B For Cast Iron u For Steel & Cast Iron

GH' Reamer

I:l High Efficiency Finish Cutting

GF Drill and Ream

GHL Reamer
I:l One-Shot Cutting for Material W/O Prehole

High Accuracy Cutting with 6
Unequally Spaced Cutting
Edges

Drill with 4 Special Reaming Edges
for One-Shot Cutting in Cast Iron
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Miﬁﬁ# Standard Cutting Condition

E$§ﬁ: Standard Cutting Condition

EDHIERE (m/min) ~ EDHIERE (m/min) -~
Cutting Speed 20~100 Cutting Speed 30~100
&Y (mm/rev) ~ &Y (mm/rev) _
Feed Rate 0.05~0.3 Feed Rate 0.2~0.6

PUint ‘ IT8 Grade

One-Shot Finish

POInt ‘ High Efficiency Cutting
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tNHIEBE  Cutting Speed 53m/min
) Feed Rate 0.1mm/rev
TE# Tool Dia. ¢ 12mm
#HHIM  Work Material FC
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| Superior Roughness
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Excellent Circularity
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RS forts GHI General Compeitor GHI Reamer
General Competitor
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