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“———How to choose the right solid carbide reamers

/" How to choose the right solid carbide reamers "

= Shape

—= Product type

= Froduct name Size

Product category

Reamers |

Solid carbide reamer with straight shank and right helical flute
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Applicable workpiece Specification »
material range Type, basic dimensions number of tooth and grade.
=% Hole precision class . .
and shank type —® Code key, cutting paramefer, technical

information, non-standard customization
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Reamers >

Solid carbide reamers overviews C234
Ilcons information® C234
Solid carbide reamer code key » (235

Detail information of solid carbide® C238-C238
reamers

Recommended cutting parameters ¢ C239
for solid carbide reamers

Technical information for solid® C240-C242
carbide reamers

Non-standard customized solid® C242
carbide reamers
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. Sultd ‘carbide reamers overview&icons information

/ Solid carbide reamers overview _'\

3101HT

3102H7

C23T | C238

3103H7 B4-320 L0 N

Ci3g | c2am

O Very suilable O Suitabhe

Solid carbide reamers icons information

B Precision class of reamed hole @ Shank typa
- The precision class of reamed hole
H?_J  reaches HT specified in GBIT1600-1804 D | ' Staight shank
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Solid carbide reamer code key :

/[

Solid carbide reamer code key

~

Code Drascription
Code Descriphon 1 Right chip fube
- i The precision class of reamed hole
2 Straight flule iR &
3 Reamar H7 reaches HT specified in GBIT1800-
3 l.aﬂ :hq.‘a flube

shanktype
Descriplion

ﬁ m

~ Mode of cooling ‘Specification
Code Description Code |  Description

Siraight shank

i} Extamal coolant

Square siraight shank as per DINTO
Siraight shank as per DINGS35HA
Tapered shank

LT-T0 U

0850 |Diamﬂhriﬁﬂ,5mm
1 Infernal coolant
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Solid carbide reamer code key
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J101HT-0400 40 355 55 20 4 i
31¢1H?-ME¢ 45 4,00 83 22 & ¥

 3101H7-0600 so 400 83 T 6 x i

 3101H7-0850 | EE s | e T & | &
3101HT-0600 &0 s00 63 22 & %
3101HT-0650 65 500 53 22 8 %
3101H7-0700 70 630 7 25 6 *
3101HT-0750 75 630 e 25 & *
3101H7-0800 80 630 2 25 & 2

e e e . s j
3101H7-0900 a0 8.00 7 25 & %

 3101H7-0950 95 500 T 25 6 *
3101H7-1000 100 £.00 T 25 5
3101H7-1050 105 800 7 25 & *
3101H7-1100 1.0 10.00 80 28 & *
3101H7-1150 1s 10.00 80 28 & %
3101H7-1200 120 |  wmwoeo | s T 8 #
3101H7-1250 125 10.00 80 2 B

 3101H7-1300 120 1000 80 % s ”

""" 3101H7-1350 135 125 %0 Tm T e &

""" 3101H7-1400 140 125 %0 2 6 *
3101HT-1450 145 12.5 %0 e & ¥
3101H7-1500 150 125 %0 k) & %
3101H7-1550 155 12.5 %0 ) & %
3101H7-1600 160 125 %0 32 6 *
3101H7-1700 17.0 125 %0 E?) & *
3101H7-1800 180 16.00 100 % 6 %
3101H7-1900 19.0 16.00 100 3% & ¥
3101H7-2000 200 16.00 100 36 & 2

+r Recommended grade { produce according to ordery
k- Applicable material table “Mery suitable  Sultabie
Workpiece material
Carbon | Pre-hardened steel, Hardened Heat
v | T et et o[ oo | e [] |
o Q o o
e S - AT
Coda key [ 4 Cutting paramelars  » Technizal Inl'mn'n‘tiun i- Men-standard custormization foale  »
C235 cz238 C240-C242 C243

C236
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Solid carbide reamer with straight shank and straight flute

Solid carbide reamer with straight shank and straight flute ~
3102H7
3102HT7-D400 40 355 55 20 4
J102HT7-0450 45 4.00 &3 22 & 4
310zH70500 | 50 400 22 8
o - - =
3102HT7 0800 B0 500 | 6 2 | 6 b
3102H7-0650 65 500 | 6 22 6 %
3102H7-0700 70 6.30 b2 25 & %
3102H7-0750 75 6.30 e 25 & %
3102H7-0800 8.0 630 T 25 &
e peee paed e — o g
3102H7-0900 80 8.00 7 25 &
J102HT-0950 a5 &.00 7 25 & ¥
3102H7-1000 10.0 8.00 "o 25 | 6 i
3102H7-1050 105 8.00 71 25 & %
3102H7-1100 10 10.00 20 28 &
3102H7-1150 ns 10.00 &0 28 6 %
3102H7-1200 120 | o0 | 80 28 6
3102H7-1250 125 10.00 80 28 'S #
3102H7-1300 13.0 ' 10.00 a0 28 ]
..... e — S R —
3102H7-1400 140 125 %0 3z & %
3102H7-1450 145 125 20 3z & 7 £
3102H7-1500 150 125 80 32 & e E
3102H7-1560 155 125 %0 32 6 % £e
3102H7-1600 16.0 125 0 32 & # 5=
3102H7-1700 170 125 o0 32 S X E =]
3102H7-1800 18.0 16,00 100 36 & % E E
3102H7-1800 190 16.00 100 36 8 % 5 E
3102H7-2000 200 16.00 100 36 3 " TE
7r Recommended grade { produce according to order) E C
k- Applicable material table “Mery suitable  Sultabie

Workpiece material

s Au;'ﬁi'ul ~40HRC | ~50HRC | ~sorme | steel | O™ | castion | alloy oy | resitan

alloy
Qo L] Q o
=Ty — ~aiy sy
Code key L Culting paramelers  # Technical information Mon-standard customization ool »
C235 Cc238 C240-C242 c243

C237
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3103H7
3103H7T-0400 55

53

52
3103H7-0550 83
3103H7-0600 62 22
3103HT-0650 53 22
3103H7-0700 7 25
3103H7-0750 g 25
3103H7T-0800 71 25
3103H7-0850 7 25

 3103H7-0900 71 25 6 o
J103HT-0950 a5 &.00 T 25 & i
3103H7-1000 100 800 71 25 6 &
3103H7-1050 10.5 800 71 25 & %
3103HT-1100 10 10.00 80 b1} & ?
3103HT-1150 115 10.00 80 28 & #

IIIII 3 1ﬂ'$HT.1ﬂﬂ 12.0 h 10,00 a0 o -":':",ﬂ- & s

o e T g - g

""" 3103H7-1300 130 1000 80 8 8 o
g == e e T : :
3103H7-1400 140 125 90 32 & o
3103H7-1460 145 125 50 a2 & I
3103H7-1500 15.0 125 80 32 & ?
3103H7-1550 155 125 890 32 5 -,1":

---- 3103H7-1600 160 128 %0 b 6 2
31WHT 1?'1]1} . ‘I;.ﬂ - 12..5 ; 80 3.2. B .-,-'\;.
3103H7-1800 180 600 w00 | % 6 %
3103H7-1900 18.0 16.00 100 36 & &
3103H7-2000 200 16.00 100 3 &

*r Recommended grade { produce according to ordery

k- Applicable material table “Mery suitable  Sultabie

Workpiece material
Carbon | Pre-hardened steel, Hardened Heat
e | o s e | coion | 0 [V | S [ e
o o Q =]
oy T —y )
Coda key [ 4 Cutting paramelars  » Technizal Inl'mn'n‘tiun i- Men-standard custormization foale  »
C235 C239 C240-C242 C243
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Recommended cutting paraméters

3101H7 & 3102H7 % 3103H7

Cutting speed B~16m/min 10~25mimin 15-30 mimin
Diameter R:"p:mﬂ Feedrate | Allowance Rﬁﬂgﬂ Feedrate | Allwance | Fo@Md | cogmte | Alowance
{mm) {min ") (rmimi'r) {mam} (min 'y {mmir) {mim) {min "} {rmmr) {rmimi)
4 950 | 0p4~006 | 0.1-02 1600 | 0.04-0.08 0.1~02 2000 | 004-006 | 0.1-02
5 760 | 0.05~0.09 | 0.1~0.2 | 1300 | 0.05~0.08 0.1~0:2 1600 | 0.05-0.08 | 0.1~0.2
] 640 | 0p6~012 | 01-02 | 1050 | 006-012 0.1-0.2 1300 | o006~012 | 01-02
T 550 0.07-0.14 | 0.1-0:2 | 910 | 0.07-0.14 0.1=0:2 1150 0.07-0.14 | 0.1-0.2
8 480 008-016 | 0.1-02 | 800 | 008~016 | 0.1-02 1000 0.08~0.16 | 0.1-02
a 430 0.09-0.18 | 0.1-02 | 710 | 0.09~0.18 0.1~02 890 0.08~0.18 | 0.1-0.2
10 380 | o10~0.20 | 0.1-02 | 540 | 0.10~0.20 0.1~02 800 | 0.10-0.20 | 0.1-0.2
11 350 0.11-0.22 | 0.1~0.2 | 580 | 0.11~0.22 0.1~0.2 720 0.11~0.22 | 0.1~0.2
12 320 0.12~0.24 0.1~0.2 530 0.12-0.24 0.1~0:2 860 012~024 | 0.1-02
13 280 0.13-0.26 0.1~0.2 480 0.13~0.26 01~02 | 810 0.13~0.26 | 0.1~0.2
14 270 014~028 | 0.1~02 450 0.14-0.28 0.1~02 570 014~028 | 0.1-02
15 250 0.15~0.30 0.1-0.2 430 0.15~0,30 0.1~02 530 0.15-0.30 | 0.1~0.2
186 240 0.16-0.32 0.1~0.2 400 0.16~0.32 0.1-02 500 016-032 | 0.1-02
i7 225 0.18~0.34 0.1~0.2 380 0.18-0.34 0.1-0:2 470 0.16~0.34 | 0.1-0.2
18 210 | 0.20~038 0.1-0:2 3/ | 020036 0.1-0.2 440 020-036 | 0.1-02
19 200 0.22-0.38 0.1=0:2 340 0.22-0.38 0.1-02 420 0.22-0.33 | 0.1=0.2
20 190 | 024-040 | 01-02 | 320 | 0.24~0.40 0.1~02 400 024040 | 0.4-02

1.Please select the holder with high rigidity and high precision,
2.Make sure coolant supply is sufficient.
3.Please adjust culting parameters according workpiece and machine rigidity.

| Reaming Tools

Recommended cutting parameters
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—- Technical information

'"HOLEMAKING TOOLS

/ Terminology of reamer \

Cutling chamfer lenglh
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Cufting edge langih os

Reaming is the semi-finishing and finishing

of an existing hole to achieve precise size, high
surface quality, perfect roundness and cylindricity,

In order to gain precise hole in reaming

process, the reamer diameter must be defined
correctly. Therefore, it is necessary to consider
the allowance which is determined by workpiece
material and machining conditions. It is also
necessary to select the cutting conditions
correctly in addition to using high precision
reamer o achieve good surface quality.

The reaming precision is mainly determined

by diameter and radial run-out. With respect to
cutting condition, it is better o select low speed
cutting to improve machining precision, but the
upper limit should be considered carefully for
higher machining efficiency.

Cverall length

-

Cylindrigity Verticality
= v pE e -
Linearity Off-center
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Technical information -

\ Reaming Tools

/" Common problems and solutions for reaming \

Common problems Solutions

1.Reduce diameter of reamer.

2.The center of reamer is not in alignment with hole center. Adjust the
concentricily of hole and reamer.

J.Radial run-out of reamer is too large. Good radial run-out is a key to successiul

Oversized holes rearming.

4 Scratches on reamer shank

5 When using bushing and bushing, ensure shank is clean.

&.5elect a suitable coolant.

T Adjust cutting parameters.

1.Increase diameter of reamer.

2 Reduce rotating speed,

3. Reduce the margin width.

4 Excessive lool abrasion, pleasa conduct cutting after regrinding.

5 Thermal expansion coefficient of workpiecs is too large. Please keep & cooled
anough.

Undersized holes

1.Ensure better roundness of reamer chamfer.

2 Reamer rigidity is low. Make the overhang as short as possible in conditions of
non-inference. Fé

3.Check radial run-out after clamping reamer.

4 Adjust the concentncity of hole and reamer.

5 Ensure reaming allowance equality.

Poor hole roundness and linearity

1.The hole surface roughness of entering part is bad.

2 Reduce rotating speed,

3 Ensure comect reaming allowance. The allowance being too large or too small
would result in bad surface roughness.

4 Select the reamer with [ange chip pocket to avoid chip pmming.

Sincrease clearance angle of reamer entening part.

6.Check whether thens is built-up on chamfer and margin land.

T.Increasa the rigidity of machine, holder and reamer,

B.Check out whether the type of reamer head is suitable for the workpiece.

8.Increass the margin width and land width appropriately.

T
2
&
=
£
8
L o

Poor hole surface quality

Technical information

1.in return pass, the reamer should be pulied out of hole rotating at the same
direction as before. Opposite rofation must be prohibited,

Z Reduce rotating speed.

3 Select the reamer with more lips.

4 Increase the margin width appropriately to enhance the guiding performance
and extrusion effect.

S improve reamer lubricating property by surface treatrment.

6.5elect a suitable coolant.

Hole precision is low

C241
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Technical information

/" Common problems and solutions for reaming .

Common problems Solutions

1.The guide hole is defective before reaming, for example, ineanty is not good.

2.Adjust machining allowance to avoid tool breakage caused by foo large
allowanoe.

3.0 the chip removal is obstructed, select a reamer with larger chip pocket,

4 Ensure sufficient coolant supply.

S Adjust rotating speed and feed speed appropriately.

G.Increase the ngidity of machine, holder and reamer,

T.improve the sharpness of reamer to make cutting easy and fast.

B Excessive abrasion occurs on cutting edge, which means tool life has expined.
It s recommended to change or regrind tool.

Reamer breakage, thermal damage

1.Check whether the shank hardness is enough. Too low hardness would cause

Damage on reamer shank defarmation, and too high hardness may cause breakage,
2 Check the conjunction of holder and bushing. Do not use a defective holder.

1.Enhance the hardness of reamer cutting edge.

2.Select the reamer made by advanced material,

3.Check the coglant.

4.Use surface treatment for reamer such as nitride process
5.Change the siraight flute to helical flute.

6.Check all factors affecting machining precision.

: Short tool life

1.Make sure no buit-up is on the r&qmurﬂmim&.

Scratche rf:
r s on hole surface ) oG,

A 5
&
o
2
3
=]
3y
o
a

1improve workpiece holding.
2 Check radial run-out after clamping reamer.
3. The center of reamer is not in alignment with the hole center. Adjust the

concentricity of hole and reamer.

Trumpet-shaped entry hole

UOHBULIGJUI [BUYDEL

1.The center of reamer is not in alignment with hole center, Adjust the
Oversized holes concentricity of hole and reamer.
2improve workpieca holding.

C242
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Non-standard customization for sneclal application

| -
; dg® ZCcC-CT
Company name: Bue, 358
Fax. Huanghe Southern Road, Tianyvuan Zone,
Zlmzhiou. Hunan province
TEI.:
Fax: 0731=22882721 22885420 22887878
E-MAIL. Zip code. 412007 E—mail:zcoct@zocct.com |
Hole information and workpiece material
o |
ey S o-H—H Material gradi to be processed:
Through hole Blind hale | | Grey cast iron ' |
; o [ Ductile Iron J
Siz . o=
e of processed hole | mm [ Aluminum alloy Tensile s:rmgﬂﬂ"'— |H,|'mmz
Tolerance of processed holo= ] [ Silicon Aluminum Alloy i < 10% =
Depth of processed hole= | | mm ‘ e e L "E‘rdntwl_ !I:niwrlHR‘.'.Hﬁmﬂ
s 3 e a« | — i :
| Direction of cutting tools’ rotation | ||F_ R e DCON=| |
S=Fh= (e
el | T n
| mtaicn L [ ] L Ls-| |
Straight _| DAL= |
fute - - S —
(e anded| % - | Shank form |
| miaa | . w0 O]
NS Faorm HA
- g
Lead anglt: Eorms = O % PR |
' 5 | FormHB |
= |
VA b ;; '_f' Form HE
...L... e |
L1 1 . Caolant type | Coating T
a1 = Interal coolnt | [ Comted [T (-Crduysmgriunde |
¢ N | BP== |I:.xlm:utcuu1.ml| | Non-Coated Mon-Coated | | | O p
RN S S "4“"; | With flae tail hanclle DIN 1809
] [ . i
_J'{ Eld- |1r""| Shank MT :I
| Special shapes |
! |
Mote:
Order Quantity: PCs Expected delivery date.

Quotation:

Confirmation.
Date.

C243
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Men-standard customization for special application
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