u For Aluminum

True Circle PCD Reamer
Manmaru Z Reamer
I:l Finish Cutting even in Discontinuous Hole

L For Aluminum

TFH prill

I:l High Efficiency Cutting

All Round Guide allows for Excellent Circularity
& 1 PCD Cutting Edge Leaves a Superior Finish

Mﬁﬁf* Standard Cutting Condition

EDHIERE (m/min) -
Cutting Speed 50~400

#Y) (mm/rev) _
Feed Rate 0.05~0.2

Point ‘ Good Guide performance
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. . Machining example
| Excellent Circularity 9 P

Cylinder head/Lifter hole
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(MR Desred Accuracy discontinuous
tNHIEE  Cutting Speed 200m/min f‘,ﬁ"ﬁ.@]“’“
#*Y Feed Rate 0.2mm/rev EHE:Rz6.3um
IE#  Tool Dia. $30mm ;;’;geﬁe
#WHIF  Work Material ACAC-T6 Hole Dia

Excellent Twist Drill with Low Resistance
Cutting Edge & High Feed Rate

Eg§ﬁ: Standard Cutting Condition

EDHIERE (m/min) -
Cutting Speed 50~250

&Y (mm/rev) 0.15DIAF
Feed Rate (Max2.0mm/rev)

Polnt High Efficiency Cutting
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Feed:15% of Drill Dia. f=1.5mm/rev (max f=2.0mm/rev)

I Hole Dia. Accuracy I Tool Life [N T ZEH] Machining example
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Y Feed Rate BFRSHR  See Figure
I/#&E  Tool Dia. $9.4mm © T3%xD 5%xD 10%xD 15%xD 20%xD
#®HI¥  Work Material | AC4C-T6 EUR:f(mm/rev) [F12,700mm/min]

Feed Rate






