

long chipping steels up to 1000 N/mm²
cast and AlSi alloys Surface

Type P2000

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø

Standard range page 383

Stub drills Guhring no. 2461

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

acid resist./stainless steels
Spring steels
Austenitic stainless steels
special alloys Hastelloy, Inconel, Nimonic

Surface

Type GV 120

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 2498

Standard DIN 1897

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance

long chipping materials up to 1000 N/mm²
Al- and Cu alloys
soft bronzes
electrolytic copper
ductile brass

Surface

Type GT 80

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 383

Stub drills Guhring no. 1259

Standard DIN 1897

Tool material M42
High alloyed CoMo steel
Especially high wear resistance

medium/high tensile CrNi-based alloys
Hastelloy, Inconel, Nimonic
stainless/acid/heat resistant steels
wear-resistant sheet metals
steels/bronzes up to 1400 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 1.00

Standard range page 414

Stub drills Guhring no. 515

Standard DIN 1897

Tool material HSS-E-PM
PM Co-alloyed high speed steel
Especially high rigidity
Especially high wear resistance

high alloyed steels
Heat treatable and case hardened steels
Cast iron, brass, bronze

Surface

Type GT 500

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 414
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Stub drills Guhring no. 730

Standard DIN 6539

Tool material Solid carbide
Rigid twist drill
For use in automatic/capstan lathes

cast iron, grey cast iron, chilled cast iron
Mn hard steels, bronzes
light and non-ferrous metals
abrasive materials (AlSi alloys)
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.10

Standard range page 414

Stub drills Guhring no. 2463

Standard DIN 6539

Tool material Solid carbide
Rigid twist drill
For use in automatic/capstan lathes
nanoFIRE coating

cast iron, grey cast iron, chilled cast iron
Mn hard steels, bronzes
light and non-ferrous metals
abrasive materials (AlSi alloys)
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.00

Standard range page 414

Stub drills Guhring no. 702

Standard Guhring std.

Tool material Solid carbide
Special drill glass fibres reinforced plastics

Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø

Standard range page 420

Twist drills with oversize straight shank Guhring no. 512

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Low feed force required
Low torque required
Increased wear resistance
Universal application

alloyed/unalloyed steels over 800 N/mm²
cold/hot work steels
antifriction bearing steels
non-ferrous metals
cast materials
plastics

Surface

Type GU 500

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.00

Standard range page 426

Twist drills with oversize straight shank Guhring no. 513

Standard Guhring std.

Tool material HSS-E-PM
PM Co-alloyed high speed steel
Especially high rigidity
Especially high wear resistance

high alloyed steels
Heat treatable and case hardened steels
Cast iron, brass, bronze

Surface

Type GT 500

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.00

Standard range page 430
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Twist drills with oversize straight shank Guhring no. 511

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Low feed force required
Low torque required
Increased wear resistance
Universal application

alloyed/unalloyed steels over 800 N/mm²
cold/hot work steels
antifriction bearing steels
non-ferrous metals
cast materials
plastics

Surface

Type GU 500

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 2.00

Standard range page 432

Twist drills with oversize straight shank Guhring no. 1946

Standard DIN 6537 K

Tool material Solid carbide
Especially high rigidity
Optimal chip fracture and short chips

hardened steels up to 62 HRC
Surface

Type H

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 120

Web thinned ≥Ø 3.00

Standard range page 436

Jobber drills with 12.7 mm dia. shank Guhring no. 268

Standard Guhring std.

Tool material HSS
With solid shank alloyed/unalloyed steel and cast steel 

grey cast iron, malleable and spheroidal iron
sintered powder metal
German silver

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 437

Stub drills with 16.0 mm dia. shank Guhring no. 128

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
With solid shank
blank, centering on both sides
without point grinding
For corrections, e.g. on diameter, step grind or 
form grind

difficult to machine materials
acid resist./stainless steels
Spring steels
Austenitic stainless steels

Surface

Type N

Cutting direction right-hand

Point geometry without point grind

Point angle ° 120

Web thinned ≥Ø

Standard range page 438

Stub drills with 25.4 mm dia. shank Guhring no. 129

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
With solid shank
blank, centering on both sides
without point grinding
For corrections, e.g. on diameter, step grind or 
form grind

difficult to machine materials
acid resist./stainless steels
Spring steels
Austenitic stainless steels

Surface

Type N

Cutting direction right-hand

Point geometry without point grind

Point angle ° 120

Web thinned ≥Ø

Standard range page 439
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Stub drills with 25.4 mm dia. shank Guhring no. 136

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
With solid shank
blank, centering on both sides
without point grinding
For corrections, e.g. on diameter, step grind or 
form grind

difficult to machine materials
acid resist./stainless steels
Spring steels
Austenitic stainless steels

Surface

Type N

Cutting direction left-hand

Point geometry without point grind

Point angle ° 120

Web thinned ≥Ø

Standard range page 439

90° NC-spotting drills Guhring no. 557

Standard Guhring std.

Tool material HSS
Only suitable for spotting

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 90

Web thinned ≥Ø

Standard range page 440

90° NC-spotting drills Guhring no. 568

Standard Guhring std.

Tool material HSS
Only suitable for spotting

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 90

Web thinned ≥Ø

Standard range page 440

90° NC-spotting drills Guhring no. 723

Standard Guhring std.

Tool material Solid carbide
Special drill
Only suitable for spotting

high tensile steels
cast iron, grey cast iron, chilled cast iron
austenitic manganese steel, CrNi steels
bronzes
light and non-ferrous metals

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 90

Web thinned ≥Ø

Standard range page 440

90° NC-spotting drills Guhring no. 559

Standard Guhring std.

Tool material HSS
Only suitable for spotting

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 90

Web thinned ≥Ø

Standard range page 441
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120° NC-spotting drills Guhring no. 556

Standard Guhring std.

Tool material HSS
Only suitable for spotting

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 442

120° NC-spotting drills Guhring no. 567

Standard Guhring std.

Tool material HSS
Only suitable for spotting

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 442

120° NC-spotting drills Guhring no. 724

Standard Guhring std.

Tool material Solid carbide
Special drill
Only suitable for spotting

high tensile steels
cast iron, grey cast iron, chilled cast iron
austenitic manganese steel, CrNi steels
bronzes
light and non-ferrous metals

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 120

Web thinned ≥Ø

Standard range page 442

142° NC-spotting drills Guhring no. 546

Standard Guhring std.

Tool material Solid carbide
Special drill
Only suitable for spotting

high tensile steels
cast iron, grey cast iron, chilled cast iron
austenitic manganese steel, CrNi steels
bronzes
light and non-ferrous metals

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 142

Web thinned ≥Ø

Standard range page 443

Straight shank drills double-ended Guhring no. 554

Standard Guhring std.

Tool material HSS
For application on both sides
For hand drilling mach. in car body ind.

thin materials e.g. car bodies
Surface

Type DK 77

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.45

Standard range page 444
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Micro-precision drills without oil feed Guhring no. 301

Standard DIN 1899

Tool material HSS-E-PM
< Ø 0.15 mm
Co-alloyed high speed steel
With re-inforced shank

high alloyed steels
Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø

Standard range page 446

Micro-precision drills without oil feed Guhring no. 303

Standard DIN 1899

Tool material HSS-E-PM
< Ø 0.15 mm
Co-alloyed high speed steel
With re-inforced shank

high alloyed steels
Surface

Type N

Cutting direction left-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø

Standard range page 446

Micro-precision drills without oil feed Guhring no. 660

Standard DIN 1899

Tool material HSS-E-PM
With re-inforced shank
Increased wear resistance

high alloyed steels
Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø

Standard range page 446

Micro-precision drills without oil feed Guhring no. 701

Standard Guhring std.

Tool material Solid carbide
glass fibres reinforced plastics
materials that cause wear
on cutting lips and lands

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø 0.80

Standard range page 446

Micro-precision drills without oil feed Guhring no. 3899

Standard Guhring std.

Tool material Solid carbide
Universal application

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 0.80

Standard range page 453
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Micro-precision drills without oil feed Guhring no. 6400

Standard Guhring std.

Tool material Solid carbide
edge preparation
Optimal chip fracture

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 0.80

Standard range page 455

Micro-precision drills without oil feed Guhring no. 6401

Standard Guhring std.

Tool material Solid carbide
edge preparation
Optimal chip fracture

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 140

Web thinned ≥Ø 0.80

Standard range page 457

Micro-precision drills with oil feed Guhring no. 6408

Standard Guhring std.

Tool material Solid carbide
edge preparation
Optimal chip fracture

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 135

Web thinned ≥Ø 1.40

Standard range page 459

Micro-precision drills with oil feed Guhring no. 6412

Standard Guhring std.

Tool material Solid carbide
edge preparation
Optimal chip fracture

structural and case hardened steels
Free-cutting steels, heat-treatable steels
alloyed steels up to 1200 N/mm²
stainless steels, cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 135

Web thinned ≥Ø 1.40

Standard range page 461

Oil feed drills Guhring no. 1131

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel long chipping materials up to 1000 N/mm²

Stainless steels
cast materials
non-ferrous metals

Surface

Type GT 80 IK

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 5.00

Standard range page 462
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Oil feed drills Guhring no. 1132

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

long chipping materials up to 1000 N/mm²
Stainless steels
cast materials
non-ferrous metals

Surface

Type GT 80 IK

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 5.00

Standard range page 462

Oil feed drills Guhring no. 390

Standard Guhring std.

Tool material HSS
Oil feed drills
For drilling through drill bushes
Especially for drilling depths over 5xD

laminated sheet metal
steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 464

Bushing length twist drills Guhring no. 211

Standard DIN 339

Tool material HSS
Special geometry
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 465

Bushing length twist drills Guhring no. 561

Standard DIN 339

Tool material HSS
Special geometry
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.40

Standard range page 465

Bushing length twist drills Guhring no. 666

Standard DIN 339

Tool material HSS
Special geometry
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 465
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Bushing length twist drills Guhring no. 311

Standard DIN 339

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance
For drilling through drill bushes

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.10

Standard range page 465

Long series twist drills Guhring no. 204

Standard DIN 340

Tool material HSS
With tang alloyed/unalloyed steel and cast steel 

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.95

Standard range page 472

Long series twist drills Guhring no. 217

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 472

Long series twist drills Guhring no. 218

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes

hard, crumbly materials
brass, magnesium alloys
bronze, phosphor bronze
thin zamak und electron
slate, mico, pertinax
with special point grind:
insulating materials, ebonit, bakelite
galalithe, celluloid, synthetic resins, horn com-
pounds
eternit, plexiglass

Surface

Type H

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 472

Long series twist drills Guhring no. 219

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes

soft/long chipping materials
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, soft plastics, wood

Surface

Type W

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 472
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Long series twist drills Guhring no. 220

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 472

Long series twist drills Guhring no. 221

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes

hard, crumbly materials
brass, magnesium alloys
bronze, phosphor bronze
thin zamak und electron
slate, mico, pertinax
with special point grind:
insulating materials, ebonit, bakelite
galalithe, celluloid, synthetic resins, horn com-
pounds
eternit, plexiglass

Surface

Type H

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 472

Long series twist drills Guhring no. 501

Standard DIN 340

Tool material HSS
Especially large flute soft/long chipping materials

up to 500 N/mm²
mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.37

Standard range page 472

Long series twist drills Guhring no. 506

Standard DIN 340

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.40

Standard range page 473

Long series twist drills Guhring no. 535

Standard DIN 340

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473
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Long series twist drills Guhring no. 667

Standard DIN 340

Tool material HSS
Standard drill
Especially for deep holes
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 0.96

Standard range page 473

Long series twist drills Guhring no. 668

Standard DIN 340

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 2462

Standard DIN 340

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 317

Standard DIN 340

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 336

Standard DIN 340

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For unsatisfactory chip evacuation

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473
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Long series twist drills Guhring no. 396

Standard DIN 340

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Especially high wear resistance
For unsatisfactory chip evacuation

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 617

Standard DIN 340

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
antifriction bearing steels
Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 669

Standard DIN 340

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

Titanium and Titanium alloys
stainless/acid-/heat resistant austenitic steels 
for high tensile strength and short chipping 
steels over appr. 900 N/mm²
antifriction bearing steels
Hastelloy, Inconel, Nimonic

Surface

Type Ti

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.00

Standard range page 473

Long series twist drills Guhring no. 706

Standard Guhring std.

Tool material Solid carbide
glass fibres reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 130

Web thinned ≥Ø

Standard range page 496

Extra length twist drills, series 1 Guhring no. 235

Standard DIN 1869

Tool material HSS
For extremely deep holes alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.37

Standard range page 497
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Extra length twist drills, series 1 Guhring no. 502

Standard DIN 1869

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.95

Standard range page 497

Extra length twist drills, series 1 Guhring no. 524

Standard DIN 1869

Tool material HSS
For extremely deep holes long chipping materials up to 500 N/mm²

mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.37

Standard range page 497

Extra length twist drills, series 1 Guhring no. 670

Standard DIN 1869

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 1.98

Standard range page 497

Extra length twist drills, series 1 Guhring no. 618

Standard DIN 1869

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For extremely deep holes
For unsatisfactory chip evacuation

high tensile steels and cast steels
grey cast iron, malleable and spheroidal iron Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.70

Standard range page 497

Extra length twist drills, series 2 Guhring no. 236

Standard DIN 1869

Tool material HSS
For extremely deep holes alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.70

Standard range page 502
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Extra length twist drills, series 2 Guhring no. 503

Standard DIN 1869

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.00

Standard range page 502

Extra length twist drills, series 2 Guhring no. 528

Standard DIN 1869

Tool material HSS
For extremely deep holes long chipping materials up to 500 N/mm²

mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.80

Standard range page 502

Extra length twist drills, series 2 Guhring no. 671

Standard DIN 1869

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.30

Standard range page 502

Extra length twist drills, series 2 Guhring no. 619

Standard DIN 1869

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For extremely deep holes
For unsatisfactory chip evacuation

high tensile steels and cast steels
grey cast iron, malleable and spheroidal iron Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 3.00

Standard range page 502

Extra length twist drills, series 3 Guhring no. 237

Standard DIN 1869

Tool material HSS
For extremely deep holes alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.50

Standard range page 505
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Extra length twist drills, series 3 Guhring no. 504

Standard DIN 1869

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.50

Standard range page 505

Extra length twist drills, series 3 Guhring no. 529

Standard DIN 1869

Tool material HSS
For extremely deep holes long chipping materials up to 500 N/mm²

mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.50

Standard range page 505

Extra length twist drills, series 3 Guhring no. 571

Standard DIN 1869

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For extremely deep holes
For unsatisfactory chip evacuation

high tensile steels and cast steels
grey cast iron, malleable and spheroidal iron Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 2.50

Standard range page 505

Extra length twist drills Guhring no. 242

Standard Guhring std.

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 6.00

Standard range page 508

Extra length twist drills Guhring no. 243

Standard Guhring std.

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 8.00

Standard range page 509
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Extra length twist drills Guhring no. 244

Standard Guhring std.

Tool material HSS
Wide flutes
For extremely deep holes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 10.00

Standard range page 510

Aircraft extension drills, 6 inches long Guhring no. 577

Standard NAS 907

Tool material HSS
Al-alloyed sheets
laminated plates (sandwiched materials)
steel and cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.50

Standard range page 511

Aircraft extension drills, 6 inches long Guhring no. 579

Standard NAS 907

Tool material HSS
Al-alloyed sheets
laminated plates (sandwiched materials)
steel and cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 1.50

Standard range page 511

Aircraft extension drills, 12 inches long Guhring no. 578

Standard NAS 907

Tool material HSS
Al-alloyed sheets
laminated plates (sandwiched materials)
steel and cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.50

Standard range page 514

Aircraft extension drills, 12 inches long Guhring no. 580

Standard NAS 907

Tool material HSS
Al-alloyed sheets
laminated plates (sandwiched materials)
steel and cast iron

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 135

Web thinned ≥Ø 1.50

Standard range page 514
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Taper pin drills Guhring no. 531

Standard DIN 1898

Tool material HSS
For tapered holes
For holding taper pins
To DIN 1 (new: DIN EN 22 339)
and DIN 7978 (new: DIN EN 28 736)
With tang

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.00

Standard range page 516

Carbide-tipped twist drill Guhring no. 703

Standard DIN 8037

Tool material Carbide
Carbide tipped spring steel

hard cast iron over 300 Brinell
pure molybdenum
hard bronzes

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 118

Web thinned ≥Ø 1.70

Standard range page 517

Carbide-tipped twist drill Guhring no. 704

Standard DIN 8038

Tool material Carbide
Carbide tipped glass fibres reinforced plastics

Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 85

Web thinned ≥Ø 1.50

Standard range page 517

Kevlar drills Guhring no. 1149

Standard Guhring std.

Tool material Solid carbide
Special point grind fiber reinforced plastics

Surface

Type N

Cutting direction right-hand

Point geometry Special point grind

Point angle °

Web thinned ≥Ø

Standard range page 520

Carbide tipped spade drills Guhring no. 707

Standard Guhring std.

Tool material Carbide
Special drill
In difficult conditions

Chilled cast iron
hard steel Surface

Type

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 120

Web thinned ≥Ø 3.00

Standard range page 521
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Masonry drills Guhring no. 716

Standard Guhring std.

Tool material Carbide
Carbide tipped
For drills and hammer drills
Drilling tiles without hammer action!

brick, concrete, ceramictiles
Surface

Type N

Cutting direction right-hand

Point geometry Facet point grind

Point angle ° 120

Web thinned ≥Ø

Standard range page 522
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Jobber drills Guhring no. 363

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

difficult to machine materials
acid resist./stainless steels
spring steels, austenitic steels

Surface

Type GV 120

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 7.00

Standard range page 523

Jobber drills Guhring no. 663

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

difficult to machine materials
acid resist./stainless steels
spring steels, austenitic steels

Surface

Type GV 120

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 9.00

Standard range page 523

Twist drills Guhring no. 229

Standard DIN 345

Tool material HSS
Special geometry
Improved chip fracture
Note higher cutting rates

long chipping materials
Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 8.00

Standard range page 525

Twist drills Guhring no. 245

Standard DIN 345

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel 

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 525

Twist drills Guhring no. 246

Standard DIN 345

Tool material HSS
Standard drill hard, crumbly materials

brass, magnesium alloys
bronze, phosphor bronze
thin zamak und electron
slate, mico, pertinax
with special point grind:
insulating materials, ebonit, bakelite
galalithe, celluloid, synthetic resins, horn com-
pounds
eternit, plexiglass

Surface

Type H

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 525
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Twist drills Guhring no. 247

Standard DIN 345

Tool material HSS
Standard drill soft/long chipping materials

Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron

Surface

Type W

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 525

Twist drills Guhring no. 248

Standard DIN 345

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel 

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 525

Twist drills Guhring no. 558

Standard DIN 345

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 7.94

Standard range page 525

Twist drills Guhring no. 592

Standard DIN 345

Tool material HSS
Special geometry
For heavy duty appl. in the steel ind.

alloyed/unalloyed steel and cast steel 
Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 525

Twist drills Guhring no. 606

Standard DIN 345

Tool material HSS
Wide flutes
Especially for drilling depths over 3xd 

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 7.94

Standard range page 537
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Twist drills Guhring no. 654

Standard DIN 345

Tool material HSS
Standard drill alloyed/unalloyed steel and cast steel 

grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.00

Standard range page 537

Twist drills Guhring no. 345

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.00

Standard range page 537

Twist drills Guhring no. 645

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed/unalloyed steels and castings over 1000 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 9.52

Standard range page 537

Twist drills Guhring no. 661

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 7.94

Standard range page 537

Twist drills Guhring no. 662

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed/unalloyed steels and castings over 1000 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 10.00

Standard range page 537
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Twist drills Guhring no. 1222

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed/unalloyed steels and castings over 1000 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 10.00

Standard range page 537

Twist drills Guhring no. 1224

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
Especially for drilling depths over 3xd 

alloyed/unalloyed steels and castings over 1000 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 10.00

Standard range page 543

Twist drills Guhring no. 1262

Standard DIN 345

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance

stainless/acid-/heat resistant austenitic steels 
(V2A and V4A) Surface

Type VA

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø

Standard range page 543

Twist drills Guhring no. 251

Standard DIN 346

Tool material HSS
Standard drill
Oversize shank

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 545

Twist drills Guhring no. 351

Standard DIN 346

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
Oversize shank

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 545
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Bushing length twist drills Guhring no. 257

Standard DIN 341

Tool material HSS
Special geometry
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 547

Bushing length twist drills Guhring no. 505

Standard DIN 341

Tool material HSS
Especially large flute long chipping materials up to 500 N/mm²

mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 4.20

Standard range page 547

Bushing length twist drills Guhring no. 551

Standard DIN 341

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 5.50

Standard range page 547

Bushing length twist drills Guhring no. 655

Standard DIN 341

Tool material HSS
Special geometry
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 4.00

Standard range page 547

Bushing length twist drills Guhring no. 656

Standard DIN 341

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 5.60

Standard range page 547
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Bushing length twist drills Guhring no. 357

Standard DIN 341

Tool material HSCO
Co-alloyed high speed steel
Special geometry
Increased wear resistance
For drilling through drill bushes

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 4.75

Standard range page 547

Bushing length twist drills Guhring no. 623

Standard DIN 341

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For unsatisfactory chip evacuation

alloyed/unalloyed steels and castings over 800 
N/mm²
hot and cold rolled steels
antifriction bearing steels
high alloyed steels
Heat treatable and case hardened steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 10.00

Standard range page 547

Bushing length twist drills Guhring no. 523

Standard Guhring std.

Tool material HSS
Special geometry
Oversize shank
For drilling through drill bushes

alloyed/unalloyed steel and cast steel 
grey cast iron, malleable and spheroidal iron
sintered powder metal, German silver and 
graphite

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 14.01

Standard range page 554

Oil feed drills short Guhring no. 269

Standard Guhring std.

Tool material HSS
For drilling through drill bushes laminated sheet metal

steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 9.52

Standard range page 555

Oil feed drills, flute length to DIN 341 Guhring no. 1101

Standard Guhring std.

Tool material HSS
For drilling through drill bushes laminated sheet metal

steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 557
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Oil feed drills, flute length to DIN 341 Guhring no. 270

Standard Guhring std.

Tool material HSS
For drilling through drill bushes laminated sheet metal

steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 558

Oil feed drills, flute length to DIN 341 Guhring no. 271

Standard Guhring std.

Tool material HSS
For drilling through drill bushes laminated sheet metal

steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 558

Oil feed drills, flute length to DIN 341 Guhring no. 272

Standard Guhring std.

Tool material HSS
For drilling through drill bushes laminated sheet metal

steel and cast steel, grey cast iron
austenitic steels up to 800 N/mm²

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 10.00

Standard range page 558

Oil feed drills, flute length to DIN 341 Guhring no. 370

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 558

Oil feed drills, flute length to DIN 341 Guhring no. 371

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 558



A A

148

C F P S M

149

Taper shank twist drills

Ta
pe

r 
sh

an
k 

tw
is

t 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills, flute length to DIN 341 Guhring no. 372

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 558

Oil feed drills, flute length to DIN 1870 Guhring no. 374

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 561

Oil feed drills, flute length to DIN 1870 Guhring no. 375

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 561

Oil feed drills, flute length to DIN 1870 Guhring no. 376

Standard Guhring std.

Tool material HSCO
Co-alloyed high speed steel
Increased wear resistance
For drilling through drill bushes

tensile and high tensile steels
cast steel, grey cast iron
stainless/acid/heat resistant steels
tensile strength between 800 and 1300 N/mm²

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 11.00

Standard range page 561

Extra length twist drills, series 1 Guhring no. 266

Standard DIN 1870

Tool material HSS
For extremely deep holes alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 7.55

Standard range page 563

Taper shank twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Extra length twist drills, series 1 Guhring no. 525

Standard DIN 1870

Tool material HSS
For extremely deep holes
For soft and long-chipping materials

long chipping materials up to 500 N/mm²
mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 7.75

Standard range page 563

Extra length twist drills, series 1 Guhring no. 526

Standard DIN 1870

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 5.80

Standard range page 563

Extra length twist drills, series 1 Guhring no. 620

Standard DIN 1870

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For unsatisfactory chip evacuation
For extremely deep holes

high tensile steels and cast steels
grey cast iron, malleable and spheroidal iron Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 9.52

Standard range page 563

Extra length twist drills, series 2 Guhring no. 267

Standard DIN 1870

Tool material HSS
For extremely deep holes alloyed/unalloyed steel and cast steel

grey cast iron, malleable and spheroidal iron
sintered powder metal

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 7.70

Standard range page 566

Extra length twist drills, series 2 Guhring no. 527

Standard DIN 1870

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 7.50

Standard range page 566
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Extra length twist drills, series 2 Guhring no. 542

Standard DIN 1870

Tool material HSS
For extremely deep holes long chipping materials up to 500 N/mm²

mild steel
Aluminium, long chipping Al-alloys
zinc, refined copper, silumin, electron
zamak, argalium, soft plastics, wood

Surface

Type GT50

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 8.00

Standard range page 566

Extra length twist drills, series 2 Guhring no. 621

Standard DIN 1870

Tool material HSCO
Co-alloyed high speed steel
Wide flutes
Increased wear resistance
For unsatisfactory chip evacuation
For extremely deep holes

high tensile steels and cast steels
grey cast iron, malleable and spheroidal iron Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 9.52

Standard range page 566

Extra length twist drills Guhring no. 563

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 6.00

Standard range page 569

Extra length twist drills Guhring no. 566

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 8.00

Standard range page 569

Extra length twist drills Guhring no. 293

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 570
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Extra length twist drills Guhring no. 564

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 6.00

Standard range page 570

Extra length twist drills Guhring no. 565

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 6.00

Standard range page 571

Extra length twist drills Guhring no. 298

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 572

Extra length twist drills Guhring no. 299

Standard Guhring std.

Tool material HSS
Wide flutes
For unsatisfactory chip evacuation
For extremely deep holes

cast iron and steels up to 1000 N/mm²
Not recommended for:
CrNi steels, stainless steels

Surface

Type GT 100

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 130

Web thinned ≥Ø 14.01

Standard range page 573

Taper pin drills Guhring no. 532

Standard DIN 1898

Tool material HSS
For tapered holes
For holding taper pins
To DIN 1 (new: DIN EN 22 339)
DIN 7978 (new: DIN EN 28 736),
DIN 7977 (new: DIN EN 28737) and DIN 258

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.00

Standard range page 574
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Taper shank twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Carbide-tipped twist drill Guhring no. 705

Standard DIN 8041

Tool material Carbide
Carbide tipped spring steel

hard cast iron over 300 Brinell
pure molybdenum
hard bronzes
glass fibres reinforced plastics
(e.g. printed circuit boards)
Duroplastics that cause wear on lands and 
cutting edges

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 8.00

Standard range page 575
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Step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Stepped drills for centering to DIN 332 Guhring no. 274

Standard Guhring std.

Tool material HSS
60° countersink angle
For tapping size holes with centre
To DIN 332, sheet 2, form D
Application on centering/cut-off mach.

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.30

Standard range page 576

Stepped drills for centering to DIN 332 Guhring no. 574

Standard Guhring std.

Tool material HSS
60° countersink angle
For tapping size holes with centre
To DIN 332, sheet 2, form DR
Application on centering/cut-off mach.

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.30

Standard range page 576

Stepped drills for centering to DIN 332 Guhring no. 575

Standard Guhring std.

Tool material HSS
Shank without flat
60° countersink angle
For tapping size holes with centre
To DIN 332, sheet 2, form D

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.30

Standard range page 577

Stepped drills for centering to DIN 332 Guhring no. 576

Standard Guhring std.

Tool material HSS
Shank without flat
60° countersink angle
For tapping size holes with centre
To DIN 332, sheet 2, form D

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 6.80

Standard range page 578

Straight shank short step drills Guhring no. 378

Standard Guhring std.

Tool material HSS
Very high torsional stability
For CNC and NC machines
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.20

Standard range page 579
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Step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Straight shank short step drills Guhring no. 1147

Standard Guhring std.

Tool material HSS
Very high torsional stability
For CNC and NC machines
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.40

Standard range page 579

Straight shank short step drills Guhring no. 379

Standard Guhring std.

Tool material HSS
Very high torsional stability
For CNC and NC machines
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 974-1
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.40

Standard range page 580

Straight shank short step drills Guhring no. 380

Standard Guhring std.

Tool material HSS
Very high torsional stability
For CNC and NC machines
For tapping size holes
to DIN 336
For countersinking 90°
To DIN EN 20 273
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.50

Standard range page 581

Straight shank subland drills Guhring no. 536

Standard DIN 8374

Tool material HSS
fine tolerances
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.20

Standard range page 582

Straight shank subland drills Guhring no. 569

Standard DIN 8374

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
Form A and F
to DIN 74
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø

Standard range page 582
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Step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Straight shank subland drills Guhring no. 636

Standard Guhring std.

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
Form A
to DIN 74
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.40

Standard range page 582

Straight shank subland drills Guhring no. 638

Standard Guhring std.

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 974-1
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.20

Standard range page 582

Straight shank subland drills Guhring no. 538

Standard DIN 8376

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 974-1
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.40

Standard range page 583

Straight shank subland drills Guhring no. 738

Standard Guhring std.

Tool material Solid carbide
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 974-1
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

abrasive materials
AlSi-alloys
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges
high tensile steels, cast steel, grey cast iron
chilled cast iron, Mn hard steels, CrNi steels
bronzes, light metals

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 3.40

Standard range page 583

Straight shank subland drills Guhring no. 514

Standard Guhring std.

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.90

Standard range page 584
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Straight shank subland drills Guhring no. 540

Standard DIN 8378

Tool material HSS
For tapping size holes
to DIN 336
For countersinking 90°
For through holes
To DIN EN 20 273
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.50

Standard range page 585

Straight shank subland drills Guhring no. 739

Standard Guhring std.

Tool material Solid carbide
For tapping size holes
to DIN 336
For countersinking 90°
For through holes
To DIN EN 20 273
f dependent on small diameter
vc dependent on large diameter

abrasive materials
AlSi-alloys
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges
high tensile steels, cast steel, grey cast iron
chilled cast iron, Mn hard steels, CrNi steels
bronzes, light metals

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 2.50

Standard range page 585

Taper shank subland drills Guhring no. 637

Standard Guhring std.

Tool material HSS
fine tolerances
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 6.40

Standard range page 586

Taper shank subland drills Guhring no. 537

Standard Guhring std.

Tool material HSS
fine tolerances
For through holes
To DIN EN 20 273
For screwhead countersinks 90°
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.50

Standard range page 586

Taper shank subland drills Guhring no. 639

Standard Guhring std.

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 974-1
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.30

Standard range page 587
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Taper shank subland drills Guhring no. 539

Standard DIN 8377

Tool material HSS
For through holes
To DIN EN 20 273
For screwhead countersinks 180°
to DIN 74
For screws
to DIN 6912, 7513, 7984
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.50

Standard range page 588

Taper shank subland drills Guhring no. 520

Standard Guhring std.

Tool material HSS
For through holes
With old countersinks form H, J, K 
To DIN 75, part 2
For screws
To DIN 84, 912, 6712
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 5.30

Standard range page 589

Taper shank subland drills Guhring no. 541

Standard DIN 8379

Tool material HSS
For tapping size holes
To DIN 336, part 1
For countersinking 90°
To DIN EN 20 273
f dependent on small diameter
vc dependent on large diameter

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 6.80

Standard range page 590
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Center drills without flat Guhring no. 594

Standard ASA

Tool material HSS
For centre holes
Form A to U.S. standards Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 591

Center drills without flat Guhring no. 595

Standard ASA

Tool material HSS
For centre holes
Form B to U.S. standards Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 592

Center drills without flat Guhring no. 292

Standard BS 328

Tool material HSS
For centre holes
Form A to British standards Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.19

Standard range page 593

Center drills without flat Guhring no. 294

Standard BS 328

Tool material HSS
For centre holes
Form A to British standards Surface

Form A

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.19

Standard range page 593

Center drills without flat Guhring no. 581

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 594
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Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Center drills without flat Guhring no. 582

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

Surface

Form A

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 594

Center drills without flat Guhring no. 583

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R
d1 ≤ 0.8 mm: not double ended

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 594

Center drills without flat Guhring no. 584

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R
d1 ≤ 0.8 mm: not double ended

Surface

Form R

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 594

Center drills without flat Guhring no. 590

Standard DIN 333

Tool material HSS
With heel
Without protected countersink
Recess between countersink and hole  
Especially high rigidity
High cutting rates
For centre holes
To DIN 332, sheet 1, form A

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 595

Center drills without flat Guhring no. 613

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 595
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Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Center drills without flat Guhring no. 614

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R
d1 ≤ 0.8 mm: not double ended

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 595

Center drills without flat Guhring no. 381

Standard DIN 333

Tool material HSCO
Co-alloyed high speed steel
Without protected countersink
Increased wear resistance
For centre holes
To DIN 332, sheet 1, form A

materials over 800 N/mm²
stainl./acid-/heat-res. CrNi steel s Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 595

Center drills without flat Guhring no. 736

Standard Guhring std.

Tool material Solid carbide
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

abrasive materials
AlSi-alloys
fiber reinforced plastics
Duroplastics that cause wear on lands and 
cutting edges
high tensile steels, cast steel, grey cast iron
chilled cast iron, Mn hard steels, CrNi steels
bronzes, light metals

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 595

Center drills without flat Guhring no. 281

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 596

Center drills without flat Guhring no. 282

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
d1 ≤ 0.8 mm: not double ended

Surface

Form A

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 596
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Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Center drills without flat Guhring no. 283

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R
d1 ≤ 0.8 mm: not double ended

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 596

Center drills without flat Guhring no. 284

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R

Surface

Form R

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 596

Center drills without flat Guhring no. 585

Standard DIN 333

Tool material HSS
For centre holes
To DIN 332, sheet 1, form B
With protected 120° countersink 

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 597

Center drills without flat Guhring no. 586

Standard DIN 333

Tool material HSS
For centre holes
To DIN 332, sheet 1, form B
With protected 120° countersink 

Surface

Form B

Cutting direction left-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 597

Center drills without flat Guhring no. 591

Standard DIN 333

Tool material HSS
With heel
Recess between countersink and hole  
Especially high rigidity
High cutting rates
For centre holes
To DIN 332, sheet 1, form B
With protected 120° countersink 
d1 ≤ 0.8 mm: not double ended

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 597
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Center drills

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Center drills without flat Guhring no. 280

Standard Guhring std.

Tool material HSS
Long special drill
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A
For deep centering positions 

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 598

Center drills without flat Guhring no. 285

Standard Guhring std.

Tool material HSS
For centre holes

With protected 120° countersink 

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 599

Center drills with flat Guhring no. 587

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 600

Center drills with flat Guhring no. 588

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 600

Center drills with flat Guhring no. 287

Standard DIN 333

Tool material HSS
Without protected countersink
For centre holes
To DIN 332, sheet 1, form A

Surface

Form A

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 601
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Center drills with flat Guhring no. 288

Standard DIN 333

Tool material HSS
Especially high rigidity
Correct positioning between lathe centers
For centre holes
To DIN 332, sheet 1, form R

Surface

Form R

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 601

Center drills with flat Guhring no. 589

Standard DIN 333

Tool material HSS
For centre holes
To DIN 332, sheet 1, form B
With protected 120° countersink 

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 602

Center drills with flat Guhring no. 289

Standard Guhring std.

Tool material HSS
For centre holes
To DIN 332, sheet 1, form B
With protected 120° countersink 

Surface

Form B

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 118

Web thinned ≥Ø 1.60

Standard range page 603
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Straight shank core drills Guhring no. 750

Standard Guhring std.

Tool material Carbide
Core drills
Three flutes
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

steels over 1000 N/mm²
cast iron over 240 Brinell
Mn-steels, AlSi alloys
hard and abrasive plastics

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 604

Straight shank core drills Guhring no. 533

Standard DIN 344

Tool material HSS
Core drills
Three flutes
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 605

Taper shank core drills Guhring no. 729

Standard Guhring std.

Tool material Carbide
Core drills, carbide tipped
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

steels over 1000 N/mm²
cast iron over 240 Brinell
Mn-steels, AlSi alloys
hard and abrasive plastics

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 608

Taper shank core drills Guhring no. 534

Standard DIN 343

Tool material HSS
Core drills
Three flutes
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 609

Taper shank core drills Guhring no. 634

Standard DIN 343

Tool material HSCO
Core drills
Co-alloyed high speed steel
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 609
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Taper shank core drills Guhring no. 635

Standard DIN 1864

Tool material HSCO
Core drills
Co-alloyed high speed steel
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 613

Taper shank core drills Guhring no. 555

Standard DIN 1864

Tool material HSS
Core drills
Especially high rigidity
For pre-drilled/-cast/-punched holes
Corrects alignment inaccuracies
Corrects circularity errors
Improved surface quality of hole
Observe min. pilot hole dia.
Chamfer dia. < tapping size hole
Perf. finish reaming after core drilling

Surface

Type N

Cutting direction right-hand

Point geometry Relieved cone

Point angle ° 120

Web thinned ≥Ø

Standard range page 614



A A

MF

C TiCN Carbo Cristall F FIRE/nanoFIRE P AlCrN S TiN TiN+ M MolyGlide Signum

167

615

Accessories

A
ccessories

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Accessories

A
cc

es
so

rie
s

Oil feed adaptors Guhring no. 230

Standard Guhring std.

Standard range page

Product information
For Guhring oil feed drills
(guhring no. 269, 271, 371 and 375) 
Suitable for all drilling machines. 
The oil feed drill fits direct into the 
spindle. 
Radial coolant via the ball race at the 
run-out of the flutes.

The adaptor does not extend the 
drilling system. 
Longitudinal stability and torsional 
rigidity are completely maintained.
Coolant: soluble oil.  
Thin cutting oil can be used. 
As a rule, coolant pumps are sufficient.
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Ratio drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 62.00 20.00 36.00
3.100 6.000 62.00 20.00 36.00
3.170 1/8 6.000 62.00 20.00 36.00
3.200 6.000 62.00 20.00 36.00
3.250 6.000 62.00 20.00 36.00
3.300 6.000 62.00 20.00 36.00
3.400 6.000 62.00 20.00 36.00
3.500 6.000 62.00 20.00 36.00
3.570 9/64 6.000 62.00 20.00 36.00
3.600 6.000 62.00 20.00 36.00
3.700 6.000 62.00 20.00 36.00
3.800 6.000 66.00 24.00 36.00
3.900 6.000 66.00 24.00 36.00
3.970 5/32 6.000 66.00 24.00 36.00
4.000 6.000 66.00 24.00 36.00
4.100 6.000 66.00 24.00 36.00
4.200 6.000 66.00 24.00 36.00
4.300 6.000 66.00 24.00 36.00
4.370 11/64 6.000 66.00 24.00 36.00
4.400 6.000 66.00 24.00 36.00
4.500 6.000 66.00 24.00 36.00
4.600 6.000 66.00 24.00 36.00
4.650 6.000 66.00 24.00 36.00
4.700 6.000 66.00 24.00 36.00
4.760 3/16 6.000 66.00 28.00 36.00
4.800 6.000 66.00 28.00 36.00
4.900 6.000 66.00 28.00 36.00
5.000 6.000 66.00 28.00 36.00
5.100 6.000 66.00 28.00 36.00
5.160 13/64 6.000 66.00 28.00 36.00
5.200 6.000 66.00 28.00 36.00
5.300 6.000 66.00 28.00 36.00
5.400 6.000 66.00 28.00 36.00
5.500 6.000 66.00 28.00 36.00
5.550 6.000 66.00 28.00 36.00
5.560 7/32 6.000 66.00 28.00 36.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.600 6.000 66.00 28.00 36.00
5.650 6.000 66.00 28.00 36.00
5.700 6.000 66.00 28.00 36.00
5.800 6.000 66.00 28.00 36.00
5.900 6.000 66.00 28.00 36.00
5.950 15/64 6.000 66.00 28.00 36.00
6.000 6.000 66.00 28.00 36.00
6.100 8.000 79.00 34.00 36.00
6.200 8.000 79.00 34.00 36.00
6.300 8.000 79.00 34.00 36.00
6.350 1/4 8.000 79.00 34.00 36.00
6.400 8.000 79.00 34.00 36.00
6.500 8.000 79.00 34.00 36.00
6.600 8.000 79.00 34.00 36.00
6.700 8.000 79.00 34.00 36.00
6.750 17/64 8.000 79.00 34.00 36.00
6.800 8.000 79.00 34.00 36.00
6.900 8.000 79.00 34.00 36.00
7.000 8.000 79.00 34.00 36.00
7.100 8.000 79.00 41.00 36.00
7.140 9/32 8.000 79.00 41.00 36.00
7.200 8.000 79.00 41.00 36.00
7.300 8.000 79.00 41.00 36.00
7.400 8.000 79.00 41.00 36.00
7.500 8.000 79.00 41.00 36.00
7.540 19/64 8.000 79.00 41.00 36.00
7.600 8.000 79.00 41.00 36.00
7.700 8.000 79.00 41.00 36.00
7.800 8.000 79.00 41.00 36.00
7.900 8.000 79.00 41.00 36.00
7.940 5/16 8.000 79.00 41.00 36.00
8.000 8.000 79.00 41.00 36.00
8.100 10.000 89.00 47.00 40.00
8.200 10.000 89.00 47.00 40.00
8.300 10.000 89.00 47.00 40.00
8.330 21/64 10.000 89.00 47.00 40.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

8.400 10.000 89.00 47.00 40.00
8.500 10.000 89.00 47.00 40.00
8.600 10.000 89.00 47.00 40.00
8.700 10.000 89.00 47.00 40.00
8.730 11/32 10.000 89.00 47.00 40.00
8.800 10.000 89.00 47.00 40.00
8.900 10.000 89.00 47.00 40.00
9.000 10.000 89.00 47.00 40.00
9.100 10.000 89.00 47.00 40.00
9.130 23/64 10.000 89.00 47.00 40.00
9.200 10.000 89.00 47.00 40.00
9.250 10.000 89.00 47.00 40.00
9.300 10.000 89.00 47.00 40.00
9.400 10.000 89.00 47.00 40.00
9.500 10.000 89.00 47.00 40.00
9.520 3/8 10.000 89.00 47.00 40.00
9.600 10.000 89.00 47.00 40.00
9.700 10.000 89.00 47.00 40.00
9.800 10.000 89.00 47.00 40.00
9.900 10.000 89.00 47.00 40.00
9.920 25/64 10.000 89.00 47.00 40.00
10.000 10.000 89.00 47.00 40.00
10.100 12.000 102.00 55.00 45.00
10.200 12.000 102.00 55.00 45.00
10.300 12.000 102.00 55.00 45.00
10.320 13/32 12.000 102.00 55.00 45.00
10.400 12.000 102.00 55.00 45.00
10.500 12.000 102.00 55.00 45.00
10.600 12.000 102.00 55.00 45.00
10.700 12.000 102.00 55.00 45.00
10.720 27/64 12.000 102.00 55.00 45.00
10.800 12.000 102.00 55.00 45.00
10.900 12.000 102.00 55.00 45.00
11.000 12.000 102.00 55.00 45.00
11.100 12.000 102.00 55.00 45.00
11.110 7/16 12.000 102.00 55.00 45.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

11.200 12.000 102.00 55.00 45.00
11.300 12.000 102.00 55.00 45.00
11.400 12.000 102.00 55.00 45.00
11.500 12.000 102.00 55.00 45.00
11.600 12.000 102.00 55.00 45.00
11.700 12.000 102.00 55.00 45.00
11.800 12.000 102.00 55.00 45.00
11.900 12.000 102.00 55.00 45.00
11.910 15/32 12.000 102.00 55.00 45.00
12.000 12.000 102.00 55.00 45.00
12.100 14.000 107.00 60.00 45.00
12.200 14.000 107.00 60.00 45.00
12.300 31/64 14.000 107.00 60.00 45.00
12.400 14.000 107.00 60.00 45.00
12.500 14.000 107.00 60.00 45.00
12.600 14.000 107.00 60.00 45.00
12.700 1/2 14.000 107.00 60.00 45.00
12.800 14.000 107.00 60.00 45.00
13.000 14.000 107.00 60.00 45.00
13.100 33/64 14.000 107.00 60.00 45.00
13.200 14.000 107.00 60.00 45.00
13.300 14.000 107.00 60.00 45.00
13.400 14.000 107.00 60.00 45.00
13.500 14.000 107.00 60.00 45.00
13.700 14.000 107.00 60.00 45.00
13.800 14.000 107.00 60.00 45.00
13.890 35/64 14.000 107.00 60.00 45.00
14.000 14.000 107.00 60.00 45.00
14.200 16.000 115.00 65.00 48.00
14.290 9/16 16.000 115.00 65.00 48.00
14.300 16.000 115.00 65.00 48.00
14.400 16.000 115.00 65.00 48.00
14.500 16.000 115.00 65.00 48.00
14.700 16.000 115.00 65.00 48.00
14.800 16.000 115.00 65.00 48.00
15.000 16.000 115.00 65.00 48.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

15.100 16.000 115.00 65.00 48.00
15.200 16.000 115.00 65.00 48.00
15.300 16.000 115.00 65.00 48.00
15.480 39/64 16.000 115.00 65.00 48.00
15.500 16.000 115.00 65.00 48.00
15.600 16.000 115.00 65.00 48.00
15.700 16.000 115.00 65.00 48.00
15.800 16.000 115.00 65.00 48.00
15.870 5/8 16.000 115.00 65.00 48.00
15.900 16.000 115.00 65.00 48.00
16.000 16.000 115.00 65.00 48.00
16.100 18.000 123.00 73.00 48.00
16.200 18.000 123.00 73.00 48.00
16.270 41/64 18.000 123.00 73.00 48.00
16.300 18.000 123.00 73.00 48.00
16.500 18.000 123.00 73.00 48.00
16.800 18.000 123.00 73.00 48.00
16.900 18.000 123.00 73.00 48.00
17.000 18.000 123.00 73.00 48.00
17.300 18.000 123.00 73.00 48.00
17.460 11/16 18.000 123.00 73.00 48.00
17.500 18.000 123.00 73.00 48.00
17.700 18.000 123.00 73.00 48.00
17.860 45/64 18.000 123.00 73.00 48.00
18.000 18.000 123.00 73.00 48.00
18.100 20.000 131.00 79.00 50.00
18.300 20.000 131.00 79.00 50.00
18.500 20.000 131.00 79.00 50.00
18.650 47/64 20.000 131.00 79.00 50.00
18.900 20.000 131.00 79.00 50.00
19.000 20.000 131.00 79.00 50.00
19.050 3/4 20.000 131.00 79.00 50.00
19.200 20.000 131.00 79.00 50.00
19.300 20.000 131.00 79.00 50.00
19.500 20.000 131.00 79.00 50.00
19.600 20.000 131.00 79.00 50.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1184 2480 2472 2475 8524

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F RT 100 HF

Drilling depth 3xD 3xD 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 121 121

Techn. data page 90 90 90 90 90

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

20.000 20.000 131.00 79.00 50.00 l l l l
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Ratio drills without oil feed

R
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2717 2996 2719 2712

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 91 91 91 91

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 66.00 28.00 36.00
3.100 6.000 66.00 28.00 36.00
3.170 1/8 6.000 66.00 28.00 36.00
3.200 6.000 66.00 28.00 36.00
3.250 6.000 66.00 28.00 36.00
3.300 6.000 66.00 28.00 36.00
3.400 6.000 66.00 28.00 36.00
3.500 6.000 66.00 28.00 36.00
3.570 9/64 6.000 66.00 28.00 36.00
3.600 6.000 66.00 28.00 36.00
3.700 6.000 66.00 28.00 36.00
3.800 6.000 74.00 36.00 36.00
3.900 6.000 74.00 36.00 36.00
3.970 5/32 6.000 74.00 36.00 36.00
4.000 6.000 74.00 36.00 36.00
4.100 6.000 74.00 36.00 36.00
4.200 6.000 74.00 36.00 36.00
4.300 6.000 74.00 36.00 36.00
4.370 11/64 6.000 74.00 36.00 36.00
4.400 6.000 74.00 36.00 36.00
4.500 6.000 74.00 36.00 36.00
4.600 6.000 74.00 36.00 36.00
4.650 6.000 74.00 36.00 36.00
4.700 6.000 74.00 36.00 36.00
4.760 3/16 6.000 82.00 44.00 36.00
4.800 6.000 82.00 44.00 36.00
4.900 6.000 82.00 44.00 36.00
5.000 6.000 82.00 44.00 36.00
5.100 6.000 82.00 44.00 36.00
5.160 13/64 6.000 82.00 44.00 36.00
5.200 6.000 82.00 44.00 36.00
5.300 6.000 82.00 44.00 36.00
5.400 6.000 82.00 44.00 36.00
5.500 6.000 82.00 44.00 36.00
5.550 6.000 82.00 44.00 36.00
5.560 7/32 6.000 82.00 44.00 36.00

l l l
l l
l l
l l
l l

l l l l
l l

l l l l
l l
l l
l l
l l
l l
l l

l l l l
l l
l l
l l
l l
l l
l l m
l l
l l
l l
l l
l l
l l

l l l l
l l
l l
l l
l l
l l

m l l
l l
l l



A A

174

C F P S M

175

S F F F

l1 

d
1 d
2 

l2 l3 

t max

tmax = l2-1,5 x d1

Ratio drills without oil feed

R
at

io
 d

ril
ls

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2717 2996 2719 2712

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 91 91 91 91

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.600 6.000 82.00 44.00 36.00
5.700 6.000 82.00 44.00 36.00
5.800 6.000 82.00 44.00 36.00
5.900 6.000 82.00 44.00 36.00
5.950 15/64 6.000 82.00 44.00 36.00
6.000 6.000 82.00 44.00 36.00
6.100 8.000 91.00 53.00 36.00
6.200 8.000 91.00 53.00 36.00
6.300 8.000 91.00 53.00 36.00
6.350 1/4 8.000 91.00 53.00 36.00
6.400 8.000 91.00 53.00 36.00
6.500 8.000 91.00 53.00 36.00
6.600 8.000 91.00 53.00 36.00
6.700 8.000 91.00 53.00 36.00
6.750 17/64 8.000 91.00 53.00 36.00
6.800 8.000 91.00 53.00 36.00
6.900 8.000 91.00 53.00 36.00
7.000 8.000 91.00 53.00 36.00
7.100 8.000 91.00 53.00 36.00
7.140 9/32 8.000 91.00 53.00 36.00
7.200 8.000 91.00 53.00 36.00
7.300 8.000 91.00 53.00 36.00
7.400 8.000 91.00 53.00 36.00
7.500 8.000 91.00 53.00 36.00
7.540 19/64 8.000 91.00 53.00 36.00
7.600 8.000 91.00 53.00 36.00
7.700 8.000 91.00 53.00 36.00
7.800 8.000 91.00 53.00 36.00
7.900 8.000 91.00 53.00 36.00
7.940 5/16 8.000 91.00 53.00 36.00
8.000 8.000 91.00 53.00 36.00
8.100 10.000 103.00 61.00 40.00
8.200 10.000 103.00 61.00 40.00
8.300 10.000 103.00 61.00 40.00
8.330 21/64 10.000 103.00 61.00 40.00
8.400 10.000 103.00 61.00 40.00
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tmax = l2-1,5 x d1

Ratio drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2717 2996 2719 2712

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 91 91 91 91

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

8.500 10.000 103.00 61.00 40.00
8.600 10.000 103.00 61.00 40.00
8.700 10.000 103.00 61.00 40.00
8.730 11/32 10.000 103.00 61.00 40.00
8.800 10.000 103.00 61.00 40.00
8.900 10.000 103.00 61.00 40.00
9.000 10.000 103.00 61.00 40.00
9.100 10.000 103.00 61.00 40.00
9.130 23/64 10.000 103.00 61.00 40.00
9.200 10.000 103.00 61.00 40.00
9.250 10.000 103.00 61.00 40.00
9.300 10.000 103.00 61.00 40.00
9.400 10.000 103.00 61.00 40.00
9.500 10.000 103.00 61.00 40.00
9.520 3/8 10.000 103.00 61.00 40.00
9.600 10.000 103.00 61.00 40.00
9.700 10.000 103.00 61.00 40.00
9.800 10.000 103.00 61.00 40.00
9.900 10.000 103.00 61.00 40.00
9.920 25/64 10.000 103.00 61.00 40.00
10.000 10.000 103.00 61.00 40.00
10.100 12.000 118.00 71.00 45.00
10.200 12.000 118.00 71.00 45.00
10.300 12.000 118.00 71.00 45.00
10.320 13/32 12.000 118.00 71.00 45.00
10.400 12.000 118.00 71.00 45.00
10.500 12.000 118.00 71.00 45.00
10.600 12.000 118.00 71.00 45.00
10.700 12.000 118.00 71.00 45.00
10.800 12.000 118.00 71.00 45.00
10.900 12.000 118.00 71.00 45.00
11.000 12.000 118.00 71.00 45.00
11.100 12.000 118.00 71.00 45.00
11.110 7/16 12.000 118.00 71.00 45.00
11.200 12.000 118.00 71.00 45.00
11.300 12.000 118.00 71.00 45.00
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tmax = l2-1,5 x d1

Ratio drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2717 2996 2719 2712

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 91 91 91 91

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

11.400 12.000 118.00 71.00 45.00
11.500 12.000 118.00 71.00 45.00
11.600 12.000 118.00 71.00 45.00
11.700 12.000 118.00 71.00 45.00
11.800 12.000 118.00 71.00 45.00
11.900 12.000 118.00 71.00 45.00
11.910 15/32 12.000 118.00 71.00 45.00
12.000 12.000 118.00 71.00 45.00
12.100 14.000 124.00 77.00 45.00
12.200 14.000 124.00 77.00 45.00
12.400 14.000 124.00 77.00 45.00
12.500 14.000 124.00 77.00 45.00
12.600 14.000 124.00 77.00 45.00
12.700 1/2 14.000 124.00 77.00 45.00
12.800 14.000 124.00 77.00 45.00
13.000 14.000 124.00 77.00 45.00
13.100 33/64 14.000 124.00 77.00 45.00
13.300 14.000 124.00 77.00 45.00
13.500 14.000 124.00 77.00 45.00
13.700 14.000 124.00 77.00 45.00
14.000 14.000 124.00 77.00 45.00
14.200 16.000 133.00 83.00 48.00
14.290 9/16 16.000 133.00 83.00 48.00
14.300 16.000 133.00 83.00 48.00
14.400 16.000 133.00 83.00 48.00
14.500 16.000 133.00 83.00 48.00
14.700 16.000 133.00 83.00 48.00
14.800 16.000 133.00 83.00 48.00
15.000 16.000 133.00 83.00 48.00
15.100 16.000 133.00 83.00 48.00
15.200 16.000 133.00 83.00 48.00
15.300 16.000 133.00 83.00 48.00
15.500 16.000 133.00 83.00 48.00
15.600 16.000 133.00 83.00 48.00
15.700 16.000 133.00 83.00 48.00
15.800 16.000 133.00 83.00 48.00
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tmax = l2-1,5 x d1

Ratio drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2717 2996 2719 2712

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 F

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 91 91 91 91

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

16.000 16.000 133.00 83.00 48.00
16.500 18.000 143.00 93.00 48.00
17.000 18.000 143.00 93.00 48.00
17.500 18.000 143.00 93.00 48.00
18.000 18.000 143.00 93.00 48.00
18.500 20.000 153.00 101.00 50.00
19.000 20.000 153.00 101.00 50.00
19.500 20.000 153.00 101.00 50.00
20.000 20.000 153.00 101.00 50.00
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Ratio drills without oil feed
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1242 2473 1702

Standard DIN 6539

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 F

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 91 92 92

d1 l1 l2
Availability

mm inch mm mm

3.000 46.00 16.00
3.100 49.00 18.00
3.170 1/8 49.00 18.00
3.200 49.00 18.00
3.300 49.00 18.00
3.400 52.00 20.00
3.500 52.00 20.00
3.570 9/64 52.00 20.00
3.600 52.00 20.00
3.700 52.00 20.00
3.800 55.00 22.00
3.900 55.00 22.00
3.970 5/32 55.00 22.00
4.000 55.00 22.00
4.100 55.00 22.00
4.200 55.00 22.00
4.300 58.00 24.00
4.370 11/64 58.00 24.00
4.400 58.00 24.00
4.500 58.00 24.00
4.600 58.00 24.00
4.700 58.00 24.00
4.760 3/16 62.00 26.00
4.800 62.00 26.00
4.900 62.00 26.00
5.000 62.00 26.00
5.100 62.00 26.00
5.160 13/64 62.00 26.00
5.200 62.00 26.00
5.300 62.00 26.00
5.400 66.00 28.00
5.500 66.00 28.00
5.560 7/32 66.00 28.00
5.600 66.00 28.00
5.700 66.00 28.00
5.800 66.00 28.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1242 2473 1702

Standard DIN 6539

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 F

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 91 92 92

d1 l1 l2
Availability

mm inch mm mm

5.900 66.00 28.00
5.950 15/64 66.00 28.00
6.000 66.00 28.00
6.100 70.00 31.00
6.200 70.00 31.00
6.300 70.00 31.00
6.350 1/4 70.00 31.00
6.400 70.00 31.00
6.500 70.00 31.00
6.600 70.00 31.00
6.700 70.00 31.00
6.750 17/64 74.00 34.00
6.800 74.00 34.00
6.900 74.00 34.00
7.000 74.00 34.00
7.100 74.00 34.00
7.140 9/32 74.00 34.00
7.200 74.00 34.00
7.300 74.00 34.00
7.400 74.00 34.00
7.500 74.00 34.00
7.540 19/64 79.00 37.00
7.600 79.00 37.00
7.700 79.00 37.00
7.800 79.00 37.00
7.900 79.00 37.00
7.940 5/16 79.00 37.00
8.000 79.00 37.00
8.100 79.00 37.00
8.200 79.00 37.00
8.300 79.00 37.00
8.330 21/64 79.00 37.00
8.400 79.00 37.00
8.500 79.00 37.00
8.600 84.00 40.00
8.700 84.00 40.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1242 2473 1702

Standard DIN 6539

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 F

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 91 92 92

d1 l1 l2
Availability

mm inch mm mm

8.730 11/32 84.00 40.00
8.800 84.00 40.00
8.900 84.00 40.00
9.000 84.00 40.00
9.100 84.00 40.00
9.130 23/64 84.00 40.00
9.200 84.00 40.00
9.300 84.00 40.00
9.400 84.00 40.00
9.500 84.00 40.00
9.520 3/8 89.00 43.00
9.600 89.00 43.00
9.700 89.00 43.00
9.800 89.00 43.00
9.900 89.00 43.00
9.920 25/64 89.00 43.00
10.000 89.00 43.00
10.100 89.00 43.00
10.200 89.00 43.00
10.300 89.00 43.00
10.320 13/32 89.00 43.00
10.400 89.00 43.00
10.500 89.00 43.00
10.600 89.00 43.00
10.700 95.00 47.00
10.720 27/64 95.00 47.00
10.800 95.00 47.00
10.900 95.00 47.00
11.000 95.00 47.00
11.100 95.00 47.00
11.110 7/16 95.00 47.00
11.200 95.00 47.00
11.300 95.00 47.00
11.400 95.00 47.00
11.500 95.00 47.00
11.510 29/64 95.00 47.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1242 2473 1702

Standard DIN 6539

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 F

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 91 92 92

d1 l1 l2
Availability

mm inch mm mm

11.600 95.00 47.00
11.800 95.00 47.00
11.900 102.00 51.00
11.910 15/32 102.00 51.00
12.000 102.00 51.00
12.300 31/64 102.00 51.00
12.500 102.00 51.00
12.700 1/2 102.00 51.00
13.000 102.00 51.00
13.500 107.00 54.00
14.000 107.00 54.00
14.500 111.00 56.00
15.000 111.00 56.00
15.500 115.00 58.00
16.000 115.00 58.00
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Ratio drills without oil feed
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1243 2474

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U

Drilling depth 5xD 5xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 92 92

d1 l1 l2
Availability

mm inch mm mm

5.000 73.00 34.00
5.100 76.00 38.00
5.160 13/64 76.00 38.00
5.200 76.00 38.00
5.300 76.00 38.00
5.400 76.00 38.00
5.500 76.00 38.00
5.560 7/32 81.00 41.00
5.600 81.00 41.00
5.700 81.00 41.00
5.800 81.00 41.00
5.900 81.00 41.00
5.950 15/64 81.00 41.00
6.000 81.00 41.00
6.100 81.00 41.00
6.200 81.00 41.00
6.300 81.00 41.00
6.350 1/4 81.00 41.00
6.400 81.00 41.00
6.500 81.00 41.00
6.600 83.00 43.00
6.700 83.00 43.00
6.750 17/64 83.00 43.00
6.800 83.00 43.00
6.900 83.00 43.00
7.000 83.00 43.00
7.100 87.00 45.00
7.140 9/32 87.00 45.00
7.200 87.00 45.00
7.300 87.00 45.00
7.400 87.00 45.00
7.500 87.00 45.00
7.540 19/64 90.00 48.00
7.600 90.00 48.00
7.700 90.00 48.00
7.800 90.00 48.00
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1243 2474

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U

Drilling depth 5xD 5xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 92 92

d1 l1 l2
Availability

mm inch mm mm

7.900 90.00 48.00
7.940 5/16 90.00 48.00
8.000 90.00 48.00
8.100 96.00 53.00
8.200 96.00 53.00
8.300 96.00 53.00
8.330 21/64 96.00 53.00
8.400 96.00 53.00
8.500 96.00 53.00
8.600 98.00 55.00
8.700 98.00 55.00
8.730 11/32 98.00 55.00
8.800 98.00 55.00
8.900 98.00 55.00
9.000 98.00 55.00
9.130 23/64 102.00 58.00
9.200 102.00 58.00
9.300 102.00 58.00
9.400 102.00 58.00
9.500 102.00 58.00
9.520 3/8 105.00 60.00
9.600 105.00 60.00
9.700 105.00 60.00
9.800 105.00 60.00
9.900 105.00 60.00
9.920 25/64 105.00 60.00
10.000 105.00 60.00
10.100 112.00 66.00
10.200 112.00 66.00
10.300 112.00 66.00
10.320 13/32 112.00 66.00
10.400 112.00 66.00
10.500 112.00 66.00
10.600 114.00 68.00
10.700 114.00 68.00
10.720 27/64 114.00 68.00
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tmax = l2-1,5 x d1

Ratio drills without oil feed
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Ratio drills without oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1243 2474

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U

Drilling depth 5xD 5xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 92 92

d1 l1 l2
Availability

mm inch mm mm

10.800 114.00 68.00
10.900 114.00 68.00
11.000 114.00 68.00
11.100 118.00 71.00
11.110 7/16 118.00 71.00
11.400 118.00 71.00
11.500 118.00 71.00
11.600 121.00 73.00
11.700 121.00 73.00
11.800 121.00 73.00
11.900 121.00 73.00
11.910 15/32 121.00 73.00
12.000 121.00 73.00
12.500 135.00 76.00
12.700 1/2 137.00 78.00
13.000 137.00 78.00
13.500 144.00 84.00
14.000 147.00 86.00
14.500 151.00 89.00
15.000 153.00 91.00
15.500 157.00 94.00
16.000 160.00 96.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 62.00 20.00 36.00
3.100 6.000 62.00 20.00 36.00
3.170 1/8 6.000 62.00 20.00 36.00
3.200 6.000 62.00 20.00 36.00
3.250 6.000 62.00 20.00 36.00
3.300 6.000 62.00 20.00 36.00
3.400 6.000 62.00 20.00 36.00
3.500 6.000 62.00 20.00 36.00
3.570 9/64 6.000 62.00 20.00 36.00
3.600 6.000 62.00 20.00 36.00
3.700 6.000 62.00 20.00 36.00
3.800 6.000 66.00 24.00 36.00
3.900 6.000 66.00 24.00 36.00
3.970 5/32 6.000 66.00 24.00 36.00
4.000 6.000 66.00 24.00 36.00
4.040 6.000 66.00 24.00 36.00
4.100 6.000 66.00 24.00 36.00
4.200 6.000 66.00 24.00 36.00
4.300 6.000 66.00 24.00 36.00
4.370 11/64 6.000 66.00 24.00 36.00
4.400 6.000 66.00 24.00 36.00
4.450 6.000 66.00 24.00 36.00
4.500 6.000 66.00 24.00 36.00
4.600 6.000 66.00 24.00 36.00
4.650 6.000 66.00 24.00 36.00
4.700 6.000 66.00 24.00 36.00
4.760 3/16 6.000 66.00 28.00 36.00
4.800 6.000 66.00 28.00 36.00
4.900 6.000 66.00 28.00 36.00
5.000 6.000 66.00 28.00 36.00
5.100 6.000 66.00 28.00 36.00
5.110 6.000 66.00 28.00 36.00
5.160 13/64 6.000 66.00 28.00 36.00
5.200 6.000 66.00 28.00 36.00
5.300 6.000 66.00 28.00 36.00
5.400 6.000 66.00 28.00 36.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability

l l l l
m l l l l

l l l l
l l l l
l l l l
l l l l

l l l l l
m l l l l

l l l l
l l l l

m l l l l
l l l l l

l l l l
l l l l

l l l l l l l

l l l l l l
l l l l l l l
l m l l l l

l l l l
l l l l

m l l l l l
l l l l
l l l l

l l l l l
l l l l
l l l l
l l l l

l m l l l l l
l l l l

l l l l
l m l l l l

l m l l l l
m l l l l l



C F P S M

189

A A

188

S F F

l1 

d
1 d
2 

l2 l3 

tmax

tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.410 6.000 66.00 28.00 36.00
5.500 6.000 66.00 28.00 36.00
5.550 6.000 66.00 28.00 36.00
5.560 7/32 6.000 66.00 28.00 36.00
5.600 6.000 66.00 28.00 36.00
5.650 6.000 66.00 28.00 36.00
5.700 6.000 66.00 28.00 36.00
5.750 6.000 66.00 28.00 36.00
5.800 6.000 66.00 28.00 36.00
5.900 6.000 66.00 28.00 36.00
5.950 15/64 6.000 66.00 28.00 36.00
6.000 6.000 66.00 28.00 36.00
6.100 8.000 79.00 34.00 36.00
6.200 8.000 79.00 34.00 36.00
6.300 8.000 79.00 34.00 36.00
6.350 1/4 8.000 79.00 34.00 36.00
6.400 8.000 79.00 34.00 36.00
6.500 8.000 79.00 34.00 36.00
6.530 8.000 79.00 34.00 36.00
6.600 8.000 79.00 34.00 36.00
6.700 8.000 79.00 34.00 36.00
6.750 17/64 8.000 79.00 34.00 36.00
6.800 8.000 79.00 34.00 36.00
6.900 8.000 79.00 34.00 36.00
7.000 8.000 79.00 34.00 36.00
7.100 8.000 79.00 41.00 36.00
7.140 9/32 8.000 79.00 41.00 36.00
7.200 8.000 79.00 41.00 36.00
7.300 8.000 79.00 41.00 36.00
7.400 8.000 79.00 41.00 36.00
7.450 8.000 79.00 41.00 36.00
7.500 8.000 79.00 41.00 36.00
7.540 19/64 8.000 79.00 41.00 36.00
7.550 8.000 79.00 41.00 36.00
7.600 8.000 79.00 41.00 36.00
7.650 8.000 79.00 41.00 36.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

7.700 8.000 79.00 41.00 36.00
7.800 8.000 79.00 41.00 36.00
7.900 8.000 79.00 41.00 36.00
7.940 5/16 8.000 79.00 41.00 36.00
8.000 8.000 79.00 41.00 36.00
8.100 10.000 89.00 47.00 40.00
8.200 10.000 89.00 47.00 40.00
8.300 10.000 89.00 47.00 40.00
8.330 21/64 10.000 89.00 47.00 40.00
8.400 10.000 89.00 47.00 40.00
8.500 10.000 89.00 47.00 40.00
8.550 10.000 89.00 47.00 40.00
8.600 10.000 89.00 47.00 40.00
8.700 10.000 89.00 47.00 40.00
8.730 11/32 10.000 89.00 47.00 40.00
8.800 10.000 89.00 47.00 40.00
8.900 10.000 89.00 47.00 40.00
9.000 10.000 89.00 47.00 40.00
9.050 10.000 89.00 47.00 40.00
9.100 10.000 89.00 47.00 40.00
9.130 23/64 10.000 89.00 47.00 40.00
9.200 10.000 89.00 47.00 40.00
9.250 10.000 89.00 47.00 40.00
9.300 10.000 89.00 47.00 40.00
9.340 10.000 89.00 47.00 40.00
9.400 10.000 89.00 47.00 40.00
9.500 10.000 89.00 47.00 40.00
9.520 3/8 10.000 89.00 47.00 40.00
9.550 10.000 89.00 47.00 40.00
9.600 10.000 89.00 47.00 40.00
9.700 10.000 89.00 47.00 40.00
9.800 10.000 89.00 47.00 40.00
9.900 10.000 89.00 47.00 40.00
9.920 25/64 10.000 89.00 47.00 40.00
10.000 10.000 89.00 47.00 40.00
10.100 12.000 102.00 55.00 45.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

10.200 12.000 102.00 55.00 45.00
10.300 12.000 102.00 55.00 45.00
10.320 13/32 12.000 102.00 55.00 45.00
10.400 12.000 102.00 55.00 45.00
10.500 12.000 102.00 55.00 45.00
10.600 12.000 102.00 55.00 45.00
10.700 12.000 102.00 55.00 45.00
10.720 27/64 12.000 102.00 55.00 45.00
10.800 12.000 102.00 55.00 45.00
10.900 12.000 102.00 55.00 45.00
11.000 12.000 102.00 55.00 45.00
11.100 12.000 102.00 55.00 45.00
11.110 7/16 12.000 102.00 55.00 45.00
11.200 12.000 102.00 55.00 45.00
11.300 12.000 102.00 55.00 45.00
11.400 12.000 102.00 55.00 45.00
11.500 12.000 102.00 55.00 45.00
11.510 29/64 12.000 102.00 55.00 45.00
11.550 12.000 102.00 55.00 45.00
11.600 12.000 102.00 55.00 45.00
11.700 12.000 102.00 55.00 45.00
11.800 12.000 102.00 55.00 45.00
11.900 12.000 102.00 55.00 45.00
11.910 15/32 12.000 102.00 55.00 45.00
12.000 12.000 102.00 55.00 45.00
12.100 14.000 107.00 60.00 45.00
12.200 14.000 107.00 60.00 45.00
12.300 31/64 14.000 107.00 60.00 45.00
12.400 14.000 107.00 60.00 45.00
12.500 14.000 107.00 60.00 45.00
12.600 14.000 107.00 60.00 45.00
12.700 1/2 14.000 107.00 60.00 45.00
12.800 14.000 107.00 60.00 45.00
12.900 14.000 107.00 60.00 45.00
13.000 14.000 107.00 60.00 45.00
13.100 33/64 14.000 107.00 60.00 45.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

13.200 14.000 107.00 60.00 45.00
13.300 14.000 107.00 60.00 45.00
13.400 14.000 107.00 60.00 45.00
13.490 17/32 14.000 107.00 60.00 45.00
13.500 14.000 107.00 60.00 45.00
13.550 14.000 107.00 60.00 45.00
13.700 14.000 107.00 60.00 45.00
13.800 14.000 107.00 60.00 45.00
13.890 35/64 14.000 107.00 60.00 45.00
13.900 14.000 107.00 60.00 45.00
14.000 14.000 107.00 60.00 45.00
14.200 16.000 115.00 65.00 48.00
14.290 9/16 16.000 115.00 65.00 48.00
14.300 16.000 115.00 65.00 48.00
14.500 16.000 115.00 65.00 48.00
14.680 37/64 16.000 115.00 65.00 48.00
14.700 16.000 115.00 65.00 48.00
14.800 16.000 115.00 65.00 48.00
14.900 16.000 115.00 65.00 48.00
15.000 16.000 115.00 65.00 48.00
15.080 19/32 16.000 115.00 65.00 48.00
15.100 16.000 115.00 65.00 48.00
15.200 16.000 115.00 65.00 48.00
15.300 16.000 115.00 65.00 48.00
15.480 39/64 16.000 115.00 65.00 48.00
15.500 16.000 115.00 65.00 48.00
15.550 16.000 115.00 65.00 48.00
15.600 16.000 115.00 65.00 48.00
15.700 16.000 115.00 65.00 48.00
15.800 16.000 115.00 65.00 48.00
15.870 5/8 16.000 115.00 65.00 48.00
15.900 16.000 115.00 65.00 48.00
16.000 16.000 115.00 65.00 48.00
16.100 18.000 123.00 73.00 48.00
16.200 18.000 123.00 73.00 48.00
16.270 41/64 18.000 123.00 73.00 48.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

16.300 18.000 123.00 73.00 48.00
16.500 18.000 123.00 73.00 48.00
16.670 21/32 18.000 123.00 73.00 48.00
16.700 18.000 123.00 73.00 48.00
16.900 18.000 123.00 73.00 48.00
17.000 18.000 123.00 73.00 48.00
17.070 43/64 18.000 123.00 73.00 48.00
17.300 18.000 123.00 73.00 48.00
17.460 11/16 18.000 123.00 73.00 48.00
17.500 18.000 123.00 73.00 48.00
17.550 18.000 123.00 73.00 48.00
17.700 18.000 123.00 73.00 48.00
17.860 45/64 18.000 123.00 73.00 48.00
17.900 18.000 123.00 73.00 48.00
18.000 18.000 123.00 73.00 48.00
18.260 23/32 20.000 131.00 79.00 50.00
18.300 20.000 131.00 79.00 50.00
18.500 20.000 131.00 79.00 50.00
18.700 20.000 131.00 79.00 50.00
18.900 20.000 131.00 79.00 50.00
19.000 20.000 131.00 79.00 50.00
19.050 3/4 20.000 131.00 79.00 50.00
19.250 20.000 131.00 79.00 50.00
19.300 20.000 131.00 79.00 50.00
19.446 20.000 131.00 79.00 50.00
19.450 49/64 20.000 131.00 79.00 50.00
19.500 20.000 131.00 79.00 50.00
19.550 20.000 131.00 79.00 50.00
19.600 20.000 131.00 79.00 50.00
19.700 20.000 131.00 79.00 50.00
19.840 25/32 20.000 131.00 79.00 50.00
19.900 20.000 131.00 79.00 50.00
20.000 20.000 131.00 79.00 50.00
20.500 25.000 146.00 84.00 56.00
21.000 25.000 146.00 84.00 56.00
21.500 25.000 146.00 84.00 56.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax

tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1181 2477 2469

Standard DIN 6537 K

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U

Drilling depth 3xD 3xD 3xD

Cutting direction right-hand right-hand right-hand

Tolerance m7 m7 m7

Discount group 121 121 121

Techn. data page 92 93 93

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

22.000 25.000 146.00 84.00 56.00
22.500 25.000 153.00 91.00 56.00
23.000 25.000 153.00 91.00 56.00
24.000 25.000 153.00 91.00 56.00
25.000 63/64 25.000 153.00 91.00 56.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1660 1180 2468 8510 8610 8520 8620

DIN 6537 K

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 VA RT 100 VA RT 100 HF RT 100 HF

3xD 3xD 3xD 3xD 3xD 3xD 3xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7

121 121 121 121 121 121 121

93 93 93 94 94 94 94

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 768 6068

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 4xD 4xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 94 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 66.00 24.00 36.00
3.100 6.000 66.00 24.00 36.00
3.200 6.000 66.00 24.00 36.00
3.300 6.000 66.00 24.00 36.00
3.400 6.000 66.00 24.00 36.00
3.500 6.000 66.00 24.00 36.00
3.600 6.000 66.00 24.00 36.00
3.700 6.000 66.00 24.00 36.00
3.800 6.000 74.00 30.00 36.00
3.900 6.000 74.00 30.00 36.00
4.000 6.000 74.00 30.00 36.00
4.100 6.000 74.00 30.00 36.00
4.200 6.000 74.00 30.00 36.00
4.300 6.000 74.00 30.00 36.00
4.400 6.000 74.00 30.00 36.00
4.500 6.000 74.00 30.00 36.00
4.600 6.000 74.00 30.00 36.00
4.800 6.000 74.00 36.00 36.00
4.900 6.000 74.00 36.00 36.00
5.000 6.000 74.00 36.00 36.00
5.100 6.000 74.00 36.00 36.00
5.160 13/64 6.000 74.00 36.00 36.00
5.200 6.000 74.00 36.00 36.00
5.300 6.000 74.00 36.00 36.00
5.400 6.000 74.00 36.00 36.00
5.500 6.000 74.00 36.00 36.00
5.560 7/32 6.000 74.00 36.00 36.00
5.600 6.000 74.00 36.00 36.00
5.700 6.000 74.00 36.00 36.00
5.800 6.000 74.00 36.00 36.00
5.900 6.000 74.00 36.00 36.00
6.000 6.000 74.00 36.00 36.00
6.100 8.000 91.00 53.00 36.00
6.200 8.000 91.00 53.00 36.00
6.300 8.000 91.00 53.00 36.00
6.350 1/4 8.000 91.00 53.00 36.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 768 6068

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 4xD 4xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 94 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

6.400 8.000 91.00 53.00 36.00
6.500 8.000 91.00 53.00 36.00
6.600 8.000 91.00 53.00 36.00
6.700 8.000 91.00 53.00 36.00
6.750 17/64 8.000 91.00 53.00 36.00
6.800 8.000 91.00 53.00 36.00
6.900 8.000 91.00 53.00 36.00
7.000 8.000 91.00 53.00 36.00
7.100 8.000 91.00 53.00 36.00
7.140 9/32 8.000 91.00 53.00 36.00
7.200 8.000 91.00 53.00 36.00
7.300 8.000 91.00 53.00 36.00
7.400 8.000 91.00 53.00 36.00
7.500 8.000 91.00 53.00 36.00
7.540 19/64 8.000 91.00 53.00 36.00
7.600 8.000 91.00 53.00 36.00
7.700 8.000 91.00 53.00 36.00
7.800 8.000 91.00 53.00 36.00
7.900 8.000 91.00 53.00 36.00
7.940 5/16 8.000 91.00 53.00 36.00
8.000 8.000 91.00 53.00 36.00
8.100 10.000 103.00 61.00 40.00
8.200 10.000 103.00 61.00 40.00
8.300 10.000 103.00 61.00 40.00
8.330 21/64 10.000 103.00 61.00 40.00
8.400 10.000 103.00 61.00 40.00
8.500 10.000 103.00 61.00 40.00
8.600 10.000 103.00 61.00 40.00
8.700 10.000 103.00 61.00 40.00
8.730 11/32 10.000 103.00 61.00 40.00
8.800 10.000 103.00 61.00 40.00
8.900 10.000 103.00 61.00 40.00
9.000 10.000 103.00 61.00 40.00
9.100 10.000 103.00 61.00 40.00
9.130 23/64 10.000 103.00 61.00 40.00
9.200 10.000 103.00 61.00 40.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 768 6068

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 4xD 4xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 94 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.300 10.000 103.00 61.00 40.00
9.400 10.000 103.00 61.00 40.00
9.500 10.000 103.00 61.00 40.00
9.520 3/8 10.000 103.00 61.00 40.00
9.600 10.000 103.00 61.00 40.00
9.700 10.000 103.00 61.00 40.00
9.800 10.000 103.00 61.00 40.00
9.900 10.000 103.00 61.00 40.00
9.920 25/64 10.000 103.00 61.00 40.00
10.000 10.000 103.00 61.00 40.00
10.200 12.000 118.00 71.00 45.00
10.320 13/32 12.000 118.00 71.00 45.00
10.500 12.000 118.00 71.00 45.00
10.720 27/64 12.000 118.00 71.00 45.00
11.000 12.000 118.00 71.00 45.00
11.110 7/16 12.000 118.00 71.00 45.00
11.200 12.000 118.00 71.00 45.00
11.500 12.000 118.00 71.00 45.00
11.510 29/64 12.000 118.00 71.00 45.00
11.910 15/32 12.000 118.00 71.00 45.00
12.000 12.000 118.00 71.00 45.00
12.300 31/64 14.000 124.00 74.00 45.00
12.500 14.000 124.00 74.00 45.00
12.700 1/2 14.000 124.00 74.00 45.00
13.000 14.000 124.00 74.00 45.00
13.500 14.000 124.00 74.00 45.00
14.000 14.000 124.00 74.00 45.00
14.500 16.000 133.00 83.00 48.00
15.000 16.000 133.00 83.00 48.00
15.500 16.000 133.00 83.00 48.00
16.000 16.000 133.00 83.00 48.00
16.500 18.000 143.00 93.00 48.00
17.000 18.000 143.00 93.00 48.00
17.500 18.000 143.00 93.00 48.00
18.000 18.000 143.00 93.00 48.00
18.500 20.000 153.00 101.00 50.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 768 6068

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 4xD 4xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 94 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

19.000 20.000 153.00 101.00 50.00
19.500 20.000 153.00 101.00 50.00
20.000 20.000 153.00 101.00 50.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 66.00 28.00 36.00
3.100 6.000 66.00 28.00 36.00
3.170 1/8 6.000 66.00 28.00 36.00
3.200 6.000 66.00 28.00 36.00
3.250 6.000 66.00 28.00 36.00
3.300 6.000 66.00 28.00 36.00
3.400 6.000 66.00 28.00 36.00
3.500 6.000 66.00 28.00 36.00
3.570 9/64 6.000 66.00 28.00 36.00
3.600 6.000 66.00 28.00 36.00
3.700 6.000 66.00 28.00 36.00
3.800 6.000 74.00 36.00 36.00
3.900 6.000 74.00 36.00 36.00
3.970 5/32 6.000 74.00 36.00 36.00
4.000 6.000 74.00 36.00 36.00
4.040 6.000 74.00 36.00 36.00
4.100 6.000 74.00 36.00 36.00
4.200 6.000 74.00 36.00 36.00
4.300 6.000 74.00 36.00 36.00
4.370 11/64 6.000 74.00 36.00 36.00
4.400 6.000 74.00 36.00 36.00
4.500 6.000 74.00 36.00 36.00
4.600 6.000 74.00 36.00 36.00
4.650 6.000 74.00 36.00 36.00
4.700 6.000 74.00 36.00 36.00
4.760 3/16 6.000 82.00 44.00 36.00
4.800 6.000 82.00 44.00 36.00
4.900 6.000 82.00 44.00 36.00
5.000 6.000 82.00 44.00 36.00
5.100 6.000 82.00 44.00 36.00
5.110 6.000 82.00 44.00 36.00
5.160 13/64 6.000 82.00 44.00 36.00
5.200 6.000 82.00 44.00 36.00
5.300 6.000 82.00 44.00 36.00
5.400 6.000 82.00 44.00 36.00
5.410 6.000 82.00 44.00 36.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.500 6.000 82.00 44.00 36.00
5.550 6.000 82.00 44.00 36.00
5.560 7/32 6.000 82.00 44.00 36.00
5.600 6.000 82.00 44.00 36.00
5.650 6.000 82.00 44.00 36.00
5.700 6.000 82.00 44.00 36.00
5.800 6.000 82.00 44.00 36.00
5.900 6.000 82.00 44.00 36.00
5.950 15/64 6.000 82.00 44.00 36.00
6.000 6.000 82.00 44.00 36.00
6.100 8.000 91.00 53.00 36.00
6.200 8.000 91.00 53.00 36.00
6.300 8.000 91.00 53.00 36.00
6.350 1/4 8.000 91.00 53.00 36.00
6.400 8.000 91.00 53.00 36.00
6.500 8.000 91.00 53.00 36.00
6.530 8.000 91.00 53.00 36.00
6.600 8.000 91.00 53.00 36.00
6.700 8.000 91.00 53.00 36.00
6.750 17/64 8.000 91.00 53.00 36.00
6.800 8.000 91.00 53.00 36.00
6.900 8.000 91.00 53.00 36.00
7.000 8.000 91.00 53.00 36.00
7.100 8.000 91.00 53.00 36.00
7.140 9/32 8.000 91.00 53.00 36.00
7.200 8.000 91.00 53.00 36.00
7.300 8.000 91.00 53.00 36.00
7.400 8.000 91.00 53.00 36.00
7.500 8.000 91.00 53.00 36.00
7.540 19/64 8.000 91.00 53.00 36.00
7.550 8.000 91.00 53.00 36.00
7.600 8.000 91.00 53.00 36.00
7.650 8.000 91.00 53.00 36.00
7.700 8.000 91.00 53.00 36.00
7.800 8.000 91.00 53.00 36.00
7.900 8.000 91.00 53.00 36.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

7.940 5/16 8.000 91.00 53.00 36.00
8.000 8.000 91.00 53.00 36.00
8.100 10.000 103.00 61.00 40.00
8.200 10.000 103.00 61.00 40.00
8.300 10.000 103.00 61.00 40.00
8.330 21/64 10.000 103.00 61.00 40.00
8.400 10.000 103.00 61.00 40.00
8.500 10.000 103.00 61.00 40.00
8.600 10.000 103.00 61.00 40.00
8.700 10.000 103.00 61.00 40.00
8.730 11/32 10.000 103.00 61.00 40.00
8.800 10.000 103.00 61.00 40.00
8.900 10.000 103.00 61.00 40.00
9.000 10.000 103.00 61.00 40.00
9.100 10.000 103.00 61.00 40.00
9.130 23/64 10.000 103.00 61.00 40.00
9.200 10.000 103.00 61.00 40.00
9.250 10.000 103.00 61.00 40.00
9.300 10.000 103.00 61.00 40.00
9.340 10.000 103.00 61.00 40.00
9.400 10.000 103.00 61.00 40.00
9.500 10.000 103.00 61.00 40.00
9.520 3/8 10.000 103.00 61.00 40.00
9.550 10.000 103.00 61.00 40.00
9.600 10.000 103.00 61.00 40.00
9.700 10.000 103.00 61.00 40.00
9.800 10.000 103.00 61.00 40.00
9.900 10.000 103.00 61.00 40.00
9.920 25/64 10.000 103.00 61.00 40.00
10.000 10.000 103.00 61.00 40.00
10.100 12.000 118.00 71.00 45.00
10.200 12.000 118.00 71.00 45.00
10.300 12.000 118.00 71.00 45.00
10.320 13/32 12.000 118.00 71.00 45.00
10.400 12.000 118.00 71.00 45.00
10.500 12.000 118.00 71.00 45.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax

tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

10.600 12.000 118.00 71.00 45.00
10.700 12.000 118.00 71.00 45.00
10.720 27/64 12.000 118.00 71.00 45.00
10.800 12.000 118.00 71.00 45.00
10.900 12.000 118.00 71.00 45.00
11.000 12.000 118.00 71.00 45.00
11.100 12.000 118.00 71.00 45.00
11.110 7/16 12.000 118.00 71.00 45.00
11.200 12.000 118.00 71.00 45.00
11.300 12.000 118.00 71.00 45.00
11.400 12.000 118.00 71.00 45.00
11.450 12.000 118.00 71.00 45.00
11.500 12.000 118.00 71.00 45.00
11.510 29/64 12.000 118.00 71.00 45.00
11.600 12.000 118.00 71.00 45.00
11.700 12.000 118.00 71.00 45.00
11.800 12.000 118.00 71.00 45.00
11.900 12.000 118.00 71.00 45.00
11.910 15/32 12.000 118.00 71.00 45.00
12.000 12.000 118.00 71.00 45.00
12.100 14.000 124.00 77.00 45.00
12.200 14.000 124.00 77.00 45.00
12.300 31/64 14.000 124.00 77.00 45.00
12.400 14.000 124.00 77.00 45.00
12.500 14.000 124.00 77.00 45.00
12.600 14.000 124.00 77.00 45.00
12.700 14.000 124.00 77.00 45.00
12.800 14.000 124.00 77.00 45.00
12.900 14.000 124.00 77.00 45.00
13.000 14.000 124.00 77.00 45.00
13.100 33/64 14.000 124.00 77.00 45.00
13.200 14.000 124.00 77.00 45.00
13.300 14.000 124.00 77.00 45.00
13.400 14.000 124.00 77.00 45.00
13.490 17/32 14.000 124.00 77.00 45.00
13.500 14.000 124.00 77.00 45.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax

tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

13.600 14.000 124.00 77.00 45.00
13.700 14.000 124.00 77.00 45.00
13.800 14.000 124.00 77.00 45.00
13.890 35/64 14.000 124.00 77.00 45.00
13.900 14.000 124.00 77.00 45.00
14.000 14.000 124.00 77.00 45.00
14.100 16.000 133.00 83.00 48.00
14.200 16.000 133.00 83.00 48.00
14.290 9/16 16.000 133.00 83.00 48.00
14.300 16.000 133.00 83.00 48.00
14.400 16.000 133.00 83.00 48.00
14.500 16.000 133.00 83.00 48.00
14.600 16.000 133.00 83.00 48.00
14.680 37/64 16.000 133.00 83.00 48.00
14.700 16.000 133.00 83.00 48.00
14.800 16.000 133.00 83.00 48.00
14.900 16.000 133.00 83.00 48.00
15.000 16.000 133.00 83.00 48.00
15.080 19/32 16.000 133.00 83.00 48.00
15.100 16.000 133.00 83.00 48.00
15.200 16.000 133.00 83.00 48.00
15.300 16.000 133.00 83.00 48.00
15.400 16.000 133.00 83.00 48.00
15.480 39/64 16.000 133.00 83.00 48.00
15.500 16.000 133.00 83.00 48.00
15.600 16.000 133.00 83.00 48.00
15.700 16.000 133.00 83.00 48.00
15.800 16.000 133.00 83.00 48.00
15.870 5/8 16.000 133.00 83.00 48.00
15.900 16.000 133.00 83.00 48.00
16.000 16.000 133.00 83.00 48.00
16.100 18.000 143.00 93.00 48.00
16.200 18.000 143.00 93.00 48.00
16.270 41/64 18.000 143.00 93.00 48.00
16.300 18.000 143.00 93.00 48.00
16.400 18.000 143.00 93.00 48.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

16.500 18.000 143.00 93.00 48.00
16.600 18.000 143.00 93.00 48.00
16.670 21/32 18.000 143.00 93.00 48.00
16.700 18.000 143.00 93.00 48.00
16.800 18.000 143.00 93.00 48.00
16.900 18.000 143.00 93.00 48.00
17.000 18.000 143.00 93.00 48.00
17.070 43/64 18.000 143.00 93.00 48.00
17.100 18.000 143.00 93.00 48.00
17.200 18.000 143.00 93.00 48.00
17.300 18.000 143.00 93.00 48.00
17.400 18.000 143.00 93.00 48.00
17.460 11/16 18.000 143.00 93.00 48.00
17.500 18.000 143.00 93.00 48.00
17.600 18.000 143.00 93.00 48.00
17.700 18.000 143.00 93.00 48.00
17.800 18.000 143.00 93.00 48.00
17.860 45/64 18.000 143.00 93.00 48.00
17.900 18.000 143.00 93.00 48.00
18.000 18.000 143.00 93.00 48.00
18.100 20.000 153.00 101.00 50.00
18.200 20.000 153.00 101.00 50.00
18.260 23/32 20.000 153.00 101.00 50.00
18.300 20.000 153.00 101.00 50.00
18.400 20.000 153.00 101.00 50.00
18.500 20.000 153.00 101.00 50.00
18.600 20.000 153.00 101.00 50.00
18.650 47/64 20.000 153.00 101.00 50.00
18.700 20.000 153.00 101.00 50.00
18.800 20.000 153.00 101.00 50.00
18.900 20.000 153.00 101.00 50.00
19.000 20.000 153.00 101.00 50.00
19.050 3/4 20.000 153.00 101.00 50.00
19.100 20.000 153.00 101.00 50.00
19.250 20.000 153.00 101.00 50.00
19.300 20.000 153.00 101.00 50.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1663 1183 2479 2471

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 U

Drilling depth 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7

Discount group 121 121 121 121

Techn. data page 95 95 95 95

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

19.446 20.000 153.00 101.00 50.00
19.500 20.000 153.00 101.00 50.00
19.600 20.000 153.00 101.00 50.00
19.700 20.000 153.00 101.00 50.00
19.800 20.000 153.00 101.00 50.00
19.840 25/32 20.000 153.00 101.00 50.00
19.900 20.000 153.00 101.00 50.00
20.000 20.000 153.00 101.00 50.00
20.500 25.000 165.00 105.00 56.00
21.000 25.000 165.00 105.00 56.00
21.500 25.000 165.00 105.00 56.00
22.000 25.000 165.00 105.00 56.00
22.500 25.000 180.00 117.00 56.00
23.500 25.000 180.00 117.00 56.00
24.000 25.000 180.00 117.00 56.00
24.500 25.000 180.00 117.00 56.00
25.000 25.000 180.00 117.00 56.00
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Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

1662 1182 2478 2470 6501 8511 8611 8521 8621

DIN 6537 L

Solid carbide

K/P

RT 100 F RT 100 F RT 100 F RT 100 F RT 100 R RT 100 VA RT 100 VA RT 100 HF RT 100 HF

5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD 5xD

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

m7 m7 m7 m7 m7 m7 m7 m7 m7

121 121 121 121 165 121 121 121 121

96 96 96 96 96 97 97 97 97

Availability
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2711 4044 4045 6502 8522

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 R RT 100 HF

Drilling depth 7xD 7xD 7xD 7xD 7xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 165 121

Techn. data page 97 98 98 98 98

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 70.00 30.00 36.00
3.100 6.000 70.00 30.00 36.00
3.170 1/8 6.000 70.00 30.00 36.00
3.200 6.000 70.00 30.00 36.00
3.250 6.000 70.00 30.00 36.00
3.300 6.000 70.00 30.00 36.00
3.400 6.000 75.00 35.50 36.00
3.500 6.000 75.00 35.50 36.00
3.570 9/64 6.000 75.00 35.50 36.00
3.600 6.000 75.00 35.50 36.00
3.700 6.000 75.00 35.50 36.00
3.800 6.000 75.00 37.50 36.00
3.900 6.000 75.00 37.50 36.00
3.970 5/32 6.000 75.00 37.50 36.00
4.000 6.000 75.00 37.50 36.00
4.040 6.000 75.00 37.50 36.00
4.100 6.000 75.00 37.50 36.00
4.200 6.000 75.00 37.50 36.00
4.300 6.000 85.00 45.00 36.00
4.370 11/64 6.000 85.00 45.00 36.00
4.400 6.000 85.00 45.00 36.00
4.500 6.000 85.00 45.00 36.00
4.600 6.000 85.00 45.00 36.00
4.650 6.000 85.00 45.00 36.00
4.700 6.000 85.00 45.00 36.00
4.760 3/16 6.000 90.00 50.00 36.00
4.800 6.000 90.00 50.00 36.00
4.900 6.000 90.00 50.00 36.00
5.000 6.000 90.00 50.00 36.00
5.100 6.000 90.00 50.00 36.00
5.110 6.000 90.00 50.00 36.00
5.160 13/64 6.000 90.00 50.00 36.00
5.200 6.000 90.00 50.00 36.00
5.300 6.000 90.00 50.00 36.00
5.400 6.000 97.00 57.00 36.00
5.410 6.000 97.00 57.00 36.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2711 4044 4045 6502 8522

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 R RT 100 HF

Drilling depth 7xD 7xD 7xD 7xD 7xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 165 121

Techn. data page 97 98 98 98 98

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.500 6.000 97.00 57.00 36.00
5.550 6.000 97.00 57.00 36.00
5.560 7/32 6.000 97.00 57.00 36.00
5.600 6.000 97.00 57.00 36.00
5.700 6.000 97.00 57.00 36.00
5.800 6.000 97.00 57.00 36.00
5.900 6.000 97.00 57.00 36.00
5.950 15/64 6.000 97.00 57.00 36.00
6.000 6.000 97.00 57.00 36.00
6.100 8.000 106.00 66.00 36.00
6.200 8.000 106.00 66.00 36.00
6.300 8.000 106.00 66.00 36.00
6.350 1/4 8.000 106.00 66.00 36.00
6.400 8.000 106.00 66.00 36.00
6.500 8.000 106.00 66.00 36.00
6.530 8.000 106.00 66.00 36.00
6.600 8.000 106.00 66.00 36.00
6.700 8.000 106.00 66.00 36.00
6.750 17/64 8.000 106.00 66.00 36.00
6.800 8.000 106.00 66.00 36.00
6.900 8.000 116.00 76.00 36.00
7.000 8.000 116.00 76.00 36.00
7.100 8.000 116.00 76.00 36.00
7.140 9/32 8.000 116.00 76.00 36.00
7.200 8.000 116.00 76.00 36.00
7.300 8.000 116.00 76.00 36.00
7.400 8.000 116.00 76.00 36.00
7.500 8.000 116.00 76.00 36.00
7.540 19/64 8.000 116.00 76.00 36.00
7.600 8.000 116.00 76.00 36.00
7.700 8.000 116.00 76.00 36.00
7.800 8.000 116.00 76.00 36.00
7.900 8.000 116.00 76.00 36.00
7.940 5/16 8.000 116.00 76.00 36.00
8.000 8.000 116.00 76.00 36.00
8.100 10.000 131.00 87.00 40.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2711 4044 4045 6502 8522

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 R RT 100 HF

Drilling depth 7xD 7xD 7xD 7xD 7xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 165 121

Techn. data page 97 98 98 98 98

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

8.200 10.000 131.00 87.00 40.00
8.300 10.000 131.00 87.00 40.00
8.330 21/64 10.000 131.00 87.00 40.00
8.400 10.000 131.00 87.00 40.00
8.500 10.000 131.00 87.00 40.00
8.600 10.000 131.00 87.00 40.00
8.700 10.000 131.00 87.00 40.00
8.730 11/32 10.000 131.00 87.00 40.00
8.800 10.000 131.00 87.00 40.00
8.900 10.000 131.00 87.00 40.00
9.000 10.000 131.00 87.00 40.00
9.100 10.000 139.00 95.00 40.00
9.130 23/64 10.000 139.00 95.00 40.00
9.200 10.000 139.00 95.00 40.00
9.250 10.000 139.00 95.00 40.00
9.300 10.000 139.00 95.00 40.00
9.340 10.000 139.00 95.00 40.00
9.400 10.000 139.00 95.00 40.00
9.500 10.000 139.00 95.00 40.00
9.520 3/8 10.000 139.00 95.00 40.00
9.600 10.000 139.00 95.00 40.00
9.700 10.000 139.00 95.00 40.00
9.800 10.000 139.00 95.00 40.00
9.900 10.000 139.00 95.00 40.00
9.920 25/64 10.000 139.00 95.00 40.00
10.000 10.000 139.00 95.00 40.00
10.100 12.000 155.00 106.00 45.00
10.200 12.000 155.00 106.00 45.00
10.300 12.000 155.00 106.00 45.00
10.320 13/32 12.000 155.00 106.00 45.00
10.400 12.000 155.00 106.00 45.00
10.500 12.000 155.00 106.00 45.00
10.600 12.000 155.00 106.00 45.00
10.700 12.000 155.00 106.00 45.00
10.720 27/64 12.000 155.00 106.00 45.00
10.800 12.000 155.00 106.00 45.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2711 4044 4045 6502 8522

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 R RT 100 HF

Drilling depth 7xD 7xD 7xD 7xD 7xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 165 121

Techn. data page 97 98 98 98 98

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

10.900 12.000 155.00 106.00 45.00
11.000 12.000 155.00 106.00 45.00
11.100 12.000 163.00 114.00 45.00
11.110 7/16 12.000 163.00 114.00 45.00
11.200 12.000 163.00 114.00 45.00
11.300 12.000 163.00 114.00 45.00
11.400 12.000 163.00 114.00 45.00
11.500 12.000 163.00 114.00 45.00
11.510 29/64 12.000 163.00 114.00 45.00
11.600 12.000 163.00 114.00 45.00
11.700 12.000 163.00 114.00 45.00
11.800 12.000 163.00 114.00 45.00
11.900 12.000 163.00 114.00 45.00
11.910 15/32 12.000 163.00 114.00 45.00
12.000 12.000 163.00 114.00 45.00
12.100 14.000 182.00 133.00 45.00
12.200 14.000 182.00 133.00 45.00
12.300 31/64 14.000 182.00 133.00 45.00
12.400 14.000 182.00 133.00 45.00
12.500 14.000 182.00 133.00 45.00
12.600 14.000 182.00 133.00 45.00
12.700 1/2 14.000 182.00 133.00 45.00
12.800 14.000 182.00 133.00 45.00
12.900 14.000 182.00 133.00 45.00
13.000 14.000 182.00 133.00 45.00
13.100 33/64 14.000 182.00 133.00 45.00
13.300 14.000 182.00 133.00 45.00
13.400 14.000 182.00 133.00 45.00
13.490 17/32 14.000 182.00 133.00 45.00
13.500 14.000 182.00 133.00 45.00
13.700 14.000 182.00 133.00 45.00
13.800 14.000 182.00 133.00 45.00
13.890 35/64 14.000 182.00 133.00 45.00
13.900 14.000 182.00 133.00 45.00
14.000 14.000 182.00 133.00 45.00
14.100 16.000 204.00 152.00 48.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2711 4044 4045 6502 8522

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 U RT 100 U RT 100 U RT 100 R RT 100 HF

Drilling depth 7xD 7xD 7xD 7xD 7xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance m7 m7 m7 m7 m7

Discount group 121 121 121 165 121

Techn. data page 97 98 98 98 98

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

14.200 16.000 204.00 152.00 48.00
14.290 9/16 16.000 204.00 152.00 48.00
14.300 16.000 204.00 152.00 48.00
14.400 16.000 204.00 152.00 48.00
14.500 16.000 204.00 152.00 48.00
14.600 16.000 204.00 152.00 48.00
14.700 16.000 204.00 152.00 48.00
14.900 16.000 204.00 152.00 48.00
15.000 16.000 204.00 152.00 48.00
15.100 16.000 204.00 152.00 48.00
15.200 16.000 204.00 152.00 48.00
15.300 16.000 204.00 152.00 48.00
15.400 16.000 204.00 152.00 48.00
15.480 39/64 16.000 204.00 152.00 48.00
15.500 16.000 204.00 152.00 48.00
15.600 16.000 204.00 152.00 48.00
15.700 16.000 204.00 152.00 48.00
15.800 16.000 204.00 152.00 48.00
15.870 5/8 16.000 204.00 152.00 48.00
15.900 16.000 204.00 152.00 48.00
16.000 16.000 204.00 152.00 48.00
16.500 18.000 223.00 171.00 48.00
16.670 21/32 18.000 223.00 171.00 48.00
16.900 18.000 223.00 171.00 48.00
17.000 18.000 223.00 171.00 48.00
17.500 18.000 223.00 171.00 48.00
18.000 18.000 223.00 171.00 48.00
18.500 20.000 244.00 190.00 50.00
18.900 20.000 244.00 190.00 50.00
19.000 20.000 244.00 190.00 50.00
19.050 3/4 20.000 244.00 190.00 50.00
19.500 20.000 244.00 190.00 50.00
20.000 20.000 244.00 190.00 50.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 769 6069

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 7xD 7xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 98 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 74.00 32.00 36.00
3.100 6.000 74.00 32.00 36.00
3.200 6.000 74.00 32.00 36.00
3.300 6.000 74.00 32.00 36.00
3.400 6.000 74.00 34.00 36.00
3.500 6.000 74.00 34.00 36.00
3.600 6.000 74.00 34.00 36.00
3.700 6.000 74.00 34.00 36.00
3.800 6.000 97.00 45.00 36.00
3.900 6.000 97.00 45.00 36.00
4.000 6.000 97.00 45.00 36.00
4.100 6.000 97.00 45.00 36.00
4.200 6.000 97.00 45.00 36.00
4.300 6.000 97.00 45.00 36.00
4.400 6.000 97.00 45.00 36.00
4.500 6.000 97.00 45.00 36.00
4.700 6.000 97.00 45.00 36.00
4.800 6.000 97.00 57.00 36.00
4.900 6.000 97.00 57.00 36.00
5.000 6.000 97.00 57.00 36.00
5.160 13/64 6.000 97.00 57.00 36.00
5.500 6.000 97.00 57.00 36.00
6.000 6.000 97.00 57.00 36.00
6.350 1/4 8.000 116.00 76.00 36.00
6.500 8.000 116.00 76.00 36.00
6.800 8.000 116.00 76.00 36.00
7.000 8.000 116.00 76.00 36.00
7.140 9/32 8.000 116.00 76.00 36.00
7.500 8.000 116.00 76.00 36.00
7.800 8.000 116.00 76.00 36.00
7.940 5/16 8.000 116.00 76.00 36.00
8.000 8.000 116.00 76.00 36.00
8.330 21/64 10.000 139.00 95.00 40.00
8.500 10.000 139.00 95.00 40.00
8.730 11/32 10.000 139.00 95.00 40.00
9.000 10.000 139.00 95.00 40.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 769 6069

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 7xD 7xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 98 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.130 23/64 10.000 139.00 95.00 40.00
9.500 10.000 139.00 95.00 40.00
9.520 3/8 10.000 139.00 95.00 40.00
10.000 10.000 139.00 95.00 40.00
10.200 12.000 163.00 114.00 45.00
10.320 13/32 12.000 163.00 114.00 45.00
10.500 12.000 163.00 114.00 45.00
10.720 27/64 12.000 163.00 114.00 45.00
11.000 12.000 163.00 114.00 45.00
11.110 7/16 12.000 163.00 114.00 45.00
11.500 12.000 163.00 114.00 45.00
11.510 29/64 12.000 163.00 114.00 45.00
12.000 12.000 163.00 114.00 45.00
12.300 31/64 14.000 182.00 133.00 45.00
12.500 14.000 182.00 133.00 45.00
12.700 1/2 14.000 182.00 133.00 45.00
13.000 14.000 182.00 133.00 45.00
13.500 14.000 182.00 133.00 45.00
14.000 14.000 182.00 133.00 45.00
14.500 16.000 204.00 152.00 48.00
15.000 16.000 204.00 152.00 48.00
15.500 16.000 204.00 152.00 48.00
16.000 16.000 204.00 152.00 48.00
16.500 18.000 223.00 171.00 48.00
17.000 18.000 223.00 171.00 48.00
17.500 18.000 223.00 171.00 48.00
18.000 18.000 223.00 171.00 48.00
18.500 20.000 244.00 190.00 50.00
19.000 20.000 244.00 190.00 50.00
19.500 20.000 244.00 190.00 50.00
20.000 20.000 244.00 190.00 50.00
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Ratio drills with oil feed

R
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 770 6070

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 10xD 10xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 99 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 91.00 42.00 36.00
3.100 6.000 91.00 42.00 36.00
3.300 6.000 91.00 42.00 36.00
3.500 6.000 91.00 48.00 36.00
3.600 6.000 91.00 48.00 36.00
3.700 6.000 91.00 48.00 36.00
3.800 6.000 121.00 77.00 36.00
3.900 6.000 121.00 77.00 36.00
4.000 6.000 121.00 77.00 36.00
4.100 6.000 121.00 77.00 36.00
4.200 6.000 121.00 77.00 36.00
4.300 6.000 121.00 77.00 36.00
4.400 6.000 121.00 77.00 36.00
4.500 6.000 121.00 77.00 36.00
4.600 6.000 121.00 77.00 36.00
4.700 6.000 121.00 77.00 36.00
4.800 6.000 121.00 82.00 36.00
4.900 6.000 121.00 82.00 36.00
5.000 6.000 121.00 82.00 36.00
5.160 13/64 6.000 121.00 82.00 36.00
5.500 6.000 121.00 82.00 36.00
5.560 7/32 6.000 121.00 82.00 36.00
6.000 6.000 121.00 82.00 36.00
6.350 1/4 8.000 146.00 106.00 36.00
6.500 8.000 146.00 106.00 36.00
6.750 17/64 8.000 146.00 106.00 36.00
6.800 8.000 146.00 106.00 36.00
7.000 8.000 146.00 106.00 36.00
7.140 9/32 8.000 146.00 106.00 36.00
7.500 8.000 146.00 106.00 36.00
7.800 8.000 146.00 106.00 36.00
7.940 5/16 8.000 146.00 106.00 36.00
8.000 8.000 146.00 106.00 36.00
8.330 21/64 10.000 175.00 130.00 40.00
8.500 10.000 175.00 130.00 40.00
8.730 11/32 10.000 175.00 130.00 40.00
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tmax = l2-1,5 x d1

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 770 6070

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GG RT 150 GG

Drilling depth 10xD 10xD

Cutting direction right-hand right-hand

Tolerance m7 m7

Discount group 121 121

Techn. data page 99 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.000 10.000 175.00 130.00 40.00
9.130 23/64 10.000 175.00 130.00 40.00
9.500 10.000 175.00 130.00 40.00
9.520 3/8 10.000 175.00 130.00 40.00
10.000 10.000 175.00 130.00 40.00
10.200 12.000 209.00 159.00 45.00
10.320 13/32 12.000 209.00 159.00 45.00
10.500 12.000 209.00 159.00 45.00
10.720 27/64 12.000 209.00 159.00 45.00
11.000 12.000 209.00 159.00 45.00
11.110 7/16 12.000 209.00 159.00 45.00
11.500 12.000 209.00 159.00 45.00
11.510 29/64 12.000 209.00 159.00 45.00
12.000 12.000 209.00 159.00 45.00
12.300 14.000 233.00 183.00 45.00
12.500 14.000 233.00 183.00 45.00
12.700 14.000 233.00 183.00 45.00
13.000 14.000 233.00 183.00 45.00
13.500 14.000 233.00 183.00 45.00
14.000 14.000 233.00 183.00 45.00
14.500 16.000 260.00 207.00 48.00
15.000 16.000 260.00 207.00 48.00
15.500 16.000 260.00 207.00 48.00
16.000 16.000 260.00 207.00 48.00
16.500 18.000 284.00 231.00 48.00
17.000 18.000 284.00 231.00 48.00
17.500 18.000 284.00 231.00 48.00
18.000 18.000 284.00 231.00 48.00
18.500 20.000 308.00 255.00 50.00
19.000 20.000 308.00 255.00 50.00
19.500 20.000 308.00 255.00 50.00
20.000 20.000 308.00 255.00 50.00
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Guhring no. 773

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type RT 150 GN

Drilling depth 15xD

Cutting direction right-hand

Tolerance m7

Discount group 121

Techn. data page 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

5.000 6.000 145.00 105.00 36.00
6.000 6.000 145.00 105.00 36.00
8.000 8.000 180.00 137.00 36.00
9.000 10.000 217.00 170.00 40.00

10.000 10.000 217.00 170.00 40.00
11.000 12.000 258.00 205.00 45.00
12.000 12.000 258.00 205.00 45.00
14.000 14.000 290.00 236.00 45.00
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Ratio drills with oil feed

R
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6509

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 15xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 95.00 55.00 36.00
3.170 1/8 6.000 106.00 67.00 36.00
3.500 6.000 116.00 76.00 36.00
3.570 9/64 6.000 116.00 76.00 36.00
3.970 5/32 6.000 116.00 76.00 36.00
4.000 6.000 116.00 76.00 36.00
4.370 11/64 6.000 133.00 93.00 36.00
4.500 6.000 133.00 93.00 36.00
4.760 3/16 6.000 133.00 93.00 36.00
5.000 6.000 133.00 93.00 36.00
5.100 6.000 150.00 110.00 36.00
5.160 13/64 6.000 150.00 110.00 36.00
5.410 6.000 150.00 110.00 36.00
5.500 6.000 150.00 110.00 36.00
5.560 7/32 6.000 150.00 110.00 36.00
5.950 15/64 6.000 150.00 110.00 36.00
6.000 6.000 150.00 110.00 36.00
6.350 1/4 8.000 167.00 127.00 36.00
6.500 8.000 167.00 127.00 36.00
6.750 17/64 8.000 167.00 127.00 36.00
7.000 8.000 167.00 127.00 36.00
7.140 9/32 8.000 183.00 143.00 36.00
7.500 8.000 183.00 143.00 36.00
7.540 19/64 8.000 183.00 143.00 36.00
7.940 5/16 8.000 183.00 143.00 36.00
8.000 8.000 183.00 143.00 36.00
8.330 21/64 10.000 204.00 160.00 40.00
8.500 10.000 204.00 160.00 40.00
8.730 11/32 10.000 204.00 160.00 40.00
9.000 10.000 204.00 160.00 40.00
9.130 23/64 10.000 221.00 177.00 40.00
9.520 3/8 10.000 221.00 177.00 40.00
9.920 25/64 10.000 221.00 177.00 40.00
10.000 10.000 221.00 177.00 40.00
10.320 13/32 12.000 247.00 198.00 45.00
10.720 27/64 12.000 247.00 198.00 45.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6509

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 15xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 99

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

11.000 12.000 247.00 198.00 45.00
11.110 7/16 12.000 263.00 214.00 45.00
11.510 29/64 12.000 263.00 214.00 45.00
11.910 15/32 12.000 263.00 214.00 45.00
12.000 12.000 263.00 214.00 45.00
12.300 31/64 14.000 297.00 248.00 45.00
12.700 1/2 14.000 297.00 248.00 45.00
13.100 33/64 14.000 297.00 248.00 45.00
13.490 17/32 14.000 297.00 248.00 45.00
13.890 35/64 14.000 297.00 248.00 45.00
14.000 14.000 297.00 248.00 45.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6511

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 20xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 110.00 70.00 36.00
3.170 1/8 6.000 123.00 83.00 36.00
3.500 6.000 136.00 96.00 36.00
3.570 6.000 136.00 96.00 36.00
3.970 5/32 6.000 136.00 96.00 36.00
4.000 6.000 136.00 96.00 36.00
4.370 6.000 158.00 118.00 36.00
4.500 6.000 158.00 118.00 36.00
4.760 3/16 6.000 158.00 118.00 36.00
5.000 6.000 158.00 118.00 36.00
5.100 6.000 180.00 140.00 36.00
5.160 6.000 180.00 140.00 36.00
5.410 6.000 180.00 140.00 36.00
5.500 6.000 180.00 140.00 36.00
5.560 7/32 6.000 180.00 140.00 36.00
5.950 6.000 180.00 140.00 36.00
6.000 6.000 180.00 140.00 36.00
6.350 1/4 8.000 202.00 162.00 36.00
6.500 8.000 202.00 162.00 36.00
6.750 8.000 202.00 162.00 36.00
7.000 8.000 202.00 162.00 36.00
7.140 9/32 8.000 223.00 183.00 36.00
7.500 8.000 223.00 183.00 36.00
7.540 8.000 223.00 183.00 36.00
7.940 8.000 223.00 183.00 36.00
8.000 8.000 223.00 183.00 36.00
8.330 10.000 249.00 205.00 40.00
8.500 10.000 249.00 205.00 40.00
8.730 10.000 249.00 205.00 40.00
9.000 10.000 249.00 205.00 40.00
9.130 10.000 271.00 227.00 40.00
9.520 10.000 271.00 227.00 40.00
9.920 25/64 10.000 271.00 227.00 40.00
10.000 10.000 271.00 227.00 40.00
10.320 12.000 302.00 253.00 45.00
10.720 12.000 302.00 253.00 45.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6511

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 20xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

11.000 12.000 302.00 253.00 45.00
11.110 12.000 323.00 274.00 45.00
11.510 12.000 323.00 274.00 45.00
11.910 12.000 323.00 274.00 45.00
12.000 12.000 323.00 274.00 45.00
12.300 31/64 14.000 367.00 318.00 45.00
12.700 14.000 367.00 318.00 45.00
13.100 33/64 14.000 367.00 318.00 45.00
13.490 17/32 14.000 367.00 318.00 45.00
13.890 35/64 14.000 367.00 318.00 45.00
14.000 14.000 367.00 318.00 45.00

l
l
l
l
l
l
l
l
l
l
l



C F P S M

233

A A

232

A

l1

l2l3

d
2

d
1

Ratio drills with oil feed

R
at

io
 d

ril
ls

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6512

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 25xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 125.00 85.00 36.00
3.170 1/8 6.000 141.00 101.00 36.00
3.500 6.000 156.00 116.00 36.00
3.570 6.000 156.00 116.00 36.00
3.970 5/32 6.000 156.00 116.00 36.00
4.000 6.000 156.00 116.00 36.00
4.370 6.000 183.00 143.00 36.00
4.500 6.000 183.00 143.00 36.00
4.760 3/16 6.000 183.00 143.00 36.00
5.000 6.000 183.00 143.00 36.00
5.100 6.000 210.00 170.00 36.00
5.160 6.000 210.00 170.00 36.00
5.410 6.000 210.00 170.00 36.00
5.500 6.000 210.00 170.00 36.00
5.560 7/32 6.000 210.00 170.00 36.00
5.950 6.000 210.00 170.00 36.00
6.000 6.000 210.00 170.00 36.00
6.350 1/4 8.000 237.00 197.00 36.00
6.500 8.000 237.00 197.00 36.00
6.750 8.000 237.00 197.00 36.00
7.000 8.000 237.00 197.00 36.00
7.140 9/32 8.000 263.00 223.00 36.00
7.500 8.000 263.00 223.00 36.00
7.540 8.000 263.00 223.00 36.00
7.940 8.000 263.00 223.00 36.00
8.000 8.000 263.00 223.00 36.00
8.330 10.000 294.00 250.00 40.00
8.500 10.000 294.00 250.00 40.00
8.730 10.000 294.00 250.00 40.00
9.000 10.000 294.00 250.00 40.00
9.130 10.000 321.00 277.00 40.00
9.520 10.000 321.00 277.00 40.00
9.920 25/64 10.000 321.00 277.00 40.00
10.000 10.000 321.00 277.00 40.00
10.320 13/32 12.000 359.00 310.00 45.00
10.720 12.000 359.00 310.00 40.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6512

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 25xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

11.000 12.000 359.00 310.00 45.00
11.110 12.000 386.00 337.00 40.00
11.510 29/64 12.000 386.00 337.00 45.00
11.910 15/32 12.000 386.00 337.00 45.00
12.000 12.000 386.00 337.00 45.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6513

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 30xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 140.00 100.00 36.00
3.170 1/8 6.000 158.00 118.00 36.00
3.500 6.000 176.00 136.00 36.00
3.570 6.000 176.00 136.00 36.00
3.970 5/32 6.000 176.00 136.00 36.00
4.000 6.000 176.00 136.00 36.00
4.370 6.000 208.00 168.00 36.00
4.500 6.000 208.00 168.00 36.00
4.760 3/16 6.000 208.00 168.00 36.00
5.000 6.000 208.00 168.00 36.00
5.100 6.000 240.00 200.00 36.00
5.160 6.000 240.00 200.00 36.00
5.410 6.000 240.00 200.00 36.00
5.500 6.000 240.00 200.00 36.00
5.560 7/32 6.000 240.00 200.00 36.00
5.950 6.000 240.00 200.00 36.00
6.000 6.000 240.00 200.00 36.00
6.350 1/4 8.000 272.00 232.00 36.00
6.500 8.000 272.00 232.00 36.00
6.750 8.000 272.00 232.00 36.00
7.000 8.000 272.00 232.00 36.00
7.140 9/32 8.000 303.00 263.00 36.00
7.500 8.000 303.00 263.00 36.00
7.540 8.000 303.00 263.00 36.00
7.940 8.000 303.00 263.00 36.00
8.000 8.000 303.00 263.00 36.00
8.330 10.000 339.00 295.00 40.00
8.500 10.000 339.00 295.00 40.00
8.730 10.000 339.00 295.00 40.00
9.000 10.000 339.00 295.00 40.00
9.130 10.000 371.00 327.00 40.00
9.520 10.000 371.00 327.00 40.00
9.920 25/64 10.000 371.00 327.00 40.00
10.000 10.000 371.00 327.00 40.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6514

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Type RT 100 T

Drilling depth 40xD

Cutting direction right-hand

Tolerance h7

Discount group 165

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 170.00 130.00 36.00
3.170 1/8 6.000 196.00 156.00 36.00
3.500 6.000 196.00 156.00 36.00
3.570 9/64 6.000 216.00 176.00 36.00
3.970 5/32 6.000 216.00 176.00 36.00
4.000 6.000 216.00 176.00 36.00
4.370 11/64 6.000 238.00 198.00 36.00
4.500 6.000 238.00 198.00 36.00
4.760 3/16 6.000 258.00 218.00 36.00
5.000 6.000 258.00 218.00 36.00
5.100 6.000 280.00 240.00 36.00
5.160 13/64 6.000 280.00 240.00 36.00
5.410 6.000 280.00 240.00 36.00
5.500 6.000 280.00 240.00 36.00
5.560 7/32 6.000 300.00 260.00 36.00
5.950 15/64 6.000 300.00 260.00 36.00
6.000 6.000 300.00 260.00 36.00
6.350 1/4 8.000 322.00 282.00 36.00
6.500 8.000 322.00 282.00 36.00
6.750 17/64 8.000 342.00 302.00 36.00
7.000 8.000 342.00 302.00 36.00
7.140 9/32 8.000 363.00 323.00 36.00
7.500 8.000 363.00 323.00 36.00
7.540 19/64 8.000 383.00 343.00 36.00
7.940 5/16 8.000 383.00 343.00 36.00
8.000 8.000 383.00 343.00 36.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1171

Standard DIN 6538 K

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 3xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.500 16.000 103.00 51.00 48.00
9.700 16.000 103.00 51.00 48.00
9.800 16.000 103.00 51.00 48.00
9.900 16.000 103.00 51.00 48.00

10.000 16.000 103.00 51.00 48.00
10.100 16.000 103.00 51.00 48.00
10.200 16.000 103.00 51.00 48.00
10.400 16.000 103.00 51.00 48.00
10.500 16.000 103.00 51.00 48.00
10.600 16.000 103.00 51.00 48.00
10.700 16.000 103.00 51.00 48.00
10.800 16.000 103.00 51.00 48.00
10.900 16.000 103.00 51.00 48.00
11.000 16.000 103.00 51.00 48.00
11.100 16.000 103.00 51.00 48.00
11.200 16.000 103.00 51.00 48.00
11.400 16.000 103.00 51.00 48.00
11.500 16.000 103.00 51.00 48.00
11.600 16.000 103.00 51.00 48.00
11.700 16.000 103.00 51.00 48.00
11.800 16.000 103.00 51.00 48.00
12.000 16.000 103.00 51.00 48.00
12.100 16.000 111.00 59.00 48.00
12.200 16.000 111.00 59.00 48.00
12.300 31/64 16.000 111.00 59.00 48.00
12.400 16.000 111.00 59.00 48.00
12.500 16.000 111.00 59.00 48.00
12.600 16.000 111.00 59.00 48.00
12.700 1/2 16.000 111.00 59.00 48.00
13.000 16.000 111.00 59.00 48.00
13.500 16.000 111.00 59.00 48.00
13.700 16.000 111.00 59.00 48.00
13.800 16.000 111.00 59.00 48.00
14.000 16.000 111.00 59.00 48.00
14.200 20.000 122.00 68.00 50.00
14.400 20.000 122.00 68.00 50.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1171

Standard DIN 6538 K

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 3xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

14.600 20.000 122.00 68.00 50.00
14.700 20.000 122.00 68.00 50.00
15.000 20.000 122.00 68.00 50.00
15.100 20.000 122.00 68.00 50.00
15.300 20.000 122.00 68.00 50.00
15.500 20.000 122.00 68.00 50.00
15.600 20.000 122.00 68.00 50.00
15.700 20.000 122.00 68.00 50.00
15.800 20.000 122.00 68.00 50.00
16.000 20.000 122.00 68.00 50.00
16.200 20.000 130.00 76.00 50.00
16.500 20.000 130.00 76.00 50.00
16.700 20.000 130.00 76.00 50.00
17.000 20.000 130.00 76.00 50.00
17.300 20.000 130.00 76.00 50.00
17.500 20.000 130.00 76.00 50.00
17.700 20.000 130.00 76.00 50.00
17.800 20.000 130.00 76.00 50.00
17.860 45/64 20.000 130.00 76.00 50.00
17.900 20.000 130.00 76.00 50.00
18.000 20.000 130.00 76.00 50.00
18.500 25.000 144.00 84.00 56.00
19.000 25.000 144.00 84.00 56.00
19.300 25.000 144.00 84.00 56.00
19.500 25.000 144.00 84.00 56.00
19.600 25.000 144.00 84.00 56.00
19.700 25.000 144.00 84.00 56.00
20.000 25.000 144.00 84.00 56.00
20.500 25.000 153.00 93.00 56.00
21.000 25.000 153.00 93.00 56.00
21.500 25.000 153.00 93.00 56.00
22.000 25.000 153.00 93.00 56.00
22.220 7/8 25.000 161.00 101.00 56.00
22.500 25.000 161.00 101.00 56.00
22.620 57/64 25.000 161.00 101.00 56.00
23.000 25.000 161.00 101.00 56.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1171

Standard DIN 6538 K

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 3xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 100

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

23.500 25.000 161.00 101.00 56.00
24.000 25.000 161.00 101.00 56.00
24.500 32.000 174.00 110.00 60.00
25.000 63/64 32.000 174.00 110.00 60.00
25.500 32.000 174.00 110.00 60.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1172

Standard DIN 6538 M

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 5xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.800 16.000 127.00 75.00 48.00
10.000 16.000 127.00 75.00 48.00
10.200 16.000 127.00 75.00 48.00
10.500 16.000 127.00 75.00 48.00
10.600 16.000 127.00 75.00 48.00
10.700 16.000 127.00 75.00 48.00
10.800 16.000 127.00 75.00 48.00
11.500 16.000 127.00 75.00 48.00
11.900 16.000 127.00 75.00 48.00
12.000 16.000 127.00 75.00 48.00
12.300 31/64 16.000 139.00 87.00 48.00
12.500 16.000 139.00 87.00 48.00
12.700 1/2 16.000 139.00 87.00 48.00
12.900 16.000 139.00 87.00 48.00
13.000 16.000 139.00 87.00 48.00
13.100 33/64 16.000 139.00 87.00 48.00
13.500 16.000 139.00 87.00 48.00
13.700 16.000 139.00 87.00 48.00
13.900 16.000 139.00 87.00 48.00
14.000 16.000 139.00 87.00 48.00
14.500 20.000 154.00 100.00 50.00
14.600 20.000 154.00 100.00 50.00
15.000 20.000 154.00 100.00 50.00
15.200 20.000 154.00 100.00 50.00
15.500 20.000 154.00 100.00 50.00
15.700 20.000 154.00 100.00 50.00
16.000 20.000 154.00 100.00 50.00
16.200 20.000 166.00 112.00 50.00
16.500 20.000 166.00 112.00 50.00
16.600 20.000 166.00 112.00 50.00
16.700 20.000 166.00 112.00 50.00
16.800 20.000 166.00 112.00 50.00
17.000 20.000 166.00 112.00 50.00
17.200 20.000 166.00 112.00 50.00
17.300 20.000 166.00 112.00 50.00
17.500 20.000 166.00 112.00 50.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1172

Standard DIN 6538 M

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 5xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

18.000 20.000 166.00 112.00 50.00
18.500 25.000 184.00 124.00 56.00
19.000 25.000 184.00 124.00 56.00
19.500 25.000 184.00 124.00 56.00
19.600 25.000 184.00 124.00 56.00
19.700 25.000 184.00 124.00 56.00
19.900 25.000 184.00 124.00 56.00
20.000 25.000 184.00 124.00 56.00
20.500 25.000 197.00 137.00 56.00
21.000 25.000 197.00 137.00 56.00
21.500 25.000 197.00 137.00 56.00
22.000 25.000 197.00 137.00 56.00
22.220 7/8 25.000 209.00 149.00 56.00
22.500 25.000 209.00 149.00 56.00
23.000 25.000 209.00 149.00 56.00
23.500 25.000 209.00 149.00 56.00
24.000 25.000 209.00 149.00 56.00
24.500 32.000 226.00 162.00 60.00
25.000 63/64 32.000 226.00 162.00 60.00
25.500 32.000 226.00 162.00 60.00
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1173

Standard DIN 6538 L

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 7xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

9.600 16.000 151.00 99.00 48.00
9.700 16.000 151.00 99.00 48.00

10.000 16.000 151.00 99.00 48.00
10.200 16.000 151.00 99.00 48.00
10.400 16.000 151.00 99.00 48.00
11.000 16.000 151.00 99.00 48.00
11.500 16.000 151.00 99.00 48.00
11.700 16.000 151.00 99.00 48.00
11.800 16.000 151.00 99.00 48.00
12.000 16.000 151.00 99.00 48.00
12.200 16.000 167.00 115.00 48.00
12.400 16.000 167.00 115.00 48.00
12.500 16.000 167.00 115.00 48.00
12.700 1/2 16.000 167.00 115.00 48.00
13.000 16.000 167.00 115.00 48.00
13.500 16.000 167.00 115.00 48.00
14.000 16.000 167.00 115.00 48.00
14.500 20.000 186.00 132.00 50.00
15.000 20.000 186.00 132.00 50.00
15.500 20.000 186.00 132.00 50.00
15.700 20.000 186.00 132.00 50.00
15.800 20.000 186.00 132.00 50.00
16.000 20.000 186.00 132.00 50.00
16.500 20.000 202.00 148.00 50.00
17.000 20.000 202.00 148.00 50.00
17.200 20.000 202.00 148.00 50.00
17.460 11/16 20.000 202.00 148.00 50.00
17.500 20.000 202.00 148.00 50.00
18.000 20.000 202.00 148.00 50.00
18.500 25.000 224.00 164.00 56.00
19.000 25.000 224.00 164.00 56.00
19.200 25.000 224.00 164.00 56.00
20.000 25.000 224.00 164.00 56.00
21.000 25.000 241.00 181.00 56.00
22.000 25.000 241.00 181.00 56.00
22.500 25.000 257.00 197.00 56.00

m
m
l
l
m
l
l
m
l
l
m
m
l
l
l
l
l
l
l
m
l
m
l
l
l
m
m
l
l
l
l
m
l
l
l
m



C F P S M

243

A A

242

S

l 1 

l 2 l 3 

d
 1 

d
 2 

tmax

tmax = l2-1,5 x d1

3-flute Ratio drills
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1173

Standard DIN 6538 L

Tool material Carbide

Carbide grade P

Surface

Type RT 80 U

Drilling depth 7xD

Cutting direction right-hand

Tolerance h7

Discount group 128

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

25.000 63/64 32.000 278.00 214.00 60.00 l
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Ratio drills with oil feed

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2713

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K

Surface

Type FT 200 G

Drilling depth 5xD

Cutting direction right-hand

Tolerance m7

Discount group 109

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

3.000 6.000 66.00 28.00 36.00
3.100 6.000 66.00 28.00 36.00
3.200 6.000 66.00 28.00 36.00
3.300 6.000 66.00 28.00 36.00
3.500 6.000 66.00 28.00 36.00
3.700 6.000 66.00 28.00 36.00
3.800 6.000 74.00 36.00 36.00
4.000 6.000 74.00 36.00 36.00
4.100 6.000 74.00 36.00 36.00
4.200 6.000 74.00 36.00 36.00
4.500 6.000 74.00 36.00 36.00
4.800 6.000 82.00 44.00 36.00
5.000 6.000 82.00 44.00 36.00
5.100 6.000 82.00 44.00 36.00
5.200 6.000 82.00 44.00 36.00
5.300 6.000 82.00 44.00 36.00
5.500 6.000 82.00 44.00 36.00
5.800 6.000 82.00 44.00 36.00
6.000 6.000 82.00 44.00 36.00
6.100 8.000 91.00 53.00 36.00
6.200 8.000 91.00 53.00 36.00
6.400 8.000 91.00 53.00 36.00
6.500 8.000 91.00 53.00 36.00
6.700 8.000 91.00 53.00 36.00
6.800 8.000 91.00 53.00 36.00
7.000 8.000 91.00 53.00 36.00
7.100 8.000 91.00 53.00 36.00
7.400 8.000 91.00 53.00 36.00
7.500 8.000 91.00 53.00 36.00
7.800 8.000 91.00 53.00 36.00
8.000 8.000 91.00 53.00 36.00
8.100 10.000 103.00 61.00 40.00
8.200 10.000 103.00 61.00 40.00
8.400 10.000 103.00 61.00 40.00
8.500 10.000 103.00 61.00 40.00
8.600 10.000 103.00 61.00 40.00
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R
at

io
 d

ril
ls

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2713

Standard DIN 6537 L

Tool material Solid carbide

Carbide grade K

Surface

Type FT 200 G

Drilling depth 5xD

Cutting direction right-hand

Tolerance m7

Discount group 109

Techn. data page 101

d1 d2 l1 l2 l3
Availability

mm inch mm mm mm mm

8.700 10.000 103.00 61.00 40.00
8.800 10.000 103.00 61.00 40.00
9.000 10.000 103.00 61.00 40.00
9.100 10.000 103.00 61.00 40.00
9.500 10.000 103.00 61.00 40.00
9.800 10.000 103.00 61.00 40.00

10.000 10.000 103.00 61.00 40.00
10.100 12.000 118.00 71.00 45.00
10.200 12.000 118.00 71.00 45.00
10.300 12.000 118.00 71.00 45.00
10.500 12.000 118.00 71.00 45.00
11.000 12.000 118.00 71.00 45.00
11.200 12.000 118.00 71.00 45.00
11.500 12.000 118.00 71.00 45.00
11.800 12.000 118.00 71.00 45.00
12.000 12.000 118.00 71.00 45.00
12.100 14.000 124.00 77.00 45.00
12.500 14.000 124.00 77.00 45.00
13.000 14.000 124.00 77.00 45.00
13.500 14.000 124.00 77.00 45.00
14.000 14.000 124.00 77.00 45.00
14.500 16.000 133.00 83.00 48.00
15.000 16.000 133.00 83.00 48.00
15.500 16.000 133.00 83.00 48.00
16.000 16.000 133.00 83.00 48.00
16.500 18.000 143.00 93.00 48.00
17.000 18.000 143.00 93.00 48.00
17.500 18.000 143.00 93.00 48.00
18.000 18.000 143.00 93.00 48.00
18.500 20.000 153.00 101.00 50.00
19.000 20.000 153.00 101.00 50.00
19.500 20.000 153.00 101.00 50.00
20.000 20.000 153.00 101.00 50.00
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3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 731 611 745 1025 1027

Standard DIN 6539

Tool material Solid carbide

Carbide grade K K/P K10/K20 K K10/K20

Surface

Type GS 200 U GS 200 U GS 200 G GS 200 G GS 200 F

Drilling depth 5xD 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h7 h7 h7 h7 h7

Discount group 109 109 109 109 109

Techn. data page 101 101 102 102 102

d1 l1 l2
Availability

mm inch mm mm

3.000 46.00 22.00
3.100 49.00 24.00
3.200 49.00 24.00
3.300 49.00 24.00
3.400 52.00 27.00
3.500 52.00 27.00
3.570 9/64 52.00 27.00
3.600 52.00 27.00
3.700 52.00 27.00
3.800 55.00 30.00
3.900 55.00 30.00
3.970 5/32 55.00 30.00
4.000 55.00 30.00
4.100 55.00 30.00
4.200 55.00 30.00
4.300 58.00 32.00
4.370 11/64 58.00 32.00
4.400 58.00 32.00
4.500 58.00 32.00
4.600 58.00 32.00
4.700 58.00 32.00
4.760 3/16 62.00 35.00
4.800 62.00 35.00
4.900 62.00 35.00
5.000 62.00 35.00
5.100 62.00 35.00
5.200 62.00 35.00
5.300 62.00 35.00
5.400 66.00 39.00
5.500 66.00 39.00
5.600 66.00 39.00
5.700 66.00 39.00
5.800 66.00 39.00
5.900 66.00 39.00
6.000 66.00 39.00
6.100 70.00 42.00
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3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 731 611 745 1025 1027

Standard DIN 6539

Tool material Solid carbide

Carbide grade K K/P K10/K20 K K10/K20

Surface

Type GS 200 U GS 200 U GS 200 G GS 200 G GS 200 F

Drilling depth 5xD 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h7 h7 h7 h7 h7

Discount group 109 109 109 109 109

Techn. data page 101 101 102 102 102

d1 l1 l2
Availability

mm inch mm mm

6.200 70.00 42.00
6.300 70.00 42.00
6.400 70.00 42.00
6.500 70.00 42.00
6.600 70.00 42.00
6.700 70.00 42.00
6.750 17/64 74.00 45.00
6.800 74.00 45.00
6.900 74.00 45.00
7.000 74.00 45.00
7.100 74.00 45.00
7.200 74.00 45.00
7.300 74.00 45.00
7.400 74.00 45.00
7.500 74.00 45.00
7.600 79.00 48.00
7.700 79.00 48.00
7.800 79.00 48.00
7.940 5/16 79.00 48.00
8.000 79.00 48.00
8.100 79.00 48.00
8.200 79.00 48.00
8.300 79.00 48.00
8.330 21/64 79.00 48.00
8.400 79.00 48.00
8.500 79.00 48.00
8.700 84.00 52.00
8.800 84.00 52.00
8.900 84.00 52.00
9.000 84.00 52.00
9.100 84.00 52.00
9.200 84.00 52.00
9.300 84.00 52.00
9.500 84.00 52.00
9.520 3/8 89.00 55.00
9.600 89.00 55.00
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3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 731 611 745 1025 1027

Standard DIN 6539

Tool material Solid carbide

Carbide grade K K/P K10/K20 K K10/K20

Surface

Type GS 200 U GS 200 U GS 200 G GS 200 G GS 200 F

Drilling depth 5xD 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h7 h7 h7 h7 h7

Discount group 109 109 109 109 109

Techn. data page 101 101 102 102 102

d1 l1 l2
Availability

mm inch mm mm

9.700 89.00 55.00
9.800 89.00 55.00
9.900 89.00 55.00

10.000 89.00 55.00
10.200 89.00 55.00
10.300 89.00 55.00
10.320 13/32 89.00 55.00
10.400 89.00 55.00
10.500 89.00 55.00
10.700 95.00 60.00
10.720 27/64 95.00 60.00
10.800 95.00 60.00
11.000 95.00 60.00
11.110 7/16 95.00 60.00
11.200 95.00 60.00
11.300 95.00 60.00
11.500 95.00 60.00
11.510 29/64 95.00 60.00
11.600 95.00 60.00
11.700 95.00 60.00
11.800 95.00 60.00
11.910 15/32 102.00 65.00
12.000 102.00 65.00
12.100 102.00 65.00
12.200 102.00 65.00
12.500 102.00 65.00
12.700 1/2 102.00 65.00
12.800 102.00 65.00
12.900 102.00 65.00
13.000 102.00 65.00
13.200 102.00 65.00
13.500 107.00 66.00
13.600 107.00 66.00
13.800 107.00 66.00
14.000 107.00 66.00
14.300 111.00 70.00
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3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 731 611 745 1025 1027

Standard DIN 6539

Tool material Solid carbide

Carbide grade K K/P K10/K20 K K10/K20

Surface

Type GS 200 U GS 200 U GS 200 G GS 200 G GS 200 F

Drilling depth 5xD 5xD 5xD 5xD 5xD

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h7 h7 h7 h7 h7

Discount group 109 109 109 109 109

Techn. data page 101 101 102 102 102

d1 l1 l2
Availability

mm inch mm mm

14.400 111.00 70.00
14.500 111.00 70.00
15.000 111.00 70.00
15.500 115.00 73.00
15.870 5/8 115.00 73.00
16.000 115.00 73.00
16.500 119.00 73.00
17.000 119.00 73.00
17.500 123.00 76.00
18.500 127.00 76.00
19.000 127.00 76.00
20.000 131.00 79.00
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3-flute Ratio drills

R
atio drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1032

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Type GS 200 G

Drilling depth

Cutting direction right-hand

Tolerance

Discount group 109

Techn. data page 102

d2 d1 for threads l1 l2 l3 Code no.
Availability

mm mm mm mm mm

3.400 2.500 M 3 52.00 27.00 9.00 3.401
4.200 3.600 55.00 30.00 10.00 4.200
4.500 3.300 58.00 32.00 11.00 4.501
5.500 4.200 M 5 66.00 39.00 14.00 5.501
5.500 4.700 66.00 39.00 14.00 5.500
6.500 5.600 70.00 42.00 16.00 6.500
6.600 5.000 M 6 70.00 42.00 16.00 6.601
6.800 5.800 74.00 45.00 18.00 6.800
9.000 6.800 M 8 84.00 52.00 22.00 9.001
9.700 8.300 89.00 55.00 25.00 9.700

10.000 8.500 89.00 55.00 25.00 10.000
11.000 8.500 M10 95.00 60.00 28.00 11.001
11.000 8.800 M10 X1,25 95.00 60.00 28.00 11.004
11.000 9.400 95.00 60.00 28.00 11.000
13.500 10.200 M12 107.00 66.00 33.00 13.501
15.500 13.200 115.00 73.00 38.00 15.500
17.500 15.000 M16 X1 123.00 76.00 41.00 17.502
20.000 15.500 M18 131.00 79.00 43.00 20.001
20.000 16.000 131.00 79.00 43.00 20.004
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Tool holders for interchangeable inserts HT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4106

Standard Guhring std.

Type HT 800 WP

Drilling depth 1,5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,49 12.000 10.700 84.00 19.30 45.00 11.000
110 11,00-11,49 12.700 10.700 84.00 19.30 45.00 11.005
115 11,50-11,99 12.000 11.200 85.00 20.10 45.00 11.500
115 11,50-11,99 12.700 11.200 85.00 20.10 45.00 11.505
120 12,00-12,49 12.000 11.700 87.00 21.00 45.00 12.000
120 12,00-12,49 12.700 11.700 87.00 21.00 45.00 12.005
125 12,50-12,99 14.000 12.200 89.00 21.90 45.00 12.500
125 12,50-12,99 15.875 12.200 89.00 21.90 45.00 12.505
130 13,00-13,49 14.000 12.700 90.00 22.60 45.00 13.000
130 13,00-13,49 15.875 12.700 90.00 22.60 45.00 13.005
135 13,50-13,99 14.000 13.200 92.00 23.60 45.00 13.500
135 13,50-13,99 15.875 13.200 92.00 23.60 45.00 13.505
140 14,00-14,49 14.000 13.700 93.00 24.50 45.00 14.000
140 14,00-14,49 15.875 13.700 93.00 24.50 45.00 14.005
145 14,50-14,99 16.000 14.200 98.00 25.30 48.00 14.500
145 14,50-14,99 15.875 14.200 98.00 25.30 48.00 14.505
150 15,00-15,49 16.000 14.700 100.00 26.10 48.00 15.000
150 15,00-15,49 15.875 14.700 100.00 26.10 48.00 15.005
155 15,50-15,99 16.000 15.200 101.00 27.00 48.00 15.500
155 15,50-15,99 15.875 15.200 101.00 27.00 48.00 15.505
160 16,00-16,49 16.000 15.700 102.00 27.80 48.00 16.000
160 16,00-16,49 15.875 15.700 102.00 27.80 48.00 16.005
165 16,50-16,99 18.000 16.200 105.00 28.70 48.00 16.500
165 16,50-16,99 19.050 16.200 105.00 28.70 48.00 16.505
170 17,00-17,49 18.000 16.700 106.00 29.60 48.00 17.000
170 17,00-17,49 19.050 16.700 106.00 29.60 48.00 17.005
175 17,50-17,99 18.000 17.200 107.00 30.40 48.00 17.500
175 17,50-17,99 19.050 17.200 107.00 30.40 48.00 17.505
180 18,00-18,49 18.000 17.700 109.00 31.20 48.00 18.000
180 18,00-18,49 19.050 17.700 109.00 31.20 48.00 18.005
185 18,50-18,99 20.000 18.200 113.00 32.10 50.00 18.500
185 18,50-18,99 19.050 18.200 113.00 32.10 50.00 18.505
190 19,00-19,49 20.000 18.700 114.00 32.90 50.00 19.000
190 19,00-19,49 19.050 18.700 114.00 32.90 50.00 19.005
195 19,50-19,99 20.000 19.200 116.00 33.70 50.00 19.500
195 19,50-19,99 19.050 19.200 116.00 33.70 50.00 19.505
200 20,00-20,49 20.000 19.700 117.00 34.60 50.00 20.000
200 20,00-20,49 19.050 19.700 117.00 34.60 50.00 20.005
205 20,50-20,99 25.000 20.200 128.00 35.50 56.00 20.500
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4106

Standard Guhring std.

Type HT 800 WP

Drilling depth 1,5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

205 20,50-20,99 25.400 20.200 128.00 35.50 56.00 20.505
210 21,00-21,49 25.000 20.700 129.00 36.40 56.00 21.000
210 21,00-21,49 25.400 20.700 129.00 36.40 56.00 21.005
215 21,50-21,99 25.000 21.200 130.00 37.20 56.00 21.500
215 21,50-21,99 25.400 21.200 130.00 37.20 56.00 21.505
220 22,00-22,49 25.000 21.700 131.00 38.00 56.00 22.000
220 22,00-22,49 25.400 21.700 131.00 38.00 56.00 22.005
225 22,50-22,99 25.000 22.200 134.00 38.90 56.00 22.500
225 22,50-22,99 25.400 22.200 134.00 38.90 56.00 22.505
230 23,00-23,49 25.000 22.700 135.00 39.80 56.00 23.000
230 23,00-23,49 25.400 22.700 135.00 39.80 56.00 23.005
235 23,50-23,99 25.000 23.200 137.00 40.60 56.00 23.500
235 23,50-23,99 25.400 23.200 137.00 40.60 56.00 23.505
240 24,00-24,49 25.000 23.700 138.00 41.50 56.00 24.000
240 24,00-24,49 25.400 23.700 138.00 41.50 56.00 24.005
245 24,50-24,99 25.000 24.200 140.00 42.30 56.00 24.500
245 24,50-24,99 25.400 24.200 140.00 42.30 56.00 24.505
250 25,00-25,49 25.000 24.700 142.00 43.20 56.00 25.000
250 25,00-25,49 25.400 24.700 142.00 43.20 56.00 25.005
255 25,50-25,99 32.000 25.200 148.00 44.00 60.00 25.500
255 25,50-25,99 31.750 25.200 148.00 44.00 60.00 25.505
260 26,00-26,49 32.000 25.700 151.00 44.30 60.00 26.000
260 26,00-26,49 31.750 25.700 151.00 44.30 60.00 26.005
265 26,50-26,99 32.000 26.200 153.00 45.10 60.00 26.500
265 26,50-26,99 31.750 26.200 153.00 45.10 60.00 26.505
270 27,00-27,49 32.000 26.700 155.00 46.00 60.00 27.000
270 27,00-27,49 31.750 26.700 155.00 46.00 60.00 27.005
275 27,50-27,99 32.000 27.200 156.00 46.80 60.00 27.500
275 27,50-27,99 31.750 27.200 156.00 46.80 60.00 27.505
280 28,00-28,49 32.000 27.700 157.00 47.70 60.00 28.000
280 28,00-28,49 31.750 27.700 157.00 47.70 60.00 28.005
285 28,50-28,99 32.000 28.200 159.00 48.50 60.00 28.500
285 28,50-28,99 31.750 28.200 159.00 48.50 60.00 28.505
290 29,00-29,49 32.000 28.700 161.00 49.40 60.00 29.000
290 29,00-29,49 31.750 28.700 161.00 49.40 60.00 29.005
295 29,50-29,99 32.000 29.200 162.00 50.20 60.00 29.500
295 29,50-29,99 31.750 29.200 162.00 50.20 60.00 29.505
300 30,00-30,49 32.000 29.700 164.00 50.90 60.00 30.000
300 30,00-30,49 31.750 29.700 164.00 50.90 60.00 30.005
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4106

Standard Guhring std.

Type HT 800 WP

Drilling depth 1,5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

305 30,50-30,99 32.000 30.200 166.00 51.70 60.00 30.500
305 30,50-30,99 31.750 30.200 166.00 51.70 60.00 30.505
310 31,00-31,49 32.000 30.700 167.00 52.60 60.00 31.000
310 31,00-31,49 31.750 30.700 167.00 52.60 60.00 31.005
315 31,50-31,99 32.000 31.200 168.00 53.40 60.00 31.500
315 31,50-31,99 31.750 31.200 168.00 53.40 60.00 31.505
320 32,00-32,99 32.000 31.700 172.00 55.10 60.00 32.000
320 32,00-32,49 31.750 31.700 172.00 55.10 60.00 32.005
330 33,00-33,99 32.000 32.700 175.00 56.80 60.00 33.000
330 32,50-32,99 31.750 32.700 175.00 56.80 60.00 33.005
340 34,00-34,99 32.000 33.700 178.00 58.50 60.00 34.000
340 34,00-34,99 31.750 33.700 178.00 58.50 60.00 34.005
350 35,00-35,99 32.000 34.700 181.00 60.20 60.00 35.000
350 35,00-35,99 31.750 34.700 181.00 60.20 60.00 35.005
360 36,00-36,99 32.000 35.700 184.00 61.80 60.00 36.000
360 36,00-36,99 31.750 35.700 184.00 61.80 60.00 36.005
370 37,00-37,99 32.000 36.700 188.00 63.50 60.00 37.000
370 37,00-37,99 31.750 36.700 188.00 63.50 60.00 37.005
380 38,00-38,99 32.000 37.700 191.00 65.20 60.00 38.000
380 38,00-38,99 31.750 37.700 191.00 65.20 60.00 38.005
390 39,00-40,00 32.000 38.700 194.00 66.90 60.00 39.000
390 39,00-40,00 31.750 38.700 194.00 66.90 60.00 39.005
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4107

Standard Guhring std.

Type HT 800 WP

Drilling depth 3xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,49 12.000 10.700 101.00 36.60 45.00 11.000
110 11,00-11,49 12.700 10.700 101.00 36.60 45.00 11.005
115 11,50-11,99 12.000 11.200 103.00 38.10 45.00 11.500
115 11,50-11,99 12.700 11.200 103.00 38.10 45.00 11.505
120 12,00-12,49 12.000 11.700 106.00 39.70 45.00 12.000
120 12,00-12,49 12.700 11.700 106.00 39.70 45.00 12.005
125 12,50-12,99 14.000 12.200 108.00 41.30 45.00 12.500
125 12,50-12,99 15.875 12.200 108.00 41.30 45.00 12.505
130 13,00-13,49 14.000 12.700 110.00 42.90 45.00 13.000
130 13,00-13,49 15.875 12.700 110.00 42.90 45.00 13.005
135 13,50-13,99 14.000 13.200 113.00 44.60 45.00 13.500
135 13,50-13,99 15.875 13.200 113.00 44.60 45.00 13.505
140 14,00-14,49 14.000 13.700 115.00 46.20 45.00 14.000
140 14,00-14,49 15.875 13.700 115.00 46.20 45.00 14.005
145 14,50-14,99 16.000 14.200 120.00 47.80 48.00 14.500
145 14,50-14,99 15.875 14.200 120.00 47.80 48.00 14.505
150 15,00-15,49 16.000 14.700 123.00 49.30 48.00 15.000
150 15,00-15,49 15.875 14.700 123.00 49.30 48.00 15.005
155 15,50-15,99 16.000 15.200 125.00 50.90 48.00 15.500
155 15,50-15,99 15.875 15.200 125.00 50.90 48.00 15.505
160 16,00-16,49 16.000 15.700 127.00 52.90 48.00 16.000
160 16,00-16,49 15.875 15.700 127.00 52.90 48.00 16.005
165 16,50-16,99 18.000 16.200 130.00 54.10 48.00 16.500
165 16,50-16,99 19.050 16.200 130.00 54.10 48.00 16.505
170 17,00-17,49 18.000 16.700 132.00 55.80 48.00 17.000
170 17,00-17,49 19.050 16.700 132.00 55.80 48.00 17.005
175 17,50-17,99 18.000 17.200 134.00 57.40 48.00 17.500
175 17,50-17,99 19.050 17.200 134.00 57.40 48.00 17.505
180 18,00-18,49 18.000 17.700 137.00 58.90 48.00 18.000
180 18,00-18,49 19.050 17.700 137.00 58.90 48.00 18.005
185 18,50-18,99 20.000 18.200 141.00 60.50 50.00 18.500
185 18,50-18,99 19.050 18.200 141.00 60.50 50.00 18.505
190 19,00-19,49 20.000 18.700 143.00 62.10 50.00 19.000
190 19,00-19,49 19.050 18.700 143.00 62.10 50.00 19.005
195 19,50-19,99 20.000 19.200 146.00 63.70 50.00 19.500
195 19,50-19,99 19.050 19.200 146.00 63.70 50.00 19.505
200 20,00-20,49 20.000 19.700 148.00 65.30 50.00 20.000
200 20,00-20,49 19.050 19.700 148.00 65.30 50.00 20.005
205 20,50-20,99 25.000 20.200 159.00 67.00 56.00 20.500
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4107

Standard Guhring std.

Type HT 800 WP

Drilling depth 3xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

205 20,50-20,99 25.400 20.200 159.00 67.00 56.00 20.505
210 21,00-21,49 25.000 20.700 161.00 68.60 56.00 21.000
210 21,00-21,49 25.400 20.700 161.00 68.60 56.00 21.005
215 21,50-21,99 25.000 21.200 163.00 70.10 56.00 21.500
215 21,50-21,99 25.400 21.200 163.00 70.10 56.00 21.505
220 22,00-22,49 25.000 21.700 165.00 71.70 56.00 22.000
220 22,00-22,49 25.400 21.700 165.00 71.70 56.00 22.005
225 22,50-22,99 25.000 22.200 168.00 73.30 56.00 22.500
225 22,50-22,99 25.400 22.200 168.00 73.30 56.00 22.505
230 23,00-23,49 25.000 22.700 170.00 74.90 56.00 23.000
230 23,00-23,49 25.400 22.700 170.00 74.90 56.00 23.005
235 23,50-23,99 25.000 23.200 173.00 76.50 56.00 23.500
235 23,50-23,99 25.400 23.200 173.00 76.50 56.00 23.505
240 24,00-24,49 25.000 23.700 175.00 78.10 56.00 24.000
240 24,00-24,49 25.400 23.700 175.00 78.10 56.00 24.005
245 24,50-24,99 25.000 24.200 177.00 79.70 56.00 24.500
245 24,50-24,99 25.400 24.200 177.00 79.70 56.00 24.505
250 25,00-25,49 25.000 24.700 180.00 81.30 56.00 25.000
250 25,00-25,49 25.400 24.700 180.00 81.30 56.00 25.005
255 25,50-25,99 32.000 25.200 187.00 82.90 60.00 25.500
255 25,50-25,99 31.750 25.200 187.00 82.90 60.00 25.505
260 26,00-26,49 32.000 25.700 191.00 84.00 60.00 26.000
260 26,00-26,49 31.750 25.700 191.00 84.00 60.00 26.005
265 26,50-26,99 32.000 26.200 193.00 86.10 60.00 26.500
265 26,50-26,99 31.750 26.200 193.00 86.10 60.00 26.505
270 27,00-27,49 32.000 26.700 196.00 87.20 60.00 27.000
270 27,00-27,49 31.750 26.700 196.00 87.20 60.00 27.005
275 27,50-27,99 32.000 27.200 198.00 88.90 60.00 27.500
275 27,50-27,99 31.750 27.200 198.00 88.90 60.00 27.505
280 28,00-28,49 32.000 27.700 200.00 90.40 60.00 28.000
280 28,00-28,49 31.750 27.700 200.00 90.40 60.00 28.005
285 28,50-28,99 32.000 28.200 202.00 92.50 60.00 28.500
285 28,50-28,99 31.750 28.200 202.00 92.50 60.00 28.505
290 29,00-29,49 32.000 28.700 205.00 94.60 60.00 29.000
290 29,00-29,49 31.750 28.700 205.00 94.60 60.00 29.005
295 29,50-29,99 32.000 29.200 207.00 95.10 60.00 29.500
295 29,50-29,99 31.750 29.200 207.00 95.10 60.00 29.505
300 30,00-30,49 32.000 29.700 210.00 96.70 60.00 30.000
300 30,00-30,49 31.750 29.700 210.00 96.70 60.00 30.005
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4107

Standard Guhring std.

Type HT 800 WP

Drilling depth 3xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

305 30,50-30,99 32.000 30.200 212.00 98.30 60.00 30.500
305 30,50-30,99 31.750 30.200 212.00 98.30 60.00 30.505
310 31,00-31,49 32.000 30.700 214.00 99.80 60.00 31.000
310 31,00-31,49 31.750 30.700 214.00 99.80 60.00 31.005
315 31,50-31,99 32.000 31.200 216.00 101.40 60.00 31.500
315 31,50-31,99 31.750 31.200 216.00 101.40 60.00 31.505
320 32,00-32,99 32.000 31.700 221.00 104.60 60.00 32.000
320 32,00-32,99 31.750 31.700 221.00 104.60 60.00 32.005
330 33,00-33,99 32.000 32.700 226.00 107.80 60.00 33.000
330 32,50-33,99 31.750 32.700 226.00 107.80 60.00 33.005
340 34,00-34,99 32.000 33.700 230.00 111.00 60.00 34.000
340 34,00-34,99 31.750 33.700 230.00 111.00 60.00 34.005
350 35,00-35,99 32.000 34.700 235.00 114.20 60.00 35.000
350 35,00-35,99 31.750 34.700 235.00 114.20 60.00 35.005
360 36,00-36,99 32.000 35.700 240.00 117.30 60.00 36.000
360 36,00-36,99 31.750 35.700 240.00 117.30 60.00 36.005
370 37,00-37,99 32.000 36.700 245.00 120.50 60.00 37.000
370 37,00-37,99 31.750 36.700 245.00 120.50 60.00 37.005
380 38,00-38,99 32.000 37.700 249.00 123.70 60.00 38.000
380 38,00-38,99 31.750 37.700 249.00 123.70 60.00 38.005
390 39,00-40,00 32.000 38.700 254.00 126.90 60.00 39.000
390 39,00-40,00 31.750 38.700 254.00 126.90 60.00 39.005
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4108

Standard Guhring std.

Type HT 800 WP

Drilling depth 5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,49 12.000 10.700 124.00 59.60 45.00 11.000
110 11,00-11,49 12.700 10.700 124.00 59.60 45.00 11.005
115 11,50-11,99 12.000 11.200 127.00 62.10 45.00 11.500
115 11,50-11,99 12.700 11.200 127.00 62.10 45.00 11.505
120 12,00-12,49 12.000 11.700 131.00 64.70 45.00 12.000
120 12,00-12,49 12.700 11.700 131.00 64.70 45.00 12.005
125 12,50-12,99 14.000 12.200 134.00 67.30 45.00 12.500
125 12,50-12,99 15.875 12.200 134.00 67.30 45.00 12.505
130 13,00-13,49 14.000 12.700 137.00 69.90 45.00 13.000
130 13,00-13,49 15.875 12.700 137.00 69.90 45.00 13.005
135 13,50-13,99 14.000 13.200 141.00 72.60 45.00 13.500
135 13,50-13,99 15.875 13.200 141.00 72.60 45.00 13.505
140 14,00-14,49 14.000 13.700 144.00 75.20 45.00 14.000
140 14,00-14,49 15.875 13.700 144.00 75.20 45.00 14.005
145 14,50-14,99 16.000 14.200 150.00 77.80 48.00 14.500
145 14,50-14,99 15.875 14.200 150.00 77.80 48.00 14.505
150 15,00-15,49 16.000 14.700 154.00 80.30 48.00 15.000
150 15,00-15,49 15.875 14.700 154.00 80.30 48.00 15.005
155 15,50-15,99 16.000 15.200 157.00 82.90 48.00 15.500
155 15,50-15,99 15.875 15.200 157.00 82.90 48.00 15.505
160 16,00-16,49 16.000 15.700 160.00 85.90 48.00 16.000
160 16,00-16,49 15.875 15.700 160.00 85.90 48.00 16.005
165 16,50-16,99 18.000 16.200 164.00 88.10 48.00 16.500
165 16,50-16,99 19.050 16.200 164.00 88.10 48.00 16.505
170 17,00-17,49 18.000 16.700 167.00 90.80 48.00 17.000
170 17,00-17,49 19.050 16.700 167.00 90.80 48.00 17.005
175 17,50-17,99 18.000 17.200 170.00 93.40 48.00 17.500
175 17,50-17,99 19.050 17.200 170.00 93.40 48.00 17.505
180 18,00-18,49 18.000 17.700 174.00 95.90 48.00 18.000
180 18,00-18,49 19.050 17.700 174.00 95.90 48.00 18.005
185 18,50-18,99 20.000 18.200 179.00 98.50 50.00 18.500
185 18,50-18,99 19.050 18.200 179.00 98.50 50.00 18.505
190 19,00-19,49 20.000 18.700 182.00 101.10 50.00 19.000
190 19,00-19,49 19.050 18.700 182.00 101.10 50.00 19.005
195 19,50-19,99 20.000 19.200 186.00 103.70 50.00 19.500
195 19,50-19,99 19.050 19.200 186.00 103.70 50.00 19.505
200 20,00-20,49 20.000 19.700 189.00 106.30 50.00 20.000
200 20,00-20,49 19.050 19.700 189.00 106.30 50.00 20.005
205 20,50-20,99 25.000 20.200 201.00 109.00 56.00 20.500
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4108

Standard Guhring std.

Type HT 800 WP

Drilling depth 5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

205 20,50-20,99 25.400 20.200 201.00 109.00 56.00 20.505
210 21,00-21,49 25.000 20.700 204.00 111.60 56.00 21.000
210 21,00-21,49 25.400 20.700 204.00 111.60 56.00 21.005
215 21,50-21,99 25.000 21.200 207.00 114.10 56.00 21.500
215 21,50-21,99 25.400 21.200 207.00 114.10 56.00 21.505
220 22,00-22,49 25.000 21.700 210.00 116.70 56.00 22.000
220 22,00-22,49 25.400 21.700 210.00 116.70 56.00 22.005
225 22,50-22,99 25.000 22.200 214.00 119.30 56.00 22.500
225 22,50-22,99 25.400 22.200 214.00 119.30 56.00 22.505
230 23,00-23,49 25.000 22.700 217.00 121.90 56.00 23.000
230 23,00-23,49 25.400 22.700 217.00 121.90 56.00 23.005
235 23,50-23,99 25.000 23.200 221.00 124.50 56.00 23.500
235 23,50-23,99 25.400 23.200 221.00 124.50 56.00 23.505
240 24,00-24,49 25.000 23.700 224.00 127.10 56.00 24.000
240 24,00-24,49 25.400 23.700 224.00 127.10 56.00 24.005
245 24,50-24,99 25.000 24.200 227.00 129.70 56.00 24.500
245 24,50-24,99 25.400 24.200 227.00 129.70 56.00 24.505
250 25,00-25,49 25.000 24.700 231.00 132.30 56.00 25.000
250 25,00-25,49 25.400 24.700 231.00 132.30 56.00 25.005
255 25,50-25,99 32.000 25.200 239.00 134.90 60.00 25.500
255 25,50-25,99 31.750 25.200 239.00 134.90 60.00 25.505
260 26,00-26,49 32.000 25.700 244.00 137.00 60.00 26.000
265 26,50-26,99 32.000 26.200 247.00 140.00 60.00 26.500
270 27,00-27,49 32.000 26.700 251.00 142.20 60.00 27.000
275 27,50-27,99 32.000 27.200 254.00 144.80 60.00 27.500
280 28,00-28,49 32.000 27.700 257.00 147.40 60.00 28.000
285 28,50-28,99 32.000 28.200 260.00 150.40 60.00 28.500
290 29,00-29,49 32.000 28.700 264.00 153.50 60.00 29.000
295 29,50-29,99 32.000 29.200 267.00 155.10 60.00 29.500
300 30,00-30,49 32.000 29.700 271.00 157.60 60.00 30.000
305 30,50-30,99 32.000 30.200 274.00 160.20 60.00 30.500
310 31,00-31,49 32.000 30.700 277.00 162.80 60.00 31.000
315 31,50-31,99 32.000 31.200 280.00 165.40 60.00 31.500
320 32,00-32,99 32.000 31.700 287.00 170.60 60.00 32.000
330 33,00-33,99 32.000 32.700 294.00 175.80 60.00 33.000
340 34,00-34,99 32.000 33.700 300.00 181.00 60.00 34.000
350 35,00-35,99 32.000 34.700 307.00 186.20 60.00 35.000
360 36,00-36,99 32.000 35.700 314.00 191.30 60.00 36.000
370 37,00-37,99 32.000 36.700 321.00 196.50 60.00 37.000
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts HT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 4108

Standard Guhring std.

Type HT 800 WP

Drilling depth 5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

380 38,00-38,99 32.000 37.700 327.00 201.70 60.00 38.000
390 39,00-40,00 32.000 38.700 334.00 206.90 60.00 39.000
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts HT 800

T 
80

0 
in

se
rt

s 
dr

ill
in

g 
sy

st
em

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 4109

Standard Guhring std.

Type HT 800 WP

Drilling depth 7xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,49 12.000 10.700 147.00 82.60 45.00 11.000
110 11,00-11,49 12.700 10.700 147.00 82.60 45.00 11.005
115 11,50-11,99 12.000 11.200 151.00 86.10 45.00 11.500
115 11,50-11,99 12.700 11.200 151.00 86.10 45.00 11.505
120 12,00-12,49 12.000 11.700 156.00 89.70 45.00 12.000
120 12,00-12,49 12.700 11.700 156.00 89.70 45.00 12.005
125 12,50-12,99 14.000 12.200 160.00 93.30 45.00 12.500
125 12,50-12,99 15.875 12.200 160.00 93.30 45.00 12.505
130 13,00-13,49 14.000 12.700 164.00 96.90 45.00 13.000
130 13,00-13,49 15.875 12.700 164.00 96.90 45.00 13.005
135 13,50-13,99 14.000 13.200 169.00 100.60 45.00 13.500
135 13,50-13,99 15.875 13.200 169.00 100.60 45.00 13.505
140 14,00-14,49 14.000 13.700 173.00 104.20 45.00 14.000
140 14,00-14,49 15.875 13.700 173.00 104.20 45.00 14.005
145 14,50-14,99 16.000 14.200 180.00 107.80 48.00 14.500
145 14,50-14,99 15.875 14.200 180.00 107.80 48.00 14.505
150 15,00-15,49 16.000 14.700 185.00 111.30 48.00 15.000
150 15,00-15,49 15.875 14.700 185.00 111.30 48.00 15.005
155 15,50-15,99 16.000 15.200 189.00 114.90 48.00 15.500
155 15,50-15,99 15.875 15.200 189.00 114.90 48.00 15.505
160 16,00-16,49 16.000 15.700 193.00 118.90 48.00 16.000
160 16,00-16,49 15.875 15.700 193.00 118.90 48.00 16.005
165 16,50-16,99 18.000 16.200 198.00 122.10 48.00 16.500
165 16,50-16,99 19.050 16.200 198.00 122.10 48.00 16.505
170 17,00-17,49 18.000 16.700 202.00 125.80 48.00 17.000
170 17,00-17,49 19.050 16.700 202.00 125.80 48.00 17.005
175 17,50-17,99 18.000 17.200 206.00 129.40 48.00 17.500
175 17,50-17,99 19.050 17.200 206.00 129.40 48.00 17.505
180 18,00-18,49 18.000 17.700 211.00 132.90 48.00 18.000
180 18,00-18,49 19.050 17.700 211.00 132.90 48.00 18.005
185 18,50-18,99 20.000 18.200 217.00 136.50 50.00 18.500
185 18,50-18,99 19.050 18.200 217.00 136.50 50.00 18.505
190 19,00-19,49 20.000 18.700 221.00 140.10 50.00 19.000
190 19,00-19,49 19.050 18.700 221.00 140.10 50.00 19.005
195 19,50-19,99 20.000 19.200 226.00 143.70 50.00 19.500
195 19,50-19,99 19.050 19.200 226.00 143.70 50.00 19.505
200 20,00-20,49 20.000 19.700 230.00 147.30 50.00 20.000
200 20,00-20,49 19.050 19.700 230.00 147.30 50.00 20.005
205 20,50-20,99 25.000 20.200 243.00 151.00 56.00 20.500
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4109

Standard Guhring std.

Type HT 800 WP

Drilling depth 7xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

205 20,50-20,99 25.400 20.200 243.00 151.00 56.00 20.505
210 21,00-21,49 25.000 20.700 247.00 154.60 56.00 21.000
210 21,00-21,49 25.400 20.700 247.00 154.60 56.00 21.005
215 21,50-21,99 25.000 21.200 251.00 158.10 56.00 21.500
215 21,50-21,99 25.400 21.200 251.00 158.10 56.00 21.505
220 22,00-22,49 25.000 21.700 255.00 161.70 56.00 22.000
220 22,00-22,49 25.400 21.700 255.00 161.70 56.00 22.005
225 22,50-22,99 25.000 22.200 260.00 165.30 56.00 22.500
225 22,50-22,99 25.400 22.200 260.00 165.30 56.00 22.505
230 23,00-23,49 25.000 22.700 264.00 168.90 56.00 23.000
230 23,00-23,49 25.400 22.700 264.00 168.90 56.00 23.005
235 23,50-23,99 25.000 23.200 269.00 172.50 56.00 23.500
235 23,50-23,99 25.400 23.200 269.00 172.50 56.00 23.505
240 24,00-24,49 25.000 23.700 273.00 176.10 56.00 24.000
240 24,00-24,49 25.400 23.700 273.00 176.10 56.00 24.005
245 24,50-24,99 25.000 24.200 277.00 179.70 56.00 24.500
245 24,50-24,99 25.400 24.200 277.00 179.70 56.00 24.505
250 25,00-25,49 25.000 24.700 282.00 183.30 56.00 25.000
250 25,00-25,49 25.400 24.700 282.00 183.30 56.00 25.005
255 25,50-25,99 32.000 25.200 291.00 186.90 60.00 25.500
255 25,50-25,99 31.750 25.200 291.00 186.90 60.00 25.505
260 26,00-26,49 32.000 25.700 297.00 190.00 60.00 26.000
260 26,00-26,49 31.750 25.700 297.00 190.00 60.00 26.005
265 26,50-26,99 32.000 26.200 301.00 194.00 60.00 26.500
265 26,50-26,99 31.750 26.200 301.00 194.00 60.00 26.505
270 27,00-27,49 32.000 26.700 306.00 197.20 60.00 27.000
270 27,00-27,49 31.750 26.700 306.00 197.20 60.00 27.005
275 27,50-27,99 32.000 27.200 310.00 200.80 60.00 27.500
275 27,50-27,99 31.750 27.200 310.00 200.80 60.00 27.505
280 28,00-28,49 32.000 27.700 314.00 204.40 60.00 28.000
280 28,00-28,49 31.750 27.700 314.00 204.40 60.00 28.005
285 28,50-28,99 32.000 28.200 318.00 208.40 60.00 28.500
285 28,50-28,99 31.750 28.200 318.00 208.40 60.00 28.505
290 29,00-29,49 32.000 28.700 323.00 212.50 60.00 29.000
290 29,00-29,49 31.750 28.700 323.00 212.50 60.00 29.005
295 29,50-29,99 32.000 29.200 327.00 215.10 60.00 29.500
295 29,50-29,99 31.750 29.200 327.00 215.10 60.00 29.505
300 30,00-30,49 32.000 29.700 332.00 218.60 60.00 30.000
300 30,00-30,49 31.750 29.700 332.00 218.60 60.00 30.005
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4109

Standard Guhring std.

Type HT 800 WP

Drilling depth 7xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

305 30,50-30,99 32.000 30.200 336.00 222.20 60.00 30.500
305 30,50-30,99 31.750 30.200 336.00 222.20 60.00 30.505
310 31,00-31,49 32.000 30.700 340.00 225.80 60.00 31.000
310 31,00-31,49 31.750 30.700 340.00 225.80 60.00 31.005
315 31,50-31,99 32.000 31.200 344.00 229.40 60.00 31.500
315 31,50-31,99 31.750 31.200 344.00 229.40 60.00 31.505
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4110

Standard Guhring std.

Type HT 800 WP

Drilling depth 10xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,49 12.000 10.700 182.00 117.10 45.00 11.000
110 11,00-11,49 12.700 10.700 182.00 117.10 45.00 11.005
115 11,50-11,99 12.000 11.200 187.00 122.10 45.00 11.500
115 11,50-11,99 12.700 11.200 187.00 122.10 45.00 11.505
120 12,00-12,49 12.000 11.700 194.00 127.20 45.00 12.000
120 12,00-12,49 12.700 11.700 194.00 127.20 45.00 12.005
125 12,50-12,99 14.000 12.200 199.00 132.30 45.00 12.500
125 12,50-12,99 15.875 12.200 199.00 132.30 45.00 12.505
130 13,00-13,49 14.000 12.700 205.00 137.50 45.00 13.000
130 13,00-13,49 15.875 12.700 205.00 137.50 45.00 13.005
135 13,50-13,99 14.000 13.200 211.00 142.50 45.00 13.500
135 13,50-13,99 15.875 13.200 211.00 142.50 45.00 13.505
140 14,00-14,49 14.000 13.700 217.00 147.70 45.00 14.000
140 14,00-14,49 15.875 13.700 217.00 147.70 45.00 14.005
145 14,50-14,99 16.000 14.200 225.00 152.80 48.00 14.500
145 14,50-14,99 15.875 14.200 225.00 152.80 48.00 14.505
150 15,00-15,49 16.000 14.700 232.00 157.80 48.00 15.000
150 15,00-15,49 15.875 14.700 232.00 157.80 48.00 15.005
155 15,50-15,99 16.000 15.200 237.00 162.90 48.00 15.500
155 15,50-15,99 15.875 15.200 237.00 162.90 48.00 15.505
160 16,00-16,49 16.000 15.700 243.00 168.00 48.00 16.000
160 16,00-16,49 15.875 15.700 243.00 168.00 48.00 16.005
165 16,50-16,99 18.000 16.200 249.00 170.00 48.00 16.500
165 16,50-16,99 19.050 16.200 249.00 170.00 48.00 16.505
170 17,00-17,49 18.000 16.700 255.00 178.30 48.00 17.000
170 17,00-17,49 19.050 16.700 255.00 178.30 48.00 17.005
175 17,50-17,99 18.000 17.200 260.00 183.50 48.00 17.500
175 17,50-17,99 19.050 17.200 260.00 183.50 48.00 17.505
180 18,00-18,49 18.000 17.700 267.00 188.40 48.00 18.000
180 18,00-18,49 19.050 17.700 267.00 188.40 48.00 18.005
185 18,50-18,99 20.000 18.200 274.00 193.50 50.00 18.500
185 18,50-18,99 19.050 18.200 274.00 193.50 50.00 18.505
190 19,00-19,49 20.000 18.700 280.00 198.70 50.00 19.000
190 19,00-19,49 19.050 18.700 280.00 198.70 50.00 19.005
195 19,50-19,99 20.000 19.200 286.00 203.70 50.00 19.500
195 19,50-19,99 19.050 19.200 286.00 203.70 50.00 19.505
200 20,00-20,49 20.000 19.700 292.00 208.90 50.00 20.000
200 20,00-20,49 19.050 19.700 292.00 208.90 50.00 20.005
205 20,50-20,99 25.000 20.200 306.00 214.00 56.00 20.500
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4110

Standard Guhring std.

Type HT 800 WP

Drilling depth 10xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

205 20,50-20,99 25.400 20.200 306.00 214.00 56.00 20.505
210 21,00-21,49 25.000 20.700 312.00 219.10 56.00 21.000
210 21,00-21,49 25.400 20.700 312.00 219.10 56.00 21.005
215 21,50-21,99 25.000 21.200 317.00 224.20 56.00 21.500
215 21,50-21,99 25.400 21.200 317.00 224.20 56.00 21.505
220 22,00-22,49 25.000 21.700 323.00 229.30 56.00 22.000
220 22,00-22,49 25.400 21.700 323.00 229.30 56.00 22.005
225 22,50-22,99 25.000 22.200 329.00 234.40 56.00 22.500
225 22,50-22,99 25.400 22.200 329.00 234.40 56.00 22.505
230 23,00-23,49 25.000 22.700 335.00 239.50 56.00 23.000
230 23,00-23,49 25.400 22.700 335.00 239.50 56.00 23.005
235 23,50-23,99 25.000 23.200 341.00 244.60 56.00 23.500
235 23,50-23,99 25.400 23.200 341.00 244.60 56.00 23.505
240 24,00-24,49 25.000 23.700 347.00 249.70 56.00 24.000
240 24,00-24,49 25.400 23.700 347.00 249.70 56.00 24.005
245 24,50-24,99 25.000 24.200 352.00 254.80 56.00 24.500
245 24,50-24,99 25.400 24.200 352.00 254.80 56.00 24.505
250 25,00-25,49 25.000 24.700 359.00 259.90 56.00 25.000
250 25,00-25,49 25.400 24.700 359.00 259.90 56.00 25.005
255 25,50-25,99 32.000 25.200 369.00 265.00 60.00 25.500
255 25,50-25,99 31.750 25.200 369.00 265.00 60.00 25.505
260 26,00-26,49 32.000 25.700 377.00 270.00 60.00 26.000
260 26,00-26,49 31.750 25.700 377.00 270.00 60.00 26.005
265 26,50-26,99 32.000 26.200 382.00 275.00 60.00 26.500
265 26,50-26,99 31.750 26.200 382.00 275.00 60.00 26.505
270 27,00-27,49 32.000 26.700 388.00 280.10 60.00 27.000
270 27,00-27,49 31.750 26.700 388.00 280.10 60.00 27.005
275 27,50-27,99 32.000 27.200 394.00 285.20 60.00 27.500
275 27,50-27,99 31.750 27.200 394.00 285.20 60.00 27.505
280 28,00-28,49 32.000 27.700 400.00 290.30 60.00 28.000
280 28,00-28,49 31.750 27.700 400.00 290.30 60.00 28.005
285 28,50-28,99 32.000 28.200 405.00 295.40 60.00 28.500
285 28,50-28,99 31.750 28.200 405.00 295.40 60.00 28.505
290 29,00-29,49 32.000 28.700 412.00 300.50 60.00 29.000
290 29,00-29,49 31.750 28.700 412.00 300.50 60.00 29.005
295 29,50-29,99 32.000 29.200 418.00 305.60 60.00 29.500
295 29,50-29,99 31.750 29.200 418.00 305.60 60.00 29.505
300 30,00-30,49 32.000 29.700 424.00 310.60 60.00 30.000
300 30,00-30,49 31.750 29.700 424.00 310.60 60.00 30.005
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4110

Standard Guhring std.

Type HT 800 WP

Drilling depth 10xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 104

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

305 30,50-30,99 32.000 30.200 429.00 315.70 60.00 30.500
305 30,50-30,99 31.750 30.200 429.00 315.70 60.00 30.505
310 31,00-31,49 32.000 30.700 435.00 320.80 60.00 31.000
310 31,00-31,49 31.750 30.700 435.00 320.80 60.00 31.005
315 31,50-31,99 32.000 31.200 441.00 325.90 60.00 31.500
315 31,50-31,99 31.750 31.200 441.00 325.90 60.00 31.505
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Tool holders for interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4105

Standard Guhring std.

Type HT 800 WP

Drilling depth 1xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 105

holder size d1 d2 h6 d3 l1 l2 max. l3 Code no.
Availability

mm mm mm mm mm mm

110 11,00-11,99 12.000 17.000 81.00 12.00 45.00 11.000
110 11,00-11,99 12.700 17.000 81.00 12.00 45.00 11.005
120 12,00-12,99 12.000 18.000 84.00 13.00 45.00 12.000
120 12,00-12,99 12.700 18.000 84.00 13.00 45.00 12.005
130 13,00-13,99 14.000 18.000 86.00 14.00 45.00 13.000
130 13,00-13,99 15.875 18.000 86.00 14.00 48.00 13.005
140 14,00-15,99 16.000 18.000 93.00 16.00 48.00 14.000
140 14,00-15,99 15.875 18.000 93.00 16.00 48.00 14.005
160 16,00-17,99 18.000 20.000 99.00 18.00 48.00 16.000
160 16,00-17,99 19.050 20.000 99.00 18.00 50.00 16.005
180 18,00-19,99 20.000 22.000 106.00 20.00 50.00 18.000
180 18,00-19,99 19.050 22.000 106.00 20.00 50.00 18.005
200 20,00-21,99 25.000 24.000 117.00 22.00 56.00 20.000
200 20,00-21,99 25.400 24.000 117.00 22.00 56.00 20.005
220 22,00-23,99 25.000 26.000 122.00 24.00 56.00 22.000
220 22,00-23,99 25.400 26.000 122.00 24.00 56.00 22.005
240 24,00-25,99 25.000 28.000 128.00 26.00 56.00 24.000
240 24,00-25,99 25.400 28.000 128.00 26.00 56.00 24.005
260 26,00-27,99 32.000 32.000 142.00 28.00 60.00 26.000
260 26,00-27,99 31.750 32.000 142.00 28.00 60.00 26.005
280 28,00-29,99 32.000 34.000 147.00 30.00 60.00 28.000
280 28,00-29,99 31.750 34.000 147.00 30.00 60.00 28.005
300 30,00-31,99 32.000 38.000 152.00 32.00 60.00 30.000
300 30,00-31,99 31.750 38.000 152.00 32.00 60.00 30.005
320 32,00-35,99 32.000 42.000 163.00 36.00 60.00 32.000
320 32,00-35,99 31.750 42.000 163.00 36.00 60.00 32.005
360 36,00-40,00 32.000 46.000 173.00 40.00 60.00 36.000
360 36,00-40,00 31.750 46.000 173.00 40.00 60.00 36.005
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Interchangeable inserts HT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4112

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance h7

Discount group 141

Techn. data page 105

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

110 11.000 2.10 4.500 7.50 11.000
110 11.200 2.10 4.500 7.50 11.200
115 11.500 2.10 4.500 7.50 11.500
115 11.510 29/64 2.10 4.500 7.50 11.510
115 11.700 2.20 4.500 7.50 11.700
115 11.800 2.20 4.500 7.50 11.800
115 11.910 15/32 2.20 4.500 7.50 11.910
120 12.000 2.20 5.000 7.70 12.000
120 12.100 2.20 5.000 7.70 12.100
120 12.200 2.20 5.000 7.70 12.200
120 12.300 31/64 2.20 5.000 7.70 12.300
125 12.500 2.30 5.000 7.70 12.500
125 12.600 2.30 5.000 7.70 12.600
125 12.700 1/2 2.30 5.000 7.70 12.700
125 12.800 2.30 5.000 7.70 12.800
125 12.900 2.30 5.000 7.70 12.900
130 13.000 2.40 5.500 8.50 13.000
130 13.100 33/64 2.40 5.500 8.50 13.100
130 13.490 17/32 2.40 5.500 8.50 13.490
135 13.500 2.40 5.500 8.50 13.500
135 13.600 2.40 5.500 8.50 13.600
135 13.700 2.40 5.500 8.50 13.700
135 13.800 2.50 5.500 8.50 13.800
135 13.890 35/64 2.50 5.500 8.50 13.890
140 14.000 2.50 6.000 9.60 14.000
140 14.100 2.50 6.000 9.60 14.100
140 14.290 9/16 2.60 6.000 9.60 14.290
140 14.400 2.60 6.000 9.60 14.400
145 14.500 2.60 6.000 9.60 14.500
145 14.600 2.70 6.000 9.60 14.600
145 14.680 37/64 2.70 6.000 9.60 14.680
145 14.700 2.70 6.000 9.60 14.700
145 14.800 2.70 6.000 9.60 14.800
150 15.000 2.70 6.000 9.80 15.000
150 15.080 19/32 2.70 6.000 9.80 15.080
150 15.100 2.70 6.000 9.80 15.100
150 15.200 2.80 6.000 9.80 15.200
150 15.300 2.80 6.000 9.80 15.300
150 15.480 39/64 2.80 6.000 9.80 15.480
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

4113 4114 4115

Guhring std.

Solid carbide

K/P

right-hand right-hand right-hand

m7 h7 h7

141 141 141

105 105 105

Availability
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Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4112

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance h7

Discount group 141

Techn. data page 105

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

155 15.500 2.80 6.000 9.80 15.500
155 15.600 2.90 6.000 9.80 15.600
155 15.700 2.90 6.000 9.80 15.700
155 15.800 2.90 6.000 9.80 15.800
155 15.870 5/8 2.90 6.000 9.80 15.870
160 16.000 2.90 7.000 11.00 16.000
160 16.270 41/64 3.00 7.000 11.00 16.270
165 16.500 3.00 7.000 11.00 16.500
165 16.670 21/32 3.00 7.000 11.00 16.670
170 17.000 3.10 7.000 11.00 17.000
170 17.070 43/64 3.10 7.000 11.00 17.070
170 17.460 11/16 3.10 7.000 11.00 17.460
175 17.500 3.20 7.000 11.00 17.500
175 17.600 3.20 7.000 11.00 17.600
175 17.860 45/64 3.30 7.000 11.00 17.860
180 18.000 3.30 8.000 12.60 18.000
180 18.260 23/32 3.40 8.000 12.60 18.260
185 18.500 3.40 8.000 12.60 18.500
185 18.650 47/64 3.40 8.000 12.60 18.650
190 19.000 3.50 8.000 12.60 19.000
190 19.050 3/4 3.50 8.000 12.60 19.050
190 19.250 3.60 8.000 12.60 19.250
190 19.450 49/64 3.60 8.000 12.60 19.450
195 19.500 3.60 8.000 12.60 19.500
195 19.600 3.60 8.000 12.60 19.600
195 19.840 25/32 3.70 8.000 12.60 19.840
200 20.000 3.70 9.000 13.90 20.000
200 20.240 51/64 3.70 9.000 13.90 20.240
205 20.500 3.80 9.000 13.90 20.500
205 20.640 13/16 3.80 9.000 13.90 20.640
210 21.000 3.90 9.000 13.90 21.000
210 21.030 53/64 3.90 9.000 13.90 21.030
210 21.100 3.90 9.000 13.90 21.100
210 21.430 27/32 3.90 9.000 13.90 21.430
215 21.500 4.00 9.000 13.90 21.500
215 21.830 55/64 4.00 9.000 13.90 21.830
220 22.000 4.10 10.000 15.30 22.000
220 22.220 7/8 4.10 10.000 15.30 22.220
225 22.500 4.10 10.000 15.30 22.500
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4113 4114 4115

Guhring std.

Solid carbide

K/P

right-hand right-hand right-hand

m7 h7 h7

141 141 141

105 105 105

Availability
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Interchangeable inserts HT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4112

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance h7

Discount group 141

Techn. data page 105

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

225 22.620 57/64 4.20 10.000 15.30 22.620
230 23.000 4.20 10.000 15.30 23.000
230 23.020 29/32 4.20 10.000 15.30 23.020
230 23.420 59/64 4.30 10.000 15.30 23.420
235 23.500 4.30 10.000 15.30 23.500
235 23.810 15/16 4.40 10.000 15.30 23.810
240 24.000 4.40 11.000 15.80 24.000
240 24.100 4.40 11.000 15.80 24.100
240 24.210 61/64 4.50 11.000 15.80 24.210
245 24.500 4.50 11.000 15.80 24.500
245 24.610 31/32 4.50 11.000 15.80 24.610
250 25.000 63/64 4.60 11.000 15.80 25.000
250 25.400 1 4.70 11.000 15.80 25.400
265 25.500 4.70 11.000 15.80 25.500
255 25.670 4.70 11.000 15.80 25.670
255 25.700 4.70 11.000 15.80 25.700
255 25.810 4.70 11.000 15.80 25.810
260 26.000 4.80 12.000 20.00 26.000
260 26.190 1 1/32 4.80 12.000 20.00 26.190
265 26.500 4.90 12.000 20.00 26.500
265 26.590 1 3/64 4.90 12.000 20.00 26.590
270 27.000 5.00 12.000 20.00 27.000
275 27.500 5.10 12.000 20.00 27.500
275 27.700 5.10 12.000 20.00 27.700
275 27.780 1 3/32 5.10 12.000 20.00 27.780
280 28.000 5.10 13.000 20.70 28.000
280 28.180 1 7/64 5.20 13.000 20.70 28.180
280 28.500 5.20 13.000 20.70 28.500
285 28.580 5.30 13.000 20.70 28.580
290 29.000 5.30 13.000 20.70 29.000
290 29.370 1 5/32 5.40 13.000 20.70 29.370
295 29.500 5.40 13.000 20.70 29.500
295 29.770 1 11/64 5.50 13.000 20.70 29.770
300 30.000 5.50 14.000 22.30 30.000
300 30.160 1 3/16 5.50 14.000 22.30 30.160
305 30.500 5.60 14.000 22.30 30.500
305 30.960 1 7/32 5.70 14.000 22.30 30.960
310 31.000 5.70 14.000 22.30 31.000
315 31.500 5.80 14.000 22.30 31.500
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Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

4113 4114 4115

Guhring std.

Solid carbide

K/P

right-hand right-hand right-hand

m7 h7 h7

141 141 141

105 105 105

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4112

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance h7

Discount group 141

Techn. data page 105

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

315 31.750 1 1/4 5.80 14.000 22.30 31.750
320 32.000 5.90 15.000 23.10 32.000
320 32.500 6.00 15.000 23.10 32.500
320 32.540 1 9/32 6.00 15.000 23.10 32.540
320 32.940 1 19/64 6.00 15.000 23.10 32.940
330 33.000 6.10 15.000 23.10 33.000
330 33.340 1 5/16 6.10 15.000 23.10 33.340
330 33.500 6.10 15.000 23.10 33.500
340 34.000 6.20 15.000 23.10 34.000
340 34.130 1 11/32 6.30 15.000 23.10 34.130
340 34.500 6.30 15.000 23.10 34.500
340 34.930 6.40 15.000 23.10 34.930
350 35.000 6.40 15.000 23.10 35.000
350 35.500 6.50 15.000 23.10 35.500
350 35.720 1 13/32 6.60 15.000 23.10 35.720
360 36.000 6.60 16.000 23.90 36.000
360 36.500 6.70 16.000 23.90 36.500
360 36.510 1 7/16 6.70 16.000 23.90 36.510
370 37.000 6.80 16.000 23.90 37.000
370 37.310 1 15/32 6.80 16.000 23.90 37.310
370 37.500 6.90 16.000 23.90 37.500
380 38.000 7.00 16.000 23.90 38.000
380 38.100 1 1/2 7.00 16.000 23.90 38.100
380 38.460 7.00 16.000 23.90 38.460
380 38.500 1 33/64 7.10 16.000 23.90 38.500
390 39.000 7.10 16.000 23.90 39.000
390 39.500 7.20 16.000 23.90 39.500
390 40.000 7.30 16.000 23.90 40.000

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l



C F P S M

273

A A

272

F

Interchangeable inserts HT 800

T 
80

0 
in

se
rt

s 
dr

ill
in

g 
sy

st
em

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

4113 4114 4115

Guhring std.

Solid carbide

K/P

right-hand right-hand right-hand

m7 h7 h7

141 141 141

105 105 105

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4111

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance m7

Discount group 141

Techn. data page 106

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

110 11.000 1.80 4.500 7.20 11.000
110 11.200 1.80 4.500 7.20 11.200
115 11.500 1.80 4.500 7.20 11.500
115 11.510 29/64 1.80 4.500 7.20 11.510
115 11.700 1.90 4.500 7.20 11.700
115 11.800 1.90 4.500 7.20 11.800
115 11.910 15/32 1.90 4.500 7.20 11.910
120 12.000 1.90 5.000 7.40 12.000
120 12.100 1.90 5.000 7.40 12.100
120 12.200 1.90 5.000 7.40 12.200
120 12.300 31/64 1.90 5.000 7.40 12.300
125 12.500 2.00 5.000 7.40 12.500
125 12.600 2.00 5.000 7.40 12.600
125 12.700 1/2 2.00 5.000 7.40 12.700
125 12.800 2.00 5.000 7.40 12.800
125 12.900 2.00 5.000 7.40 12.900
130 13.000 2.00 5.500 8.20 13.000
130 13.100 33/64 2.00 5.500 8.20 13.100
130 13.490 17/32 2.10 5.500 8.20 13.490
135 13.500 2.10 5.500 8.20 13.500
135 13.600 2.10 5.500 8.20 13.600
135 13.700 2.10 5.500 8.20 13.700
135 13.800 2.20 5.500 8.20 13.800
135 13.890 35/64 2.20 5.500 8.20 13.890
140 14.000 2.20 6.000 9.40 14.000
140 14.100 2.20 6.000 9.40 14.100
140 14.290 9/16 2.20 6.000 9.40 14.290
140 14.400 2.20 6.000 9.40 14.400
145 14.500 2.20 6.000 9.40 14.500
145 14.600 2.30 6.000 9.40 14.600
145 14.680 37/64 2.40 6.000 9.40 14.680
145 14.700 2.30 6.000 9.40 14.700
145 14.800 2.30 6.000 9.40 14.800
150 15.000 2.30 6.000 9.40 15.000
150 15.080 19/32 2.30 6.000 9.40 15.080
150 15.100 2.30 6.000 9.40 15.100
150 15.200 2.30 6.000 9.40 15.200
150 15.300 2.40 6.000 9.40 15.300
150 15.480 39/64 2.40 6.000 9.40 15.480
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4111

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance m7

Discount group 141

Techn. data page 106

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

155 15.500 2.40 6.000 9.40 15.500
155 15.600 2.40 6.000 9.40 15.600
155 15.700 2.40 6.000 9.40 15.700
155 15.800 2.40 6.000 9.40 15.800
155 15.870 5/8 2.40 6.000 9.40 15.870
160 16.000 2.50 7.000 10.60 16.000
160 16.270 41/64 2.60 7.000 10.60 16.270
165 16.500 2.60 7.000 10.60 16.500
165 16.670 21/32 2.60 7.000 10.60 16.670
170 17.000 2.70 7.000 10.60 17.000
170 17.070 43/64 2.70 7.000 10.60 17.070
170 17.460 11/16 2.70 7.000 10.60 17.460
175 17.500 2.70 7.000 10.60 17.500
175 17.600 2.70 7.000 10.60 17.600
175 17.860 45/64 2.80 7.000 10.60 17.860
180 18.000 2.80 8.000 12.10 18.000
180 18.260 23/32 2.80 8.000 12.10 18.260
185 18.500 2.90 8.000 12.10 18.500
185 18.650 47/64 2.90 8.000 12.10 18.650
190 19.000 2.90 8.000 12.10 19.000
190 19.050 3/4 2.90 8.000 12.10 19.050
190 19.450 49/64 3.00 8.000 12.10 19.450
195 19.500 3.00 8.000 12.10 19.500
195 19.600 3.00 8.000 12.10 19.600
195 19.840 25/32 3.10 8.000 12.10 19.840
200 20.000 3.10 9.000 13.30 20.000
200 20.240 51/64 3.10 9.000 13.30 20.240
205 20.500 3.10 9.000 13.30 20.500
205 20.640 13/16 3.20 9.000 13.30 20.640
210 21.000 3.20 9.000 13.30 21.000
210 21.030 53/64 3.20 9.000 13.30 21.030
210 21.100 3.20 9.000 13.30 21.100
210 21.430 27/32 3.30 9.000 13.30 21.430
215 21.500 3.30 9.000 13.30 21.500
215 21.830 55/64 3.30 9.000 13.30 21.830
220 22.000 3.50 10.000 14.80 22.000
220 22.220 7/8 3.50 10.000 14.80 22.220
225 22.500 3.50 10.000 14.80 22.500
225 22.620 57/64 3.50 10.000 14.80 22.620

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l



C F P S M

277

A A

276

l4

h

d
1 

m
7

b

3,60
3,60
3,60
3,60
3,70
3,80
3,80
3,80
3,90
3,90
4,00
4,00
4,00
4,10
4,10
4,10
4,10
4,20
4,20
4,30
4,30
4,30
4,40
4,40
4,50
4,50
4,60
4,60
4,60
4,70
4,70
4,80
4,80
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Interchangeable inserts HT 800
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Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4111

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance m7

Discount group 141

Techn. data page 106

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

230 23.000 3.60 10.000 14.80 23.000
230 23.020 29/32 3.60 10.000 14.80 23.020
230 23.420 59/64 3.60 10.000 14.80 23.420
235 23.500 3.60 10.000 14.80 23.500
235 23.810 15/16 3.70 10.000 14.80 23.810
240 24.000 3.80 11.000 15.30 24.000
240 24.100 3.80 11.000 15.30 24.100
240 24.210 61/64 3.80 11.000 15.30 24.210
245 24.500 3.90 11.000 15.30 24.500
245 24.610 31/32 3.90 11.000 15.30 24.610
250 25.000 63/64 4.00 11.000 15.30 25.000
250 25.400 1 4.00 11.000 15.30 25.400
255 25.500 4.00 11.000 15.30 25.500
255 25.700 4.10 11.000 15.30 25.700
260 26.000 4.10 12.000 19.40 26.000
260 26.190 1  1/32 4.10 12.000 19.40 26.190
265 26.500 4.10 12.000 19.40 26.500
265 26.590 1  3/64 4.20 12.000 19.40 26.590
270 27.000 4.20 12.000 19.40 27.000
275 27.500 4.30 12.000 19.40 27.500
275 27.700 4.30 12.000 19.40 27.700
275 27.780 1  3/32 4.30 12.000 19.40 27.780
280 28.000 4.40 13.000 20.10 28.000
280 28.180 4.40 13.000 20.10 28.180
285 28.500 4.50 13.000 20.10 28.500
285 28.580 4.50 13.000 20.10 28.580
290 29.000 4.60 13.000 20.10 29.000
290 29.370 1  5/32 4.60 13.000 20.10 29.370
295 29.500 4.60 13.000 20.10 29.500
300 30.000 4.70 14.000 21.70 30.000
300 30.160 1  3/16 4.70 14.000 21.70 30.160
305 30.500 4.80 14.000 21.70 30.500
305 30.960 4.80 14.000 21.70 30.960
310 31.000 4.90 14.000 21.70 31.000
315 31.500 4.90 14.000 21.70 31.500
315 31.750 1 1/4 4.90 14.000 21.70 31.750
320 32.000 5.00 15.000 22.40 32.000
320 32.500 5.10 15.000 22.40 32.500
320 32.540 1  9/32 5.10 15.000 22.40 32.540
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Interchangeable inserts HT 800
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Interchangeable inserts HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 4111

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance m7

Discount group 141

Techn. data page 106

holder size d1 l4 b h Code no.
Availability

mm inch mm mm mm

330 33.000 5.20 15.000 22.40 33.000
330 33.340 1  5/16 5.20 15.000 22.40 33.340
330 33.500 5.30 15.000 22.40 33.500
340 34.000 5.40 15.000 22.40 34.000
340 34.130 1 11/32 5.40 15.000 22.40 34.130
340 34.500 5.40 15.000 22.40 34.500
340 34.930 5.40 15.000 22.40 34.930
350 35.000 5.50 15.000 22.40 35.000
350 35.500 5.60 15.000 22.40 35.500
350 35.720 5.60 15.000 22.40 35.720
360 36.000 5.70 16.000 23.20 36.000
360 36.500 5.70 16.000 23.20 36.500
360 36.510 5.70 16.000 23.20 36.510
370 37.000 5.80 16.000 23.20 37.000
370 37.310 1 15/32 5.80 16.000 23.20 37.310
370 37.500 5.90 16.000 23.20 37.500
380 38.000 6.00 16.000 23.20 38.000
380 38.100 1 1/2 6.00 16.000 23.20 38.100
380 38.500 1 33/64 6.10 16.000 23.20 38.500
390 39.000 6.20 16.000 23.20 39.000
390 39.500 6.20 16.000 23.20 39.500
390 40.000 6.20 16.000 23.20 40.000
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Countersinking insert HT 800
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Countersinking insert HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7635

Standard Guhring std.

Tool material Solid carbide

Carbide grade AL

Surface

Cutting direction right-hand

Discount group 142

Techn. data page 106

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGT0502 5.560 2.380 0.40 5.64 52.040
CPGT0602 6.350 2.380 0.40 6.45 62.040
CPGT09T3 9.525 3.970 0.80 9.67 93.080
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Countersinking insert HT 800
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Countersinking insert HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 7645

Standard Guhring std.

Tool material Solid carbide

Carbide grade P

Surface

Cutting direction right-hand

Discount group 142

Techn. data page 106

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGT0502 5.560 2.380 0.40 5.64 52.040
CPGT0602 6.350 2.380 0.40 6.45 62.040
CPGT09T3 9.525 3.970 0.80 9.67 93.080
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Countersinking insert HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Clamping screws HT 800
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Guhring no. 7632

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Cutting direction neutral

Discount group 142

Techn. data page 106

ISO standard d s R l Code no.
Availability

mm mm mm mm

CPGW0502 5.560 2.380 0.40 5.64 52.040
CPGW0602 6.350 2.380 0.40 6.45 62.040
CPGW09T3 9.525 3.970 0.80 9.67 93.080
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Countersinking insert HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6128

Standard Guhring std.

Discount group 122

Techn. data page

for countersinking inserts

G l1 Torx Code no.
Availability

mm

M 2 5.50 T6 2.000
M 2,5 5.30 T7 2.500

M 4  X9,5 9.50 T15 4.006

Clamping screws HT 800
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Guhring no. 4071

Standard Guhring std.

Discount group 140

Techn. data page

for drilling inserts

G l1 Torx Code no.
Availability

mm

M 2,2 9.50 T7 2.200
M 2,2 10.50 T7 2.201
M 2,5 11.40 T8 2.500
M 3 12.10 T9 3.000
M 3 13.10 T9 3.001

M 3,5 14.25 T10 3.500
M 4 16.00 T15 4.000

M 4,5 18.00 T15 4.500
M 5 19.75 T20 5.000
M 5 21.75 T20 5.001
M 5 23.40 T20 5.003
M 6 27.00 T25 6.000
M 6 28.50 T25 6.001
M 6 32.50 T25 6.002

Clamping screws HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 4915

Standard Guhring std.

Discount group 114

Techn. data page

Type Drive l1 Torque Code no.
Availability

mm

A 1/4 160.00 0,8...2 2.000
A 1/4 160.00 2...8 8.000
A 1/4 200.00 0,4...14 14.000

Torque wrenches
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Clamping screws HT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Torx screwdriver
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Guhring no. 4917

Standard Guhring std.

Discount group 140

Techn. data page

Torx Drive l1 Code no.
Availability

mm

T7 1/4 25.00 7.000
T8 1/4 25.00 8.000
T9 1/4 25.00 9.000
T10 1/4 25.00 10.000
T15 1/4 25.00 15.000
T20 1/4 25.00 20.000
T25 1/2 55.00 25.000

Torx socket sets

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 1612

Standard Guhring std.

Discount group 140

Techn. data page

Torx Code no.
Availability

T6 6.000
T7 7.000
T7 7.001
T8 8.001
T9 9.001
T10 10.001
T15 15.000
T15 15.001
T20 20.001

Torx screwdriver
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Torx socket sets

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Tool holders for interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts RT 800
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Guhring no. 5242

Standard Guhring std.

Type RT 800 WP

Drilling depth 3xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 106

holder size d1 d2 h6 d3 l1 l2 l3 l4 Code no.
Availability

mm mm mm mm mm mm mm

0.1 16,00-17,00 20.000 15.700 130.00 74.40 54.00 50.00 17.000
0.1 16,00-17,00 19.050 15.700 130.00 74.40 54.00 50.00 17.005
0.2 17,01-17,99 20.000 16.700 130.00 74.60 54.00 50.00 17.990
0.2 17,01-17,99 19.050 16.700 130.00 74.60 54.00 50.00 17.995
1.1 18,00-19,00 20.000 17.700 138.00 82.70 60.00 50.00 19.000
1.1 18,00-19,00 19.050 17.700 138.00 82.70 60.00 50.00 19.005
1.2 19,01-20,00 20.000 18.700 138.00 82.90 60.00 50.00 20.000
1.2 19,01-20,00 19.050 18.700 138.00 82.90 60.00 50.00 20.005
2.1 20,01-21,00 25.000 19.700 153.00 91.60 66.00 56.00 21.000
2.1 20,01-21,00 25.400 19.700 153.00 91.60 66.00 56.00 21.005
2.2 21,01-22,50 25.000 20.700 153.00 91.80 66.00 56.00 22.500
2.2 21,01-22,50 25.400 20.700 153.00 91.80 66.00 56.00 22.505
3.1 22,51-24,00 25.000 22.200 161.00 99.40 72.00 56.00 24.000
3.1 22,51-24,00 25.400 22.200 161.00 99.40 72.00 56.00 24.005
3.2 24,01-25,50 25.000 23.700 170.00 108.70 78.00 56.00 25.500
3.2 24,01-25,50 25.400 23.700 170.00 108.70 78.00 56.00 25.505
4.1 25,51-27,50 32.000 25.200 182.00 116.00 84.00 60.00 27.500
4.1 25,51-27,50 31.750 25.200 182.00 116.00 84.00 60.00 27.505
4.2 27,51-29,50 32.000 27.200 190.00 124.40 90.00 60.00 29.500
4.2 27,51-29,50 31.750 27.200 190.00 124.40 90.00 60.00 29.505
5.1 29,51-32,00 32.000 29.200 198.00 131.60 96.00 60.00 32.000
5.1 29,51-32,00 31.750 29.200 198.00 131.60 96.00 60.00 32.005
5.2 32,01-34,50 32.000 31.700 206.00 140.10 102.00 60.00 34.500
5.2 32,01-34,50 31.750 31.700 206.00 140.10 102.00 60.00 34.505
6.1 34,51-37,50 32.000 34.000 218.00 151.10 114.00 60.00 37.500
6.1 34,51-37,50 31.750 34.000 218.00 151.10 114.00 60.00 37.505
6.2 37,51-40,50 32.000 37.000 231.00 163.70 120.00 60.00 40.500
6.2 37,51-40,50 31.750 37.000 231.00 163.70 120.00 60.00 40.505
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Tool holders for interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Tool holders for interchangeable inserts RT 800
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Guhring no. 5243

Standard Guhring std.

Type RT 800 WP

Drilling depth 5xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 107

holder size d1 d2 h6 d3 l1 l2 l3 l4 Code no.
Availability

mm mm mm mm mm mm mm

0.1 16,00-17,00 20.000 15.700 166.00 110.40 90.00 50.00 17.000
0.1 16,00-17,00 19.050 15.700 166.00 110.40 90.00 50.00 17.005
0.2 17,01-17,99 20.000 16.700 166.00 110.60 90.00 50.00 17.990
0.2 17,01-17,99 19.050 16.700 166.00 110.60 90.00 50.00 17.995
1.1 18,00-19,00 20.000 17.700 178.00 122.70 100.00 50.00 19.000
1.1 18,00-19,00 19.050 17.700 178.00 122.70 100.00 50.00 19.005
1.2 19,01-20,00 20.000 18.700 178.00 122.90 100.00 50.00 20.000
1.2 19,01-20,00 19.050 18.700 178.00 122.90 100.00 50.00 20.005
2.1 20,01-21,00 25.000 19.700 197.00 135.60 110.00 56.00 21.000
2.1 20,01-21,00 25.400 19.700 197.00 135.60 110.00 56.00 21.005
2.2 21,01-22,50 25.000 20.700 197.00 135.80 110.00 56.00 22.500
2.2 21,01-22,50 25.400 20.700 197.00 135.80 110.00 56.00 22.505
3.1 22,51-24,00 25.000 22.200 209.00 147.40 120.00 56.00 24.000
3.1 22,51-24,00 25.400 22.200 209.00 147.40 120.00 56.00 24.005
3.2 24,01-25,50 25.000 23.700 222.00 160.70 130.00 56.00 25.500
3.2 24,01-25,50 25.400 23.700 222.00 160.70 130.00 56.00 25.505
4.1 25,51-27,50 32.000 25.200 238.00 172.00 140.00 60.00 27.500
4.1 25,51-27,50 31.750 25.200 238.00 172.00 140.00 60.00 27.505
4.2 27,51-29,50 32.000 27.200 250.00 184.40 150.00 60.00 29.500
4.2 27,51-29,50 31.750 27.200 250.00 184.40 150.00 60.00 29.505
5.1 29,51-32,00 32.000 29.200 262.00 195.60 160.00 60.00 32.000
5.1 29,51-32,00 31.750 29.200 262.00 195.60 160.00 60.00 32.005
5.2 32,01-34,50 32.000 31.700 274.00 208.10 170.00 60.00 34.500
5.2 32,01-34,50 31.750 31.700 274.00 208.10 170.00 60.00 34.505
6.1 34,51-37,50 32.000 34.000 292.00 225.10 190.00 60.00 37.500
6.1 34,51-37,50 31.750 34.000 292.00 225.10 190.00 60.00 37.505
6.2 37,51-40,50 32.000 37.000 311.00 243.70 200.00 60.00 40.500
6.2 37,51-40,50 31.750 37.000 311.00 243.70 200.00 60.00 40.505
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Tool holders for interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 5248

Standard Guhring std.

Type RT 800 WP

Drilling depth 7xD

Cooling axial

Cutting direction right-hand

Discount group 140

Techn. data page 107

holder size d1 d2 h6 d3 d4 l1 l2 l3 l4 Code no.
Availability

mm mm mm mm mm mm mm mm

0.1 16,00-17,00 20.000 15.700 25.000 202.00 146.40 126.00 50.00 17.000
0.1 16,00-17,00 19.050 15.700 25.000 202.00 146.40 126.00 50.00 17.005
0.2 17,01-17,99 20.000 16.700 25.000 202.00 146.60 126.00 50.00 17.990
0.2 17,01-17,99 19.050 16.700 25.000 202.00 146.60 126.00 50.00 17.995
1.1 18,00-19,00 20.000 17.700 25.000 218.00 162.70 140.00 50.00 19.000
1.1 18,00-19,00 19.050 17.700 25.000 218.00 162.70 140.00 50.00 19.005
1.2 19,01-20,00 20.000 18.700 25.000 218.00 162.90 140.00 50.00 20.000
1.2 19,01-20,00 19.050 18.700 25.000 218.00 162.90 140.00 50.00 20.005
2.1 20,01-21,00 25.000 19.700 31.000 241.00 179.60 154.00 56.00 21.000
2.1 20,01-21,00 25.400 19.700 31.000 241.00 179.60 154.00 56.00 21.005
2.2 21,01-22,50 25.000 20.700 31.000 241.00 179.80 154.00 56.00 22.500
2.2 21,01-22,50 25.400 20.700 31.000 241.00 179.80 154.00 56.00 22.505
3.1 22,51-24,00 25.000 22.200 31.000 257.00 195.40 168.00 56.00 24.000
3.1 22,51-24,00 25.400 22.200 31.000 257.00 195.40 168.00 56.00 24.005
3.2 24,01-25,50 25.000 23.700 31.000 274.00 212.70 182.00 56.00 25.500
3.2 24,01-25,50 25.400 23.700 31.000 274.00 212.70 182.00 56.00 25.505
4.1 25,51-27,50 32.000 25.200 38.000 294.00 228.00 196.00 60.00 27.500
4.1 25,51-27,50 31.750 25.200 38.000 294.00 228.00 196.00 60.00 27.505
4.2 27,51-29,50 32.000 27.200 38.000 310.00 244.40 210.00 60.00 29.500
4.2 27,51-29,50 31.750 27.200 38.000 310.00 244.40 210.00 60.00 29.505
5.1 29,51-32,00 32.000 29.200 38.000 326.00 259.60 224.00 60.00 32.000
5.1 29,51-32,00 31.750 29.200 38.000 326.00 259.60 224.00 60.00 32.005
5.2 32,01-34,50 32.000 31.700 38.000 342.00 276.10 238.00 60.00 34.500
5.2 32,01-34,50 31.750 31.700 38.000 342.00 276.10 238.00 60.00 34.505
6.1 34,51-37,50 32.000 34.000 38.000 366.00 299.10 266.00 60.00 37.500
6.1 34,51-37,50 31.750 34.000 38.000 366.00 299.10 266.00 60.00 37.505
6.2 37,51-40,50 32.000 37.000 40.500 391.00 323.70 280.00 60.00 40.500
6.2 37,51-40,50 31.750 37.000 40.500 391.00 323.70 280.00 60.00 40.505
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Guhring no. 2747

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

0.1 16.000 3.00 4.500 8.00 16.000
0.1 16.500 3.10 4.500 8.00 16.500
0.1 17.000 3.10 4.500 8.00 17.000
0.2 17.070 43/64 3.20 4.500 8.00 17.070
0.2 17.500 3.20 4.500 8.00 17.500
0.2 17.860 45/64 3.30 4.500 8.00 17.860
1.1 18.000 3.30 5.000 8.00 18.000
1.1 18.260 23/32 3.40 5.000 8.00 18.260
1.1 18.650 47/64 3.40 5.000 8.00 18.650
1.1 19.000 3.50 5.000 8.00 19.000
1.2 19.050 3/4 3.50 5.000 8.00 19.050
1.2 19.250 3.60 5.000 8.00 19.250
1.2 19.450 49/64 3.60 5.000 8.00 19.450
1.2 19.500 3.60 5.000 8.00 19.500
1.2 19.840 25/32 3.70 5.000 8.00 19.840
1.2 20.000 3.70 5.000 8.00 20.000
2.1 20.500 3.80 5.500 8.80 20.500
2.1 20.640 13/16 3.80 5.500 8.80 20.640
2.1 21.000 3.90 5.500 8.80 21.000
2.2 21.030 53/64 3.90 5.500 8.80 21.030
2.2 21.430 27/32 3.90 5.500 8.80 21.430
2.2 21.830 55/64 4.00 5.500 8.80 21.830
2.2 22.000 4.10 5.500 8.80 22.000
2.2 22.220 7/8 4.10 5.500 8.80 22.220
3.1 23.420 59/64 4.30 6.300 10.00 23.420
3.1 23.500 4.30 6.300 10.00 23.500
3.1 24.000 4.40 6.300 10.00 24.000
3.2 24.210 61/64 4.50 6.300 10.00 24.210
3.2 24.500 4.50 6.300 10.00 24.500
3.2 25.000 63/64 4.60 6.300 10.00 25.000
3.2 25.500 4.70 6.300 10.00 25.500
4.1 26.000 4.80 7.300 11.60 26.000
4.1 26.500 4.90 7.300 11.60 26.500
4.1 27.000 5.00 7.300 11.60 27.000
4.1 27.500 5.10 7.300 11.60 27.500
4.2 28.000 5.10 7.300 11.60 28.000
5.1 30.000 5.50 8.500 13.60 30.000
5.1 30.500 5.60 8.500 13.60 30.500
5.1 31.000 5.70 8.500 13.60 31.000
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Interchangeable inserts RT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2747

Standard Guhring std.

Tool material Solid carbide

Carbide grade K

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

5.1 31.500 5.80 8.500 13.60 31.500
5.1 32.000 5.90 8.500 13.60 32.000
5.2 32.500 6.00 8.500 13.60 32.500
5.2 33.000 6.10 8.500 13.60 33.000
5.2 33.500 6.10 8.500 13.60 33.500
5.2 34.000 6.20 8.500 13.60 34.000
5.2 34.500 6.30 8.500 13.60 34.500
6.1 35.000 6.40 10.000 16.00 35.000
6.1 36.000 6.60 10.000 16.00 36.000
6.1 37.000 6.80 10.000 16.00 37.000
6.2 39.000 7.10 10.000 16.00 39.000
6.2 40.000 7.30 10.000 16.00 40.000
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Interchangeable inserts RT 800

T 
80

0 
in

se
rt

s 
dr

ill
in

g 
sy

st
em

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2485

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

0.1 16.000 3.00 4.500 8.00 16.000
0.1 16.270 41/64 3.00 4.500 8.00 16.270
0.1 16.500 3.10 4.500 8.00 16.500
0.1 16.670 21/32 3.10 4.500 8.00 16.670
0.1 17.000 3.10 4.500 8.00 17.000
0.2 17.070 43/64 3.20 4.500 8.00 17.070
0.2 17.460 11/16 3.20 4.500 8.00 17.460
0.2 17.500 3.20 4.500 8.00 17.500
0.2 17.860 45/64 3.30 4.500 8.00 17.860
1.1 18.000 3.30 5.000 8.00 18.000
1.1 18.260 23/32 3.40 5.000 8.00 18.260
1.1 18.500 3.40 5.000 8.00 18.500
1.1 18.650 47/64 3.40 5.000 8.00 18.650
1.1 19.000 3.50 5.000 8.00 19.000
1.2 19.050 3/4 3.50 5.000 8.00 19.050
1.2 19.250 3.60 5.000 8.00 19.250
1.2 19.450 49/64 3.60 5.000 8.00 19.450
1.2 19.500 3.60 5.000 8.00 19.500
1.2 19.840 25/32 3.70 5.000 8.00 19.840
1.2 20.000 3.70 5.000 8.00 20.000
2.1 20.240 51/64 3.70 5.500 8.80 20.240
2.1 20.500 3.80 5.500 8.80 20.500
2.1 20.640 13/16 3.80 5.500 8.80 20.640
2.1 21.000 3.90 5.500 8.80 21.000
2.2 21.030 53/64 3.90 5.500 8.80 21.030
2.2 21.430 27/32 3.90 5.500 8.80 21.430
2.2 21.500 4.00 5.500 8.80 21.500
2.2 21.830 55/64 4.00 5.500 8.80 21.830
2.2 22.000 4.10 5.500 8.80 22.000
2.2 22.220 7/8 4.10 5.500 8.80 22.220
2.2 22.500 4.10 5.500 8.80 22.500
3.1 22.620 57/64 4.20 6.300 10.00 22.620
3.1 23.000 4.20 6.300 10.00 23.000
3.1 23.020 29/32 4.20 6.300 10.00 23.020
3.1 23.420 59/64 4.30 6.300 10.00 23.420
3.1 23.500 4.30 6.300 10.00 23.500
3.1 23.810 15/16 4.40 6.300 10.00 23.810
3.1 24.000 4.40 6.300 10.00 24.000
3.2 24.210 61/64 4.50 6.300 10.00 24.210
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Interchangeable inserts RT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 2485

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

3.2 24.500 4.50 6.300 10.00 24.500
3.2 24.610 31/32 4.50 6.300 10.00 24.610
3.2 25.000 63/64 4.60 6.300 10.00 25.000
3.2 25.400 1 4.70 6.300 10.00 25.400
3.2 25.500 4.70 6.300 10.00 25.500
4.1 26.000 4.80 7.300 11.60 26.000
4.1 26.500 4.90 7.300 11.60 26.500
4.1 27.000 5.00 7.300 11.60 27.000
4.1 27.500 5.10 7.300 11.60 27.500
4.2 28.000 5.10 7.300 11.60 28.000
4.2 28.500 5.20 7.300 11.60 28.500
4.2 29.000 5.30 7.300 11.60 29.000
4.2 29.500 5.40 7.300 11.60 29.500
5.1 30.000 5.50 8.500 13.60 30.000
5.1 30.500 5.60 8.500 13.60 30.500
5.1 31.000 5.70 8.500 13.60 31.000
5.1 31.500 5.80 8.500 13.60 31.500
5.1 32.000 5.90 8.500 13.60 32.000
5.2 32.500 6.00 8.500 13.60 32.500
5.2 33.000 6.10 8.500 13.60 33.000
5.2 33.500 6.10 8.500 13.60 33.500
5.2 34.000 6.20 8.500 13.60 34.000
5.2 34.500 6.30 8.500 13.60 34.500
6.1 35.000 6.40 10.000 16.00 35.000
6.1 36.000 6.60 10.000 16.00 36.000
6.1 37.000 6.80 10.000 16.00 37.000
6.1 37.500 6.90 10.000 16.00 37.500
6.2 38.000 7.00 10.000 16.00 38.000
6.2 39.000 7.10 10.000 16.00 39.000
6.2 40.000 7.30 10.000 16.00 40.000
6.2 40.500 7.40 10.000 16.00 40.500
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Interchangeable inserts RT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1047

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

0.1 16.000 3.00 4.500 8.00 16.000
0.1 16.270 41/64 3.00 4.500 8.00 16.270
0.1 16.500 3.10 4.500 8.00 16.500
0.1 16.670 21/32 3.10 4.500 8.00 16.670
0.1 17.000 3.10 4.500 8.00 17.000
0.2 17.070 43/64 3.20 4.500 8.00 17.070
0.2 17.460 11/16 3.20 4.500 8.00 17.460
0.2 17.500 3.20 4.500 8.00 17.500
0.2 17.860 45/64 3.30 4.500 8.00 17.860
1.1 18.000 3.30 5.000 8.00 18.000
1.1 18.260 23/32 3.40 5.000 8.00 18.260
1.1 18.500 3.40 5.000 8.00 18.500
1.1 18.650 47/64 3.40 5.000 8.00 18.650
1.1 19.000 3.50 5.000 8.00 19.000
1.2 19.050 3/4 3.50 5.000 8.00 19.050
1.2 19.250 3.60 5.000 8.00 19.250
1.2 19.450 49/64 3.60 5.000 8.00 19.450
1.2 19.500 3.60 5.000 8.00 19.500
1.2 19.840 25/32 3.70 5.000 8.00 19.840
1.2 20.000 3.70 5.000 8.00 20.000
2.1 20.240 51/64 3.70 5.500 8.80 20.240
2.1 20.500 3.80 5.500 8.80 20.500
2.1 20.640 13/16 3.80 5.500 8.80 20.640
2.1 21.000 3.90 5.500 8.80 21.000
2.2 21.030 53/64 3.90 5.500 8.80 21.030
2.2 21.430 27/32 3.90 5.500 8.80 21.430
2.2 21.500 4.00 5.500 8.80 21.500
2.2 21.830 55/64 4.00 5.500 8.80 21.830
2.2 22.000 4.10 5.500 8.80 22.000
2.2 22.220 7/8 4.10 5.500 8.80 22.220
2.2 22.500 4.10 5.500 8.80 22.500
3.1 22.620 57/64 4.20 6.300 10.00 22.620
3.1 23.000 4.20 6.300 10.00 23.000
3.1 23.020 29/32 4.20 6.300 10.00 23.020
3.1 23.420 59/64 4.30 6.300 10.00 23.420
3.1 23.500 4.30 6.300 10.00 23.500
3.1 23.810 15/16 4.40 6.300 10.00 23.810
3.1 24.000 4.40 6.300 10.00 24.000
3.2 24.210 61/64 4.50 6.300 10.00 24.210
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Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Clamping screws RT 800
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 1047

Standard Guhring std.

Tool material Solid carbide

Carbide grade K/P

Surface

Cutting direction right-hand

Tolerance

Discount group 141

Techn. data page 107

holder size d1 h7 l5 b h Code no.
Availability

mm inch mm mm mm

3.2 24.500 4.50 6.300 10.00 24.500
3.2 24.610 31/32 4.50 6.300 10.00 24.610
3.2 25.000 63/64 4.60 6.300 10.00 25.000
3.2 25.400 1 4.70 6.300 10.00 25.400
3.2 25.500 4.70 6.300 10.00 25.500
4.1 26.000 4.80 7.300 11.60 26.000
4.1 26.500 4.90 7.300 11.60 26.500
4.1 27.000 5.00 7.300 11.60 27.000
4.1 27.500 5.10 7.300 11.60 27.500
4.2 28.000 5.10 7.300 11.60 28.000
4.2 28.500 5.20 7.300 11.60 28.500
4.2 29.000 5.30 7.300 11.60 29.000
4.2 29.500 5.40 7.300 11.60 29.500
5.1 30.000 5.50 8.500 13.60 30.000
5.1 30.500 5.60 8.500 13.60 30.500
5.1 31.000 5.70 8.500 13.60 31.000
5.1 31.500 5.80 8.500 13.60 31.500
5.1 32.000 5.90 8.500 13.60 32.000
5.2 32.500 6.00 8.500 13.60 32.500
5.2 33.000 6.10 8.500 13.60 33.000
5.2 33.500 6.10 8.500 13.60 33.500
5.2 34.000 6.20 8.500 13.60 34.000
5.2 34.500 6.30 8.500 13.60 34.500
6.1 35.000 6.40 10.000 16.00 35.000
6.1 36.000 6.60 10.000 16.00 36.000
6.1 37.000 6.80 10.000 16.00 37.000
6.1 37.500 6.90 10.000 16.00 37.500
6.2 38.000 7.00 10.000 16.00 38.000
6.2 39.000 7.10 10.000 16.00 39.000
6.2 40.000 7.30 10.000 16.00 40.000
6.2 40.500 7.40 10.000 16.00 40.500
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Torx

l 1

Interchangeable inserts RT 800

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1071

Standard Guhring std.

Discount group 140

Techn. data page

G l1 Torx Code no.
Availability

mm

M 3 X0,35 7.00 T6 3.000
M 3 X0,35 6.00 T6 3.006

M 3,5X0,35 8.00 T7 3.500
M 4 X0,5 9.00 T8 4.000

M 4,5X0,5 10.00 T8 4.500
M 5 X0,5 11.00 T10 5.000

Clamping screws RT 800
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Torx socket sets
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 4915

Standard Guhring std.

Discount group 114

Techn. data page

Type Drive l1 Torque Code no.
Availability

mm

A 1/4 160.00 1...5 5.001

Torque wrenches

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 4917

Standard Guhring std.

Discount group 140

Techn. data page

Torx Drive l1 Code no.
Availability

mm

T6 1/4 25.00 6.000
T8 1/4 25.00 8.000
T10 1/4 25.00 10.000

Torx socket sets
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Torque wrenches

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 1612

Standard Guhring std.

Discount group 140

Techn. data page

Torx Code no.
Availability

T6 6.000
T8 8.000
T10 10.000

Torx screwdriver

T 800 inserts drilling 
system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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LT 800 Holders

Holder with straight shank (VDI) to DIN 69880-1/HSK-C

ISO taper holder (DIN 69871, form AD)/HSK-C

Guhring no. 4512

Standard Guhring std.

Discount group 114

Techn. data page

ISO taper HSK-C SW Code no.
Availabilitysize d1 d2 l1 l3

mm mm mm mm kg
40 63 63.5 70 19.05 5.0 1.38 40,063
50 63 97.5 40 19.05 5.0 2.73 50,063
50 80 97.5 70 19.05 6.0 3.70 50,080
50 100 97.5 100 19.05 8.0 4.90 50,100
60 100 155.0 40 19.05 8.0 9.70 60,100

Guhring no. 4510

Standard Guhring std.

Discount group 114

Techn. data page

VDI HSK-C SW Code no.
Availabilitysize d1 d2 l1 l2

mm mm mm mm kg
40 63 83 80 50 5 2.38 40,063
50 63 98 80 50 5 4.21 50,063
50 80 98 100 70 6 5.00 50,080
60 80 123 100 62 6 8.10 60,080
60 100 123 125 87 8 9.70 60,100
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301

108

d1 d3
l1

SW
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d1 d3
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SW

T800   
Tooling system

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA
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LT 800 Reductions and extensions

Extensions HSK-C/HSK-A

Reductions HSK-C/HSK-A

Guhring no. 4355

Standard Guhring std.

Discount group 114

Techn. data page

HSK-C HSK-A SW Code no.
Availabilityd1 d2 l1

mm mm mm kg
63 80 100 5 2.69 63,080
63 100 100 5 3.31 63,100
80 100 120 6 5.13 80,100

Guhring no. 4549

Standard Guhring std.

Discount group 114

Techn. data page

HSK-C HSK-A SW Code no.
Availabilityd1 d2 l1

mm mm mm kg
63 63 100 4 1.84 100,063
63 63 140 5 2.30 140,063
80 80 120 4 3.90 120,080
80 80 160 6 5.40 160,080
100 100 140 5 7.80 140,100
100 100 200 6 10.54 200,100

l
l
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LT 800 basic shanks

Guhring no. 4142

Standard Guhring std.

Flute 15° spiral

Discount group 114

Techn. data page

for HSK-A Code no.
Availabilityholder d2 d3 d4 l1 l2 G1

size mm mm mm mm mm kg
400-490 38.7 63 10.5 105 65 M10 1.2 63,105
400-490 38.7 63 10.5 180 140 M10 1.5 63,180
520/560 50.7 63 12.5 120 88 M12 1.6 63,120
520/560 50.7 63 12.5 210 178 M12 2.4 63,210

Guhring no. 4144

Standard Guhring std.

Flute without

Discount group 114

Techn. data page

for HSK-A Code no.
Availabilityholder d2 d3 d4 l1 G1

size mm mm mm mm kg
600/650 40 63 24 135 M14 1.6 63,135
600/650 40 63 24 240 M14 2.6 63,240
700-800 48 80 30 160 M16 2.8 80,160
700-800 48 80 30 290 M16 4.5 80,290
850-950 58 100 38 180 M16 4.8 100,180
850-950 58 100 38 330 M16 7.8 100,330

l
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LT 800 extensions

Guhring no. 4148

Standard Guhring std.

Flute 15° spiral

Discount group 114

Techn. data page

for Code no.
Availabilityholder d2 d4 l1 G1

size mm mm mm kg
400-490 38.7 10.5 150 M10 0.8 10,150
520/560 50.7 12.5 180 M12 1.7 12,180

Guhring no. 4149

Standard Guhring std.

Flute without

Discount group 114

Techn. data page

for Code no.
Availabilityholder d2 d4 l1 G1

size mm mm mm kg
600/650 40 24 210 M14 1.9 40,210
700-800 48 30 255 M16 3.3 48,255
850-950 58 38 300 M16 5.7 58,300

l
l

l
l
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Retention spindle

Guhring no. 4150

Standard Guhring std.

Discount group 114

Techn. data page

for Cartridge Code
Availabilityholder d1 with index. d2 d3 d4 l1 l2 l3 G1 no.

size mm inserts mm mm mm mm mm mm kg
400 27 1 38.7 38.7 10.5 – 60 14 M10 0.20 40,043
430 30 1 38.7 41.7 10.5 – 60 15 M10 0.22 43,046
460 28 1 38.7 44.7 10.5 – 60 15 M10 0.22 46,049
490 31 1 38.7 47.7 10.5 – 60 16 M10 0.24 49,052
520 34 1 50.7 50.7 12.5 – 70 18 M12 0.39 52,056
560 27 2 50.7 54.5 12.5 – 70 17 M12 0.41 56,060
600 32 2 40.0 58.5 24.0 99 75 18 M14 0.63 60,065
650 32 2 40.0 63.5 24.0 104 80 19 M14 0.73 65,070
700 32 2 48.0 68.5 30.0 115 85 20 M16 0.98 70,075
750 32 3 48.0 73.5 30.0 130 100 23 M16 1.21 75,080
800 32 3 48.0 78.5 30.0 130 100 23 M16 1.24 80,085
850 34 3 58.0 83.5 38.0 142 105 21 M16 1.70 85,090
900 32 3 58.0 88.5 38.0 147 110 25 M16 1.90 90,095
950 34 3 58.0 93.5 38.0 147 110 23 M16 2.10 95,100

LT 800 drill heads

l
l
l
l
l
l
l
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for drill heads

for basic shanks/extensions

LT 800 drill heads

Guhring no. 4164

Standard Guhring std.

Discount group

für Code no.
AvailabilityTräger- d4 l1 Torx 1 Torx 12 G1 G2

Größe mm mm
400-490 10.5 38 T40 T30 M10 M10x1 40,052
520/560 12.5 45 T45 T30 M12 M12x1 52,060
600/650 – 55 T45 T45 M14 M14x1 60,070
700-800 – 65 T45 T45 M16 M14x1 70,085
850-950 – 75 T45 T45 M16 M14x1 85,100

Guhring no. 4188

Discount group 114

suitable for Torx Code no.
Availabilityd1 l1

mm
drill heads T30 60 30,060

basic shanks/ T30 210 30,210
extensions T40 180 40,180
drill heads T45 105 45,105

basic shanks/ T45 300 45,300
extensions

Guhring no. 4915

Discount group 114

suitable for Type Drive Torque Code no.
Availabilityl1

mm Nm
drill heads,

basic shanks and C 1/2“ 480 20-200 200,00
extensions

Torx driver sockets (retention spindles)

Retention spindles (Torx-Screws)

Torque key

l
l
l
l
l

l
l
l
l
l

l
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LT 800 cartridges and accessories

Guhring no. 4160

Standard Guhring std.

Discount group 114

Techn. data page

for for Code no.
Availabilityholder insert no. b l1

size mm mm
400/430 1 11,0 19.5 40,046
460-520 1 14,0 23.6 46,056
560/600 2 18,2 25.4 56,065

650 2 21,0 25.4 65,070
700 2 23,9 29.4 70,075
750 3 23,3 35.5 75,080

800/850 3 26,0 39.0 80,090
900/950 3 30,2 39.0 90,100

Guhring no. 4189

Discount group 114

for Torx Code no.
Availabilityholder l1 G

size mm
400/430 9.4 M3.5 T10 3,500
460-520 10.0 M4 T15 4,000

560 / 600 / 650 12.0 M4.5 T15 4,500

Guhring no. 4907

Standard DIN EN ISO 4762

Discount group 114

for SW Code no.
Availabilityholder l1 G

size mm
700 16 M5 SW4 5,161
750 14 M6 SW5 6,140

800/850 16 M6 SW5 6,161
900/950 20 M6 SW5 6,201

Clamping screws for interchangeable inserts

Cartridges for indexable inserts

Fastening screw for cartridges

l
l
l
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l
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LT 800 cartridges and accessories

Guhring no. 4104

Standard Guhring std.

Discount group 114

for Code no.
Availabilityholder d1 d2

size mm mm
400/430 3,9 7,6 3,500
460-520 4,4 7,6 4,000

560 5,4 9,0 5,000
700 5,4 9,0 5,000

750-950 6,5 10,8 6,000

Guhring no. 4168

Standard Guhring std.

Discount group 114

for thickness and Code no.
Availabilityholder l1 b quantity (2x) s

size mm mm mm
400/430 18,5 8,5 0,5/1,0/1,5 40,046
460-520 22,5 9,5 0,5/1,0/1,5/2,0 46,056

560 / 600 / 650 22,5 11,0 0,5/1,0/1,5/2,0 56,070
700 26,5 11,5 0,5/1,0/1,5/2,0 70,075
750 33,0 13,5 0,5/1,0/1,5/2,0 75,080

800/850 36,5 13,5 0,5/1,0/1,5/2,0 80,090
900/950 36,0 15,0 0,5/1,0/1,5/2,0 90,100

Distance piece (sets)

Serrated lock washers (Nord-Lock®)

l
l
l
l
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LT 800 Interchangeable inserts and accessories

Guhring no. 2747 1047 2485

Standard Guhring std. Guhring std. Guhring std.

Tool material Solid carbide Solid carbide Solid carbide

Carbide grade K K/P K/P

Surface finish

Discount group 141 141 141

Techn. data page

for d1 h7 l5 b h Availabilityinsert size mm mm mm mm
400/560 27.00 4.9 7.3 11.6

460 28.00 5.1 7.3 11.6
430 30.00 5.5 8.5 13.6
490 31.00 5.6 8.5 13.6

600-800/900 32.00 5.8 8.5 13.6
520 / 850 / 950 34.00 6.2 8.5 13.6

Guhring no. 1071

Discount group 140

for G l1 Torx Code no. Availabilityinsert size mm
400/460/560 M4x0.5 9.00 T8 4,000

430/490/600-950 M4.5x0.5 10.00 T8 4,500

Guhring no. 1612

Discount group 140

for Code no. AvailabilityTorx
T8 8,001

Guhring no. 4917

Discount group 140

for Drive l1 Code no. AvailabilityTorx mm
T8 1/4“ 25 8,000

Guhring no. 4915

Discount group 114

Type Drive l1 Torque Code no. Availabilitymm Nm
A 1/4“ 160 1-5 5,001

Clamping screws for central interchangeable inserts

Central interchangeable inserts

Torx Screwdriver

Torx-Bits

Torque key

l l l
l l l
l l l
l l l
l l l
l l l
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LT 800 Indexable inserts and accessories

CCHX indexable inserts (external)

Indexable inserts LTT (internal)

Clamping screws with 75°/60° countersink head

Guhring no. 4170 4171 4172 4173

Standard Guhring std. Guhring std. Guhring std. Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Carbide grade N10 K10 P25 P40

Surface finish

Discount group 142 142 142 142

Techn. data page

Insert size Insert Code no.
AvailabilityGröße description d1 r s

mm mm mm
05 LTT05T304 8.0 0.4 3.80 53,040
05 LTT05T308 8.0 0.8 3.80 53,080
06 LTT06T304 10.0 0.4 3.80 63,040
06 LTT06T308 10.0 0.8 3.80 63,080

Guhring no. 4179 4180 4181 4182

Standard Guhring std. Guhring std. Guhring std. Guhring std.

Tool material Solid carbide Solid carbide Solid carbide Solid carbide

Carbide grade N15 K10 P25 M35

Surface finish

Discount group 142 142 142 142

Techn. data page

Insert size Insert Code no.
AvailabilityGröße description d1 r s l1

mm mm mm mm
09 CCHX09T308 9.525 0.8 3.97 9.35 93,080
12 CCHX120408 12.700 0.8 4.76 12.50 124,080

Guhring no. 4166 6128

Coutersink angle 75° 60°

Discount group 114 122

for for Insert Torx Code no.
Availabilityinsert size holder size no. l1 G size

mm
05 500/600 2 7.4 M2.5 T8 2,500
05 750-850 4 7.4 M2.5 T8 2,500
06 650/700 2 7.3 M3.5 T10 3,500
06 900/950 4 7.3 M3.5 T10 3,500
09 400/430 2 7.3 M3.5 T10 3,500
09 560-650, 750 2 7.3 M3.5 T10 3,500
12 460-520, 700 2 7.5 M4.5 T15 4,501
12 800-950 2 7.5 M4.5 T15 4,501

l l
l l
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l l l l
l l l l
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Guhring no. 1052 145 1053 1054 1054

Discount group 140 140 140 140 140

Size Ø-range d1 d2 d3 d4 l1 l2 l4 l5 G M Code no.
Availability

Code no. Availabi-
lity

Code no. Availabi-
lity

Code no. Availabi-
lity

Code no. Availabi-
litymm mm mm mm mm mm mm mm mm Größe 8 Größe 20

1 5.0 5.0 27 8 30.0 27.5 23.8 37 49 M5 12x1 1,050 1,050 1,050 4,080 4,200
2 >5-  6.0 28 9 30.0 27.5 23.8 M5 12x1 2,060 4,080 4,200
3 >6-  7.0 6.8 29 10 30.0 27.5 23.8 37 49 M5 12x1 3,068 3,070 3,068 4,080 4,200
4 >7-  8.0 30 11 30.0 27.5 23.8 M5 12x1 4,080 4,080 4,200
5 >8-  9.0 8.5 31 13 34.0 31.7 27.3 41 53 M5 18x1 5,085 5,090 5,085 8,080 8,200
6 >9-  10.0 32 14 34.0 31.7 27.3 M5 18x1 6,100 8,080 8,200
7 >10-11.0 10.2 33 15 34.0 32.1 27.3 41 53 M5 18x1 7,102 7,110 7,102 8,080 8,200
8 >11-12.0 34 16 34.0 32.1 27.3 M5 18x1 8,120 8,080 8,200
10 >13-14.0 14.0 38 19 40.0 37.6 31.8 47 59 M6 24x1,5 10,140 10,140 10,140 12,080 12,200
11 >14-15.0 39 20 40.0 37.6 31.8 M6 24x1,5 11,150 12,080 12,200
12 >15-16.0 15.5 40 21 40.0 37.6 31.8 47 59 M6 24x1,5 12,155 12,160 12,155 12,080 12,200
13 >16-17.0 42 23 43.0 43.5 36.8 M6 30x1,5 13,170 14,080 14,200
14 >17-18.0 43 24 43.0 43.5 36.8 M6 30x1,5 14,180 14,080 14,200

Guhring no. 4072

Discount group 140

pour M Torx l1 Code no.
Availability

size mm

1-14 M4 T8 9.0 4,010

Guhring no. 1055

Discount group 140

Ø-range G Code no.
Availability

d1

>4-12.0 M2.5   4,012
>12-20.0 M2.5 12,020

FR 90 chamfer collar

FR 90 chamfer collar

Indexable inserts

Adjusting element Clamping piece

Techn. data page 103

Guhring no. 1156 1056

Standard Guhring std. Guhring std.

Tool material Solid carbide Solid carbide

Carbide grade K K/P

Surface finish

Discount group 142 142

Ø-range Code no.
Availability

>4-12,0   4,012
>12-20,0 12,020

l l
l

l l
l l
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Guhring no. 1052 145 1053 1054 1054

Discount group 140 140 140 140 140

Size Ø-range d1 d2 d3 d4 l1 l2 l4 l5 G M Code no.
Availability

Code no. Availabi-
lity

Code no. Availabi-
lity

Code no. Availabi-
lity

Code no. Availabi-
litymm mm mm mm mm mm mm mm mm Größe 8 Größe 20

1 5.0 5.0 27 8 30.0 27.5 23.8 37 49 M5 12x1 1,050 1,050 1,050 4,080 4,200
2 >5-  6.0 28 9 30.0 27.5 23.8 M5 12x1 2,060 4,080 4,200
3 >6-  7.0 6.8 29 10 30.0 27.5 23.8 37 49 M5 12x1 3,068 3,070 3,068 4,080 4,200
4 >7-  8.0 30 11 30.0 27.5 23.8 M5 12x1 4,080 4,080 4,200
5 >8-  9.0 8.5 31 13 34.0 31.7 27.3 41 53 M5 18x1 5,085 5,090 5,085 8,080 8,200
6 >9-  10.0 32 14 34.0 31.7 27.3 M5 18x1 6,100 8,080 8,200
7 >10-11.0 10.2 33 15 34.0 32.1 27.3 41 53 M5 18x1 7,102 7,110 7,102 8,080 8,200
8 >11-12.0 34 16 34.0 32.1 27.3 M5 18x1 8,120 8,080 8,200
10 >13-14.0 14.0 38 19 40.0 37.6 31.8 47 59 M6 24x1,5 10,140 10,140 10,140 12,080 12,200
11 >14-15.0 39 20 40.0 37.6 31.8 M6 24x1,5 11,150 12,080 12,200
12 >15-16.0 15.5 40 21 40.0 37.6 31.8 47 59 M6 24x1,5 12,155 12,160 12,155 12,080 12,200
13 >16-17.0 42 23 43.0 43.5 36.8 M6 30x1,5 13,170 14,080 14,200
14 >17-18.0 43 24 43.0 43.5 36.8 M6 30x1,5 14,180 14,080 14,200

FR 90 chamfer collar

Screwdriver Clamping screw

T-handle hexagonal spanner

Collars Clamp. sleeves Adjustment ringsComplete

Guhring no. 1072

Discount group 140

pour G l1 Torx/SW Code no.
Availability

size mm

1-14 M2.5 6.0 T8 2,500
1-14 M5 15.0 SW4 5,000
1-14 M6 16.0 SW5 6,000

Guhring no. 1612

Discount group 140

pour pour Code no.
Availability

size Torx

1-14 T8 8,000

Guhring no. 4912

Discount group 114

SW Code no.
Availability

4 4,000
5 5,000

m m m m m
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

0.200 19.00 2.50
0.210 19.00 2.50
0.220 19.00 2.50
0.230 19.00 2.50
0.240 19.00 2.50
0.250 19.00 3.00
0.260 19.00 3.00
0.270 19.00 3.00
0.280 19.00 3.00
0.290 19.00 3.00
0.300 19.00 3.00
0.310 19.00 4.00
0.320 19.00 4.00
0.330 19.00 4.00
0.340 19.00 4.00
0.350 19.00 4.00
0.360 19.00 4.00
0.370 19.00 4.00
0.380 19.00 4.00
0.390 20.00 5.00
0.400 1/64 20.00 5.00
0.410 20.00 5.00
0.415 20.00 5.00
0.420 20.00 5.00
0.430 20.00 5.00
0.440 20.00 5.00
0.450 20.00 5.00
0.460 20.00 5.00
0.470 20.00 5.00
0.480 20.00 5.00
0.490 22.00 6.00
0.500 22.00 6.00
0.510 22.00 6.00
0.520 22.00 6.00
0.525 22.00 6.00
0.530 22.00 6.00
0.540 24.00 7.00
0.550 24.00 7.00
0.560 24.00 7.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

0.570 24.00 7.00
0.575 24.00 7.00
0.580 24.00 7.00
0.590 24.00 7.00
0.600 24.00 7.00
0.610 26.00 8.00
0.620 26.00 8.00
0.630 26.00 8.00
0.640 26.00 8.00
0.650 26.00 8.00
0.660 26.00 8.00
0.670 26.00 8.00
0.675 28.00 9.00
0.680 28.00 9.00
0.690 28.00 9.00
0.700 28.00 9.00
0.710 28.00 9.00
0.720 28.00 9.00
0.730 28.00 9.00
0.740 28.00 9.00
0.750 28.00 9.00
0.760 30.00 10.00
0.770 30.00 10.00
0.775 30.00 10.00
0.780 30.00 10.00
0.790 1/32 30.00 10.00
0.800 30.00 10.00
0.810 30.00 10.00
0.820 30.00 10.00
0.825 30.00 10.00
0.830 30.00 10.00
0.840 30.00 10.00
0.850 30.00 10.00
0.860 32.00 11.00
0.870 32.00 11.00
0.880 32.00 11.00
0.890 32.00 11.00
0.900 32.00 11.00
0.910 32.00 11.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

0.920 32.00 11.00
0.930 32.00 11.00
0.940 32.00 11.00
0.950 32.00 11.00
0.960 34.00 12.00
0.970 34.00 12.00
0.980 34.00 12.00
0.990 34.00 12.00
1.000 34.00 12.00
1.010 34.00 12.00
1.020 34.00 12.00
1.030 34.00 12.00
1.040 34.00 12.00
1.050 34.00 12.00
1.060 34.00 12.00
1.070 36.00 14.00
1.080 36.00 14.00
1.090 36.00 14.00
1.100 36.00 14.00
1.110 36.00 14.00
1.120 36.00 14.00
1.130 36.00 14.00
1.140 36.00 14.00
1.150 36.00 14.00
1.160 36.00 14.00
1.165 36.00 14.00
1.170 36.00 14.00
1.180 36.00 14.00
1.190 3/64 38.00 16.00
1.200 38.00 16.00
1.210 38.00 16.00
1.220 38.00 16.00
1.230 38.00 16.00
1.240 38.00 16.00
1.250 38.00 16.00
1.260 38.00 16.00
1.270 38.00 16.00
1.280 38.00 16.00
1.290 38.00 16.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability

l
l m
l

l l l
l

l l
l

l l
l l l l l l l

l l l
l

l l l m
l l l

l
l l l m

l
l l l m
l l l l l m

l
l
l
l

l l m
l

l
l l l m
l l l m
l l l l l

l
l l l
m
l l
l l l l

m
l
l



A A

318

C F P S M

319

>Ø
2,36

>Ø
6,00

l1

d
1

l2

Jobber drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

1.300 38.00 16.00
1.305 38.00 16.00
1.310 38.00 16.00
1.320 38.00 16.00
1.330 40.00 18.00
1.340 40.00 18.00
1.350 40.00 18.00
1.360 40.00 18.00
1.370 40.00 18.00
1.380 40.00 18.00
1.390 40.00 18.00
1.400 40.00 18.00
1.410 40.00 18.00
1.420 40.00 18.00
1.430 40.00 18.00
1.440 40.00 18.00
1.450 40.00 18.00
1.460 40.00 18.00
1.465 40.00 18.00
1.470 40.00 18.00
1.480 40.00 18.00
1.485 40.00 18.00
1.490 40.00 18.00
1.500 40.00 18.00
1.510 43.00 20.00
1.520 43.00 20.00
1.530 43.00 20.00
1.540 43.00 20.00
1.550 43.00 20.00
1.560 43.00 20.00
1.570 43.00 20.00
1.580 43.00 20.00
1.590 1/16 43.00 20.00
1.600 43.00 20.00
1.610 43.00 20.00
1.620 43.00 20.00
1.630 43.00 20.00
1.640 43.00 20.00
1.650 43.00 20.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

1.660 43.00 20.00
1.670 43.00 20.00
1.680 43.00 20.00
1.690 43.00 20.00
1.700 43.00 20.00
1.710 46.00 22.00
1.720 46.00 22.00
1.730 46.00 22.00
1.740 46.00 22.00
1.750 46.00 22.00
1.760 46.00 22.00
1.770 46.00 22.00
1.780 46.00 22.00
1.790 46.00 22.00
1.800 46.00 22.00
1.810 46.00 22.00
1.820 46.00 22.00
1.830 46.00 22.00
1.840 46.00 22.00
1.850 46.00 22.00
1.860 46.00 22.00
1.870 46.00 22.00
1.880 46.00 22.00
1.890 46.00 22.00
1.900 46.00 22.00
1.910 49.00 24.00
1.920 49.00 24.00
1.930 49.00 24.00
1.940 49.00 24.00
1.950 49.00 24.00
1.960 49.00 24.00
1.970 49.00 24.00
1.980 5/64 49.00 24.00
1.990 49.00 24.00
2.000 49.00 24.00
2.010 49.00 24.00
2.020 49.00 24.00
2.030 49.00 24.00
2.040 49.00 24.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability

m l
l m
l l
l
l l l l l l l m

l
l l l l

l

l l l l m

l
l l l l

l l l l l l l l

l l
l

l l l l l
l

m l

l l l l m l l
l

l l m

l l l l
m
l

l l l l l
l l l l
l l l l l l l l

l l
l l



A A

322

C F P S M

323

>Ø
2,36

>Ø
6,00

l1

d
1

l2

Jobber drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

2.050 49.00 24.00
2.060 49.00 24.00
2.070 49.00 24.00
2.080 49.00 24.00
2.090 49.00 24.00
2.100 49.00 24.00
2.110 49.00 24.00
2.120 49.00 24.00
2.130 53.00 27.00
2.140 53.00 27.00
2.150 53.00 27.00
2.170 53.00 27.00
2.180 53.00 27.00
2.200 53.00 27.00
2.210 53.00 27.00
2.220 53.00 27.00
2.230 53.00 27.00
2.240 53.00 27.00
2.250 53.00 27.00
2.260 53.00 27.00
2.270 53.00 27.00
2.280 53.00 27.00
2.290 53.00 27.00
2.300 53.00 27.00
2.320 53.00 27.00
2.330 53.00 27.00
2.340 53.00 27.00
2.350 53.00 27.00
2.360 53.00 27.00
2.370 57.00 30.00
2.380 3/32 57.00 30.00
2.390 57.00 30.00
2.400 57.00 30.00
2.420 57.00 30.00
2.430 57.00 30.00
2.440 57.00 30.00
2.450 57.00 30.00
2.460 57.00 30.00
2.470 57.00 30.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

2.480 57.00 30.00
2.490 57.00 30.00
2.500 57.00 30.00
2.510 57.00 30.00
2.520 57.00 30.00
2.530 57.00 30.00
2.540 57.00 30.00
2.550 57.00 30.00
2.570 57.00 30.00
2.580 57.00 30.00
2.590 57.00 30.00
2.600 57.00 30.00
2.610 57.00 30.00
2.620 57.00 30.00
2.630 57.00 30.00
2.640 57.00 30.00
2.650 57.00 30.00
2.660 61.00 33.00
2.670 61.00 33.00
2.680 61.00 33.00
2.700 61.00 33.00
2.710 61.00 33.00
2.720 61.00 33.00
2.730 61.00 33.00
2.750 61.00 33.00
2.760 61.00 33.00
2.780 7/64 61.00 33.00
2.790 61.00 33.00
2.800 61.00 33.00
2.820 61.00 33.00
2.830 61.00 33.00
2.840 61.00 33.00
2.850 61.00 33.00
2.870 61.00 33.00
2.880 61.00 33.00
2.900 61.00 33.00
2.910 61.00 33.00
2.920 61.00 33.00
2.930 61.00 33.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

2.940 61.00 33.00
2.950 61.00 33.00
2.960 61.00 33.00
2.970 61.00 33.00
2.980 61.00 33.00
2.990 61.00 33.00
3.000 61.00 33.00
3.010 65.00 36.00
3.020 65.00 36.00
3.030 65.00 36.00
3.040 65.00 36.00
3.050 65.00 36.00
3.060 65.00 36.00
3.070 65.00 36.00
3.080 65.00 36.00
3.100 65.00 36.00
3.120 65.00 36.00
3.130 65.00 36.00
3.150 65.00 36.00
3.160 65.00 36.00
3.170 1/8 65.00 36.00
3.175 65.00 36.00
3.180 65.00 36.00
3.200 65.00 36.00
3.220 65.00 36.00
3.230 65.00 36.00
3.240 65.00 36.00
3.250 65.00 36.00
3.260 65.00 36.00
3.270 65.00 36.00
3.280 65.00 36.00
3.300 65.00 36.00
3.320 65.00 36.00
3.330 65.00 36.00
3.340 65.00 36.00
3.350 65.00 36.00
3.360 70.00 39.00
3.370 70.00 39.00
3.380 70.00 39.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

3.400 70.00 39.00
3.410 70.00 39.00
3.420 70.00 39.00
3.430 70.00 39.00
3.450 70.00 39.00
3.470 70.00 39.00
3.500 70.00 39.00
3.520 70.00 39.00
3.530 70.00 39.00
3.550 70.00 39.00
3.570 9/64 70.00 39.00
3.580 70.00 39.00
3.600 70.00 39.00
3.610 70.00 39.00
3.620 70.00 39.00
3.630 70.00 39.00
3.650 70.00 39.00
3.660 70.00 39.00
3.680 70.00 39.00
3.700 70.00 39.00
3.710 70.00 39.00
3.720 70.00 39.00
3.725 70.00 39.00
3.730 70.00 39.00
3.750 70.00 39.00
3.800 75.00 43.00
3.820 75.00 43.00
3.830 75.00 43.00
3.850 75.00 43.00
3.860 75.00 43.00
3.870 75.00 43.00
3.880 75.00 43.00
3.900 75.00 43.00
3.910 75.00 43.00
3.920 75.00 43.00
3.930 75.00 43.00
3.940 75.00 43.00
3.950 75.00 43.00
3.960 75.00 43.00
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Jobber drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

3.970 5/32 75.00 43.00
3.980 75.00 43.00
3.990 75.00 43.00
4.000 75.00 43.00
4.010 75.00 43.00
4.020 75.00 43.00
4.030 75.00 43.00
4.040 75.00 43.00
4.050 75.00 43.00
4.060 75.00 43.00
4.070 75.00 43.00
4.080 75.00 43.00
4.090 75.00 43.00
4.100 75.00 43.00
4.120 75.00 43.00
4.130 75.00 43.00
4.150 75.00 43.00
4.200 75.00 43.00
4.210 75.00 43.00
4.220 75.00 43.00
4.250 75.00 43.00
4.270 80.00 47.00
4.280 80.00 47.00
4.300 80.00 47.00
4.320 80.00 47.00
4.350 80.00 47.00
4.370 11/64 80.00 47.00
4.380 80.00 47.00
4.390 80.00 47.00
4.400 80.00 47.00
4.420 80.00 47.00
4.450 80.00 47.00
4.500 80.00 47.00
4.520 80.00 47.00
4.530 80.00 47.00
4.550 80.00 47.00
4.570 80.00 47.00
4.600 80.00 47.00
4.620 80.00 47.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

4.650 80.00 47.00
4.680 80.00 47.00
4.700 80.00 47.00
4.720 80.00 47.00
4.730 80.00 47.00
4.750 80.00 47.00
4.760 3/16 86.00 52.00
4.770 86.00 52.00
4.800 86.00 52.00
4.830 86.00 52.00
4.850 86.00 52.00
4.860 86.00 52.00
4.870 86.00 52.00
4.900 86.00 52.00
4.920 86.00 52.00
4.930 86.00 52.00
4.950 86.00 52.00
4.970 86.00 52.00
4.980 86.00 52.00
5.000 86.00 52.00
5.020 86.00 52.00
5.025 86.00 52.00
5.030 86.00 52.00
5.050 86.00 52.00
5.060 86.00 52.00
5.080 86.00 52.00
5.100 86.00 52.00
5.110 86.00 52.00
5.120 86.00 52.00
5.150 86.00 52.00
5.160 13/64 86.00 52.00
5.180 86.00 52.00
5.190 86.00 52.00
5.200 86.00 52.00
5.220 86.00 52.00
5.250 86.00 52.00
5.260 86.00 52.00
5.300 86.00 52.00
5.310 93.00 57.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

5.350 93.00 57.00
5.400 93.00 57.00
5.410 93.00 57.00
5.420 93.00 57.00
5.450 93.00 57.00
5.500 93.00 57.00
5.520 93.00 57.00
5.550 93.00 57.00
5.560 7/32 93.00 57.00
5.600 93.00 57.00
5.610 93.00 57.00
5.620 93.00 57.00
5.630 93.00 57.00
5.650 93.00 57.00
5.700 93.00 57.00
5.750 93.00 57.00
5.790 93.00 57.00
5.800 93.00 57.00
5.850 93.00 57.00
5.900 93.00 57.00
5.920 93.00 57.00
5.930 93.00 57.00
5.940 93.00 57.00
5.950 15/64 93.00 57.00
5.960 93.00 57.00
5.970 93.00 57.00
5.980 93.00 57.00
5.990 93.00 57.00
6.000 93.00 57.00
6.030 101.00 63.00
6.040 101.00 63.00
6.050 101.00 63.00
6.080 101.00 63.00
6.100 101.00 63.00
6.120 101.00 63.00
6.130 101.00 63.00
6.150 101.00 63.00
6.170 101.00 63.00
6.200 101.00 63.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

6.210 101.00 63.00
6.220 101.00 63.00
6.250 101.00 63.00
6.300 101.00 63.00
6.350 1/4 101.00 63.00
6.380 101.00 63.00
6.400 101.00 63.00
6.450 101.00 63.00
6.500 101.00 63.00
6.530 101.00 63.00
6.550 101.00 63.00
6.570 101.00 63.00
6.600 101.00 63.00
6.630 101.00 63.00
6.650 101.00 63.00
6.700 101.00 63.00
6.750 17/64 109.00 69.00
6.800 109.00 69.00
6.810 109.00 69.00
6.830 109.00 69.00
6.850 109.00 69.00
6.880 109.00 69.00
6.900 109.00 69.00
6.910 109.00 69.00
6.950 109.00 69.00
7.000 109.00 69.00
7.020 109.00 69.00
7.030 109.00 69.00
7.040 109.00 69.00
7.050 109.00 69.00
7.070 109.00 69.00
7.100 109.00 69.00
7.130 109.00 69.00
7.140 9/32 109.00 69.00
7.150 109.00 69.00
7.200 109.00 69.00
7.220 109.00 69.00
7.250 109.00 69.00
7.290 109.00 69.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

7.300 109.00 69.00
7.320 109.00 69.00
7.350 109.00 69.00
7.370 109.00 69.00
7.400 109.00 69.00
7.450 109.00 69.00
7.490 109.00 69.00
7.500 109.00 69.00
7.520 117.00 75.00
7.540 19/64 117.00 75.00
7.550 117.00 75.00
7.580 117.00 75.00
7.600 117.00 75.00
7.650 117.00 75.00
7.670 117.00 75.00
7.700 117.00 75.00
7.750 117.00 75.00
7.800 117.00 75.00
7.850 117.00 75.00
7.900 117.00 75.00
7.940 5/16 117.00 75.00
7.950 117.00 75.00
7.980 117.00 75.00
8.000 117.00 75.00
8.030 117.00 75.00
8.050 117.00 75.00
8.100 117.00 75.00
8.130 117.00 75.00
8.150 117.00 75.00
8.200 117.00 75.00
8.250 117.00 75.00
8.300 117.00 75.00
8.330 21/64 117.00 75.00
8.350 117.00 75.00
8.400 117.00 75.00
8.430 117.00 75.00
8.450 117.00 75.00
8.500 117.00 75.00
8.550 125.00 81.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

8.600 125.00 81.00
8.610 125.00 81.00
8.650 125.00 81.00
8.700 125.00 81.00
8.730 11/32 125.00 81.00
8.750 125.00 81.00
8.800 125.00 81.00
8.840 125.00 81.00
8.850 125.00 81.00
8.900 125.00 81.00
8.950 125.00 81.00
9.000 125.00 81.00
9.050 125.00 81.00
9.090 125.00 81.00
9.100 125.00 81.00
9.130 23/64 125.00 81.00
9.150 125.00 81.00
9.200 125.00 81.00
9.250 125.00 81.00
9.300 125.00 81.00
9.340 125.00 81.00
9.350 125.00 81.00
9.400 125.00 81.00
9.450 125.00 81.00
9.500 125.00 81.00
9.510 133.00 87.00
9.520 3/8 133.00 87.00
9.550 133.00 87.00
9.560 133.00 87.00
9.570 133.00 87.00
9.580 133.00 87.00
9.600 133.00 87.00
9.650 133.00 87.00
9.700 133.00 87.00
9.750 133.00 87.00
9.800 133.00 87.00
9.850 133.00 87.00
9.900 133.00 87.00
9.920 25/64 133.00 87.00
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Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

9.950 133.00 87.00
10.000 133.00 87.00
10.050 133.00 87.00
10.060 133.00 87.00
10.080 133.00 87.00
10.100 133.00 87.00
10.150 133.00 87.00
10.200 133.00 87.00
10.250 133.00 87.00
10.260 133.00 87.00
10.300 133.00 87.00
10.320 13/32 133.00 87.00
10.350 133.00 87.00
10.400 133.00 87.00
10.450 133.00 87.00
10.490 133.00 87.00
10.500 133.00 87.00
10.550 133.00 87.00
10.600 133.00 87.00
10.700 142.00 94.00
10.720 27/64 142.00 94.00
10.750 142.00 94.00
10.800 142.00 94.00
10.900 142.00 94.00
11.000 142.00 94.00
11.050 142.00 94.00
11.100 142.00 94.00
11.110 7/16 142.00 94.00
11.150 142.00 94.00
11.200 142.00 94.00
11.250 142.00 94.00
11.300 142.00 94.00
11.350 142.00 94.00
11.400 142.00 94.00
11.500 142.00 94.00
11.510 29/64 142.00 94.00
11.520 142.00 94.00
11.600 142.00 94.00
11.650 142.00 94.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

11.700 142.00 94.00
11.750 142.00 94.00
11.800 142.00 94.00
11.900 151.00 101.00
11.910 15/32 151.00 101.00
11.950 151.00 101.00
12.000 151.00 101.00
12.050 151.00 101.00
12.100 151.00 101.00
12.150 151.00 101.00
12.200 151.00 101.00
12.250 151.00 101.00
12.300 31/64 151.00 101.00
12.400 151.00 101.00
12.500 151.00 101.00
12.600 151.00 101.00
12.650 151.00 101.00
12.700 1/2 151.00 101.00
12.750 151.00 101.00
12.800 151.00 101.00
12.850 151.00 101.00
12.900 151.00 101.00
13.000 151.00 101.00
13.030 151.00 101.00
13.100 33/64 151.00 101.00
13.200 151.00 101.00
13.250 160.00 108.00
13.300 160.00 108.00
13.400 160.00 108.00
13.490 17/32 160.00 108.00
13.500 160.00 108.00
13.530 160.00 108.00
13.600 160.00 108.00
13.700 160.00 108.00
13.750 160.00 108.00
13.800 160.00 108.00
13.890 35/64 160.00 108.00
13.900 160.00 108.00
14.000 160.00 108.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

14.100 169.00 114.00
14.150 169.00 114.00
14.200 169.00 114.00
14.250 169.00 114.00
14.290 9/16 169.00 114.00
14.300 169.00 114.00
14.400 169.00 114.00
14.450 169.00 114.00
14.500 169.00 114.00
14.600 169.00 114.00
14.680 37/64 169.00 114.00
14.700 169.00 114.00
14.750 169.00 114.00
14.800 169.00 114.00
14.900 169.00 114.00
15.000 169.00 114.00
15.050 178.00 120.00
15.080 19/32 178.00 120.00
15.100 178.00 120.00
15.200 178.00 120.00
15.250 178.00 120.00
15.300 178.00 120.00
15.400 178.00 120.00
15.480 39/64 178.00 120.00
15.500 178.00 120.00
15.600 178.00 120.00
15.700 178.00 120.00
15.750 178.00 120.00
15.800 178.00 120.00
15.870 5/8 178.00 120.00
15.900 178.00 120.00
16.000 178.00 120.00
16.100 184.00 125.00
16.200 184.00 125.00
16.250 184.00 125.00
16.270 41/64 184.00 125.00
16.300 184.00 125.00
16.400 184.00 125.00
16.500 184.00 125.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 205 206 207 208 209 210

Standard DIN 338

Tool material HSS

Surface

Type N H W N H W

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 130 134 134 134 134 138

Techn. data page 114 114 114 114 114 115

d1 l1 l2
Availability

mm inch mm mm

16.600 184.00 125.00
16.670 21/32 184.00 125.00
16.700 184.00 125.00
16.750 184.00 125.00
16.800 184.00 125.00
16.900 184.00 125.00
17.000 184.00 125.00
17.070 43/64 191.00 130.00
17.200 191.00 130.00
17.250 191.00 130.00
17.300 191.00 130.00
17.400 191.00 130.00
17.460 11/16 191.00 130.00
17.500 191.00 130.00
17.600 191.00 130.00
17.700 191.00 130.00
17.750 191.00 130.00
17.800 191.00 130.00
17.860 45/64 191.00 130.00
17.900 191.00 130.00
18.000 191.00 130.00
18.100 198.00 135.00
18.200 198.00 135.00
18.400 198.00 135.00
18.500 198.00 135.00
18.600 198.00 135.00
18.650 47/64 198.00 135.00
18.750 198.00 135.00
18.800 198.00 135.00
19.000 198.00 135.00
19.050 3/4 205.00 140.00
19.100 205.00 140.00
19.200 205.00 140.00
19.250 205.00 140.00
19.500 205.00 140.00
19.600 205.00 140.00
19.750 205.00 140.00
19.800 205.00 140.00
20.000 205.00 140.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

240 549 550 560 651 652 664 665 2456 2457

DIN 338

HSS

N GT 100 GT 100 N N GT 100 N GT 100 N GT 100

right-hand right-hand left-hand right-hand right-hand right-hand left-hand left-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

132 136 138 138 131 137 139 139 135 137

115 115 115 115 116 116 116 116 116 117

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

0.200 19.00 2.50
0.210 19.00 2.50
0.220 19.00 2.50
0.230 19.00 2.50
0.250 19.00 3.00
0.260 19.00 3.00
0.270 19.00 3.00
0.280 19.00 3.00
0.300 19.00 3.00
0.310 19.00 4.00
0.320 19.00 4.00
0.330 19.00 4.00
0.340 19.00 4.00
0.350 19.00 4.00
0.360 19.00 4.00
0.370 19.00 4.00
0.380 19.00 4.00
0.390 20.00 5.00
0.400 1/64 20.00 5.00
0.410 20.00 5.00
0.420 20.00 5.00
0.430 20.00 5.00
0.440 20.00 5.00
0.450 20.00 5.00
0.460 20.00 5.00
0.470 20.00 5.00
0.480 20.00 5.00
0.490 22.00 6.00
0.500 22.00 6.00
0.510 22.00 6.00
0.520 22.00 6.00
0.530 22.00 6.00
0.540 24.00 7.00
0.550 24.00 7.00
0.560 24.00 7.00
0.570 24.00 7.00
0.580 24.00 7.00
0.590 24.00 7.00
0.600 24.00 7.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

0.610 26.00 8.00
0.620 26.00 8.00
0.630 26.00 8.00
0.640 26.00 8.00
0.650 26.00 8.00
0.660 26.00 8.00
0.670 26.00 8.00
0.680 28.00 9.00
0.700 28.00 9.00
0.710 28.00 9.00
0.720 28.00 9.00
0.730 28.00 9.00
0.740 28.00 9.00
0.750 28.00 9.00
0.760 30.00 10.00
0.770 30.00 10.00
0.780 30.00 10.00
0.790 1/32 30.00 10.00
0.800 30.00 10.00
0.810 30.00 10.00
0.820 30.00 10.00
0.830 30.00 10.00
0.840 30.00 10.00
0.850 30.00 10.00
0.860 32.00 11.00
0.870 32.00 11.00
0.880 32.00 11.00
0.887 32.00 11.00
0.890 32.00 11.00
0.900 32.00 11.00
0.910 32.00 11.00
0.920 32.00 11.00
0.930 32.00 11.00
0.940 32.00 11.00
0.950 32.00 11.00
0.960 34.00 12.00
0.970 34.00 12.00
0.980 34.00 12.00
0.990 34.00 12.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

1.000 34.00 12.00
1.010 34.00 12.00
1.020 34.00 12.00
1.025 34.00 12.00
1.030 34.00 12.00
1.040 34.00 12.00
1.050 34.00 12.00
1.070 36.00 14.00
1.080 36.00 14.00
1.090 36.00 14.00
1.100 36.00 14.00
1.120 36.00 14.00
1.130 36.00 14.00
1.140 36.00 14.00
1.150 36.00 14.00
1.160 36.00 14.00
1.170 36.00 14.00
1.180 36.00 14.00
1.190 3/64 38.00 16.00
1.200 38.00 16.00
1.210 38.00 16.00
1.220 38.00 16.00
1.230 38.00 16.00
1.250 38.00 16.00
1.260 38.00 16.00
1.270 38.00 16.00
1.280 38.00 16.00
1.290 38.00 16.00
1.300 38.00 16.00
1.310 38.00 16.00
1.320 38.00 16.00
1.330 40.00 18.00
1.350 40.00 18.00
1.360 40.00 18.00
1.370 40.00 18.00
1.380 40.00 18.00
1.390 40.00 18.00
1.400 40.00 18.00
1.410 40.00 18.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

1.420 40.00 18.00
1.430 40.00 18.00
1.440 40.00 18.00
1.450 40.00 18.00
1.460 40.00 18.00
1.470 40.00 18.00
1.480 40.00 18.00
1.490 40.00 18.00
1.500 40.00 18.00
1.510 43.00 20.00
1.520 43.00 20.00
1.530 43.00 20.00
1.540 43.00 20.00
1.550 43.00 20.00
1.560 43.00 20.00
1.570 43.00 20.00
1.580 43.00 20.00
1.590 1/16 43.00 20.00
1.600 43.00 20.00
1.610 43.00 20.00
1.620 43.00 20.00
1.630 43.00 20.00
1.640 43.00 20.00
1.650 43.00 20.00
1.660 43.00 20.00
1.670 43.00 20.00
1.680 43.00 20.00
1.700 43.00 20.00
1.710 46.00 22.00
1.720 46.00 22.00
1.730 46.00 22.00
1.740 46.00 22.00
1.750 46.00 22.00
1.760 46.00 22.00
1.780 46.00 22.00
1.790 46.00 22.00
1.800 46.00 22.00
1.810 46.00 22.00
1.820 46.00 22.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

1.830 46.00 22.00
1.840 46.00 22.00
1.850 46.00 22.00
1.860 46.00 22.00
1.900 46.00 22.00
1.910 49.00 24.00
1.920 49.00 24.00
1.930 49.00 24.00
1.950 49.00 24.00
1.960 49.00 24.00
1.970 49.00 24.00
1.980 5/64 49.00 24.00
1.990 49.00 24.00
2.000 49.00 24.00
2.010 49.00 24.00
2.020 49.00 24.00
2.030 49.00 24.00
2.040 49.00 24.00
2.050 49.00 24.00
2.060 49.00 24.00
2.080 49.00 24.00
2.100 49.00 24.00
2.120 49.00 24.00
2.150 53.00 27.00
2.180 53.00 27.00
2.200 53.00 27.00
2.230 53.00 27.00
2.250 53.00 27.00
2.260 53.00 27.00
2.300 53.00 27.00
2.320 53.00 27.00
2.350 53.00 27.00
2.370 57.00 30.00
2.380 3/32 57.00 30.00
2.400 57.00 30.00
2.420 57.00 30.00
2.440 57.00 30.00
2.450 57.00 30.00
2.470 57.00 30.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

2.490 57.00 30.00
2.500 57.00 30.00
2.520 57.00 30.00
2.530 57.00 30.00
2.550 57.00 30.00
2.580 57.00 30.00
2.600 57.00 30.00
2.640 57.00 30.00
2.650 57.00 30.00
2.700 61.00 33.00
2.710 61.00 33.00
2.750 61.00 33.00
2.780 7/64 61.00 33.00
2.790 61.00 33.00
2.800 61.00 33.00
2.810 61.00 33.00
2.820 61.00 33.00
2.850 61.00 33.00
2.870 61.00 33.00
2.890 61.00 33.00
2.900 61.00 33.00
2.920 61.00 33.00
2.950 61.00 33.00
2.970 61.00 33.00
3.000 61.00 33.00
3.020 65.00 36.00
3.030 65.00 36.00
3.050 65.00 36.00
3.100 65.00 36.00
3.150 65.00 36.00
3.170 1/8 65.00 36.00
3.200 65.00 36.00
3.250 65.00 36.00
3.260 65.00 36.00
3.300 65.00 36.00
3.320 65.00 36.00
3.330 65.00 36.00
3.350 65.00 36.00
3.400 70.00 39.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

3.420 70.00 39.00
3.450 70.00 39.00
3.500 70.00 39.00
3.530 70.00 39.00
3.550 70.00 39.00
3.570 9/64 70.00 39.00
3.600 70.00 39.00
3.650 70.00 39.00
3.660 70.00 39.00
3.700 70.00 39.00
3.730 70.00 39.00
3.750 70.00 39.00
3.790 75.00 43.00
3.800 75.00 43.00
3.850 75.00 43.00
3.860 75.00 43.00
3.900 75.00 43.00
3.910 75.00 43.00
3.920 75.00 43.00
3.950 75.00 43.00
3.970 5/32 75.00 43.00
3.980 75.00 43.00
3.990 75.00 43.00
4.000 75.00 43.00
4.020 75.00 43.00
4.030 75.00 43.00
4.040 75.00 43.00
4.050 75.00 43.00
4.070 75.00 43.00
4.090 75.00 43.00
4.100 75.00 43.00
4.120 75.00 43.00
4.150 75.00 43.00
4.170 75.00 43.00
4.200 75.00 43.00
4.220 75.00 43.00
4.250 75.00 43.00
4.300 80.00 47.00
4.330 80.00 47.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138
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Availability
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

4.350 80.00 47.00
4.370 11/64 80.00 47.00
4.390 80.00 47.00
4.400 80.00 47.00
4.450 80.00 47.00
4.500 80.00 47.00
4.550 80.00 47.00
4.570 80.00 47.00
4.600 80.00 47.00
4.620 80.00 47.00
4.650 80.00 47.00
4.700 80.00 47.00
4.750 80.00 47.00
4.760 3/16 86.00 52.00
4.790 86.00 52.00
4.800 86.00 52.00
4.830 86.00 52.00
4.850 86.00 52.00
4.900 86.00 52.00
4.920 86.00 52.00
4.950 86.00 52.00
4.980 86.00 52.00
5.000 86.00 52.00
5.020 86.00 52.00
5.030 86.00 52.00
5.050 86.00 52.00
5.060 86.00 52.00
5.100 86.00 52.00
5.110 86.00 52.00
5.150 86.00 52.00
5.160 13/64 86.00 52.00
5.180 86.00 52.00
5.200 86.00 52.00
5.220 86.00 52.00
5.250 86.00 52.00
5.300 86.00 52.00
5.310 93.00 57.00
5.400 93.00 57.00
5.410 93.00 57.00
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Jobber drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

5.450 93.00 57.00
5.500 93.00 57.00
5.550 93.00 57.00
5.560 7/32 93.00 57.00
5.570 93.00 57.00
5.580 93.00 57.00
5.600 93.00 57.00
5.610 93.00 57.00
5.650 93.00 57.00
5.700 93.00 57.00
5.750 93.00 57.00
5.790 93.00 57.00
5.800 93.00 57.00
5.850 93.00 57.00
5.900 93.00 57.00
5.940 93.00 57.00
5.950 15/64 93.00 57.00
5.990 93.00 57.00
6.000 93.00 57.00
6.040 101.00 63.00
6.050 101.00 63.00
6.080 101.00 63.00
6.100 101.00 63.00
6.150 101.00 63.00
6.200 101.00 63.00
6.250 101.00 63.00
6.300 101.00 63.00
6.350 1/4 101.00 63.00
6.400 101.00 63.00
6.450 101.00 63.00
6.500 101.00 63.00
6.530 101.00 63.00
6.600 101.00 63.00
6.630 101.00 63.00
6.650 101.00 63.00
6.700 101.00 63.00
6.750 17/64 109.00 69.00
6.760 109.00 69.00
6.800 109.00 69.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

6.850 109.00 69.00
6.900 109.00 69.00
6.950 109.00 69.00
7.000 109.00 69.00
7.030 109.00 69.00
7.040 109.00 69.00
7.050 109.00 69.00
7.100 109.00 69.00
7.140 9/32 109.00 69.00
7.200 109.00 69.00
7.250 109.00 69.00
7.300 109.00 69.00
7.370 109.00 69.00
7.400 109.00 69.00
7.450 109.00 69.00
7.490 109.00 69.00
7.500 109.00 69.00
7.540 19/64 117.00 75.00
7.600 117.00 75.00
7.670 117.00 75.00
7.700 117.00 75.00
7.750 117.00 75.00
7.800 117.00 75.00
7.900 117.00 75.00
7.940 5/16 117.00 75.00
8.000 117.00 75.00
8.030 117.00 75.00
8.040 117.00 75.00
8.050 117.00 75.00
8.100 117.00 75.00
8.150 117.00 75.00
8.200 117.00 75.00
8.250 117.00 75.00
8.300 117.00 75.00
8.330 21/64 117.00 75.00
8.400 117.00 75.00
8.430 117.00 75.00
8.500 117.00 75.00
8.550 125.00 81.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

8.600 125.00 81.00
8.610 125.00 81.00
8.700 125.00 81.00
8.730 11/32 125.00 81.00
8.750 125.00 81.00
8.800 125.00 81.00
8.840 125.00 81.00
8.900 125.00 81.00
9.000 125.00 81.00
9.090 125.00 81.00
9.100 125.00 81.00
9.130 23/64 125.00 81.00
9.200 125.00 81.00
9.250 125.00 81.00
9.300 125.00 81.00
9.340 125.00 81.00
9.400 125.00 81.00
9.500 125.00 81.00
9.520 3/8 133.00 87.00
9.530 133.00 87.00
9.580 133.00 87.00
9.600 133.00 87.00
9.650 133.00 87.00
9.700 133.00 87.00
9.750 133.00 87.00
9.800 133.00 87.00
9.850 133.00 87.00
9.900 133.00 87.00
9.920 25/64 133.00 87.00
10.000 133.00 87.00
10.050 133.00 87.00
10.080 133.00 87.00
10.100 133.00 87.00
10.200 133.00 87.00
10.250 133.00 87.00
10.260 133.00 87.00
10.300 133.00 87.00
10.320 13/32 133.00 87.00
10.400 133.00 87.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

10.490 133.00 87.00
10.500 133.00 87.00
10.600 133.00 87.00
10.700 142.00 94.00
10.720 27/64 142.00 94.00
10.750 142.00 94.00
10.800 142.00 94.00
10.900 142.00 94.00
11.000 142.00 94.00
11.100 142.00 94.00
11.110 7/16 142.00 94.00
11.200 142.00 94.00
11.250 142.00 94.00
11.300 142.00 94.00
11.400 142.00 94.00
11.500 142.00 94.00
11.510 29/64 142.00 94.00
11.600 142.00 94.00
11.700 142.00 94.00
11.750 142.00 94.00
11.800 142.00 94.00
11.900 151.00 101.00
11.910 15/32 151.00 101.00
12.000 151.00 101.00
12.050 151.00 101.00
12.100 151.00 101.00
12.200 151.00 101.00
12.250 151.00 101.00
12.300 31/64 151.00 101.00
12.400 151.00 101.00
12.500 151.00 101.00
12.600 151.00 101.00
12.700 1/2 151.00 101.00
12.750 151.00 101.00
12.800 151.00 101.00
12.900 151.00 101.00
13.000 151.00 101.00
13.100 33/64 151.00 101.00
13.200 151.00 101.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 305 308 605 608 622 657

Standard DIN 338

Tool material HSCO

Surface

Type N N Ti Ti GT 100 Ti

Cutting direction right-hand left-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 134 138 134 138 136 135

Techn. data page 117 117 117 117 118 118

d1 l1 l2
Availability

mm inch mm mm

13.300 160.00 108.00
13.400 160.00 108.00
13.490 17/32 160.00 108.00
13.500 160.00 108.00
13.600 160.00 108.00
13.700 160.00 108.00
13.750 160.00 108.00
13.800 160.00 108.00
13.890 35/64 160.00 108.00
13.900 160.00 108.00
13.970 160.00 108.00
14.000 160.00 108.00
14.100 169.00 114.00
14.150 169.00 114.00
14.200 169.00 114.00
14.290 9/16 169.00 114.00
14.300 169.00 114.00
14.500 169.00 114.00
14.600 169.00 114.00
14.680 37/64 169.00 114.00
15.000 169.00 114.00
15.100 178.00 120.00
15.250 178.00 120.00
15.480 39/64 178.00 120.00
15.500 178.00 120.00
15.750 178.00 120.00
15.870 5/8 178.00 120.00
16.000 178.00 120.00
16.200 184.00 125.00
16.500 184.00 125.00
16.670 21/32 184.00 125.00
17.000 184.00 125.00
17.460 11/16 191.00 130.00
17.500 191.00 130.00
18.000 191.00 130.00
18.500 198.00 135.00
19.000 198.00 135.00
19.500 205.00 140.00
20.000 205.00 140.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

658 1221 1223 1260 2047 2458 2459 2997 1146

DIN 338

HSCO M42

GT 100 GT 100 GT 100 VA P2000 Ti GT 100 N N

right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8

137 137 137 134 134 135 137 135 138

118 118 118 119 119 119 119 119 120

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

1.000 34.00 12.00
1.020 34.00 12.00
1.040 34.00 12.00
1.070 36.00 14.00
1.090 36.00 14.00
1.100 36.00 14.00
1.180 36.00 14.00
1.190 3/64 38.00 16.00
1.200 38.00 16.00
1.300 38.00 16.00
1.320 38.00 16.00
1.400 40.00 18.00
1.500 40.00 18.00
1.510 43.00 20.00
1.590 1/16 43.00 20.00
1.600 43.00 20.00
1.610 43.00 20.00
1.700 43.00 20.00
1.780 46.00 22.00
1.800 46.00 22.00
1.850 46.00 22.00
1.900 46.00 22.00
1.930 49.00 24.00
1.980 5/64 49.00 24.00
1.990 49.00 24.00
2.000 49.00 24.00
2.060 49.00 24.00
2.080 49.00 24.00
2.100 49.00 24.00
2.180 53.00 27.00
2.200 53.00 27.00
2.260 53.00 27.00
2.300 53.00 27.00
2.370 57.00 30.00
2.380 3/32 57.00 30.00
2.400 57.00 30.00
2.440 57.00 30.00
2.490 57.00 30.00
2.500 57.00 30.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

2.530 57.00 30.00
2.580 57.00 30.00
2.600 57.00 30.00
2.640 57.00 30.00
2.700 61.00 33.00
2.710 61.00 33.00
2.780 7/64 61.00 33.00
2.790 61.00 33.00
2.800 61.00 33.00
2.820 61.00 33.00
2.870 61.00 33.00
2.900 61.00 33.00
2.950 61.00 33.00
3.000 61.00 33.00
3.050 65.00 36.00
3.100 65.00 36.00
3.170 1/8 65.00 36.00
3.200 65.00 36.00
3.260 65.00 36.00
3.300 65.00 36.00
3.400 70.00 39.00
3.450 70.00 39.00
3.500 70.00 39.00
3.570 9/64 70.00 39.00
3.600 70.00 39.00
3.660 70.00 39.00
3.700 70.00 39.00
3.730 70.00 39.00
3.800 75.00 43.00
3.860 75.00 43.00
3.900 75.00 43.00
3.910 75.00 43.00
3.970 5/32 75.00 43.00
3.990 75.00 43.00
4.000 75.00 43.00
4.040 75.00 43.00
4.090 75.00 43.00
4.100 75.00 43.00
4.200 75.00 43.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

4.220 75.00 43.00
4.300 80.00 47.00
4.370 11/64 80.00 47.00
4.390 80.00 47.00
4.400 80.00 47.00
4.500 80.00 47.00
4.570 80.00 47.00
4.600 80.00 47.00
4.620 80.00 47.00
4.700 80.00 47.00
4.760 3/16 86.00 52.00
4.800 86.00 52.00
4.850 86.00 52.00
4.900 86.00 52.00
4.920 86.00 52.00
4.980 86.00 52.00
5.000 86.00 52.00
5.060 86.00 52.00
5.100 86.00 52.00
5.110 86.00 52.00
5.160 13/64 86.00 52.00
5.180 86.00 52.00
5.200 86.00 52.00
5.220 86.00 52.00
5.300 86.00 52.00
5.310 93.00 57.00
5.400 93.00 57.00
5.410 93.00 57.00
5.500 93.00 57.00
5.560 7/32 93.00 57.00
5.600 93.00 57.00
5.610 93.00 57.00
5.700 93.00 57.00
5.790 93.00 57.00
5.800 93.00 57.00
5.900 93.00 57.00
5.940 93.00 57.00
5.950 15/64 93.00 57.00
6.000 93.00 57.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

6.040 101.00 63.00
6.100 101.00 63.00
6.150 101.00 63.00
6.200 101.00 63.00
6.250 101.00 63.00
6.300 101.00 63.00
6.350 1/4 101.00 63.00
6.400 101.00 63.00
6.500 101.00 63.00
6.530 101.00 63.00
6.600 101.00 63.00
6.630 101.00 63.00
6.700 101.00 63.00
6.750 17/64 109.00 69.00
6.800 109.00 69.00
6.900 109.00 69.00
7.000 109.00 69.00
7.030 109.00 69.00
7.100 109.00 69.00
7.140 9/32 109.00 69.00
7.200 109.00 69.00
7.300 109.00 69.00
7.370 109.00 69.00
7.400 109.00 69.00
7.490 109.00 69.00
7.500 109.00 69.00
7.540 19/64 117.00 75.00
7.600 117.00 75.00
7.670 117.00 75.00
7.700 117.00 75.00
7.800 117.00 75.00
7.900 117.00 75.00
7.940 5/16 117.00 75.00
8.000 117.00 75.00
8.030 117.00 75.00
8.100 117.00 75.00
8.200 117.00 75.00
8.300 117.00 75.00
8.330 21/64 117.00 75.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

8.400 117.00 75.00
8.430 117.00 75.00
8.500 117.00 75.00
8.600 125.00 81.00
8.610 125.00 81.00
8.700 125.00 81.00
8.730 11/32 125.00 81.00
8.800 125.00 81.00
8.840 125.00 81.00
8.900 125.00 81.00
9.000 125.00 81.00
9.090 125.00 81.00
9.100 125.00 81.00
9.130 23/64 125.00 81.00
9.200 125.00 81.00
9.300 125.00 81.00
9.340 125.00 81.00
9.400 125.00 81.00
9.500 125.00 81.00
9.520 3/8 133.00 87.00
9.580 133.00 87.00
9.600 133.00 87.00
9.700 133.00 87.00
9.800 133.00 87.00
9.900 133.00 87.00
9.920 25/64 133.00 87.00
10.000 133.00 87.00
10.080 133.00 87.00
10.200 133.00 87.00
10.260 133.00 87.00
10.300 133.00 87.00
10.320 13/32 133.00 87.00
10.490 133.00 87.00
10.500 133.00 87.00
10.720 27/64 142.00 94.00
11.000 142.00 94.00
11.110 7/16 142.00 94.00
11.500 142.00 94.00
11.510 29/64 142.00 94.00
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Jobber drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 710 732 2464

Standard Guhring std.

Tool material Carbide Solid carbide

Surface

Type Duro 150 N N

Cutting direction right-hand right-hand right-hand

Tolerance h8 h7 h7

Discount group 102 102 102

Techn. data page 120 120 120

d1 l1 l2
Availability

mm inch mm mm

11.910 15/32 151.00 101.00
12.000 151.00 101.00
12.300 31/64 151.00 101.00
12.500 151.00 101.00
12.700 1/2 151.00 101.00
13.000 151.00 101.00
14.000 160.00 108.00
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

0.320 19.00 2.00
0.350 19.00 2.00
0.400 1/64 19.00 2.50
0.450 19.00 2.50
0.480 19.00 2.50
0.500 20.00 3.00
0.510 20.00 3.00
0.520 20.00 3.00
0.550 21.00 3.50
0.570 21.00 3.50
0.575 21.00 3.50
0.580 21.00 3.50
0.590 21.00 3.50
0.600 21.00 3.50
0.610 22.00 4.00
0.620 22.00 4.00
0.640 22.00 4.00
0.650 22.00 4.00
0.660 22.00 4.00
0.690 23.00 4.50
0.700 23.00 4.50
0.710 23.00 4.50
0.720 23.00 4.50
0.730 23.00 4.50
0.740 23.00 4.50
0.750 23.00 4.50
0.780 24.00 5.00
0.790 1/32 24.00 5.00
0.800 24.00 5.00
0.810 24.00 5.00
0.820 24.00 5.00
0.825 24.00 5.00
0.840 24.00 5.00
0.850 24.00 5.00
0.860 25.00 5.50
0.870 25.00 5.50
0.875 25.00 5.50
0.890 25.00 5.50
0.900 25.00 5.50
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

0.910 25.00 5.50
0.930 25.00 5.50
0.940 25.00 5.50
0.950 25.00 5.50
0.960 26.00 6.00
0.970 26.00 6.00
0.975 26.00 6.00
0.980 26.00 6.00
0.990 26.00 6.00
1.000 26.00 6.00
1.020 26.00 6.00
1.030 26.00 6.00
1.040 26.00 6.00
1.050 26.00 6.00
1.060 26.00 6.00
1.070 28.00 7.00
1.090 28.00 7.00
1.100 28.00 7.00
1.110 28.00 7.00
1.120 28.00 7.00
1.150 28.00 7.00
1.170 28.00 7.00
1.180 28.00 7.00
1.190 3/64 30.00 8.00
1.200 30.00 8.00
1.210 30.00 8.00
1.220 30.00 8.00
1.230 30.00 8.00
1.250 30.00 8.00
1.260 30.00 8.00
1.280 30.00 8.00
1.300 30.00 8.00
1.320 30.00 8.00
1.330 32.00 9.00
1.350 32.00 9.00
1.370 32.00 9.00
1.400 32.00 9.00
1.420 32.00 9.00
1.430 32.00 9.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

1.450 32.00 9.00
1.470 32.00 9.00
1.480 32.00 9.00
1.500 32.00 9.00
1.510 34.00 10.00
1.520 34.00 10.00
1.530 34.00 10.00
1.540 34.00 10.00
1.550 34.00 10.00
1.570 34.00 10.00
1.580 34.00 10.00
1.590 1/16 34.00 10.00
1.600 34.00 10.00
1.610 34.00 10.00
1.620 34.00 10.00
1.630 34.00 10.00
1.650 34.00 10.00
1.670 34.00 10.00
1.680 34.00 10.00
1.700 34.00 10.00
1.720 36.00 11.00
1.730 36.00 11.00
1.740 36.00 11.00
1.750 36.00 11.00
1.770 36.00 11.00
1.780 36.00 11.00
1.800 36.00 11.00
1.810 36.00 11.00
1.820 36.00 11.00
1.830 36.00 11.00
1.850 36.00 11.00
1.900 36.00 11.00
1.930 38.00 12.00
1.940 38.00 12.00
1.950 38.00 12.00
1.970 38.00 12.00
1.980 5/64 38.00 12.00
1.990 38.00 12.00
2.000 38.00 12.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

2.010 38.00 12.00
2.020 38.00 12.00
2.030 38.00 12.00
2.050 38.00 12.00
2.060 38.00 12.00
2.080 38.00 12.00
2.100 38.00 12.00
2.120 38.00 12.00
2.130 40.00 13.00
2.150 40.00 13.00
2.180 40.00 13.00
2.200 40.00 13.00
2.220 40.00 13.00
2.250 40.00 13.00
2.260 40.00 13.00
2.270 40.00 13.00
2.300 40.00 13.00
2.320 40.00 13.00
2.350 40.00 13.00
2.360 40.00 13.00
2.370 43.00 14.00
2.380 3/32 43.00 14.00
2.400 43.00 14.00
2.420 43.00 14.00
2.440 43.00 14.00
2.450 43.00 14.00
2.470 43.00 14.00
2.480 43.00 14.00
2.490 43.00 14.00
2.500 43.00 14.00
2.520 43.00 14.00
2.530 43.00 14.00
2.550 43.00 14.00
2.570 43.00 14.00
2.580 43.00 14.00
2.600 43.00 14.00
2.640 43.00 14.00
2.650 43.00 14.00
2.700 46.00 16.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

2.710 46.00 16.00
2.720 46.00 16.00
2.750 46.00 16.00
2.770 46.00 16.00
2.780 7/64 46.00 16.00
2.790 46.00 16.00
2.800 46.00 16.00
2.820 46.00 16.00
2.830 46.00 16.00
2.850 46.00 16.00
2.870 46.00 16.00
2.880 46.00 16.00
2.900 46.00 16.00
2.920 46.00 16.00
2.950 46.00 16.00
2.970 46.00 16.00
3.000 46.00 16.00
3.020 49.00 18.00
3.030 49.00 18.00
3.050 49.00 18.00
3.100 49.00 18.00
3.150 49.00 18.00
3.170 1/8 49.00 18.00
3.200 49.00 18.00
3.230 49.00 18.00
3.250 49.00 18.00
3.260 49.00 18.00
3.300 49.00 18.00
3.330 49.00 18.00
3.350 49.00 18.00
3.400 52.00 20.00
3.420 52.00 20.00
3.450 52.00 20.00
3.480 52.00 20.00
3.500 52.00 20.00
3.520 52.00 20.00
3.530 52.00 20.00
3.550 52.00 20.00
3.570 9/64 52.00 20.00
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653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

3.580 52.00 20.00
3.600 52.00 20.00
3.650 52.00 20.00
3.660 52.00 20.00
3.680 52.00 20.00
3.700 52.00 20.00
3.710 52.00 20.00
3.720 52.00 20.00
3.730 52.00 20.00
3.750 52.00 20.00
3.770 55.00 22.00
3.800 55.00 22.00
3.830 55.00 22.00
3.840 55.00 22.00
3.850 55.00 22.00
3.860 55.00 22.00
3.900 55.00 22.00
3.910 55.00 22.00
3.950 55.00 22.00
3.960 55.00 22.00
3.970 5/32 55.00 22.00
3.990 55.00 22.00
4.000 55.00 22.00
4.020 55.00 22.00
4.030 55.00 22.00
4.033 55.00 22.00
4.040 55.00 22.00
4.050 55.00 22.00
4.080 55.00 22.00
4.090 55.00 22.00
4.100 55.00 22.00
4.150 55.00 22.00
4.200 55.00 22.00
4.220 55.00 22.00
4.230 55.00 22.00
4.250 55.00 22.00
4.290 58.00 24.00
4.300 58.00 24.00
4.350 58.00 24.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

4.370 11/64 58.00 24.00
4.380 58.00 24.00
4.390 58.00 24.00
4.400 58.00 24.00
4.450 58.00 24.00
4.500 58.00 24.00
4.520 58.00 24.00
4.550 58.00 24.00
4.560 58.00 24.00
4.570 58.00 24.00
4.600 58.00 24.00
4.620 58.00 24.00
4.650 58.00 24.00
4.700 58.00 24.00
4.750 58.00 24.00
4.760 3/16 62.00 26.00
4.800 62.00 26.00
4.850 62.00 26.00
4.900 62.00 26.00
4.920 62.00 26.00
4.930 62.00 26.00
4.950 62.00 26.00
4.970 62.00 26.00
4.980 62.00 26.00
5.000 62.00 26.00
5.020 62.00 26.00
5.050 62.00 26.00
5.060 62.00 26.00
5.100 62.00 26.00
5.110 62.00 26.00
5.150 62.00 26.00
5.160 13/64 62.00 26.00
5.180 62.00 26.00
5.200 62.00 26.00
5.220 62.00 26.00
5.250 62.00 26.00
5.300 62.00 26.00
5.310 66.00 28.00
5.350 66.00 28.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

5.400 66.00 28.00
5.410 66.00 28.00
5.450 66.00 28.00
5.500 66.00 28.00
5.520 66.00 28.00
5.550 66.00 28.00
5.560 7/32 66.00 28.00
5.600 66.00 28.00
5.610 66.00 28.00
5.620 66.00 28.00
5.700 66.00 28.00
5.750 66.00 28.00
5.790 66.00 28.00
5.800 66.00 28.00
5.850 66.00 28.00
5.900 66.00 28.00
5.940 66.00 28.00
5.950 15/64 66.00 28.00
6.000 66.00 28.00
6.040 70.00 31.00
6.050 70.00 31.00
6.100 70.00 31.00
6.150 70.00 31.00
6.170 70.00 31.00
6.200 70.00 31.00
6.250 70.00 31.00
6.300 70.00 31.00
6.320 70.00 31.00
6.350 1/4 70.00 31.00
6.400 70.00 31.00
6.450 70.00 31.00
6.500 70.00 31.00
6.530 70.00 31.00
6.540 70.00 31.00
6.550 70.00 31.00
6.570 70.00 31.00
6.600 70.00 31.00
6.630 70.00 31.00
6.700 70.00 31.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

6.750 17/64 74.00 34.00
6.760 74.00 34.00
6.800 74.00 34.00
6.850 74.00 34.00
6.900 74.00 34.00
6.920 74.00 34.00
6.950 74.00 34.00
7.000 74.00 34.00
7.030 74.00 34.00
7.050 74.00 34.00
7.100 74.00 34.00
7.140 9/32 74.00 34.00
7.150 74.00 34.00
7.200 74.00 34.00
7.250 74.00 34.00
7.300 74.00 34.00
7.350 74.00 34.00
7.370 74.00 34.00
7.400 74.00 34.00
7.450 74.00 34.00
7.490 74.00 34.00
7.500 74.00 34.00
7.540 19/64 79.00 37.00
7.550 79.00 37.00
7.600 79.00 37.00
7.670 79.00 37.00
7.700 79.00 37.00
7.750 79.00 37.00
7.800 79.00 37.00
7.850 79.00 37.00
7.900 79.00 37.00
7.940 5/16 79.00 37.00
8.000 79.00 37.00
8.030 79.00 37.00
8.050 79.00 37.00
8.100 79.00 37.00
8.150 79.00 37.00
8.200 79.00 37.00
8.250 79.00 37.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

8.300 79.00 37.00
8.330 21/64 79.00 37.00
8.400 79.00 37.00
8.430 79.00 37.00
8.450 79.00 37.00
8.500 79.00 37.00
8.520 84.00 40.00
8.550 84.00 40.00
8.600 84.00 40.00
8.610 84.00 40.00
8.650 84.00 40.00
8.700 84.00 40.00
8.730 11/32 84.00 40.00
8.750 84.00 40.00
8.800 84.00 40.00
8.840 84.00 40.00
8.850 84.00 40.00
8.900 84.00 40.00
8.950 84.00 40.00
9.000 84.00 40.00
9.050 84.00 40.00
9.090 84.00 40.00
9.100 84.00 40.00
9.130 23/64 84.00 40.00
9.150 84.00 40.00
9.160 84.00 40.00
9.200 84.00 40.00
9.250 84.00 40.00
9.270 84.00 40.00
9.300 84.00 40.00
9.340 84.00 40.00
9.350 84.00 40.00
9.400 84.00 40.00
9.500 84.00 40.00
9.520 3/8 89.00 43.00
9.580 89.00 43.00
9.600 89.00 43.00
9.650 89.00 43.00
9.700 89.00 43.00

l l m l l
l l m m m m l m
l l l l m l
l m l l
l
l l l l l l l

l
l l l l l
l l l
l
l l l l
l l m m m l m
l
l m m l m
l m l m

m
l m m l
l
l l l l m l m
l
m m l m
l l l
l m m m m l m
l m
m
l l m l
l
m
l l l
l l l m
l m
l m l m
l l l m m l m
l m l l m m l m
l m l m
l l l m
l
l m l l



C F P S M

401

A A

400

S S F >Ø
2,36

>Ø
6,00 S S M F F

Stub drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

653 672 2460 329 330 659 1228 1261 2048 2461 2498

DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

9.750 89.00 43.00
9.800 89.00 43.00
9.850 89.00 43.00
9.900 89.00 43.00
9.920 25/64 89.00 43.00
10.000 89.00 43.00
10.040 89.00 43.00
10.050 89.00 43.00
10.080 89.00 43.00
10.100 89.00 43.00
10.150 89.00 43.00
10.200 89.00 43.00
10.250 89.00 43.00
10.260 89.00 43.00
10.300 89.00 43.00
10.320 13/32 89.00 43.00
10.400 89.00 43.00
10.490 89.00 43.00
10.500 89.00 43.00
10.600 89.00 43.00
10.700 95.00 47.00
10.720 27/64 95.00 47.00
10.750 95.00 47.00
10.800 95.00 47.00
10.900 95.00 47.00
11.000 95.00 47.00
11.100 95.00 47.00
11.110 7/16 95.00 47.00
11.200 95.00 47.00
11.250 95.00 47.00
11.300 95.00 47.00
11.400 95.00 47.00
11.500 95.00 47.00
11.510 29/64 95.00 47.00
11.600 95.00 47.00
11.700 95.00 47.00
11.750 95.00 47.00
11.800 95.00 47.00
11.900 102.00 51.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

11.910 15/32 102.00 51.00
12.000 102.00 51.00
12.050 102.00 51.00
12.100 102.00 51.00
12.150 102.00 51.00
12.200 102.00 51.00
12.250 102.00 51.00
12.300 31/64 102.00 51.00
12.350 102.00 51.00
12.400 102.00 51.00
12.450 102.00 51.00
12.500 102.00 51.00
12.600 102.00 51.00
12.700 1/2 102.00 51.00
12.750 102.00 51.00
12.800 102.00 51.00
12.900 102.00 51.00
13.000 102.00 51.00
13.100 33/64 102.00 51.00
13.200 102.00 51.00
13.250 107.00 54.00
13.300 107.00 54.00
13.400 107.00 54.00
13.490 17/32 107.00 54.00
13.500 107.00 54.00
13.600 107.00 54.00
13.620 107.00 54.00
13.700 107.00 54.00
13.750 107.00 54.00
13.800 107.00 54.00
13.890 35/64 107.00 54.00
14.000 107.00 54.00
14.050 111.00 56.00
14.100 111.00 56.00
14.200 111.00 56.00
14.250 111.00 56.00
14.290 9/16 111.00 56.00
14.300 111.00 56.00
14.400 111.00 56.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

14.500 111.00 56.00
14.600 111.00 56.00
14.680 37/64 111.00 56.00
14.700 111.00 56.00
14.750 111.00 56.00
14.800 111.00 56.00
14.900 111.00 56.00
15.000 111.00 56.00
15.080 19/32 115.00 58.00
15.100 115.00 58.00
15.200 115.00 58.00
15.250 115.00 58.00
15.300 115.00 58.00
15.400 115.00 58.00
15.480 39/64 115.00 58.00
15.500 115.00 58.00
15.600 115.00 58.00
15.700 115.00 58.00
15.750 115.00 58.00
15.800 115.00 58.00
15.870 5/8 115.00 58.00
16.000 115.00 58.00
16.100 119.00 60.00
16.150 119.00 60.00
16.200 119.00 60.00
16.250 119.00 60.00
16.270 41/64 119.00 60.00
16.300 119.00 60.00
16.500 119.00 60.00
16.670 21/32 119.00 60.00
16.750 119.00 60.00
17.000 119.00 60.00
17.070 43/64 123.00 62.00
17.100 123.00 62.00
17.200 123.00 62.00
17.250 123.00 62.00
17.460 11/16 123.00 62.00
17.500 123.00 62.00
17.600 123.00 62.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability

l l l l l l

l
l

l
l
l
l l l l l l
l l

m

l l

l
l l m l l

l
l l
l l m l l

l
l
l l

l l l
l l

l l l
l

l l
l l l



C F P S M

409

A A

408

>Ø
2,36

>Ø
6,00

>Ø
16,0

<Ø
2,36

>Ø
16,0

<Ø
2,36

l1

d
1

l2

Stub drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

17.750 123.00 62.00
17.860 45/64 123.00 62.00
18.000 123.00 62.00
18.100 127.00 64.00
18.200 127.00 64.00
18.250 127.00 64.00
18.260 23/32 127.00 64.00
18.500 127.00 64.00
18.650 47/64 127.00 64.00
18.750 127.00 64.00
19.000 127.00 64.00
19.050 3/4 131.00 66.00
19.100 131.00 66.00
19.250 131.00 66.00
19.450 49/64 131.00 66.00
19.500 131.00 66.00
19.750 131.00 66.00
19.840 25/32 131.00 66.00
20.000 131.00 66.00
20.100 136.00 68.00
20.240 51/64 136.00 68.00
20.250 136.00 68.00
20.500 136.00 68.00
20.640 13/16 136.00 68.00
20.750 136.00 68.00
20.800 136.00 68.00
21.000 136.00 68.00
21.030 53/64 136.00 68.00
21.250 141.00 70.00
21.430 27/32 141.00 70.00
21.500 141.00 70.00
21.750 141.00 70.00
21.830 55/64 141.00 70.00
22.000 141.00 70.00
22.200 141.00 70.00
22.220 7/8 141.00 70.00
22.400 141.00 70.00
22.500 146.00 72.00
22.620 57/64 146.00 72.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

23.000 146.00 72.00
23.020 29/32 146.00 72.00
23.420 59/64 146.00 72.00
23.500 146.00 72.00
23.810 15/16 151.00 75.00
24.000 151.00 75.00
24.210 61/64 151.00 75.00
24.500 151.00 75.00
24.610 31/32 151.00 75.00
25.000 63/64 151.00 75.00
25.400 1 156.00 78.00
25.500 156.00 78.00
26.000 156.00 78.00
26.190 1 1/32 156.00 78.00
26.500 156.00 78.00
26.590 1 3/64 162.00 81.00
26.990 1 1/16 162.00 81.00
27.000 162.00 81.00
27.380 1 5/64 162.00 81.00
27.500 162.00 81.00
28.000 162.00 81.00
28.500 168.00 84.00
28.570 1 1/8 168.00 84.00
29.000 168.00 84.00
29.370 1 5/32 168.00 84.00
29.500 168.00 84.00
30.000 168.00 84.00
30.160 1 3/16 174.00 87.00
30.960 1 7/32 174.00 87.00
31.000 174.00 87.00
31.500 174.00 87.00
31.750 11/4 180.00 90.00
32.000 180.00 90.00
32.150 1 17/64 180.00 90.00
32.940 1 19/64 180.00 90.00
33.000 180.00 90.00
34.500 186.00 93.00
34.920 1 3/8 186.00 93.00
35.000 186.00 93.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124

Availability
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 223 224 225 226 227 228 552 553

Standard DIN 1897

Tool material HSS

Surface

Type N H W N H W GT 80 GT 80

Cutting direction right-hand right-hand right-hand left-hand left-hand left-hand right-hand left-hand

Tolerance h8 h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 138 134 138 138 136 138

Techn. data page 120 121 121 121 121 121 122 122

d1 l1 l2
Availability

mm inch mm mm

36.000 193.00 96.00
37.000 193.00 96.00
39.500 200.00 100.00
40.000 200.00 100.00
44.000 214.00 108.00
44.450 13/4 214.00 108.00
45.000 214.00 108.00
48.000 228.00 116.00
50.000 228.00 116.00
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DIN 1897

HSS HSCO

N N N GV 120 GV 120 GV 120 GT 80 VA P2000 GV 120 GT 80

right-hand left-hand right-hand right-hand left-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

133 139 133 134 138 135 137 138 135 135 137

122 122 122 123 123 123 123 123 124 124 124
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

0.500 20.00 3.00
0.600 21.00 3.50
0.700 23.00 4.50
0.800 24.00 5.00
0.900 25.00 5.50
1.000 26.00 6.00
1.020 26.00 6.00
1.040 26.00 6.00
1.070 28.00 7.00
1.090 28.00 7.00
1.100 28.00 7.00
1.180 28.00 7.00
1.190 3/64 30.00 8.00
1.200 30.00 8.00
1.300 30.00 8.00
1.320 30.00 8.00
1.400 32.00 9.00
1.500 32.00 9.00
1.510 34.00 10.00
1.590 1/16 34.00 10.00
1.600 34.00 10.00
1.610 34.00 10.00
1.700 34.00 10.00
1.780 36.00 11.00
1.800 36.00 11.00
1.850 36.00 11.00
1.900 36.00 11.00
1.930 38.00 12.00
1.980 5/64 38.00 12.00
1.990 38.00 12.00
2.000 38.00 12.00
2.060 38.00 12.00
2.080 38.00 12.00
2.100 38.00 12.00
2.180 40.00 13.00
2.200 40.00 13.00
2.250 40.00 13.00
2.260 40.00 13.00
2.300 40.00 13.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

2.370 43.00 14.00
2.380 3/32 43.00 14.00
2.400 43.00 14.00
2.440 43.00 14.00
2.490 43.00 14.00
2.500 43.00 14.00
2.530 43.00 14.00
2.580 43.00 14.00
2.600 43.00 14.00
2.640 43.00 14.00
2.700 46.00 16.00
2.710 46.00 16.00
2.780 7/64 46.00 16.00
2.790 46.00 16.00
2.800 46.00 16.00
2.820 46.00 16.00
2.870 46.00 16.00
2.900 46.00 16.00
2.950 46.00 16.00
3.000 46.00 16.00
3.050 49.00 18.00
3.100 49.00 18.00
3.170 1/8 49.00 18.00
3.200 49.00 18.00
3.260 49.00 18.00
3.300 49.00 18.00
3.400 52.00 20.00
3.450 52.00 20.00
3.500 52.00 20.00
3.570 9/64 52.00 20.00
3.600 52.00 20.00
3.660 52.00 20.00
3.700 52.00 20.00
3.730 52.00 20.00
3.800 55.00 22.00
3.860 55.00 22.00
3.900 55.00 22.00
3.910 55.00 22.00
3.970 5/32 55.00 22.00
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

3.990 55.00 22.00
4.000 55.00 22.00
4.040 55.00 22.00
4.090 55.00 22.00
4.100 55.00 22.00
4.200 55.00 22.00
4.220 55.00 22.00
4.300 58.00 24.00
4.370 11/64 58.00 24.00
4.390 58.00 24.00
4.400 58.00 24.00
4.500 58.00 24.00
4.570 58.00 24.00
4.600 58.00 24.00
4.620 58.00 24.00
4.650 58.00 24.00
4.700 58.00 24.00
4.760 3/16 62.00 26.00
4.800 62.00 26.00
4.850 62.00 26.00
4.900 62.00 26.00
4.920 62.00 26.00
4.980 62.00 26.00
5.000 62.00 26.00
5.060 62.00 26.00
5.100 62.00 26.00
5.110 62.00 26.00
5.160 13/64 62.00 26.00
5.180 62.00 26.00
5.200 62.00 26.00
5.220 62.00 26.00
5.300 62.00 26.00
5.310 66.00 28.00
5.400 66.00 28.00
5.410 66.00 28.00
5.500 66.00 28.00
5.560 7/32 66.00 28.00
5.600 66.00 28.00
5.610 66.00 28.00
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

5.700 66.00 28.00
5.790 66.00 28.00
5.800 66.00 28.00
5.900 66.00 28.00
5.940 66.00 28.00
5.950 15/64 66.00 28.00
6.000 66.00 28.00
6.040 70.00 31.00
6.100 70.00 31.00
6.150 70.00 31.00
6.200 70.00 31.00
6.250 70.00 31.00
6.300 70.00 31.00
6.350 1/4 70.00 31.00
6.400 70.00 31.00
6.500 70.00 31.00
6.530 70.00 31.00
6.600 70.00 31.00
6.630 70.00 31.00
6.700 70.00 31.00
6.750 17/64 74.00 34.00
6.800 74.00 34.00
6.900 74.00 34.00
7.000 74.00 34.00
7.030 74.00 34.00
7.100 74.00 34.00
7.140 9/32 74.00 34.00
7.200 74.00 34.00
7.300 74.00 34.00
7.370 74.00 34.00
7.400 74.00 34.00
7.490 74.00 34.00
7.500 74.00 34.00
7.540 19/64 79.00 37.00
7.600 79.00 37.00
7.670 79.00 37.00
7.700 79.00 37.00
7.800 79.00 37.00
7.900 79.00 37.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

7.940 5/16 79.00 37.00
8.000 79.00 37.00
8.030 79.00 37.00
8.100 79.00 37.00
8.200 79.00 37.00
8.300 79.00 37.00
8.330 21/64 79.00 37.00
8.400 79.00 37.00
8.430 79.00 37.00
8.500 79.00 37.00
8.600 84.00 40.00
8.610 84.00 40.00
8.700 84.00 40.00
8.730 11/32 84.00 40.00
8.800 84.00 40.00
8.840 84.00 40.00
8.900 84.00 40.00
9.000 84.00 40.00
9.090 84.00 40.00
9.100 84.00 40.00
9.130 23/64 84.00 40.00
9.200 84.00 40.00
9.300 84.00 40.00
9.340 84.00 40.00
9.350 84.00 40.00
9.400 84.00 40.00
9.500 84.00 40.00
9.520 3/8 89.00 43.00
9.580 89.00 43.00
9.600 89.00 43.00
9.700 89.00 43.00
9.800 89.00 43.00
9.900 89.00 43.00
9.920 25/64 89.00 43.00
10.000 89.00 43.00
10.080 89.00 43.00
10.200 89.00 43.00
10.260 89.00 43.00
10.300 89.00 43.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1259 515 730 2463

Standard DIN 1897 DIN 6539

Tool material M42 HSS-E-PM Solid carbide

Surface

Type N GT 500 N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h7 h7

Discount group 138 115 102 102

Techn. data page 124 124 125 125

d1 l1 l2
Availability

mm inch mm mm

10.320 13/32 89.00 43.00
10.490 89.00 43.00
10.500 89.00 43.00
10.720 27/64 95.00 47.00
11.000 95.00 47.00
11.110 7/16 95.00 47.00
11.500 95.00 47.00
11.510 29/64 95.00 47.00
11.700 95.00 47.00
11.800 95.00 47.00
11.910 15/32 102.00 51.00
12.000 102.00 51.00
12.300 31/64 102.00 51.00
12.500 102.00 51.00
12.700 1/2 102.00 51.00
13.000 102.00 51.00
13.100 33/64 102.00 51.00
13.490 17/32 107.00 54.00
13.500 107.00 54.00
14.000 107.00 54.00
14.290 9/16 111.00 56.00
15.000 111.00 56.00
15.870 5/8 115.00 58.00
16.000 115.00 58.00

l l l
l l l

l l l l
l l l

l l l l
l l m

l l l m
m m l l

l
m
l l m

l l l l
l l l

l l l
m l l l
m l l l

l
l l l
l
l l l
l l l

l l l
m

l l



C F P S M

421

A A

420

l1

d
1

l2

Stub drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 702

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h7

Discount group 102

Techn. data page 125

d1 l1 l2
Availability

mm inch mm mm

0.500 30.00 5.50
0.550 30.00 5.50
0.600 30.00 5.50
0.650 30.00 6.50
0.700 30.00 6.50
0.750 30.00 8.50
0.800 30.00 8.50
0.900 30.00 9.50
0.950 30.00 11.00
1.000 30.00 11.00
1.050 30.00 11.00
1.100 30.00 11.00
1.200 30.00 13.00
1.350 30.00 13.00
1.400 30.00 13.00
1.450 30.00 13.00
1.500 30.00 13.00
1.600 40.00 17.50
1.650 40.00 17.50
1.700 40.00 17.50
1.800 40.00 17.50
1.850 40.00 17.50
1.900 40.00 17.50
1.930 40.00 17.50
2.000 40.00 17.50
2.010 40.00 17.50
2.050 40.00 17.50
2.100 40.00 17.50
2.200 40.00 17.50
2.260 40.00 17.50
2.300 40.00 17.50
2.400 40.00 17.50
2.490 40.00 17.50
2.500 40.00 17.50
2.530 45.00 20.00
2.600 45.00 20.00
2.700 45.00 20.00
2.800 45.00 20.00
3.000 45.00 20.00

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
m
l
l
l
l
l
l
l
l
l



C F P S M

421

A A

420

l1

d
1

l2

Stub drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s
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Stub drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 702

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h7

Discount group 102

Techn. data page 125

d1 l1 l2
Availability

mm inch mm mm

3.050 50.00 22.00
3.100 50.00 22.00
3.150 50.00 22.00
3.200 50.00 22.00
3.260 50.00 22.00
3.300 50.00 22.00
3.400 50.00 22.00
3.450 50.00 22.00
3.500 50.00 22.00
3.570 9/64 50.00 22.00
3.600 50.00 22.00
3.910 50.00 22.00
4.000 50.00 22.00
4.200 50.00 25.00
4.300 50.00 25.00
4.400 50.00 25.00
4.700 50.00 25.00
4.900 50.00 25.00
5.000 50.00 25.00
5.200 50.00 25.00
5.310 50.00 25.00
5.610 50.00 25.00
5.790 50.00 25.00
5.950 15/64 50.00 25.00
6.000 50.00 25.00
6.250 65.00 30.00
6.350 1/4 65.00 30.00
6.500 65.00 30.00
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Jobber Drill Sets

Guhring no. of set 201 200 36 11

as Guhring no. 205 205

Set
in case

Drills
only

Case
only

Plastic stand
only

Standard DIN 338 DIN 338 Guhring standard Guhring standard

Tool material HSS HSS - -

Surface finish - -

Type N N - -

Cutting direction rh rh - -

Discount group 130 130 138 138

Techn. data page

Guhring drills  are available in the sets 
of popular sizes as shown. For bench 
use the sets can be supplied in bakelite 
stands. For more portable use the box is 
recommended.
Other drill set compositions on request.

composition
of drill sets

drills
per set Code no. Availability Code no. Availability Code no. Availability Code no. Availability

from 1.0 - 5.0 mm
in increments of 0.1 mm 41 200 0,011 11 0,111

from 5.1 - 10.0 mm
in increments of 0.1 mm 50 201 0,012 200 0,012 11 0,112

from 1.0 - 10.0 mm
in increments of 0.5 mm 19 201 0,013 200 0,013 36 0,213 11 0,113

from 1.0 - 13 mm
in increments of 0.5 mm 25 201 0,014 200 0,014 36 0,214 11 0,114

from 1.0 - 5.9 mm
in increments of 0.1 mm 50 201 0,015 200 0,015 36 0,215 11 0,115

from 6.0 - 10.0 mm
in increments of 0.1 mm 41 201 0,016 200 0,016 36 0,216

from 1.0 - 6.0 mm
in increments of 0.5 mm 11 201 0,017

from 1.0 - 10.5 mm
in increments of 0.5 mm
supplementary sizes
3.3/4.2/6.8 und 10.2

24 201 0,018 200 0,018 36 0,218

from 1.0 - 10.5 mm
in increments of 0.5 mm
supplementary sizes
1.9/2.1/2.6/2.9/3.2/3.3
3.8/4.2/5.1/6.8/7.9/10.2

32 201 0,019 36 0,219

from 1/16 - 1/2 inch
in increments of 1/64 inch 29 201 0,021 11 0,121

from 1.02 - 5.79 mm 60 201 0,028
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Jobber Drill Sets

Guhring no. of set 201 200 73 11

as Guhring no. 651 651

Set
in case

Drills
only

Case
only

Plastic stand
only

Standard DIN 338 DIN 338 Guhring standard Guhring standard

Tool material HSS HSS - -

Surface finish - -

Type N N - -

Cutting direction rh rh - -

Discount group 130 130 138 138

Techn. data page

Guhring drills  are available in the sets 
of popular sizes as shown. For bench 
use the sets can be supplied in bakelite 
stands. For more portable use the box is 
recommended.
Other drill set compositions on request.

composition
of drill sets

drills
per set Code no. Availability Code no. Availability Code no. Availability Code no. Availability

from 1.0 - 10.0 mm
in increments of 0.5 mm 19 201 6,013 11 0,113

from 1.0 - 13.0 mm
in increments of 0.5 mm 25 201 6,014 73 0,614 11 0,114

from 1.0 - 5.9 mm
in increments of 0.1 mm 50 201 6,015 11 0,115

from 6.0 - 10 mm
in increments of 0.1 mm 41 201 6,016

from 1/16 - 1/2 inch
in increments of
1/64 inch

29 201 6,021 200 6,021 11 0,121

from 1/16 - 1/2 inch
in increments of
1/32 inch

15 201 6,022 200 6,022
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Jobber Drill Sets

Guhring no. of set 201 201 200 195 11

as Guhring no. 305 605 605 1260

Set
in case

Set
in case

Drills
only

Set
in case

Plastic stand
only

Standard DIN 338 DIN 338 DIN 338 DIN 338 Guhring standard

Tool material HSCO HSCO HSCO HSCO -

Surface finish -

Type N Ti Ti VA -

Cutting direction rh rh rh rh -

Discount group 130 134 134 130 138

Techn. data page

Guhring drills  are available in the sets 
of popular sizes as shown. For bench 
use the sets can be supplied in bakelite 
stands. For more portable use the box is 
recommended.
Other drill set compositions on request.

composition
of drill sets

drills
per set Code no. Availability Code no. Availability Code no. Availability Code no. Availability Code no. Availability

from 1,0 - 10,0 mm
in increments of 0.5 mm 19 201 3,013 11 0,113

from 1,0 - 13,0 mm
in increments of 0.5 mm 25 201 3,014 201 8,014 195 8,014 11 0,114

from 1,0 - 5,9 mm
in increments of 0.1 mm 50 201 3,015 11 0,115

from 6,0 - 10 mm
in increments of 0.1 mm 41 201 3,016

from 1,0 - 10,5 mm
in increments of 0.5 mm
supplementary sizes
3,3/4,2/6,8 and 10,2

24 201 8,018 200 8,018 195 8,018

from 1/16 - 1/2 inch
in increments of 1/64 inch 29 201 3,021
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Jobber Drill Sets

Guhring no. of set 2049 2050

as Guhring no. 2047 2048

Performance-drill sets
in case

Performance-drill sets
in case

Standard DIN 338 DIN 1897

Tool material HSCO HSCO

Surface finish

Type P2000 P2000

Cutting direction rh rh

Discount group 134 135

Techn. data page

Guhring drills  are available in the sets 
of popular sizes as shown. For bench 
use the sets can be supplied in bakelite 
stands. For more portable use the box is 
recommended.
Other drill set compositions on request.

composition
of drill sets

drills
per set Code no. Availability Code no. Availability

from 1.0 - 5.0 mm
in increments of 0.1 mm 41 2049 0,011

from 5.1 - 10.0 mm
in increments of 0.1 mm 50 2049 0,012 2050 0,012

from 1.0 - 10.0 mm
in increments of 0.5 mm 19 2049 0,013 2050 0,013

from 1.0 - 13.0 mm
in increments of 0.5 mm 25 2049 0,014 2050 0,014

from 1.0 - 10.5 mm
in increments of 0.5 mm
supplementary sizes
3.3/4.2/6.8 und 10.2

24 2049 0,018
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 512

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

2.000 3.000 44.00 12.00 28.00
2.100 3.000 44.00 12.00 28.00
2.200 3.000 45.00 13.00 28.00
2.300 3.000 45.00 13.00 28.00
2.380 3.000 46.00 14.00 28.00
2.400 3.000 46.00 14.00 28.00
2.500 3.000 46.00 14.00 28.00
2.600 3.000 46.00 14.00 28.00
2.700 3.000 48.00 16.00 28.00
2.780 3.000 48.00 16.00 28.00
2.800 3.000 48.00 16.00 28.00
2.900 3.000 48.00 16.00 28.00
3.000 3.000 48.00 16.00 28.00
3.100 4.000 50.00 18.00 28.00
3.170 4.000 50.00 18.00 28.00
3.200 4.000 50.00 18.00 28.00
3.300 4.000 50.00 18.00 28.00
3.400 4.000 52.00 20.00 28.00
3.500 4.000 52.00 20.00 28.00
3.570 4.000 52.00 20.00 28.00
3.600 4.000 52.00 20.00 28.00
3.700 4.000 52.00 20.00 28.00
3.800 4.000 54.00 22.00 28.00
3.900 4.000 54.00 22.00 28.00
4.000 4.000 54.00 22.00 28.00
4.100 6.000 66.00 22.00 36.00
4.200 6.000 66.00 22.00 36.00
4.300 6.000 68.00 24.00 36.00
4.370 6.000 68.00 24.00 36.00
4.400 6.000 68.00 24.00 36.00
4.500 6.000 68.00 24.00 36.00
4.700 6.000 68.00 24.00 36.00
4.760 6.000 70.00 26.00 36.00
4.800 6.000 70.00 26.00 36.00
4.900 6.000 70.00 26.00 36.00
5.000 6.000 70.00 26.00 36.00
5.100 6.000 70.00 26.00 36.00
5.200 6.000 70.00 26.00 36.00
5.300 6.000 70.00 26.00 36.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 512

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

5.400 6.000 72.00 28.00 36.00
5.500 6.000 72.00 28.00 36.00
5.560 6.000 72.00 28.00 36.00
5.600 6.000 72.00 28.00 36.00
5.800 6.000 72.00 28.00 36.00
5.900 6.000 72.00 28.00 36.00
5.950 6.000 72.00 28.00 36.00
6.000 6.000 72.00 28.00 36.00
6.100 8.000 75.00 31.00 36.00
6.200 8.000 75.00 31.00 36.00
6.300 8.000 75.00 31.00 36.00
6.350 8.000 75.00 31.00 36.00
6.400 8.000 75.00 31.00 36.00
6.500 8.000 75.00 31.00 36.00
6.600 8.000 75.00 31.00 36.00
6.750 8.000 78.00 34.00 36.00
6.800 8.000 78.00 34.00 36.00
6.900 8.000 78.00 34.00 36.00
7.000 8.000 78.00 34.00 36.00
7.100 8.000 78.00 34.00 36.00
7.140 8.000 78.00 34.00 36.00
7.200 8.000 78.00 34.00 36.00
7.300 8.000 78.00 34.00 36.00
7.500 8.000 78.00 34.00 36.00
7.540 8.000 81.00 37.00 36.00
7.600 8.000 81.00 37.00 36.00
7.800 8.000 81.00 37.00 36.00
7.900 8.000 81.00 37.00 36.00
7.940 8.000 81.00 37.00 36.00
8.000 8.000 81.00 37.00 36.00
8.100 10.000 87.00 37.00 40.00
8.200 10.000 87.00 37.00 40.00
8.300 10.000 87.00 37.00 40.00
8.330 10.000 87.00 37.00 40.00
8.500 10.000 87.00 37.00 40.00
8.600 10.000 91.00 40.00 40.00
8.730 10.000 91.00 40.00 40.00
8.900 10.000 91.00 40.00 40.00
9.000 10.000 91.00 40.00 40.00

l
l
m
l
l
l
l
l
m
l
l
m
l
l
l
m
l
l
l
l
m
m
l
l
l
l
l
l
m
l
l
l
l
m
l
l
m
l
l



A A

428

C F P S M

429

S

l1

d
1

l2

d
2

l3

Twist drills with oversize straight shank

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 512

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

9.100 10.000 91.00 40.00 40.00
9.130 10.000 91.00 40.00 40.00
9.400 10.000 91.00 40.00 40.00
9.520 10.000 93.00 43.00 40.00
9.900 10.000 93.00 43.00 40.00
9.920 10.000 93.00 43.00 40.00

10.000 10.000 93.00 43.00 40.00
10.100 12.000 100.00 43.00 45.00
10.200 12.000 100.00 43.00 45.00
10.300 12.000 100.00 43.00 45.00
10.320 12.000 100.00 43.00 45.00
10.500 12.000 100.00 43.00 45.00
10.900 12.000 104.00 47.00 45.00
11.000 12.000 104.00 47.00 45.00
11.100 12.000 104.00 47.00 45.00
11.110 12.000 104.00 47.00 45.00
11.200 12.000 104.00 47.00 45.00
11.300 12.000 104.00 47.00 45.00
11.400 12.000 104.00 47.00 45.00
11.500 12.000 104.00 47.00 45.00
11.510 12.000 104.00 47.00 45.00
11.700 12.000 104.00 47.00 45.00
11.800 12.000 104.00 47.00 45.00
12.000 12.000 108.00 51.00 45.00
12.300 16.000 111.00 51.00 48.00
12.500 16.000 111.00 51.00 48.00
13.490 16.000 114.00 54.00 48.00
13.500 16.000 114.00 54.00 48.00
14.000 16.000 114.00 54.00 48.00
14.290 16.000 116.00 56.00 48.00
14.500 16.000 116.00 56.00 48.00
15.000 16.000 116.00 56.00 48.00
15.870 16.000 118.00 58.00 48.00
16.000 16.000 118.00 58.00 48.00
16.500 20.000 126.00 60.00 50.00
16.670 20.000 126.00 60.00 50.00
17.500 20.000 128.00 62.00 50.00
18.000 20.000 128.00 62.00 50.00
18.500 20.000 130.00 64.00 50.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 512

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

19.500 20.000 132.00 66.00 50.00
20.000 20.000 132.00 66.00 50.00

Twist drills with oversize straight shank

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 513

Standard Guhring std.

Tool material HSS-E-PM

Surface

Type GT 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

2.000 3.000 56.00 24.00 28.00
2.100 3.000 56.00 24.00 28.00
2.300 3.000 59.00 27.00 28.00
2.380 3.000 62.00 30.00 28.00
2.500 3.000 62.00 30.00 28.00
2.780 3.000 65.00 33.00 28.00
3.000 3.000 65.00 33.00 28.00
3.170 4.000 68.00 36.00 28.00
3.300 4.000 68.00 36.00 28.00
3.500 4.000 71.00 39.00 28.00
3.570 4.000 71.00 39.00 28.00
3.970 4.000 75.00 43.00 28.00
4.000 4.000 75.00 43.00 28.00
4.200 6.000 87.00 43.00 36.00
4.370 6.000 91.00 47.00 36.00
4.500 6.000 91.00 47.00 36.00
4.650 6.000 91.00 47.00 36.00
4.760 6.000 96.00 52.00 36.00
4.800 6.000 96.00 52.00 36.00
5.000 6.000 96.00 52.00 36.00
5.100 6.000 96.00 52.00 36.00
5.160 6.000 96.00 52.00 36.00
5.200 6.000 96.00 52.00 36.00
5.300 6.000 96.00 52.00 36.00
5.500 6.000 101.00 57.00 36.00
5.800 6.000 101.00 57.00 36.00
6.000 6.000 101.00 57.00 36.00
6.100 8.000 107.00 63.00 36.00
6.350 8.000 107.00 63.00 36.00
6.500 8.000 107.00 63.00 36.00
6.600 8.000 107.00 63.00 36.00
6.750 8.000 113.00 69.00 36.00
6.800 8.000 113.00 69.00 36.00
7.000 8.000 113.00 69.00 36.00
7.140 8.000 113.00 69.00 36.00
7.400 8.000 113.00 69.00 36.00
7.500 8.000 113.00 69.00 36.00
7.540 8.000 119.00 75.00 36.00
7.800 8.000 119.00 75.00 36.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 513

Standard Guhring std.

Tool material HSS-E-PM

Surface

Type GT 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 125

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

7.940 8.000 119.00 75.00 36.00
8.000 8.000 119.00 75.00 36.00
8.330 10.000 125.00 75.00 40.00
8.500 10.000 125.00 75.00 40.00
8.730 10.000 131.00 81.00 40.00
8.800 10.000 131.00 81.00 40.00
9.000 10.000 131.00 81.00 40.00
9.130 10.000 131.00 81.00 40.00
9.300 10.000 131.00 81.00 40.00
9.500 10.000 131.00 81.00 40.00
9.520 10.000 137.00 87.00 40.00
9.600 10.000 137.00 87.00 40.00
9.700 10.000 137.00 87.00 40.00
9.800 10.000 137.00 87.00 40.00
9.920 10.000 137.00 87.00 40.00

10.000 10.000 137.00 87.00 40.00
10.200 12.000 144.00 87.00 45.00
10.400 12.000 144.00 87.00 45.00
10.500 12.000 144.00 87.00 45.00
10.600 12.000 144.00 87.00 45.00
10.700 12.000 151.00 94.00 45.00
10.900 12.000 151.00 94.00 45.00
11.000 12.000 151.00 94.00 45.00
11.100 12.000 151.00 94.00 45.00
11.300 12.000 151.00 94.00 45.00
11.400 12.000 151.00 94.00 45.00
11.500 12.000 151.00 94.00 45.00
11.700 12.000 151.00 94.00 45.00
11.900 12.000 158.00 101.00 45.00
12.000 12.000 158.00 101.00 45.00
12.200 14.000 161.00 101.00 45.00
12.300 14.000 161.00 101.00 45.00
12.400 14.000 161.00 101.00 45.00
12.500 14.000 161.00 101.00 45.00
12.600 14.000 161.00 101.00 45.00
12.700 14.000 161.00 101.00 45.00
12.800 14.000 161.00 101.00 45.00
12.900 14.000 161.00 101.00 45.00
13.000 14.000 161.00 101.00 45.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 511

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 126

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

2.000 3.000 56.00 24.00 28.00
2.100 3.000 56.00 24.00 28.00
2.300 3.000 59.00 27.00 28.00
2.380 3.000 62.00 30.00 28.00
2.400 3.000 62.00 30.00 28.00
2.500 3.000 62.00 30.00 28.00
2.600 3.000 62.00 30.00 28.00
2.780 3.000 65.00 33.00 28.00
2.800 3.000 65.00 33.00 28.00
2.900 3.000 65.00 33.00 28.00
3.000 3.000 65.00 33.00 28.00
3.100 4.000 68.00 36.00 28.00
3.200 4.000 68.00 36.00 28.00
3.300 4.000 68.00 36.00 28.00
3.400 4.000 71.00 39.00 28.00
3.500 4.000 71.00 39.00 28.00
3.570 4.000 71.00 39.00 28.00
3.900 4.000 75.00 43.00 28.00
3.970 4.000 75.00 43.00 28.00
4.000 4.000 75.00 43.00 28.00
4.200 6.000 87.00 43.00 36.00
4.300 6.000 91.00 47.00 36.00
4.370 6.000 91.00 47.00 36.00
4.400 6.000 91.00 47.00 36.00
4.500 6.000 91.00 47.00 36.00
4.600 6.000 91.00 47.00 36.00
4.650 6.000 91.00 47.00 36.00
4.700 6.000 91.00 47.00 36.00
4.760 6.000 96.00 52.00 36.00
4.800 6.000 96.00 52.00 36.00
4.900 6.000 96.00 52.00 36.00
5.000 6.000 96.00 52.00 36.00
5.100 6.000 96.00 52.00 36.00
5.160 6.000 96.00 52.00 36.00
5.200 6.000 96.00 52.00 36.00
5.300 6.000 96.00 52.00 36.00
5.400 6.000 101.00 57.00 36.00
5.500 6.000 101.00 57.00 36.00
5.600 6.000 101.00 57.00 36.00
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Twist drills with oversize straight shank

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 511

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 126

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

5.800 6.000 101.00 57.00 36.00
5.900 6.000 101.00 57.00 36.00
5.950 6.000 101.00 57.00 36.00
6.000 6.000 101.00 57.00 36.00
6.100 8.000 107.00 63.00 36.00
6.300 8.000 107.00 63.00 36.00
6.350 8.000 107.00 63.00 36.00
6.400 8.000 107.00 63.00 36.00
6.500 8.000 107.00 63.00 36.00
6.600 8.000 107.00 63.00 36.00
6.700 8.000 107.00 63.00 36.00
6.750 8.000 113.00 69.00 36.00
6.800 8.000 113.00 69.00 36.00
6.900 8.000 113.00 69.00 36.00
7.000 8.000 113.00 69.00 36.00
7.100 8.000 113.00 69.00 36.00
7.140 8.000 113.00 69.00 36.00
7.200 8.000 113.00 69.00 36.00
7.300 8.000 113.00 69.00 36.00
7.400 8.000 113.00 69.00 36.00
7.500 8.000 113.00 69.00 36.00
7.540 8.000 119.00 75.00 36.00
7.550 8.000 119.00 75.00 36.00
7.600 8.000 119.00 75.00 36.00
7.700 8.000 119.00 75.00 36.00
7.900 8.000 119.00 75.00 36.00
7.940 8.000 119.00 75.00 36.00
8.000 8.000 119.00 75.00 36.00
8.100 10.000 125.00 75.00 40.00
8.200 10.000 125.00 75.00 40.00
8.300 10.000 125.00 75.00 40.00
8.330 10.000 125.00 75.00 40.00
8.500 10.000 125.00 75.00 40.00
8.600 10.000 131.00 81.00 40.00
8.730 10.000 131.00 81.00 40.00
8.800 10.000 131.00 81.00 40.00
8.900 10.000 131.00 81.00 40.00
9.000 10.000 131.00 81.00 40.00
9.100 10.000 131.00 81.00 40.00
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Twist drills with oversize straight shank

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 511

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 126

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

9.130 10.000 131.00 81.00 40.00
9.400 10.000 131.00 81.00 40.00
9.500 10.000 131.00 81.00 40.00
9.520 10.000 137.00 87.00 40.00
9.550 10.000 137.00 87.00 40.00
9.600 10.000 137.00 87.00 40.00
9.700 10.000 137.00 87.00 40.00
9.900 10.000 137.00 87.00 40.00
9.920 10.000 137.00 87.00 40.00

10.000 10.000 137.00 87.00 40.00
10.100 12.000 144.00 87.00 45.00
10.200 12.000 144.00 87.00 45.00
10.400 12.000 144.00 87.00 45.00
10.500 12.000 144.00 87.00 45.00
10.600 12.000 144.00 87.00 45.00
10.700 12.000 151.00 94.00 45.00
10.800 12.000 151.00 94.00 45.00
10.900 12.000 151.00 94.00 45.00
11.000 12.000 151.00 94.00 45.00
11.110 12.000 151.00 94.00 45.00
11.300 12.000 151.00 94.00 45.00
11.510 12.000 151.00 94.00 45.00
11.700 12.000 151.00 94.00 45.00
11.900 12.000 158.00 101.00 45.00
11.910 12.000 158.00 101.00 45.00
12.000 12.000 158.00 101.00 45.00
12.500 16.000 161.00 101.00 48.00
12.700 16.000 161.00 101.00 48.00
13.000 16.000 161.00 101.00 48.00
13.500 16.000 166.00 106.00 48.00
13.890 16.000 166.00 106.00 48.00
14.000 16.000 166.00 106.00 48.00
14.500 16.000 169.00 109.00 48.00
15.000 16.000 169.00 109.00 48.00
15.500 16.000 172.00 112.00 48.00
16.000 16.000 172.00 112.00 48.00
16.500 20.000 181.00 115.00 50.00
16.670 20.000 181.00 115.00 50.00
17.000 20.000 181.00 115.00 50.00
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Twist drills with oversize straight shank
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 511

Standard Guhring std.

Tool material HSCO

Surface

Type GU 500

Cutting direction right-hand

Tolerance h8

Discount group 115

Techn. data page 126

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

17.460 20.000 184.00 118.00 50.00
17.500 20.000 184.00 118.00 50.00
18.000 20.000 184.00 118.00 50.00
18.500 20.000 188.00 122.00 50.00
19.000 20.000 188.00 122.00 50.00
19.500 20.000 191.00 125.00 50.00
20.000 20.000 191.00 125.00 50.00
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Jobber drills with 12.7 mm dia. shank
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1946

Standard DIN 6537 K

Tool material Solid carbide

Surface

Type H

Cutting direction right-hand

Tolerance m7

Discount group 102

Techn. data page 126

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

2.600 6.000 62.00 20.00 36.00
3.000 6.000 62.00 20.00 36.00
3.400 6.000 62.00 20.00 36.00
4.000 6.000 66.00 24.00 36.00
4.300 6.000 66.00 24.00 36.00
5.000 6.000 66.00 28.00 36.00
5.100 6.000 66.00 28.00 36.00
5.600 6.000 66.00 28.00 36.00
6.000 6.000 66.00 28.00 36.00
6.900 8.000 79.00 34.00 36.00
7.100 8.000 79.00 41.00 36.00
8.000 8.000 79.00 41.00 36.00
8.600 10.000 89.00 47.00 40.00
9.100 10.000 89.00 47.00 40.00

10.000 10.000 89.00 47.00 40.00
10.400 12.000 102.00 55.00 45.00
10.600 12.000 102.00 55.00 45.00
11.100 12.000 102.00 55.00 45.00
12.000 12.000 102.00 55.00 45.00
14.100 16.000 115.00 65.00 48.00
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Jobber drills with 12.7 mm dia. shank
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills with oversize straight shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 268

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 126

d1 l1 l2
Availability

mm inch mm mm

13.000 156.00 82.00
13.490 17/32 156.00 82.00
13.500 156.00 82.00
14.000 156.00 82.00
14.290 9/16 157.00 83.00
14.500 157.00 83.00
15.000 157.00 83.00
15.080 19/32 157.00 83.00
15.500 157.00 83.00
15.870 5/8 157.00 83.00
16.000 157.00 83.00
16.500 158.00 84.00
16.670 21/32 158.00 84.00
17.000 158.00 84.00
17.460 11/16 158.00 84.00
17.500 158.00 84.00
18.000 158.00 84.00
19.000 158.00 84.00
19.050 3/4 159.00 85.00
19.840 25/32 159.00 85.00
20.000 159.00 85.00
21.000 159.00 85.00
21.430 27/32 159.00 85.00
22.000 159.00 85.00
22.220 7/8 159.00 85.00
23.000 159.00 85.00
23.020 29/32 159.00 85.00
23.810 15/16 160.00 86.00
24.000 160.00 86.00
25.000 63/64 160.00 86.00
25.400 1 160.00 86.00
28.570 1 1/8 160.00 86.00
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Stub drills with 25.4 mm dia. shank
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills with 16.0 mm dia. shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 128

Standard Guhring std.

Tool material HSCO

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 126

without point grind

d1 l1 l2
Availability

mm mm mm

16.000 130.00 88.00
16.500 130.00 88.00
17.000 130.00 88.00
17.500 130.00 88.00
18.000 130.00 88.00
19.000 130.00 88.00
20.000 130.00 88.00
20.500 130.00 88.00
21.000 130.00 88.00
21.500 130.00 88.00
22.000 130.00 88.00
22.500 130.00 88.00
23.000 130.00 88.00
23.500 130.00 88.00
24.000 130.00 88.00
24.500 130.00 88.00
25.000 130.00 88.00
25.500 140.00 98.00
26.000 140.00 98.00
27.000 140.00 98.00
28.000 140.00 98.00
28.500 140.00 98.00
30.000 140.00 98.00
31.000 140.00 98.00
32.000 140.00 98.00
35.000 140.00 98.00
38.000 140.00 98.00
40.000 140.00 98.00
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Stub drills with 25.4 mm dia. shank
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stub drills with 16.0 mm dia. shank

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 129 136

Standard Guhring std.

Tool material HSCO

Surface

Type N N

Cutting direction right-hand left-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 126 127

without point grind without point grind

d1 l1 l2
Availability

mm mm mm

25.000 140.00 93.00
25.500 140.00 93.00
26.000 140.00 93.00
26.500 140.00 93.00
27.500 140.00 93.00
28.000 140.00 93.00
29.500 140.00 93.00
30.000 140.00 93.00
32.000 140.00 93.00
33.000 140.00 93.00
34.000 140.00 93.00
35.000 140.00 93.00
36.000 140.00 93.00
37.000 140.00 93.00
38.000 140.00 93.00
39.000 140.00 93.00
40.000 140.00 93.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

90° NC-spotting drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 557 568 723

Standard Guhring std.

Tool material HSS Solid carbide

Surface

Type N N N

Point angle ° 90 90 90

Cutting direction right-hand right-hand right-hand

Tolerance h6 h6 h6

Discount group 134 135 102

Techn. data page 127 127 127

d1 l1 l2
Availability

mm inch mm mm

2.950 46.00 12.00
3.000 46.00 12.00
4.000 55.00 12.00
5.000 62.00 14.00
6.000 66.00 16.00
6.350 1/4 70.00 17.00
8.000 79.00 21.00
9.000 84.00 22.00
9.520 3/8 89.00 25.00
10.000 89.00 25.00
12.000 102.00 30.00
12.700 1/2 102.00 30.00
13.000 102.00 30.00
14.000 107.00 33.50
15.870 5/8 115.00 37.50
16.000 115.00 37.50
19.050 3/4 131.00 45.00
20.000 131.00 45.00
25.000 63/64 151.00 53.00
25.400 1 156.00 53.00
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90° NC-spotting drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

90° NC-spotting drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 559

Standard Guhring std.

Tool material HSS

Surface

Type N

Point angle ° 90

Cutting direction right-hand

Tolerance h6

Discount group 138

Techn. data page 127

d1 l1 l2
Availability

mm inch mm mm

6.350 1/4 105.00 17.00
8.000 118.00 21.00
9.520 3/8 132.00 25.00
12.700 1/2 159.00 30.00
15.870 5/8 186.00 37.50
19.050 3/4 213.00 45.00
25.400 1 216.00 53.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

120° NC-spotting drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 556 567 724

Standard Guhring std.

Tool material HSS Solid carbide

Surface

Type N N N

Point angle ° 120 120 120

Cutting direction right-hand right-hand right-hand

Tolerance h6 h6 h6

Discount group 134 139 102

Techn. data page 128 128 128

d1 l1 l2
Availability

mm inch mm mm

3.000 46.00 12.00
4.000 55.00 12.00
5.000 62.00 14.00
5.600 66.00 16.00
6.000 66.00 16.00
6.350 1/4 70.00 17.00
6.500 70.00 17.00
7.000 74.00 19.00
8.000 79.00 21.00
9.520 3/8 89.00 25.00
10.000 89.00 25.00
11.550 95.00 28.00
12.000 102.00 30.00
12.700 1/2 102.00 30.00
14.000 107.00 33.50
15.000 111.00 33.50
15.870 5/8 115.00 37.50
16.000 115.00 37.50
19.000 127.00 40.00
19.050 3/4 131.00 45.00
20.000 131.00 45.00
25.000 63/64 151.00 53.00
25.400 1 156.00 53.00
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142° NC-spotting drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

120° NC-spotting drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 546

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Point angle ° 142

Cutting direction right-hand

Tolerance h6

Discount group 102

Techn. data page 128

d1 l1 l2
Availability

mm inch mm mm

4.000 55.00 12.00
5.000 62.00 14.00
6.000 66.00 16.00
8.000 79.00 21.00

10.000 89.00 25.00
12.000 102.00 30.00
16.000 115.00 37.50
20.000 131.00 45.00
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Straight shank drills double-ended
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank drills double-ended

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 554

Standard Guhring std.

Tool material HSS

Surface

Type DK 77

Point angle ° 118

Cutting direction right-hand

Tolerance h8

Discount group 134

Techn. data page 128

d1 l1 l2
Availability

mm inch mm mm

1.500 32.00 6.00
1.600 34.00 6.30
1.900 36.00 7.10
2.000 38.00 7.50
2.100 38.00 7.50
2.200 40.00 8.50
2.300 40.00 8.50
2.400 43.00 9.50
2.450 43.00 9.50
2.500 43.00 9.50
2.600 43.00 9.50
2.700 46.00 10.60
2.780 7/64 46.00 10.60
2.800 46.00 10.60
2.900 46.00 10.60
3.000 46.00 10.60
3.050 49.00 11.20
3.100 49.00 11.20
3.170 1/8 49.00 11.20
3.200 49.00 11.20
3.250 49.00 11.20
3.260 49.00 11.20
3.300 49.00 11.20
3.400 52.00 12.50
3.500 52.00 12.50
3.570 9/64 52.00 12.50
3.600 52.00 12.50
3.650 52.00 12.50
3.700 52.00 12.50
3.800 55.00 14.00
3.900 55.00 14.00
3.970 5/32 55.00 14.00
4.000 55.00 14.00
4.100 55.00 14.00
4.200 55.00 14.00
4.300 58.00 15.50
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Straight shank drills double-ended
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank drills double-ended

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 554

Standard Guhring std.

Tool material HSS

Surface

Type DK 77

Point angle ° 118

Cutting direction right-hand

Tolerance h8

Discount group 134

Techn. data page 128

d1 l1 l2
Availability

mm inch mm mm

4.500 58.00 15.50
4.600 58.00 15.50
4.760 3/16 62.00 17.00
4.800 62.00 17.00
4.900 62.00 17.00
5.000 62.00 17.00
5.100 62.00 17.00
5.200 62.00 17.00
5.300 62.00 17.00
5.400 66.00 19.00
5.500 66.00 19.00
5.560 7/32 66.00 19.00
5.600 66.00 19.00
5.700 66.00 19.00
5.800 66.00 19.00
5.900 66.00 19.00
5.950 15/64 66.00 19.00
6.000 66.00 19.00
6.100 70.00 21.20
6.300 70.00 21.20
6.350 1/4 70.00 21.20
6.500 70.00 21.20
6.800 74.00 23.60
7.000 74.00 23.60
7.100 74.00 23.60
7.500 74.00 23.60
7.940 5/16 79.00 25.00
8.000 79.00 25.00
8.500 79.00 25.00
8.600 84.00 25.00
9.000 84.00 25.00
9.500 84.00 25.00
9.520 3/8 89.00 25.00
10.000 89.00 25.00
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.050 1.000 25.00 0.40
0.060 1.000 25.00 0.40
0.070 1.000 25.00 0.50
0.075 1.000 25.00 0.50
0.080 1.000 25.00 0.50
0.090 1.000 25.00 0.50
0.100 1.000 25.00 0.50
0.105 1.000 25.00 0.50
0.110 1.000 25.00 0.50
0.115 1.000 25.00 0.50
0.120 1.000 25.00 0.50
0.121 1.000 25.00 0.80
0.125 1.000 25.00 0.80
0.128 1.000 25.00 0.80
0.130 1.000 25.00 0.80
0.140 1.000 25.00 0.80
0.143 1.000 25.00 0.80
0.145 1.000 25.00 0.80
0.147 1.000 25.00 0.80
0.150 1.000 25.00 0.80
0.155 1.000 25.00 1.10
0.160 1.000 25.00 1.10
0.170 1.000 25.00 1.10
0.175 1.000 25.00 1.10
0.180 1.000 25.00 1.10
0.185 1.000 25.00 1.10
0.190 1.000 25.00 1.10
0.195 1.000 25.00 1.50
0.200 1.000 25.00 1.50
0.205 1.000 25.00 1.50
0.210 1.000 25.00 1.50
0.215 1.000 25.00 1.50
0.220 1.000 25.00 1.50
0.225 1.000 25.00 1.50
0.230 1.000 25.00 1.50
0.235 1.000 25.00 1.50
0.240 1.000 25.00 1.50
0.245 1.000 25.00 1.90
0.250 1.000 25.00 1.90
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.255 1.000 25.00 1.90
0.260 1.000 25.00 1.90
0.265 1.000 25.00 1.90
0.270 1.000 25.00 1.90
0.275 1.000 25.00 1.90
0.280 1.000 25.00 1.90
0.285 1.000 25.00 1.90
0.290 1.000 25.00 1.90
0.295 1.000 25.00 1.90
0.300 1.000 25.00 1.90
0.305 1.000 25.00 2.40
0.310 1.000 25.00 2.40
0.315 1.000 25.00 2.40
0.320 1.000 25.00 2.40
0.325 1.000 25.00 2.40
0.330 1.000 25.00 2.40
0.335 1.000 25.00 2.40
0.340 1.000 25.00 2.40
0.345 1.000 25.00 2.40
0.350 1.000 25.00 2.40
0.355 1.000 25.00 2.40
0.360 1.000 25.00 2.40
0.365 1.000 25.00 2.40
0.370 1.000 25.00 2.40
0.375 1.000 25.00 2.40
0.380 1.000 25.00 2.40
0.385 1.000 25.00 3.00
0.390 1.000 25.00 3.00
0.400 1.000 25.00 3.00
0.405 1.000 25.00 3.00
0.410 1.000 25.00 3.00
0.415 1.000 25.00 3.00
0.420 1.000 25.00 3.00
0.425 1.000 25.00 3.00
0.430 1.000 25.00 3.00
0.432 1.000 25.00 3.00
0.435 1.000 25.00 3.00
0.440 1.000 25.00 3.00
0.445 1.000 25.00 3.00
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.450 1.000 25.00 3.00
0.460 1.000 25.00 3.00
0.465 1.000 25.00 3.00
0.470 1.000 25.00 3.00
0.475 1.000 25.00 3.00
0.480 1.000 25.00 3.00
0.485 1.000 25.00 3.40
0.490 1.000 25.00 3.40
0.495 1.000 25.00 3.40
0.500 1.000 25.00 3.40
0.505 1.000 25.00 3.40
0.510 1.000 25.00 3.40
0.515 1.000 25.00 3.40
0.520 1.000 25.00 3.40
0.525 1.000 25.00 3.40
0.530 1.000 25.00 3.40
0.535 1.000 25.00 3.90
0.540 1.000 25.00 3.90
0.545 1.000 25.00 3.90
0.550 1.000 25.00 3.90
0.555 1.000 25.00 3.90
0.560 1.000 25.00 3.90
0.565 1.000 25.00 3.90
0.570 1.000 25.00 3.90
0.575 1.000 25.00 3.90
0.580 1.000 25.00 3.90
0.585 1.000 25.00 3.90
0.590 1.000 25.00 3.90
0.595 1.000 25.00 3.90
0.600 1.000 25.00 3.90
0.605 1.000 25.00 4.20
0.610 1.000 25.00 4.20
0.615 1.000 25.00 4.20
0.620 1.000 25.00 4.20
0.625 1.000 25.00 4.20
0.630 1.000 25.00 4.20
0.632 1.000 25.00 4.20
0.640 1.000 25.00 4.20
0.650 1.000 25.00 4.20
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.655 1.000 25.00 4.20
0.660 1.000 25.00 4.20
0.665 1.000 25.00 4.20
0.670 1.000 25.00 4.20
0.675 1.000 25.00 4.80
0.680 1.000 25.00 4.80
0.685 1.000 25.00 4.80
0.690 1.000 25.00 4.80
0.695 1.000 25.00 4.80
0.700 1.000 25.00 4.80
0.705 1.000 25.00 4.80
0.710 1.000 25.00 4.80
0.720 1.000 25.00 4.80
0.725 1.000 25.00 4.80
0.730 1.000 25.00 4.80
0.740 1.000 25.00 4.80
0.750 1.000 25.00 4.80
0.760 1.000 25.00 5.30
0.770 1.000 25.00 5.30
0.775 1.000 25.00 5.30
0.780 1.000 25.00 5.30
0.790 1.000 25.00 5.30
0.795 1.500 25.00 5.30
0.800 1.500 25.00 5.30
0.805 1.500 25.00 5.30
0.810 1.500 25.00 5.30
0.820 1.500 25.00 5.30
0.825 1.500 25.00 5.30
0.830 1.500 25.00 5.30
0.840 1.500 25.00 5.30
0.845 1.500 25.00 5.30
0.850 1.500 25.00 5.30
0.855 1.500 25.00 6.00
0.860 1.500 25.00 6.00
0.870 1.500 25.00 6.00
0.875 1.500 25.00 6.00
0.880 1.500 25.00 6.00
0.885 1.500 25.00 6.00
0.890 1.500 25.00 6.00
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Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.900 1.500 25.00 6.00
0.910 1.500 25.00 6.00
0.915 1.500 25.00 6.00
0.920 1.500 25.00 6.00
0.925 1.500 25.00 6.00
0.930 1.500 25.00 6.00
0.935 1.500 25.00 6.00
0.940 1.500 25.00 6.00
0.945 1.500 25.00 6.00
0.950 1.500 25.00 6.00
0.960 1.500 25.00 6.80
0.965 1.500 25.00 6.80
0.970 1.500 25.00 6.80
0.975 1.500 25.00 6.80
0.980 1.500 25.00 6.80
0.985 1.500 25.00 6.80
0.990 1.500 25.00 6.80
0.995 1.500 25.00 6.80
1.000 1.500 25.00 6.80
1.005 1.500 25.00 6.80
1.010 1.500 25.00 6.80
1.020 1.500 25.00 6.80
1.030 1.500 25.00 6.80
1.035 1.500 25.00 6.80
1.040 1.500 25.00 6.80
1.050 1.500 25.00 6.80
1.055 1.500 25.00 6.80
1.060 1.500 25.00 6.80
1.070 1.500 25.00 7.60
1.080 1.500 25.00 7.60
1.085 1.500 25.00 7.60
1.090 1.500 25.00 7.60
1.100 1.500 25.00 7.60
1.110 1.500 25.00 7.60
1.120 1.500 25.00 7.60
1.125 1.500 25.00 7.60
1.130 1.500 25.00 7.60
1.140 1.500 25.00 7.60
1.150 1.500 25.00 7.60
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

1.160 1.500 25.00 7.60
1.170 1.500 25.00 7.60
1.175 1.500 25.00 7.60
1.180 1.500 25.00 7.60
1.190 1.500 25.00 8.50
1.200 1.500 25.00 8.50
1.210 1.500 25.00 8.50
1.220 1.500 25.00 8.50
1.230 1.500 25.00 8.50
1.240 1.500 25.00 8.50
1.250 1.500 25.00 8.50
1.260 1.500 25.00 8.50
1.265 1.500 25.00 8.50
1.270 1.500 25.00 8.50
1.280 1.500 25.00 8.50
1.285 1.500 25.00 8.50
1.290 1.500 25.00 8.50
1.300 1.500 25.00 8.50
1.310 1.500 25.00 8.50
1.320 1.500 25.00 8.50
1.325 1.500 25.00 9.50
1.330 1.500 25.00 9.50
1.340 1.500 25.00 9.50
1.350 1.500 25.00 9.50
1.360 1.500 25.00 9.50
1.370 1.500 25.00 9.50
1.375 1.500 25.00 9.50
1.380 1.500 25.00 9.50
1.390 1.500 25.00 9.50
1.400 1.500 25.00 9.50
1.405 1.500 25.00 9.50
1.410 1.500 25.00 9.50
1.420 1.500 25.00 9.50
1.425 1.500 25.00 9.50
1.430 1.500 25.00 9.50
1.440 1.500 25.00 9.50
1.450 1.500 25.00 9.50
1.460 2.000 30.00 9.50
1.470 2.000 30.00 9.50
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 301 303 660 701

Standard DIN 1899 Guhring std.

Tool material HSS-E-PM Solid carbide

Surface

Type N N N N

Cutting direction right-hand left-hand right-hand right-hand

Tolerance 0/-0,004 0/-0,004 0/-0,004 0/-0,004

Discount group 134 138 135 102

Techn. data page 129 129 129 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

1.500 2.000 30.00 9.50
1.520 2.000 30.00 10.60
1.525 2.000 30.00 10.60
1.530 2.000 30.00 10.60
1.540 2.000 30.00 10.60
1.550 2.000 30.00 10.60
1.590 2.000 30.00 10.60
1.600 2.000 30.00 10.60
1.610 2.000 30.00 10.60
1.615 2.000 30.00 10.60
1.630 2.000 30.00 10.60
1.640 2.000 30.00 10.60
1.650 2.000 30.00 10.60
1.660 2.000 30.00 10.60
1.690 2.000 30.00 10.60
1.700 2.000 30.00 10.60
1.710 2.000 30.00 11.80
1.715 2.000 30.00 11.80
1.730 2.000 30.00 11.80
1.745 2.000 30.00 11.80
1.750 2.000 30.00 11.80
1.775 2.000 30.00 11.80
1.800 2.000 30.00 11.80
1.830 2.000 30.00 11.80
1.840 2.000 30.00 11.80
1.850 2.000 30.00 11.80
1.860 2.000 30.00 11.80
1.900 2.000 30.00 11.80
1.920 2.000 30.00 13.20
1.930 2.000 30.00 13.20
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 3899

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h7

Discount group 102

Techn. data page 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.100 3.000 38.00 1.20
0.150 3.000 38.00 2.00
0.200 3.000 38.00 2.50
0.250 3.000 38.00 3.00
0.300 3.000 38.00 5.00
0.310 3.000 38.00 5.00
0.350 3.000 38.00 6.00
0.370 3.000 38.00 6.00
0.400 3.000 38.00 7.00
0.450 3.000 38.00 7.00
0.500 3.000 38.00 7.00
0.550 3.000 38.00 7.00
0.600 3.000 38.00 7.00
0.640 3.000 38.00 7.00
0.650 3.000 38.00 7.00
0.700 3.000 38.00 8.00
0.710 3.000 38.00 8.00
0.720 3.000 38.00 8.00
0.740 3.000 38.00 8.00
0.750 3.000 38.00 8.00
0.760 3.000 38.00 8.00
0.770 3.000 38.00 8.00
0.780 3.000 38.00 8.00
0.790 3.000 38.00 8.00
0.800 3.000 38.00 10.00
0.810 3.000 38.00 10.00
0.820 3.000 38.00 10.00
0.830 3.000 38.00 10.00
0.840 3.000 38.00 10.00
0.850 3.000 38.00 10.00
0.860 3.000 38.00 10.00
0.870 3.000 38.00 10.00
0.880 3.000 38.00 10.00
0.890 3.000 38.00 10.00
0.900 3.000 38.00 10.00
0.910 3.000 38.00 10.00
0.920 3.000 38.00 10.00
0.930 3.000 38.00 10.00
0.940 3.000 38.00 10.00
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Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 3899

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h7

Discount group 102

Techn. data page 129

d1 d2 h8 l1 l2
Availability

mm mm mm mm

0.950 3.000 38.00 10.00
0.960 3.000 38.00 10.00
0.970 3.000 38.00 10.00
0.980 3.000 38.00 10.00
0.990 3.000 38.00 10.00
1.000 3.000 38.00 10.00
1.100 3.000 38.00 10.00
1.110 3.000 38.00 10.00
1.150 3.000 38.00 10.00
1.200 3.000 38.00 10.00
1.210 3.000 38.00 10.00
1.400 3.000 38.00 10.00
1.450 3.000 38.00 10.00
1.500 3.000 38.00 10.00
1.510 3.000 38.00 10.00
1.520 3.000 38.00 10.00
1.550 3.000 38.00 10.00
1.600 3.000 38.00 12.00
1.650 3.000 38.00 12.00
1.700 3.000 38.00 12.00
1.800 3.000 38.00 12.00
1.810 3.000 38.00 12.00
1.830 3.000 38.00 12.00
1.850 3.000 38.00 12.00
1.900 3.000 38.00 12.00
1.920 3.000 38.00 12.00
1.950 3.000 38.00 12.00
1.980 3.000 38.00 12.00
2.000 3.000 38.00 12.00
2.050 3.000 38.00 12.00
2.100 3.000 38.00 12.00
2.400 3.000 38.00 12.00
2.500 3.000 38.00 12.00
2.600 3.000 38.00 12.00
2.750 3.000 38.00 12.00
2.950 3.000 38.00 12.00
3.000 3.000 38.00 12.00
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tmax = l2-1,5 x d1

Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6400

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 4xD

Cutting direction right-hand

Tolerance m7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

0.500 3.000 47.00 3.00
0.550 3.000 47.00 3.30
0.600 3.000 47.00 3.60
0.650 3.000 47.00 3.90
0.700 3.000 47.00 4.20
0.750 3.000 47.00 4.50
0.800 3.000 47.00 4.80
0.850 3.000 47.00 5.10
0.900 3.000 47.00 5.40
0.950 3.000 47.00 5.70
1.000 3.000 47.00 6.00
1.050 3.000 47.00 6.30
1.100 3.000 47.00 6.60
1.150 3.000 47.00 6.90
1.200 3.000 47.00 7.20
1.250 3.000 47.00 7.50
1.300 3.000 47.00 7.80
1.350 3.000 47.00 8.10
1.400 3.000 47.00 8.40
1.450 3.000 47.00 8.70
1.500 3.000 47.00 9.00
1.550 3.000 47.00 9.30
1.590 3.000 47.00 9.60
1.600 3.000 47.00 9.60
1.650 3.000 47.00 9.90
1.700 3.000 47.00 10.20
1.750 3.000 47.00 10.50
1.800 3.000 52.00 10.80
1.850 3.000 52.00 11.10
1.900 3.000 52.00 11.40
1.950 3.000 52.00 11.70
1.980 4.000 59.00 12.00
2.000 4.000 59.00 12.00
2.050 4.000 59.00 12.30
2.100 4.000 59.00 12.60
2.150 4.000 59.00 12.90
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tmax = l2-1,5 x d1

Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6400

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 4xD

Cutting direction right-hand

Tolerance m7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

2.200 4.000 59.00 13.20
2.250 4.000 59.00 13.50
2.300 4.000 59.00 13.80
2.350 4.000 59.00 14.10
2.380 4.000 59.00 14.40
2.400 4.000 59.00 14.40
2.450 4.000 59.00 14.70
2.500 4.000 59.00 15.00
2.550 4.000 59.00 15.30
2.600 4.000 59.00 15.60
2.650 4.000 59.00 15.90
2.700 4.000 59.00 16.20
2.750 4.000 59.00 16.50
2.780 4.000 59.00 16.80
2.800 4.000 59.00 16.80
2.850 4.000 59.00 17.10
2.900 4.000 59.00 17.40
2.950 4.000 59.00 17.70
3.000 4.000 59.00 18.00
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tmax = l2-1,5 x d1

Micro-precision drills without oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6401

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 7xD

Cutting direction right-hand

Tolerance m7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

0.500 3.000 47.00 4.00
0.550 3.000 47.00 4.40
0.600 3.000 47.00 4.80
0.650 3.000 47.00 5.20
0.700 3.000 47.00 5.60
0.750 3.000 47.00 6.00
0.800 3.000 47.00 6.40
0.850 3.000 47.00 6.80
0.900 3.000 47.00 7.20
0.950 3.000 47.00 7.60
1.000 3.000 47.00 8.00
1.050 3.000 47.00 8.40
1.100 3.000 47.00 8.80
1.150 3.000 47.00 9.20
1.200 3.000 52.00 10.80
1.250 3.000 52.00 11.30
1.300 3.000 52.00 11.70
1.350 3.000 52.00 12.20
1.400 3.000 52.00 12.60
1.450 3.000 52.00 13.10
1.500 3.000 52.00 13.50
1.550 3.000 52.00 14.00
1.590 3.000 52.00 14.40
1.600 3.000 52.00 14.40
1.650 3.000 52.00 14.90
1.700 3.000 52.00 15.30
1.750 3.000 52.00 15.80
1.800 3.000 52.00 16.20
1.850 3.000 52.00 16.70
1.900 3.000 52.00 17.10
1.950 3.000 52.00 17.60
1.980 4.000 63.00 18.00
2.000 4.000 63.00 18.00
2.050 4.000 63.00 18.50
2.100 4.000 63.00 18.90
2.150 4.000 63.00 19.40

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l



C F P S M

459

A A

458

A

l1 

d
1 

l2 

d
2 

tmax

tmax = l2-1,5 x d1

Micro-precision drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6401

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 7xD

Cutting direction right-hand

Tolerance m7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

2.200 4.000 63.00 19.80
2.250 4.000 63.00 20.30
2.300 4.000 63.00 20.70
2.350 4.000 63.00 21.20
2.380 4.000 63.00 21.60
2.400 4.000 63.00 21.60
2.450 4.000 63.00 22.10
2.500 4.000 63.00 22.50
2.550 4.000 63.00 23.00
2.600 4.000 67.00 23.40
2.650 4.000 67.00 23.90
2.700 4.000 67.00 24.30
2.750 4.000 67.00 24.80
2.780 4.000 67.00 25.20
2.800 4.000 67.00 25.20
2.850 4.000 67.00 25.70
2.900 4.000 67.00 26.10
2.950 4.000 67.00 26.60
3.000 4.000 67.00 27.00
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tmax = l2-1,5 x d1

Micro-precision drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills without oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6408

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 8xD

Cutting direction right-hand

Tolerance h7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

1.400 4.000 52.00 15.00
1.450 4.000 52.00 16.00
1.500 4.000 52.00 17.00
1.550 4.000 52.00 17.00
1.590 4.000 52.00 18.00
1.600 4.000 52.00 18.00
1.650 4.000 52.00 18.00
1.700 4.000 56.00 19.00
1.750 4.000 56.00 19.00
1.800 4.000 56.00 20.00
1.850 4.000 56.00 20.00
1.900 4.000 56.00 21.00
1.950 4.000 56.00 21.00
1.980 4.000 56.00 22.00
2.000 4.000 56.00 22.00
2.050 4.000 56.00 23.00
2.100 4.000 62.00 23.00
2.150 4.000 62.00 24.00
2.200 4.000 62.00 24.00
2.250 4.000 62.00 25.00
2.300 4.000 62.00 25.00
2.350 4.000 62.00 26.00
2.380 4.000 62.00 26.00
2.400 4.000 62.00 26.00
2.450 4.000 62.00 27.00
2.500 4.000 62.00 28.00
2.550 4.000 62.00 28.00
2.600 4.000 66.00 29.00
2.650 4.000 66.00 29.00
2.700 4.000 66.00 30.00
2.750 4.000 66.00 30.00
2.780 4.000 66.00 31.00
2.800 4.000 66.00 31.00
2.850 4.000 66.00 31.00
2.900 4.000 66.00 32.00
2.950 4.000 66.00 32.00
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tmax = l2-1,5 x d1

Micro-precision drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills with oil feed

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6408

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 8xD

Cutting direction right-hand

Tolerance h7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

3.000 4.000 66.00 33.00 l
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tmax = l2-1,5 x d1

Micro-precision drills with oil feed
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Micro-precision drills with oil feed

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 6412

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Drilling depth 15xD

Cutting direction right-hand

Tolerance h7

Discount group 164

Techn. data page 130

d1 d2 h6 l1 l2
Availability

mm mm mm mm

1.400 4.000 62.00 25.00
1.500 4.000 62.00 27.00
1.590 4.000 62.00 29.00
1.600 4.000 62.00 29.00
1.700 4.000 70.00 31.00
1.800 4.000 70.00 32.00
1.900 4.000 70.00 34.00
1.980 4.000 70.00 36.00
2.000 4.000 70.00 36.00
2.100 4.000 78.00 38.00
2.200 4.000 78.00 40.00
2.300 4.000 78.00 42.00
2.380 4.000 78.00 44.00
2.400 4.000 78.00 44.00
2.500 4.000 78.00 45.00
2.600 4.000 87.00 47.00
2.700 4.000 87.00 48.00
2.780 4.000 87.00 50.00
2.800 4.000 87.00 50.00
2.900 4.000 87.00 52.00
3.000 4.000 87.00 54.00
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Oil feed drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1131 1132

Standard Guhring std.

Tool material HSCO

Surface

Type GT 80 IK GT 80 IK

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 134 135

Techn. data page 130 131

d1 d2 h6 l1 l2 l3
Availability

mm mm mm mm mm

5.000 6.000 82.00 44.00 36.00
5.500 6.000 82.00 44.00 36.00
6.000 6.000 82.00 44.00 36.00
6.350 8.000 91.00 53.00 36.00
6.500 8.000 91.00 53.00 36.00
6.800 8.000 91.00 53.00 36.00
7.000 8.000 91.00 53.00 36.00
7.140 8.000 91.00 53.00 36.00
7.500 8.000 91.00 53.00 36.00
7.800 8.000 91.00 53.00 36.00
7.940 8.000 91.00 53.00 36.00
8.000 8.000 91.00 53.00 36.00
8.500 10.000 103.00 61.00 40.00
8.730 10.000 103.00 61.00 40.00
9.000 10.000 103.00 61.00 40.00
9.500 10.000 103.00 61.00 40.00
9.520 10.000 103.00 61.00 40.00

10.000 10.000 103.00 61.00 40.00
10.200 12.000 118.00 71.00 45.00
10.320 12.000 118.00 71.00 45.00
10.500 12.000 118.00 71.00 45.00
11.000 12.000 118.00 71.00 45.00
11.110 12.000 118.00 71.00 45.00
11.500 12.000 118.00 71.00 45.00
12.000 12.000 118.00 71.00 45.00
12.500 14.000 124.00 77.00 45.00
12.700 14.000 124.00 77.00 45.00
13.000 14.000 124.00 77.00 45.00
13.490 14.000 124.00 77.00 45.00
13.500 14.000 124.00 77.00 45.00
14.000 14.000 124.00 77.00 45.00
14.290 16.000 133.00 83.00 48.00
14.500 16.000 133.00 83.00 48.00
15.000 16.000 133.00 83.00 48.00
15.080 16.000 133.00 83.00 48.00
15.500 16.000 133.00 83.00 48.00
15.870 16.000 133.00 83.00 48.00
16.000 16.000 133.00 83.00 48.00
16.500 18.000 143.00 93.00 48.00
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Oil feed drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1131 1132

Standard Guhring std.

Tool material HSCO

Surface

Type GT 80 IK GT 80 IK

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 134 135

Techn. data page 130 131

d1 d2 h6 l1 l2 l3
Availability

mm mm mm mm mm

17.000 18.000 143.00 93.00 48.00
17.500 18.000 143.00 93.00 48.00
18.000 18.000 143.00 93.00 48.00
18.500 20.000 153.00 101.00 50.00
19.000 20.000 153.00 101.00 50.00
19.500 20.000 153.00 101.00 50.00
20.000 20.000 153.00 101.00 50.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 390

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 136

Techn. data page 131

d1 d2 l1 l2 l3
Availability

mm mm mm mm mm

3.000 3.000 100.00 66.00 34.00
3.300 3.300 106.00 69.00 37.00
3.500 3.500 112.00 73.00 39.00
4.000 4.000 119.00 78.00 41.00
4.200 4.200 119.00 78.00 41.00
4.500 4.500 126.00 82.00 44.00
5.000 5.000 132.00 87.00 45.00
5.500 5.500 139.00 91.00 48.00
6.000 6.000 139.00 91.00 48.00
6.500 6.500 148.00 97.00 51.00
6.800 6.800 156.00 102.00 54.00
6.900 6.900 156.00 102.00 54.00
7.000 7.000 156.00 102.00 54.00
7.500 7.500 156.00 102.00 54.00
8.000 8.000 165.00 109.00 56.00
8.500 8.500 165.00 109.00 56.00
9.000 9.000 175.00 115.00 60.00
9.500 9.500 175.00 115.00 60.00

10.000 10.000 184.00 121.00 63.00
10.200 10.200 184.00 121.00 63.00
10.500 10.500 184.00 121.00 63.00
11.000 11.000 195.00 128.00 67.00
11.500 11.500 195.00 128.00 67.00
12.000 12.000 205.00 134.00 71.00
13.000 13.000 205.00 134.00 71.00

Oil feed drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

0.800 42.00 22.00
1.000 48.00 26.00
1.050 48.00 26.00
1.080 50.00 28.00
1.100 50.00 28.00
1.110 50.00 28.00
1.150 50.00 28.00
1.200 52.00 30.00
1.230 52.00 30.00
1.250 52.00 30.00
1.270 52.00 30.00
1.280 52.00 30.00
1.300 52.00 30.00
1.320 52.00 30.00
1.350 55.00 33.00
1.380 55.00 33.00
1.400 55.00 33.00
1.430 55.00 33.00
1.450 55.00 33.00
1.460 55.00 33.00
1.480 55.00 33.00
1.500 55.00 33.00
1.510 58.00 35.00
1.520 58.00 35.00
1.550 58.00 35.00
1.580 58.00 35.00
1.600 58.00 35.00
1.620 58.00 35.00
1.650 58.00 35.00
1.700 58.00 35.00
1.800 62.00 38.00
1.810 62.00 38.00
1.850 62.00 38.00
1.870 62.00 38.00
1.880 62.00 38.00
1.900 62.00 38.00
1.930 66.00 41.00
1.950 66.00 41.00
1.980 5/64 66.00 41.00

Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

1.990 66.00 41.00
2.000 66.00 41.00
2.020 66.00 41.00
2.030 66.00 41.00
2.050 66.00 41.00
2.100 66.00 41.00
2.150 70.00 44.00
2.200 70.00 44.00
2.220 70.00 44.00
2.300 70.00 44.00
2.320 70.00 44.00
2.350 70.00 44.00
2.360 70.00 44.00
2.400 74.00 47.00
2.450 74.00 47.00
2.470 74.00 47.00
2.500 74.00 47.00
2.520 74.00 47.00
2.530 74.00 47.00
2.550 74.00 47.00
2.600 74.00 47.00
2.620 74.00 47.00
2.650 74.00 47.00
2.680 79.00 51.00
2.700 79.00 51.00
2.730 79.00 51.00
2.800 79.00 51.00
2.900 79.00 51.00
2.930 79.00 51.00
2.950 79.00 51.00
2.960 79.00 51.00
3.000 79.00 51.00
3.050 84.00 55.00
3.070 84.00 55.00
3.100 84.00 55.00
3.120 84.00 55.00
3.150 84.00 55.00
3.170 1/8 84.00 55.00
3.200 84.00 55.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

3.250 84.00 55.00
3.260 84.00 55.00
3.300 84.00 55.00
3.400 91.00 60.00
3.480 91.00 60.00
3.500 91.00 60.00
3.570 9/64 91.00 60.00
3.600 91.00 60.00
3.700 91.00 60.00
3.730 91.00 60.00
3.800 96.00 64.00
3.900 96.00 64.00
3.950 96.00 64.00
4.000 96.00 64.00
4.100 96.00 64.00
4.200 96.00 64.00
4.250 96.00 64.00
4.300 102.00 69.00
4.400 102.00 69.00
4.500 102.00 69.00
4.580 102.00 69.00
4.600 102.00 69.00
4.700 102.00 69.00
4.750 102.00 69.00
4.800 108.00 74.00
4.900 108.00 74.00
4.950 108.00 74.00
5.000 108.00 74.00
5.100 108.00 74.00
5.150 108.00 74.00
5.200 108.00 74.00
5.300 108.00 74.00
5.330 116.00 80.00
5.350 116.00 80.00
5.400 116.00 80.00
5.500 116.00 80.00
5.550 116.00 80.00
5.600 116.00 80.00
5.700 116.00 80.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

5.800 116.00 80.00
5.900 116.00 80.00
6.000 116.00 80.00
6.100 124.00 86.00
6.150 124.00 86.00
6.200 124.00 86.00
6.300 124.00 86.00
6.350 1/4 124.00 86.00
6.400 124.00 86.00
6.500 124.00 86.00
6.550 124.00 86.00
6.600 124.00 86.00
6.700 124.00 86.00
6.800 133.00 93.00
6.900 133.00 93.00
7.000 133.00 93.00
7.050 133.00 93.00
7.100 133.00 93.00
7.150 133.00 93.00
7.200 133.00 93.00
7.300 133.00 93.00
7.400 133.00 93.00
7.500 133.00 93.00
7.600 142.00 100.00
7.700 142.00 100.00
7.750 142.00 100.00
7.800 142.00 100.00
7.900 142.00 100.00
7.940 5/16 142.00 100.00
7.950 142.00 100.00
8.000 142.00 100.00
8.100 142.00 100.00
8.120 142.00 100.00
8.200 142.00 100.00
8.300 142.00 100.00
8.400 142.00 100.00
8.500 142.00 100.00
8.600 151.00 107.00
8.700 151.00 107.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

8.730 11/32 151.00 107.00
8.900 151.00 107.00
9.000 151.00 107.00
9.100 151.00 107.00
9.200 151.00 107.00
9.300 151.00 107.00
9.500 151.00 107.00
9.600 162.00 116.00
9.650 162.00 116.00
9.700 162.00 116.00
9.750 162.00 116.00
9.800 162.00 116.00
9.850 162.00 116.00
9.900 162.00 116.00

10.000 162.00 116.00
10.200 162.00 116.00
10.500 162.00 116.00
10.800 173.00 125.00
10.900 173.00 125.00
11.000 173.00 125.00
11.300 173.00 125.00
11.400 173.00 125.00
11.500 173.00 125.00
11.700 173.00 125.00
11.750 173.00 125.00
11.910 15/32 184.00 134.00
12.000 184.00 134.00
12.100 184.00 134.00
12.250 184.00 134.00
12.300 31/64 184.00 134.00
12.500 184.00 134.00
13.000 184.00 134.00
13.100 33/64 184.00 134.00
13.200 184.00 134.00
13.300 194.00 142.00
13.400 194.00 142.00
13.500 194.00 142.00
13.600 194.00 142.00
13.800 194.00 142.00
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Bushing length twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 211 561 666 311

Standard DIN 339

Tool material HSS HSCO

Surface

Type N N N N

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 139 138

Techn. data page 131 131 131 132

d1 l1 l2
Availability

mm inch mm mm

14.200 202.00 147.00
14.500 202.00 147.00
15.000 202.00 147.00
15.250 211.00 153.00
15.500 211.00 153.00
16.500 218.00 159.00
17.000 218.00 159.00
17.500 226.00 165.00
18.000 226.00 165.00
18.250 234.00 171.00
18.500 234.00 171.00
19.000 234.00 171.00
19.500 242.00 177.00
20.000 242.00 177.00
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Re-gRinding & Re-coating
Guhring thinks big in all service matters. A comprehensive service is a matter of 
course even post tool sale. One area of our service program is the re-grinding 
and re-coating of tools – not only Guhring tools – to original geometries and 
original coatings so the efficiency of your tools is retained indefinitely.



A A

472

C F P S M

473

>Ø
2,36

>Ø
6,00

l1 

d
1 

l2 

Long series twist drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw

ist 
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

0.400 1/64 30.00 10.00
0.440 30.00 10.00
0.450 30.00 10.00
0.470 30.00 10.00
0.500 32.00 12.00
0.520 32.00 12.00
0.550 35.00 15.00
0.570 35.00 15.00
0.600 35.00 15.00
0.620 38.00 18.00
0.650 38.00 18.00
0.700 42.00 21.00
0.730 42.00 21.00
0.740 42.00 21.00
0.750 42.00 21.00
0.760 46.00 25.00
0.790 1/32 46.00 25.00
0.800 46.00 25.00
0.820 46.00 25.00
0.840 46.00 25.00
0.850 46.00 25.00
0.900 51.00 29.00
0.910 51.00 29.00
0.920 51.00 29.00
0.950 51.00 29.00
0.960 56.00 33.00
0.970 56.00 33.00
0.980 56.00 33.00
1.000 56.00 33.00
1.020 56.00 33.00
1.030 56.00 33.00
1.040 56.00 33.00
1.050 56.00 33.00
1.070 60.00 37.00
1.080 60.00 37.00
1.090 60.00 37.00
1.100 60.00 37.00
1.120 60.00 37.00
1.130 60.00 37.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

1.150 60.00 37.00
1.180 60.00 37.00
1.190 3/64 65.00 41.00
1.200 65.00 41.00
1.220 65.00 41.00
1.240 65.00 41.00
1.250 65.00 41.00
1.300 65.00 41.00
1.320 65.00 41.00
1.350 70.00 45.00
1.370 70.00 45.00
1.400 70.00 45.00
1.430 70.00 45.00
1.440 70.00 45.00
1.450 70.00 45.00
1.470 70.00 45.00
1.480 70.00 45.00
1.490 70.00 45.00
1.500 70.00 45.00
1.510 76.00 50.00
1.520 76.00 50.00
1.550 76.00 50.00
1.560 76.00 50.00
1.570 76.00 50.00
1.580 76.00 50.00
1.590 1/16 76.00 50.00
1.600 76.00 50.00
1.610 76.00 50.00
1.630 76.00 50.00
1.650 76.00 50.00
1.660 76.00 50.00
1.670 76.00 50.00
1.680 76.00 50.00
1.700 76.00 50.00
1.730 80.00 53.00
1.750 80.00 53.00
1.760 80.00 53.00
1.770 80.00 53.00
1.780 80.00 53.00
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Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

1.800 80.00 53.00
1.820 80.00 53.00
1.850 80.00 53.00
1.900 80.00 53.00
1.930 85.00 56.00
1.950 85.00 56.00
1.970 85.00 56.00
1.980 5/64 85.00 56.00
1.990 85.00 56.00
2.000 85.00 56.00
2.020 85.00 56.00
2.030 85.00 56.00
2.040 85.00 56.00
2.050 85.00 56.00
2.060 85.00 56.00
2.070 85.00 56.00
2.080 85.00 56.00
2.100 85.00 56.00
2.150 90.00 59.00
2.160 90.00 59.00
2.180 90.00 59.00
2.200 90.00 59.00
2.210 90.00 59.00
2.220 90.00 59.00
2.250 90.00 59.00
2.260 90.00 59.00
2.270 90.00 59.00
2.300 90.00 59.00
2.350 90.00 59.00
2.370 95.00 62.00
2.380 3/32 95.00 62.00
2.400 95.00 62.00
2.420 95.00 62.00
2.430 95.00 62.00
2.440 95.00 62.00
2.450 95.00 62.00
2.480 95.00 62.00
2.490 95.00 62.00
2.500 95.00 62.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

2.520 95.00 62.00
2.530 95.00 62.00
2.550 95.00 62.00
2.580 95.00 62.00
2.600 95.00 62.00
2.620 95.00 62.00
2.640 95.00 62.00
2.650 95.00 62.00
2.700 100.00 66.00
2.710 100.00 66.00
2.720 100.00 66.00
2.750 100.00 66.00
2.780 7/64 100.00 66.00
2.790 100.00 66.00
2.800 100.00 66.00
2.820 100.00 66.00
2.830 100.00 66.00
2.850 100.00 66.00
2.870 100.00 66.00
2.880 100.00 66.00
2.900 100.00 66.00
2.920 100.00 66.00
2.940 100.00 66.00
2.950 100.00 66.00
2.970 100.00 66.00
2.980 100.00 66.00
2.990 100.00 66.00
3.000 100.00 66.00
3.020 106.00 69.00
3.030 106.00 69.00
3.050 106.00 69.00
3.060 106.00 69.00
3.070 106.00 69.00
3.100 106.00 69.00
3.120 106.00 69.00
3.150 106.00 69.00
3.170 1/8 106.00 69.00
3.180 106.00 69.00
3.200 106.00 69.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

3.250 106.00 69.00
3.260 106.00 69.00
3.270 106.00 69.00
3.280 106.00 69.00
3.300 106.00 69.00
3.350 106.00 69.00
3.400 112.00 73.00
3.420 112.00 73.00
3.440 112.00 73.00
3.450 112.00 73.00
3.500 112.00 73.00
3.510 112.00 73.00
3.550 112.00 73.00
3.570 9/64 112.00 73.00
3.600 112.00 73.00
3.650 112.00 73.00
3.660 112.00 73.00
3.700 112.00 73.00
3.730 112.00 73.00
3.750 112.00 73.00
3.800 119.00 78.00
3.830 119.00 78.00
3.850 119.00 78.00
3.860 119.00 78.00
3.870 119.00 78.00
3.900 119.00 78.00
3.910 119.00 78.00
3.920 119.00 78.00
3.950 119.00 78.00
3.970 5/32 119.00 78.00
3.990 119.00 78.00
4.000 119.00 78.00
4.030 119.00 78.00
4.040 119.00 78.00
4.050 119.00 78.00
4.090 119.00 78.00
4.100 119.00 78.00
4.130 119.00 78.00
4.150 119.00 78.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

4.200 119.00 78.00
4.220 119.00 78.00
4.250 119.00 78.00
4.300 126.00 82.00
4.350 126.00 82.00
4.370 11/64 126.00 82.00
4.390 126.00 82.00
4.400 126.00 82.00
4.450 126.00 82.00
4.500 126.00 82.00
4.550 126.00 82.00
4.570 126.00 82.00
4.600 126.00 82.00
4.620 126.00 82.00
4.650 126.00 82.00
4.700 126.00 82.00
4.750 126.00 82.00
4.760 3/16 132.00 87.00
4.780 132.00 87.00
4.800 132.00 87.00
4.830 132.00 87.00
4.850 132.00 87.00
4.870 132.00 87.00
4.900 132.00 87.00
4.910 132.00 87.00
4.920 132.00 87.00
4.950 132.00 87.00
4.980 132.00 87.00
5.000 132.00 87.00
5.030 132.00 87.00
5.050 132.00 87.00
5.060 132.00 87.00
5.080 132.00 87.00
5.100 132.00 87.00
5.110 132.00 87.00
5.150 132.00 87.00
5.160 13/64 132.00 87.00
5.180 132.00 87.00
5.200 132.00 87.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

5.220 132.00 87.00
5.250 132.00 87.00
5.300 132.00 87.00
5.310 139.00 91.00
5.350 139.00 91.00
5.400 139.00 91.00
5.410 139.00 91.00
5.430 139.00 91.00
5.450 139.00 91.00
5.500 139.00 91.00
5.550 139.00 91.00
5.560 7/32 139.00 91.00
5.600 139.00 91.00
5.610 139.00 91.00
5.650 139.00 91.00
5.700 139.00 91.00
5.750 139.00 91.00
5.790 139.00 91.00
5.800 139.00 91.00
5.850 139.00 91.00
5.900 139.00 91.00
5.940 139.00 91.00
5.950 15/64 139.00 91.00
5.980 139.00 91.00
6.000 139.00 91.00
6.030 148.00 97.00
6.040 148.00 97.00
6.050 148.00 97.00
6.060 148.00 97.00
6.100 148.00 97.00
6.150 148.00 97.00
6.200 148.00 97.00
6.250 148.00 97.00
6.300 148.00 97.00
6.350 1/4 148.00 97.00
6.400 148.00 97.00
6.420 148.00 97.00
6.500 148.00 97.00
6.530 148.00 97.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

6.600 148.00 97.00
6.630 148.00 97.00
6.700 148.00 97.00
6.750 17/64 156.00 102.00
6.760 156.00 102.00
6.800 156.00 102.00
6.900 156.00 102.00
6.910 156.00 102.00
7.000 156.00 102.00
7.030 156.00 102.00
7.040 156.00 102.00
7.100 156.00 102.00
7.140 9/32 156.00 102.00
7.200 156.00 102.00
7.250 156.00 102.00
7.300 156.00 102.00
7.350 156.00 102.00
7.370 156.00 102.00
7.400 156.00 102.00
7.450 156.00 102.00
7.490 156.00 102.00
7.500 156.00 102.00
7.540 19/64 165.00 109.00
7.550 165.00 109.00
7.600 165.00 109.00
7.670 165.00 109.00
7.700 165.00 109.00
7.750 165.00 109.00
7.800 165.00 109.00
7.850 165.00 109.00
7.900 165.00 109.00
7.940 5/16 165.00 109.00
7.950 165.00 109.00
8.000 165.00 109.00
8.025 165.00 109.00
8.030 165.00 109.00
8.050 165.00 109.00
8.100 165.00 109.00
8.200 165.00 109.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

8.250 165.00 109.00
8.300 165.00 109.00
8.330 21/64 165.00 109.00
8.400 165.00 109.00
8.430 165.00 109.00
8.450 165.00 109.00
8.500 165.00 109.00
8.550 175.00 115.00
8.600 175.00 115.00
8.610 175.00 115.00
8.700 175.00 115.00
8.730 11/32 175.00 115.00
8.750 175.00 115.00
8.800 175.00 115.00
8.840 175.00 115.00
8.900 175.00 115.00
9.000 175.00 115.00
9.090 175.00 115.00
9.100 175.00 115.00
9.130 23/64 175.00 115.00
9.200 175.00 115.00
9.300 175.00 115.00
9.340 175.00 115.00
9.350 175.00 115.00
9.400 175.00 115.00
9.500 175.00 115.00
9.520 3/8 184.00 121.00
9.580 184.00 121.00
9.600 184.00 121.00
9.700 184.00 121.00
9.750 184.00 121.00
9.800 184.00 121.00
9.900 184.00 121.00
9.920 25/64 184.00 121.00
10.000 184.00 121.00
10.080 184.00 121.00
10.100 184.00 121.00
10.200 184.00 121.00
10.250 184.00 121.00
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Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

10.260 184.00 121.00
10.300 184.00 121.00
10.320 13/32 184.00 121.00
10.400 184.00 121.00
10.490 184.00 121.00
10.500 184.00 121.00
10.600 184.00 121.00
10.700 195.00 128.00
10.720 27/64 195.00 128.00
10.750 195.00 128.00
10.800 195.00 128.00
10.900 195.00 128.00
11.000 195.00 128.00
11.100 195.00 128.00
11.110 7/16 195.00 128.00
11.200 195.00 128.00
11.250 195.00 128.00
11.300 195.00 128.00
11.400 195.00 128.00
11.500 195.00 128.00
11.510 29/64 195.00 128.00
11.600 195.00 128.00
11.700 195.00 128.00
11.750 195.00 128.00
11.800 195.00 128.00
11.900 205.00 134.00
11.910 15/32 205.00 134.00
12.000 205.00 134.00
12.100 205.00 134.00
12.150 205.00 134.00
12.200 205.00 134.00
12.300 31/64 205.00 134.00
12.500 205.00 134.00
12.600 205.00 134.00
12.700 1/2 205.00 134.00
12.800 205.00 134.00
13.000 205.00 134.00
13.100 33/64 205.00 134.00
13.200 205.00 134.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

13.490 17/32 214.00 140.00
13.500 214.00 140.00
13.700 214.00 140.00
13.750 214.00 140.00
13.800 214.00 140.00
13.890 35/64 214.00 140.00
13.900 214.00 140.00
14.000 214.00 140.00
14.100 220.00 144.00
14.200 220.00 144.00
14.250 220.00 144.00
14.290 9/16 220.00 144.00
14.400 220.00 144.00
14.490 220.00 144.00
14.500 220.00 144.00
14.600 220.00 144.00
14.680 37/64 220.00 144.00
14.700 220.00 144.00
14.750 220.00 144.00
14.800 220.00 144.00
14.900 220.00 144.00
15.000 220.00 144.00
15.080 19/32 227.00 149.00
15.200 227.00 149.00
15.250 227.00 149.00
15.400 227.00 149.00
15.480 39/64 227.00 149.00
15.500 227.00 149.00
15.600 227.00 149.00
15.800 227.00 149.00
15.870 5/8 227.00 149.00
16.000 227.00 149.00
16.270 41/64 235.00 154.00
16.500 235.00 154.00
16.670 21/32 235.00 154.00
16.750 235.00 154.00
17.000 235.00 154.00
17.070 43/64 241.00 158.00
17.460 11/16 241.00 158.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 204 217 218 219 220 221 501

Standard DIN 340

Tool material HSS

Surface

Type N N H W N H GT50

Cutting direction right-hand right-hand right-hand right-hand left-hand left-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 134 134 138 138 136

Techn. data page 132 132 132 132 133 133 133

d1 l1 l2
Availability

mm inch mm mm

17.500 241.00 158.00
18.000 241.00 158.00
18.250 247.00 162.00
18.500 247.00 162.00
18.650 47/64 247.00 162.00
19.000 247.00 162.00
19.450 49/64 254.00 166.00
19.840 25/32 254.00 166.00
20.000 254.00 166.00
20.100 261.00 171.00
20.400 261.00 171.00
20.500 261.00 171.00
20.640 13/16 261.00 171.00
20.750 261.00 171.00
21.000 261.00 171.00
21.500 268.00 176.00
22.000 268.00 176.00
22.220 7/8 268.00 176.00
23.300 275.00 180.00
23.420 59/64 275.00 180.00
23.810 15/16 282.00 185.00
24.000 282.00 185.00
24.750 282.00 185.00
25.000 63/64 282.00 185.00
25.250 290.00 190.00
25.500 290.00 190.00
26.190 1 1/32 290.00 190.00
26.500 290.00 190.00
26.990 1 1/16 298.00 195.00
28.570 1 1/8 307.00 201.00
29.000 307.00 201.00
29.370 1 5/32 307.00 201.00
29.500 307.00 201.00
30.000 307.00 201.00
30.160 1 3/16 316.00 207.00
30.960 1 7/32 316.00 207.00
31.000 316.00 207.00
32.600 325.00 213.00
36.510 1 7/16 345.00 225.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

506 535 667 668 2462 317 336 396 617 669

DIN 340

HSS HSCO

GT 100 GT 100 N GT 100 GT 100 N GT 100 GT 100 Ti Ti

left-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand right-hand

h8 h8 h8 h8 h8 h8 h8 h8 h8 h8

138 136 133 137 137 134 136 137 134 139

133 133 134 134 134 134 134 135 135 135

Availability
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Extra length twist drills, series 1
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 706

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h7

Discount group 102

Techn. data page 135

d1 l1 l2
Availability

mm inch mm mm

0.500 38.00 8.50
0.600 38.00 9.50
0.650 38.00 10.50
0.700 38.00 10.50
0.750 38.00 12.50
0.800 38.00 12.50
0.850 38.00 14.50
0.900 38.00 14.50
1.000 38.00 17.00
1.050 38.00 17.00
1.100 38.00 17.00
1.400 38.00 17.00
1.450 38.00 17.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Long series twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 235 502 524 670 618

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 137 136

Techn. data page 135 136 136 136 136

d1 l1 l2
Availability

mm inch mm mm

1.600 115.00 75.00
1.700 115.00 75.00
1.800 120.00 80.00
1.900 120.00 80.00
1.930 125.00 85.00
1.950 125.00 85.00
1.980 5/64 125.00 85.00
2.000 125.00 85.00
2.050 125.00 85.00
2.100 125.00 85.00
2.200 135.00 90.00
2.300 135.00 90.00
2.350 135.00 90.00
2.370 140.00 95.00
2.380 3/32 140.00 95.00
2.400 140.00 95.00
2.450 140.00 95.00
2.500 140.00 95.00
2.550 140.00 95.00
2.580 140.00 95.00
2.600 140.00 95.00
2.700 150.00 100.00
2.780 7/64 150.00 100.00
2.800 150.00 100.00
2.850 150.00 100.00
2.870 150.00 100.00
2.900 150.00 100.00
2.950 150.00 100.00
3.000 150.00 100.00
3.030 155.00 105.00
3.100 155.00 105.00
3.170 1/8 155.00 105.00
3.200 155.00 105.00
3.220 155.00 105.00
3.250 155.00 105.00
3.300 155.00 105.00
3.350 155.00 105.00
3.400 165.00 115.00
3.450 165.00 115.00

l
l
l
l
m
l l

m
l l l l
l l
l l l l
l l l l
l l l l
m l

l
l l l l
l l l l

m
l l l l

l
l

l l l
l l l
m l l m
l l l l

l
l

l l l l l
l l l

l l l l l
l

l l l l l
l l l l l
l l l l l

m
l l
l l l l l

m
l l l l

l



C F P S M

499

A A

498

>Ø
2,36

>Ø
2,36 S

l1 

d
1 

l2 

Extra length twist drills, series 1
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 235 502 524 670 618

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 137 136

Techn. data page 135 136 136 136 136

d1 l1 l2
Availability

mm inch mm mm

3.500 165.00 115.00
3.530 165.00 115.00
3.570 9/64 165.00 115.00
3.600 165.00 115.00
3.650 165.00 115.00
3.700 165.00 115.00
3.750 165.00 115.00
3.800 175.00 120.00
3.860 175.00 120.00
3.900 175.00 120.00
3.970 5/32 175.00 120.00
4.000 175.00 120.00
4.100 175.00 120.00
4.200 175.00 120.00
4.250 175.00 120.00
4.300 185.00 125.00
4.370 11/64 185.00 125.00
4.400 185.00 125.00
4.500 185.00 125.00
4.570 185.00 125.00
4.600 185.00 125.00
4.700 185.00 125.00
4.760 3/16 195.00 135.00
4.800 195.00 135.00
4.850 195.00 135.00
4.900 195.00 135.00
5.000 195.00 135.00
5.100 195.00 135.00
5.110 195.00 135.00
5.160 13/64 195.00 135.00
5.200 195.00 135.00
5.300 195.00 135.00
5.340 205.00 140.00
5.400 205.00 140.00
5.500 205.00 140.00
5.560 7/32 205.00 140.00
5.600 205.00 140.00
5.700 205.00 140.00
5.750 205.00 140.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 235 502 524 670 618

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 137 136

Techn. data page 135 136 136 136 136

d1 l1 l2
Availability

mm inch mm mm

5.800 205.00 140.00
5.900 205.00 140.00
5.950 15/64 205.00 140.00
6.000 205.00 140.00
6.050 215.00 150.00
6.100 215.00 150.00
6.200 215.00 150.00
6.250 215.00 150.00
6.300 215.00 150.00
6.350 1/4 215.00 150.00
6.400 215.00 150.00
6.500 215.00 150.00
6.600 215.00 150.00
6.700 215.00 150.00
6.750 17/64 225.00 155.00
6.800 225.00 155.00
6.900 225.00 155.00
7.000 225.00 155.00
7.100 225.00 155.00
7.140 9/32 225.00 155.00
7.200 225.00 155.00
7.300 225.00 155.00
7.400 225.00 155.00
7.500 225.00 155.00
7.540 19/64 240.00 165.00
7.600 240.00 165.00
7.700 240.00 165.00
7.750 240.00 165.00
7.800 240.00 165.00
7.900 240.00 165.00
7.940 5/16 240.00 165.00
8.000 240.00 165.00
8.100 240.00 165.00
8.200 240.00 165.00
8.300 240.00 165.00
8.330 21/64 240.00 165.00
8.400 240.00 165.00
8.430 240.00 165.00
8.500 240.00 165.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 235 502 524 670 618

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 137 136

Techn. data page 135 136 136 136 136s

d1 l1 l2
Availability

mm inch mm mm

8.600 250.00 175.00
8.700 250.00 175.00
8.730 11/32 250.00 175.00
8.800 250.00 175.00
8.900 250.00 175.00
9.000 250.00 175.00
9.130 23/64 250.00 175.00
9.200 250.00 175.00
9.300 250.00 175.00
9.400 250.00 175.00
9.500 250.00 175.00
9.520 3/8 265.00 185.00
9.600 265.00 185.00
9.700 265.00 185.00
9.800 265.00 185.00
9.900 265.00 185.00
9.920 25/64 265.00 185.00
10.000 265.00 185.00
10.100 265.00 185.00
10.200 265.00 185.00
10.250 265.00 185.00
10.320 13/32 265.00 185.00
10.500 265.00 185.00
10.600 265.00 185.00
10.720 27/64 280.00 195.00
10.900 280.00 195.00
11.000 280.00 195.00
11.110 7/16 280.00 195.00
11.200 280.00 195.00
11.500 280.00 195.00
11.510 29/64 280.00 195.00
11.750 280.00 195.00
11.800 280.00 195.00
11.900 295.00 205.00
11.910 15/32 295.00 205.00
12.000 295.00 205.00
12.100 295.00 205.00
12.250 295.00 205.00
12.300 31/64 295.00 205.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 235 502 524 670 618

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 137 136

Techn. data page 135 136 136 136 136

d1 l1 l2
Availability

mm inch mm mm

12.500 295.00 205.00
12.700 1/2 295.00 205.00
13.000 295.00 205.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 236 503 528 671 619

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 139 138

Techn. data page 136 137 137 137 137

d1 l1 l2
Availability

mm inch mm mm

2.000 160.00 110.00
2.200 170.00 115.00
2.300 170.00 115.00
2.500 180.00 120.00
2.700 190.00 130.00
2.800 190.00 130.00
2.900 190.00 130.00
3.000 190.00 130.00
3.030 200.00 135.00
3.100 200.00 135.00
3.170 1/8 200.00 135.00
3.200 200.00 135.00
3.300 200.00 135.00
3.400 210.00 145.00
3.500 210.00 145.00
3.570 9/64 210.00 145.00
3.600 210.00 145.00
3.650 210.00 145.00
3.700 210.00 145.00
3.800 220.00 150.00
3.900 220.00 150.00
3.970 5/32 220.00 150.00
4.000 220.00 150.00
4.090 220.00 150.00
4.100 220.00 150.00
4.200 220.00 150.00
4.300 235.00 160.00
4.370 235.00 160.00
4.400 235.00 160.00
4.500 235.00 160.00
4.600 235.00 160.00
4.760 3/16 245.00 170.00
4.800 245.00 170.00
4.900 245.00 170.00
5.000 245.00 170.00
5.100 245.00 170.00
5.110 245.00 170.00
5.160 13/64 245.00 170.00
5.200 245.00 170.00
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Extra length twist drills, series 2
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 236 503 528 671 619

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 139 138

Techn. data page 136 137 137 137 137

d1 l1 l2
Availability

mm inch mm mm

5.300 245.00 170.00
5.400 260.00 180.00
5.500 260.00 180.00
5.560 7/32 260.00 180.00
5.700 260.00 180.00
5.800 260.00 180.00
5.900 260.00 180.00
5.950 15/64 260.00 180.00
6.000 260.00 180.00
6.100 275.00 190.00
6.150 275.00 190.00
6.200 275.00 190.00
6.350 1/4 275.00 190.00
6.400 275.00 190.00
6.500 275.00 190.00
6.600 275.00 190.00
6.700 275.00 190.00
6.750 17/64 290.00 200.00
6.800 290.00 200.00
6.900 290.00 200.00
7.000 290.00 200.00
7.140 9/32 290.00 200.00
7.200 290.00 200.00
7.400 290.00 200.00
7.500 290.00 200.00
7.540 19/64 305.00 210.00
7.600 305.00 210.00
7.700 305.00 210.00
7.800 305.00 210.00
7.940 5/16 305.00 210.00
8.000 305.00 210.00
8.100 305.00 210.00
8.200 305.00 210.00
8.330 21/64 305.00 210.00
8.500 305.00 210.00
8.600 320.00 220.00
8.700 320.00 220.00
8.730 11/32 320.00 220.00
8.800 320.00 220.00

l m
l

l l m l l
m l m l

l l
l l m
l l
m m l
l l l l l

l l
l

l l l
l l l l

l
l l m l l

l
l l

l m l
l l l l

l
l l l l l
m l m l

l
l

l l l m l
m m m

m m
l

l l
l l l l
l l l l l
l

l l
l

l l l l l
l

l
l l l
l l



C F P S M

505

A A

504

>Ø
2,36 S

l1 

d
1 

l2 

Extra length twist drills, series 3

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 236 503 528 671 619

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8

Discount group 134 136 138 139 138

Techn. data page 136 137 137 137 137

d1 l1 l2
Availability

mm inch mm mm

8.900 320.00 220.00
9.000 320.00 220.00
9.100 320.00 220.00
9.130 23/64 320.00 220.00
9.200 320.00 220.00
9.300 320.00 220.00
9.500 320.00 220.00
9.520 3/8 340.00 235.00
9.600 340.00 235.00
9.700 340.00 235.00
9.800 340.00 235.00
9.900 340.00 235.00
9.920 25/64 340.00 235.00
10.000 340.00 235.00
10.200 340.00 235.00
10.500 340.00 235.00
10.720 27/64 365.00 250.00
11.000 365.00 250.00
11.110 7/16 365.00 250.00
11.500 365.00 250.00
11.510 29/64 365.00 250.00
11.750 365.00 250.00
11.910 15/32 375.00 260.00
12.000 375.00 260.00
12.300 31/64 375.00 260.00
12.500 375.00 260.00
12.700 1/2 375.00 260.00
13.000 375.00 260.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 237 504 529 571

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 136

Techn. data page 137 138 138 138

d1 l1 l2
Availability

mm inch mm mm

2.500 225.00 150.00
3.000 240.00 160.00
3.100 250.00 170.00
3.170 1/8 250.00 170.00
3.200 250.00 170.00
3.300 250.00 170.00
3.400 265.00 180.00
3.500 265.00 180.00
3.570 9/64 265.00 180.00
3.600 265.00 180.00
3.700 265.00 180.00
3.800 280.00 190.00
3.900 280.00 190.00
3.970 5/32 280.00 190.00
4.000 280.00 190.00
4.100 280.00 190.00
4.200 280.00 190.00
4.300 295.00 200.00
4.370 11/64 295.00 200.00
4.400 295.00 200.00
4.500 295.00 200.00
4.600 295.00 200.00
4.760 3/16 315.00 210.00
4.800 315.00 210.00
4.900 315.00 210.00
5.000 315.00 210.00
5.100 315.00 210.00
5.200 315.00 210.00
5.400 330.00 225.00
5.500 330.00 225.00
5.560 7/32 330.00 225.00
5.800 330.00 225.00
5.900 330.00 225.00
5.950 15/64 330.00 225.00
6.000 330.00 225.00
6.100 350.00 235.00
6.200 350.00 235.00
6.300 350.00 235.00
6.350 1/4 350.00 235.00
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Extra length twist drills, series 3
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 3

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 237 504 529 571

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 136

Techn. data page 137 138 138 138

d1 l1 l2
Availability

mm inch mm mm

6.400 350.00 235.00
6.500 350.00 235.00
6.600 350.00 235.00
6.700 350.00 235.00
6.750 17/64 370.00 250.00
6.800 370.00 250.00
7.000 370.00 250.00
7.140 9/32 370.00 250.00
7.200 370.00 250.00
7.500 370.00 250.00
7.540 19/64 390.00 265.00
7.750 390.00 265.00
7.800 390.00 265.00
7.940 5/16 390.00 265.00
8.000 390.00 265.00
8.200 390.00 265.00
8.330 21/64 390.00 265.00
8.500 390.00 265.00
8.600 410.00 280.00
8.700 410.00 280.00
8.730 11/32 410.00 280.00
8.800 410.00 280.00
8.900 410.00 280.00
9.000 410.00 280.00
9.100 410.00 280.00
9.200 410.00 280.00
9.500 410.00 280.00
9.520 3/8 430.00 295.00
9.530 430.00 295.00
9.800 430.00 295.00
9.920 25/64 430.00 295.00
10.000 430.00 295.00
10.300 430.00 295.00
10.320 13/32 430.00 295.00
10.500 430.00 295.00
10.720 27/64 455.00 310.00
11.000 455.00 310.00
11.100 455.00 310.00
11.110 7/16 455.00 310.00
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Extra length twist drills, series 3
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 3

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 237 504 529 571

Standard DIN 1869

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 136

Techn. data page 137 138 138 138

d1 l1 l2
Availability

mm inch mm mm

11.500 455.00 310.00
11.750 455.00 310.00
12.000 480.00 330.00
12.200 480.00 330.00
12.500 480.00 330.00
13.000 480.00 330.00
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Extra length twist drills

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 242

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 136

Techn. data page 138

d1 l1 l2
Availability

mm mm mm

6.000 500.00 400.00
8.000 500.00 400.00
10.000 600.00 500.00
11.000 600.00 500.00
12.000 600.00 500.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 243

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 138

d1 l1 l2
Availability

mm mm mm

8.000 750.00 650.00
9.800 750.00 650.00
10.000 750.00 650.00
11.000 750.00 650.00
12.000 750.00 650.00
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Extra length twist drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 244

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 139

d1 l1 l2
Availability

mm mm mm

10.000 1000.00 850.00
11.000 1000.00 850.00
12.000 1000.00 850.00
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Aircraft extension drills, 6 inches long
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 577 579

Standard NAS 907

Tool material HSS

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 139 139

d1 l1 l2
Availability

mm inch mm mm

1.500 153.00 23.00
1.590 1/16 153.00 26.00
1.650 153.00 26.00
1.750 153.00 26.00
1.780 153.00 26.00
1.900 153.00 26.00
1.930 153.00 29.00
1.980 5/64 153.00 29.00
1.990 153.00 29.00
2.000 153.00 29.00
2.100 153.00 29.00
2.300 153.00 32.50
2.370 153.00 37.00
2.380 3/32 153.00 37.00
2.400 153.00 37.00
2.490 153.00 37.00
2.500 153.00 37.00
2.530 153.00 37.00
2.580 153.00 37.00
2.640 153.00 37.00
2.710 153.00 42.00
2.780 7/64 153.00 42.00
2.790 153.00 42.00
2.820 153.00 42.00
2.870 153.00 42.00
2.950 153.00 42.00
3.000 153.00 42.00
3.050 153.00 42.00
3.170 1/8 153.00 42.00
3.200 153.00 42.00
3.260 153.00 42.00
3.450 154.00 49.00
3.500 154.00 49.00
3.570 9/64 154.00 49.00
3.600 154.00 49.00
3.660 154.00 49.00
3.700 154.00 49.00
3.730 154.00 49.00
3.800 154.00 55.00
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Aircraft extension drills, 6 inches long
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Aircraft extension drills, 6 inches long

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 577 579

Standard NAS 907

Tool material HSS

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 139 139

d1 l1 l2
Availability

mm inch mm mm

3.860 154.00 55.00
3.910 154.00 55.00
3.970 5/32 154.00 55.00
3.990 154.00 55.00
4.000 154.00 55.00
4.040 154.00 55.00
4.090 154.00 55.00
4.220 154.00 55.00
4.370 11/64 154.00 60.00
4.390 154.00 60.00
4.500 154.00 60.00
4.570 154.00 60.00
4.620 154.00 60.00
4.700 154.00 60.00
4.760 3/16 154.00 63.50
4.800 154.00 63.50
4.850 154.00 63.50
4.920 154.00 63.50
4.980 154.00 63.50
5.000 154.00 63.50
5.160 13/64 154.00 63.50
5.410 154.00 68.50
5.500 154.00 68.50
5.560 7/32 154.00 68.50
5.800 154.00 68.50
5.940 154.00 68.50
5.950 15/64 154.00 68.50
6.040 154.00 75.00
6.150 154.00 75.00
6.200 154.00 75.00
6.250 154.00 75.00
6.350 1/4 154.00 75.00
6.400 154.00 75.00
6.450 154.00 75.00
6.530 154.00 75.00
6.750 17/64 155.00 80.00
6.800 155.00 80.00
7.000 155.00 80.00
7.700 155.00 90.00
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Aircraft extension drills, 6 inches long
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Aircraft extension drills, 6 inches long

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 577 579

Standard NAS 907

Tool material HSS

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 139 139

d1 l1 l2
Availability

mm inch mm mm

7.940 5/16 155.00 90.00
8.000 155.00 90.00
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Aircraft extension drills, 12 inches long
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Aircraft extension drills, 12 inches long

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 578 580

Standard NAS 907

Tool material HSS

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 139 139

d1 l1 l2
Availability

mm inch mm mm

1.500 306.00 23.00
1.590 1/16 306.00 26.00
1.780 306.00 26.00
1.850 306.00 26.00
1.930 306.00 29.00
1.980 5/64 306.00 29.00
1.990 306.00 29.00
2.000 306.00 29.00
2.180 306.00 32.50
2.260 306.00 32.50
2.380 3/32 306.00 37.00
2.440 306.00 37.00
2.490 306.00 37.00
2.500 306.00 37.00
2.530 306.00 37.00
2.580 306.00 37.00
2.640 306.00 37.00
2.710 306.00 42.00
2.780 7/64 306.00 42.00
2.790 306.00 42.00
2.820 306.00 42.00
2.870 306.00 42.00
2.950 306.00 42.00
3.000 306.00 42.00
3.170 1/8 306.00 42.00
3.200 306.00 42.00
3.260 306.00 42.00
3.450 308.00 49.00
3.500 308.00 49.00
3.570 9/64 308.00 49.00
3.660 308.00 49.00
3.700 308.00 49.00
3.730 308.00 49.00
3.800 308.00 55.00
3.970 5/32 308.00 55.00
3.990 308.00 55.00
4.000 308.00 55.00
4.040 308.00 55.00
4.090 308.00 55.00
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Aircraft extension drills, 12 inches long

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Aircraft extension drills, 12 inches long

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 578 580

Standard NAS 907

Tool material HSS

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 139 139

d1 l1 l2
Availability

mm inch mm mm

4.220 308.00 55.00
4.300 308.00 60.00
4.370 11/64 308.00 60.00
4.390 308.00 60.00
4.500 308.00 60.00
4.570 308.00 60.00
4.620 308.00 60.00
4.700 308.00 60.00
4.760 3/16 308.00 63.50
4.800 308.00 63.50
4.850 308.00 63.50
4.920 308.00 63.50
4.980 308.00 63.50
5.000 308.00 63.50
5.060 308.00 63.50
5.110 308.00 63.50
5.160 13/64 308.00 63.50
5.500 308.00 68.50
5.560 7/32 308.00 68.50
5.790 308.00 68.50
5.800 308.00 68.50
5.940 308.00 68.50
5.950 15/64 308.00 68.50
6.000 308.00 68.50
6.040 308.00 75.00
6.150 308.00 75.00
6.250 308.00 75.00
6.350 1/4 308.00 75.00
6.530 308.00 75.00
7.000 310.00 80.00
7.940 5/16 310.00 90.00
8.000 310.00 90.00
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Carbide-tipped twist drill
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper pin drills

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 531

Standard DIN 1898

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance

Discount group 138

Techn. data page 140

d1 d2 l1 l2 l5
Availability

mm mm mm mm mm

1.000 1.600 50.00 29.00 26.00
2.000 3.150 86.00 52.00 48.00
2.500 3.150 86.00 52.00 48.00
3.000 4.000 100.00 63.00 58.00
3.500 5.000 112.00 74.00 68.00
4.000 5.000 112.00 74.00 68.00
4.500 6.300 122.00 81.00 73.00
5.000 6.300 122.00 81.00 73.00
5.500 8.000 160.00 114.00 105.00
6.000 8.000 160.00 114.00 105.00
8.000 10.000 207.00 157.00 145.00

10.000 12.500 245.00 190.00 175.00
12.000 16.000 290.00 228.00 210.00
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Carbide-tipped twist drill
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper pin drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 703 704

Standard DIN 8037 DIN 8038

Tool material Carbide

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 102 102

Techn. data page 140 140

d1 l1 l2
Availability

mm mm mm

1.700 45.00 18.00
1.900 45.00 18.00
2.200 45.00 18.00
2.600 50.00 20.00
2.700 50.00 20.00
2.900 50.00 20.00
3.000 50.00 20.00
3.100 56.00 25.00
3.200 56.00 25.00
3.250 56.00 25.00
3.300 56.00 25.00
3.500 56.00 25.00
3.700 56.00 25.00
3.800 56.00 25.00
3.900 56.00 25.00
4.000 56.00 25.00
4.100 63.00 28.00
4.200 63.00 28.00
4.300 63.00 28.00
4.400 63.00 28.00
4.500 63.00 28.00
4.800 63.00 28.00
4.900 63.00 28.00
5.000 63.00 28.00
5.100 71.00 32.00
5.200 71.00 32.00
5.300 71.00 32.00
5.400 71.00 32.00
5.500 71.00 32.00
5.800 71.00 32.00
6.000 71.00 32.00
6.200 71.00 32.00
6.300 71.00 32.00
6.350 71.00 32.00
6.400 71.00 32.00
6.500 71.00 32.00
6.700 80.00 40.00
6.800 80.00 40.00
7.000 80.00 40.00
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Carbide-tipped twist drill

S
tr

ai
gh

t s
ha

nk
 tw

is
t 

dr
ill

s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Carbide-tipped twist drill

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 703 704

Standard DIN 8037 DIN 8038

Tool material Carbide

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 102 102

Techn. data page 140 140

d1 l1 l2
Availability

mm mm mm

7.100 80.00 40.00
7.200 80.00 40.00
7.500 80.00 40.00
7.800 80.00 40.00
8.000 80.00 40.00
8.200 90.00 50.00
8.400 90.00 50.00
8.500 90.00 50.00
8.800 90.00 50.00
9.000 90.00 50.00
9.500 90.00 50.00
9.700 100.00 56.00
9.800 100.00 56.00
10.000 100.00 56.00
10.200 100.00 56.00
10.400 100.00 56.00
10.500 100.00 56.00
11.000 100.00 56.00
11.500 112.00 63.00
12.000 112.00 63.00
12.500 112.00 63.00
12.700 112.00 63.00
13.000 112.00 63.00
13.500 125.00 71.00
14.000 125.00 71.00
14.500 125.00 71.00
15.000 125.00 71.00
15.500 140.00 80.00
16.000 140.00 80.00
16.500 140.00 80.00
17.000 140.00 80.00
17.500 160.00 90.00
18.000 160.00 90.00
19.000 160.00 90.00
19.500 160.00 90.00
20.000 160.00 90.00
21.000 160.00 90.00
22.000 160.00 90.00
23.500 170.00 100.00
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Carbide-tipped twist drill
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Carbide-tipped twist drill

S
traight shank tw

ist 
drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 703 704

Standard DIN 8037 DIN 8038

Tool material Carbide

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 102 102

Techn. data page 140 140

d1 l1 l2
Availability

mm mm mm

24.000 170.00 100.00 l l
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Carbide tipped spade drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Kevlar drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1149

Standard Guhring std.

Tool material Solid carbide

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 102

Techn. data page 140

d1 l1 l2
Availability

mm inch mm mm

2.500 43.00 14.00
3.200 49.00 18.00
3.570 9/64 52.00 20.00
4.000 55.00 22.00
4.760 3/16 62.00 26.00
5.000 62.00 26.00
6.000 66.00 28.00
8.000 79.00 37.00

10.000 89.00 43.00
12.000 102.00 51.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Kevlar drills

S
traight shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 707

Standard Guhring std.

Tool material Carbide

Surface

Type

Cutting direction right-hand

Tolerance h8

Discount group 102

Techn. data page 140

d1 d2 l1
Availability

mm mm mm

3.000 2.500 50.00
5.000 4.000 63.00
5.500 5.000 70.00
6.000 5.000 70.00
7.000 6.000 80.00
8.000 6.000 80.00
9.000 7.000 90.00
10.000 8.000 100.00
12.000 8.000 112.00
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Masonry drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 716

Standard Guhring std.

Tool material Carbide

Surface

Type N

Cutting direction right-hand

Tolerance

Discount group 102

Techn. data page 141

d1 l1 l2
Availability

mm mm mm

4.000 75.00 40.00
5.000 85.00 50.00
6.000 100.00 60.00
8.000 120.00 80.00
10.000 120.00 80.00
12.000 150.00 90.00
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Jobber drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 363 663

Standard Guhring std.

Tool material HSCO

Surface

Type GV 120 GV 120

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 134 139

Techn. data page 142 142

d1 MK l1 l2
Availability

mm inch mm mm

8.100 1 130.00 49.00
8.200 1 130.00 49.00
8.300 1 130.00 49.00
8.500 1 130.00 49.00
8.600 1 134.00 53.00
8.730 11/32 1 134.00 53.00
9.000 1 134.00 53.00
9.520 3/8 1 138.00 57.00
9.920 25/64 1 138.00 57.00

10.000 1 138.00 57.00
10.100 1 138.00 57.00
10.200 1 138.00 57.00
10.500 1 138.00 57.00
10.750 1 142.00 61.00
11.000 1 142.00 61.00
11.500 1 142.00 61.00
11.510 29/64 1 142.00 61.00
11.750 1 142.00 61.00
12.000 1 147.00 66.00
12.500 1 147.00 66.00
12.700 1/2 1 147.00 66.00
13.000 1 147.00 66.00
13.490 17/32 2 168.00 70.00
13.500 2 168.00 70.00
14.000 2 168.00 70.00
14.250 2 172.00 74.00
14.290 9/16 2 172.00 74.00
14.500 2 172.00 74.00
15.000 2 172.00 74.00
15.480 2 176.00 78.00
15.500 2 176.00 78.00
16.000 2 176.00 78.00
16.500 2 179.00 81.00
17.000 2 179.00 81.00
17.500 2 183.00 85.00
18.000 2 183.00 85.00
18.500 2 186.00 88.00
19.000 2 186.00 88.00
19.450 49/64 3 212.00 91.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Jobber drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 363 663

Standard Guhring std.

Tool material HSCO

Surface

Type GV 120 GV 120

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 134 139

Techn. data page 142 142

d1 MK l1 l2
Availability

mm inch mm mm

20.000 3 212.00 91.00
20.500 3 216.00 95.00
20.900 3 216.00 95.00
21.000 3 216.00 95.00
21.030 53/64 3 216.00 95.00
21.500 3 219.00 98.00
22.000 3 219.00 98.00
22.220 7/8 3 219.00 98.00
23.000 3 222.00 101.00
23.020 29/32 3 222.00 101.00
24.000 3 225.00 104.00
24.500 3 225.00 104.00
25.000 63/64 3 225.00 104.00
26.000 4 256.00 107.00
26.500 4 256.00 107.00
27.000 4 259.00 110.00
27.500 4 259.00 110.00
28.000 4 259.00 110.00
29.000 4 263.00 114.00
29.370 1 5/32 4 263.00 114.00
30.000 4 263.00 114.00
31.000 4 266.00 117.00
32.000 4 269.00 120.00
32.500 4 269.00 120.00
33.000 4 269.00 120.00
37.000 4 276.00 127.00
38.000 5 317.00 130.00
43.000 5 323.00 136.00
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Jobber drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

2.380 3/32 1 111.00 30.00
2.400 1 111.00 30.00
2.450 1 111.00 30.00
2.500 1 111.00 30.00
2.650 1 111.00 30.00
2.750 1 114.00 33.00
2.780 7/64 1 114.00 33.00
2.900 1 114.00 33.00
3.000 1 114.00 33.00
3.050 1 117.00 36.00
3.170 1/8 1 117.00 36.00
3.200 1 117.00 36.00
3.250 1 117.00 36.00
3.300 1 117.00 36.00
3.450 1 120.00 39.00
3.500 1 120.00 39.00
3.570 9/64 1 120.00 39.00
3.600 1 120.00 39.00
3.700 1 120.00 39.00
3.800 1 124.00 43.00
3.970 5/32 1 124.00 43.00
4.000 1 124.00 43.00
4.200 1 124.00 43.00
4.250 1 124.00 43.00
4.300 1 128.00 47.00
4.370 11/64 1 128.00 47.00
4.400 1 128.00 47.00
4.500 1 128.00 47.00
4.600 1 128.00 47.00
4.700 1 128.00 47.00
4.750 1 128.00 47.00
4.760 3/16 1 133.00 52.00
4.800 1 133.00 52.00
4.900 1 133.00 52.00
5.000 1 133.00 52.00
5.100 1 133.00 52.00
5.160 13/64 1 133.00 52.00
5.200 1 133.00 52.00
5.300 1 133.00 52.00
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Twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

5.400 1 138.00 57.00
5.500 1 138.00 57.00
5.560 7/32 1 138.00 57.00
5.600 1 138.00 57.00
5.700 1 138.00 57.00
5.750 1 138.00 57.00
5.800 1 138.00 57.00
5.900 1 138.00 57.00
5.950 15/64 1 138.00 57.00
6.000 1 138.00 57.00
6.050 1 144.00 63.00
6.100 1 144.00 63.00
6.200 1 144.00 63.00
6.300 1 144.00 63.00
6.350 1/4 1 144.00 63.00
6.400 1 144.00 63.00
6.500 1 144.00 63.00
6.600 1 144.00 63.00
6.700 1 144.00 63.00
6.750 17/64 1 150.00 69.00
6.800 1 150.00 69.00
6.900 1 150.00 69.00
7.000 1 150.00 69.00
7.140 9/32 1 150.00 69.00
7.200 1 150.00 69.00
7.250 1 150.00 69.00
7.300 1 150.00 69.00
7.400 1 150.00 69.00
7.500 1 150.00 69.00
7.540 19/64 1 156.00 75.00
7.700 1 156.00 75.00
7.750 1 156.00 75.00
7.800 1 156.00 75.00
7.900 1 156.00 75.00
7.940 5/16 1 156.00 75.00
8.000 1 156.00 75.00
8.050 1 156.00 75.00
8.100 1 156.00 75.00
8.200 1 156.00 75.00
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Twist drills
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

8.250 1 156.00 75.00
8.300 1 156.00 75.00
8.330 21/64 1 156.00 75.00
8.400 1 156.00 75.00
8.500 1 156.00 75.00
8.600 1 162.00 81.00
8.700 1 162.00 81.00
8.730 11/32 1 162.00 81.00
8.750 1 162.00 81.00
8.800 1 162.00 81.00
8.900 1 162.00 81.00
9.000 1 162.00 81.00
9.050 1 162.00 81.00
9.100 1 162.00 81.00
9.130 23/64 1 162.00 81.00
9.200 1 162.00 81.00
9.250 1 162.00 81.00
9.300 1 162.00 81.00
9.400 1 162.00 81.00
9.500 1 162.00 81.00
9.520 3/8 1 168.00 87.00
9.700 1 168.00 87.00
9.750 1 168.00 87.00
9.800 1 168.00 87.00
9.900 1 168.00 87.00
9.920 25/64 1 168.00 87.00

10.000 1 168.00 87.00
10.100 1 168.00 87.00
10.150 1 168.00 87.00
10.200 1 168.00 87.00
10.250 1 168.00 87.00
10.300 1 168.00 87.00
10.320 13/32 1 168.00 87.00
10.400 1 168.00 87.00
10.500 1 168.00 87.00
10.520 1 168.00 87.00
10.600 1 168.00 87.00
10.700 1 175.00 94.00
10.720 27/64 1 175.00 94.00
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Twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

10.750 1 175.00 94.00
10.800 1 175.00 94.00
10.900 1 175.00 94.00
11.000 1 175.00 94.00
11.100 1 175.00 94.00
11.110 7/16 1 175.00 94.00
11.200 1 175.00 94.00
11.250 1 175.00 94.00
11.300 1 175.00 94.00
11.400 1 175.00 94.00
11.500 1 175.00 94.00
11.600 1 175.00 94.00
11.700 1 175.00 94.00
11.750 1 175.00 94.00
11.800 1 175.00 94.00
11.900 1 182.00 101.00
11.910 15/32 1 182.00 101.00
12.000 1 182.00 101.00
12.100 1 182.00 101.00
12.200 1 182.00 101.00
12.250 1 182.00 101.00
12.300 31/64 1 182.00 101.00
12.500 1 182.00 101.00
12.550 1 182.00 101.00
12.600 1 182.00 101.00
12.700 1/2 1 182.00 101.00
12.750 1 182.00 101.00
12.800 1 182.00 101.00
12.850 1 182.00 101.00
12.900 1 182.00 101.00
13.000 1 182.00 101.00
13.100 33/64 1 182.00 101.00
13.200 1 182.00 101.00
13.250 1 189.00 108.00
13.300 1 189.00 108.00
13.490 17/32 1 189.00 108.00
13.500 1 189.00 108.00
13.600 1 189.00 108.00
13.700 1 189.00 108.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

13.750 1 189.00 108.00
13.800 1 189.00 108.00
13.890 35/64 1 189.00 108.00
14.000 1 189.00 108.00
14.050 2 212.00 114.00
14.100 2 212.00 114.00
14.200 2 212.00 114.00
14.250 2 212.00 114.00
14.290 9/16 2 212.00 114.00
14.300 2 212.00 114.00
14.400 2 212.00 114.00
14.500 2 212.00 114.00
14.600 2 212.00 114.00
14.700 2 212.00 114.00
14.750 2 212.00 114.00
14.800 2 212.00 114.00
14.900 2 212.00 114.00
15.000 2 212.00 114.00
15.080 19/32 2 218.00 120.00
15.100 2 218.00 120.00
15.200 2 218.00 120.00
15.250 2 218.00 120.00
15.300 2 218.00 120.00
15.400 2 218.00 120.00
15.500 2 218.00 120.00
15.600 2 218.00 120.00
15.700 2 218.00 120.00
15.750 2 218.00 120.00
15.800 2 218.00 120.00
15.870 5/8 2 218.00 120.00
15.900 2 218.00 120.00
16.000 2 218.00 120.00
16.100 2 223.00 125.00
16.200 2 223.00 125.00
16.250 2 223.00 125.00
16.270 41/64 2 223.00 125.00
16.300 2 223.00 125.00
16.400 2 223.00 125.00
16.500 2 223.00 125.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

16.670 21/32 2 223.00 125.00
16.700 2 223.00 125.00
16.750 2 223.00 125.00
16.800 2 223.00 125.00
17.000 2 223.00 125.00
17.070 43/64 2 228.00 130.00
17.100 2 228.00 130.00
17.200 2 228.00 130.00
17.250 2 228.00 130.00
17.300 2 228.00 130.00
17.400 2 228.00 130.00
17.460 2 228.00 130.00
17.500 2 228.00 130.00
17.600 2 228.00 130.00
17.700 2 228.00 130.00
17.750 2 228.00 130.00
17.800 2 228.00 130.00
17.860 45/64 2 228.00 130.00
17.900 2 228.00 130.00
18.000 2 228.00 130.00
18.100 2 233.00 135.00
18.200 2 233.00 135.00
18.250 2 233.00 135.00
18.260 23/32 2 233.00 135.00
18.300 2 233.00 135.00
18.500 2 233.00 135.00
18.650 47/64 2 233.00 135.00
18.700 2 233.00 135.00
18.750 2 233.00 135.00
18.800 2 233.00 135.00
18.900 2 233.00 135.00
19.000 2 233.00 135.00
19.050 3/4 2 238.00 140.00
19.100 2 238.00 140.00
19.200 2 238.00 140.00
19.250 2 238.00 140.00
19.450 49/64 2 238.00 140.00
19.500 2 238.00 140.00
19.700 2 238.00 140.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

19.750 2 238.00 140.00
19.800 2 238.00 140.00
19.840 25/32 2 238.00 140.00
20.000 2 238.00 140.00
20.100 2 243.00 145.00
20.200 2 243.00 145.00
20.250 2 243.00 145.00
20.300 2 243.00 145.00
20.400 2 243.00 145.00
20.500 2 243.00 145.00
20.600 2 243.00 145.00
20.640 13/16 2 243.00 145.00
20.750 2 243.00 145.00
21.000 2 243.00 145.00
21.100 2 243.00 145.00
21.200 2 243.00 145.00
21.250 2 248.00 150.00
21.430 27/32 2 248.00 150.00
21.500 2 248.00 150.00
21.750 2 248.00 150.00
21.830 55/64 2 248.00 150.00
22.000 2 248.00 150.00
22.100 2 248.00 150.00
22.200 2 248.00 150.00
22.220 7/8 2 248.00 150.00
22.250 2 248.00 150.00
22.400 2 248.00 150.00
22.500 2 253.00 155.00
22.620 57/64 2 253.00 155.00
22.750 2 253.00 155.00
23.000 2 253.00 155.00
23.020 29/32 2 253.00 155.00
23.250 3 276.00 155.00
23.300 3 276.00 155.00
23.420 59/64 3 276.00 155.00
23.500 3 276.00 155.00
23.750 3 281.00 160.00
23.810 15/16 3 281.00 160.00
23.900 3 281.00 160.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

24.000 3 281.00 160.00
24.100 3 281.00 160.00
24.210 61/64 3 281.00 160.00
24.250 3 281.00 160.00
24.300 3 281.00 160.00
24.500 3 281.00 160.00
24.610 31/32 3 281.00 160.00
24.750 3 281.00 160.00
25.000 63/64 3 281.00 160.00
25.100 3 286.00 165.00
25.200 3 286.00 165.00
25.250 3 286.00 165.00
25.400 1 3 286.00 165.00
25.500 3 286.00 165.00
25.750 3 286.00 165.00
25.800 1 1/64 3 286.00 165.00
26.000 3 286.00 165.00
26.190 1 1/32 3 286.00 165.00
26.250 3 286.00 165.00
26.500 3 286.00 165.00
26.590 1 3/64 3 291.00 170.00
26.750 3 291.00 170.00
26.990 1 1/16 3 291.00 170.00
27.000 3 291.00 170.00
27.200 3 291.00 170.00
27.250 3 291.00 170.00
27.500 3 291.00 170.00
27.750 3 291.00 170.00
27.780 1 3/32 3 291.00 170.00
28.000 3 291.00 170.00
28.250 3 296.00 175.00
28.500 3 296.00 175.00
28.570 1 1/8 3 296.00 175.00
28.750 3 296.00 175.00
29.000 3 296.00 175.00
29.250 3 296.00 175.00
29.370 1 5/32 3 296.00 175.00
29.500 3 296.00 175.00
29.750 3 296.00 175.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

30.000 3 296.00 175.00
30.100 3 301.00 180.00
30.160 1 3/16 3 301.00 180.00
30.250 3 301.00 180.00
30.300 3 301.00 180.00
30.500 3 301.00 180.00
30.560 1 13/64 3 301.00 180.00
30.750 3 301.00 180.00
31.000 3 301.00 180.00
31.250 3 301.00 180.00
31.500 3 301.00 180.00
31.750 1 1/4 3 306.00 185.00
32.000 4 334.00 185.00
32.150 1 17/64 4 334.00 185.00
32.250 4 334.00 185.00
32.500 4 334.00 185.00
32.540 1 9/32 4 334.00 185.00
32.750 4 334.00 185.00
33.000 4 334.00 185.00
33.340 1 5/16 4 334.00 185.00
33.500 4 334.00 185.00
33.730 1 21/64 4 339.00 190.00
34.000 4 339.00 190.00
34.500 4 339.00 190.00
34.750 4 339.00 190.00
34.920 1 3/8 4 339.00 190.00
35.000 4 339.00 190.00
35.500 4 339.00 190.00
36.000 4 344.00 195.00
36.500 4 344.00 195.00
36.750 4 344.00 195.00
37.000 4 344.00 195.00
37.310 1 15/32 4 344.00 195.00
37.500 4 344.00 195.00
37.700 1 31/64 4 349.00 200.00
38.000 4 349.00 200.00
38.100 1 1/2 4 349.00 200.00
38.500 1 33/64 4 349.00 200.00
39.000 4 349.00 200.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

39.500 4 349.00 200.00
39.690 1 9/16 4 349.00 200.00
40.000 4 349.00 200.00
40.500 4 354.00 205.00
40.750 4 354.00 205.00
40.800 4 354.00 205.00
40.880 1 39/64 4 354.00 205.00
41.000 4 354.00 205.00
41.270 1 5/8 4 354.00 205.00
41.500 4 354.00 205.00
42.000 4 354.00 205.00
42.500 4 354.00 205.00
43.000 4 359.00 210.00
43.500 4 359.00 210.00
44.000 4 359.00 210.00
44.450 1 3/4 4 359.00 210.00
44.500 4 359.00 210.00
45.000 4 359.00 210.00
45.240 1 25/32 4 364.00 215.00
45.500 4 364.00 215.00
46.000 4 364.00 215.00
46.040 1 13/16 4 364.00 215.00
46.430 1 53/64 4 364.00 215.00
46.500 4 364.00 215.00
46.830 1 27/32 4 364.00 215.00
47.000 4 364.00 215.00
47.230 1 55/64 4 364.00 215.00
47.500 4 364.00 215.00
47.620 1 7/8 4 369.00 220.00
48.000 4 369.00 220.00
48.020 1 57/64 4 369.00 220.00
48.500 4 369.00 220.00
48.820 1 59/64 4 369.00 220.00
49.000 4 369.00 220.00
49.500 4 369.00 220.00
49.610 1 61/64 4 369.00 220.00
50.000 4 369.00 220.00
50.500 4 374.00 225.00
50.800 2 4 374.00 225.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

51.000 5 412.00 225.00
52.000 5 412.00 225.00
53.000 5 412.00 225.00
53.390 5 417.00 230.00
53.400 5 417.00 230.00
54.000 5 417.00 230.00
55.000 5 417.00 230.00
55.500 5 417.00 230.00
55.560 2 3/16 5 417.00 230.00
56.000 5 417.00 230.00
57.000 5 422.00 235.00
58.000 5 422.00 235.00
59.000 5 422.00 235.00
60.000 5 422.00 235.00
61.000 5 427.00 240.00
62.000 5 427.00 240.00
63.000 5 427.00 240.00
63.500 2 1/2 5 432.00 245.00
65.000 5 432.00 245.00
66.670 2 5/8 5 432.00 245.00
67.500 5 437.00 250.00
68.000 5 437.00 250.00
69.850 2 3/4 5 437.00 250.00
70.000 5 437.00 250.00
71.500 5 442.00 255.00
72.000 5 442.00 255.00
75.000 5 442.00 255.00
76.990 3 1/32 6 514.00 260.00
77.000 6 514.00 260.00
77.790 3 1/16 6 514.00 260.00
78.580 3 3/32 6 514.00 260.00
79.000 6 514.00 260.00
79.500 6 514.00 260.00
87.310 3 7/16 6 524.00 270.00
89.000 6 524.00 270.00
89.500 6 524.00 270.00
91.000 6 529.00 275.00
91.500 6 529.00 275.00
92.500 6 529.00 275.00
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Twist drills
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 229 245 246 247 248 558 592

Standard DIN 345

Tool material HSS

Surface

Type N N H W N GT 100 N

Cutting direction right-hand right-hand right-hand right-hand left-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 138 132 138 138 138 138 138

Techn. data page 142 142 142 143 143 143 143

d1 MK l1 l2
Availability

mm inch mm mm

93.000 6 529.00 275.00
94.000 6 529.00 275.00
94.500 6 529.00 275.00
95.250 3 3/4 6 534.00 280.00
95.500 6 534.00 280.00
96.000 6 534.00 280.00
98.420 3 7/8 6 534.00 280.00
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Twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

3.000 1 114.00 33.00
3.170 1/8 1 117.00 36.00
3.500 1 120.00 39.00
3.570 9/64 1 120.00 39.00
3.970 5/32 1 124.00 43.00
4.000 1 124.00 43.00
4.100 1 124.00 43.00
4.250 1 124.00 43.00
4.370 11/64 1 128.00 47.00
4.500 1 128.00 47.00
4.760 3/16 1 133.00 52.00
5.000 1 133.00 52.00
5.160 13/64 1 133.00 52.00
5.200 1 133.00 52.00
5.500 1 138.00 57.00
5.560 7/32 1 138.00 57.00
6.000 1 138.00 57.00
6.200 1 144.00 63.00
6.400 1 144.00 63.00
6.500 1 144.00 63.00
6.700 1 144.00 63.00
6.750 17/64 1 150.00 69.00
6.800 1 150.00 69.00
7.000 1 150.00 69.00
7.100 1 150.00 69.00
7.140 9/32 1 150.00 69.00
7.250 1 150.00 69.00
7.400 1 150.00 69.00
7.500 1 150.00 69.00
7.540 19/64 1 156.00 75.00
7.700 1 156.00 75.00
7.750 1 156.00 75.00
7.900 1 156.00 75.00
7.940 5/16 1 156.00 75.00
8.000 1 156.00 75.00
8.200 1 156.00 75.00
8.500 1 156.00 75.00
8.700 1 162.00 81.00
8.730 11/32 1 162.00 81.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

8.750 1 162.00 81.00
8.800 1 162.00 81.00
9.000 1 162.00 81.00
9.130 23/64 1 162.00 81.00
9.200 1 162.00 81.00
9.400 1 162.00 81.00
9.500 1 162.00 81.00
9.520 3/8 1 168.00 87.00
9.600 1 168.00 87.00
9.750 1 168.00 87.00
9.800 1 168.00 87.00

10.000 1 168.00 87.00
10.100 1 168.00 87.00
10.150 1 168.00 87.00
10.200 1 168.00 87.00
10.250 1 168.00 87.00
10.300 1 168.00 87.00
10.320 13/32 1 168.00 87.00
10.400 1 168.00 87.00
10.500 1 168.00 87.00
10.700 1 175.00 94.00
10.720 27/64 1 175.00 94.00
10.750 1 175.00 94.00
10.800 1 175.00 94.00
11.000 1 175.00 94.00
11.110 7/16 1 175.00 94.00
11.200 1 175.00 94.00
11.250 1 175.00 94.00
11.400 1 175.00 94.00
11.500 1 175.00 94.00
11.510 29/64 1 175.00 94.00
11.600 1 175.00 94.00
11.700 1 175.00 94.00
11.750 1 175.00 94.00
11.800 1 175.00 94.00
11.900 1 182.00 101.00
11.910 15/32 1 182.00 101.00
12.000 1 182.00 101.00
12.100 1 182.00 101.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

12.150 1 182.00 101.00
12.200 1 182.00 101.00
12.250 1 182.00 101.00
12.300 31/64 1 182.00 101.00
12.400 1 182.00 101.00
12.500 1 182.00 101.00
12.700 1/2 1 182.00 101.00
12.750 1 182.00 101.00
12.800 1 182.00 101.00
13.000 1 182.00 101.00
13.100 33/64 1 182.00 101.00
13.250 1 189.00 108.00
13.300 1 189.00 108.00
13.490 17/32 1 189.00 108.00
13.500 1 189.00 108.00
13.700 1 189.00 108.00
13.750 1 189.00 108.00
13.890 35/64 1 189.00 108.00
13.900 1 189.00 108.00
14.000 1 189.00 108.00
14.100 2 212.00 114.00
14.200 2 212.00 114.00
14.250 2 212.00 114.00
14.290 9/16 2 212.00 114.00
14.500 2 212.00 114.00
14.680 37/64 2 212.00 114.00
14.750 2 212.00 114.00
14.900 2 212.00 114.00
15.000 2 212.00 114.00
15.080 19/32 2 218.00 120.00
15.200 2 218.00 120.00
15.250 2 218.00 120.00
15.500 2 218.00 120.00
15.750 2 218.00 120.00
15.870 5/8 2 218.00 120.00
16.000 2 218.00 120.00
16.100 2 223.00 125.00
16.200 2 223.00 125.00
16.250 2 223.00 125.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

16.270 41/64 2 223.00 125.00
16.500 2 223.00 125.00
16.670 21/32 2 223.00 125.00
16.750 2 223.00 125.00
17.000 2 223.00 125.00
17.070 43/64 2 228.00 130.00
17.250 2 228.00 130.00
17.460 2 228.00 130.00
17.500 2 228.00 130.00
17.750 2 228.00 130.00
17.860 45/64 2 228.00 130.00
18.000 2 228.00 130.00
18.200 2 233.00 135.00
18.250 2 233.00 135.00
18.260 23/32 2 233.00 135.00
18.500 2 233.00 135.00
18.650 47/64 2 233.00 135.00
18.750 2 233.00 135.00
19.000 2 233.00 135.00
19.050 3/4 2 238.00 140.00
19.250 2 238.00 140.00
19.450 49/64 2 238.00 140.00
19.500 2 238.00 140.00
19.750 2 238.00 140.00
19.840 25/32 2 238.00 140.00
20.000 2 238.00 140.00
20.250 2 243.00 145.00
20.500 2 243.00 145.00
20.640 13/16 2 243.00 145.00
20.750 2 243.00 145.00
21.000 2 243.00 145.00
21.250 2 248.00 150.00
21.500 2 248.00 150.00
21.750 2 248.00 150.00
21.830 55/64 2 248.00 150.00
22.000 2 248.00 150.00
22.220 7/8 2 248.00 150.00
22.250 2 248.00 150.00
22.500 2 253.00 155.00
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bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

22.620 57/64 2 253.00 155.00
23.000 2 253.00 155.00
23.020 29/32 2 253.00 155.00
23.500 3 276.00 155.00
23.750 3 281.00 160.00
23.810 15/16 3 281.00 160.00
24.000 3 281.00 160.00
24.210 61/64 3 281.00 160.00
24.500 3 281.00 160.00
24.610 31/32 3 281.00 160.00
24.750 3 281.00 160.00
25.000 63/64 3 281.00 160.00
25.250 3 286.00 165.00
25.400 1 3 286.00 165.00
25.500 3 286.00 165.00
26.000 3 286.00 165.00
26.500 3 286.00 165.00
26.990 1 1/16 3 291.00 170.00
27.000 3 291.00 170.00
27.380 1 5/64 3 291.00 170.00
27.500 3 291.00 170.00
27.780 1 3/32 3 291.00 170.00
28.000 3 291.00 170.00
28.500 3 296.00 175.00
28.570 1 1/8 3 296.00 175.00
29.000 3 296.00 175.00
29.370 1 5/32 3 296.00 175.00
29.500 3 296.00 175.00
29.750 3 296.00 175.00
30.000 3 296.00 175.00
30.160 1 3/16 3 301.00 180.00
30.500 3 301.00 180.00
31.000 3 301.00 180.00
31.500 3 301.00 180.00
31.750 1 1/4 3 306.00 185.00
32.000 4 334.00 185.00
32.500 4 334.00 185.00
33.000 4 334.00 185.00
34.000 4 339.00 190.00
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Twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 606 654 345 645 661 662 1222

Standard DIN 345

Tool material HSS HSCO

Surface

Type GT 100 N N GT 100 N GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 139 133 134 138 139 139 139

Techn. data page 143 144 144 144 144 144 145

d1 MK l1 l2
Availability

mm inch mm mm

35.000 4 339.00 190.00
36.000 4 344.00 195.00
37.000 4 344.00 195.00
38.000 4 349.00 200.00
39.000 4 349.00 200.00
40.000 4 349.00 200.00
42.000 4 354.00 205.00
42.070 1 21/32 4 354.00 205.00
42.860 1 11/16 4 359.00 210.00
43.000 4 359.00 210.00
45.000 4 359.00 210.00
50.000 4 369.00 220.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 1224 1262

Standard DIN 345

Tool material HSCO

Surface

Type GT 100 VA

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 139 134

Techn. data page 145 145

d1 MK l1 l2
Availability

mm inch mm mm

10.000 1 168.00 87.00
10.200 1 168.00 87.00
10.400 1 168.00 87.00
10.500 1 168.00 87.00
10.800 1 175.00 94.00
11.000 1 175.00 94.00
11.110 7/16 1 175.00 94.00
11.200 1 175.00 94.00
11.800 1 175.00 94.00
12.000 1 182.00 101.00
12.300 31/64 1 182.00 101.00
12.500 1 182.00 101.00
12.700 1/2 1 182.00 101.00
13.000 1 182.00 101.00
13.490 17/32 1 189.00 108.00
13.500 1 189.00 108.00
13.750 1 189.00 108.00
13.800 1 189.00 108.00
14.000 1 189.00 108.00
14.200 2 212.00 114.00
14.250 2 212.00 114.00
14.290 9/16 2 212.00 114.00
14.500 2 212.00 114.00
14.750 2 212.00 114.00
15.000 2 212.00 114.00
15.250 2 218.00 120.00
15.480 39/64 2 218.00 120.00
15.500 2 218.00 120.00
15.870 5/8 2 218.00 120.00
16.000 2 218.00 120.00
16.250 2 223.00 125.00
16.500 2 223.00 125.00
17.000 2 223.00 125.00
17.460 2 228.00 130.00
17.500 2 228.00 130.00
17.860 45/64 2 228.00 130.00
18.000 2 228.00 130.00
18.500 2 233.00 135.00
19.000 2 233.00 135.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1224 1262

Standard DIN 345

Tool material HSCO

Surface

Type GT 100 VA

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 139 134

Techn. data page 145 145

d1 MK l1 l2
Availability

mm inch mm mm

19.500 2 238.00 140.00
20.000 2 238.00 140.00
20.500 2 243.00 145.00
21.000 2 243.00 145.00
21.500 2 248.00 150.00
21.750 2 248.00 150.00
22.000 2 248.00 150.00
22.500 2 253.00 155.00
23.000 2 253.00 155.00
23.420 59/64 3 276.00 155.00
23.810 15/16 3 281.00 160.00
24.000 3 281.00 160.00
24.500 3 281.00 160.00
25.000 63/64 3 281.00 160.00
25.500 3 286.00 165.00
26.000 3 286.00 165.00
26.500 3 286.00 165.00
26.990 1 1/16 3 291.00 170.00
27.000 3 291.00 170.00
27.500 3 291.00 170.00
28.000 3 291.00 170.00
28.500 3 296.00 175.00
29.000 3 296.00 175.00
29.500 3 296.00 175.00
30.000 3 296.00 175.00
30.160 1 3/16 3 301.00 180.00
31.500 3 301.00 180.00
31.750 1 1/4 3 306.00 185.00
32.000 4 334.00 185.00
34.000 4 339.00 190.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 251 351

Standard DIN 346

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 145 145

d1 MK l1 l2
Availability

mm inch mm mm

10.000 2 185.00 87.00
10.500 2 185.00 87.00
11.910 15/32 2 199.00 101.00
12.000 2 199.00 101.00
12.250 2 199.00 101.00
12.500 2 199.00 101.00
12.700 1/2 2 199.00 101.00
12.750 2 199.00 101.00
13.000 2 199.00 101.00
13.100 33/64 2 199.00 101.00
13.250 2 206.00 108.00
13.490 17/32 2 206.00 108.00
13.500 2 206.00 108.00
13.890 35/64 2 206.00 108.00
14.000 2 206.00 108.00
16.000 3 241.00 120.00
16.700 3 246.00 125.00
17.000 3 246.00 125.00
17.250 3 251.00 130.00
17.500 3 251.00 130.00
18.250 3 256.00 135.00
18.260 23/32 3 256.00 135.00
18.500 3 256.00 135.00
18.650 47/64 3 256.00 135.00
18.750 3 256.00 135.00
19.000 3 256.00 135.00
19.050 3/4 3 261.00 140.00
19.450 49/64 3 261.00 140.00
19.840 25/32 3 261.00 140.00
20.000 3 261.00 140.00
20.250 3 266.00 145.00
20.640 13/16 3 266.00 145.00
21.000 3 266.00 145.00
21.030 53/64 3 266.00 145.00
21.430 27/32 3 271.00 150.00
21.500 3 271.00 150.00
21.830 3 271.00 150.00
22.000 3 271.00 150.00
22.220 7/8 3 271.00 150.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 251 351

Standard DIN 346

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 145 145

d1 MK l1 l2
Availability

mm inch mm mm

22.500 3 276.00 155.00
22.750 3 276.00 155.00
23.000 3 276.00 155.00
23.020 29/32 3 276.00 155.00
27.500 4 319.00 170.00
27.750 4 319.00 170.00
27.780 1 3/32 4 319.00 170.00
28.000 4 319.00 170.00
28.180 1 7/64 4 324.00 175.00
28.500 4 324.00 175.00
28.570 1 1/8 4 324.00 175.00
28.970 1 9/64 4 324.00 175.00
29.000 4 324.00 175.00
29.770 1 11/64 4 324.00 175.00
30.000 4 324.00 175.00
30.960 1 7/32 4 329.00 180.00
31.000 4 329.00 180.00
31.500 4 329.00 180.00
32.000 5 372.00 185.00
35.000 5 377.00 190.00
36.000 5 382.00 195.00
40.080 1 37/64 5 392.00 205.00
41.000 5 392.00 205.00
41.500 5 392.00 205.00
42.000 5 392.00 205.00
42.070 1 21/32 5 392.00 205.00
44.050 1 47/64 5 397.00 210.00
45.000 5 397.00 210.00
46.000 5 402.00 215.00
46.040 1 13/16 5 402.00 215.00
47.000 5 402.00 215.00
49.000 5 407.00 220.00
49.500 5 407.00 220.00
73.000 6 509.00 255.00
76.000 6 514.00 260.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

2.900 1 132.00 51.00
3.900 1 145.00 64.00
4.000 1 145.00 64.00
4.100 1 145.00 64.00
4.200 1 145.00 64.00
4.500 1 150.00 69.00
4.700 1 150.00 69.00
4.750 1 150.00 69.00
5.000 1 155.00 74.00
5.100 1 155.00 74.00
5.200 1 155.00 74.00
5.250 1 155.00 74.00
5.400 1 161.00 80.00
5.500 1 161.00 80.00
5.550 1 161.00 80.00
5.600 1 161.00 80.00
5.800 1 161.00 80.00
6.000 1 161.00 80.00
6.100 1 167.00 86.00
6.300 1 167.00 86.00
6.350 1/4 1 167.00 86.00
6.500 1 167.00 86.00
6.700 1 167.00 86.00
6.750 17/64 1 174.00 93.00
6.800 1 174.00 93.00
7.000 1 174.00 93.00
7.100 1 174.00 93.00
7.200 1 174.00 93.00
7.300 1 174.00 93.00
7.400 1 174.00 93.00
7.500 1 174.00 93.00
7.540 1 181.00 100.00
7.600 1 181.00 100.00
7.700 1 181.00 100.00
7.800 1 181.00 100.00
7.940 5/16 1 181.00 100.00
7.950 1 181.00 100.00
8.000 1 181.00 100.00
8.050 1 181.00 100.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

8.100 1 181.00 100.00
8.200 1 181.00 100.00
8.250 1 181.00 100.00
8.300 1 181.00 100.00
8.330 21/64 1 181.00 100.00
8.400 1 181.00 100.00
8.500 1 181.00 100.00
8.600 1 188.00 107.00
8.700 1 188.00 107.00
8.750 1 188.00 107.00
8.800 1 188.00 107.00
8.900 1 188.00 107.00
9.000 1 188.00 107.00
9.050 1 188.00 107.00
9.100 1 188.00 107.00
9.300 1 188.00 107.00
9.400 1 188.00 107.00
9.500 1 188.00 107.00
9.520 3/8 1 197.00 116.00
9.600 1 197.00 116.00
9.700 1 197.00 116.00
9.750 1 197.00 116.00
9.800 1 197.00 116.00
9.900 1 197.00 116.00
9.920 25/64 1 197.00 116.00

10.000 1 197.00 116.00
10.050 1 197.00 116.00
10.100 1 197.00 116.00
10.200 1 197.00 116.00
10.250 1 197.00 116.00
10.300 1 197.00 116.00
10.320 13/32 1 197.00 116.00
10.400 1 197.00 116.00
10.500 1 197.00 116.00
10.600 1 197.00 116.00
10.700 1 206.00 125.00
10.720 27/64 1 206.00 125.00
10.750 1 206.00 125.00
10.800 1 206.00 125.00
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

10.900 1 206.00 125.00
11.000 1 206.00 125.00
11.100 1 206.00 125.00
11.110 7/16 1 206.00 125.00
11.200 1 206.00 125.00
11.250 1 206.00 125.00
11.300 1 206.00 125.00
11.400 1 206.00 125.00
11.500 1 206.00 125.00
11.510 29/64 1 206.00 125.00
11.750 1 206.00 125.00
11.800 1 206.00 125.00
12.000 1 215.00 134.00
12.050 1 215.00 134.00
12.100 1 215.00 134.00
12.200 1 215.00 134.00
12.250 1 215.00 134.00
12.300 31/64 1 215.00 134.00
12.400 1 215.00 134.00
12.500 1 215.00 134.00
12.600 1 215.00 134.00
12.700 1/2 1 215.00 134.00
12.750 1 215.00 134.00
12.800 1 215.00 134.00
13.000 1 215.00 134.00
13.100 33/64 1 215.00 134.00
13.200 1 215.00 134.00
13.250 1 223.00 142.00
13.490 17/32 1 223.00 142.00
13.500 1 223.00 142.00
13.750 1 223.00 142.00
13.800 1 223.00 142.00
13.890 35/64 1 223.00 142.00
13.900 1 223.00 142.00
14.000 1 223.00 142.00
14.100 2 245.00 147.00
14.200 2 245.00 147.00
14.250 2 245.00 147.00
14.290 9/16 2 245.00 147.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

14.300 2 245.00 147.00
14.400 2 245.00 147.00
14.500 2 245.00 147.00
14.680 37/64 2 245.00 147.00
14.750 2 245.00 147.00
14.800 2 245.00 147.00
14.900 2 245.00 147.00
15.000 2 245.00 147.00
15.080 19/32 2 251.00 153.00
15.200 2 251.00 153.00
15.250 2 251.00 153.00
15.480 39/64 2 251.00 153.00
15.500 2 251.00 153.00
15.600 2 251.00 153.00
15.750 2 251.00 153.00
15.870 5/8 2 251.00 153.00
16.000 2 251.00 153.00
16.100 2 257.00 159.00
16.200 2 257.00 159.00
16.250 2 257.00 159.00
16.400 2 257.00 159.00
16.500 2 257.00 159.00
16.670 21/32 2 257.00 159.00
16.750 2 257.00 159.00
16.800 2 257.00 159.00
17.000 2 257.00 159.00
17.070 43/64 2 263.00 165.00
17.250 2 263.00 165.00
17.460 11/16 2 263.00 165.00
17.500 2 263.00 165.00
17.750 2 263.00 165.00
18.000 2 263.00 165.00
18.250 2 269.00 171.00
18.500 2 269.00 171.00
18.650 47/64 2 269.00 171.00
18.750 2 269.00 171.00
19.000 2 269.00 171.00
19.050 3/4 2 275.00 177.00
19.250 2 275.00 177.00

m m
m m
l m l l l l l

l
l m l m l

m
l
l l l l l l l
m
l
l l l

m m
l l l
m
l m l

m
l m l m l l
l
l
l
m
l m l m l
l m l
l m

m m
l l l l l
m m
l
l m m m
l m l l l l l
l m
l l l l l l
l
l l l

m
l
l l l

m m
m



C F P S M

551

A A

550

>Ø
16,0 S S >Ø

16,0

l1 

d
1 

l2 MK 

Bushing length twist drills

Ta
pe

r 
sh

an
k 

tw
is

t 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
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drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

19.450 49/64 2 275.00 177.00
19.500 2 275.00 177.00
19.750 2 275.00 177.00
19.840 25/32 2 275.00 177.00
20.000 2 275.00 177.00
20.250 2 282.00 184.00
20.500 2 282.00 184.00
20.640 13/16 2 282.00 184.00
21.000 2 282.00 184.00
21.100 2 282.00 184.00
21.500 2 289.00 191.00
21.750 2 289.00 191.00
21.830 55/64 2 289.00 191.00
22.000 2 289.00 191.00
22.220 7/8 2 289.00 191.00
22.250 2 289.00 191.00
22.300 2 289.00 191.00
22.500 2 296.00 198.00
23.000 2 296.00 198.00
23.020 29/32 2 296.00 198.00
23.500 3 319.00 198.00
23.750 3 327.00 206.00
23.810 15/16 3 327.00 206.00
24.000 3 327.00 206.00
24.250 3 327.00 206.00
24.500 3 327.00 206.00
24.600 3 327.00 206.00
24.610 3 327.00 206.00
25.000 63/64 3 327.00 206.00
25.250 3 335.00 214.00
25.500 3 335.00 214.00
26.000 3 335.00 214.00
26.500 3 335.00 214.00
26.590 1 3/64 3 343.00 222.00
26.750 3 343.00 222.00
26.990 1 1/16 3 343.00 222.00
27.000 3 343.00 222.00
27.250 3 343.00 222.00
27.380 1 5/64 3 343.00 222.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

27.500 3 343.00 222.00
28.000 3 343.00 222.00
28.500 3 351.00 230.00
28.570 1 1/8 3 351.00 230.00
28.900 3 351.00 230.00
28.970 1 9/64 3 351.00 230.00
29.000 3 351.00 230.00
29.250 3 351.00 230.00
29.370 1 5/32 3 351.00 230.00
29.500 3 351.00 230.00
30.000 3 351.00 230.00
30.500 3 360.00 239.00
30.560 1 13/64 3 360.00 239.00
30.960 1 7/32 3 360.00 239.00
31.000 3 360.00 239.00
31.500 3 360.00 239.00
32.000 4 397.00 248.00
33.000 4 397.00 248.00
33.500 4 397.00 248.00
34.000 4 406.00 257.00
35.000 4 406.00 257.00
36.000 4 416.00 267.00
36.120 1 27/64 4 416.00 267.00
36.910 1 29/64 4 416.00 267.00
37.000 4 416.00 267.00
37.500 4 416.00 267.00
38.000 4 426.00 277.00
39.000 4 426.00 277.00
39.500 4 426.00 277.00
40.000 4 426.00 277.00
40.080 1 37/64 4 436.00 287.00
40.880 1 39/64 4 436.00 287.00
41.000 4 436.00 287.00
41.670 1 41/64 4 436.00 287.00
42.000 4 436.00 287.00
43.000 4 447.00 298.00
43.660 1 23/32 4 447.00 298.00
44.000 4 447.00 298.00
45.000 4 447.00 298.00
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Bushing length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 257 505 551 655 656 357 623

Standard DIN 341

Tool material HSS HSCO

Surface

Type N GT50 GT 100 N GT 100 N GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8 h8

Discount group 132 138 136 133 139 138 138

Techn. data page 146 146 146 146 146 147 147

d1 MK l1 l2
Availability

mm inch mm mm

46.830 1 27/32 4 459.00 310.00
48.000 4 470.00 321.00
49.000 4 470.00 321.00
50.000 4 470.00 321.00
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Oil feed drills short
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 523

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 147

d1 MK l1 l2
Availability

mm inch mm mm

10.000 2 214.00 116.00
11.000 2 223.00 125.00
12.300 31/64 2 232.00 134.00
12.500 2 232.00 134.00
13.000 2 232.00 134.00
14.000 2 240.00 142.00
21.000 3 305.00 184.00
22.000 3 312.00 191.00
23.000 3 319.00 198.00
29.000 4 379.00 230.00
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Oil feed drills short
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Bushing length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 269

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 147

d1 MK l1 l2
Availability

mm inch mm mm

9.520 3/8 1 197.00 101.00
9.920 25/64 1 197.00 101.00

10.000 1 197.00 101.00
10.320 13/32 1 197.00 101.00
10.500 1 197.00 101.00
11.000 1 206.00 110.00
11.110 7/16 1 206.00 110.00
11.500 1 206.00 110.00
12.500 1 215.00 119.00
12.700 1/2 1 215.00 119.00
12.800 1 215.00 119.00
13.000 1 215.00 119.00
13.200 1 215.00 119.00
13.490 17/32 1 223.00 127.00
13.500 1 223.00 127.00
13.800 1 223.00 127.00
14.000 1 223.00 127.00
14.250 2 245.00 133.00
14.290 9/16 2 245.00 133.00
14.500 2 245.00 133.00
15.000 2 245.00 133.00
15.080 19/32 2 251.00 139.00
15.150 2 251.00 139.00
15.180 2 251.00 139.00
15.250 2 251.00 139.00
15.870 5/8 2 251.00 139.00
16.000 2 251.00 139.00
16.500 2 257.00 145.00
16.670 21/32 2 257.00 145.00
16.750 2 257.00 145.00
17.000 2 257.00 145.00
17.100 2 263.00 151.00
17.460 11/16 2 263.00 151.00
17.500 2 263.00 151.00
17.750 2 263.00 151.00
18.000 2 263.00 151.00
18.260 23/32 2 269.00 157.00
18.500 2 269.00 157.00
19.000 2 269.00 157.00
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Oil feed drills, flute length to DIN 341
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills short

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 269

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 147

d1 MK l1 l2
Availability

mm inch mm mm

19.050 3/4 2 275.00 163.00
19.200 2 275.00 163.00
19.250 2 275.00 163.00
19.500 2 275.00 163.00
19.750 2 275.00 163.00
19.840 25/32 2 275.00 163.00
20.250 2 282.00 170.00
20.640 13/16 2 282.00 170.00
20.750 2 282.00 170.00
21.000 2 282.00 170.00
21.430 27/32 2 289.00 177.00
21.500 2 289.00 177.00
22.220 7/8 2 289.00 177.00
23.020 29/32 2 296.00 184.00
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Oil feed drills, flute length to DIN 341
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills short

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 1101

Standard Guhring std.

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 147

d1 MK l1 l2
Availability

mm inch mm mm

10.000 2 223.00 116.00
10.500 2 223.00 116.00
11.000 2 232.00 125.00
11.500 2 232.00 125.00
12.000 2 241.00 134.00
12.500 2 241.00 134.00
13.000 2 241.00 134.00
13.500 2 249.00 142.00
13.800 2 249.00 142.00
14.000 2 249.00 142.00
14.750 2 254.00 147.00
15.000 2 254.00 147.00
15.250 2 260.00 153.00
16.000 2 260.00 153.00
16.250 2 266.00 159.00
17.000 2 266.00 159.00
17.500 2 272.00 165.00
18.000 2 272.00 165.00
19.000 2 278.00 171.00
20.000 2 284.00 177.00
21.000 2 291.00 184.00
22.000 2 298.00 191.00
24.000 3 332.00 206.00
25.000 63/64 3 332.00 206.00
26.000 3 340.00 214.00
28.000 3 348.00 222.00
29.000 3 356.00 230.00
30.000 3 356.00 230.00
32.000 4 409.00 248.00
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Oil feed drills, flute length to DIN 341
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills, flute length to DIN 341

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 270 271 272 370 371 372

Standard Guhring std.

Tool material HSS HSCO

Surface

Type N N N GT 100 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 138 138 138 138 138 138

Techn. data page 148 148 148 148 148 149

d1 MK l1 l2
Availability

mm inch mm mm

10.000 2 233.00 116.00
10.500 2 233.00 116.00
10.720 27/64 2 242.00 125.00
11.000 2 242.00 125.00
11.110 7/16 2 242.00 125.00
11.500 2 242.00 125.00
11.510 29/64 2 242.00 125.00
11.910 15/32 2 251.00 134.00
12.000 2 251.00 134.00
12.300 31/64 2 251.00 134.00
12.500 2 251.00 134.00
12.700 1/2 2 251.00 134.00
12.800 2 251.00 134.00
13.000 2 251.00 134.00
13.200 2 251.00 134.00
13.490 2 259.00 142.00
13.500 2 259.00 142.00
13.800 2 259.00 142.00
14.000 2 259.00 142.00
14.250 2 264.00 147.00
14.290 9/16 2 264.00 147.00
14.500 2 264.00 147.00
14.750 2 264.00 147.00
15.000 2 264.00 147.00
15.080 19/32 2 270.00 153.00
15.500 2 270.00 153.00
15.870 5/8 2 270.00 153.00
16.000 2 270.00 153.00
16.250 2 276.00 159.00
16.500 2 276.00 159.00
16.670 21/32 2 276.00 159.00
17.000 2 276.00 159.00
17.250 2 282.00 165.00
17.460 11/16 2 282.00 165.00
17.500 2 282.00 165.00
18.000 2 282.00 165.00
18.250 3 307.00 171.00
18.260 23/32 3 307.00 171.00
18.500 3 307.00 171.00

l m m
m
m

l m m l m
m
m

m
m

l l
m m

m m m m
m m

m
l m l m
m m

m m
l m l l m

m
l m l m l

m
m m m m

m m m
m

l m l m
m m

l m m
m

l m l m m
l
l m m m

m m
l m m l m m

m
m m
l m l m
l m l

m
m

l m m l m



C F P S M

559

A A

558

l1 

d
1 

l2 MK 

Oil feed drills, flute length to DIN 341

Ta
pe

r 
sh

an
k 

tw
is

t 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills, flute length to DIN 341

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 270 271 272 370 371 372

Standard Guhring std.

Tool material HSS HSCO

Surface

Type N N N GT 100 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 138 138 138 138 138 138

Techn. data page 148 148 148 148 148 149

d1 MK l1 l2
Availability

mm inch mm mm

19.000 3 307.00 171.00
19.050 3/4 3 313.00 177.00
19.500 3 313.00 177.00
19.840 25/32 3 313.00 177.00
20.000 3 313.00 177.00
20.250 3 320.00 184.00
20.500 3 320.00 184.00
20.640 13/16 3 320.00 184.00
21.000 3 320.00 184.00
21.500 3 327.00 191.00
22.000 3 327.00 191.00
22.220 7/8 3 327.00 191.00
22.500 3 334.00 198.00
23.000 3 334.00 198.00
23.020 29/32 3 334.00 198.00
23.750 3 342.00 206.00
23.810 15/16 3 342.00 206.00
24.000 3 342.00 206.00
24.250 3 342.00 206.00
24.610 31/32 3 342.00 206.00
25.000 63/64 3 342.00 206.00
25.400 1 3 350.00 214.00
26.000 3 350.00 214.00
26.500 3 350.00 214.00
26.990 1 1/16 4 385.00 222.00
27.000 4 385.00 222.00
27.780 1 3/32 4 385.00 222.00
28.000 4 385.00 222.00
28.250 4 393.00 230.00
28.570 1 1/8 4 393.00 230.00
28.750 4 393.00 230.00
29.000 4 393.00 230.00
29.370 1 5/32 4 393.00 230.00
29.500 4 393.00 230.00
30.000 4 393.00 230.00
30.160 4 402.00 239.00
30.500 4 402.00 239.00
30.960 1 7/32 4 402.00 239.00
31.000 4 402.00 239.00
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Oil feed drills, flute length to DIN 1870
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills, flute length to DIN 341

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 270 271 272 370 371 372

Standard Guhring std.

Tool material HSS HSCO

Surface

Type N N N GT 100 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8 h8 h8

Discount group 138 138 138 138 138 138

Techn. data page 148 148 148 148 148 149

d1 MK l1 l2
Availability

mm inch mm mm

31.750 1 1/4 4 411.00 248.00
32.000 4 421.00 248.00
32.250 4 421.00 248.00
32.500 4 421.00 248.00
32.540 1 9/32 4 421.00 248.00
33.000 4 421.00 248.00
33.340 1 5/16 4 421.00 248.00
34.000 4 430.00 257.00
34.130 1 11/32 4 430.00 257.00
34.920 1 3/8 4 430.00 257.00
35.000 4 430.00 257.00
40.000 4 450.00 277.00
44.000 4 471.00 298.00
44.450 4 471.00 298.00
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Guhring no. 374 375 376

Standard Guhring std.

Tool material HSCO

Surface

Type GT 100 GT 100 GT 100

Cutting direction right-hand right-hand right-hand

Tolerance h8 h8 h8

Discount group 138 138 138

Techn. data page 149 149 149

d1 MK l1 l2
Availability

mm inch mm mm

11.000 2 312.00 195.00
11.110 7/16 2 312.00 195.00
11.510 29/64 2 312.00 195.00
12.000 2 322.00 205.00
12.300 31/64 2 322.00 205.00
12.500 2 322.00 205.00
12.700 1/2 2 322.00 205.00
12.800 2 322.00 205.00
13.000 2 322.00 205.00
13.500 2 337.00 220.00
14.000 2 337.00 220.00
14.290 9/16 2 337.00 220.00
15.000 2 337.00 220.00
15.080 19/32 2 347.00 230.00
16.000 2 347.00 230.00
16.500 2 347.00 230.00
17.000 2 347.00 230.00
17.460 11/16 2 362.00 245.00
17.500 2 362.00 245.00
18.000 2 362.00 245.00
18.260 23/32 3 381.00 245.00
18.500 3 381.00 245.00
19.000 3 381.00 245.00
19.840 25/32 3 396.00 260.00
20.000 3 396.00 260.00
21.000 3 396.00 260.00
21.430 27/32 3 406.00 270.00
21.500 3 406.00 270.00
23.020 29/32 3 406.00 270.00
24.000 3 426.00 290.00
24.500 3 426.00 290.00
24.610 31/32 3 426.00 290.00
25.000 63/64 3 426.00 290.00
25.400 1 3 426.00 290.00
26.500 3 426.00 290.00
26.990 1 1/16 4 468.00 305.00
27.780 1 3/32 4 468.00 305.00
28.570 1 1/8 4 468.00 305.00
28.750 4 468.00 305.00

Oil feed drills, flute length to DIN 1870
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Oil feed drills, flute length to DIN 341

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA
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Oil feed drills, flute length to DIN 1870

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 374 375 376

Standard Guhring std.

Tool material HSCO

Surface

Type GT 100 GT 100 GT 100

Cutting direction right-hand right-hand right-hand

Tolerance h8 h8 h8

Discount group 138 138 138

Techn. data page 149 149 149

d1 MK l1 l2
Availability

mm inch mm mm

29.000 4 468.00 305.00
29.370 1 5/32 4 468.00 305.00
30.960 1 7/32 4 483.00 320.00
32.250 4 493.00 320.00
32.540 1 9/32 4 493.00 320.00
33.340 1 5/16 4 493.00 320.00
34.000 4 513.00 340.00
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Extra length twist drills, series 1
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 266 525 526 620

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 136 138

Techn. data page 149 150 150 150

d1 MK l1 l2
Availability

mm inch mm mm

8.000 1 265.00 165.00
8.200 1 265.00 165.00
8.500 1 265.00 165.00
8.600 1 275.00 175.00
8.700 1 275.00 175.00
8.800 1 275.00 175.00
9.000 1 275.00 175.00
9.500 1 275.00 175.00
9.520 3/8 1 285.00 185.00
9.800 1 285.00 185.00

10.000 1 285.00 185.00
10.200 1 285.00 185.00
10.250 1 285.00 185.00
10.320 13/32 1 285.00 185.00
10.500 1 285.00 185.00
10.720 27/64 1 300.00 195.00
10.800 1 300.00 195.00
11.000 1 300.00 195.00
11.110 7/16 1 300.00 195.00
11.400 1 300.00 195.00
11.500 1 300.00 195.00
11.510 29/64 1 300.00 195.00
11.750 1 300.00 195.00
11.800 1 300.00 195.00
12.000 1 310.00 205.00
12.200 1 310.00 205.00
12.300 31/64 1 310.00 205.00
12.500 1 310.00 205.00
12.700 1/2 1 310.00 205.00
12.800 1 310.00 205.00
13.000 1 310.00 205.00
13.500 1 325.00 220.00
13.750 1 325.00 220.00
13.800 1 325.00 220.00
14.000 1 325.00 220.00
14.200 2 340.00 220.00
14.290 9/16 2 340.00 220.00
14.500 2 340.00 220.00
15.000 2 340.00 220.00
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Extra length twist drills, series 1
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 266 525 526 620

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 136 138

Techn. data page 149 150 150 150

d1 MK l1 l2
Availability

mm inch mm mm

15.080 19/32 2 355.00 230.00
15.250 2 355.00 230.00
15.500 2 355.00 230.00
15.750 2 355.00 230.00
15.800 2 355.00 230.00
15.870 5/8 2 355.00 230.00
16.000 2 355.00 230.00
16.250 2 355.00 230.00
16.500 2 355.00 230.00
16.670 21/32 2 355.00 230.00
17.000 2 355.00 230.00
17.460 11/16 2 370.00 245.00
17.500 2 370.00 245.00
17.750 2 370.00 245.00
18.000 2 370.00 245.00
18.500 2 370.00 245.00
18.650 47/64 2 370.00 245.00
19.000 2 370.00 245.00
19.500 2 385.00 260.00
19.750 2 385.00 260.00
20.000 2 385.00 260.00
20.500 2 385.00 260.00
20.640 13/16 2 385.00 260.00
21.000 2 385.00 260.00
21.430 27/32 2 405.00 270.00
21.500 2 405.00 270.00
21.830 2 405.00 270.00
22.000 2 405.00 270.00
22.500 2 405.00 270.00
22.620 2 405.00 270.00
23.000 2 405.00 270.00
23.020 29/32 2 405.00 270.00
23.500 3 425.00 270.00
24.000 3 440.00 290.00
24.300 3 440.00 290.00
24.380 3 440.00 290.00
24.500 3 440.00 290.00
25.000 63/64 3 440.00 290.00
25.500 3 440.00 290.00
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Extra length twist drills, series 1
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 1

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 266 525 526 620

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT50 GT 100 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 134 138 136 138

Techn. data page 149 150 150 150

d1 MK l1 l2
Availability

mm inch mm mm

26.000 3 440.00 290.00
26.500 3 440.00 290.00
27.000 3 460.00 305.00
27.180 3 460.00 305.00
27.500 3 460.00 305.00
28.000 3 460.00 305.00
28.500 3 460.00 305.00
29.000 3 460.00 305.00
29.370 1 5/32 3 460.00 305.00
30.000 3 460.00 305.00
30.500 3 480.00 320.00
31.000 3 480.00 320.00
32.000 4 505.00 320.00
33.000 4 505.00 320.00
34.000 4 530.00 340.00
35.000 4 530.00 340.00
36.000 4 530.00 340.00
38.000 4 555.00 360.00
39.000 4 555.00 360.00
40.000 4 555.00 360.00
42.000 4 555.00 360.00
45.000 4 585.00 385.00
45.240 1 25/32 4 585.00 385.00
48.000 4 605.00 405.00
50.000 4 605.00 405.00
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Extra length twist drills, series 2
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 267 527 542 621

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 138

Techn. data page 150 150 151 151

d1 MK l1 l2
Availability

mm inch mm mm

8.000 1 330.00 210.00
8.400 1 330.00 210.00
8.500 1 330.00 210.00
8.600 1 345.00 220.00
8.800 1 345.00 220.00
8.900 1 345.00 220.00
9.000 1 345.00 220.00
9.500 1 345.00 220.00
9.520 3/8 1 360.00 235.00

10.000 1 360.00 235.00
10.200 1 360.00 235.00
10.320 13/32 1 360.00 235.00
10.500 1 360.00 235.00
10.700 1 375.00 250.00
10.720 27/64 1 375.00 250.00
11.000 1 375.00 250.00
11.110 7/16 1 375.00 250.00
11.500 1 375.00 250.00
11.510 29/64 1 375.00 250.00
11.750 1 375.00 250.00
11.800 1 375.00 250.00
11.910 15/32 1 395.00 260.00
12.000 1 395.00 260.00
12.500 1 395.00 260.00
12.700 1/2 1 395.00 260.00
13.000 1 395.00 260.00
13.490 17/32 1 410.00 275.00
13.500 1 410.00 275.00
13.700 1 410.00 275.00
13.800 1 410.00 275.00
13.890 35/64 1 410.00 275.00
14.000 1 410.00 275.00
14.290 9/16 2 425.00 275.00
14.500 2 425.00 275.00
15.000 2 425.00 275.00
15.480 39/64 2 445.00 295.00
15.500 2 445.00 295.00
16.000 2 445.00 295.00
16.270 2 445.00 295.00
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Extra length twist drills, series 2
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 267 527 542 621

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 138

Techn. data page 150 150 151 151

d1 MK l1 l2
Availability

mm inch mm mm

16.500 2 445.00 295.00
16.900 2 445.00 295.00
17.000 2 445.00 295.00
17.070 43/64 2 465.00 310.00
17.500 2 465.00 310.00
17.800 2 465.00 310.00
18.000 2 465.00 310.00
18.500 2 465.00 310.00
18.650 47/64 2 465.00 310.00
19.000 2 465.00 310.00
19.050 3/4 2 490.00 325.00
19.450 49/64 2 490.00 325.00
19.500 2 490.00 325.00
20.000 2 490.00 325.00
20.240 51/64 2 490.00 325.00
20.500 2 490.00 325.00
20.640 13/16 2 490.00 325.00
21.000 2 490.00 325.00
21.030 53/64 2 490.00 325.00
21.430 27/32 2 515.00 345.00
21.500 2 515.00 345.00
21.830 55/64 2 515.00 345.00
22.000 2 515.00 345.00
22.500 2 515.00 345.00
22.620 57/64 2 515.00 345.00
22.800 2 515.00 345.00
23.000 2 515.00 345.00
23.020 29/32 2 515.00 345.00
23.420 59/64 3 535.00 345.00
23.500 3 535.00 345.00
23.750 3 555.00 365.00
23.810 15/16 3 555.00 365.00
24.000 3 555.00 365.00
24.210 61/64 3 555.00 365.00
24.500 3 555.00 365.00
24.610 31/32 3 555.00 365.00
25.000 63/64 3 555.00 365.00
25.500 3 555.00 365.00
25.800 1 1/64 3 555.00 365.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 267 527 542 621

Standard DIN 1870

Tool material HSS HSCO

Surface

Type N GT 100 GT50 GT 100

Cutting direction right-hand right-hand right-hand right-hand

Tolerance h8 h8 h8 h8

Discount group 138 136 138 138

Techn. data page 150 150 151 151

d1 MK l1 l2
Availability

mm inch mm mm

26.000 3 555.00 365.00
26.190 1 1/32 3 555.00 365.00
26.500 3 555.00 365.00
27.000 3 580.00 385.00
27.500 3 580.00 385.00
28.000 3 580.00 385.00
28.750 3 580.00 385.00
29.000 3 580.00 385.00
29.500 3 580.00 385.00
30.000 3 580.00 385.00
31.000 3 610.00 410.00
32.000 4 635.00 410.00
34.000 4 665.00 430.00
40.000 4 695.00 460.00
45.000 4 735.00 490.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills, series 2

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 563 566

Standard Guhring std.

Tool material HSS

Surface

Type GT 100 GT 100

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 151 151

d1 MK l1 l2
Availability

mm mm mm

6.000 1 200.00 120.00
6.500 1 200.00 120.00
7.000 1 200.00 120.00
7.500 1 200.00 120.00
8.000 1 500.00 420.00
8.500 1 500.00 420.00
9.000 1 500.00 420.00
9.500 1 500.00 420.00

10.000 1 500.00 420.00
11.000 1 500.00 420.00
12.000 1 500.00 420.00
13.000 1 500.00 420.00
14.000 1 500.00 420.00
15.000 2 500.00 400.00
16.000 2 500.00 400.00
17.000 2 500.00 400.00
18.000 2 500.00 400.00
19.000 2 500.00 400.00
20.000 2 500.00 400.00
21.000 2 500.00 400.00
22.000 2 500.00 400.00
35.000 4 500.00 350.00
40.000 4 500.00 350.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 293 564

Standard Guhring std.

Tool material HSS

Surface

Type GT 100 GT 100

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 151 152

d1 MK l1 l2
Availability

mm mm mm

6.000 1 300.00 220.00
6.500 1 300.00 220.00
7.000 1 300.00 220.00
8.000 1 350.00 270.00
8.500 1 350.00 270.00
9.000 1 350.00 270.00

10.000 1 350.00 270.00
14.000 1 600.00 500.00
15.000 2 600.00 500.00
16.000 2 600.00 500.00
17.000 2 600.00 500.00
18.000 2 600.00 500.00
19.000 2 600.00 500.00
20.000 2 600.00 500.00
21.000 2 600.00 500.00
22.000 2 600.00 500.00
23.000 2 600.00 500.00
24.000 3 600.00 475.00
25.000 3 600.00 475.00
26.000 3 600.00 475.00
28.000 3 600.00 475.00
30.000 3 600.00 475.00
32.000 4 600.00 450.00
35.000 4 600.00 450.00
38.000 4 600.00 450.00
40.000 4 600.00 450.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 565

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 152

d1 MK l1 l2
Availability

mm mm mm

6.000 1 425.00 345.00
6.500 1 425.00 345.00
7.000 1 425.00 345.00
7.500 1 425.00 345.00
8.000 1 425.00 345.00
8.500 1 425.00 345.00
9.000 1 425.00 345.00

10.000 1 425.00 345.00
11.000 1 425.00 345.00
12.000 1 425.00 345.00
13.000 1 425.00 345.00
14.000 1 425.00 345.00
15.000 2 425.00 325.00
16.000 2 425.00 325.00
17.000 2 425.00 325.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 298

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 152

d1 MK l1 l2
Availability

mm mm mm

14.000 1 750.00 650.00
15.000 2 750.00 650.00
16.000 2 750.00 650.00
18.000 2 750.00 650.00
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Extra length twist drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Extra length twist drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 299

Standard Guhring std.

Tool material HSS

Surface

Type GT 100

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 152

d1 MK l1 l2
Availability

mm mm mm

14.000 1 1000.00 850.00
15.000 2 1000.00 850.00
16.000 2 1000.00 850.00
18.000 2 1000.00 850.00
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Carbide-tipped twist drill
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper pin drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 532

Standard DIN 1898

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance

Discount group 138

Techn. data page 152

d1 MK l1 l2 l5
Availability

mm mm mm mm

5.000 1 155.00 81.00 73.00
6.000 1 187.00 108.00 105.00
8.000 1 227.00 149.00 145.00

10.000 1 257.00 180.00 175.00
12.000 2 315.00 219.00 210.00
13.000 2 325.00 229.00 220.00
14.000 2 325.00 229.00 220.00
16.000 2 335.00 239.00 230.00
20.000 3 377.00 263.00 250.00
25.000 3 427.00 311.00 300.00
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Carbide-tipped twist drill
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper pin drills

Taper shank tw
ist 

drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 705

Standard DIN 8041

Tool material Carbide

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 102

Techn. data page 153

d1 MK l1 l2
Availability

mm mm mm

8.500 1 135.00 45.00
10.000 1 140.00 50.00
10.200 1 140.00 50.00
10.500 1 140.00 50.00
11.000 1 140.00 50.00
11.500 1 146.00 56.00
12.000 1 146.00 56.00
13.000 1 146.00 56.00
13.500 2 168.00 63.00
14.000 2 168.00 63.00
14.500 2 168.00 63.00
15.000 2 168.00 63.00
15.500 2 175.00 70.00
16.000 2 175.00 70.00
16.500 2 175.00 70.00
17.000 2 175.00 70.00
17.500 2 185.00 80.00
18.000 2 185.00 80.00
19.000 2 185.00 80.00
19.500 3 215.00 90.00
20.000 3 215.00 90.00
21.000 3 215.00 90.00
21.500 3 215.00 90.00
22.000 3 215.00 90.00
23.000 3 225.00 100.00
24.000 3 225.00 100.00
24.500 3 225.00 100.00
25.000 3 225.00 100.00
26.000 4 260.00 110.00
26.500 4 260.00 110.00
27.000 4 260.00 110.00
28.000 4 260.00 110.00
30.000 4 275.00 125.00
32.000 4 275.00 125.00
33.000 4 290.00 140.00
38.000 4 310.00 160.00
40.000 4 310.00 160.00
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Stepped drills for centering to DIN 332
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stepped drills for centering to DIN 332

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 274 574

Standard Guhring std.

Tool material HSS

Surface

Type N N

Form for countersinks form D for countersinks form DR

Cutting direction right-hand right-hand

Discount group 138 138

Techn. data page 154 154

d3 h7 d2 d1 h8 s l1 l2 l4 l5 for
Availability

mm mm mm mm mm mm mm mm thread

8.000 4.300 3.300 6.75 63.00 23.00 11.00 1.60 M 4
10.000 5.300 4.200 8.45 67.00 27.00 13.00 2.15 M 5
12.500 6.400 5.000 10.45 71.00 33.00 16.00 2.90 M 6
14.000 8.400 6.800 12.50 88.00 41.00 19.50 3.50 M 8
16.000 10.500 8.500 14.85 94.00 47.00 23.00 4.70 M10
20.000 13.000 10.200 18.45 105.00 59.00 28.00 6.50 M12
25.000 17.000 14.000 23.40 132.00 67.00 33.00 8.30 M16
31.500 21.000 17.500 29.35 145.00 76.50 38.00 10.35 M20
40.000 25.000 21.000 36.50 160.00 90.00 45.00 12.00 M24
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Stepped drills for centering to DIN 332
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stepped drills for centering to DIN 332

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 575

Standard Guhring std.

Tool material HSS

Surface

Type N

Form for countersinks form D

Cutting direction right-hand

Discount group 138

Techn. data page 154

d3 h7 d2 d1 h8 l1 l2 l4 l5 for
Availability

mm mm mm mm mm mm mm thread

8.000 4.300 3.300 63.00 23.00 11.00 1.60 M 4
10.000 5.300 4.200 67.00 27.00 13.00 2.15 M 5
12.500 6.400 5.000 71.00 33.00 16.00 2.90 M 6
14.000 8.400 6.800 88.00 41.00 19.50 3.50 M 8
16.000 10.500 8.500 94.00 47.00 23.00 4.70 M10
20.000 13.000 10.200 105.00 59.00 28.00 6.50 M12
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Straight shank short step drills

S
te

p 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stepped drills for centering to DIN 332

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 576

Standard Guhring std.

Tool material HSS

Surface

Type N

Form for countersinks form D

Cutting direction right-hand

Discount group 138

Techn. data page 154

d3 h7 d2 d1 h8 MK l1 l2 l4 l5 for
Availability

mm mm mm mm mm mm mm thread

14.000 8.400 6.800 1 110.00 41.00 19.50 3.50 M 8
16.000 10.500 8.500 2 131.00 47.00 23.00 4.70 M10
20.000 13.000 10.200 2 145.00 59.00 28.00 6.50 M12
25.000 17.000 14.000 3 172.00 67.00 33.00 8.30 M16
31.500 21.000 17.500 3 184.00 76.50 38.00 10.35 M20
40.000 25.000 21.000 4 222.00 90.00 45.00 12.00 M24

l
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l
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l
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Straight shank short step drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Stepped drills for centering to DIN 332

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 378 1147

Standard Guhring std.

Tool material HSS

Surface

Type N N

Form fine tolerances medial tolerances

Cutting direction right-hand right-hand

Discount group 138 138

Techn. data page 154 155

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

6.000 3.200 66.00 28.00 9.00 M 3
6.600 3.400 70.00 31.00 9.00 M 3
8.000 4.300 79.00 37.00 11.00 M 4
9.000 4.500 84.00 40.00 11.00 M 4

10.000 5.300 89.00 43.00 13.00 M 5
11.000 5.500 95.00 47.00 13.00 M 5
11.500 6.400 95.00 47.00 15.00 M 6
13.000 6.600 102.00 51.00 15.00 M 6
15.000 8.400 111.00 56.00 19.00 M 8
17.200 9.000 123.00 62.00 19.00 M 8
19.000 10.500 127.00 64.00 23.00 M10
21.500 11.000 141.00 70.00 23.00 M10
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Straight shank short step drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank short step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 379

Standard Guhring std.

Tool material HSS

Surface

Type N

Form medial tolerances

Cutting direction right-hand

Discount group 138

Techn. data page 155

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

6.000 3.400 66.00 28.00 9.00 M 3
8.000 4.500 79.00 37.00 11.00 M 4

10.000 5.500 89.00 43.00 13.00 M 5
11.000 6.600 95.00 47.00 15.00 M 6
15.000 9.000 111.00 56.00 19.00 M 8
18.000 11.000 123.00 62.00 23.00 M10
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank short step drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 380

Standard Guhring std.

Tool material HSS

Surface

Type N

Form for tapping size holes

Cutting direction right-hand

Discount group 138

Techn. data page 155

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

3.400 2.500 52.00 20.00 8.80 M 3
4.500 3.300 58.00 24.00 11.40 M 4
5.500 4.200 66.00 28.00 13.60 M 5
6.600 5.000 70.00 31.00 16.50 M 6
9.000 6.800 84.00 40.00 21.00 M 8

11.000 8.500 95.00 47.00 25.50 M10
13.500 10.200 107.00 54.00 30.00 M12
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Straight shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 536 569 636 638

Standard DIN 8374 Guhring std.

Tool material HSS

Surface

Type N N N N

Form A B medial tolerances fine tolerances

Cutting direction right-hand right-hand right-hand right-hand

Discount group 138 138 138 138

Techn. data page 155 155 156 156

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

6.000 3.200 93.00 57.00 9.00 M 3
6.600 3.400 101.00 63.00 9.00 M 3
7.500 3.400 109.00 69.00 9.00 M 3
8.000 4.300 117.00 75.00 11.00 M 4
9.000 4.500 125.00 81.00 11.00 M 4
9.700 4.500 133.00 87.00 11.00 M 4

10.000 5.300 133.00 87.00 13.00 M 5
11.000 5.500 142.00 94.00 13.00 M 5
11.500 6.400 142.00 94.00 15.00 M 6
12.000 5.500 151.00 101.00 13.00 M 5
13.000 6.600 151.00 101.00 15.00 M 6
14.500 6.600 169.00 114.00 15.00 M 6
15.000 8.400 169.00 114.00 19.00 M 8
17.200 9.000 191.00 130.00 19.00 M 8
19.000 9.000 198.00 135.00 19.00 M 8
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Straight shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 538 738

Standard DIN 8376 Guhring std.

Tool material HSS Solid carbide

Surface

Type N N

Form medial tolerances medial tolerances

Cutting direction right-hand right-hand

Discount group 138 102

Techn. data page 156 156

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

6.000 3.400 93.00 57.00 9.00 M 3
8.000 4.500 117.00 75.00 11.00 M 4

10.000 5.500 133.00 87.00 13.00 M 5
11.000 6.600 142.00 94.00 15.00 M 6
15.000 9.000 169.00 114.00 19.00 M 8
18.000 11.000 191.00 130.00 23.00 M10
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Straight shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 514

Standard Guhring std.

Tool material HSS

Surface

Type N

Form

Cutting direction right-hand

Discount group 138

Techn. data page 156

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

5.900 3.200 93.00 57.00 11.00 M 3
7.400 4.300 109.00 69.00 13.00 M 4
8.000 4.800 117.00 75.00 13.00 M 4
9.400 5.300 125.00 81.00 16.00 M 5

10.000 5.800 133.00 87.00 16.00 M 5
10.400 6.400 133.00 87.00 19.00 M 6
11.000 7.000 142.00 94.00 19.00 M 6
13.500 8.400 160.00 108.00 22.00 M 8
16.500 10.500 184.00 125.00 25.00 M10
17.500 11.500 191.00 130.00 25.00 M10
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Straight shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 540 739

Standard DIN 8378 Guhring std.

Tool material HSS Solid carbide

Surface

Type N N

Form for tapping size holes for tapping size holes

Cutting direction right-hand right-hand

Discount group 138 102

Techn. data page 157 157

d2 d1 l1 l2 l3 for
Availability

mm mm mm mm mm thread

3.400 2.500 70.00 39.00 8.80 M 3
4.500 3.300 80.00 47.00 11.40 M 4
5.500 4.200 93.00 57.00 13.60 M 5
6.600 5.000 101.00 63.00 16.50 M 6
9.000 6.800 125.00 81.00 21.00 M 8

11.000 8.500 142.00 94.00 25.50 M10
13.500 10.200 160.00 108.00 30.00 M12
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Taper shank subland drills
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Taper shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 637 537

Standard Guhring std.

Tool material HSS

Surface

Type N N

Form fine tolerances medial tolerances

Cutting direction right-hand right-hand

Discount group 138 138

Techn. data page 157 157

d2 d1 MK l1 l2 l3 for
Availability

mm mm mm mm mm thread

11.000 5.500 1 175.00 94.00 13.00 M 5
11.500 6.400 1 175.00 94.00 15.00 M 6
15.000 8.400 2 212.00 114.00 19.00 M 8
17.200 9.000 2 228.00 130.00 19.00 M 8
19.000 10.500 2 233.00 135.00 23.00 M10
21.500 11.000 2 248.00 150.00 23.00 M10
23.000 13.000 2 253.00 155.00 27.00 M12
26.000 14.000 3 286.00 165.00 27.00 M12
29.000 16.000 3 296.00 175.00 31.00 M14
30.000 17.000 3 296.00 175.00 35.00 M16
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 639

Standard Guhring std.

Tool material HSS

Surface

Type N

Form fine tolerances

Cutting direction right-hand

Discount group 138

Techn. data page 157

d2 d1 MK l1 l2 l3 for
Availability

mm mm mm mm mm thread

18.000 10.500 2 228.00 130.00 23.00 M10
20.000 13.000 2 238.00 140.00 27.00 M12
26.000 17.000 3 286.00 165.00 35.00 M16
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Taper shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 539

Standard DIN 8377

Tool material HSS

Surface

Type N

Form medial tolerances

Cutting direction right-hand

Discount group 138

Techn. data page 158

d2 d1 MK l1 l2 l3 for
Availability

mm mm mm mm mm thread

10.000 5.500 1 168.00 87.00 13.00 M 5
11.000 6.600 1 175.00 94.00 15.00 M 6
15.000 9.000 2 212.00 114.00 19.00 M 8
18.000 11.000 2 228.00 130.00 23.00 M10
20.000 13.500 2 238.00 140.00 27.00 M12
26.000 17.500 3 286.00 165.00 35.00 M16
30.000 20.000 3 296.00 175.00 39.00 M18
33.000 22.000 4 334.00 185.00 43.00 M20
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 520

Standard Guhring std.

Tool material HSS

Surface

Type N

Form

Cutting direction right-hand

Discount group 138

Techn. data page 158

d2 d1 MK l1 l2 l3 for
Availability

mm mm mm mm mm thread

9.400 5.300 1 162.00 81.00 16.00 M 5
10.000 5.800 1 168.00 87.00 16.00 M 5
10.400 6.400 1 168.00 87.00 19.00 M 6
11.000 7.000 1 175.00 94.00 19.00 M 6
13.500 8.400 1 189.00 108.00 22.00 M 8
14.500 9.500 2 212.00 114.00 22.00 M 8
16.500 10.500 2 223.00 125.00 25.00 M10
17.500 11.500 2 228.00 130.00 25.00 M10
19.000 13.000 2 233.00 135.00 28.00 M12
20.000 14.000 2 238.00 140.00 28.00 M12
23.000 15.000 2 253.00 155.00 30.00 M14
24.000 16.000 3 281.00 160.00 30.00 M14
25.000 17.000 3 281.00 160.00 33.00 M16
26.000 18.000 3 286.00 165.00 33.00 M16
28.000 19.000 3 291.00 170.00 36.00 M18
29.000 20.000 3 296.00 175.00 36.00 M18
31.000 21.000 3 301.00 180.00 39.00 M20
33.000 23.000 4 334.00 185.00 39.00 M20
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Taper shank subland drills

S
tep drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 541

Standard DIN 8379

Tool material HSS

Surface

Type N

Form for tapping size holes

Cutting direction right-hand

Discount group 138

Techn. data page 158

d2 d1 MK l1 l2 l3 for
Availability

mm mm mm mm mm thread

9.000 6.800 1 162.00 81.00 21.00 M 8
11.000 8.500 1 175.00 94.00 25.50 M10
13.500 10.200 1 189.00 108.00 30.00 M12
15.500 12.000 2 218.00 120.00 34.50 M14
17.500 14.000 2 228.00 130.00 38.50 M16
20.000 15.500 2 238.00 140.00 43.50 M18
22.000 17.500 2 248.00 150.00 47.50 M20
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 594

Standard ASA

Tool material HSS

Surface

Form A

Cutting direction right-hand

Discount group 138

Techn. data page 159

size d1 d2 l1 Code no.
Availability

inch mm mm

1 3/64 3.170 31.30 1.190
2 5/64 4.760 47.20 1.980
3 7/64 6.350 50.40 2.780
4 1/8 7.940 53.50 3.170
5 3/16 11.110 69.40 4.760
6 7/32 12.700 75.80 5.560
7 1/4 15.870 82.10 6.350
8 5/16 19.050 88.50 7.940
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 595

Standard ASA

Tool material HSS

Surface

Form B

Cutting direction right-hand

Discount group 138

Techn. data page 159

size d1 d2 l1 Code no.
Availability

inch mm mm

11 3/64 3.170 31.30 1.190
12 1/16 4.760 47.20 1.590
13 3/32 6.350 50.40 2.380
14 7/64 7.940 53.50 2.780
15 5/32 11.110 69.40 3.970
16 3/16 12.700 75.80 4.760
17 7/32 15.870 82.10 5.560
18 1/4 19.050 88.50 6.350
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 292 294

Standard BS 328

Tool material HSS

Surface

Form A A

Cutting direction right-hand left-hand

Discount group 138 138

Techn. data page 159 159

size d1 d2 l1 Code no.
Availability

inch mm mm

1 3/64 3.170 38.00 1.190
2 1/16 4.760 44.00 1.590
3 3/32 6.350 51.00 2.380
4 1/8 7.940 57.00 3.170
5 3/16 11.110 63.00 4.760
6 1/4 15.870 76.00 6.350
7 5/16 19.050 89.00 7.940
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 581 582 583 584

Standard DIN 333

Tool material HSS

Carbide grade

Surface

Form A A R R

Cutting direction right-hand left-hand right-hand left-hand

Discount group 132 138 138 138

Techn. data page 159 160 160 160

d1 d2 l1
Availability

mm mm mm

0.500 3.150 25.00
0.800 3.150 25.00
1.000 3.150 31.50
1.250 3.150 31.50
1.600 4.000 35.50
2.000 5.000 40.00
2.400 6.300 45.00
2.500 6.300 45.00
3.150 8.000 50.00
4.000 10.000 56.00
5.000 12.500 63.00
6.300 16.000 71.00
8.000 20.000 80.00
10.000 25.000 100.00
12.500 31.500 125.00

l l l
l l l l
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

590 613 614 381 736

DIN 333 Guhring std.

HSS HSCO Solid carbide

K10/K20

A A R A A

right-hand right-hand right-hand right-hand right-hand

138 133 139 138 102

160 160 161 161 161

Availability

l l
l l l
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 281 282 283 284

Standard DIN 333

Tool material HSS

Carbide grade

Surface

Form A A R R

Cutting direction right-hand left-hand right-hand left-hand

Discount group 138 138 138 138

Techn. data page 161 161 162 162

d1 d2 l1
Availability

mm mm mm

0.500 3.150 25.00
0.800 3.150 25.00
1.000 3.150 31.50
1.250 4.000 35.50
1.600 5.000 40.00
2.000 6.300 45.00
2.500 8.000 50.00
3.150 10.000 56.00
4.000 12.500 63.00
5.000 16.000 71.00
6.300 20.000 80.00
8.000 25.000 100.00

10.000 31.500 125.00
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 585 586 591

Standard DIN 333

Tool material HSS

Carbide grade

Surface

Form B B B

Cutting direction right-hand left-hand right-hand

Discount group 138 138 138

Techn. data page 162 162 162

d1 d2 l1
Availability

mm mm mm

1.000 4.000 35.50
1.250 5.000 40.00
1.600 6.300 45.00
2.000 8.000 50.00
2.500 10.000 56.00
3.150 11.200 60.00
4.000 14.000 67.00
5.000 18.000 75.00
6.300 20.000 80.00
8.000 25.000 100.00

10.000 31.500 125.00
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Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 280

Standard Guhring std.

Tool material HSS

Carbide grade

Surface

Form A

Cutting direction right-hand

Discount group 138

Techn. data page 163

d1 d2 l1
Availability

mm mm mm

1.000 4.000 120.00
1.600 5.000 120.00
2.000 6.000 120.00
2.500 8.000 120.00
3.150 10.000 120.00

l
l
l
l
l



C F P S M
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A A
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120o

Center drills without flat
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills without flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 285

Standard Guhring std.

Tool material HSS

Carbide grade

Surface

Form B

Cutting direction right-hand

Discount group 138

Techn. data page 163

d1 d2 l1
Availability

mm mm mm

1.000 6.300 40.00
1.600 8.000 50.00
2.000 10.000 56.00
2.500 11.200 63.00
3.150 14.000 71.00
4.000 16.000 80.00
5.000 20.000 90.00
6.300 25.000 100.00
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C F P S M

601

A A

600

S-0,1

~15o

d
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Center drills with flat
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills with flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 587 588

Standard DIN 333

Tool material HSS

Surface

Form A R

Cutting direction right-hand right-hand

Discount group 138 138

Techn. data page 163 163

d1 d2 l1 s
Availability

mm mm mm mm

1.000 3.150 31.50 2.35
1.600 4.000 35.50 3.25
2.000 5.000 40.00 4.20
2.500 6.300 45.00 5.35
3.150 8.000 50.00 6.95
4.000 10.000 56.00 8.40
5.000 12.500 63.00 10.95
6.300 16.000 71.00 14.00
8.000 20.000 80.00 17.90

10.000 25.000 100.00 22.50
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C F P S M
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A A

600

S-0,1

~15o

d
1

d
2

l1
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o  

Center drills with flat

C
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills with flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 287 288

Standard DIN 333

Tool material HSS

Surface

Form A R

Cutting direction right-hand right-hand

Discount group 138 138

Techn. data page 163 164

d1 d2 l1 s
Availability

mm mm mm mm

1.600 5.000 40.00 4.20
2.000 6.300 45.00 5.35
2.500 8.000 50.00 6.85
3.150 10.000 56.00 8.40
4.000 12.500 63.00 10.65
5.000 16.000 71.00 13.65
6.300 20.000 80.00 17.40
8.000 25.000 100.00 21.90

10.000 31.500 125.00 27.10
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C F P S M
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A A
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S-0,1

~15o

d
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Center drills with flat
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills with flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 589

Standard DIN 333

Tool material HSS

Surface

Form B

Cutting direction right-hand

Discount group 138

Techn. data page 164

d1 d2 l1 s
Availability

mm mm mm mm

1.600 6.300 45.00 5.35
2.000 8.000 50.00 6.95
2.500 10.000 56.00 8.40
3.150 11.200 60.00 10.00
4.000 14.000 67.00 12.65
5.000 18.000 75.00 16.40
6.300 20.000 80.00 17.90
8.000 25.000 100.00 22.50
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C F P S M
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A A
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~15o
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Center drills with flat
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Center drills with flat

C
enter drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 289

Standard Guhring std.

Tool material HSS

Surface

Form B

Cutting direction right-hand

Discount group 138

Techn. data page 164

d1 d2 l1 s
Availability

mm mm mm mm

1.600 8.000 50.00 6.50
2.000 10.000 56.00 7.95
2.500 11.200 63.00 9.50
3.150 14.000 71.00 12.00
4.000 16.000 80.00 14.40
5.000 20.000 90.00 18.40
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l1

d
1

l2
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Straight shank core drills

C
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 750

Standard Guhring std.

Tool material Carbide

Carbide grade K10/K20

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 102

Techn. data page 165

d1 d0 ≥ l1 l2 l3
Availability

mm mm mm mm mm

3.800 2.800 96.00 64.00
4.800 3.500 108.00 74.00
5.000 3.500 108.00 74.00
5.800 4.200 116.00 80.00
6.000 4.200 116.00 80.00
7.800 5.600 142.00 100.00
8.000 5.600 142.00 100.00

11.750 8.400 184.00 134.00 16.00
13.000 9.100 184.00 134.00 16.00
14.000 9.800 194.00 142.00 19.00
15.000 10.500 202.00 147.00 19.00
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Straight shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 533

Standard DIN 344

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 165

d1 d0 ≥ l1 l2
Availability

mm mm mm

3.800 2.800 96.00 64.00
4.000 2.800 96.00 64.00
4.100 2.800 96.00 64.00
4.400 3.200 102.00 69.00
4.500 3.200 102.00 69.00
4.600 3.200 102.00 69.00
4.750 3.200 102.00 69.00
4.800 3.500 108.00 74.00
4.900 3.500 108.00 74.00
5.000 3.500 108.00 74.00
5.050 3.500 108.00 74.00
5.100 3.500 108.00 74.00
5.300 3.500 108.00 74.00
5.400 4.200 116.00 80.00
5.500 4.200 116.00 80.00
5.550 4.200 116.00 80.00
5.750 4.200 116.00 80.00
5.800 4.200 116.00 80.00
5.850 4.200 116.00 80.00
5.900 4.200 116.00 80.00
6.000 4.200 116.00 80.00
6.100 4.200 124.00 86.00
6.200 4.200 124.00 86.00
6.250 4.200 124.00 86.00
6.300 4.200 124.00 86.00
6.400 4.200 124.00 86.00
6.500 4.200 124.00 86.00
6.700 4.200 124.00 86.00
6.800 4.900 133.00 93.00
6.850 4.900 133.00 93.00
6.900 4.900 133.00 93.00
7.000 4.900 133.00 93.00
7.150 4.900 133.00 93.00
7.200 4.900 133.00 93.00
7.250 4.900 133.00 93.00
7.500 4.900 133.00 93.00
7.600 5.600 142.00 100.00
7.800 5.600 142.00 100.00
7.950 5.600 142.00 100.00
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A A
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C F P S M
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Straight shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 533

Standard DIN 344

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 165

d1 d0 ≥ l1 l2
Availability

mm mm mm

8.000 5.600 142.00 100.00
8.050 5.600 142.00 100.00
8.100 5.600 142.00 100.00
8.150 5.600 142.00 100.00
8.200 5.600 142.00 100.00
8.250 5.600 142.00 100.00
8.300 5.600 142.00 100.00
8.400 5.600 142.00 100.00
8.500 5.600 142.00 100.00
8.600 6.300 151.00 107.00
8.700 6.300 151.00 107.00
8.800 6.300 151.00 107.00
8.850 6.300 151.00 107.00
9.000 6.300 151.00 107.00
9.100 6.300 151.00 107.00
9.200 6.300 151.00 107.00
9.300 6.300 151.00 107.00
9.400 6.300 151.00 107.00
9.500 6.300 151.00 107.00
9.650 7.000 162.00 116.00
9.750 7.000 162.00 116.00
9.800 7.000 162.00 116.00
9.900 7.000 162.00 116.00

10.000 7.000 162.00 116.00
10.100 7.000 162.00 116.00
10.200 7.000 162.00 116.00
10.300 7.000 162.00 116.00
10.500 7.000 162.00 116.00
10.600 7.000 162.00 116.00
10.700 7.700 173.00 125.00
10.750 7.700 173.00 125.00
11.000 7.700 173.00 125.00
11.250 7.700 173.00 125.00
11.300 7.700 173.00 125.00
11.750 8.400 184.00 134.00
11.800 8.400 184.00 134.00
12.000 8.400 184.00 134.00
12.100 8.400 184.00 134.00
12.200 8.400 184.00 134.00
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Straight shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Straight shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 533

Standard DIN 344

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 165

d1 d0 ≥ l1 l2
Availability

mm mm mm

12.500 8.400 184.00 134.00
12.750 9.100 184.00 134.00
13.000 9.100 184.00 134.00
13.500 9.800 194.00 142.00
13.750 9.800 194.00 142.00
14.000 9.800 194.00 142.00
15.000 10.500 202.00 147.00
15.750 11.200 211.00 153.00
15.870 11.200 211.00 153.00
16.000 11.200 211.00 153.00
17.000 11.900 218.00 159.00
18.000 12.600 226.00 165.00
20.000 14.000 242.00 177.00
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Taper shank core drills

C
or

e 
dr

ill
s

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 729

Standard Guhring std.

Tool material Carbide

Carbide grade K10/K20

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 102

Techn. data page 165

d1 d0 ≥ MK l1 l2 l3
Availability

mm mm mm mm mm

26.700 19.000 3 291.00 170.00 25.00
28.700 21.000 3 296.00 175.00 25.00
29.700 22.000 3 296.00 175.00 25.00
30.600 23.000 3 301.00 180.00 25.00
31.600 24.000 4 334.00 185.00 25.00
32.600 25.000 4 334.00 185.00 25.00
33.000 25.000 4 334.00 185.00 25.00
33.600 26.000 4 339.00 190.00 25.00
34.000 26.000 4 339.00 190.00 25.00
34.600 27.000 4 339.00 190.00 25.00
36.000 28.000 4 344.00 195.00 25.00
37.600 30.000 4 349.00 200.00 25.00
38.600 31.000 4 349.00 200.00 25.00
39.000 31.000 4 349.00 200.00 25.00
39.600 32.000 4 349.00 200.00 25.00
40.000 32.000 4 349.00 200.00 25.00
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Taper shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 534 634

Standard DIN 343

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 165 165

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

7.800 5.600 1 156.00 75.00
8.000 5.600 1 156.00 75.00
8.100 5.600 1 156.00 75.00
8.500 5.600 1 156.00 75.00
8.700 6.300 1 162.00 81.00
8.800 6.300 1 162.00 81.00
9.000 6.300 1 162.00 81.00
9.200 6.300 1 162.00 81.00
9.700 7.000 1 168.00 87.00
9.800 7.000 1 168.00 87.00
9.900 7.000 1 168.00 87.00

10.000 7.000 1 168.00 87.00
10.100 7.000 1 168.00 87.00
10.200 7.000 1 168.00 87.00
10.750 7.700 1 175.00 94.00
11.000 7.700 1 175.00 94.00
11.100 7.700 1 175.00 94.00
11.250 7.700 1 175.00 94.00
11.500 7.700 1 175.00 94.00
11.750 8.400 1 182.00 101.00
11.800 8.400 1 182.00 101.00
12.000 8.400 1 182.00 101.00
12.200 8.400 1 182.00 101.00
12.300 8.400 1 182.00 101.00
12.500 8.400 1 182.00 101.00
12.700 9.100 1 182.00 101.00
12.750 9.100 1 182.00 101.00
13.000 9.100 1 182.00 101.00
13.250 9.800 1 189.00 108.00
13.500 9.800 1 189.00 108.00
13.750 9.800 1 189.00 108.00
13.800 9.800 1 189.00 108.00
14.000 9.800 1 189.00 108.00
14.100 10.500 2 212.00 114.00
14.200 10.500 2 212.00 114.00
14.450 10.500 2 212.00 114.00
14.500 10.500 2 212.00 114.00
14.750 10.500 2 212.00 114.00
15.000 10.500 2 212.00 114.00
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Taper shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 534 634

Standard DIN 343

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 165 165

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

15.250 11.200 2 218.00 120.00
15.500 11.200 2 218.00 120.00
15.750 11.200 2 218.00 120.00
16.000 11.200 2 218.00 120.00
16.150 11.900 2 223.00 125.00
16.200 11.900 2 223.00 125.00
16.250 11.900 2 223.00 125.00
16.500 11.900 2 223.00 125.00
16.750 11.900 2 223.00 125.00
17.000 11.900 2 223.00 125.00
17.500 12.600 2 228.00 130.00
17.750 12.600 2 228.00 130.00
18.000 12.600 2 228.00 130.00
18.100 13.300 2 233.00 135.00
18.250 13.300 2 233.00 135.00
18.500 13.300 2 233.00 135.00
18.700 13.300 2 233.00 135.00
18.750 13.300 2 233.00 135.00
18.800 13.300 2 233.00 135.00
19.000 13.300 2 233.00 135.00
19.250 14.000 2 238.00 140.00
19.500 14.000 2 238.00 140.00
19.700 14.000 2 238.00 140.00
19.750 14.000 2 238.00 140.00
20.000 14.000 2 238.00 140.00
20.100 14.600 2 243.00 145.00
20.200 14.600 2 243.00 145.00
20.250 14.600 2 243.00 145.00
20.500 14.600 2 243.00 145.00
20.700 14.600 2 243.00 145.00
21.000 14.600 2 243.00 145.00
21.500 15.300 2 248.00 150.00
21.700 15.300 2 248.00 150.00
21.750 15.300 2 248.00 150.00
22.000 15.300 2 248.00 150.00
22.250 15.300 2 248.00 150.00
22.400 15.300 2 248.00 150.00
22.500 16.000 2 253.00 155.00
22.700 16.000 2 253.00 155.00
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Taper shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 534 634

Standard DIN 343

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 165 165

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

23.000 16.000 2 253.00 155.00
23.500 16.000 2 253.00 155.00
23.700 16.600 3 281.00 160.00
24.000 16.600 3 281.00 160.00
24.200 16.600 3 281.00 160.00
24.500 17.300 3 281.00 160.00
24.700 17.300 3 281.00 160.00
24.750 17.300 3 281.00 160.00
25.000 17.300 3 281.00 160.00
25.250 18.000 3 286.00 165.00
25.500 18.000 3 286.00 165.00
25.600 18.000 3 286.00 165.00
25.700 18.000 3 286.00 165.00
26.000 18.000 3 286.00 165.00
26.500 18.000 3 286.00 165.00
26.700 18.600 3 291.00 170.00
27.000 18.600 3 291.00 170.00
27.500 18.600 3 291.00 170.00
27.700 19.300 3 291.00 170.00
28.000 19.300 3 291.00 170.00
28.700 20.000 3 296.00 175.00
29.000 20.000 3 296.00 175.00
29.250 20.500 3 296.00 175.00
29.500 20.500 3 296.00 175.00
29.700 20.500 3 296.00 175.00
29.750 20.500 3 296.00 175.00
30.000 20.500 3 296.00 175.00
30.500 21.000 3 301.00 180.00
30.600 21.000 3 301.00 180.00
31.000 21.000 3 301.00 180.00
31.600 22.000 4 334.00 185.00
32.000 22.000 4 334.00 185.00
32.600 23.000 4 334.00 185.00
33.000 23.000 4 334.00 185.00
33.600 24.000 4 339.00 190.00
34.000 24.000 4 339.00 190.00
34.600 25.000 4 339.00 190.00
35.000 25.000 4 339.00 190.00
35.600 25.500 4 344.00 195.00
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Taper shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 534 634

Standard DIN 343

Tool material HSS HSCO

Surface

Type N N

Cutting direction right-hand right-hand

Tolerance h8 h8

Discount group 138 138

Techn. data page 165 165

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

36.000 25.500 4 344.00 195.00
36.600 26.000 4 344.00 195.00
37.600 26.500 4 349.00 200.00
38.000 26.500 4 349.00 200.00
39.000 27.000 4 349.00 200.00
39.600 28.000 4 349.00 200.00
40.000 28.000 4 349.00 200.00
44.000 30.500 4 359.00 210.00
44.600 31.000 4 359.00 210.00
45.000 31.000 4 359.00 210.00
50.000 34.500 4 369.00 220.00
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Taper shank core drills
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TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 635

Standard DIN 1864

Tool material HSCO

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 166

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

8.000 5.600 1 181.00 100.00
10.000 7.000 1 197.00 116.00
11.750 8.400 1 215.00 134.00
12.500 8.400 1 215.00 134.00
12.750 9.100 1 215.00 134.00
14.000 9.800 1 223.00 142.00
15.000 10.500 2 245.00 147.00
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Taper shank core drills

C
ore drills

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA TiAlN SuperA

Guhring no. 555

Standard DIN 1864

Tool material HSS

Surface

Type N

Cutting direction right-hand

Tolerance h8

Discount group 138

Techn. data page 166

d1 d0 ≥ MK l1 l2
Availability

mm mm mm mm

5.000 3.500 1 155.00 74.00
8.000 5.600 1 181.00 100.00
8.800 6.300 1 188.00 107.00
9.000 6.300 1 188.00 107.00
9.700 7.000 1 197.00 116.00
9.800 7.000 1 197.00 116.00

10.000 7.000 1 197.00 116.00
10.100 7.000 1 197.00 116.00
10.500 7.000 1 197.00 116.00
11.000 7.700 1 206.00 125.00
11.100 7.700 1 206.00 125.00
11.750 8.400 1 215.00 134.00
12.000 8.400 1 215.00 134.00
12.750 9.100 1 215.00 134.00
13.000 9.100 1 215.00 134.00
13.750 9.800 1 223.00 142.00
14.000 9.800 1 223.00 142.00
15.000 10.500 2 245.00 147.00
15.750 11.200 2 251.00 153.00
16.000 11.200 2 251.00 153.00
16.750 11.900 2 257.00 159.00
17.750 12.600 2 263.00 165.00
19.000 13.300 2 269.00 171.00
19.700 14.000 2 275.00 177.00
20.000 14.000 2 275.00 177.00
20.700 14.600 2 282.00 184.00
21.000 14.600 2 282.00 184.00
21.700 15.300 2 289.00 191.00
22.000 15.300 2 289.00 191.00
22.700 16.000 2 296.00 198.00
23.000 16.000 2 296.00 198.00
23.700 16.600 3 327.00 206.00
24.000 16.600 3 327.00 206.00
25.000 17.300 3 327.00 206.00
25.700 18.000 3 335.00 214.00
30.000 20.500 3 351.00 230.00
31.000 21.000 3 360.00 239.00

m
m
m
m
m
l
l
m
m
m
m
l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
m
m
l
l
m
m
l
l
l
l
m
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Rp 1/4" DIN 10226-1
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B
 

Oil feed adapters

G
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tt

ac
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en
ts

TiCN Carbo Cristall FIRE/nanoFIRE AlCrN TiN TiN+ MolyGlide Signum

Guhring no. 230

Standard Guhring std.

Discount group 138

Techn. data page 167

B A Code no.
Availability

mm mm

40.000 28.50 3.001
50.000 29.50 3.002
60.000 29.50 3.003
90.000 40.00 3.004
120.000 40.00 3.005

m
m
m
m
m
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Additional charges

A
dditional

charrges

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Additional charges

A
dd

iti
on

al
ch

ar
rg

es

from
quantity

gross additional charges per item
depending on shank diameter (mm)

up to 1.06
1.07

up to 2.12
2.13

up to 8.50
8.51

up to 23.02
23.03

up to 31.75
31.76

up to 50.80
50.81

up to 100.00

5
6
7
8
9

10
11
15
20
25
30
40
50
70

100

Additional charges for intermediate sizes for carbide twist drills

from
quantity

gross additional charges per item
depending on shank diameter (mm)

up to 1.06
1.07

up to 2.12
2.13

up to 8.50
8.51

up to 25.00

3
4
5
6
7
8
9

10
11
15
20
25
30
40
50
75

100

Additional charges for thinned chisel edge (to DIN 1412. form A)

from
quantity

gross additional charges per item
depending on shank diameter (mm)

2.36
up to 4.25

4.26
up to 8.50

8.51
up to 14.00

5
6
7
8
9

10
11
15
20
25
30
40
50
75

100

Additional charges for intermediate sizes for high speed steel twist drills

l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l
l l l l l l
l l l l

l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l

l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
l l l
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Additional charges

A
dditional

charrges

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Additional charges

A
dd

iti
on

al
ch

ar
rg

es

from
quantity

gross additional charges per item
depending on shank diameter (mm)

1.00
up to 2.12

2.13
up to 4.25

4.26
up to 8.50

8.51
up to 14.00

14.01
up to 23.02

23.03
up to 31.75

31.76
up to 50.80

50.81
up to 60.00

5
6
7
8
9

10
11
15
20
25
30
40
50
70

100

Additional charges for tangs for straight shank 
high speed twist drills (tang to DIN 1809)

from
quantity

gross additional charges per item
depending on shank diameter (mm)

tang 
grinding

tang
milling

3.01
up to 10.60

10.61
up to 16.00

16.01
up to 23.60

23.61
up to 30.00

5
6
7
8
9

10
11
15
20
25
30
40
50
75

100

Additional charges for tangs for straight shank 
carbide twist drills (tang to DIN 1809)

from
quantity

gross additional charges per item
depending on shank diameter (mm)

tang 
grinding

3.01
up to 10.60

16.01
up to 16.00

3
4
5
6
7
8
9

10
11
15
20
25
30
40
50
75

100

Additional charges for additional marking for all twist drills with a diameter > 4.0 mm

from
quantity

gross additional charges per item

5
6
7
8
9

10
11
15
20
25
30
40
50
75

100

Additional charges for closer diameter tolerance, for h7 straight shank

l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l
l l l l l l l
l l l l l l

l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l
l l l l

l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l
l l

l
l
l
l
l
l
l
l
l
l
l
l
l
l
l
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Additional charges

A
dditional

charrges

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Additional charges for grinding of flat to DIN 6535 form HE on straight shank

from
quantity

gross additional charges per item
depending on shank diameter (mm)

6,00 8,00 10,00 12,00 14,00 16,00 18,00 20,00

3
10
20
30
50

100

Additional charges for intermediate sizes 
for high speed steel core drills

from
quantity

gross additional charges per item
depending on core drill  diameter (mm)

(calculated on the
next size up diameter)

5
6
7
8
9

10
11
15
20

Additional charges for intermediate sizes 
for carbide core drills

from
quantity

gross additional charges per item
depending on core drill  diameter (mm)

(calculated on the
next size up diameter)

3
4
5
6
7
8
9

10
11
15
20

l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l
l l l l l l l l

l
l
l
l
l
l
l
l
l

l
l
l
l
l
l
l
l
l
l
l
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Quality control requirements

Q
uality control

 requirem
ents

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Quality control requirements

Q
ua

lit
y 

co
nt

ro
l

 re
qu

ire
m

en
tsQuality control requirements for twist drills (not micro-precision

The QS principle encourages requests for 
inspection records or certificates of con-
formity to be supplied with ordered tools. 
We will gladly do this. But as the setting-
up of inspection records is particular-
ly time consuming and costly - special 

marking on a specified number of tools, 
the provision of measuring records, the 
entry of measured data in special forms 
- and we do not wish to incorporate the-
se costs in our overhead costs, we have 
chosen to charge the prices below in re-

lation to the quantity ordered. Surely you 
will appreciate this.

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

drill diameter
tapering of diameter
shank diameter
driving tangs, knock-out tangs
taper shank
concentricity tolerance
web thickness
land width
difference in height of cutting edge
total pitch deviation
point angle
side rake angle
clearance angle
point grinds
chisel edge
optical
marking of inspected tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

Quality control requirements for micro-precision drills

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

total length
step length
coaxiality
shank diameter
land width
web thickness
point angle
clearance angle
optical
marking of inspected tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l
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Quality control requirements

Q
uality control

 requirem
ents

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Quality control requirements

Q
ua

lit
y 

co
nt

ro
l

 re
qu

ire
m

en
tsQuality control requirements for step drills

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

total length
step length
drill and step diameter
shank diameter
concentricity tolerance
tapering of diameter
land width
point angle
major angle
clearance angle
point grind
coaxiality
optical
marking of inspected tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

Quality control requirements for centre drills

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

total length/drill length
shank diameter
drill diameter
chamfer angle/radius
rake angle
clearance angle
optical
marking of inspected tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l
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Quality control requirements

Q
uality control

 requirem
ents

bright steam tempered nitrided lands nitrided golden brown TiAlN TiAlN nanoA AlTiN SuperA

Quality control requirements

Q
ua

lit
y 

co
nt

ro
l

 re
qu

ire
m

en
tsQuality control requirements for core drills

inspected number of items  
1

up to 
3

up to 
5

up to 
10

up to 
15

up to 
20

up to 
30

up to 
50

up to 
100

inspection criteria net prices for the inspected number of items 
per inspection criteria

drill diameter
shank diameter
taper shank
total length/flute length
pitch
rake angle
clearance angle
chamfer lead
optical
marking of inspected tools

net prices for the inspected number of items 
for all inspection criteria

plus cost of inspection report

total price

l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l
l l l l l l l l l

l l l l l l l l l

l l l l l l l l l
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Only high quality tool materials are used to produce HSS 
tools. Systematic selection of alloying elements ensure the 
tool possesses the optimal characteristics for the individual 
tasks.

Tungsten, Molybdenum: increase tempering- and wear-  
resistance
Vanadium: increases wear-resistance of finishing tools
Cobalt: enables increased hardening temperatures and
improves heat-resistance.

Guhring  
description

German  
steel descript.

Material no.  
(steel code)

Range of  
application

comparable steels

USA France Italy Great  
Britain China Japan

HSS
HS 6-5-2  
(DMo5) 1.3343

standard tool material 
for most  
common applications

M 2 Z 90 WDCV  
06-05-04-02 HS 6-5-2 BM 2 W6Mo5

Cr4V2 SKH51

HSCO

HSS-E

HS 6-5-2-5  
(EMo5Co5) 1.3243

high heat-resistance, 
especially suited  
for roughing or when 
coolant insufficient

M 35 Z 90 WDKCV  
06-05-05-04-02 HS 6-5-2-5 BM 35 W6Mo5

Cr4V2Co5 SKH55

HSS-E
HS 6-5-3  
(EMo5V3) 1.3344

high friction resistance 
and cutting edge 
stability, especially 
important for reaming 
operations

M 3 Z 120 WDCV  
06-05-04-03 HS 6-5-3 – W6Mo5

Cr4V3 SKH52

M42
HS 2-9-1-8 1.3247

increased heat resistance 
and hardness,  
suitable for difficult-to-
machine materials

M 42 Z 110 DKCWV  
09-08-04-02-01 HS 2-9-1-8 BM 42 W2Mo9Cr4

VCo8 SKH59

HSS-E

HSS-E-PM

10-2-5-8  
PM52  

HS 6-5-3-8  
PM30

1.3253 
 

1.3294

high hardness, heat-
resistance and  
cutting edge stability, 
very dense structure

–

High speed steels

Guhring tool materials
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Hardness        KIC

Grain size in µm

H
ar

dn
es

s 
H

V
50

Toughness K
IC

 M
P

am
0.5

0.2 0.4 0.6 0.8 1.0 1.2 1.4

Basic characteristics of carbide  

For drilling applications the following characteristics are of 
importance:

Rigidity
Rigidity is a measure of the energy that is required to force a 
material to deform elastically. With carbide it is determined by 
the cobalt content. The higher the cobalt content, the lower 
the rigidity of the material.

 
The rigidity of conventional carbide is more than double 
compared to that of steel. Subsequently, holes of 
considerably greater straightness can be produced with 
carbide drills than with steel drills. However, this positive 
effect of the rigidity is limited because of deformation forced 
upon the drill – for example through offset or imbalance – 
result in a heavy increase in load on the material. Therefore, 
more rigid materials are also more prone to breakage.

Hardness
Hardness is described as the resistance of a material against 
penetration of another. It is clear, that the tool material must 
be considerably harder than that of the workpiece, in order to 
not be exposed to excessive wear.
 
There are several possibilities to adjust the hardness of 
carbide: on the one hand by modifying the cobalt content 
and on the other hand by varying the carbide grain size. If the 
cobalt content is increased whilst retaining the same grain 
size, the hardness of the carbide is reduced. However, if the 
grain size is reduced whilst retaining the same cobalt content, 
the hardness is increased.

Carbide

Carbide production
Carbide consists of a hardness carrier – tungsten carbide 
plus maybe one or more carbides – and an extremely tough 
component: Cobalt (Co). Cobalt basically serves as a 
cementing or binding agent in which the carbide particles are 
distributed.

 
In order to satisfy the diverse demands that, dependent 
on the individual application task, are placed on carbide, 
Guhring offers a choice of more than 20 different standard 
carbide types. Some are especially hard, others possess a 
very high toughness, some are ultra fine grain and others are 
coarse. Furthermore, on the request of the customer, any 
conceivable carbide grade can be developed and produced 
as a special carbide, so-to-speak.

 
Our carbide division has a state-of-the-art laboratory at its 
disposal to ensure our carbide always corresponds with 
customer requirements. From the raw material to the finished 
product, samples are continuously examined in order to 
guarantee and document the highest quality and process 
reliability in accordance with the certification. 

Carbide, similar to steel, is a less than precise and indeed a 
very general term for an entire material group. Carbide can 
be produced in an infinite number of variations with different 
characteristics through the combination of at least two basic 
constituents.

Guhring tool materials
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Guhring tool materials

Basic characteristics of carbide

Toughness
Toughness is defined as the resistance the material offers 
against the growth of a fissure. A high fissure resistance is 
an indication of “good-natured” carbide, possessing high 
impact resistance. Unfortunately, hardness and toughness are 
opposing attributes.
 

High cobalt content and/or coarse hard material grains are 
an indication of tough carbide. High toughness is required 
when a sudden or high cutting load occurs during the 
machining process. A high cutting load arises when there is 
a high friction coefficient between tool and workpiece. The 
coefficient of friction is determined by the surface roughness 
of the tool and by the chemical relationship between the tool 
surface and the workpiece.
 
Please note, toughness is not synonymous with high bending 
strength. An important and specific characteristic for 
determining the bending strength is the cutting edge stability.

Cutting edge stability
Cutting edge stability is defined as the resistance of the 
cutting edge against the breakaway of individual hard material 
grains or larger grain formations. The bending strength 
provides a rough measure of the cutting edge stability. In 
addition to toughness, the size of the longest grain boundary 
within the structure of the material is also of importance 
for the bending strength. Subsequently, high toughness 
increases the bending strength, however, longer grain 
boundaries (= coarser grains) lowers it.

Reaction
Although today most carbide tools are coated, the reaction 
tendency between carbide and workpiece must be taken 
into consideration. Because of rapid wear of the coating at 
the cutting edge, a reaction between tool and workpiece is 
indeed a possibility.
 
Similar to pitting in the corrosion process, a localised 
attack can have a considerably longer lasting effect than 
any damage over a large area. Due to the high temperature 
development at the cutting edge, cobalt in particular reacts 
very quickly with ferrous metals. Other metals, such as 
titanium or silicon are prone to react with tungsten carbide. 
For these reasons, the cobalt content is of interest regarding 
the reaction of the tool.

Material selection
Dependent on the specific application task, the various 
attributes must, therefore, be carefully balanced. 
Subsequently, there are various carbides available. In order to 
find the correct carbide for a specific application task, several 
classification systems were experimented with and introduced 
as standard to simplify the selection. Widely accepted is 
the DIN ISO classification system to DIN ISO 513, revised in 
2005.

Here, the application range of the carbide/coating 
combination is indicated by an identification letter, the 
hardness/toughness ratio by an index number. A low index 
number indicates a high hardness requirement for the 
application, a high number a high toughness requirement.
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Guhring  
description  

Co-content  
[M-%]

Tungsten carbide 
grain size [µm]

Hard-
ness  
[HV]

ISO classification  
[ISO 513]

Characteristics

DK460UF 10 0.5 1620 K20-K40  
coated:  
P, M20-M40, H, S, N25

A carbide grade with wide range of application possibilities. It is 
applied, mostly coated, for the machining of steel, soft Al alloys, 
cast iron as well as “super alloys” such as Inconel 718. This grade 
is the backbone of our carbide production.

DK500UF 12 0.5 1680 K25  
coated:  
P, M, H, S, N25

The grade has been especially developed for hard machining. 
It possesses a higher hardness and deformation tolerance in 
comparison to DK460UF. Due to the high Co-content, a coated 
application is strongly recommended.

DK255F 8 0.7 1720 K20  
coated:  
P, M, H, S, N20

The grade is recommended for hard machining, the machining of 
high tensile grey cast iron and hard AlSi-alloys. Dry machining is 
possible. A coated application is preferable.

DK120 6 1.3 1620 K15  
coated:  
N15

The grade is especially suitable for the application with diamond 
coating.

DK120UF 7 0.5 1850 K05 Ultra fine grain type offering extreme wear resistance, suitable for 
absolutely rigid machines, preferred for reamers.

K55SF 9 0.2 -0.5 1920 K10-K30 For application with high wear resistant materials, stainless 
steels, composite materials such as Kevlar and GRP, high speed 
machining and dry machining.

DK400N 10 0.7 1580 K35M  
coated:  
P, M, S, N35M

An extremely tough grade for the machining of high heat resistant 
metals.

Main material group  P
This group includes long-chipping ferrous metals except 
stainless and austenitic steels and is, according to the cutting 
load, divided into the application groups 01-50.

Main material group  M
Group M includes austenitic stainless steels, austenitic/
ferritic steels and cast steels. The group is subdivided into 
the application groups 01-40, dependent on the cutting load. 
At Guhring, P and M applications are achieved with coated K 
carbide.

Main material group  K
Group K incorporates all forms of grey cast iron and malleable 
cast iron. Dependent on cutting load it is subdivided into the 
application groups 01-40.

Main material group  S
Heat-resistant “super alloys” based on iron, nickel or cobalt 
as well as titanium alloys are included in group S. It is divided 
into the application groups 01-30, dependent on the cutting 
load.

Main material group  N
This group includes non-ferrous metals, especially alu-
minium-alloys and non-metal materials. It is, depending on 
the cutting load, divided into the application groups 01-30.

Main material group  H
This group includes hard machining of hardened steels. The 
application groups are from 01-30, depending on the cutting 
load.

Many carbide grades cover the broad spectrum of the main 
material groups, especially when coated tools are applied. For 
example, most of the FIRE-coated carbide drills in the Guhring 
range are assigned to the main material groups K and P.

Individual Guhring grades
The following table lists the most important carbides that 
are available from Guhring ex-stock for general applications. 
Further carbide grades are available on request and detailed 
information can be found at www.guehring-carbide.de

In more than 80% of applications known to Guhring, the 
results of DK460UF carbide grade tools together with a 
specially adapted coating could not be surpassed by any 
other carbide grades, including coated tools. This and the 
availability of the material ex-stock simplify tool selection 
immensely. For further information regarding the application 
of other carbide grades please contact our technical 
engineers.

The most important carbide grades  
for Guhring tools
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Surface refining processes, coating

Surface refining processes

Special coatings

Guhring coatings

steam tempered

bright steam nitrided 
nitrided landsHigh speed steel or carbide tools generally offer good basic 

properties even without surface refinement or coating. In 
addition, bright tools from Guhring's standard range serve 
as base tools for a cost-efficient coating with all Guhring 
coatings to customer specification 

For special application cases a surface refinement is 
recommended that improves the wear-resistance as well as 
the gliding properties and decreases the welding tendency. 
Because hard or soft material coatings provide much better 
results surface refinement is increasingly losing importance.

This finish is recommended for the machining of grey cast 
iron, aluminium with a high silicon content, plastics, steels 
with a high perlite content etc.Our tools are nitrided using 
different application orientated processes.

 
 Steam tempered tools can prevent cold welding that can 
occur when machining low-carbon steels. However, they are 
only suitable for the machining of ferrous materials.

TiAlN TiAlN Super A/nanoA TiCN Carbo Cristall

Colour violet grey-violet grey violet black anthrazite

hardness 3200 HV 3400 HV 3000 HV > 6000 HV > 8000 HV

Friction coefficient 0.55 0.6 0.4 < 0.1 < 0.1

max. application temperature < 800° < 900° < 400° < 700° < 700°

Thermal expansion 7.2 * 10-6 /K 6.9 * 10-6 /K – 3 * 10-6 /K 1.1 * 10-6 /K

Brief description
Hard coating for abrasive 
applications, HPC and 
MQL

Hard coating for difficult 
and hard machining, 
HPC as well as MQL

Tough hard coating Extremely hard coating Extremely hard diamond 
coating

FIRE/nano-FIRE AlCrN TiN / ·TiN+ Signum ICE

Colour violet grey-blue golden yellow bronze-red grey metallic

hardness 3300 HV 3200 HV 2300 HV 5500 HV 3500 HV

Friction coefficient 0.6 0.35 0.5 0.55 0.6

max. application temperature < 800° < 1100° < 600° < 800° < 1000°

Thermal expansion –  6.4 * 10 - 6 /K 9.3 * 10 - 6 /K 7.5 * 10 - 6 /K –

Brief description
Wear-resistant multi-
layer coating, also for 
MQL

Wear-resistant coating 
with high oxidation 
resistance and 
temperature hardness

Cost-efficient standard 
coating

Extremely hard, heat-
resistant multi-layer 
coating 

Hard, high heat-resistant 
coating

Basic properties
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Coating

Drilling Milling Tapping Thread milling Fluteless tapping Reaming

Carbide HSS Carbide HSS Carbide HSS Carbide Carbide HSS Carbide HSS

conv. MQL conv. MQL conv. MQL conv. MQL conv. MQL conv. MQL

Steel
unalloyed

Steel
alloyed

Steel
hardened
<55 ·HRc 

Steel
hardened

55 ·-65 ·HRc 

Steel
rust and

acid- 
resistant

Cast iron

Aluminium
wrought 
alloys

Aluminium
cast 

alloys

Nickel
alloys

Titanium

Copper

Bronze/ 
brass

Cobalt-chro-
mium
Alloys

Precious metals

Ceramics,
pre-sintered

fibre-reinforced
Plastics

The order in the material groups shows our application recommendation from top to bottom. The optimum suitability for each specific material in your application 
can only be determined in machining trials.

Application recommendations
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0° rake angle

15° rake angle

30° rake angle

D = 10 mm, AlSi7
vc = 300 m/min,
fu = 0.35 mm

f
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Dry machining and minimal quantity lubrication (MQL)

Basic observations
Because with dry and MQL machining, any generated heat is 
not dissipated via coolant like with conventional wet machining, 
the design of the optimised tool must ensure that

Influence of rake angle on temperature

point of drill

To examine this parameter, Guhring produced three drilling 
test tools in 10 mm diameter for a drilling depth of 100 mm. 
The tools were geometrically the same, however, the tools had 
different spirals and subsequently different rake angles. The 
test tools had 0º (i.e. straight-fluted), 15º and 30º rake angles. 
The internal coolant duct diameter of the tools was identical. 

 
 
Using a thermal imaging camera, 
the heat generated during the 
machining of a hole in Al-alloy 
AlSi7 was taken in real time and 
documented. The sheets applied 
for the test had a thickness of 
14.00 mm and were drilled on the 
face so that the remaining residual 
wall between the hole and thermo-
graphic examination of the sheet 
surface was 2.00 mm. Using the 
above test layout it was possible to 
make a qualitative analysis of the 
heat generated by the individual 
tools.

 
The thermal imaging of the tool 
point show a clear connection 
between the rake angle and the 
heat generated. A positive rake 

Dry machining and minimal quantity lubrication (MQL) are 
important current technologies with the aim of reducing 
production costs. Guhring has invested heavily in these 
technologies and developed tools as well as tool holders with 
optimal geometries for this type of machining. An observation 
of the thermal conditions at the tool and the workpiece was 
therefore extremely important.

angle resulted in a clearly lower temperature being generated 
in the shear zone of the chip, because with a tool with a 30º 
helix the chip only requires deflecting by 60º (reduced shearing 
action), whilst the chip deflection for a straight-fluted tool is 90º 
(increased shearing action).
 
 
The heat generated in the shear zone directly enters the 
process as cutting heat. A shorter chip transfers less frictional 
heat to the tool due to a smaller contact area on the flute 
surface resulting in improved temperature conditions 
 
 
In addition, the chipflow was recorded using a high-speed 
camera. With the cutting parameters vc = 300 m/min and f = 
0.35 mm/rev., distinct differences were apparent regarding the 
chip evacuation and the process heat. Chip evacuation, i.e. 
the continuous transportation of chips from the hole, improved 
when the helix angle of the tool was increased.
 
 
This is primarily due to a positive geometry and the resulting 
improved chip fracture, providing a shorter shearing chip 
that, due to its improved surface-volume-relationship, can be 
evacuated from the hole with greater ease and is less prone to 
jamming in the flute.
 
 
Thanks to considerably improved chip evacuation and 
comparatively lower process temperatures, spiral-fluted tools 
play an important role in the increased process reliability in dry 
machining and MQL applications.
 
 
However, the application of straight-fluted drills can be of 
advantage for the machining of aluminium and cast iron 
materials, where the demand for hole quality (improved 
roundness and reduced run-out) is high. This is because 
straight-fluted tools generally possess four leading margins. 
In addition, the temperature profile of straight-fluted drilling 
tools can be reduced by an optimised, geometric design of 
the coolant ducts to an extent that the thermal disadvantage 
in comparison to spiral drilling tools is compensated to a large 
degree. 

•	heat	generation	is	minimised	during	the	machining	process	
(i.e. through sharp cutting edges and a positive rake angle 
whilst increasing the cutting parameters),

•	friction	is	minimised	(i.e.	through	a	width	reduction	of	the	
leading margins in comparison to the wet tool and increasing 
the back taper of the tool),

•	heat	transfer	between	chip	and	tool	is	reduced	(i.e.	through	
heat insulating hard coatings and polished tool surfaces to 
reduce the friction between chip and face),

•	heat	transfer	between	chip	and	workpiece	is	reduced	(i.e.	
through improved chip evacuation from the hole or from the 
workpiece surface respectively).
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Influence of friction on the process temperature
In an additional, three-part test, holes were produced in 
spheroidal graphite iron GGG40. An identical test tool was 
applied for completely dry machining, MQL machining and 
machining with air cooling. 

 
 

The test tool was a diameter 8.5 
mm drill, optimised for MQL. The 
drilling depth was 42.00 mm. The 
cutting rates were vc = 130 m/min 
and f = 0.26 mm/rev.
 

 
A thermo-graphic camera recorded the temperature at the 
point during the return stroke from the hole. A machining 
sequence of seven consecutive drilling operations was 
recorded for this purpose. From the first to the fifth hole a 
temperature increase at the point was recorded, however, 
following the fifth hole the maximum temperature at the 
point during the withdrawal process did not change (quasi 
stationary condition). For this reason the temperature of the 
drill was always recorded following the seventh hole.

 
 
Consequently, this temperature is lower than that occurring 
at the point of the drill during the cutting process. 
Measuring with thermal elements below the face and just 
behind the cutting lip have shown that temperatures up to 
900º C can occur in this area. However, the temperature 
comparison carried out in this test is admissible because the 
measurement was always taken at the same point in time.

 
 
During a completely dry application, the temperature at the 
point of the drill reached a maximum 431º C. This temperature 
does not pose a particular problem for modern tool materials 
and hard coatings, even a completely dry application offers 
process reliability.

 
 
However, the diffusion and adhesion wear mechanisms both 
accelerate at higher temperature levels, which in turn reduces 
tool life. Furthermore, an increased level of heat can lead 
to a thermal expansion of the workpiece, that in turn can 
jeopardise the close tolerance dimensions if the suitability of 
the machining strategy is not observed. In addition, with steel 
machining it can come to fringe zone hardening of the hole 
wall, making follow-up operations such as tapping or reaming 
more difficult.

In the second test, the heat measured 
at the point of the drill with internal 
air cooling was 196º C, evidence 
that the flow of air dissipates a 
considerable amount of the generated 
heat. In addition, chip evacuation was 
considerably improved, confirming 
that in contrast to completely dry 

machining the spiral flute of a drilling tool alone is not 
sufficient for an optimal chip evacuation. 

 
 
Under similar test conditions, the 
heat measured at the point of 
the drill applied with MQL, i.e. air 
mixed with small quantities of oil, 
was only 145º C. An oil volume of 
only 30 ml/h could not be regarded 
a major contributing factor in the 
cooling process, therefore, it must 

be presumed that the small quantities of oil mixed with air 
caused a considerable reduction in friction. It also confirms, 
in contrast to pure air cooling, a further increase in speed of 
chip evacuation. The lower chip temperature, in comparison 
to pure air cooling, is further clear evidence of oil reaching the 
effective area and improving chip evacuation from the face 
thanks to improved friction characteristics.

Dry machining
Dry machining dispenses with the use of coolant entirely 
resulting in savings in various areas. For example, less 
expensive tools without internal coolant ducts can be applied. 
Furthermore, machines and tool holders suffice without 
elaborate coolant delivery techniques and obviously there 
are no longer the costs of coolant and their disposal. Coolant 
does not have to be removed from components and the 
surrounding machine area.
 
 
Without lubrication, the heat generated during the machining 
process must be kept to a minimum and dissipated solely 
via the chip. Otherwise, tool and workpiece are exposed to 
excessive heat, resulting in increased wear to the tool and 
hardening of the hole surface in the workpiece. Suitable 
coatings can prevent overheating of the tool. However, 
excessive heat to the workpiece can only be achieved by a 
good chip evacuation, whereby the tool geometry also plays 
an important role. Short chips, large flutes with polished 
surfaces – possibly MolyGlide-coated – can provide the 
solution.

Dry machining and minimal quantity lubrication (MQL)
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Minimal quantity lubrication MQL
MQL or minimal quantity lubrication works with an air-
lubricant-mixture, that only contains a small part of lubricant.
 
 
In the past, the technology of minimal quantity lubrication 
was generally applied on the own initiative of the user, in 
order to reduce costs. Often, tools for wet machining were 
simply applied under MQL conditions. With this approach, the 
limits of the tools’ efficiency were reached very quickly and it 
became clear that a mere substitution of the lubricant was not 
a targeted approach. 
 
 
A professional approach during the design of MQL suitable 
tools nowadays allows considerable performance increases 
whilst maintaining process reliability. Hereby, all the drill’s 
relevant attributes for providing efficiency and process 
reliability, from the cutting edge to the flute as well as the 
shank end, are adapted to satisfy the special demands of 
MQL. As well as the choice of carbide, this also includes the 
special tool geometry, the tool coating and the design of the 
shank end for MQL drills.
 

 

In a few dry machining applications, air is used for cooling. 
Obviously, tools with coolant ducts are applied, through 
which air is delivered to the hole. Air not only cools tool and 
workpiece, but under the correct pressure also improves chip 
evacuation. 
 
 
Interestingly, dry and HSC machining do not exclude one 
another, as one would expect. On the contrary, modern 
carbide drills and coatings allow so-called dry HSC – dry 
high speed machining, combining the advantages of the two 
machining trends, as for example, a reduction in production 
costs in certain applications.

Flute design to suit MQL
With the assistance of the aforementioned FEM-analysis, it is 
possible to simulate the flow resistance of a flute with chip, 
subsequently providing optimised flute forms for different 
material classes. The following image shows a flow optimised 
flute form and point design, providing optimal chip flow and 
also minimising the thermal load of the cutting edge thanks 
to an optimised throughflow of the point area and the flute by 
the MQL aerosol.

Coolant delivery to suit MQL
Because an extremely low volume of lubricant is applied with 
minimal quantity lubrication, the delivery of these low coolant 
quantities to the effective area is of utmost importance. 
Hereby, the geometric design of the shank end is of main 
significance for a safe delivery of the lubricant.

To optimise drills for the MQL technology, Guhring is 
increasingly applying the Finite-Element-Method (FEM). 
FEM allows the dimensioning and optimisation of the tools 
during the design phase. The flute in the area directly behind 
the cutting edge has the task to mould the chip in order to 
break it as small as possible. In the rear area its task is to 
evacuate the chip as quickly as possible. These tasks apply 
to wet machining, minimal quantity lubrication as well as 
dry machining. With minimal quantity lubrication and dry 
machining, however, it is extremely important to provide the 
chip with minimal frictional resistance in the rear area, in order 
to ensure a problem-free chip evacuation. This is aided by 
an optimised flute form as well as a specially polished fute 
surface. 

In addition, improved chip evacuation and therefore in-
creased process reliability is provided by a MQL-suitable 
coating. Guhring has developed a double coating, consisting 
of a hard coating with an additional soft coating, MolyGlide. 
Tests confirm a considerably higher chip evacuation speed 
for the MQL tool with the above coating in comparison with 
conventional tools.

Dry machining and minimal quantity lubrication (MQL)
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In order to satisfy the demand for more efficiency and process 
reliability with MQL drilling operations, Guhring has examined 
the design of the shank end and subsequently the coolant 
delivery in great detail. 
 
 
Due to the low volumes of coolant involved, it is important that 
four basic demands are met in the design stage. 
 
 
•	minimal	dead	areas	that	could	lead	to	consolidation	of 
 coolant
•	sealed	coolant	transfer	surface	between	shank	end	and	

delivery screw preventing the escape of coolant in the 
clamping area of the chuck or in the internal areas of HSK 
(preventing swarf deposits that could lead to concentricity 
errors following the next tool change).

•	simple	handling
•	cost-effective	production
 
 
The technologies applied in the design solution of a MQL 
suitable shank end are based on spray tests as well as 
computer based simulation programs. CAD-CFD combination 
has proved to be an especially effective technology. CFD 
(Computational Fluid Dynamics) assists in determining flow 
fields. The final choice of suitable shank end is confirmed by 
spray tests.
 
 

 
 

Via CAD-CFD and spray tests Guhring has examined four 
different shank ends and the corresponding adjustment 
screws regarding their efficiency: 
1. Plain shank end without groove with plain screw (left)
2. Plain shank end with sickle-shaped groove to connect the 

two coolant ducts with plain screw (second from left).
3. Conical shank end with circular groove and taper screw 

(second from right)
4. Recessed shank end (labyrinth seal) without connection 

groove with corresponding screw (including indexing facility 
for orientation of coolant ducts, right)

 

 

In intermittent spray tests the different shank ends were 
examined regarding coolant consolidation in the clamping 
area of the tool shank and inside the HSK. A test period of 
one hour with intervals of 5 seconds spraying with a spindle 
speed of 10,000 rev./min and 2 seconds dry running with a 
stationary spindle provided the following results for the four 
examined shank ends:
 
 
re.: 1. and 2.: Heavy oil contamination in clamping area and 
inside HSK.
re.: 3. and 4.: No oil contamination in clamping area and 
inside HSK
 
 
The conical shank end and the shank end with labyrinth seal 
proved to possess optimal sealing characteristics.
 
 
In a second test, the various shank ends were examined 
regarding response time and the conveyed volume accuracy 
of the transferred cooling agent. A slotted pipe was fitted at 
an angle into the working area of the machine tool. The tool 
was inserted into the slot. During a Z/Y travel sequence the 
MQL delivery was switched on and off. The internal area of 
the pipe was fitted with blotting paper to collect the flow of 
coolant. The blotting paper was then removed to examine the 
spray pattern.
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
Layed flat, the blotting paper shows a geometry dependent 
parabolic spray pattern. By analysing the spray pattern at the 
beginning and at the end of the test whilst simultaneously 
observing the axis stabilisation signal for the machine tool 
axes it is possible to calculate the reaction time of the various 
shank end design solutions.
 
 
There are clear differences dependent on the shank end 
design. Furthermore, through the spray volume shown in a 
broader spray pattern, it is possible to deduce the conveyed 
volume during the spray period. 

 
By the way, with Guhring‘s new measuring instrument MQL-
Check 3000 it is possible to evaluate the MQL aerosol flow 
characteristics of tools quantitatively and time-resolved. The 
measuring instrument provides the user with reliable data to 
adapt the air pressure and the lubricant content of the MQL 
aerosol to the process.

Dry machining and minimal quantity lubrication (MQL)
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Spray patterns were also produced for the above slot forms, 
showing a tendency to solution B. However, the variations 
were marginal but the CFD analysis showed a clearer picture. 
 

 
 
 
 
 
 
 
 
 
 
 
 
 

Both findings (spray pattern and reaction time) show the 
conical shank end and the shank end with labyrinth seal to be 
superior to those with plain shank end. Subsequently, only the 
conical shank end and the shank end with labyrinth seal were 
deemed suitable for further examination and optimisation.

 
 
With the assistance of a CFD analysis, the form and size of the 
connection slot at the shank end were examined. The picture 
on the left shows the flow profile within the connection shank 

end – adjustment screw 
for a conical shank end. 
Various slot forms were 
analysed.

Because a vector analysis is carried out for the flow, it is 
possible to analyse the flow pattern according to the direction 
of flow. Hereby, the speed vectors are examined for forward 
and reverse flow. Any turbulence formation has a forward and 
reverse flow. Often, turbulence occurs in dead areas. At this 
point totally opposing statements can be made for single and 
two coolant duct systems.
 
 
Whilst dead areas in single coolant duct systems lead the 
medium to be deposited on the wall and separating thanks 
to the flow speed within the turbulence, dead areas in two 
coolant duct systems are areas requiring to be filled before 
the medium can continue. Based on the produced flow 
patterns, conical shank end B with wide connection slot and 
rounded base proved to be the optimal solution. 
 
 
An analysis of the two requirements “simple handling” and 
“cost-effective production” painted a similar picture. The 
following table shows the respective evaluation, whereby 
the data refers to the shank end and the corresponding 
screw. Relevant features for process reliability, such as 
“minimal dead areas” and being “leakproof” provide criteria 
for excluding the two versions with plain shank ends. 
Subsequently, the most favoured shank end is the one with a 
conical end and a wide slot with rounded base.

B: Wide slot with 
rounded base

C: Wide slot with round- 
convex base

D: Wide slot with convex 
base

A: Narrow slot with 
rounded base

Shank end Handling Cost-effective production Minimal dead areas  
geom. analysis

Leak-proof

Plain w/o slot ++ ++ - -

Plain w. sickle-shaped slot ++ + - -

Conical with slot ++ + + ++

Recessed end with 
labyrinth seal - - ++ ++

++  =  very good properties,  +  =  good properties,  -  =  poor properties

The Guhring MQL system
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A further decisive criteria for the process reliability of MQL 
tools is a problem-free system assembly. Guhring’s solution 
is a recently developed MQL delivery system consisting of a 
one-piece delivery pipe with a thin-walled stainless steel pipe 
glued inside and a MQL adjustment screw.
 
 
The MQL pipe installed in conventional MQL systems 
is not optimally suited for a process reliable installation 
due to its high flexibility and its low thermal resistance. 
Therefore, Guhring uses a stainless steel pipe, eliminating the 
disadvantages mentioned above. Its large internal diameter 
also ensures improved flow conditions. The necessary radial 
flexibility of the coolant delivery pipe installed in the chuck is 
ensured because it is not glued along its entire length, only 
a few millimetres of its axial length at the base. Following the 
glued area, the bore is enlarged so that the coolant delivery 
pipe has radial flexibility. In addition, Guhring’s MQL system 
provides access and also its axial adjustment at the shank end 
via hexagon screw.
 
 
Guhring has perfected every proposed design feature for an 
optimum MQL delivery including the design of MQL specific 
tools for its entire program ensuring the possibility of process 
reliable MQL operations with solid carbide tools. In addition, 
our GM300 program includes tool holders, clamping systems 
and accessories that are specifically designed to satisfy the 
requirements of MQL machining. Furthermore, our entire 
MQL system was completed by a two channel MQL version 
in manual and automatic construction, see MQL system 
summary in the chapter „Modular Tooling Systems“.

The Guhring MQL system

MQL suitable  
shank end

Minimal dead area

Length adjustment screw 
Guhring no. 4919

HSK-A shrink fit chuck 
Guhring no. 4736
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d1

h6

b1
+0.05
0

e1
0
-1

h1

h13

l1
+2
0

l2
+1
0

centre hole  
form R  

DIN 332 sect. 1

6 4.2 18 4.8 36 - 1.6x2.5

8 5.5 18 6.6 36 - 1.6x3.35

10 7 20 8.4 40 - 1.6x3.35

12 8 22.5 10.4 45 - 1.6x3.35

16 10 24 14.2 48 - 2.0x4.25

20 11 25 18.2 50 - 2.5x5.3

25 12 32 23 56 17 2.5x5.3

32 14 36 30 60 19 3.15x6.7

40 14 40 38 70 19 3.15x6.7

50 18 45 47.8 80 23 3.15x6.7

63 18 50 60.8 90 23 3.15x6.7

d1 d3 d2 l1 l3 centre hole

h8
tol.

zone
tol.

zone
+2
0

+2
0

form R  
DIN 332 sect. 1

6 5.9 0 
-0.1 5.087 0 

-0.1
36 10 1.6 x 2.5

10 9.9 0 
-0.1 9.087 0 

-0.1
40 10 1.6 x 3.35

12 11.9 0 
-0.1 11.087 0 

-0.1
45 10 1.6 x 3.35

16 15.9 0 
-0.1 15.087 0 

-0.1
48 10 2.0 x 4.25

20 19.9 0 
-0.15 19.087 0 

-0.15
50 15 2.5 x 5.3

25 24.9 0 
-0.15 24.087 0 

-0.15
56 15 2.5 x 5.3

32 31.9 0 
-0.15 31.087 0 

-0.15
60 15 3.15 x 6.7

High speed steel straight shanks, 
DIN 1835-1 (extract)

Dimensions in mm

centre hole  

chamfer

Dimensions in mm

Form A, plain

Form B, with drive flat

Form D, screwed shank

Dimensions in mm

chamfer

chamfer

 
(cross section)  
thread profile to  
DIN ISO 228 part 1

with one drive flat for  
d1 = 6 ... 20 mm

with two drive flats for  
d1 = 25 ... 63 mm

centre hole  

centre hole  

centre 
hole  

detail Z
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d1

h6

l1
+2
0

 2 28
 3 28
 4 28
 5 28
 6 36
 8 36
10 40
12 45

d1

h6

l1
+2
0

14 45
16 48
18 48
20 50
25 56
32 60

Shank designs

G
eneral

Shank designs

G
en

er
al

d1

h6

(b2)

≈

(b3) h2

h11

(h3) l1
+2
0

l4
0
-1

l5
nom.
size

r2

min.

6 4.3 – 5.1 – 36 25 18 1.2

8 5.5 – 6.9 – 36 25 18 1.2

10 7.1 – 8.5 – 40 28 20 1.2

12 8.2 – 10.4 – 45 33 22.5 1.2

14 8.1 – 12.7 – 45 33 22.5 1.2

16 10.1 – 14.2 – 48 36 24 1.6

18 10.8 – 16.2 – 48 36 24 1.6

20 11.4 – 18.2 – 50 38 25 1.6

25 13.6 9.3 23.0 24.1 56 44 32 1.6

32 15.5 9.9 30.0 31.2 60 48 35 1.6

d1

h6

b1

+0.05
0

e1

0
-1

h1

h11

l1
+2
0

l2
+1
0

6 4.2 18 5.1 36 –
8 5.5 18 6.9 36 –
10 7 20 8.5 40 –
12 8 22.5 10.4 45 –
14 8 22.5 12.7 45 –
16 10 24 14.2 48 –
18 10 24 16.2 48 –
20 11 25 18.2 50 –

25 12 32 23 56 17

32 14 36 30 60 19

Form HE, with whistle notch flat without coolant ducts*

for d1 = 6 to 20 mm  

Dimensions in mm

* Design: Straight shanks to DIN 6335 are available with or without oil feed holes. 
Applications for various tools, dimensions and position of oil feed holes are fully 
described within the standard range sections.

with one drive flat for  
d1 = 6 and 20 mm

with two drive flats for  
d1 = 25 and 32 mm

for d1 = 25 and 32 mm

Carbide straight shanks DIN 6535 for  
twist drills and end mills

chamfer

without  
centre hole  

chamfer

Form HA, plain

Form HB, with drive flat

chamfer

Dimensions in mm

chamfer

without centre hole  

without  
centre hole  

without  
centre hole  

Dimensions in mm
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Shank designs
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Morse taper shanks DIN 228 part 1 (extract)

ISO tapers for automatic tool change, DIN 69871 (extract)  
Form A, with gripper groove, without through hole

Form B, Morse taper with tang 

Dimensions in mm

Dimensions in mm

shank  
to DIN 228  

form B  
size 

         limiting  
a      dim. b d1 d2

≈
d5
≈

d6

max.
l6
0
-1

l7
max.

r2

max.
r3
≈ 2

MT 1 3.5 +1.4
0 5.2 12.065 12.2 9.0 8.7 62 13.5 5 1.2 1°25´43´´

MT 2 5.0 +1.4
0 6.3 17.780 18.0 14.0 13.5 75 16 6 1.6 1°25´50´´

MT 3 5.0 +1.7
0 7.9 23.825 24.1 19.1 18.5 94 20 7 2 1°26´16´´

MT 4 6.5 +1.9
0 11.9 31.267 31.6 25.2 24.5 117.5 24 8 2.5 1°29´15´´

MT 5 6.5 +1.9
0 15.9 44.399 44.7 36.5 35.7 149.5 29 10 3 1°30´26´´

ISO a b d1 d2 d5 d6 d7 d8 f1 f2 f3 l1 l3 l5 l6 l7

taper
no. ±0.1 H12 ±0.05

0
-0.1

0
-0.5 max. ±0.1 min.

0
-0.1

0
-0.3 min.

0
-0.3

0
-0.4

0
-0.4

30 3.2 16.1 31.75 M12 59.3 50.00 44.30 45 11.1 35 19.1 47.8 24 15 16.4 19

40 3.2 16.1 44.45 M16 72.3 63.55 63.55 50 11.1 35 19.1 68.4 32 18.5 22.8 25

45 3.2 19.3 57.15 M20 91.35 82.55 82.55 63 11.1 35 19.1 82.7 40 24 29.1 31.3

50 3.2 25.7 69.85 M24 107.25 97.50 97.50 80 11.1 35 19.1 101.75 47 30 35.5 37.7

taper 7:24

ball-Ø 7

detail
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1 inch = 25.400 0 mm, see DIN 4890 (issue 2/75)

Size
(inch) mm

Part of
inch

(decimal)

- 0.10 0.0039
97 0.15 0.0059
96 0.16 0.0063
95 0.17 0.0067
94 0.18 0.0071
93 0.19 0.0075
92 0.20 0.0079
91 0.21 0.0083
90 0.22 0.0087
89 0.23 0.0091
88 0.24 0.0095
- 0.25 0.0098
87 0.25 0.0100

0.26 0.0102
86 0.27 0.0105

0.27 0.0106
85 0.28 0.0110

0.29 0.0114
84 0.29 0.0115
- 0.30 0.0118
83 0.30 0.0120
82 0.32 0.0125

0.32 0.0126
81 0.33 0.0130
80 0.34 0.0135
79 0.37 0.0145
1/64 0.40 0.0156
78 0.41 0.0160
77 0.46 0.0180
- 0.50 0.0197
76 0.51 0.0200
75 0.53 0.0210
74 0.57 0.0225
- 0.60 0.0236
73 0.61 0.0240
72 0.64 0.0250
71 0.66 0.0260
- 0.70 0.0276
70 0.71 0.0280
69 0.74 0.0292
- 0.75 0.0295
68 0.79 0.0310
1/32 0.79 0.0313
- 0.80 0.0315
67 0.81 0.0320
66 0.84 0.0330
65 0.89 0.0350
- 0.90 0.0354
64 0.91 0.0360
63 0.94 0.0370
62 0.97 0.0380
61 0.99 0.0390
- 1.00 0.0394
60 1.02 0.0400
59 1.04 0.0410
58 1.07 0.0420
57 1.09 0.0430
56 1.18 0.0465
3/64 1.19 0.0469

1.20 0.0472
1.25 0.0492
1.30 0.0512

55 1.32 0.0520
54 1.40 0.0550

1.45 0.0571
1.50 0.0591

53 1.51 0.0595
1.55 0.0610

1/16 1.59 0.0625
1.60 0.0630

52 1.61 0.0635
1.65 0.0650

Size
(inch) mm

Part of
inch

(decimal)

51 1.70 0.0670
1.75 0.0689

50 1.78 0.0700
1.80 0.0709

49 1.85 0.0730
1.90 0.0748

48 1.93 0.0760
1.95 0.0768

5/64 1.98 0.0781
47 1.99 0.0785
- 2.00 0.0787

2.05 0.0807
46 2.06 0.0810
45 2.08 0.0820

2.15 0.0846
44 2.18 0.0860
43 2.26 0.0890
42 2.37 0.0935
3/32 2.38 0.0938
41 2.44 0.0960
40 2.50 0.0980
39 2.53 0.0995
38 2.58 0.1015
37 2.64 0.1040
36 2.71 0.1065
7/64 2.78 0.1094
35 2.79 0.1100
34 2.82 0.1110
33 2.87 0.1130

2.90 0.1142
32 2.95 0.1160
- 3.00 0.1181
31 3.05 0.1200
1/8 3.18 0.1250
30 3.26 0.1285

3.30 0.1299
29 3.45 0.1360

3.50 0.1378
28 3.57 0.1405
9/64 3.57 0.1406
27 3.66 0.1440
26 3.73 0.1470

3.75 0.1476
25 3.80 0.1495
24 3.86 0.1520
23 3.91 0.1540
5/32 3.97 0.1562
22 3.99 0.1570
- 4.00 0.1575
21 4.04 0.1590
20 4.09 0.1610

4.20 0.1654
19 4.22 0.1660
18 4.31 0.1695
11/64 4.37 0.1719
17 4.39 0.1730
16 4.50 0.1770
15 4.57 0.1800
14 4.62 0.1820
13 4.70 0.1850
3/16 4.76 0.1875
12 4.80 0.1890
11 4.85 0.1910
10 4.91 0.1935
9 4.98 0.1960
- 5.00 0.1968
8 5.05 0.1990
7 5.11 0.2010
13/64 5.16 0.2031
6 5.18 0.2040
5 5.22 0.2055

5.25 0.2067

Size
(inch) mm

Part of
inch

(decimal)

4 5.31 0.2090
3 5.41 0.2130

5.50 0.2165
7/32 5.56 0.2188
2 5.61 0.2210
1 5.79 0.2280
A 5.94 0.2340
15/64 5.95 0.2344
- 6.00 0.2362
B 6.05 0.2380
C 6.15 0.2420
D 6.25 0.2460
1/4 6.35 0.2500
E 6.35 0.2500

6.50 0.2559
F 6.53 0.2570
G 6.63 0.2610
17/64 6.75 0.2656

6.75 0.2657
H 6.76 0.2660
I 6.91 0.2720
- 7.00 0.2756
J 7.04 0.2772
K 7.14 0.2810
9/32 7.14 0.2812
L 7.37 0.2900
M 7.49 0.2949

7.50 0.2953
19/64 7.54 0.2969
N 7.67 0.3020

7.75 0.3051
5/16 7.94 0.3125
- 8.00 0.3150
O 8.03 0.3160
P 8.20 0.3230
21/64 8.33 0.3281
Q 8.43 0.3320

8.50 0.3346
R 8.61 0.3390
11/32 8.73 0.3438

8.75 0.3445
S 8.84 0.3480
- 9.00 0.3543
T 9.09 0.3580
23/64 9.13 0.3594
U 9.35 0.3680

9.50 0.3740
3/8 9.53 0.3750
V 9.56 0.3770
W 9.80 0.3860
25/64 9.92 0.3906
- 10.00 0.3937
X 10.08 0.3970
Y 10.26 0.4040
13/32 10.32 0.4062
Z 10.49 0.4130

10.50 0.4134
27/64 10.72 0.4219
- 11.00 0.4331
7/16 11.11 0.4375

11.50 0.4528
29/64 11.51 0.4531
15/32 11.91 0.4688
- 12.00 0.4724
31/64 12.30 0.4844

12.50 0.4921
1/2 12.70 0.5000
- 13.00 0.5118
33/64 13.10 0.5156
17/32 13.49 0.5312

13.50 0.5315
35/64 13.89 0.5469

Size
(inch) mm

Part of
inch

(decimal)

- 14.00 0.5512
9/16 14.29 0.5625

14.50 0.5709
37/64 14.68 0.5781
- 15.00 0.5906
19/32 15.08 0.5938
39/64 15.48 0.6094

15.50 0.6102
5/8 15.88 0.6250
- 16.00 0.6299
41/64 16.27 0.6406

16.50 0.6496
21/32 16.67 0.6562
- 17.00 0.6693
43/64 17.07 0.6719
11/16 17.46 0.6875

17.50 0.6890
45/64 17.86 0.7031
- 18.00 0.7087
23/32 18.26 0.7188

18.50 0.7283
47/64 18.65 0.7344
- 19.00 0.7480
3/4 19.05 0.7500
49/64 19.45 0.7656

19.50 0.7677
25/32 19.84 0.7812
- 20.00 0.7874
51/64 20.24 0.7969

20.50 0.8071
13/16 20.64 0.8125
- 21.00 0.8268
53/64 21.03 0.8281
27/32 21.43 0.8438

21.50 0.8465
55/64 21.84 0.8594
- 22.00 0.8661
7/8 22.23 0.8750

22.50 0.8858
57/64 22.62 0.8906
- 23.00 0.9055
29/32 23.02 0.9062
59/64 23.42 0.9219

23.50 0.9252
15/16 23.81 0.9375
- 24.00 0.9449
61/64 24.21 0.9531

24.50 0.9646
31/32 24.61 0.9688
- 25.00 0.9843
63/64 25.00 0.9844
1 25.40 1.0000

Conversion table inch - millimetre

From 1/64 to 11 63/64
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Materials

The new material abbreviations (selection)

mat.
nos.

abbreviation  
old

abbreviation  
new

0.6010 GG10 EN-GJL-100
0.6020 GG20 EN-GJL-200
0.6025 GG25 EN-GJL-250
0.6035 GG35 EN-GJL-350
0.7050 GGG50 EN-GJS-500-7
0.7070 GGG70 EN-GJS-700-2
0.8035 GTW35 EN-GJMW-350-4
0.8155 GTS55 EN-GJMB-550-4
0.8170 GTS70 EN-GJMB-700-2
1.0022 St 01Z –
1.0035 St 33 S185
1.0039 St 37 -2 S235JRH
1.0044 St 44 -2 S275JR
1.0050 St 50 -2 E295
1.0060 St 60 -2 E335
1.0070 St 70 –2 E360
1.0114 St 37 –3U S235J0
1.0226 St 02Z DX51D
1.0242 StE 250 -2Z S250GD
1.0244 StE 280 -2Z S280GD
1.0250 StE 320 -3Z S320GD
1.0301 C 10 –
1.0302 C 10 Pb –
1.0306 St 06 Z DX54D
1.0312 St 15 DC05 [Fe P05]
1.0319 RRStE 210.7 L210GA
1.0322 – DX56D
1.0330 St 12 [St 2] DC01 [Fe P01]
1.0333 USt 13 –
1.0338 St 14 [St 4] DC04 [Fe P04]
1.0345 H l P235GH
1.0347 RRSt 13 [RRSt 3] DC03 [Fe P03]
1.0348 UH l P195GH
1.0350 St 03Z DX52D
1.0355 St 05Z DX53D
1.0356 TTSt 35 N P215NL
1.0358 St 05 Z –
1.0401 C 15 –
1.0402 C 22 C22
1.0403 C 15 Pb –
1.0406 C 25 C25
1.0419 St 52.0 L355
1.0424 St 45.8 (ersetzt) P265
1.0424 St 42.8 (ersetzt) P265
1.0425 H2 P265GH
1.0429 StE 290.7 TM L290MB
1.0457 StE 240.7 L245NB
1.0459 RRStE 240.7 L245GA
1.0461 StE 255 S255N
1.0473 19 Mn 6 P355GH
1.0481 17 Mn 4 P295GH
1.0484 StE 290.7 L290NB
1.0486 StE 285 P275N
1.0501 C 35 C35
1.0503 C 45 C45
1.0505 StE 315 P315N
1.0511 C 40 C40
1.0528 C 30 C30
1.0529 StE 350 -3Z S350GD
1.0535 C 55 C55
1.0539 StE 355N S355NH
1.0540 C 50 C50
1.0547 St 52 –3U S355J0H
1.0582 StE 360.7 L360NB
1.0601 C 60 C60
1.0710 15 S 10 –
1.0715 9 SMn 28 11SMn30
1.0718 9 SMnPb 28 11SMnPb30
1.0721 10 S 20 10S20
1.0722 10 S Pb 20 10SPb20
1.0726 35 S 20 35S20
1.0727 45 S 20 46S20

mat.
nos.

abbreviation  
old

abbreviation  
new

1.0728 60 S 20 –
1.0736 9 SMn 36 11SMn37
1.0737 9 SMnPb 36 11SMnPb37
1.0756 35 SPb 20 35SPb20
1.0757 45 SPb 20 46SPb20
1.0760 – 38SMn26
1.0761 – 38SMnPb26
1.0762 – 44SMn28
1.0763 – 44SMnPb28
1.0873 – DC06 [Fe P06]
1.1103 EStE 255 S255NL1
1.1105 EStE 315 S315NL1
1.1121 Ck 10 C10E
1.1141 Ck15 C15E
1.1151 Ck 22 C22E
1.1158 Ck 25 C25E
1.1170 28 Mn 6 28Mn6
1.1178 Ck 30 C30E
1.1181 Ck 35 C35E
1.1186 Ck 40 C40E
1.1191 Ck 45 C45E
1.1203 Ck 55 C55E
1.1206 Ck 50 C50E
1.1221 Ck 60 C60E
1.1241 Cm 50 C50R
1.1750 C 75 W C75W
1.2067 102 Cr 6 102Cr6
1.2080 – X210Cr12
1.2083 – X42Cr13
1.2419 – 105WCr6
1.2767 – X45NiCrMo4
1.3243 S6-5-2-5 S 6-5-2-5
1.3343 S6-5-2 S 6-5-2
1.3344 S6-5-3 S 6-5-3
1.4000 X6Cr 13 X6Cr13
1.4002 X6CrAl 13 X6CrAl13
1.4003 X2Cr 11 X2CrNi12
1.4005 – X12CrS13
1.4006 X10Cr 13 X12Cr13
1.4016 X6Cr 17 X6Cr17
1.4021 X20Cr 13 X20Cr13
1.4028 X30Cr 13 X30Cr13
1.4031 X38Cr 13 X38Cr13
1.4034 X46Cr 13 X46Cr13
1.4037 X65Cr13 X65Cr13
1.4057 X20CrNi 17 2 X17CrNi16-2
1.4104 X12CrMoS 17 X14CrMoS17
1.4105 X4CrMoS 18 X6CrMoS17
1.4109 X65CrMo 14 X70CrMo15
1.4110 X55CrMo 14 X55CrMo14
1.4112 X90CrMoV 18 X90CrMoV18
1.4113 X6CrMo 17 1 X6CrMo17-1
1.4116 X45CrMoV 15 X50CrMoV15
1.4120 X20CrMo 13 X20CrMo13
1.4122 X35CrMo 17 X39CrMo17-1
1.4125 X105CrMo 17 X105CrMo17
1.4301 X5CrNi 18 10 X5CrNi18-10
1.4303 X5CrNi 18 12 X4CrNi18-12
1.4305 X10CrNiS 18 9 X8CrNiS18-9
1.4306 X2CrNi 19 11 X2CrNi19-11
1.4310 X12CrNi 17 7 X10CrNi18-8
1.4311 X2CrNiN 18 10 X2CrNiN18-10
1.4313 X4CrNi 13 4 X3CrNiMo13-4
1.4318 X2CrNiN 18 7 X2CrNiN18-7
1.4335 X1CrNi 25 21 X1CrNi25-21
1.4361 X1CrNiSi 18 15 X1CrNiSi18-15-4
1.4362 X2CrNiN 23 4 X2CrNiN23-4
1.4401 X5CrNiMo 17 12 2 X5CrNiMo17-12-2

1.4404 X2CrNiMo 17 13 2 X2CrNiMo17-12-2

1.4410 X10CrNiMo 18 9 X2CrNiMoN25-7-4

1.4418 X4CrNiMo 16 5 X4CrNiMo16-5-1
1.4435 X2CrNiMo 18 14 3 X2CrNiMo18-14-3

mat.
nos.

abbreviation  
old

abbreviation  
new

1.4436 X5CrNiMo 17 13 3 X3CrNiMo17-13-3

1.4438 X2CrNiMo 18 16 4 X2CrNiMo18-15-4

1.4460 X4CrNiMo 27 5 2 X3CrNiMoN27-5-2

1.4462 X2CrNiMoN 22 5 3 X2CrNiMoN22-5-3

1.4509 X6CrTiNb 18 X2CrTiNb18
1.4510 X6CrTi 17 X3CrTi17
1.4511 X6CrNb 17 X3CrNb17
1.4512 X6CrTi 12 X2CrTi12
1.4520 X1CrTi 15 X2CrTi17
1.4521 X2CrMoTi 18 2 X2CrMoTi18-2
1.4522 X2CrMoNb 18 2 X2CrMoNb18-2
1.4532 X7CrNiMoAl 15 7 X8CrNiMoAl15-7-2

1.4541 X6CrNiTi18 10 X6CrNiTi18-10
1.4542 X5CrNiCuNb 17 4 X5CrNiCuNb16-4
1.4550 X6CrNiNb 18 10 X6CrNiNb18-10
1.4558 X2NiCrAlTi 32 20 X2NiCrAlTi32-20
1.4567 X3CrNiCu 18 9 X X3CrNiCu18-9-4
1.4568 X7CrNiAl 17 7 X7CrNiAl17-7 
1.4571 – X6CrNiMoTi 17-12-2

1.4577 X3CrNiMoTi 25 25 X3CrNiMoTi25-25

1.4592 X1CrMoTi 29 4 X2CrMoTi29-4
1.4713 X10CrAl 7 X10CrAlSi7
1.4724 X10CrAl 13 X10CrAlSi13
1.4742 X10CrAl 18 X10CrAlSi18
1.4762 X10CrAl 24 X10CrAlSi25
1.4821 X20CrNiSi 25 4 X20CrNiSi25-4
1.4828 X15CrNiSi 20 12 X15CrNiSi20-12
1.4833 X7CrNi 23 14 X7CrNi23-12
1.4841 X15CrNiSi 25 20 X15CrNiSi25-21
1.4845 X12CrNi 25 21 X12CrNi25-21
1.4864 X12NiCrSi 36 16 X12NiCrSi35-16
1.4878 X12CrNiTi18 9 X10CrNiTi18-10
1.4903 – X10CrMoVNb9-1
1.5026 55 Si 7 55Si7
1.5131 50 MnSi 4 50MnSi4
1.5415 15 Mo 3 16Mo3
1.5530 21 MnB 5 20MnB5
1.5531 30 MnB 5 30MnB5
1.5532 38 MnB 5 38MnB5
1.5637 10 Ni 14 12Ni14
1.5662 – X11CrMo5+I
1.5680 – X12Ni5
1.5710 36 NiCr 6 36NiCr6
1.5715 – 16NiCrS4
1.5752 14 NiCr 14 15NiCr13
1.6210 15 MnNi 6 3 15MnNi6-3
1.6211 16 MnNi 6 3 16MnNi6-3
1.6310 20 MnMoNi 5 5 20MnMoNi5-5
1.6311 20 MnMoNi 4 5 20MnMoNi4-5
1.6341 11 NiMoV 5 3 11NiMoV5-3
1.6368 15 NiCuMoNb 5 15NiCuMoNb5
1.6511 36 CrNiMo 4 36CrNiMo4
1.6523 21 NiCrMo 2 21NiCrMo2-2
1.6526 21 NiCrMoS 2 21NiCrMoS2-2
1.6580 30 CrNiMo 8 30CrNiMo8
1.6582 34 CrNiMo 6 34CrNiMo6
1.6587 17 CrNiMo 6 18CrNiMo7-6
1.7003 38 Cr 2 38Cr2
1.7006 46 Cr 2 46Cr2
1.7016 17 Cr 3 17Cr3
1.7023 38 CrS 2 38CrS2
1.7025 46 CrS 2 46CrS2
1.7030 28 Cr 4 28Cr4
1.7033 34 Cr 4 34Cr4
1.7034 37 Cr 4 37Cr4
1.7035 41 Cr 4 41Cr4
1.7036 28 CrS 4 28CrS4
1.7037 34 CrS 4 34CrS4
1.7038 37 CrS 4 37CrS4
1.7039 41 CrS 4 41CrS4
1.7131 16 MnCr 5 16MnCr5
1.7139 16 MnCrS 5 16MnCrS5

mat.
nos.

abbreviation  
old

abbreviation  
new

1.7043 – 38Cr4
1.7147 20 MnCr 5 20MnCr5
1.7149 20 MnCrS 5 20MnCrS5
1.7176 55 Cr 3 55Cr3
1.7182 27 MnCrB 5 2 27MnCrB5-2
1.7185 33 MnCrB 5 2 33MnCrB5-2
1.7189 39 MnCrB 6 2 39MnCrB6-2
1.7213 25 CrMoS 4 25CrMoS4
1.7218 25 CrMo 4 25CrMo4
1.7219 – 26CrMo4-2
1.7220 34 CrMo 4 34CrMo4
1.7225 42 CrMo 4 42CrMo4
1.7226 34 CrMoS 4 34CrMoS4
1.7227 42 CrMoS 4 42CrMoS4
1.7228 50 CrMo 4 50CrMo4
1.7264 20 CrMo 5 20CrMo5
1.7321 20 MoCr 4 20MoCr4
1.7323 20 MoCrS 4 20MoCrS4
1.7333 22 CrMoS 3 5 22CrMoS3-5
1.7335 13 CrMo 4 4 13CrMo4-5
1.7362 12 CrMo 19 5 12CrMo19-5
1.7380 10 CrMo 9 10 10CrMo9-10
1.7383 – 11CrMo9-10
1.7779 – 20CrMoV13-5-5
1.8159 50 CrV 4 51CrV4
1.8504 34 CrAl 6 34CrAl6
1.8519 31 CrMoV 9 31CrMoV9
1.8550 34 CrAlNi 7 34CrAlNi7
1.8807 13 MnNiMoV 5 4 13MnNiMoV5-4
1.8812 18 MnMoV 5 2 18MnMoV5-2
1.8815 18 MnMoV 6 3 18MnMoV6-3
1.8821 StE 355 TM P355M
1.8824 StE 420 TM P420M
1.8826 StE 460 TM P460M
1.8828 EStE 420 TM P420ML2
1.8831 EStE 460 TM P460ML2
1.8832 TStE 355 TM P355ML1
1.8835 TStE 420 TM P420ML1
1.8837 TStE 460 TM P460ML1
1.8879 StE ... P690Q
1.8880 WStE ... P690QH
1.8881 TStE ... P690QL1
1.8882 10 MnTi 3 10MnTi3
1.8888 EStE ... P690QL2
1.8900 StE 380 S380N
1.8901 StE 460 S460N
1.8902 StE 420 S420N
1.8903 TStE 460 S460NL
1.8905 StE 460 P460N
1.8907 StE 500 S500N
1.8910 TStE 380 S380NL
1.8911 EStE 380 S380NL1
1.8912 TStE 420 S420NL
1.8913 EStE 420 S420NL1
1.8915 TStE 460 P460NL1
1.8917 WStE 500 S500NL
1.8918 EStE 460 P460NL2
1.8919 EStE 500 S500NL1
1.8930 WStE 380 P380NH
1.8932 WStE 420 P420NH
1.8935 WStE 460 P460NH
1.8937 TStE 500 P500NH
1.8972 StE 415.7 L415NB
1.8973 StE 415.7 TM L415MB
1.8975 StE 445.7 TM L450MB
1.8977 StE 480.7 TM L485MB
1.8978 StE 550.7 TM L555MB



642 643

X

A

A

(d.π)

γf

γfe

βf

αf

αfe

vc

ve

   
   

    
    

    
 η   

Tw
ist D

rills Tw
is

t D
ril

ls

General information

Definitions, dimensions and angles DIN ISO 5419  
(extract; edition 06/98)

Twist drills with straight/Morse taper shank

Cutting portion

total length

body straight shank

flute length axis

sh
an

k 
Ø

land

dr
ill

 Ø

helix angle

pitch

flute

flute

tang

taper shank

chisel edge angle

chisel edge
body 

heel

flute
land

land

core thickness

body clear.

web
 th

ick
ne

ss

bo
dy

 c
lea

ra
nc

e 
Ø

cutting wedgelead. edge  
of land

land width

minor flank

flank

flank

point angle

point

chisel edge corner

cutting lip face

corner

 d
ril

l Ø

tang 
(to DIN 1809)

cutting lip length

face

heel options  
detail X

de-burred chamfered radiused

Cross section A-A

body clearance

drill angle working angle

cutting direction

direction of cutting motion

feed f

feed direction vf

rake angle

working front rake angle

side wedge angle

effective side clearance angle  
side clearance angle

selected edge point  
(corner)

diameter d

cutting travel lc per revolution

re
su

lta
nt

 c
ut

tin
g 

sp
ee

d angle
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General information

Special point geometry 
and manufacturing tolerances

Special point geometry to DIN 1412 (extract; edition 03/01)

diameter 
(nominal size) 

up to and incl. mm

tolerance range 
mm 

h8                                      h7

 0.38 … 0.60 10  7

   0.95 12  8

   3.00 14 10

   6.00 18 12

  10.00 22 15

  18.00 27 18

  30.00 33 21

  50.00 39 25

  80.00 46 30

 120.00 54 35

Twist drill manufacturing tolerances to DIN ISO 286, part 2

* If you need tolerances other than ISO h8 please let us know. Additional 
charges for closer diameter tolerance see additional charges at the end of 
chapter Drilling Tools.

Form A

Form B

Form C

Form D

Form E

Reference to other relevant standards 

The standard descriptions above are given with the per-
mission from the German Standards Institute (Deutsches 
Institut für Normung). The most recent editions of the standard 
sheets apply and are available in DIN A 4 format from Beuth-
Verlag GmbH, D-10787 Berlin.

DIN 228 Part 1 machine tapers; Morse tapers and  
 metric tapers, taper shank

DIN 1414-1 Directions for design and use for high speed  
 steel twist drills

DIN 6580 Definitions of the metal-cutting industry;  
 motions and geometry of the cutting process

DIN 6581 Definitions of the metal-cutting industry;  
 Cutting portion reference systems and angles

Thinned  
chisel edge

Thinned chisel edge with  
corrected  
cutting lips

Split point

Point ground  
for cast iron

Brad point 
(center point)
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Dimensions

dia. 
to  

(incl.) 
mm

DIN 338 DIN 339 DIN 340 DIN 1897 DIN 1869  
Extra length twist drills

series 1 series 2 series 3

to
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l l
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mm mm mm mm mm mm mm

≤ 0.24 19 2.5 19 1.5
0.30 19 3 19 1.5
0.38 19 4 19 2
0.48 20 5 30* 10* 19 2.5
0.53 22 6 32* 12* 20 3
0.60 24 7 32* 15* 35* 15* 21 3.5
0.67 26 8 36* 18* 38* 18* 22 4
0.75 28 9 39* 20* 42* 21* 23 4.5
0.85 30 10 42* 22* 46* 25* 24 5
0.95 32 11 45* 24* 51* 29* 25 5.5
1.06 34 12 48 26 56 33 26 6
1.18 36 14 50 28 60 37 28 7
1.32 38 16 52 30 65 41 30 8
1.50 40 18 55 33 70 45 32 9
1.70 43 20 58 35 76 50 34 10 115* 75*
1.90 46 22 62 38 80 53 36 11 120* 80*
2.12 49 24 66 41 85 56 38 12 125 85 160* 110* 205* 135*
2.36 53 27 70 44 90 59 40 13 135 90 170* 115* 215* 145*
2.65 57 30 74 47 95 62 43 14 140 95 180* 120* 225* 150*
3.00 61 33 79 51 100 66 46 16 150 100 190 130 240* 160*
3.35 65 36 84 55 106 69 49 18 155 105 200 135 250* 170*
3.75 70 39 91 60 112 73 52 20 165 115 210 145 265 180
4.25 75 43 96 64 119 78 55 22 175 120 220 150 280 190
4.75 80 47 102 69 126 82 58 24 185 125 235 160 295 200
5.30 86 52 108 74 132 87 62 26 195 135 245 170 315 210
6.00 93 57 116 80 139 91 66 28 205 140 260 180 330 225
6.70 101 63 124 86 148 97 70 31 215 150 275 190 350 235
7.50 109 69 133 93 156 102 74 34 225 155 290 200 370 250
8.50 117 75 142 100 165 109 79 37 240 165 305 210 390 265
9.50 125 81 151 107 175 115 84 40 250 175 320 220 410 280

10.60 133 87 162 116 184 121 89 43 265 185 340 235 430 295
11.80 142 94 173 125 195 128 95 47 280* 195* 365* 250* 455* 310*
13.20 151 101 184 134 205 134 102 51 295* 205* 375* 260* 480* 330*
14.00 160 108 194 142 214 140 107 54
15.00 169 114 202 147 220 144 111 56
16.00 178 120 211 153 227 149 115 58
17.00 184 125 218 159 235 154 119 60
18.00 191 130 226 165 241 158 123 62
19.00 198 135 234 171 247 162 127 64
20.00 205 140 242 177 254 166 131 66
21.20 261 171 136 68
22.40 268 176 141 70
23.60 275 180 146 72
25.00 282 185 151 75
26.50 290 190 156 78
28.00 298 195 162 81
30.00 307 201 168 84
31.50 316 207 174 87
33.50 180 90
35.50 186 93
37.50 193 96
40.00 200 100
42.50 207 104
45.00 214 108
47.50 221 112
50.00 228 116

Straight shank twist drills

* Guhring std.

Guhring delivers twist drills to Guhring 
standard up to total length of 1000 mm
Guhring no. 242, 243, 244
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Dimensions

dia. 
to  

(incl.) 
mm

DIN 345 DIN 346 DIN 341

Bushing drills 
with  

oversize taper* 

GV/VA-drills* 
for drilling  

difficult materials 
DIN 1870 

Extra length twist drills

series 1 series 2
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mm mm mm mm mm mm mm

2.65   111*   30*   1*
3.00 114 33 1
3.35 117 36 1
3.75 120 39 1
4.25 124 43 1   145*   64*   1*
4.75 128 47 1   150*   69*   1*
5.30 133 52 1 155 74 1
6.00 138 57 1 161 80 1
6.70 144 63 1 167 86 1
7.50 150 69 1 174 93 1
8.50 156 75 1 181 100 1 130 49 1 265 165 1 330 210 1
9.50 162 81 1 188 107 1 134 53 1 275 175 1 345 220 1

10.60 168 87 1 185*   87* 2* 197 116 1 214 116 2 138 57 1 285 185 1 360 235 1
11.80 175 94 1 192*   94* 2* 206 125 1 223 125 2 142 61 1 300 195 1 375 250 1
13.20 182 101 1 199 101 2 215 134 1 232 134 2 147 66 1 310 205 1 395 260 1
14.00 189 108 1 206 108 2 223 142 1 240 142 2 168 70 2 325 220 1 410 275 1
15.00 212 114 2 235* 114* 3* 245 147 2 268 147 3 172 74 2 340 220 2 425 275 2
16.00 218 120 2 241* 120* 3* 251 153 2 274 153 3 176 78 2 355 230 2 445 295 2
17.00 223 125 2 246* 125* 3* 257 159 2 280 159 3 179 81 2 355 230 2 445 295 2
18.00 228 130 2 251* 130* 3* 263 165 2 286 165 3 183 85 2 370 245 2 465 310 2
19.00 233 135 2 256 135 3 269 171 2 292 171 3 186 88 2 370 245 2 465 310 2
20.00 238 140 2 261 140 3 275 177 2 298 177 3 212 91 3 385 260 2 490 325 2
21.20 243 145 2 266 145 3 282 184 2 305 184 3 216 95 3 385 260 3 490 325 3
22.40 248 150 2 271 150 3 289 191 2 312 191 3 219 98 3 405 270 3 515 345 3
23.02 253 155 2 276 155 3 296 198 2 319 198 3 222 101 3 405 270 3 515 345 3
23.60 276 155 3 304* 155* 4* 319 198 3 347 198 4 222 101 3 425 270 3 535 345 3
25.00 281 160 3 309* 160* 4* 327 206 3 355 206 4 225 104 3 440 290 3 555 365 3
26.50 286 165 3 314* 165* 4* 335 214 3 363 214 4 256 107 4 440 290 3 555 365 3
28.00 291 170 3 319 170 4 343 222 3 371 222 4 259 110 4 460 305 3 580 385 3
30.00 296 175 3 324 175 4 351 230 3 379 230 4 263 114 4 460 305 3 580 385 3
31.50 301 180 3 329 180 4 360 239 3 388 239 4 266 117 4 480 320 3 610 410 3
31.75 306 185 3 334 185 4 369 248 3 397 248 4 269 120 4 480 320 3 610 410 3
33.50 334 185 4 372* 185* 5* 397 248 4 435 248 5 269 120 4 505 320 4 635 410 4
35.50 339 190 4 377* 190* 5* 406 257 4 272 123 4 530 340 4 665 430 4
37.50 344 195 4 382* 195* 5* 416 267 4 276 127 4 530 340 4 665 430 4
40.00 349 200 4 387* 200* 5* 426 277 4 317 130 5 555 360 4 695 460 4
42.50 354 205 4 392 205 5 436 287 4 320 133 5 555 360 4 695 460 4
45.00 359 210 4 397 210 5 447 298 4 323 136 5 585 385 4 735 490 4
47.50 364 215 4 402 215 5 459 310 4 585 385 4 735 490 4
50.00 369 220 4 407 220 5 470 321 4 605 405 4 765 510 4
50.80 374 225 4 412 225 5   475*   326*   4*
53.00 412 225 5 479* 225* 6*   513*   326*   5*
56.00 417 230 5 484* 230* 6*   518*   331*   5*
60.00 422 235 5 489* 235* 6*   523*   336*   5*
63.00 427 240 5 494* 240* 6*
67.00 432 245 5 499 245 6
71.00 437 250 5 504 250 6
75.00 442 255 5 509 255 6
76.50 447 260 5 514 206 6
80.00 514 260 6
85.00 519 265 6
90.00 524 270 6
95.00 529 275 6
100.00 534 280 6
106.00   539*   285*   6*

Morse taper twist drills

* Guhring std.

Guhring delivers twist drills to 
Guhring standard up to total length 
of 1000 mm Guhring no. 293, 298, 
299, 563, 564, 565, 566
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Dimensions

Carbide twist drills (Ratio drills)

nom. Ø-range 
up to 
d1m7

shank Ø 
 

d2h6

Ratio drills 
for 3 x D

Ratio drills 
for 5 x D

shank 
length 

l4

overall length 
 
l1

max. 
 flute length 

l2

overall length 
 
l1

max. 
 flute length 

l2

 2.9...3.75   6   62 20   66 28 36

  4.75   6   66 24   74 36 36

  6.00   6   66 28   82 44 36

  7.00   8   79 34   91 53 36

  8.00   8   79 41   91 53 36

10.00 10   89 47 103 61 40

12.00 12 102 55 118 71 45

14.00 14 107 60 124 77 45

16.00 16 115 65 133 83 48

18.00 18 123 73 143 93 48

20.00 20 131 79 153 101 50

Applies to solid carbide twist drills  
with 2 or 3 cutting edges and  
straight shank to DIN 6535

Applies to twist drills with brazed carbide tip or head with 
reinforced straight shank (steel) to DIN 6535. The brazed 
head can be a part or the complete cutting portion.

Carbide twist drills (Ratio drills) DIN 6538

Carbide twist drills (Ratio drills) DIN 6537

nom. Ø-range 
up to 
d1h7

shank Ø 
 

d2h6

Ratio drills 
for 3 x D

Ratio drills 
for 5 x D

Ratio drills 
for 7 x D

shank 
length 

l4

overall length 
 
l1

max. 
 flute length 

l2

overall length 
 
l1

max. 
 flute length 

l2

overall length 
 
l1

max. 
 flute length 

l2

9.5...12.0 16 103   51 127   75 151   99 48

14.0 16 111   59 139   87 167 115 48

16.0 20 122   68 154 100 186 132 50

18.0 20 130   76 166 112 202 148 50

20.0 25 144   84 184 124 224 164 56

22.0 25 153   93 197 137 241 181 56

24.0 25 161 101 209 149 257 197 56

26.0 32 174 110 226 162 278 214 60

28.0 32 182 118 238 174 294 230 60

30.0 32 190 126 250 186 310 246 60

Dimensions in mm

Dimensions in mm
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Dimensions

Carbide twist drills (Ratio drills)

Carbide twist drills (Ratio drills) DIN 6539

nom. Ø-range 
up to 

(= shank Ø d2) 
d1

overall length 
 
 
l1

flute length 
 
 
l2

 1.90...2.12 38 12

 2.36 40 13

 2.65 43 14

 3.00 46 16

 3.35 49 18

 3.75 52 20

 4.25 55 22

 4.75 58 24

 5.30 62 26

 6.00 66 28

 6.70 70 31

 7.50 74 34

 8.00 79 37

 8.50 79 37

 9.50 84 40

Applies to solid carbide twist drills with 
parallel shank, i.e. equal nom. drill and shank 
diameter.

Dimensions in mm

nom. Ø-range 
up to 

(= shank Ø d2) 
d1

overall length 
 
 
l1

flute length 
 
 
l2

 10.00 89 43

 10.60 89 43

 11.80 95 47

 12.00 102 51

 13.20 102 51

 14.00 107 54

 15.00 111 56

 16.00 115 58

 17.00 119 60

 18.00 123 62

 19.00 127 64

 20.00 131 66
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Dimensions

Straight shank subland drills, 90° step angle

body Ø 
d2 h8 
mm

step Ø 
d1 h9 
mm

overall length 
l1 

mm

flute length 
l2 

mm

step length 
l3 

mm

for 
thread 

range of application 
 

       HSS                   Carbide   Guhring std. 

  3.4   2.5   70   39   8.8 M  3 For tapping size holes to  
DIN 336 and countersinks in accordance 
with clearance holes to DIN-ISO 273 (old) 
and DIN EN 20273 »medial tolerance«.

  4.5   3.3   80   47 11.4 M  4

  5.5   4.2   93   57 13.6 M  5

  6.6   5.0 101   63 16.5 M  6

  9.0   6.8 125   81 21.0 M  8

11.0   8.5 142   94 25.5 M10

13.5 10.2 160 108 30.0 M12

DIN 8374 for countersinks, fine tolerance

  6.0   3.2   93   57   9.0 M  3 For clearance holes to DIN-ISO 273 
(old), DIN EN 20273 »fine tolerance« and 
screwhead countersinks form A and B to 
DIN 74 part 1 (old) »fine tolerance« and 
screwhead countersinks to DIN 74 form F. 
For screws to DIN 963 (old) and DIN 964 
(old).

  8.0   4.3 117   75 11.0 M  4

10.0   5.3 133   87 13.0 M  5

11.5   6.4 142   94 15.0 M  6

15.0   8.4  169 114 19.0 M  8

19.0 10.5 198 135 23.0 M10

Guhring std. for countersinks, medial tolerance

  6.6 3.4 101   63   9.0 M  3 For clearance holes to DIN-ISO 273 (old) 
and screwhead countersinks form A and B 
to DIN 74 part 1 (old) »medial tolerance«. 
For screws to DIN 963 (old) and DIN 964 
(old).

  9.0 4.5 125   81 11.0 M  4

11.0 5.5 142   94 13.0 M  5

13.0 6.6 151 101 15.0 M  6

17.2 9.0 191 130 19.0 M  8

DIN 8374 for countersinks, medial tolerance

  7.5 3.4 109   69   9.0 M  3 For clearance holes to DIN-ISO 273 (old) 
and screwhead countersinks form A and B 
to DIN 74 part 1 (old) »medial tolerance«. 
For screws to DIN 963 (old) and DIN 964 
(old).

  9.7 4.5 133   87 11.0 M  4

12.0 5.5 151  101 13.0 M  5

14.5 6.6 169  114 15.0 M  6

19.9 9.0 198  135 19.0 M  8
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Dimensions

Straight shank subland drills, 180° step angle

body Ø 
d2 h8 
mm

step Ø 
d1 h9 
mm

overall length 
l1 

mm

flute length 
l2 

mm

step length 
l3 

mm

for 
thread 

range of application 
 

         HSS                  Carbide   Guhring std. 

      6.0**   3.4     93**       57**  9.0 M  3 For clearance holes to DIN-ISO 273 
(old), DIN EN 20273 »medial tolerance«, 
screwhead countersinks to DIN 974-1 and 
screwhead countersinks form H, J and K 
to DIN 74 part 2 (old): »medial tolerance«. 
For screws to DIN 84 (old), 912 (old), 6912, 
7513 and DIN 7984.

  6.5   3.4 101   63  9.0 M  3

  8.0   4.5 117   75 11.0 M  4

10.0   5.5 133   87 13.0 M  5

11.0   6.6 142   94 15.0 M  6

15.0   9.0 169 114 19.0 M  8

18.0 11.0 191 130 23.0 M10

Guhring std.

  6.0   3.2   93   57   9.0 M  3 For clearance holes to DIN-ISO 273 (old) 
and screwhead countersinks form H, J and 
K to DIN 74 part 2 (old): »fine tolerance«. 
For screws to DIN 84 (old), 912 (old), 6912, 
7513 and DIN 7984.

  8.0   4.3 117   75 11.0 M  4

Guhring std. for countersinks, fine tolerance (old*)

  5.9   3.2   93   57 11.0 M  3 For screws to DIN 84 (old), DIN 912 (old) 
and DIN 6912. For old type screwhead 
countersinks form H, J and K to DIN 75 
part 2: »fine tolerance«.

  7.4   4.3 109   69 13.0 M  4

  9.4   5.3 125   81 16.0 M  5

10.4   6.4 133   87 19.0 M  6

13.5   8.4  160 108 22.0 M  8

16.5 10.5 184 125 25.0 M10

Guhring std. for countersinks, medial tolerance (old*)

  8.0   4.8 117   75 13.0 M  3 For screws to DIN 84 (old), DIN 912 (old) 
and DIN 6912. For old type screwhead 
countersinks form H, J and K to DIN 75 
part 2: »medial tolerance«.

10.0   5.8 133   87 16.0 M  4

11.0   7.0 142   94 19.0 M  5

14.5   9.5 169 114 22.0 M  6

17.5 11.5 191 130 25.0 M  8

* DIN 75, part 2; ** Guhring std
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Dimensions

Morse taper subland drills, 90° step angle

body Ø 
d2 h8 
mm

step Ø 
d1 h9 
mm

overall length 
l1 

mm

flute length 
l2 

mm

Morse 
taper 
MK

step length 
l3 

mm

for 
thread 

range of application 
 

Guhring std.

11.0 5.5 175 94 1 13.0 M  5 For clearance holes to DIN-ISO 273 
(old), DIN EN 20273 »medial tolerance«, 
screwhead countersinks to DIN 74 form F 
and screwhead countersinks form A and B 
to DIN  74 part 1 (old) »medial tolerance«. 
For screws to DIN 963 (old) and DIN 964 
(old).

13.0 6.6 182 101 1 15.0 M  6

17.2 9.0 228 130 2 19.0 M  8

21.5 11.0 248 150 2 23.0 M10

26.0 14.0 286 165 3 27.0 M12

29.0 16.0 296 175 3 31.0 M14

DIN 8375

12.0 5.5 182 101 1 13.0 M  5 For clearance holes to DIN-ISO 273 
(old), DIN EN 20273 »medial tolerance«, 
screwhead countersinks to DIN 74 form F 
and screwhead countersinks form A and B 
to DIN  74 part 1 (old) »medial tolerance«. 
For screws to DIN 963 (old) and DIN 964 
(old).

14.5 6.6 --- 108 1 15.0 M  6

19.0 9.0 253 135 2 19.0 M  8

23.0 11.0 248 155 2 23.0 M10

Guhring std.

11.5   6.4 175  94 1 15.0 M  6 For clearance holes to DIN-ISO 273 (old) 
and screwhead countersinks form A and B 
to DIN 74 part 1 (old) »fine tolerance«. For 
screws to DIN 963 (old) and DIN 964 (old).

15.0   8.4 212 114 2 19.0 M  8

19.0 10.5 233 135 2 23.0 M10

23.0 13.0 253 155 2 27.0 M12

26.0 15.0 286 165 3 31.0 M14

30.0 17.0 296 175 3 35.0 M16

DIN 8379

  9.0   6.8 162  81 1 21.0 M  8 For tapping size holes to  
DIN 336, DIN EN 20273 »medial tolerance« 
and countersinks in accordance with 
clearance holes to DIN-ISO 273 (old).

11.0   8.5 175  94 1 25.5 M10

13.5 10.2 189 108 1 30.0 M12

15.5 12.0 218 120 2 34.5 M14

17.5 14.0 228 130 2 38.5 M16

20.0 15.5 238 140 2 43.5 M18

22.0 17.5 248 150 2 47.5 M20
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Dimensions

Morse taper subland drills, 180° step angle

body Ø 
d2 h8 
mm

step Ø 
d1 h9 
mm

overall length 
l1 

mm

flute length 
l2 

mm

Morse 
taper 
MK

step length 
l3 

mm

for 
thread 

range of application 
 

                        Carbide        Guhring std.

10.0   5.5 168  87 1 13.0 M  5 For clearance holes to DIN-ISO 273 
(old), DIN EN 20273 »medial tolerance«, 
screwhead countersinks to DIN 974-1 and 
screwhead countersinks form H, J and K 
to DIN 74 part 2 (old): »medial tolerance«. 
For screws to DIN 84 (old), 912 (old), 6912, 
7513 and DIN 7984.

11.0   6.6 175  94 1 15.0 M  6

15.0   9.0 212 114 2 19.0 M  8

18.0 11.0 228 130 2 23.0 M10

20.0 13.5 238 140 2 27.0 M12

24.0 15.5 281 160 3 31.0 M14

26.0 17.5 286 165 3 35.0 M16

30.0 20.0 296 175 3 39.0 M18

33.0 22.0 334 185 4 43.0 M20

Guhring std.

10.0   5.3 168  87 1 13.0 M  5 For clearance holes to DIN-ISO 273 (old) 
and screwhead countersinks form H, J and 
K to DIN 74 part 2 (old): »fine tolerance«. 
For screws to DIN 84 (old), 912 (old), 6912, 
7513 and DIN 7984.

11.0   6.4 175  94 1 15.0 M  6

15.0   8.4 212 114 2 19.0 M  8

18.0 10.5 228 130 2 23.0 M10

20.0 13.0 238 140 2 27.0 M12

24.0 15.0 281 160 3 31.0 M14

26.0 17.0 286 165 3 35.0 M16

Guhring std. for countersinks, fine tolerance (old*)

  9.4   5.3 162  81 1 16.0 M  5 For screws DIN 84 (old), DIN 912 (old) and 
DIN 6912. For old countersinks form H, J 
and K to DIN 75 part 2: »fine tolerance«.

10.4   6.4 168  87 1 19.0 M  6

13.5    8.4 189 108 1 22.0 M  8

16.5 10.5 223 125 2 25.0 M10

19.0 13.0 233 135 2 28.0 M12

23.0 15.0 253 155 2 30.0 M14

25.0 17.0 281 160 3 33.0 M16

28.0 19.0 291 170 3 36.0 M18

31.0 21.0 301 180 3 39.0 M 20

Guhring std. for countersinks, medial tolerance (old*)

10.0   5.8 168    87 1 16.0 M  5 For screws DIN 84 (old), DIN 6912. For old 
countersinks form H, J and K to DIN 75 
part 2: »medial tolerance«.

11.0   7.0 175    94 1 19.0 M  6

14.5   9.5 212 114 2 22.0 M  8

17.5 11.5 228 130 2 25.0 M10

20.0 14.0 238 140 2 28.0 M12

24.0 16.0 281 160 3 30.0 M14

26.0 18.0 286 165 3 33.0 M16

29.0 20.0 296 175 3 36.0 M18

33.0 23.0 334 185 4 39.0 M20

inch      mm inch      mm inches    mm inches    mm MK inches    mm for thread range of application

British Standard

19/32 15.08 25/64   9.92 8 5/8 219 4 3/4 121 2 3/4 19.05 3/8 inch For British Standard caphead screws.

21/32 16.67 29/64 11.51 8 3/4 222 4 7/8 124 2 7/8 22.22 7/16 inch

25/32 19.84 33/64 13.10 9 3/8 238 5 1/2 140 2 1 25.40 1/2 inch

* DIN 75, part 2

HSS



652 653

Tw
ist D

rills Tw
is

t D
ril

ls

Dimensions
Straight shank core drills

diameter  
up to incl.  

mm

DIN 344

overall length 
 

mm

flute length 
 

mm

diameter  
up to incl.  

mm

overall length 
 

mm

flute length 
 

mm

  4.25   96*     64* 11.70 173 125

  4.75   102*     69* 13.20 184 134

  5.30 108   74 14.00 194 142

  6.00 116   80 15.00 202 147

  6.70 124   86 16.00 211 153

  7.50 133   93 17.00 218 159

  8.50 142 100 18.00 226 165

  9.50 151 107 19.00 234 171

10.60 162 116 20.00 242 177

Shell-core drills

DIN 222

nom. Ø 
up to incl. 

mm

overall length 
 

mm

nom. Ø  
of hole 

mm

  35.5 45 13

  45.0 50 16

  53.0 56 19

  63.0 63 22

  75.0 71 27

  90.0 80 32

101.6 90 40

Taper shank core drills

 
diameter  
up to incl.  

mm

DIN 343 DIN 1864

overall length 
 

mm

flute length 
 

mm

Morse 
taper 

overall length 
 

mm

flute length 
 

mm

Morse 
taper 

  7.50   150*    69*   1*   174*     93*   1*

  8.50   156*    75*   1*   181*   100*   1*

  9.50 162   81 1 188 107 1

10.60 168   87 1 197 116 1

11.70 175   94 1 206 125 1

13.20 182  101 1 215 134 1

14.00 189  108 1 223 142 1

15.00 212  114 2 245 147 2

16.00 218  120 2 251 153 2

17.00 223  125 2 257 159 2

18.00 228  130 2 263 165 2

19.00 233  135 2 269 171 2

20.00 238  140 2 275 177 2

21.20 243  145 2 282 184 2

22.40 248  150 2 289 191 2

23.60 253  155 2 296 198 2

25.00 281  160 3 327 206 3

26.50 286  165 3 335 214 3

28.00 291  170 3 343 222 3

30.00 296  175 3 351 230 3

31.50 301  180 3 360 239 3

33.50 334  185 4

35.50 339  190 4

37.50 344  195 4

40.00 349  200 4

42.50 354  205 4

45.00 359  210 4

47.50 364  215 4

50.00 369  220 4

Micro-precision drills (total length 25 mm)

DIN 1899

diameter  
up to incl.  

mm

shank Ø 
 

mm

flute length 
 

mm

diameter  
up to incl.  

mm

shank Ø 
 

mm

flute length 
 

mm

from 0.1 . . . 0.12 1.0 0.5 0.67 1.0 4.2

0.15 1.0 0.8 0.75 1.0 4.8

0.19 1.0 1.1 0.79 1.0 5.3

0.24 1.0 1.5 0.85 1.5 5.3

0.30 1.0 1.9 0.95 1.5 6.0

0.38 1.0 2.4 1.06 1.5 6.8

0.48 1.0 3.0 1.18 1.5 7.6

0.53 1.0 3.4 1.32 1.5 8.5

0.60 1.0 3.9 1.45 1.5 9.5

*Guhring std.
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Ratio drills

Coolant pressure and volumes

The illustrated optimum, good and minimum required coolant 
volume apply only to spiral-fluted Ratio drills type  
RT 100. In contrast to the pressure, which is a feature of 
the machine tool; the cooling system fitted to it and also 
the possibility of leakage, volume does not depend on the 
machine (fig. 1). The pressure figures given are therefore 
recommendations which serve only as guidelines. 
Ratio drills type RT 80 with central coolant duct are subject to 
different standards (fig. 2). The diagrams shown are for Ratio 
drills in their most important application, machining of steel.
But they are also guidelines for the machining of other 
materials, primarily because the highest coolant pressures 
are constantly required for the machining of steel. The effects 
of cooling using straight-fluted Ratio drills type RT 150 is 
particularly sensitive and is clearly demonstrated in the 
examples for particular workpiece materials. For example, the  

loss in tool life through low pressures when machining grey 
cast  iron is considerably higher than when machining AlSi 
alloys. But this is only the case when the AlSi alloy is short-
chipping! The absolute necessary minimum pressure or good 
pressure should, when machining cast iron, be generally a little 
higher than for AlSi machining (figures 3 and 4 ).
 
The recommended values are to be used only for drilling 
depths of up to approx. 5 x D. Deeper holes should be 
produced with tools having internal coolant ducts, as for 
example RT 150 GN, otherwise the production of deeper holes 
(depending on the material) becomes uneconomical.

fig. 1: 
Required coolant pressures and volumes for RT 100 Ratio drills with internal 
spiral coolant ducts.

fig. 3: 
Required coolant pressures and volumes for straight-fluted Ratio drill type 
150 GG when machining cast iron.

fig. 2: 
Required coolant pressures and volumes for RT 80 Ratio drills with central 
internal coolant duct.

fig. 4: 
Required coolant pressures and volumes for straight-fluted Ratio drill type 
150 GG when machining AlSi7.
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Typical hole quality characteristics

2. in GGG40, Ø 10.0 mm

The overall total of the maximum positive and negative 
deviations is the sum of the total run-out in relation to the 
black circle as measured on standard instruments (dRmax). 
The red lines at the hole centres indicate the direction and 
amplitude of the displacements AV (Axis Shifting) of the 
produced hole from the true centre point. The parameter 
showing the largest deviation is decisive for the IT quality 
class of the hole in relation to the tool diameter. 

The black circle in the diagram represents the nominal hole 
diameter which the tool should ideally produce. The red circle 
indicates the form actually produced. 
The mean value of the radius of the red circle, i.e. the average 
diameter, is shown by the blue circle. (with our Ratio drills the 
average diameter is practically identical to the actual diameter 
produced).

1. in 42CrMo4V, Ø 14.5 mm

HSS drills, type N
Guhring no. 651 

Ratio drills, type RT 80
Guhring no. 1171 

Ratio drills, type RT 100
Guhring no. 1181 

HSS drills, type N
Guhring no. 651 

Ratio drills, type RT 100
Guhring no. 1181 

Ratio drills, type RT 150 GG
Guhring no. 768 

vc = 25 m/min
f = 0.25 mm/rev.
+Rmax = 131.8 µm
-Rmax = -49.1 µm
actual D = 14.566 mm
dRmax = 103.5 µm
AV = 49.2 µm
Ra = 2.6 µm, Rz = 6.8 µm   

vc = 70 m/min
f = 0.25 mm/rev.
+Rmax = 42.7 µm
-Rmax = -29.6 µm
actual D = 14.515 mm
dRmax = 12.9 µm
AV = 35.3 µm
Ra = 1.4 µm, Rz = 4.31 µm    

vc = 70 m/min
f = 0.25 mm/rev.
+Rmax = 26.7 µm
-Rmax = -17.2 µm
actual D = 14.509 mm
dRmax = 5.2 µm
AV = 22.8 µm
Ra = 1.04 µm, Rz = 3.2 µm  

vc = 30 m/min
f = 0.2 mm/rev.
actual D = 10.077 mm
+Rmax = 106 µm
-Rmax = -28 µm
dRmax = 42 µm
AV = 68.5 µm
Ra = 3.7 µm, Rz = 17.2 µm       

vc = 90 m/min
f = 0.3 mm/rev.
actual D = 10.027 mm
+Rmax = 34 µm
-Rmax = -9.2 µm
dRmax = 6.5 µm
AV = 22.5 µm
Ra = 2.2 µm, Rz = 11.5 µm     

vc = 130 m/min
f = 0.2 mm/rev.
actual D = 9.994 mm
+Rmax = 11.5 µm
-Rmax = -18 µm
dRmax = 5 µm
AV = 14 µm
Ra = 1.99 µm, Rz = 11.2 µm

General information

IT12 IT9 IT8

IT12  IT9 IT8
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Centre drills

Tolerances

DIN 333

Ø-range 
mm

tolerance zones 
mm

0.50 – 2.50 0      +0.14

3.15 – 5.00 0      +0.18

6.30 – 10.00 0      +0.22

12.50 0      +0.27

for Guhring nos. 285/286

Ø-range 
mm

tolerance zones 
mm

1.00 –1.25 0      +0.10

1.60 – 3.15 0      +0.15

3.15 – 10.00 0      +0.20

to B.S. 328

Shank Ø-range 
mm

tolerance zones 
mm

3.17 – 4.76 -0.020

6.35 -0.025

7.94 – 11.11 -0.050

15.87 – 19.05 -0.050

to B.S. 328

Ø-range 
mm

tolerance zones 
mm

1.19 – 1.59 0      ±0.05

2.38 – 3.17 0      ±0.07

4.76 0      ±0.07

6.35 – 7.94 0      ±0.12

to ASA

Ø-range 
mm

tolerance zones 
mm

all 0      + 0.07 mm
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group Standard Description Tool material Type Form Drilling 

depth

11 422 138 G.S. Plastic stand for set of jobber drills
36 422 138 G.S. Cases for twist drill sets
73 423 138 G.S. Cases for twist drill sets

128 438 138 G.S. Stub drills with 16.0 mm dia. shank HSCO N
129 439 138 G.S. Stub drills with 25.4 mm dia. shank HSCO N
136 439 138 G.S. Stub drills with 25.4 mm dia. shank HSCO N
145 311 140 G.S. Basic holders for chamfer collars FR 90 FR 90
195 424 130 338 Set of jobber drills in case HSCO VA
200 422/424 130 338 Set of jobber drills HSS/HSCO N
201 422/424 130 338 Set of jobber drills in case HSS/HSCO N
204 472 138 340 Long series twist drills HSS N
205 312 130 338 Jobber drills HSS N
206 312 134 338 Jobber drills HSS H
207 312 134 338 Jobber drills HSS W
208 312 134 338 Jobber drills HSS N
209 312 134 338 Jobber drills HSS H
210 312 138 338 Jobber drills HSS W
211 465 134 339 Bushing length twist drills HSS N
217 472 132 340 Long series twist drills HSS N
218 472 134 340 Long series twist drills HSS H
219 472 134 340 Long series twist drills HSS W
220 472 138 340 Long series twist drills HSS N
221 472 138 340 Long series twist drills HSS H
223 382 132 1897 Stub drills HSS N
224 382 138 1897 Stub drills HSS H
225 382 138 1897 Stub drills HSS W
226 382 134 1897 Stub drills HSS N
227 382 138 1897 Stub drills HSS H
228 382 138 1897 Stub drills HSS W
229 525 138 345 Twist drills HSS N
230 615 138 G.S. Oil feed adapters
235 497 134 1869 R1 Extra length twist drills, series 1 HSS N
236 502 134 1869 R2 Extra length twist drills, series 2 HSS N
237 505 138 1869 R3 Extra length twist drills, series 3 HSS N
240 313 132 338 Jobber drills HSS N
242 508 136 G.S. Extra length twist drills HSS GT 100
243 509 138 G.S. Extra length twist drills HSS GT 100
244 510 138 G.S. Extra length twist drills HSS GT 100
245 525 132 345 Twist drills HSS N
246 525 138 345 Twist drills HSS H
247 525 138 345 Twist drills HSS W
248 525 138 345 Twist drills HSS N
251 545 138 346 Twist drills HSS N
257 547 132 341 Bushing length twist drills HSS N
266 563 134 1870 R1 Extra length twist drills, series 1 HSS N
267 566 138 1870 R2 Extra length twist drills, series 2 HSS N A
268 437 138 G.S. Jobber drills with 12.7 mm dia. shank HSS N A
269 555 138 G.S. Oil feed drills, short HSS N
270 558 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
271 558 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
272 558 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
274 576 138 G.S. Stepped drills for centering to DIN 332 HSS N
280 598 138 G.S. Center drills without flat HSS A
281 596 138 333 Center drills without flat HSS A
282 596 138 333 Center drills without flat HSS A
283 596 138 333 Center drills without flat HSS R
284 596 138 333 Center drills without flat HSS R
285 599 138 G.S. Center drills without flat HSS B
287 601 138 333 Center drills with flat HSS A
288 601 138 333 Center drills with flat HSS R
289 603 138 G.S. Center drills with flat HSS B
292 593 138 328 Center drills without flat HSS A
293 570 138 G.S. Extra length twist drills HSS GT 100
294 593 138 328 Center drills without flat HSS A
298 572 138 G.S. Extra length twist drills HSS GT 100
299 573 138 G.S. Extra length twist drills HSS GT 100
301 446 134 1899 Micro-precision drills without oil feed HSS-E-PM N
303 446 138 1899 Micro-precision drills without oil feed HSS-E-PM N
305 350 134 338 Jobber drills HSCO N
308 350 138 338 Jobber drills HSCO N
311 465 138 339 Bushing length twist drills HSCO N
317 473 134 340 Long series twist drills HSCO N
329 383 134 1897 Stub drills HSCO GV 120
330 383 138 1897 Stub drills HSCO GV 120
336 473 136 340 Long series twist drills HSCO GT 100
345 537 134 345 Twist drills HSCO N
351 545 138 346 Twist drills HSCO N
357 547 138 341 Bushing length twist drills HSCO N
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363 523 134 G.S. Jobber drills HSCO GV 120
370 558 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
371 558 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
372 558 138 G.S. Oil feed drills, flute length to DIN 341 HSCO GT 100
374 561 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
375 561 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
376 561 138 G.S. Oil feed drills, flute length to DIN 1870 HSCO GT 100
378 579 138 G.S. Straight shank short step drills HSS N
379 580 138 G.S. Straight shank short step drills HSS N
380 581 138 G.S. Straight shank short step drills HSS N
381 595 138 333 Center drills without flat HSCO A
390 464 136 G.S. Oil feed drills HSS N
396 473 137 340 Long series twist drills HSCO GT 100
501 472 136 340 Long series twist drills HSS GT50
502 497 136 1869 R1 Extra length twist drills, series 1 HSS GT 100
503 502 136 1869 R2 Extra length twist drills, series 2 HSS GT 100
504 505 136 1869 R3 Extra length twist drills, series 3 HSS GT 100
505 547 138 341 Bushing length twist drills HSS GT50
506 473 138 340 Long series twist drills HSS GT 100
511 432 115 G.S. Twist drills with oversize straight shank HSCO GU 500
512 426 115 G.S. Twist drills with oversize straight shank HSCO GU 500
513 430 115 G.S. Twist drills with oversize straight shank HSS-E-PM GT 500
514 584 138 G.S. Straight shank subland drills HSS N
515 414 115 1897 Stub drills HSS-E-PM GT 500
520 589 138 G.S. Taper shank subland drills HSS N
523 554 138 G.S. Bushing length twist drills HSS N
524 497 138 1869 R1 Extra length twist drills, series 1 HSS GT50
525 563 138 1870 R1 Extra length twist drills, series 1 HSS GT50
526 563 136 1870 R1 Extra length twist drills, series 1 HSS GT 100
527 566 136 1870 R2 Extra length twist drills, series 2 HSS GT 100
528 502 138 1869 R2 Extra length twist drills, series 2 HSS GT50 A
529 505 138 1869 R3 Extra length twist drills, series 3 HSS GT50
531 516 138 1898 Taper pin drills HSS N
532 574 138 1898 Taper pin drills HSS N
533 605 138 344 Straight shank core drills HSS N
534 609 138 343 Taper shank core drills HSS N
535 473 136 340 Long series twist drills HSS GT 100
536 582 138 8374 Straight shank subland drills HSS N A
537 586 138 G.S. Taper shank subland drills HSS N
538 583 138 8376 Straight shank subland drills HSS N
539 588 138 8377 Taper shank subland drills HSS N
540 585 138 8378 Straight shank subland drills HSS N
541 590 138 8379 Taper shank subland drills HSS N
542 566 138 1870 R2 Extra length twist drills, series 2 HSS GT50
546 443 102 G.S. 142° NC-spotting drills Solid carbide N
549 313 136 338 Jobber drills HSS GT 100
550 313 138 338 Jobber drills HSS GT 100
551 547 136 341 Bushing length twist drills HSS GT 100
552 382 136 1897 Stub drills HSS GT 80
553 382 138 1897 Stub drills HSS GT 80
554 444 134 G.S. Straight shank drills double-ended HSS DK 77
555 614 138 1864 Taper shank core drills HSS N
556 442 134 G.S. 120° NC-spotting drills HSS N
557 440 134 G.S. 90° NC-spotting drills HSS N
558 525 138 345 Twist drills HSS GT 100
559 441 138 G.S. 90° NC-spotting drills HSS N
560 313 138 338 Jobber drills HSS N
561 465 138 339 Bushing length twist drills HSS N
563 569 138 G.S. Extra length twist drills HSS GT 100
564 570 138 G.S. Extra length twist drills HSS GT 100
565 571 138 G.S. Extra length twist drills HSS GT 100
566 569 138 G.S. Extra length twist drills HSS GT 100
567 442 139 G.S. 120° NC-spotting drills HSS N
568 440 135 G.S. 90° NC-spotting drills HSS N
569 582 138 8374 Straight shank subland drills HSS N B
571 505 136 1869 R3 Extra length twist drills, series 3 HSCO GT 100
574 576 138 G.S. Stepped drills for centering to DIN 332 HSS N
575 577 138 G.S. Stepped drills for centering to DIN 332 HSS N
576 578 138 G.S. Stepped drills for centering to DIN 332 HSS N
577 511 138 NAS907 Aircraft extension drills, 6 inches long HSS N
578 514 138 NAS907 Aircraft extension drills, 12 inches long HSS N
579 511 138 NAS907 Aircraft extension drills, 6 inches long HSS N
580 514 138 NAS907 Aircraft extension drills, 12 inches long HSS N
581 594 132 333 Center drills without flat HSS A
582 594 138 333 Center drills without flat HSS A
583 594 138 333 Center drills without flat HSS R
584 594 138 333 Center drills without flat HSS R
585 597 138 333 Center drills without flat HSS B
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586 597 138 333 Center drills without flat HSS B
587 600 138 333 Center drills with flat HSS A
588 600 138 333 Center drills with flat HSS R
589 602 138 333 Center drills with flat HSS B
590 595 138 333 Center drills without flat HSS A
591 597 138 333 Center drills without flat HSS B
592 525 138 345 Twist drills HSS N
594 591 138 B94.11 M Center drills without flat HSS A
595 592 138 B94.11 M Center drills without flat HSS B
605 350 134 338 Jobber drills HSCO Ti
606 537 139 345 Twist drills HSS GT 100
608 350 138 338 Jobber drills HSCO Ti
611 245 109 6539 3-flute Ratio drills Solid carbide GS 200 U 5xD
613 595 133 333 Center drills without flat HSS A
614 595 139 333 Center drills without flat HSS R
617 473 134 340 Long series twist drills HSCO Ti
618 497 136 1869 R1 Extra length twist drills, series 1 HSCO GT 100
619 502 138 1869 R2 Extra length twist drills, series 2 HSCO GT 100
620 563 138 1870 R1 Extra length twist drills, series 1 HSCO GT 100
621 566 138 1870 R2 Extra length twist drills, series 2 HSCO GT 100
622 350 136 338 Jobber drills HSCO GT 100
623 547 138 341 Bushing length twist drills HSCO GT 100
634 609 138 343 Taper shank core drills HSCO N
635 613 138 1864 Taper shank core drills HSCO N
636 582 138 G.S. Straight shank subland drills HSS N
637 586 138 G.S. Taper shank subland drills HSS N
638 582 138 G.S. Straight shank subland drills HSS N
639 587 138 G.S. Taper shank subland drills HSS N
645 537 138 345 Twist drills HSCO GT 100
651 313 131 338 Jobber drills HSS N
652 313 137 338 Jobber drills HSS GT 100
653 383 133 1897 Stub drills HSS N
654 537 133 345 Twist drills HSS N
655 547 133 341 Bushing length twist drills HSS N
656 547 139 341 Bushing length twist drills HSS GT 100
657 350 135 338 Jobber drills HSCO Ti
658 351 137 338 Jobber drills HSCO GT 100
659 383 135 1897 Stub drills HSCO GV 120
660 446 135 1899 Micro-precision drills without oil feed HSS-E-PM N
661 537 139 345 Twist drills HSCO N
662 537 139 345 Twist drills HSCO GT 100
663 523 139 G.S. Jobber drills HSCO GV 120
664 313 139 338 Jobber drills HSS N
665 313 139 338 Jobber drills HSS GT 100
666 465 139 339 Bushing length twist drills HSS N
667 473 133 340 Long series twist drills HSS N
668 473 137 340 Long series twist drills HSS GT 100
669 473 139 340 Long series twist drills HSCO Ti
670 497 137 1869 R1 Extra length twist drills, series 1 HSS GT 100
671 502 139 1869 R2 Extra length twist drills, series 2 HSS GT 100
672 383 139 1897 Stub drills HSS N
701 446 102 G.S. Micro-precision drills without oil feed Solid carbide N
702 420 102 G.S. Stub drills Solid carbide N
703 517 102 8037 Carbide-tipped twist drill Carbide N
704 517 102 8038 Carbide-tipped twist drill Carbide N
705 575 102 8041 Carbide-tipped twist drill Carbide N
706 496 102 G.S. Long series twist drills Solid carbide N
707 521 102 G.S. Carbide tipped spade drills Carbide H
710 376 102 G.S. Jobber drills Carbide Duro 150
716 522 102 G.S. Masonry drills Carbide N
723 440 102 G.S. 90° NC-spotting drills Solid carbide N
724 442 102 G.S. 120° NC-spotting drills Solid carbide N
729 608 102 G.S. Taper shank core drills Carbide N
730 414 102 6539 Stub drills Solid carbide N 3xD
731 245 109 6539 3-flute Ratio drills Solid carbide GS 200 U 5xD
732 376 102 G.S. Jobber drills Solid carbide N
736 595 102 G.S. Center drills without flat Solid carbide A
738 583 102 G.S. Straight shank subland drills Solid carbide N
739 585 102 G.S. Straight shank subland drills Solid carbide N
745 245 109 6539 3-flute Ratio drills Solid carbide GS 200 G 5xD
750 604 102 G.S. Straight shank core drills Carbide N
768 200 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 4xD
769 223 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 7xD
770 225 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 10xD
773 227 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GN 15xD

1025 245 109 6539 3-flute Ratio drills Solid carbide GS 200 G 5xD
1027 245 109 6539 3-flute Ratio drills Solid carbide GS 200 F 5xD
1032 249 109 G.S. 3-flute stepped Ratio drills Solid carbide GS 200 G 3xD
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1047 293/307 141 G.S. Interchangeable inserts RT 800 Solid carbide RT 800 WP
1052 311 140 G.S. Chamfer collar FR 90 FR 90
1053 311 140 G.S. Attachments for chamfer collars
1054 311 140 G.S. Attachments for chamfer collars
1055 310 140 G.S. Attachments for chamfer collars
1056 310 142 G.S. Indexable inserts for FR 90 Solid carbide
1071 295/307 140 G.S. Clamping screws RT 800
1072 311 140 G.S. Clamping screws for chamfer collars
1101 557 138 G.S. Oil feed drills, flute length to DIN 341 HSS N
1131 462 134 G.S. Oil feed drills HSCO GT 80 IK
1132 462 135 G.S. Oil feed drills HSCO GT 80 IK
1146 351 138 338 Jobber drills M42 N
1147 579 138 G.S. Straight shank short step drills HSS N
1149 520 102 G.S. Kevlar drills Solid carbide N
1156 310 142 G.S. Indexable inserts for FR 90 Solid carbide
1171 236 128 6538K Ratio drills with oil feed Carbide RT 80 U 3xD
1172 239 128 6538M Ratio drills with oil feed Carbide RT 80 U 5xD
1173 241 128 6538L Ratio drills with oil feed Carbide RT 80 U 7xD
1180 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
1181 186 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
1182 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
1183 204 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
1184 168 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
1221 351 137 338 Jobber drills HSCO GT 100
1222 537 139 345 Twist drills HSCO GT 100
1223 351 137 338 Jobber drills HSCO GT 100
1224 543 139 345 Twist drills HSCO GT 100
1228 383 137 1897 Stub drills HSCO GT 80
1242 179 121 6539 Ratio drills without oil feed Solid carbide RT 100 U 3xD
1243 183 121 G.S. Ratio drills without oil feed Solid carbide RT 100 U 5xD
1259 414 138 1897 Stub drills M42 N
1260 351 134 338 Jobber drills HSCO VA
1261 383 138 1897 Stub drills HSCO VA
1262 543 134 345 Twist drills HSCO VA
1612 285/298/307/311 140 G.S. Torx screwdriver
1660 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
1662 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
1663 204 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
1702 179 121 6539 Ratio drills without oil feed Solid carbide RT 100 F 3xD
1946 436 102 6537K Twist drills with oversize straight shank Solid carbide H
2047 351 134 338 Jobber drills HSCO P2000
2048 383 135 1897 Stub drills HSCO P2000
2049 425 134 338 Set of jobber drills in case HSCO P2000
2050 425 134 1897 Set of jobber drills in case HSCO P2000
2456 313 135 338 Jobber drills HSS N
2457 313 137 338 Jobber drills HSS GT 100
2458 351 135 338 Jobber drills HSCO Ti
2459 351 137 338 Jobber drills HSCO GT 100
2460 383 133 1897 Stub drills HSS N
2461 383 135 1897 Stub drills HSCO GV 120
2462 473 137 340 Long series twist drills HSS GT 100
2463 414 102 6539 Stub drills Solid carbide N
2464 376 102 G.S. Jobber drills Solid carbide N
2468 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 F 3xD
2469 186 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
2470 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
2471 204 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
2472 168 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
2473 179 121 6539 Ratio drills without oil feed Solid carbide RT 100 U 3xD
2474 183 121 G.S. Ratio drills without oil feed Solid carbide RT 100 U 5xD
2475 168 121 6537K Ratio drills without oil feed Solid carbide RT 100 F 3xD
2477 186 121 6537K Ratio drills with oil feed Solid carbide RT 100 U 3xD
2478 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 F 5xD
2479 204 121 6537L Ratio drills with oil feed Solid carbide RT 100 U 5xD
2480 168 121 6537K Ratio drills without oil feed Solid carbide RT 100 U 3xD
2485 291/307 141 G.S. Interchangeable inserts RT 800 Solid carbide RT 800 WP
2498 383 137 1897 Stub drills HSCO GT 80
2711 218 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
2712 174 121 6537L Ratio drills without oil feed Solid carbide RT 100 F 5xD
2713 243 109 6537L 3-flute Ratio drills Solid carbide FT 200 G 5xD
2717 174 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2719 174 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2747 289/307 141 G.S. Interchangeable inserts RT 800 Solid carbide RT 800 WP
2996 174 121 6537L Ratio drills without oil feed Solid carbide RT 100 U 5xD
2997 351 135 338 Jobber drills HSCO N
3899 453 102 G.S. Micro-precision drills without oil feed Solid carbide N
4044 218 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
4045 218 121 G.S. Ratio drills with oil feed Solid carbide RT 100 U 7xD
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4071 282 140 G.S. Clamping screws HT 800
4072 310 140 G.S. Attachments for chamfer collars
4104 306 114 G.S. Serrated lock washer
4105 265 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 1xD
4106 250 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 1,5xD
4107 253 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 3xD
4108 256 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 5xD
4109 259 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 7xD
4110 262 140 G.S. Tool holders for interchangeable inserts HT 800 HT 800 WP 10xD
4111 274 141 G.S. Interchangeable inserts HT 800 Solid carbide HT 800 WP
4112 266 141 G.S. Interchangeable inserts HT 800 Solid carbide HT 800 WP
4113 267 141 G.S. Interchangeable inserts HT 800 Solid carbide HT 800 WP
4114 267 141 G.S. Interchangeable inserts HT 800 Solid carbide HT 800 WP
4115 267 141 G.S. Interchangeable inserts HT 800 Solid carbide HT 800 WP
4142 301 114 G.S. LT 800 basic holder LT 800
4144 301 114 G.S. LT 800 basic holder LT 800
4148 302 114 G.S. LT 800 extension LT 800 3xD
4149 302 114 G.S. LT 800 extension LT 800 3xD
4150 303 114 G.S. LT 800 drill heads LT 800 1xD
4160 305 114 G.S. Cartridges LT 800 for indexable inserts LT 800
4164 304 114 G.S. LT 800 retention spindles LT 800
4166 308 114 G.S. Clamping screws with countersink 75°
4168 306 114 G.S. LT 800 distance piece sets LT 800
4170 308 142 G.S. Indexable inserts LTT Solid carbide
4171 308 142 G.S. Indexable inserts LTT Solid carbide
4172 308 142 G.S. Indexable inserts LTT Solid carbide
4173 308 142 G.S. Indexable inserts LTT Solid carbide
4179 308 142 G.S. Indexable inserts CCHX Solid carbide
4180 308 142 G.S. Indexable inserts CCHX Solid carbide
4181 308 142 G.S. Indexable inserts CCHX Solid carbide
4182 308 142 G.S. Indexable inserts CCHX Solid carbide
4188 304 114 G.S. Torx socket sets
4189 305 114 G.S. Clamping screws for tool system T 800
4355 300 114 G.S. HSK-A reduction tools HSK-C
4510 299 114 G.S. Basic adaptors VDI holders / HSK-C
4512 299 114 G.S. ISO-taper basic adaptors DIN 69871 / HSK-C
4549 300 114 G.S. Extensions HSK-A/HSK-C
4907 305 114 4762 Hexagon socket clamping screws
4912 311 114 G.S. Hexagon allen keys for holding
4915 283/296/304/307 114 G.S. Torque wrenches
4917 284/297/307 140 G.S. Torx socket sets
5242 286 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 3xD
5243 287 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 5xD
5248 288 140 G.S. Tool holders for interchangeable inserts RT 800 RT 800 WP 7xD
6068 200 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 4xD
6069 223 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 7xD
6070 225 121 G.S. Ratio drills with oil feed Solid carbide RT 150 GG 10xD
6128 281/308 122 G.S. Clamping screws HT 800
6400 455 164 G.S. Micro-precision drills without oil feed Solid carbide N 4xD
6401 457 164 G.S. Micro-precision drills without oil feed Solid carbide N 7xD
6408 459 164 G.S. Micro-precision drills with oil feed Solid carbide N 8xD
6412 461 164 G.S. Micro-precision drills with oil feed Solid carbide N 15xD
6501 205 165 6537L Ratio drills with oil feed Solid carbide RT 100 R 5xD
6502 218 165 G.S. Ratio drills with oil feed Solid carbide RT 100 R 7xD
6509 228 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 15xD
6511 230 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 20xD
6512 232 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 25xD
6513 234 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 30xD
6514 235 165 G.S. Ratio drills with oil feed Solid carbide RT 100 T 40xD
7632 280 142 G.S. Countersinking insert HT 800 Solid carbide
7635 278 142 G.S. Countersinking insert HT 800 Solid carbide
7645 279 142 G.S. Countersinking insert HT 800 Solid carbide
8510 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 VA 3xD
8511 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 VA 5xD
8520 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 HF 3xD
8521 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 HF 5xD
8522 218 121 G.S. Ratio drills with oil feed Solid carbide RT 100 HF 7xD
8524 168 121 6537K Ratio drills without oil feed Solid carbide RT 100 HF 3xD
8610 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 VA 3xD
8611 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 VA 5xD
8620 187 121 6537K Ratio drills with oil feed Solid carbide RT 100 HF 3xD
8621 205 121 6537L Ratio drills with oil feed Solid carbide RT 100 HF 5xD


