R329 #BHMAIEHIHGIRIEN CHEMER ) (MIEZD)
NC Machine Reamers Right Hand Helix (End Cutting)

Designed with right helix and right cutting flutes.  GIRHEAI7)ERET °
Upward chip evacuation. BEBISEEL -
Accuracy tolerance: 0/+0.004mm. TEFEE/RZE: 0/+0.004mm °

L1

P e

VHM | Uncoated %7 @ cfstﬁﬁ)ln
Carbide | Bright 30° 21t omme

Application for reaming different steels below B DHIIR56HRCU N B @M R i858 - SRR -
56HRC, cast iron...and etc. SLFER -

The Reamers with internal coolant for stop holes BELREASLYIN T ESREREHE - H
The bottom can be perfectly processed. -

Standard Length

Dc Le L1 L d z R329
o mm mm mm h5 teeth Bright
2.95 15 33 61 3 4 L
2.96 15 33 61 3 4 °
2.97 15 33 61 3 4 °
2.98 15 33 61 3 4 °
2.99 15 33 61 3 4 o
3 15 33 61 3 4 °
3.01 15 33 61 3 4 °
3.02 15 33 61 3 4 °
3.03 15 33 61 3 4 °
3.04 15 33 61 3 4 o
3.05 15 33 61 3 4 o
3:95 19 43 5 4 4 °
3.96 19 43 75 4 4 °
3.97 19 43 75 4 4 °
3.98 19 43 75 4 4 °
3.99 19 43 75 4 4 °
4 19 43 75 4 4 °
4.01 19 43 75 4 4 °
4.02 19 43 75 4 4 o
4.03 19 43 7% 4 4 °
4.04 19 43 75 4 4 [ ]
4.05 19 43 75 4 4 °
4.95 23 52 86 5 4 °
4.96 23 52 86 5 4 o
4.97 23 52 86 5 4 °
4.98 23 52 86 5 4 °
4.99 23 52 86 5 4 o
5) 23 52 86 5 4 °
5.01 23 52 86 5 4 °
5.02 23 52 86 5 4 o
5.03 23 52 86 5 4 o
5.04 23 52 86 5 4 °
5.05 23 52 86 5 4 o
5.95 26 52 93 6 4 °
5.96 26 52 93 6 4 °
5.97 26 52 93 6 4 °
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R329 #BHMAIEHIHGIRIEN CHEMER ) (MIEZD)
NC Machine Reamers Right Hand Helix (End Cutting)

Dc Le L1 L d z R329
o mm mm mm h5 teeth Bright
5.98 26 52 93 6 4 o
5.99 26 52 93 6 4 o
6 26 52 93 6 4 °
6.01 26 52 93 6 4 °
6.02 26 52 93 6 4 o
6.03 26 52 93 6 4 °
6.04 26 52 93 6 4 °
6.05 26 52 93 6 4 °
6.95 31 68 109 8 4 [
6.96 31 68 109 8 4 o
6.97 31 68 109 8 4 °
6.98 31 68 109 8 4 °
6.99 31 68 109 8 4 °
7 31 68 109 8 4 o
7.01 31 68 109 8 4 (]
7.02 31 68 109 8 4 °
7.03 31 68 109 8 4 °
7.04 31 68 109 8 4 °
7.05 31 68 109 8 4 [ ]
7.95 33 77 117 8 4 °
7.96 33 77 117 8 4 °
7.97 33 77 117 8 4 o
7.98 33 77 117 8 4 (]
7.99 33 77 117 8 4 °
8 33 7 117 8 4 [ ]
8.01 33 77 117 8 4 °
8.02 33 77 117 8 4 o
8.03 33 7 117 8 4 °
8.04 33 77 117 8 4 °
8.05 33 77 117 8 4 °
8.95 36 80 125 10 4 o
8.96 36 80 125 10 4 °
8.97 36 80 125 10 4 °
8.98 36 80 125 10 4 o
8.99 36 80 125 10 4 o
9 36 80 125 10 4 °
9.01 36 80 125 10 4 °
9.02 36 80 125 10 4 °
9.03 36 80 125 10 4 °
9.04 36 80 125 10 4 o
9.05 36 80 125 10 4 °
9:95 38 88 133 10 4 °
9.96 38 88 133 10 4 o
9.97 38 88 133 10 4 o
9.98 38 88 133 10 4 °
9.99 38 88 133 10 4 °
10 38 88 133 10 4 °
10.01 38 88 133 10 4 o
10.02 38 88 133 10 4 [}
10.03 38 88 133 10 4 °
10.04 38 88 133 10 4 °
10.05 38 88 133 10 4 °
11.95 44 100 151 12 4 °
11.96 44 100 151 12 4 °
11.97 44 100 151 12 4 °
11.98 44 100 151 12 4 °
11.99 44 100 151 12 4 o
12 44 100 151 12 4 °
12.01 44 100 151 12 4 [ ]
12.02 44 100 151 12 4 °
12.03 44 100 151 12 4 °
12.04 44 100 151 12 4 °
12.05 44 100 151 12 4 [ ]

Please refer to page 318 for parameters.
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CHIRF
Cutting Conditions

R308 / R309 R319 R329
N O

R308

R309

R319

R329 e >

cutting speed feed per tooth cutting speed feed per tooth cutting speed feed per tooth
Ve (m/min) fz(mm) Ve (m/min) fz(mm) Ve (m/min) fz(mm)

15 0.008xDc 0.008xDc 0.008xDc

15 0.008xDc 15 0.008xDc 15 0.008xDc

12 0.006xDc 12 0.006xDc 12 0.006xDc

Hardened Steel Materials
30~38HRC
GR4 112 dened Steel 8 0.005xDc 8 0.005xDc 8 0.005xDc
38~48HRC
GRS - dened Steel 5 0.003xDc 5 0.003xDc 5 0.003xDc
Stainless Steel Materials
GR8-1 Ferritic * Martensitic 12 0.006xDc 12 0.006xDc 12 0.006xDc
M GR8-2 Austenitic 12 0.006xDc 12 0.006xDc 12 0.006xDc
GR8-3 Austenitic-ferritic 12 0.006xDc 12 0.006xDc 12 0.006xDc
Austenitic-ferritic
GRB-4 1o -t resistant 8 0.004xDc 8 0.004xDc 8 0.004xDc

0.006xDc

0.009xDc

0.009xDc

0.006xDc 0.009xDc 0.009xDc

0.006xDc

0.006xDc 0.006xDc

20 0.006xDc 20 0.006xDc 20 0.006xDc

0.006xDc 0.006xDc 0.006xDc

0.006xDc

0.006xDc 0.006xDc

15 0.006xDc 15 0.006xDc 15 0.006xDc

15 0.006xDc 15 0.006xDc 15 0.006xDc

All cutting data serve for orientation only and should be adapted individually to the technical conditions on location
1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.

5. If vibration occurs during cutting, please reduce cutting parameter.

1. FBIERBIITES ~ BESRERBRA -

2. FEEEERRIHMRREIR -

3. LU R BER EIREIVEEE - BIFNIE - F3RINLIER « BR - (ERHaERER » HIUDHIREETHEE -
4. IIRHABRIERFKAFTYIEIE » BIERIRE EEISRIZE — L HIRE -

5. UIHIDN THSUNER 2 4-HREE - BRI UDHIGREE -
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