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MACHINE REAMER FEATURES
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: Size : Recommended g
Series Range Grade Flute Type  Suitable Workpiece Application
: Hole Type Materials
BARSImE ; N
gY] B ZRAMEBEMT s A N .
MRU714 | 0.01MM Japanese Straight Through | General-purpose & CNC HDIE‘:/L’\%EFH
Tungsten : Ideal for CNC machining centers.
. Flute Hole materials
Carbide Rods
ZRMEMT - S . N
Ejfﬁ;'%iﬁeffiﬁ 1Y) ) BB gé’éu% BENErR - CNC ML hiigo]
MRU717 | 0.01MM P Left-Hand | Through | General-purpose . . .
Tungsten ; . . Short flute design, suitable for automatic
A Spiral Flute Hole materials, especially e
Carbide Rods . lathes and CNC machining centers.
suitable for steel
5 ZAMEmL -
@ik ; =
EIRET] RN iiikp=4e3 NN N .
MRU607 | 0.5MM European Left-Hand | Through | General-purpose ABE CNC DDIE‘:/L\%E%
Tungsten h . ; Ideal for CNC machining centers.
) Spiral Flute Hole materials, especially
Carbide Rods -
suitable for steel
MIRBEAREEERT - 2P EEETE
SR NS ES i -
g RELEZIE FY)4ERE - BEEKR - CNC ML /o9a]
Japanese FiEnEY] B B HRC<20#4&E |fER -
MRU777 | 0.0IMM | HSS-Co Rods | Left-Hand | Through | Materials not heat- | Can be used under unstable machining
(High-Speed | Spiral Flute Hole treated and with | conditions or at low to medium spindle
Steel with HRC below 20  [speeds.
Cobalt) Short flute design, suitable for automatic
lathes and CNC machining centers.

(E | BmRT] - TRERER

CHAIN
HEAOWAY

MATERIAL COMPARISON FOR MACHINE REAMERS

=R iR iR = i
Category Tungsten Carbide Cobalt-Alloyed High Speed Steel
BEEE BE B AR ERAE
Precision Excellent Shorter precision retention
EL BRSEM 5-10 15 —RREIEAM RO
Tool Life 5-10 times longer than HSS Usable on general untreated materials
HEIRE hEEE thiE R
Feed Rate Medium to high feed rate Low to medium feed rate
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MACHINE REAMER CODING STANDARDS
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Reamer Series

7

@ 7KeE
Serial Number

7

® NEME
Cutting Tool
Material

7

OF=L:- WA -
Straight Flute
/ Spiral Flute

-1 4.13

G NMIEX
Cutting
Diameter

B
Symbol
0-5 iR E 4 'E
Tungsten Carbide Straight Flute
1R
e HS5-CO / Spiral Flute
9 Hih
Other

sME Y& T]
Carbide Straight
Flute Reamer

iR IMIEER ]
HSS Spiral
Flute Reamer
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MACHINE REAMER SERIES

(7> | BMEEETIR]

B

cHAIN || SOLID CARBIDE STRAIGHT FLUTE REAMER
[MRU714 %51 [MRU714 Series]
Fig.1
w
o
Sler L 3
T+B8 1 i
L
Fig.2
a /4 ] ©
S ) ) S
, LB
- L1
L
(5531 [ Feature]
e JJ&AZE 0~+0.005mm « Cutting diameter tolerance: 0 to +0.005 mm.
« BYJRRET - —REIBEFER « Straight flute design; commonly used for general applications.
- BEBRAMIA « Suitable for through-hole machining.
s R U@ N 4%EE - 0.IMM ~ 0.01IMM & « Available in whole number sizes, as well as 0.1mm and 0.01mm
o OB EAERNS 0.005mm R~F increments.

» Custom sizes available in 0.005mm increments.

PULES AEES & fEEly==h= ES JE Fig.
D L1 B L Flutes
BHRTEME Size Range in Whole Numbers
MRU714-2 2 2 18 04 50 4 1
MRU714-3 3 3 27 0.5 60 4 2
MRU714-4 4 4 27 0.5 60 4 2
MRU714-5 5 5 30 0.5 70 6 2
MRU714-6 6 6 30 0.8 80 6 2
MRU714-7 7 7 35 0.8 80 6 2
MRU714-8 8 8 35 0.8 80 6 2
MRU714-9 9 9 40 1.0 90 6 2
MRU714-10 10 10 40 1.0 90 6 2
MRU714-11 11 11 40 1.0 90 6 2
MRU714-12 12 12 45 1.0 90 6 2
0.Imm R~f&FR Size Range in 0.Imm Increments
MRU714-1.8~1.9 1.8~19 2 18 04 50 4 1
MRU714-2.1~2.5 21~25 25 20 0.5 50 4 1
MRU714-2.6~2.9 26~29 3 20 0.5 50 4 1
MRU714-3.1~3.5 3.1~35 35 27 0.5 60 4 2
MRU714-3.6~3.9 3.6~3.9 4 27 0.5 60 4 2
MRU714-4.1~4.5 41~45 4.5 30 0.5 70 6 2
MRU714-4.6~4.9 4.6~4.9 5 30 0.5 70 6 2
MRU714-5.1~5.5 5.1~55 55 30 0.8 80 6 2
MRU714-5.6~5.9 5.6~59 6 30 0.8 80 6 2
MRU714-6.1~6.9 6.1~6.9 7 35 0.8 80 6 2
MRU714-7.1~7.9 7.1~7.9 8 35 0.8 80 6 2

04 - EEEfIUnitof Length (mm)
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MACHINE REAMER SERIES

| BRBREETIR]

CHAIN SOLID CARBIDE STRAIGHT FLUTE REAMER
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(MRU714 %51 [MRU714 Series]

Fig.1
w
o=t 1, 3
+B 1 |
L
Fig.2
QA ] §e
8 N S
LB
L1
L
PAEES LIAREd
D d
0.1lmm R~f &R Size Range in 0.Imm Increments
MRU714-8.1~8.9 8.1~8.9 9 40 1.0 90 6 2
MRU714-9.1~9.9 9.1~9.9 10 40 1.0 90 6 2
MRU714-10.1~10.9 10.1~10.9 11 40 1.0 90 6 2
MRU714-11.1~11.9 11.1~119 12 45 1.0 90 6 2
MRU714-12.1 121 12 45 1.0 90 6 2
0.0lmm R~F&R/ Size Range in 0.01mm Increments
MRU714-1.81~ 1.99 1.80~1.99 2 18 04 50 4 1
MRU714-2.01~ 2.59 2.01~2.59 2.5 20 0.5 50 4 1
MRU714-2.61~ 2.89 2.61~ 2.89 3 20 0.5 50 4 1
MRU714-2.91 ~ 2.99 291 ~299 3 27 0.5 60 4 2
MRU714-3.01 ~ 3.49 3.01 ~3.50 35 27 0.5 60 4 2
MRU714-3.51 ~ 3.99 3.51 ~3.99 4 27 0.5 60 4 2
MRU714-4.01 ~ 4.49 401~ 449 4.5 27 0.5 60 6 2
MRU714-4.51 ~ 4.99 451 ~ 499 5 30 0.5 70 6 2
MRU714-5.01 ~ 5.49 5.01~549 55 30 0.8 80 6 2
MRU714-5.51 ~ 5.99 551 ~5.99 6 30 0.8 80 6 2
MRU714-6.01 ~ 6.99 6.01 ~ 6.99 7 35 0.8 80 6 2
MRU714-7.01 ~ 7.99 7.01~7.99 8 35 0.8 80 6 2
MRU714-8.01 ~ 8.99 8.01 ~8.99 9 40 10 90 6 2
MRU714-9.01 ~ 9.99 9.01~ 9.99 10 40 1.0 90 6 2
MRU714-10.01 ~ 10.99 10.01 ~ 10.99 11 40 1.0 90 6 2
MRU714-11.01 ~ 11.99 11.01 ~ 11.99 12 40 1.0 90 6 2
MRU714-12.01 ~ 12.09 12.01 ~ 12.09 12 45 1.0 90 6 2

B5{fI Unit of Length (mm) Q5
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MACHINE REAMER SERIES
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CHAIN SOLID CARBIDE STRAIGHT SHANK MACHINE REAMER

HEAIIWAY

[MRU717 %] [MRU717 Series]

Fig.1
5 y
2 g
B 1 ‘
L
Fig.2
=
A
Qf E T
S} At
& n
L
(F5%5] [ Feature]
o JJ&AZE 0~+0.005mm « Cutting diameter tolerance: 0 to +0.005 mm.
< IZHEYIRET - BRAMBAYE - —MEBER TREEREER . Spiral flute design offers superior polishing effect; generally
gYl provides better surface roughness than straight flutes.
 BHEEAMNIA « Suitable for through-hole machining.
< JEY)4EE - BENER - CNC I L9 al A « Short flute design compatible with automatic lathes and CNC
« RIIBEAREE - 0.IMM -~ 0.01MM & machining centers.
o OB ESE 0.005mm R~ EEHIR~F « Available in whole number sizes, as well as 0.Lmm and 0.01mm
increments.

« Custom sizes available in 0.005mm increments and inch sizes.

R BUE flER TE

d 12 B Flutes 19

BYRIEM Size Range in Whole Numbers

@) MRU717-1 1 3 12 - 0.2 40 4 1
O MRU717-2 2 3 20 - 0.3 50 4 1
MRU717-3 3 3 20 30 04 60 6 2

MRU717-4 4 3 20 30 04 60 6 2

MRU717-5 5 4 25 35 0.5 65 6 2

MRU717-6 6 5 25 35 0.5 65 6 2

MRU717-7 7 6 25 40 0.5 70 6 2

MRU717-8 8 6 25 40 0.5 70 6 2

MRU717-9 9 8 25 40 0.5 70 6 2

MRU717-10 10 8 25 40 0.5 70 6 2
MRU717-11 11 10 30 45 0.5 80 6 2
MRU717-12 12 10 30 45 0.5 80 6 2

0.1mm R~f&R Size Range in 0.1mm Increments

O MRU717-1.8~2.1 18~21 3 20 - 0.3 50 4 1
O MRU717-2.2~2.6 2.2~2.6 3 20 - 0.3 60 4 1
O MRU717-2.7~2.8 2.7~28 3 20 - 0.3 60 4 1
MRU717-2.9~3.1 29~31 3 20 30 04 60 6 2
MRU717-3.2~4.1 3.2~41 3 20 30 04 60 6 2
MRU717-4.2~5.1 42~51 4 25 35 0.5 65 6 2
MRU717-5.2~5.6 51~5.6 4 25 35 0.5 65 6 2
MRU717-5.7~6.1 5.7~6.1 5 25 35 0.5 65 6 2

O EE4£E Make to oder.
06 - EEEAI Unit of Length (mm)
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MACHINE REAMER SERIES
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CHAIN SOLID CARBIDE STRAIGHT SHANK MACHINE REAMER

HEAIIWAY

[{MRU717 #%I]] [MRU717 Series]

Fig.1
>
J\o i
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+B 1 J ]
Fig.2
P
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BUE R EX TE

L2 B L Flutes 19
0.1mm R~f&fRS Size Range in 0.Imm Increments
MRU717-6.2~6.6 6.2~6.6 5 25 35 0.5 65 6 2
MRU717-6.7~7.1 6.7~7.1 6 25 40 0.5 70 6 2
MRU717-7.2~8.1 7.2~8.1 6 25 40 0.5 70 6 2
MRU717-8.2~8.6 8.2~8.6 6 25 40 0.5 70 6 2
MRU717-8.7~9.1 8.7~9.1 8 25 40 0.5 70 6 2
MRU717-9.2~10.1 9.2~10.1 8 25 40 0.5 70 6 2
MRU717-10.2~10.6 10.2~10.6 8 25 40 0.5 70 6 2
MRU717-10.7~11.1 10.7~10.9 10 30 45 0.5 80 6 2
MRU717-11.2~12.1 11.2~119 10 30 45 0.5 80 6 2
0.01lmm R~tE&R Size Range in 0.01mm Increments

MRU717-1.81 ~2.09 1.81 ~2.09 3 20 - 03 50 4 1
MRU717-2.11 ~2.89 211 ~2.89 3 20 - 03 60 4 1
MRU717-2.91 ~3.09 291 ~3.09 3 20 30 04 60 4 2
MRU717-3.11 ~4.09 3.11 ~4.09 3 20 30 04 60 6 2
MRU717-4.11 ~ 5.09 411 ~5.09 4 25 35 0.5 65 6 2
MRU717-5.11 ~5.59 511 ~5.59 4 25 35 0.5 65 6 2
MRU717-5.61 ~ 6.09 5.61 ~ 6.09 5 25 35 0.5 65 6 2
MRU717-6.11 ~ 6.59 6.11 ~ 6.59 5 25 35 0.5 65 6 2
MRU717-6.61 ~7.09 6.61 ~7.09 6 25 40 0.5 70 6 2
MRU717-7.11 ~ 8.09 7.11~8.09 6 25 40 0.5 70 6 2
MRU717-8.11 ~ 8.59 8.11 ~ 8.59 6 25 40 0.5 70 6 2
MRU717-8.61 ~ 9.09 8.61 ~9.09 8 25 40 0.5 70 6 2
MRU717-9.11 ~ 10.09 9.11 ~ 10.09 8 25 40 0.5 70 6 2
MRU717-10.11 ~ 10.59 10.11 ~ 10.59 8 25 40 0.5 70 6 2
MRU717-10.61 ~ 11.09 10.61 ~ 11.09 10 30 45 0.5 80 6 2
MRU717-11.11 ~ 12.09 1111 ~12.09 10 30 45 0.5 80 6 2

O EE4X£E Make to oder.

« R E EiI Unit of Length (mm)

07
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MACHINE REAMER SERIES
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CHAIN ULTRA-FINE GRAIN CARBIDE MACHINE REAMER

HEAIIWAY
[MRU607 %511 [MRU607 Series]

L2

L1
— ——— — ;
(F5%5] [ Feature]
« BUNSSHMOR - I L EERE - RELE « Made from European ultra-fine grain carbide on Swiss machines.
o MEAE h6 - TIEAZEHT « Shank diameter tolerance h6, edge diameter H7.
« EREYIREET - BEEAMT « Spiral flute design, ideal for through-hole machining.
R I IR 2R LiREd T BiEA THME
Spec. dl L1 L2 d2 Flutes Angle Workpiece Material
MRU607-020030 2 11 49 3 6 7°
MRU607-025030 2.5 14 57 3 6 7°
MRU607-030030 3 15 61 3 6 7°
MRU607-035035 3.5 18 70 3.5 6 7°
MRU607-040040 4 19 75 4 6 7°
MRU607-045045 4.5 21 80 4.5 6 7° ﬂ
MRU607-050050 5 23 86 5 6 7°
MRU607-055055 55 26 93 55 6 7° M
MRU607-060060 6 26 93 6 6 7°
MRU607-065065 6.5 28 101 6.5 6 7° n
MRU607-070070 7 31 109 7 6 7°
MRU607-075075 7.5 31 109 7.5 6 7° u
MRU607-080080 8 33 117 8 6 7°
MRU607-085085 8.5 33 117 8.5 6 7° n
MRU607-090090 9 36 125 9 6 7°
MRU607-095095 9.5 36 125 9.5 6 7°
MRU607-100100 10 38 133 10 6 7°
MRU607-105105 10.5 38 133 10.5 6 7°
MRU607-110110 11 41 142 11 6 7°
MRU607-115115 11.5 41 142 115 6 7°
MRU607-120120 12 44 151 12 6 7°

08 - EEE{I Unit of Length (mm)
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MACHINE REAMER SERIES
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B

CHAIN HSS-CO SPIRAL FLUTE MACHINE REAMER

HEAIIWAY

[MRU777 %] [MRU777 Series]

Fig.1
5y |
9 3
B 11 | '
L
Fig.2
25
8 = bS]
8
L2
L
(H535] [ Feature]
- MELASHSRME  KEER » Made of cobalt-containing high-speed steel for cost-effective
« JJERZ= 0~+0.005mm performance.
- EEBRAMIA « Cutting diameter tolerance: 0 to +0.005 mm.
« F)4EE - BEIER - CNC LSO %I9al A « Suitable for through-hole machining.
« RYTENHEE - 0.1MM ~ 0.01MM EE « Short flute design compatible with automatic lathes and CNC machining
« OB HEESNS 0.005mm RTEZEHIR~F centers.
 MIRBAREBR T - 2P EEERNMEMR « Available in whole number sizes, as well as 0.1mm and 0.01mm
increments.

« Custom sizes available in 0.005mm increments and inch sizes.
« Suitable for use in unstable machining conditions or at low to medium
spindle speeds.

R d IR BRRL2 H#AKRB ERL THT Fig.

EHRJEM Size Range in Whole Numbers
MRU777-1 1 3 12 - 0.2 40 4 1
MRU777-2 2 3 20 - 0.3 50 4 1
MRU777-3 3 3 20 30 0.4 60 6 2
MRU777-4 4 3 20 30 0.4 60 6 2
MRU777-5 5 4 25 35 0.5 65 6 2
MRU777-6 6 5 25 35 0.5 65 6 2
MRU777-7 7 6 25 40 0.5 70 6 2
MRU777-8 8 6 25 40 0.5 70 6 2
MRU777-9 9 8 25 40 0.5 70 6 2
MRU777-10 10 8 25 40 0.5 70 6 2
MRU777-11 11 10 30 45 0.5 80 6 2
MRU777-12 12 10 30 45 0.5 80 6 2
0.1mm R~&R Size Range in 0.Imm Increments
MRU777-1.8~2.1 1.8~2.1 3 20 - 0.3 50 4 1
MRU777-2.2~2.6 2.2~2.6 3 20 - 0.3 60 4 1
MRU777-2.7~2.8 2.7~2.8 3 20 - 0.3 60 4 1
MRU777-2.9~3.1 2.9~3.1 3 20 30 0.4 60 6 2
MRU777-3.2~4.1 3.2~4.1 3 20 30 0.4 60 6 2
MRU777-4.2~5.1 4.2~51 4 25 35 0.5 65 6 2
MRU777-5.2~5.6 5.1~5.6 4 25 35 0.5 65 6 2
MRU777-5.7~6.1 5.7~6.1 5 25 35 0.5 65 6 2

O EE4£E Make to oder. « EEEI Unitof Length(mm) Q9
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MACHINE REAMER SERIES

(7> | SRS 6598 he T] #8271

CHAIN | HSS-CO HELICAL FLUTE MACHINE REAMER
{MRU777 2511 [MRU777 Series]
Fig.1
&) %\o "o
STIEE g J e
L

PUEES =) L d JE L

BUELR ABREB ERL JHT Fig.

0.1mm R~t&RS Size Range in 0.Imm Increments
MRU777-6.2~6.6 6.2~6.6 5 25 35 0.5 65 6 2
MRU777-6.7~7.1 6.7~7.1 6 25 40 0.5 70 6 2
MRU777-7.2~8.1 7.2~8.1 6 25 40 0.5 70 6 2
MRU777-8.2~8.6 8.2~8.6 6 25 40 0.5 70 6 2
MRU777-8.7~9.1 8.7~9.1 8 25 40 0.5 70 6 2
MRU777-9.2~10.1 9.2~10.1 8 25 40 0.5 70 6 2
MRU777-10.2~10.6 10.2~10.6 8 25 40 0.5 70 6 2
MRU777-10.7~11.1 10.7~10.9 10 30 45 0.5 80 6 2
MRU777-11.2~12.1 11.2~11.9 10 30 45 0.5 80 6 2
0.01mm R~fE&[@ Size Range in 0.01mm Increments

MRU777-1.81 ~2.09 1.81~2.09 3 20 - 0.3 50 4 1
MRU777-2.11 ~2.89 2.11~2.89 3 20 - 0.3 60 4 1
MRU777-2.91 ~3.09 2.91~3.09 3 20 30 0.4 60 6 2
MRU777-3.11 ~4.09 3.11~4.09 3 20 30 0.4 60 6 2
MRU777-4.11 ~ 5.09 4.11~5.09 4 25 35 0.5 65 6 2
MRU777-5.11 ~5.59 5.11~5.59 4 25 35 0.5 65 6 2
MRU777-5.61 ~ 6.09 5.61~6.09 5 25 35 0.5 65 6 2
MRU777-6.11 ~ 6.59 6.11~6.59 5 25 35 0.5 65 6 2
MRU777-6.61 ~7.09 6.61~7.09 6 25 40 0.5 70 6 2
MRU777-7.11 ~ 8.09 7.11~8.09 6 25 40 0.5 70 6 2
MRU777-8.11 ~8.59 8.11~8.59 6 25 40 0.5 70 6 2
MRU777-8.61~9.09 8.61~9.09 8 25 40 0.5 70 6 2
MRU777-9.11 ~ 10.09 9.11~10.09 8 25 40 0.5 70 6 2
MRU777-10.11 ~ 10.59 10.11~10.59 8 25 40 0.5 70 6 2
MRU777-10.61 ~ 11.09 10.61~11.09 10 30 45 0.5 80 6 2
MRU777-11.11 ~ 12.09 11.11~12.09 10 30 45 0.5 80 6 2

O EE4XE Make to oder.

« R E E I Unit of Length (mm)
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Recommended Cutting Condition for Carbide Reamers

i ER T 251

MACHINE REAMER SERIES

9](1‘m:<énli1))|a @2 @4 26 28 210 212 214 @16 218 @20
THHE R
Machini . Stock Amount|0.05~0.10{0.05~0.10| 0.1~0.15 | 0.1~0.15 | 0.1~0.15 |0.12~0.17{0.12~0.17|0.15~0.20|0.15~0.20 | 0.15~0.25
achining Materials X
(mm/radius)
#RIRE Vc ME 4
Cutting Speed #48 Feed (mm/rev)
:”%fﬁ 9~15 m/min {0.05~0.10|0.05~0.10|0.08~0.15|0.10~0.30|0.10~0.30|0.10~0.30| 0.10~0.30| 0.2~0.4 0.2~04 | 0.3~0.6
oyed Steels
;fiiﬁifﬂ] 5~10 m/min |0.02~0.05|0.05~0.10{0.05~0.10|0.08~0.15|0.10~0.20{0.10~0.30{0.10~0.30{0.15~0.35{0.15~0.35| 0.2~04
ainless Steels
E\ﬁilron 8~15 m/min [0.05~0.10|0.05~0.10|0.08~0.15|0.10~0.20|0.10~0.30|0.10~0.30|0.10~0.30| 0.2~0.4 0.2~04 | 0.3~0.5
ﬁﬁuﬁ 15~22 m/min|0.10~0.30{0.10~0.30(0.10~0.30{0.20~0.40 | 0.20~0.40| 0.30~0.50 | 0.30~0.50| 0.30~0.50 | 0.30~0.50| 0.5~0.6
Aluminum Alloys
SEEM
Hardened Steels | 5~12 m/min |0.02~0.05 |{0.05~0.10|0.08~0.15|0.10~0.20 (0.10~0.30|0.10~0.30{0.10~0.30| 0.15~0.35| 0.1~0.35 | 0.2~0.4
(HRC30~40)
SREEM
Hardened Steels | 5~10 m/min |0.02~0.05 |[0.05~0.10|0.08~0.15|0.08~0.15|0.10~0.20|0.10~0.25| 0.1~0.25 | 0.1~0.3 0.1~0.3 | 0.1~0.35
(<HRC50)
— L — A\ 4
[—] 75 ===
=] BRI EIER
Recommended Cutting Condition for High Speed Steel Reamers
JJ4& Dia
(mm) @2~4 @4~20
EIRTEESE
THHE -
Machining Materials StockAmqunt 0.05~0.10 0.05~0.10
(mm/radius)
&?@E Vc S 4A
Cutting Speed #45 Feed (mm/rev)
EEai] .
Alloyed Steels 3~6 m/min 0.1~0.2 0.1~0.3
EN ] ’
Stainless Steels 3~4 m/min 0.1~0.2 0.1~0.3
k) )
Cast Iron 4~8 m/min 0.1~0.2 0.2~04
i 8~15 i 1~0.2 2
Co ~15m/min 0.1~0. 0.2~0.3
pper
mEE 10~20 m/min 0.1~0.2 0.2~0.3

Aluminum Alloys

RIBERAEMRABEISERARE - TRBUHSEER -
The cutting parameters need to be adjusted according to the different mechanical equipment and clamping conditions.

« RE EiI Unit of Length (mm)

11
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MACHINE REAMER SERIES

i 0 R J) B S M IR /) 1= R R EEER

Selection Guide: Carbide vs. HSS Reamers

T #5422 7] Carbide Reamers S #R4M#2 7] High Speed Steel Reamers
AR L
THmME (F81h)
Machining Materials | Hole Diameter #RRE Ve BETEES s #RIRE Ve BETRES o=y
Deviation After Speed Stock Amount "E;(%E)E Speed Stock Amount ’EHREa E%‘ZFE)E
Machining (m/min) (mm/radius) H (m/min) (mm/radius) H
#E1E IR PN
Structure Steels Widen 8~20 0.10~0.15 3.2 5~12 0.2~0.3 3.2
S L&A
Alloy Steel Widen 7~15 0.10~0.15 0.8 3~6 0.20~0.30 3.2
Fimi ol 5~15 0.10~0.15 08 3~4 0.20~0.30 08
Stainless Steels Narrow
5211 i O
Cast Iron Widen 7~15 0.10~0.15 0.8 4~8 0.20~0.30 0.8
EES ) 15~30 0.10~0.15 04 10~20 0.20~0.30 08
Aluminum Alloys Narrow
fc'@ BR 10~25 0.10~0.15 08 8~15 0.20~0.30 08
opper Widen
Bl Bk
Hardened Steels Widen 5~15 0.07~0.12 0.8 - - -
(<HRC28)
AE o
Hardened Steels Nl;rrow 5~10 0.05~0.10 0.8 - - -
(<HRC40)

MIBAKLRIEE - DMRSHRSE  KBUHIRG AR UEEEZE -

The change in hole size after processing is based on material properties and may vary depending on different cutting conditions.

« R E E I Unit of Length (mm)
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Trouble shooting

i ER T 251

MACHINE REAMER SERIES

il RE A
Problem Cause Recommended Action
Wt dhsr B R REEB A 25 = _—
Excessive runout on spindle RIS RRBA
Check reamer outer runout.
or tool holder.
?Lﬁg}gk 5] NATE=F" SF/INIFERE o
Enlargement of hole e tHISIAX ALREE
i Excessive stock allowance. Reduce the stock allowance.
lameter
TR FOREIEE - ERTHPORKRPOEEEHE - WHERTHIZSEH -
o . Ensure sufficient cutting fluid, align the workpiece and reamer properly,
Fused margin. ) ”»
and check the cutting conditions.
FRRRTIHIZE /) EIMNFERES -
Insufficient stock allowance. | Increase the allowance.
AL HE/) TIEI TS R EEEBWE SRV EERE -
Undersized Hole | Worn cutting edge. Regrind promptly or reduce margin width.
Diameter
ITHERERS  MIgWE | BEES)E . JERREVETIRE -
Thermal contraction of the | Use a reamer with appropriate cutting edge diameter and reduce the
workpiece after machining. | land width.
BiEAAERE R IR ET (ZLi8hE - AE/™EE) -
Incorrect helix angle. Redesign with left-hand helix or variable pitch.
HEE R s
AZBEEAR |y m ek HBERBE -
Poor Roundness
Chamfer angle too large. Reduce chamfer angle.
of Hole
FRERTIHIEE /) EMTREES -
Stock allowance too small. Increase the allowance.
TIAB ARG RE 44 B S A0 LT S
Welding on chamfer or peESnEs .
. Supply sufficient cutting oil.
margin.
FRBVHISEEER FRRESRLYBVHETEREHEEEAR -
Abnormal stock allowance. | Both excessive or insufficient allowance can cause poor surface finish.
PURTEIEERR [ inm s BT T) B RE BB R -
Chip clogging. Redesign flute depth and chip pocket.
THRERZE i B SRITIHIMA -
Insufficient cutting oil. Ensure adequate lubrication.
TR EE RERIAMERE -
Improper edge geometry. Check rake and relief angles.
TIABIAERN

Chamfer at hole entry is too
small.

BNEE -

Increase the chamfer size.

on Cutting Edge

Feed speed too high.

B3 g | UHIEREXRR FAELIHIZRE -
B = EEE ’ )
ﬂ'kz%;%o%mtrﬁ Cutting speed too high. Reduce speed.
Peripheral Wear | o 72 MBS - R ESR AR TIHE -
Inadequate cooling. Adjust coolant nozzle position, increase flow, or use proper coolant.
THMEXRE BHEERIME -
Workpiece too hard. Use a different reamer material.
g R PP NS FEAELDHIERE -
g?ﬁﬂéﬁéﬁi Cutting speed too high. Reduce cutting speed.
or Fusion EEREBR PEAE AR IR -

Reduce feed rate.
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M ER T 251

MACHINE REAMER SERIES

B AL B REHEBR

Trouble shooting

il FR EEiait
Problem Cause Recommended Action
TSR ZE TITTEE - B . ERENHERERRIVE - .
Built-up Edge Edge wear and heating. Promptly regrind or change reamer material.
el TELeI) tYEERE 48 B BROTIHIH -
on Cutting Edge | |hsyfficient cutting oil. Supply adequate coolant.
FRERTHIEBE A WOTREE -
Excessive stock. Reduce the stock allowance.
tBEE WER T ERERBEBERE -
Chip clogging. Redesign flute and chip clearance.
THHERZE i ESIHDE -

Insufficient cutting oil.

Ensure adequate cutting oil supply.

Reamer Breakage or

R - ERBR

Excessive spindle speed or feed rate.

PR(EEEE  EREE -
Reduce cutting speed and feed rate.

Short Tool Life

HEZE
Other causes.

Burning
JITEE RREBHE
Edge wear. Regrind promptly.
TBEEBK BOTBERE
Margin too wide. Narrow margin width.
MMEZEERHPLEERHE PEIREAENEE - S BABRER ] -
Hole misalignment or center offset. | Correct drilling alignment or use right-hand spiral reamer.
PP NS FRAELIHIERE -
Excessive cutting speed. Reduce cutting speed.
tEHEARZ i 2 EBRIHIREEREERITIHDS -
Inadequate coolant. Increase supply or choose proper fluid.
éA%_ E%ﬁ%}%ﬁﬁﬂ*ﬁ%ﬁ °
=ANAE

Select a more suitable reamer material.

B EREY] -
Change from straight flute to spiral flute.

BERRGSR - WXEE - JIWNER - THRE - REE .5
Inspect possible factors: fixturing, holder selection, runout, stock
allowance, etc.
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