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Cheng Hui Machinery Tools Factory

About Cheng Hui

Cheng Hui Machinery Tools Factory is a leading Taiwanese professional manufacturer
specializing in reamer design and production with over 50 years of expertise. Committed to
innovation and high-quality tooling, Cheng Hui has earned a solid reputation and is widely
trusted across industries including mold & die, automotive, precision parts manufacturing, and
aerospace.

We specialize in a comprehensive range of products, including Adjustable Reamers, Carbide
Reamers, HSS Machine/Chucking Reamers, Hand Reamers, and Taper Pin Reamers.

Guided by our core philosophy of FQuality First, Customer Satisfaction,| we have estab-
lished elite teams in both operations and manufacturing to ensure sustainable growth. Our
mission is to provide superior product quality and exceptional service, helping our clients
maximize operational efficiency and achieve their targets.

Driven by a spirit of excellence, Cheng Hui focuses not only on supplying advanced reaming
tools to boost productivity but also on providing efficient support and maintaining extensive
inventory. To meet unique challenges, we offer OEM services and a wide spectrum of custom
tools tailored to individual requirements.

We are actively seeking partnerships with professional distributors worldwide. We believe
this collaboration will create new opportunities and bring the same premium service quality we
provide in Taiwan to the global market.
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BEERA BRI E ARG FATNET](Adjustable Reamer) ~ ZUISTEMET] (Carbide With extensive experience in OEM/ODM collaboration with leading international cutting tool
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] 5f =X, #% JJ Adjustable Reamers

EE 4525 / Features of Adjustable Reamers

|isem

» RRRREEANERR—XRT] > AIREBESBERIRIIER

BERACE R AW ERRT]
= Within the adjustable range, one reamer can be used for multiple
sizes, eliminating the need to purchase different specifications
making it the most economical and efficient reaming solution.

#1 #%/Adjustable Reamers specification tables

WA T FLAKAE Prepared Hole

Bl

wEL

Through Deep

ki
Stop

WEETL
Ellipse

O X X X

- E——— 2E ()| 7 () | PESKON gy
Size Range of Adjustment (L)verall el ISR LS No. of Weight
ength Length Square Shank Dia. Blades
9A 5.95-6.35/(15/64 - 1/4) 91 32 2.5 33 12
8A 6.35-7.15/(1/4-9/32) 83 35 2.8 3.6 12
TA 7.15-7.95/(9/32-5/16) 91 35 3.2 4.0 4 16
6A 795-8.70/(5/16-11/32) 107 38 4.0 5.0 26
5A 8.70-9.50/(11/32-3/8) 112 38 4.0 5.0 28
4A 9.50-10.25/(3/8 -13/32) 121 38 4.0 54 36
3A 10.25-11.00/(13/32 - 7/16+) 127 38 4.5 6.0 44
2A 11.00-12.00/(7/16 - 15/32) 134 42 55 6.9 58
A 12.00-13.50/(15/32-17/32) 141 42 55 7.3 70
B 13.50-15.0/(17/32-19/32) 146 45 6.5 8.2 88
C 15.00-16.75/(19/32 - 21/32) 166 53 7.0 9.0 124
D 16.75 - 18.25 / (21/32 - 23/32) 172 56 8.0 105 170
E 18.25-19.75/(23/32 - 25/32) 178 64 9.0 11.8 224
F 19.75-21.50 / (25/32 - 27/32) 188 67 10.0 133 6 292
G 21.50-23.75/(27/32 - 15/16) 204 76 12.0 14.8 384
H 23.75-27.00/ (15/16 - 1 1/16) 230 83 13.0 16.4 518
| 27.00-30.25/(11/16 -1 3/16) 254 86 15.0 19.0 746
J 30.25-34.25/(13/16-111/32) 280 98 15.0 19.0 884
K 34.25-38.00/(111/32-11/2) 305 109 17.0 22.0 1302
L 38.00-46.00/(11/2-113/16) 356 113 21.0 27.0 2044
M 46.00-56.00/(113/16-27/32) 407 128 26.0 34.0 3480
N 56.00 - 70.00 / (2 7/32 - 2 3/4) 457 124 32,0 420 6060
0 70.00-85.00/(23/4-311/32) 509 135 38.0 51.0 9762

» BEERRTHEEEZS R BITEA / Specifications are subject to change without prior notice.

I Instructions

; T =l ’ = Maintain clockwise rotation during both feeding an
ERWTINMIE > 3 ~ RTJENEIBRH eSS » 55 lock d both feed d
SIS S R B T 748 EE o withdrawal of the reamer. Note: Counter-clockwise

rotation will cause severe damage to the cutting edges.
ﬁﬁﬂﬂ%f«ﬁ# HuMERERITRRE > Y706 - Diameter Adjustment: Please use precision measuring
BRI E A ERES TUER ©

tools to adjust the diameter.
Ké%@ﬁﬁﬁﬁmﬁﬂ NEREE

= Application: This product is designed for through-hole
applications only.

5FLINL °

s PEWIREA B8R 1:9/(EA): (FA) » JBEFR  « Tightening Torque: Apply a tightening force ratio of 1:9
B AL IEFEREY o (upper : lower) to the nuts at both ends. Do not

overtighten, as excessive force may cause the nuts to

BEDNANE  FHERRIDETRDBEERT oo o0
ER2 S DUESENEEREE o = Maintenance: When moving or replacing blades,
SAITE > FRAEYAESE » oTEEHES T, thoroughly clean the bottom of the blade slots to

e S ettt ] A _ . <y maintain accuracy.
HURSZER o (INTEEFERS > SBRUAZRTRIMNI) . Lubrication: For optimal results, use cutting oil on all
ﬂﬂiﬁm 280.05mm E0.15mm BEBESHTE  workpieces except cast iron.

s BEETNN TR RS o = Allowance: A smaller finishing allowance results in a

_ N A . superior surface finish; however, the standard removal
%ﬂm}@?ﬁﬁ% ’ :Egﬁﬁ*ﬁﬂﬂ%ﬂ tﬂ%?& \@Hj amount is 0.05mm to O15mm.
BHesEEs LHQ}Q% NN T FLAYFSEE o . B\a(‘je Rfr]p\acegnent:tlfﬁvem a s'\gg‘le blaéjilisddamaﬁed,
Al L = replace the entire set. Using unbalanced blades wi

%%73//\% EAE » SR EIEERE - EWEA Y] compromise the reamer's stability and accuracy:.

AlSH > ﬂﬁﬁﬁu/u@%giﬁiﬂﬁfﬁﬁﬁﬂb ° = Machine Use: When using the tool on a machine, reduce
the spindle speed and apply ample cutting oil.
Additionally, ensure that both the machine spindle and

the tool are properly aligned to minimize runout.

12 8Y 7] 78 =0 #% 7] Adjustable Pilot Reamers

Detachable Pilot Guide

\ -
I . \ Blades T l L |
Adjustable Reamer | |

washer

Sleeve

B AEREENNETNERT] 0 HiRFLIEE
%ﬁﬁﬁﬁﬁm&% REOR ~ IR AN /FE B B o

This adjustable reamer, equipped with a pilot guide, is designed for applications requiring precise concentric alignment of
both ends of a hole.

It is widely used in the repair and maintenance of engines, machine tools, molds, and automotive or motorcycle parts.

R Rmim ISRV DR M ER o

= . 2 KL (mm)
?ﬁgﬂz Op\era’gsn . DPG No. Overall Length
AEF NGB ~ 2R A
Enables easy and precise adjustment for optimal sizing. B 101

C
IhgE Function lé
AEEIEEA « BESEEERTINEE © -
RACHE S f 7
With its wide adjustment range, a single tool can H
perform the functions of several fixed-size reamers,
making it a highly cost-effective solution. J'

K 152
Efth In addition L 165
FIRMIRY « FIER4EE « FEHEHE RAHR M 50
BT ERRH BRI o N

This reamer matches the adjustable reamer in terms
of quality, offering the same size variety, adjustment
range, and high precision.

- BRI TR B8 ST IR & he s

- Maintain clockwise rotation during both feeding and withdrawal of the reamer.
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7k .% :%H Adjustable reamers sets (Wooden Case)

L1} IEI

MIEYIRI TR

CHENG HUI Cutting Tools for Hole Machining

5195 SIoweay 3|eIsnipy 2% N ¥y HL

AE 4B / Wooden case tables

& Rt Size / #8%&0E Expansion Range 2hES

Item No. mm / Inch Packing weight (Kgs) S [y g % sl & K
N 5 % B E R
6A-F 11PCS 7.95-21.50 5/16”-27/32” 1.73 > ﬁ 7]

6A-J 15PCS 7.95-34.25 5/16”-1 - 11/32” 5.056
6A-L 17PCS 7.95-46.00 5/167-1 - 13/16” 8.402

2A-E 6PCS 11.00-19.75 7/16"-25/32"
A-H 8PCS 12.00-27.00 15/32°-1 - 1/16”
A-K 11PCS 15/327-1-1/2”
4A-K 14PCS 9.50-38.00 3/87-1-1/2"
4A-M 16PCS 9.50-56.00 3/8"-2-7/32”

Professional Manufacturer of Various Reamers
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' f% ﬂﬂ E bE ﬁs‘a 7] /ZF:‘ Zj'J Carbide Reamers Series

SN E MR T] - E7) 3

i% ﬂﬂ ﬂiﬁ EE %‘E 7] % Z]_U Carbide Reamers Series
EIEEE IR 7] IR T] -2 TIARY [ (EEVEKRA)

WHINTFLAREE Prepared Hole

05

Solid Carbide Short Reamers . Carbide Chucking Reamers (A Type) / for Automatic lathe # o ER BER
C R M Q 430" (¢1.000mm - ¢2.895mm) § C A I]
E A :
0 s ko g
_ © e |
T D —— T 21 B . B
Ji 22 %’_.?E—T:;:_A—-——-—-——- e
— 0
L L
EER4FEL / Features of CRM Reamers
pe . 7] & X & ( +0.005
3t N b W TFLREE Prepared Hol i 1% / Reamers specification tables 0 (m/m) .
- BRSEREE] s i [FRE RPN L5505 s | "
. B S SRS ) O Hdgs , SR Rk 5 @ L B mMER s ' : = '
- \% “'EE%K]UEEHSS ReaTer)EDDHﬁX ) KRR Through Deep  Stop Ellipse Diameter Flute Length | Effective Length | Overall Length | Shank Diameter | Chamfer Length |Number of Flutes
A3 B M BT 5E 1015 ©
+ TR L AEEIT)(HSS Reamen) F » 1t BT (I V]e CAL.000 1100 2 ' 40 02
TRERKTLE o CA1.105 ~ 1.600 16 -
- BRRSHEMEEL TEWHEMNT - O X X X CATOD> = 2100 : 20 !
. CA2.105~2.600 - 0.3
= Most generally recommended reamer among other carbide reamers. CA2.605 ~ 2.895
= Product durability is enhanced by 5 to 10 times greater than that of : : - 3.0
conventional HSS Reamers with lasting precision. G2 V=S 100 20
. , . . CA3.105~ 3.605 60
= Precise reaming achieved than that of conventional HSS Reamers as
well as allowing faster speeds and feeds. (1/8, 9/64") 30 0.4
Al around type corresponding to the work that is wide from cast iron CA3.610~4.100
to steel. (5/327)
_ CA4.105~5.100
pe 1 7] & X # ([ +0.005
# 1% / Reamers specification tables [T Staad (m/m) . (11/647, 3/16”)
71 n & 2 = w1 (he) BAR N ® CA5.105 ~ 5.600 40
Diameter Flute Length Overall Length Shank Diameter Chamfer of length Number of Flutes (13/64”,7/32”) o
1.000 ~ 1.005 12 0.2 CA5.605~ 6.100 »
1.010 ~ 1.305 15 (15/64”) 50
1.310 ~ 1.505 16 50 25 0.3 CA6.105 ~ 6.605
1.510 ~ 2.005 18 0.4 (1/47)
2.010~2.505 20 4 CA6.610~7.100 6
2.510~2.905 30 (17/647) 25
2.910 ~3.005 ' CA7.105~8.100 60
3.010 ~ 3.505 27 60 35 0.5 (9/32”,19/64” 5/16”) 05
3.510 ~ 4.005 4.0 CA8.105 ~ 8.600 '
4.010 ~ 4.505 . 45 (21/64”) 40 10
4.510 ~5.005 20 5.0 CA 8.605~9.100
5.010 ~ 5.505 5.5 (11/327)
5.600 ~ 6.005 20 6.0 0.8 CA9.105~10.100 8.0
6.010 ~ 7.005 3 7.0 ‘ (23/647, 3/8”, 25/64”)
7.010 ~ 8.005 8.0 CA 10.105~10.600
8.010 ~9.005 9.0 (13/327)
9.010 ~ 10.005 40 %0 10.0 10 CA10.605~11.100
10.010 ~ 11.005 11.0 ' (27/647) 30 10.0
11.010~12.100 45 12.0 CA11.105~12.100 4 80 '
» AERSEPOFLBIREI7IIME » REFDEROES EBEE / Precision grinding via centers maintains the tool's concentricity and exceptional circular accuracy. (T/16°, 29/64",15/32°)

= FEEESULETHR/ Custom sizes are available upon request for both straight and spiral flute designs.
» BEMRTHEERETERTEH / Specifications are subject to change without prior notice.

» RERSHPOFLBMEDTIIMNE » REFERMESEEE / Precision grinding via centers maintains the tool's concentricity and exceptional circular accuracy.

= FESEEUCETI/ Custom sizes are available upon request for both straight and spiral flute designs.
= BERRIIEREESHIER{HEA / Specifications are subject to change without prior notice.




' f% ﬂﬂ E b %“a 7] /ZF—& Zj'J Carbide Reamers Series

IEINB IR EARIRE ) MR T] - 1E4ERY
Carbide Chucking Reamers with Straight shank - Standard Type

CCSR / (m5)
CCSRM

e
m I TFLAREE Prepared Hole

B L =i WaEFL
Through Deep Stop Ellipse

niloo
O X O X

T] 4K 7\
#/ 1% / Reamers specification tables %fezréﬁc%e( +8'005 ) (m/m) .
7 NEl1 281 wEl2 fElBER DI DAE

& ¢D
Diameter Flute Length Overall Length | ShankLength | Chamfer Length | Shank Diameter |Number of Flutes
2.900 ~ 3.105 3.0
15 61 30 4
3.110~ 3.605 05 35
3.610~4.105 19 75 32 40
4.110 ~ 4.605 21 80 25 '
4.610~5.105 23 86 50
5110~ 5.605 0.8 '
5.610~6.105 26 93 40
6.110 ~ 6.605 6.0
6.610~7.105
31 109 45
7.110 ~ 7.605
7.610~8.105
33 17 50 6
8.110 ~ 8.605
8.610~9.105 50
: : 36 125 55 1.0
9.110 ~ 9.605
9.610~10.105 38 133
10.110 ~ 10.605 10.0
10.610~11.105 41 142 60
11.110 ~ 11.605
11.610~12.100 44 151 12.0

» RERSHPOFLERETITIMNE > FREFIAROEBEEE / Precision grinding via centers maintains the tool's concentricity and exceptional circular accuracy.
= ESERBUEETH/ Custom sizes are available upon request for both straight and spiral flute designs.
" BERRTHEEEEETES1TEH / Specifications are subject to change without prior notice.

07

i% ﬂﬂ ﬂiﬁ EE %‘E 7] % Z]_U Carbide Reamers Series
ISR EREE ] MR T] | SEE | #Y8IM A

Carbide Chucking Reamers / for Hardened steel / for Difficult-to-cut Materials

CF

WA T FLAKAE Prepared Hole

BT L ki WeEFL
Through Deep Stop Ellipse

sl niloo
O X O X

e s 7)1 2 2 ( +0.005
# #% / Reamers specification tables %feré‘ﬁi“o ) (m/m) .
TE| 2EL A BAR DIE-

7)€ oD
Diameter Flute Length Overall Length Shank Diameter Chamfer of length Number of Flutes

1.00
1.01~1.50
1.51~1.60
1.61~1.80 25 60 0.3
1.81~2.00 0.4
2.01~2.50 30
2.51~2.90 35
2.91~3.00
3.01~3.50 40 0.5
3.51~4.00 40 80
4.01~4.50
4.51~5.00
5.01 ~5.50
5.51~6.00
6.01~6.50
6.51 ~7.00
7.01~7.50
7.51 ~8.00
8.01~8.50
8.51~9.00
9.01~9.50
9.51~10.00

10.01~10.50 10

10.51~11.00

11.01~11.50 65

11.51~11.99 130

12.00~12.10

15 50 2.5 0.2

70
3.0

6.0 4

50 100 0.8
8.0

60 115 10.0

12.0

» RERSEPOFLBIEI7IME » REFIEROES EEE / Precision grinding via centers maintains the tool's concentricity and exceptional circular accuracy.
= EZEREETH / Custom sizes are available upon request for both straight and spiral flute designs.
» BEMRTHREERETERTE / Specifications are subject to change without prior notice. U 8



=Rt AED i = R ) 8B J] R 5 i
= 3R i ¢ J] F 5l HSS Speed Steel Reamers Series = iR #i # ] 3 5 HSS Speed Steel Reamers Series
E 3 WHINTFLAREE Prepared Hole _I%_
[l =57 vand Reamers " R ET MR T) -SETIAR | (BB ) :
@ Spiral Chucking Reamers (Short Reamer) / for Automatic lathe B ORAL B MEA
p .Le . TR . Th h D St Ell i
g HR / (m5) #1 #& / Reamers specification tables EYErtA@tatd] rough: beep 510 Ipse g
: THE oD NEl | 2EL | @EEB | WE2 | 7% HA :
7] H RM DRy Flute Overall | Chamfer | Shank | Number © 7]
- Length | Length | Length Length | of Flutes 2 /\%\ 3 -
=) 2.900 ~ 2.955 = a
= Eitadiicntdl @) 23 e —— O X O X >
V) 3.000 ~3.105 . ] f 0
c?g 3110~3.605 | 40 75 26 s ‘?‘;
Q 3.610~4.005 %0 4 P —_— Q
% 4.010 ~4.105 30 L %
o 4110~ 4.605 85 9 e
P oo o IR SN X
& 4610-5005 | % 2 # #& / Reamers specification tables HSS-Co [RArY-{ QA (m/m) . o
= 201075105 | TE NElL BREL2 2EL QS BEEL ol 3
» 5.110~5.605 95 10 Diameter Flute Length | Effective Length | Overall Length | Shank Diameter | Chamfer Length |Number of Flutes a
5610 ~5.995
B b o) 100 HA 1.000 ~ 1.100 12 -
6.000 ~ 6.605 38 AT 1051600 - 40 0.2
_Ob19769% 105 HA 1 .605 2.1 00 : 4
7000~7105 | 55 » : : i 20 .
7110~ 7.605 110 s 205~ 2800 § :
HRSP / (m5) = 7.610~ 7.905 HA2.605~2.895 § 3.0
9 7.910~7.995 115 2 ° A 2.900 ~ 3.100
A 8.000 ~ 8.105 " HA 3.105 ~ 3.605
e 8.110 ~ 8.605 120 (1/8”, 9/64”) 30 0.4
8.610 ~8.905 HA3.610 ~4.100 355 | 30
8.910 ~8.995 65 125 (5/327)
9.000 ~ 9.605 13 45 HA 4.105 ~ 5.100
9.610~9.905 (11/64”, 3/16”) ‘o
9.910 ~ 9.995 0 130 HA 5.105 ~ 5.600 :
HWINTFLAREE Prepared Hole 10.000 ~ 10.105 » (13/64”,7/327) .
e — 10.110~ 10.605 135 HA 5.605 ~ 6.100 35
Through Deep Stop Ellipse 10.610 ~ 10.905 40 50 ( 15/64”) 50
I] I] u n 10910-11105 HA 6.105 ~ 6.605
11.110 ~ 11.605 145 15 54 (1/47)
O X X 11.610 ~ 12.105 150 58 HA 6.610 ~ 7.100 6
(m/m) 12.110~12.605 20 155 . (17/64”) 25
" 12.610 ~ 13.105 160 N
#/ #& / Reamers specification tables 62 R 7610 =100 33 | 60
nmep | ARl | 2EL | MRl | @ass 12110 ~ 14,605 ; ) 05
DianI'lger Flute Overall | Shank | Chamfer : : 90 170 18 HA 8.105 ~ 8.600
Length | Length | Length | Length 14,610~ 15.105 175 66 ) 40 70
1/8 | 40 7 23 8 (21/647)
/ 15110~16.105 95 185 19 HAS 605~ 9100
S/ 6 |4 90 35 o 16110~17.105| 100 | 190 20 70 ' '
14 >0 100 > 10 17.1 10 18.105 200 75 STUER )
5/16” 60 115 4 12 m 105 21 8 HA 9.105 ~ 10.100 8.0
oE & o - = 19.1 10 20.105 110 ;g N (23/64, 3/8", 25/64')
7)1 £ 140 20 1 ' ' 88 HA 10.105 ~ 10.600
1/2 80 160 62 16 20.110~21.105 230 )
: 120 (13/327)
9/16 9 170 62 18 21.110~22.105 235 2 90 HA 10605 ~ 11100
5/8" 95 185 70 19 22.110 ~23.105 250 95 . 64” '
/16" | 105 200 5 21 23.110~24.105| 130 255 100 (27/64") 30 45 80 10.0
3/4 ” 138 28 zz g S 0~ 95105 | 260 ” o HA11”.105~ 1”2.100 ”
13/167 | T 25110~26.105| 140 | 270 10 (T/167,29/64",15/32’)
7/8 130 250 95 2 - *For DIN 8089 e
Ug 15 /’:I 6 130 255 100 32 . %ﬁ%ﬁ%{téﬂﬁﬂl/@ﬁomjzesife available upon request for both straight and spiral flute designs. « EEFEEULETHL/ Custom sizes are available upon request for both straight and spiral lute designs. 1 []
! 140 270 102 3 " BERRIIEE R T RS TEA » BEMRTHREEREAERTEA/ Specifications are subject to change without prior notice.

Specifications are subject to change without prior notice.
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= 3k T #% J] % 51| HSS Speed Steel Reamers Series
E*ﬁﬁgﬁﬁw*ﬁmﬁﬂ - *%ﬁg! WINTFLAREE Prepared Hole

Spiral Chucking Reamers with Straight Shank Bl ®L B RER

HCSR/ (m5) Through Deep  Stop  Ellipse
HCSRM

———

# 1% / Reamers specification tables HSS-Co [RAEESA QA (m/m).
7 NEll 2EL g2 fAEB DA N

®

Diameter Flute Length Overall Length | Shank Length | Chamfer Length | Shank Diameter | Number of Flutes

HCSR 2.900 ~ 3.105 3.0
15 61 30 4

HCSR 3.110 ~ 3.605 35
HCSR 3.610 ~ 4.105 19 75 ) 0.5 i
HCSR 4.110 ~ 4.605 21 80
HCSR 4.610 ~ 5.105 23 86 3
HCSR 5.110 ~ 5.605 08 >0
HCSR 5.610 ~ 6.105 26 93 40
HCSR6.110 ~ 6.605
HCSR 6.610~ 7.105 6.0
HCSR7.110 ~ 7.605 3 109 45
HCSR 7.610 ~ 8.105 6
HCSR 8.110 ~ 8.605 33 " >0
HCSR 8.610 ~9.105 . 195 o 10 8.0
HCSR9.110 ~ 9.605
HCSR9.610 ~ 10.105
HCSR 10.110 ~ 10.605 38 133
HCSR 10.610 ~ 11.105 60 100
HCSR 11.110 ~ 11.605 4 142
HCSR 11.610 ~ 12.100 44 151 12.0

= 3k i % ) % 5! HSS Speed Steel Reamers Series

ERRRE 7] A ELT] - ZRFLANTEY

W TFLAREE Prepared Hole

Long type Chucking Reamers with Straight Shank B

HLSR / (m5)

L I=Ei8 LR
Through Deep Stop Ellipse

HLSRM

# #& / Reamers specification tables HSS-Co [T rA A
4 28 & HB1E (h6)

O

O O X

i) [

& TI#
Diameter Overall Length Flute Length Shank Diameter Number of Flutes
HLSR 3.51 ~ 3.60 110 30 3.0
HLSR 3.61~4.10 110 30 35
HLSR4.11 ~4.50 120 30 35
HLSR 4.51 ~4.99 120 30 4.0
HLSR 5.00 ~ 5.50 120 30 4.0
HLSR 5.51 ~5.99 130 30 5.0
HLSR 6.00 ~ 6.10 130 30 5.0
HLSR6.11 ~ 6.59 130 35 5.0
HLSR 6.60 ~ 7.10 140 35 6.0 6
HLSR 7.11 ~ 7.59 140 35 6.0
HLSR 7.60 ~ 7.99 150 40 6.0
HLSR 8.00 ~ 8.59 150 40 6.0
HLSR 8.60 ~ 8.99 160 40 8.0
HLSR9.00 ~9.99 160 40 8.0
HLSR 10.00 ~ 10.60 160 40 8.0
HLSR 10.61 ~ 10.99 170 45 8.0
HLSR 11.00 ~ 11.60 170 45 8.0
HLSR 11.61 ~ 12.10 170 45 10.0
HLSR 12.90 ~ 12.99 180 40 10.0
HLSR 13.00 ~ 13.10 180 40 10.0
HLSR 13.90 ~ 13.99 190 50 10.0
HLSR 14.00 ~ 14.10 190 50 10.0
HLSR 14.90 ~ 14.99 200 50 12.0
HLSR 15.00 ~ 15.10 200 50 12.0
HLSR 15.90 ~ 15.99 200 50 12.0
HLSR 16.00 ~ 16.10 200 50 12.0 8
HLSR 16.90 ~ 16.99 220 55 12.0
HLSR 17.00 ~ 17.10 220 55 12.0
HLSR 17.90 ~ 17.99 220 55 12.0
HLSR 18.00 ~ 18.10 220 55 12.0
HLSR 18.90 ~ 18.99 220 55 12.0
HLSR 19.00 ~ 19.10 220 55 12.0
HLSR 19.90 ~ 19.99 230 60 16.0
HLSR 20.00 ~ 20.10 230 60 16.0
HLSR 1/8 90 20 3.0
HLSR 5/32 110 30 35
HLSR 3/16 120 30 4.0
HLSR 1/4 130 35 5.0 6
HLSR 5/16 150 40 6.0
HLSR 3/8 160 40 8.0
HLSR 7/16 170 45 8.0
HLSR 1/2 180 45 10.0
HLSR 5/8 200 50 12.0 8
HLSR 3/4 220 55 12.0

= HEZERELETH/ Custom sizes are available upon request for both straight and spiral flute designs.
- BERRTHEERETES1TEA/ Specifications are subject to change without prior notice.
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f%_ i?E fﬁ] ﬁj'lf J] % Zj'] HSS Speed Steel Reamers Series f%_ iEE ﬂﬂ %‘5 7] % §|J HSS Speed Steel Reamers Series
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#] 1% / Reamers specification tables (m/m) . #R 1% / Reamers specification tables (m/m) .
iR INIFEE KRIFEE 7& | (mm) 2 L (mm) WE d (mm) R INFEE KRIGEE 7& [ (mm) 2K L (mm) TE WE d (mm)

Code No. Diameter of Small End Diameter of Large End Flute Length Overall Length Shank Diameter Size Diameter of Small End|Diameter of Large End| Flute Length | Overall Length | Nos.of Blades |Shank Diameter
#4/0 2.23 2.90 32 58 3.0 2.90 4.16 63 95 6 4
#3/0 2.56 3.29 35 62 4 ® 40 3.90 5.42 76 107 6 5 6
#2/0 2.89 3.68 38 70 5.0 4.90 6.56 83 115 6 6
#0 3.22 4.10 42 70 6.0 5.90 8.00 105 140 6 8
#1 3.70 4.64 45 75 7.0 6.90 9.24 17 155 6
#2 4.11 5.19 52 82 5 8.0 7.90 10.80 145 185 6 10
#3 4.64 5.85 58 90 9.0 8.90 12.00 155 195 6
#4 5.28 6.63 65 105 6 10.0 9.90 13.40 175 220 8 12
#5 6.09 1.72 78 115 7 11.0 10.80 14.30 175 220 8
#6 7.08 9.00 92 130 8 12.0 11.80 15.60 190 235 8 14
#1 8.40 10.80 115 155 9 13.0 12.80 17.00 210 255 8
#8 10.11 12.92 135 175 11 14.0 13.80 18.00 210 260 8 16
#9 12.24 15.47 155 205 13 15.0 14.80 19.20 220 270 8 18
#10 14.75 18.50 180 230 16 16.0 15.80 20.40 230 280 8
#11 17.93 22.31 210 285 19 17.0 16.80 21.50 235 290 8 20
#12 21.38 26.69 255 340 23 18.0 17.80 22.60 240 300 8
= EESEENLST/ Custom sizesare available upon requestforpoth straightanq spiral flgte degigns. L 19.0 18.80 23.80 250 310 8 2
- BERRTHEEEESTESITEA/ Specifications are subject to change without prior notice. 20.0 19.80 24.80 250 330 8
= 4.ommRBEIRE6.00mmIRE S / 4.0mm Also have Shank Dia. 6.00mm standard. |

= ESEBULETM/ Custom sizes are available upon request for both straight and spiral flute designs.
» BEERRTHEEEEB IS SITEA/ Specifications are subject to change without prior notice.
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B8 72 % 71 1 I About the reamer processing & T 2Z 71 7] 2 4Kk %F 121 Feature by blade shape of the reamer

RIBHME S BASPRRTLRIILIETL > TREEER AN IACIA » AERFLINTIE BRI TR & e AE B T B R E R VIR RSN B 7) B B FRBIRIGR o
W R ESTHERD TR BN AR EER B REWRZTE ©

During the reaming process, the peripheral cutting edges produce a burnishing effect, resulting in improved surface finish.

Areamer is a tool used for precision finishing of holes that have been pre-drilled or punched, in order to . 4 _ _ o
The following outlines the differences in performance and characteristics based on blade geometry.

achieve high accuracy hole dimensions and surface quality.

Before performing the reaming process, the following factors must be confirmed: B 7] Straight flute 2 %€ 7] Spiral flute
PO WESK REBRAE(RZE) EEAEE R IR o LEET BB ECR > AR NI EEE © -

> Required final hole diameter (tolerance) and surface roughness. This is the most standard and widely used Compared to straight flutes, a stronger burnishing effect generally
D@ wAIMBREEE type. improves surface finish.

. , HIFESAE o However, excessive burnishing may cause tool wear or built-up edge,
’ hard |55 It offers ease of re-sharpening and is more g%%;;@gggg%e% %%e%%;riace roughness.
AN P economical than spiral-fluted alternatives. ST e

» Shape and depth of the hole. Itis particularly effective for holes with interruptions such as keyways

D@ MR ERcmsE « R TH ~ YRR TIREIE %1, (ISS) (unit: um) % r%%ﬁegsﬁiygg%@ .
> M\a\chme too!, toql holding devices, cuttlng fluid, and processing limitations. LTS R~ A D F T A Available in both left-hand and right-hand helix types (right-hand
EREELMEEEHECESN TR TAEURACHYBNEHRE - B2 » FRRTIMIRAVER 1XRCE =aT L . Dz cutting).
= R W B , A , & oo =47 rh W= g Ak NE % o RT_HEQ ?L'L\% ﬁﬁ‘aﬂ’&%
BEEY EROZNIHES » BLOOOIFEE  SHEERPETHEREEDL R oER | LA | Enas = 5 Lett heli
After considering the above factors, an appropriate reamer and cutting conditions should be selected. of dimension |tolerance for holes| tolerance \
However, when aiming to achieve the most critical factor—final hole accuracy @, variations may still occur due Lé(i LXI"F H7 Hs 5 WETRAEGIREA > AR TEERE .
to the influence of items @@, and @ during operation. Above | Below vo10 | s001a | +0006 gomparﬁd;o st.ra;]ght—ﬂ#ted reamers, the surface finish is improved
.. . .. . +0. +0. .
The general characteristics and hole accuracy of reamers are described as follows. Please use this information - 3 0 0 410.002 tﬁ%}e\u@;ﬁ; u?lj%g%ﬁ?jg%fﬁgd\
. . .. . . . o e’ T /HITRER ©
to select the most suitable reamer and cutting conditions according to your working environment. , o | +0.012 | +0.018  +0.009 Although the cutting efficiency is slightly lower, itis highly effective
i e 0 0 +0.004 for soft materials.
15 2 8 i & 7] I HEUIRIRG 5 10 | ¥0.015]+0.022 | +0.012 TAEEEE 0 EIBEARR o
Recommended Cutting Condition for Carbide Reamers 0 0 +0.006 If the pre—dril.lecli hole is misaligned or curved, the reamer tends to
: 10 1g | 10018 | +0.027 +0.015 follow the existing path. —
ik —hEE R R - 520 ' dﬁﬁ%ﬁ@t l TR f2e® 0 0 +0.017
. Structural Steels | Carbon Steels | Cast Iron,Alloy Steels ardened steels Stainless Steels | Aluminum Alloys . . —

il el 55400 $45C,550C FC,FCD,SCM,SKD | (30~40HRC) | (~50HRC) SUS304 A2024,A7075 18 | 30 |10021 | +0.033 +0.017 % 9% B Right helix @_
YIBRE Cutting Speed 8~20 m/min 9~15m/min 8~15m/min 5~12m/min | 5~10m/min 5~10m/min 15~22m/min 10 %25 0 %39 :882? }L@g%j@%‘ﬁ%é@ﬁ o ’
DIk RS EhaE EiRE EiRE EiaE EiaE ErRE ERE 30 50 ' : ' Itis highly effective for machining harder materials due to it
Dia. | Removal Amount Feed Feed Feed Feed Feed Feed Feed 0 0 +0.009 llent cuttin netration
(mm) (mm/Dia) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev) +0.030 | +0.046 = +0.024 eXEe /e\ C/L\’lt INg penetration. SRS —

2 0.1~0.2 0.05~0.1 0.05~0.1 0.05~0.1 0.02~0.05 | 0.02~0.05 | 0.02~0.05 0.1~0.3 50 80 0 0 +0.011 7T§h Mﬁ,ﬁw’f\ Bgfﬁdz«% ’ l& >'§t%zlﬂfulbi 4hol
n nm rblin
4 0.1~0.2 0.05~0.1 0.08~0.15 0.05~0.1 0.05~0.1 0.05~0.1 0.05~0.1 0.1~0.3 +0.035 | +0.054 | +0.028 apS“CC;Eoer\Ecua lon desig aesitideatior bl o€
6 0.2~0.3 0.08~0.15 0.1~0.2 0.08~0.15 0.08~0.15 | 0.08~0.15 | 0.05~0.1 0.1~0.3 80 120 0 0 +0.013 T?Lﬁ%ﬂ%ﬂﬂ% s AT EEIEVER o
8 0.2~0.3 0.1~0.2 0.1~0.3 0.1~0.2 0.1~0.2 | 0.08~0.15 | 0.08~0.15 0.2~0.4 %2, (BJISHES) (unit : um) It provides a superior rect'ifying. effect compared to left-hand helix
10 0.2~0.3 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.2 0.1~0.2 0.2~0.4 KTHELER (FLIE 05~20) reamers when encountering slightly curved pre-drilled holes.
12 0.2~0.3 0.15~0.35 0.2~0.4 0.1~0.3 0.1~0.3 0.1~0.25 0.1~0.3 0.3~0.5 - - - - — -
#BHFER ] Carbide Reamers ENRIMIRT] High speed steels Reamers
14 0.2~0.3 0.15~0.35 0.2~0.4 0.1~0.3 0.1~0.3 0.1~0.25 | 0.1~0.3 0.3~0.5 . TR R
- = N . » ~ ~ = idzlkv) e YIRRE TERHRE ZHAGHE YIRIRE TERBRE ZHARFE
16 0.3-0.5 0.2-04 0.3-0.5 0.2-04 0.15-0.35 | 0.1-03 0.15-0.35 0.3:0.5 Work materials Tefnr(]ielncy Cuttin 7Epeed Stock amount Expected value Cutting Speed Stock amount Expected value
18 0.3~0.5 0.2~0.4 0.3~0.5 0.2~0.4 0.1~0.35 | 0.1~0.3 0.15~0.35 0.3~0.5 orhotes (m/min) (mm) of Surface (m/min) (mm) of Surface
roughness roughness
20 0.3~0.5 0.3~0.5 0.3~0.5 0.3~0.5 0.2~0.4 0.1~0.35 | 0.2~0.4 0.3~0.6 n
=3 - o St o = (=SS YN e L %= S akh 0 = —ﬁ%%ﬁﬁﬁﬁlﬂ SS j(
o B BRI THRIER AR R R AL I TIRE 2 ) » BRULA T RSB BR0FREE o Structural steels Widen 8~20 0.2~0.3 1255 512 0.2~0.3 12.55
Since optimal cutting conditions vary significantly based on the specific machine tool and operating environment, o
it is essential to adjust the reaming parameters accordingly for best results. CaDrEb%:il\’f;lﬂStSe%ls Wijd(en 10~20 0.2~03 535 3~10 0.2~0.3 12.55
A& SCM,SUJ 7N
LN w e \ ’ : 7~15 2~0. . ~ 2~0. .
H S S I% E ﬁlﬁl ﬁg‘z 7] I *EEWJ%M%#F Alloy steels Widen 0.2~0.3 6.3S 3~6 0.2~0.3 12.58
Recommended Cutting Conditions for HSS Reamers T 24 SK,SKD AN - - - -
9 ol e 5~15 0.2-0.3 6.35 34 0.20.3 6.35
— s e aeH BN Hase Eas ~
Work Material Cast Iron Carbon Steels Alloy Steels Stainless Steels CopperAlloy | Aluminum Alloy G ~28HRC wid 5~15 0.15~0.25 6.35 — _ —
ork Materia FCD60 S45C,550C SCM,SKD SUS304 C2600BBC | A2024,A7075 Hardened 1aen
IBIERE Cutting Speed 4~8 m/min 3~10 m/min 3~6 m/min 3~4m/min 8~15m/min 10~20 m/min steels ~40HRC Na/I’JI’\OW 5~10 0.1~0.2 6.3S _ _ _
D2 | Remowalamount | Feely® “Feed “Feed “Feed “Feed “Feed L HCIRCD . 7~15 02~0.3 635 4~8 02~0.3 635
2.0~4.0 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2 4R SUS N ~ ) B .
~20.0 0.1-0.2 0.2-0.4 0.1-0.3 0.1-0.3 0.1-0.3 0.2-0.3 0.2-0.3 Stainless steels Narrow 15 0.2-0.3 6.35 3-4 0.2-0.3 6.35
o E I BILIM THREFAMIRR MFE S R EITTE R BN TRE 28 » R TRFEMUEE 052 o 2 AAC AN N _ 5 _
,| 5 Since optimal cutting conditions vary significantly based on the specific machine tool and operating environment, Aluminum Narrow s 0.2-0.3 3.25 1E=20 0.2-03 6.35
it is essential to adjust the reaming parameters accordingly for best results. e K N 1 B
Copper Alloys Widen 10~25 0.2~0.3 6.35 8~15 0.2~0.3 6.35
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