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Perfect reaming in all diameters

HR 500 high-performance reamers are the optimal tooling solution for all
diameters from 2.97 to 76.00 mm.
To apply the optimally designed HR 500 high-performance reamer a range of
various HR 500 options is available.
e Solid carbide reamers up to diameter 20.00 mm
e Carbide and cermet-tipped reamers up to diameter 40.00 mm
e Carbide and cermet-tipped head reamers up to diameter 76.00 mm
e Solid carbide reamers for intermediate dimensions and stepped tools
in HR 500 Active programme



Maximum performance for all
materials

Our comprehensive HR 500 range includes reamers for
the machining of most materials. The perfect combination
of special geometries, tool material and coatings provides
optimal machining results for all reaming operations.




DE-BURRING TOOLS

Hole entries and exits
- quick, clean and fully automated

de-burring entry

cutting edges

moving into the transverse hole

de-burring exit

Guhring provides a comprehensive standard range of de-burring tools for the
finish machining of hole entry, hole exit and transverse hole exit — including
the world’s first solid carbide tools for the machine de-burring of hole entry
and exit.

Instead of a time and cost-intensive manual operation, de-burring in a fully
automated operating process reduces the machining time.



HOLDERS FOR FINISH
MACHINING

Accuracy is a matter of setting

In order to achieve the best possible results with
our precision reaming tools, they are clamped in
Guhring holders for finish machining.

¢ Quick and simple adjustment

e Axial and radial u-accurate setting

e Compensates concentricity and alignment errors
e MQL capable
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Surface Quality

Conversion ratio to DIN 47
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Example 1: Rz in Rz

When comparing the average roughness index Ra = 0.4 pm to the average
roughness R; we achieve a value of Rz = 1.6 pm.

Example 2: Rz in Ra

When comparing the average roughness Rz = 25 pm to the average roughness
index Ra we achieve a value of Ra =2 pm.

Optimal diameters of pre-drilled holes

Recommended stock

I . up to up to up to up to up to above
allowance, in mm 06 210 016 @25 @40 @40
all materials ©01-02 @02 ©02-03 003 00304 30405
Ut 554,02 @02 0.2 0.2 203 203
hardened |, 48 HRC
steel up to
s3nrc 201 @01 @01-02 @02 @02 302

Application recommendations
for Guhring reaming, countersinking and de-burring tools

Application group

Material examples

P

Steel, high-alloyed steel

Stainless steel

Grey cast iron, spher. graphite iron/malleable cast iron

Aluminium and other non-ferrous metals

Special, super and titanium alloys

I Z X2

Hardened steel and chilled cast iron




Pictograms

— — F ]
Tool material VHM HM ermet HSS HSS-E
Solid carbide  Carbide-tipped
Internal cooling
Standard 347 | 373 | | 375 | 859 | |1862| |1866| 1868 (2179 |2180
6888 |8054| |8089| 8050 |8051| (8090 8093 8094 G
to DIN to Guhring standard
Tvoe HR500 |HR500 |HR500| |HR500, |HR500| |HR500/ |HR500/ |[HR500| |HR500| |HR 500
yp S GussS| | AluS GS GTS D GussD| | AluD GD GTD
Blind hole (S) Through hole (D)
Cutting direction ® @
r-h I-h
Tolerance H7 | |+0005 Ig:ggg
! ! T
\ \ i1
Hole type i U | U
Through hole Blind hole Through and blind hole
No.of cutting edges ui{\;l
Form A B C D
Shank form DHA UCyI MK
Helix angle """ﬂ
m 8° 25° 45°
straight-fluted  right-hand helix left-hand helix
Spacing ﬂ:&/\; rl;\;] E/\E
= E EU
equal unequal extremely unequal

Re-production — even in part — is not permitted.

Possible misprints or any type of intermediate changes do not entitle to
any claims. All DIN marked products can be supplied deviating from the
catalogue dimensions as long as they correspond to the specified DIN

standard.

Printed in Germany
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Guhring KG
P.O. Box 10 02 47 - D-72423 Albstadt
Herderstrasse 50-54 - D-72458 Albstadt

Tel.: +49 74 31 17-0

Fax: +49 74 31 17-21 279

Internet: www.guehring.de

E-Mail: info@guehring.de



ORDERING OPTIONS

When ordering please always state

Guhring no. and Code no., i.e.:

“Carbide high-performance reamers,

for nom.-@ 2.97 mm” = 1675 2.970 Guhring no.

Application recommendations for Guhring reaming, countersinking and de-burring tools

. HR 500 | | HR500] ! |
‘ G ‘ ‘HHA‘ ‘ ‘ s s |
R
EU ;
— ___ Guhringno. 1685 VACCIN
P (N/mm?) ° .
M ° [
K | ]
N i
S ° [} !
H (HRC) 63 63 5
Surface finish (a) (a) E
The solid carbide HPC reamer HR 500 S Discount group 166 166 i
operates with highest cutting rates and H
produces extremely high-quality holes. H
Therefore, it often enables considerable R H7 R +0.005 !
savings in the process costs. In addition, it ]
provides very high process reliability. LU LU '
2 :
ST = & 0
e E
I2 :
I i
d1 d2 he 11 12 14 o i
Code no. [g\/}] Availability :
mm mm mm mm mm 1
2.970 2.970 4.000 68.00 40.00 12.00 4 [ '
2.500 2.980 4.000 68.00 40.00 12.00 4 [ ) \
2.990 2.990 4.000 68.00 40.00 12.00 4 a H
Code no. :

Application group Material examples

P Steel, high-alloyed steel . .

- On the following price and programme
M Stainless steel pages you will find for every tool
K Grey cast iron, spher. graphite iron/malleable cast iron | "é¢ommendations regarding suitability

= for the application groups and details of
N Aluminium and other non-ferrous metals max. tensile strength and hardness.
S Special, super and titanium alloys ® optimal suitability
: - O limited suitability

H Hardened steel and chilled cast iron unsuitable







HR 500 HIGH-PERFORMANCE REAMERS

CARBIDE REAMERS

HIGH SPEED STEEL REAMERS

TAPER REAMERS

HIGH SPEED STEEL HAND REAMERS

PILOT TOOLS

CLAMPING DEVICES

COUNTERSINKING & DE-BURRING

NAVIGATOR / TECHNICAL SECTION

PRODUCT NO. INDEX
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Special solutions

High cutting speeds and feed rates, long tool life
and tightest tolerances: Our cermet- and carbide-tipped
special reamers promise optimal values combined with
high process reliability and simple handling. Highest
surface finish quality with HPC reaming operations with
Guhring’s special reamers!



HIGH-PERFORMANCE REAMERS
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High-performance reamers

High-performance reamers
(o] " —— Sod @ o0 ooom 1ess e s
@ HR 500 * Solid '\ & 970 - 12080 1675 166 14
S carbide ' :
@ R0 e— c:ﬁ;:ge ® 3000 - 20000 1686 166 17
@ HR 500 * Solid ' &  ,970 - 12080 1676 166 17
D carbide ' :
o e —— SOl | @ oo o0 038 e 20
o Sl | @ oo o0 10w
@ e 1 ——— ool 4000 - 20000 1678 166 21
@ ey e ——— ool 4000 - 20000 1679 166 21
@ e — Carbide @ 22000 - 40.000 1680 166 22
@ v m % (O 22000 - 40000 1682 166 22
@ M i Carbide @ 22000 - 40.000 1681 166 23
@ m;snoo ; F% (O 22000 - 40000 1683 166 23
@ H(I:T5(s)0 s Semi-standard Carbide e 41,000 - 76.000 1038 166 25
@ it Semi-standard % (O 41000 - 76000 1040 166 25
@ Hgngo Semi-standard Carbide @  41.000 - 76.000 1039 166 26
(O bright (D steam tempered ~ (@nitrided @i~ @ TiAN nanoA  €B Carbo ® TN & signum

12 GUHRING



High-performance reamers

High-performance

reamers

Guhring Discount Standard
no. group  range page

Standard Type Tool illustration

Surface

High-performance reamers

E % Semi-standard tipped O 41.000 - 76.000 1041 166 26
HSK-A hydraulic chucks, extra length, for HR 500 GT
G HSK-A 63 4290 114 27
Tool sele_ction for optimal economy O <20 mm g > 20 mm
and quality - : : : : : ; : :
Solid carbide Solid carbide:Solid carbide Carbide tip- | Cermet tip-
HR 500 HR500 Guss | HR500 Alu : ped HR500 = ped HR500
1675 1676 1036 1678 1680/1038 . 1682/1040
1685 1686 1037 1679 1681/1039 . 1683/1041
Steel P upto 1200 N/mm?2 ° ° O °
Stainless steel | M (] ® (]
GG O O [ [
Cast iron K GGG 40/50 @) @) ) @) )
GGG 60/70 @) @) ) )
Aluminium N [
Ti- s Ti-Basis ) ) °
special alloys Ni-Basis ° ° °
up to 48 HRC ) ) @)
Hardened steel | H
up to 63 HRC ) )
@ optimal suitability O limited suitability
Optimal diameters of pre-drilled holes
Recommended stock allowance,
in mm up to @6 up to @10 up to @16 up to @25 up to @40 : above @40
all materials @0.1-0.2 @0.2 ©0.2-0.3 ©0.3 ©03-04  ©@04-05
up to 48 HRC @0.1-0.2 0.2 0.2 @0.2 ©0.3 ©0.3
Hardened steel H
up to 63 HRC @ 0.1 @ 0.1 @0.1-0.2 0.2 0.2 0.2
O bright Q steam tempered . nitrided .TiAlN eTiAIN nanoA @Carbo @TiN

GUHRING 13
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High-performance reamers

HR 500 ||||| HR 500 |||||
G DHA s s
EU EU
Guhring no. 1685 1675
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 S Discount group 166 166
operates with highest cutting rates and
produces extremely high-quality holes. 0.005
Therefore, it often enables considerable R H7 R o
savings in the process costs. In addition, it
provides very high process reliability. Lu
~N — e — I
o 2 I S—— E——— o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
2.970 2.970 4.000 68.00 40.00 12.00 4 [ )
2.980 2.980 4.000 68.00 40.00 12.00 4 [ )
2.990 2.990 4.000 68.00 40.00 12.00 4 ()
3.000 3.000 4.000 68.00 40.00 12.00 4 [ ) [ )
3.010 3.010 4.000 68.00 40.00 12.00 4 [ )
3.020 3.020 4.000 68.00 40.00 12.00 4 [ )
3.030 3.030 4.000 68.00 40.00 12.00 4 ()
3.500 3.500 4.000 68.00 40.00 12.00 4 [ )
3.970 3.970 4.000 68.00 40.00 12.00 4 [ )
3.980 3.980 4.000 68.00 40.00 12.00 4 o
3.990 3.990 4.000 68.00 40.00 12.00 4 [ )
4.000 4.000 4.000 68.00 40.00 12.00 4 [ ) [ )
4.010 4.010 4.000 68.00 40.00 12.00 4 [ )
4.020 4.020 4.000 68.00 40.00 12.00 4 ()
4.030 4.030 4.000 68.00 40.00 12.00 4 [ )
4.500 4.500 6.000 76.00 40.00 12.00 4 [ )
4.970 4.970 6.000 76.00 40.00 12.00 4 ()
4.980 4.980 6.000 76.00 40.00 12.00 4 [ )
4.990 4.990 6.000 76.00 40.00 12.00 4 [ )
5.000 5.000 6.000 76.00 40.00 12.00 4 [ ) [ )
5.010 5.010 6.000 76.00 40.00 12.00 4 ()
5.020 5.020 6.000 76.00 40.00 12.00 4 [ )
5.030 5.030 6.000 76.00 40.00 12.00 4 [ )
5.500 5.500 6.000 76.00 40.00 12.00 4 [ )
5.970 5.970 6.000 76.00 40.00 12.00 4 [ )
5.980 5.980 6.000 76.00 40.00 12.00 4 [ )
5.990 5.990 6.000 76.00 40.00 12.00 4 ()
6.000 6.000 6.000 76.00 40.00 12.00 4 [ ) [ )
6.010 6.010 6.000 76.00 40.00 12.00 4 [ )
6.020 6.020 6.000 76.00 40.00 12.00 4 [ )

() bright
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High-performance reamers

HR 500 ||||| HR 500 |||||
G DHA s s
EU EU
Guhring no. 1685 1675
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 S Discount group 166 166
operates with highest cutting rates and
produces extremely high-quality holes.
Therefore, it often enables considerable R H7 R +0005
savings in the process costs. In addition, it
provides very high process reliability. Lu
~N — e — I
o 2 I S—— E——— o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
6.030 6.030 6.000 76.00 40.00 12.00 4 [ )
6.500 6.500 8.000 101.00 65.00 16.00 6 [ )
7.000 7.000 8.000 101.00 65.00 16.00 6 ([ ) ()
7.500 7.500 8.000 101.00 65.00 16.00 6 [ )
7.970 7.970 8.000 101.00 65.00 16.00 6 [ )
7.980 7.980 8.000 101.00 65.00 16.00 6 [ )
7.990 7.990 8.000 101.00 65.00 16.00 6 ()
8.000 8.000 8.000 101.00 65.00 16.00 6 [ ) [ )
8.010 8.010 8.000 101.00 65.00 16.00 6 [ )
8.020 8.020 8.000 101.00 65.00 16.00 6 o
8.030 8.030 8.000 101.00 65.00 16.00 6 [ )
8.500 8.500 10.000 101.00 61.00 19.00 6 [ )
9.000 9.000 10.000 101.00 61.00 19.00 6 [ ) [ )
9.500 9.500 10.000 101.00 61.00 19.00 6 [ )
9.970 9.970 10.000 101.00 61.00 19.00 6 [ )
9.980 9.980 10.000 101.00 61.00 19.00 6 [ )
9.990 9.990 10.000 101.00 61.00 19.00 6 [ )
10.000 10.000 10.000 101.00 61.00 19.00 6 [ ) [ )
10.010 10.010 10.000 101.00 61.00 19.00 6 [ )
10.020 10.020 10.000 101.00 61.00 19.00 6 [ )
10.030 10.030 10.000 101.00 61.00 19.00 6 [ )
10.500 10.500 12.000 130.00 85.00 19.00 6 [ )
11.000 11.000 12.000 130.00 85.00 19.00 6 [ ) [ )
11.500 11.500 12.000 130.00 85.00 19.00 6 [ )
11.970 11.970 12.000 130.00 85.00 19.00 6 [ )
11.980 11.980 12.000 130.00 85.00 19.00 6 [ )
11.990 11.990 12.000 130.00 85.00 19.00 6 ()
12.000 12.000 12.000 130.00 85.00 19.00 6 [ ) [ )
12.010 12.010 12.000 130.00 85.00 19.00 6 [ )
12.020 12.020 12.000 130.00 85.00 19.00 6 [ )

() bright

Qsteam tempered . nitrided

@an © TIAIN nanoA Carbo

® TN
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High-performance reamers

HR 500 ||||| HR 500 |||||
G DHA s s
EU EU
Guhring no. 1685 1675
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 S ope- Discount group 166 166
rates with highest cutting rates and produces
extremely high-quality holes. Therefore, it
often enables considerable savings in the pro- R H7 R +0.005
cess costs. In addition, it provides very high
process reliability. Lu
0 A I — _1
o2 I S —— I °
la
12
I
d1 d2 h6 1" 12 14 o
Code no. Availability
mm mm mm mm mm
12.030 12.030 12.000 130.00 85.00 19.00 6 ()
13.000 13.000 14.000 130.00 85.00 22.00 6 [ )
14.000 14.000 14.000 130.00 85.00 22.00 6 ([ )
15.000 15.000 16.000 150.00 102.00 22.00 6 [ )
16.000 16.000 16.000 150.00 102.00 22.00 6 [ )
17.000 17.000 18.000 150.00 102.00 25.00 6 [ )
18.000 18.000 18.000 150.00 102.00 25.00 6 [ )
19.000 19.000 20.000 150.00 100.00 25.00 6 [ )
20.000 20.000 20.000 150.00 100.00 25.00 6 [ )
Q bright Osteam tempered .nitrided .TiAlN eTiAIN nanoA @ Carbo @ TiN
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High-performance reamers

HR 500 ||||| HR 500 |||||
G D"'A D D
EU EU
Guhring no. 1686 1676
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 D Discount group 166 166
operates with highest cutting rates (see
Guhringguide) and produces extremely
. : ; 0,005
high-quality holes. Therefore, it often enables R H7 R *
considerable savings in the process costs.
In addition, it provides very high process
reliability. The special coolant supply with
flutes in the shank ensures optimal chip
evacuation and reliable cooling.
8
~ - |
o o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
2.970 2.970 4.000 68.00 40.00 12.00 4 [ )
2.980 2.980 4.000 68.00 40.00 12.00 4 [ )
2.990 2.990 4.000 68.00 40.00 12.00 4 [ )
3.000 3.000 4.000 68.00 40.00 12.00 4 [ ) [ )
3.010 3.010 4.000 68.00 40.00 12.00 4 [ )
3.020 3.020 4.000 68.00 40.00 12.00 4 [ )
3.030 3.030 4.000 68.00 40.00 12.00 4 [ )
3.500 3.500 4.000 68.00 40.00 12.00 4 [ )
3.970 3.970 4.000 68.00 40.00 12.00 4 [ )
3.980 3.980 4.000 68.00 40.00 12.00 4 [ )
3.990 3.990 4.000 68.00 40.00 12.00 4 [ )
4.000 4.000 4.000 68.00 40.00 12.00 4 [ ) [ )
4.010 4.010 4.000 68.00 40.00 12.00 4 [ )
4.020 4.020 4.000 68.00 40.00 12.00 4 [ )
4.030 4.030 4.000 68.00 40.00 12.00 4 [ )
4.500 4.500 6.000 76.00 40.00 12.00 4 [ )
4.970 4.970 6.000 76.00 40.00 12.00 4 [ )
4.980 4.980 6.000 76.00 40.00 12.00 4 [ )
4.990 4.990 6.000 76.00 40.00 12.00 4 [ )
5.000 5.000 6.000 76.00 40.00 12.00 4 [ ) [ )
5.010 5.010 6.000 76.00 40.00 12.00 4 [ )
5.020 5.020 6.000 76.00 40.00 12.00 4 [ )
5.030 5.030 6.000 76.00 40.00 12.00 4 [ )
5.500 5.500 6.000 76.00 40.00 12.00 4 [ )
5.970 5.970 6.000 76.00 40.00 12.00 4 [ )
5.980 5.980 6.000 76.00 40.00 12.00 4 [ )
5.990 5.990 6.000 76.00 40.00 12.00 4 [ )
6.000 6.000 6.000 76.00 40.00 12.00 4 [ ) [ )
6.010 6.010 6.000 76.00 40.00 12.00 4 [ )
6.020 6.020 6.000 76.00 40.00 12.00 4 [ )

() bright

Qsteam tempered . nitrided

@inn © TIAIN nanoA Carbo ®TiN
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High-performance reamers

HR 500 ||||| HR 500 |||||
G D"'A D D
EU EU
Guhring no. 1686 1676
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 D ope- Discount group 166 166
rates with highest cutting rates (see Guhrin-
gguide) and produces extremely high-quality
holes. Therefore, it often enables considerable R H7 R +0.005
savings in the process costs. In addition, it
provides very high process reliability. The
special coolant supply with flutes in the shank
ensures optimal chip evacuation and reliable
cooling.
8
~ - |
o o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
6.030 6.030 6.000 76.00 40.00 12.00 4 [ )
6.500 6.500 8.000 101.00 65.00 16.00 6 [ )
7.000 7.000 8.000 101.00 65.00 16.00 6 [ ) ()
7.500 7.500 8.000 101.00 65.00 16.00 6 [ )
7.970 7.970 8.000 101.00 65.00 16.00 6 [ )
7.980 7.980 8.000 101.00 65.00 16.00 6 [ )
7.990 7.990 8.000 101.00 65.00 16.00 6 ()
8.000 8.000 8.000 101.00 65.00 16.00 6 [ ) [ )
8.010 8.010 8.000 101.00 65.00 16.00 6 [ )
8.020 8.020 8.000 101.00 65.00 16.00 6 o
8.030 8.030 8.000 101.00 65.00 16.00 6 [ )
8.500 8.500 10.000 101.00 61.00 19.00 6 [ )
9.000 9.000 10.000 101.00 61.00 19.00 6 [ ) [ )
9.500 9.500 10.000 101.00 61.00 19.00 6 [ )
9.970 9.970 10.000 101.00 61.00 19.00 6 [ )
9.980 9.980 10.000 101.00 61.00 19.00 6 [ )
9.990 9.990 10.000 101.00 61.00 19.00 6 [ )
10.000 10.000 10.000 101.00 61.00 19.00 6 [ ) [ )
10.010 10.010 10.000 101.00 61.00 19.00 6 [ )
10.020 10.020 10.000 101.00 61.00 19.00 6 [ )
10.030 10.030 10.000 101.00 61.00 19.00 6 [ )
10.500 10.500 12.000 130.00 85.00 19.00 6 [ )
11.000 11.000 12.000 130.00 85.00 19.00 6 [ ) [ )
11.500 11.500 12.000 130.00 85.00 19.00 6 [ )
11.970 11.970 12.000 130.00 85.00 19.00 6 [ )
11.980 11.980 12.000 130.00 85.00 19.00 6 [ )
11.990 11.990 12.000 130.00 85.00 19.00 6 ()
12.000 12.000 12.000 130.00 85.00 19.00 6 [ ) [ )
12.010 12.010 12.000 130.00 85.00 19.00 6 [ )
12.020 12.020 12.000 130.00 85.00 19.00 6 [ )

() bright
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Qsteam tempered . nitrided
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High-performance reamers

HR 500 ||||| HR 500 |||||
G D"'A D D
EU EU
Guhring no. 1686 1676
P (N/mm?) °
M °
K o
N
S ° °
H (HRC) 63 63
Surface finish (a) (a)
The solid carbide HPC reamer HR 500 D ope- Discount group 166 166
rates with highest cutting rates (see Guhrin-
gguide) and produces extremely high-quality
holes. Therefore, it often enables considerable R H7 R +0005
savings in the process costs. In addition, it
provides very high process reliability. The
special coolant supply with flutes in the shank
ensures optimal chip evacuation and reliable
cooling.
g
N _1
o o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
12.030 12.030 12.000 130.00 85.00 19.00 6 [ )
13.000 13.000 14.000 130.00 85.00 22.00 6 [ )
14.000 14.000 14.000 130.00 85.00 22.00 6 ([ )
15.000 15.000 16.000 150.00 102.00 22.00 6 [ )
16.000 16.000 16.000 150.00 102.00 22.00 6 [ )
17.000 17.000 18.000 150.00 102.00 25.00 6 [ )
18.000 18.000 18.000 150.00 102.00 25.00 6 [ )
19.000 19.000 20.000 150.00 100.00 25.00 6 [ )
20.000 20.000 20.000 150.00 100.00 25.00 6 [ )

() bright

Qsteam tempered . nitrided

@an @ TiAIN nanoA € Carbo

® TN
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High-performance reamers CAST

HR 500 ||||| HR 500 |||||
G DHA Guss S Guss D
EU EU
Guhring no. 1036 1037
P (N/mm?)
M
K ) °
N
S
H (HRC)
Surface finish ® ®
The HR 500 CAST reamer produces surface Discount group 166 166
qualities that until now where not possible
with multi-flute reamers. With quality casting
finishes in GG up to < Ra 1.6 can be achieved R H7 R H7
without a problem, this naturally with the same
high cutting rates. Diameter fluctuations are Lu
a thing of the past with this tool guaranteeing :
process reliability and a reduction in process
costs. Also in GGG surface qualities of < RA
1.2 are not a problem thanks to the “Signum”-
coating.
0 A I — _1
o 2 I S—— E——— o
la
12
I
d1 d2 h6 1" 12 14 o
Code no. Availability
mm mm mm mm mm
3.000 3.000 4.000 68.00 40.00 12.00 6 [ ) [ )
4.000 4.000 4.000 68.00 40.00 12.00 6 [ ) [ )
5.000 5.000 6.000 76.00 40.00 12.00 6 [ ) ()
6.000 6.000 6.000 76.00 40.00 12.00 6 [ ) [ )
7.000 7.000 8.000 101.00 65.00 16.00 8 [ ) [ )
8.000 8.000 8.000 101.00 65.00 16.00 8 [ ) [ )
9.000 9.000 10.000 101.00 61.00 19.00 8 [ ) [ )
10.000 10.000 10.000 101.00 61.00 19.00 8 [ ) [ )
11.000 11.000 12.000 130.00 85.00 19.00 8 [ ) [ )
12.000 12.000 12.000 130.00 85.00 19.00 8 [ ] ()
13.000 13.000 14.000 130.00 85.00 22.00 8 [ ) [ )
14.000 14.000 14.000 130.00 85.00 22.00 8 [ ) [ )
15.000 15.000 16.000 150.00 102.00 22.00 8 [ ) ()
16.000 16.000 16.000 150.00 102.00 22.00 8 [ ) ()
17.000 17.000 18.000 150.00 102.00 25.00 8 [ ) [ )
18.000 18.000 18.000 150.00 102.00 25.00 8 [ ) [ )
19.000 19.000 20.000 150.00 100.00 25.00 8 [ ) o
20.000 20.000 20.000 150.00 100.00 25.00 8 [ ) [ )
() bright (D steam tempered ~ (@nitrided @an © TiAIN nanoA Carbo ® TN & signum
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High-performance reamers ALU

HR 500 ||||| HR 500 |||||
G DHA AluS AluD
EU EU
Guhring no. 1678 1679
P (N/mm?)
M
K
N ° °
S
H (HRC)
Surface finish
The solid carbide HR 500 ALU high- Discount group 166 166
performance reamer operates with highest
cutting rates and produces excellent hole
qualities. Thanks to the Carbo-coating the R H7 R H7
development of built-up edges is prevented.
Subsequently, there is minimum diameter Lu
fluctuation and optimal surface quality of the :
reamed hole.
0 A I — _1
o 2 I S—— E——— o
la
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
4.000 4.000 4.000 68.00 40.00 12.00 4 [ ) [ )
5.000 5.000 6.000 76.00 40.00 12.00 4 [ ) [ )
6.000 6.000 6.000 76.00 40.00 12.00 4 [ ) [ )
7.000 7.000 8.000 101.00 65.00 16.00 6 [ ) [ )
8.000 8.000 8.000 101.00 65.00 16.00 6 [ ) [ )
10.000 10.000 10.000 101.00 61.00 19.00 6 [ ) [ )
12.000 12.000 12.000 130.00 85.00 19.00 6 [ ) ()
14.000 14.000 14.000 130.00 85.00 22.00 6 [ ) [ )
16.000 16.000 16.000 150.00 102.00 22.00 6 [ ) [ )
18.000 18.000 18.000 150.00 102.00 25.00 6 [ ] ()
20.000 20.000 20.000 150.00 100.00 25.00 6 [ ) [ )

() bright

Qsteam tempered . nitrided

@an @ TiAIN nanoA € Carbo

® TN
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High-performance reamers

HR 500 ||||| HR 500 |||||
G DHA Gs GS
EU EU
Guhring no. 1680 1682
P (N/mm?) o 1200
M °
K GG/GGG60 GGG40-50
N
S °
The carbide- or cermet-tipped HR 500 G S H (HRC) 48
produces first-class hole qualities with highest .
cutting rates. In addition, it provides a very Surface finish (a) O
high process reliability and considerably redu- Discount group 166 166
ces process costs.
Further advantages:
¢ Intermediate dimensions from & 20.1 mm ® H7 ® H7
can be supplied at short notice
e Carbide-tipped tools with “Signum”-coating }
for GG machining meeting highest demands ‘
on surface quality of hole (cutting rates see L
Guhring no. 1036/1037)
e Carbide-tipped tools with “Carbo”-coating
for the machining of aluminium (cutting rates
see Guhring no. 1678/1679)
N N s— = |
- V- E—1 T
l4
12
K
d1 d2 h6 1" 12 14 o
Code no. Availability
mm mm mm mm mm
22.000 22.000 20.000 160.00 110.00 22.00 6 [ ) [ )
24.000 24.000 25.000 180.00 124.00 22.00 6 [ ) [ )
25.000 25.000 25.000 180.00 124.00 22.00 6 [ ) ()
26.000 26.000 25.000 180.00 124.00 22.00 6 [ ) [ )
28.000 28.000 25.000 180.00 124.00 25.00 6 [ ) [ )
30.000 30.000 25.000 180.00 124.00 25.00 6 [ ) [ )
32.000 32.000 32.000 200.00 140.00 25.00 6 [ ) ()
34.000 34.000 32.000 200.00 140.00 25.00 6 [ ) [ )
36.000 36.000 32.000 200.00 140.00 25.00 8 [ ) [ )
38.000 38.000 32.000 200.00 140.00 25.00 8 [ ] ()
40.000 40.000 32.000 200.00 140.00 25.00 8 [ ) [ )
O bright Qsteam tempered .nitrided .TiAIN eTiAIN nanoA Carbo @ TiN
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High-performance reamers

HR 500 ||||| HR 500 |||||
G DHA GD GD
EU EU
Guhring no. 1681 1683
P (N/mm?) o 1200
M °
K GG/GGG60 GGG40-50
N
S °
The carbide- or cermet-tipped HR 500 G D H (HRC) 48
produces first-class hole qualities with highest .
cutting rates. In addition, it provides a very Surface finish (a) O
high process reliability and considerably redu- Discount group 166 166
ces process costs.
Further advantages:
¢ Intermediate dimensions from & 20.1 mm ® H7 ® H7
can be supplied at short notice
e Carbide-tipped tools with “Signum”-coating
for GG machining meeting highest demands
on surface quality of hole (cutting rates see
Guhring no. 1036/1037)
e Carbide-tipped tools with “Carbo”-coating
for the machining of aluminium (cutting rates
see Guhring no. 1678/1679)
° .
l4
I2
K
d1 d2 he 1" 12 14 o
Code no. Availability
mm mm mm mm mm
22.000 22.000 20.000 160.00 110.00 22.00 6 [ ) [ )
24.000 24.000 25.000 180.00 124.00 22.00 6 [ ) [ )
25.000 25.000 25.000 180.00 124.00 22.00 6 [ ) ()
26.000 26.000 25.000 180.00 124.00 22.00 6 [ ) [ )
28.000 28.000 25.000 180.00 124.00 25.00 6 [ ) [ )
30.000 30.000 25.000 180.00 124.00 25.00 6 [ ) [ )
32.000 32.000 32.000 200.00 140.00 25.00 6 [ ) ()
34.000 34.000 32.000 200.00 140.00 25.00 6 [ ) [ )
36.000 36.000 32.000 200.00 140.00 25.00 8 [ ) [ )
38.000 38.000 32.000 200.00 140.00 25.00 8 [ ] ()
40.000 40.000 32.000 200.00 140.00 25.00 8 [ ) [ )

() bright

Qsteam tempered . nitrided

@an © TIAIN nanoA Carbo

® TN
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HR 500 GT high-performance reamers
top performance above @ 40.00 mm

Also for diameters above 40.00 mm Guhring’s HR 500 technology is first choice for high-
performance reaming. Numerous intelligent solutions ensure also with large diameters
maximum cutting rates and optimal quality:

Variety for perfect machining results

The HR 500 GT tool heads are available in the semi-standard range with short delivery times in

the diameter range > 40.00 to 76.00 mm for the following material specific ranges:

e Carbide-tipped with nanoA-coating for stainless steels, GGG 60, GG, special alloys and
non-ferrous metals

e Carbide-tipped with Signum-coating for GG

e Carbide-tipped with Carbo-coating for Al machining

e Cermet-tipped for steels and GGG 40/50

In addition, we manufacture special tools to customer specific requirements on request.

Optimal cooling lubrication

Thanks to the newly developed, patent applied for, re-direction screw at the face side of
the HR 500 GT tool heads, the cooling lubricant process reliably reaches the cutting edges.
It is impossible for chips to clog up the cooling lubricant exits. Thanks to the especially

flat design of the re-direction screw the machining of blind holes is possible right up to the
base of the hole.

If necessary, the re-direction screw can be removed for the machining of blind holes.




High-performance reamers

-HA HR 500 ||||| HR 500 |||||
G GTS GTS
EU EU
Guhring no. 1038 1040
HR 500 GT as semi-standard P (N/mm?) o 1200
Straight shank ~ DIN 6535 HA tol. H6 with tang M °
for optimal holding in extra length, slender
hydraulic chuck Guhring no. 4290, but also K GG/GGG60 GGG40-50
in conventional hydraulic chucks or shrink fit N
chucks. s
Further advantages: o
e Intermediate dimensions from @ 40 mm can H (HRC) 48
be supplied at short notice .
e Carbide-tipped tools with “Signum”-coating Surface finish (a) O
for GG machining meeting highest demands Discount group 166 166
on surface quality of hole (cutting rates see
Guhring no. 1036/1037)
e Carbide-tipped tools with “Carbo”-coating for R H7 R H7
the machining of aluminium (cutting rates see
Guhring no. 1678/1679) Lu
When applying long hydraulic chucks with L
tang: Eliminate play between chuck and reamer
by rotating to stop prior to clamping.
Minimum order quantity is 2.
N e I
| - B : ©
lg
12
I
d1 d2 hé 1 12 14 o
Code no. Availability
mm mm mm mm mm
41.000 41.000 25.000 90.00 34.00 25.00 8 [ ) ()
42.000 42.000 25.000 90.00 34.00 25.00 8 [ ) [ )
44.000 44.000 25.000 90.00 34.00 25.00 8 [ ) ()
46.000 46.000 25.000 90.00 34.00 25.00 8 [ ) ()
47.000 47.000 25.000 90.00 34.00 25.00 8 [ ) [ )
48.000 48.000 25.000 90.00 34.00 25.00 8 [ ) [ )
50.000 50.000 25.000 90.00 34.00 25.00 8 [ ) ()
52.000 52.000 25.000 90.00 34.00 25.00 8 [ ) [ )
53.000 53.000 25.000 90.00 34.00 25.00 8 [ ) [ )
54.000 54.000 25.000 90.00 34.00 25.00 8 [ ] ()
56.000 56.000 25.000 90.00 34.00 25.00 8 [ ) ()
58.000 58.000 25.000 90.00 34.00 25.00 8 [ ) ([ )
59.000 59.000 32.000 95.00 35.00 25.00 8 [ ) ()
60.000 60.000 32.000 95.00 35.00 25.00 8 [ ) ()
62.000 62.000 32.000 95.00 35.00 25.00 8 [ ) [ )
64.000 64.000 32.000 95.00 35.00 25.00 8 [ ) [ )
65.000 65.000 32.000 95.00 35.00 25.00 8 ([ ) o
66.000 66.000 32.000 95.00 35.00 25.00 10 [ ) [ )
68.000 68.000 32.000 95.00 35.00 25.00 10 [ ) [ )
70.000 70.000 32.000 95.00 35.00 25.00 10 [ ] @
71.000 71.000 32.000 95.00 35.00 25.00 10 ([ ) ()
72.000 72.000 32.000 95.00 35.00 25.00 10 [ ) [ )
74.000 74.000 32.000 95.00 35.00 25.00 10 [ ) [ )
76.000 76.000 32.000 95.00 35.00 25.00 10 ([ ) ()
O bright Qsteam tempered .nitrided .TiAIN eTiAIN nanoA Carbo @ TiN
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High-performance reamers

-HA HR 500 ||||| HR 500 |||||
G GTD GTD
EU EU
Guhring no. 1039 1041
) P (N/mm? (¢ 12
HR 500 GT as semi-standard (N/ ) 00
M °
Straight shank ~ DIN 6535 HA tol. H6 with tang
for optimal holding in extra length, slender K GG/GGG60 GGG40-50
hydraulic chuck Guhring no. 4290, but also N
in conventional hydraulic chucks or shrink fit s
chucks. °
Further advantages: H (HRC) 48
¢ Intermediate dimensions from & 40 mm can .
be supplied at short notice Surface finish (a) O
o Carblde—t|pp9q tools WI‘th “S_lgnum“-coatlng Discount group 166 166
for GG machining meeting highest demands
on surface quality of hole (cutting rates see
Guhring no. 1036/1037) R H7 R H7
e Carbide-tipped tools with “Carbo”-coating for
the machining of aluminium (cutting rates see
Guhring no. 1678/1679)
When applying long hydraulic chucks with
tang: Eliminate play between chuck and reamer
by rotating to stop prior to clamping.
Minimum order quantity is 2.
N e I
| - B : ©
lg
12
I
d1 d2 h6 1" 12 14 o
Code no. Availability
mm mm mm mm mm
41.000 41.000 25.000 90.00 34.00 25.00 8 [ ) ()
42.000 42.000 25.000 90.00 34.00 25.00 8 [ ) [ )
44.000 44.000 25.000 90.00 34.00 25.00 8 [ ) ( ]
46.000 46.000 25.000 90.00 34.00 25.00 8 [ ) ()
47.000 47.000 25.000 90.00 34.00 25.00 8 [ ) [ )
48.000 48.000 25.000 90.00 34.00 25.00 8 [ ) [ )
50.000 50.000 25.000 90.00 34.00 25.00 8 [ ) ()
52.000 52.000 25.000 90.00 34.00 25.00 8 [ ) [ )
53.000 53.000 25.000 90.00 34.00 25.00 8 [ ) [ )
54.000 54.000 25.000 90.00 34.00 25.00 8 [ ] ()
56.000 56.000 25.000 90.00 34.00 25.00 8 [ ) ()
58.000 58.000 25.000 90.00 34.00 25.00 8 [ ) ([ )
59.000 59.000 32.000 95.00 35.00 25.00 8 [ ) ()
60.000 60.000 32.000 95.00 35.00 25.00 8 [ ) ()
62.000 62.000 32.000 95.00 35.00 25.00 8 [ ) [ )
64.000 64.000 32.000 95.00 35.00 25.00 8 [ ) [ )
65.000 65.000 32.000 95.00 35.00 25.00 8 ([ ) o
66.000 66.000 32.000 95.00 35.00 25.00 10 [ ) [ )
68.000 68.000 32.000 95.00 35.00 25.00 10 [ ) [ )
70.000 70.000 32.000 95.00 35.00 25.00 10 [ ] @
71.000 71.000 32.000 95.00 35.00 25.00 10 ([ ) ()
72.000 72.000 32.000 95.00 35.00 25.00 10 [ ) [ )
74.000 74.000 32.000 95.00 35.00 25.00 10 [ ) [ )
76.000 76.000 32.000 95.00 35.00 25.00 10 ([ ) ()
() bright (D steam tempered ~ (@nitrided @an @ TIAN nanoA Carbo ®TiN
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HSK-A hydraulic chucks, extra length

G
Guhring no. 4290
P (N/mm?)
M
K
N
S
H (HRC)
Surface finish
For high precision reamers HR 500 GT with tang. Discount group 114
Scope of delivery:
e incl. adjustment screw Guhring no. 4900
e incl. hexagon chuck key Guhring no. 4912
e order coolant delivery set Guhring no. 4949 separately
IZ
10 W
® ;
'Uq 'DN > HH ‘ /I\ J 2 ‘ I q} ‘Um
/ L
s SW=5
B
d3 [|fordihe| d2 d4 I 12 15 incl. SW kg A
c:de Availability
O. HSK-A | mm mm mm mm mm mm | 4900 ...
25,063 63 25 37 53 195 57 150 20,114 5.0 1.9 ( ]
25,163 63 25 37 53 295 57 250 20,114 5.0 2.7 ( }
32,063 63 32 44 53 195 61 150 20,114 5.0 2.2 o
32,163 63 32 44 53 295 61 250 20,114 5.0 3.4 ()
(O bright (@ steam tempered  (@nitrided @an @ TiAIN nanoA  €B Carbo ®TiN @ Signum
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HR 500 ACTIVE

The special programme for solid carbide HR 500 high-performance reamers

Made-to-measure HR 500 special reamers with short delivery times and
optimal price-performance ratio. Detailed information and enquiry forms can
be found in the Technical Section.



Questionnaire

HR 500 ACTIVE
Solid carbide reamers in special dimensions

[ ] Order

[ ] Inquiry |

Contact for questions

Name/customer no. if available

New customer Order no.

Street no. Town/post code
Telephone Fax
Date Signature
Quantity | Minimum order quantity 5 tools
Nom.-@ d4 Tolerance Example Example
+0,03
)
Hole @ / tol. 12| Fs D12
D12\ Fs +0,0!
or
Nom.-@ d4 upper/lower limit Example
Reamers D2 +0,00%
manufact. 0 / tol. +0,002
Blind hole
I:l o .
Sl B [ R —
/ 177777,
G I2 I with internal cooling for blind
k holes
Through hole
I:I with internal cooling o _ . /// // ///
o — 33|  ———————
8 1 S
:v:::;i(:'ut internal Iy (Y
9 0 Gl e n patent e_npplied for longitudinal
per cutting edge grooves in the shank for through
holes (with 1C)
Dimensions long version short version
Nom.-@ [mm] 11 Reach It Reach Chamfer length I, Shank-@ h6
: from - to dq I2 I2 (only blind holes) DIN 6535 d2
I:I lohgliSisie 2.950 - 4.1 68 40 - - 0.4 4
4,101 -6.1 76 40 - - 0.4 6
I:I short version 6.101 - 8.1 101 65 76 40 0.4 8
8.101 - 10.1 101 61 76 36 0.4 10
Further dimensions 10.101 - 12.1 130 85 80 35 0.5 12
on request 12.101 - 14.1 130 85 90 45 0.5 14
14.101 - 16.1 150 102 90 42 0.5 16
16.101 - 18.1 150 102 100 52 0.5 18
18.101 - 20.1 150 100 100 50 0.5 20
coating TiAIN (optimal for the Zenit (optimal for the machining  Signum (optimal for the Carbo (optimal for the
machining of steel and I:l of titanium) I:lmachining of GG/GGQG) I:lmachining of Al)
universal application)
Material steel/hardened steel/ GG/ GGG Al-wrought-cast alloys

HR 500 CAST: Delivery

I:l Delivery time appr. 5 weeks
time appr. 4 weeks

I:I special alloys/VA
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Questionnaire

HR 500 ACTIVE
Solid carbide step reamers made to measure

[ ] Order [ ] Inquiry |

Contact for questions

Name/customer no. if available New customer Order no.
Street no. Town/post code
Telephone Fax
Date Signature
Quantity | Minimum order quantity 5 tools
Hole a I tOl Example Example
— +0,02 -
or Diz | Fg| Dio |H#| | Diz (224 Do [0
Reamers nom.-d di upper/lower limit step @d3  upper/lower limit Example
+0,0I -+0,0I
» . | ) 1 )
manufact. @ / tol Diz | 8% | Do | “o%%4
cyl. step length/ Step length I3 0.1
countersink angle
Blind hole - @ with internal
o T . .
I:I © &* / @* cooling for blind
% -‘: hotes
b=}
S}
Hole and countersink
h
Through hole Stepped hole = 9
] ¢ L
= T
I:I with internal cooling W g e L [ —
3 ;
| T/
without internal Hole and countersink
cooling _— one coolant groove I3
I:I per cutting edge Io
I1
Dimensions long version short version
Nom.-@ [mm] smallest poss. It Reach 11 Reach Chamfer length I, Shank-0 h6
: from - to d4 step-0 d3 I2 I2 (only blind holes) DIN 6535 d2
I:I longjversion 2.950 - 4.1 d1x0.7 (min.02.95) | 68 40 - - 04 4
4.101 - 6.1 d1x0.7 (min.@2.95) | 76 40 - - 0.4 6
I:I short version 6.101 - 8.1 d1x0.8 101 65 76 40 0.4 8
8.101 - 10.1 d1x0.8 101 61 76 36 0.4 10
Further dimensions 10.101 -12.1 d1x0.8 130 85 80 35 0.5 12
on request 12.101 - 14.1 d1x0.8 130 85 90 45 0.5 14
14.101 - 16.1 d1x0.8 150 102 90 42 0.5 16
16.101 - 18.1 d1x0.8 150 102 100 52 0.5 18
18.101 - 20.1 d1x0.8 150 100 100 50 0.5 20
coating TiAIN (optimal for the Zenit (optimal for the machining  Signum (optimal for the Carbo (optimal for the
machining of steel and I:l of titanium) I:lmachining of GG/GGQG) I:lmachining of Al)
universal application)
Material steel/hardened steel/ GG/ GGG Al-wrought-cast alloys
I:l special alloys/VA HR 500 CAST: Delivery I:l Delivery time appr. 5 weeks
time appr. 4 weeks
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Carbide reamers

Standard F Tool illustrati Surface Guhring Discount Standard
andar orm oot flustration finish no. group range page
NC machine reamers
/100
—_— Solid
@ B carbide ) 0980 - 12050 1427 120 34
— e = Solid
@ B carbide O 3.000 - 12.000 1449 120 34
Machine reamers
-DIN| | A .
8050 : Carbide (O 5.000 - 20.000 717 120 39
DNl g .
8050 a Carbide (O 5.000 - 20.000 718 120 39
-DIN| | A .
8093 = Carbide () 1.000 20.000 1408 120 40
-DIN| | A .
8093 : Carbide © 2.000 20000 1428 120 40
s003 B Carbide (O 1000 - 20000 1409 120 40
8093 arbiae . .
DN g .
8093 e ——— Carbide @ 1800 - 20000 1429 120 40
~DIN .
8051 A e Carbide () 5000 - 40000 719 120 42
~DIN .
T e —— Carbide () 6000 - 32000 720 120 42
-DIN| | A .
8094 B Carbide () 6000 - 28000 1410 120 43
DN g .
8094 L = Carbide () 5000 - 40000 1411 120 43
Machine reamers
~DIN .
sooo| | A e —— Carbide () 4000 - 15000 674 120 44
(O bright (@ steam tempered ~ @nitrided @ian © TiAN nanoA Carbo ®TiN
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Carbide reamers

Standard Form Tool illustration - Sgrface di Guliringl Discount  Standard
finish no. group range page

Machine reamers

DN A Carbide @ 3500 - 14000 1430 120 44

8090 ’ ’

N B — Carbide () 3.000 - 16.000 1407 120 44

8090 ' )

DN el Carbide () 4000 - 14000 787 120 44

8090 ’ ’

Expanding machine reamers

@ A — == Carbide () 8000 - 18000 749 120 45

@ A a8 e— = Carbide () 8000 - 30.000 740 120 46

Stepped machine reamers

0

Shell reamers

8%';“4 - Carbide () 25000 - 55000 727 120 48

Carbide () 8000 - 25000 743 120 47

Q bright .steam tempered . nitrided .TiAlN e TiAIN nanoA Carbo @ TiN
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NC machine reamers

i

G
5w B
Guhring no. 1427 1449
P (N/mm?) ° °
@ > 3.75 mm with extremely unequal flute M o) o)
spacing
Tolerance for Guhring no. 1427: K © O
< @ 5.50 mm: 0.000/+0.004 N ° °
> @ 5.50 mm: 0.000/+0.005
S o o
H (HRC) 52 52
Surface finish O O
NC machine chucking reamers similar to DIN Discount group 120 120
8093 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks ® +0,004 ® H7
offer highest concentricity and process +0,005
reliability for the production of holes to
required tolerances.
&
o) —— <
e
12
I
d1 d2 he 1" 12 14
Code no. I{:} Availability
mm mm mm mm mm
0.980 0.980 4.000 50.00 22.00 6.00 3 [ )
0.990 0.990 4.000 50.00 22.00 6.00 3 [ )
1.000 1.000 4.000 50.00 22.00 6.00 3 [ )
1.010 1.010 4.000 50.00 22.00 6.00 3 [ )
1.020 1.020 4.000 50.00 22.00 6.00 3 [ )
1.030 1.030 4.000 50.00 22.00 9.00 3 [ )
1.480 1.480 4.000 50.00 22.00 9.00 3 [ )
1.490 1.490 4.000 50.00 22.00 9.00 3 [ )
1.500 1.500 4.000 50.00 22.00 9.00 3 [ )
1.510 1.510 4.000 50.00 22.00 9.00 3 [ ]
1.520 1.520 4.000 50.00 22.00 9.00 3 [ )
1.530 1.530 4.000 50.00 22.00 9.00 3 [ )
1.980 1.980 4.000 50.00 22.00 12.00 4 [ ]
1.990 1.990 4.000 50.00 22.00 12.00 4 [ )
2.000 2.000 4.000 50.00 22.00 12.00 4 [ )
2.010 2.010 4.000 50.00 22.00 12.00 4 [ )
2.020 2.020 4.000 50.00 22.00 12.00 4 [ )
2.030 2.030 4.000 50.00 22.00 12.00 4 [ )
2.480 2.480 4.000 60.00 32.00 16.00 4 [ )
2.490 2.490 4.000 60.00 32.00 16.00 4 [ ]
2.500 2.500 4.000 60.00 32.00 16.00 4 ([ )
2.510 2.510 4.000 60.00 32.00 16.00 4 [ )
2.520 2.520 4.000 60.00 32.00 16.00 4 [ )
2.530 2.530 4.000 60.00 32.00 16.00 4 ([ )
2.970 2.970 4.000 64.00 36.00 17.00 6 [ )
2.980 2.980 4.000 64.00 36.00 17.00 6 [ )
2.990 2.990 4.000 64.00 36.00 17.00 6 ([ )
3.000 3.000 4.000 64.00 36.00 17.00 6 [ ) [ )
3.010 3.010 4.000 64.00 36.00 17.00 6 [ )
3.020 3.020 4.000 64.00 36.00 17.00 6 [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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NC machine reamers

i

G
5w B
Guhring no. 1427 1449
P (N/mm?) ° °
@ > 3.75 mm with extremely unequal flute M o) o)
spacing
Tolerance for Guhring no. 1427: K © O
< @ 5.50 mm: 0.000/+0.004 N ° °
> @ 5.50 mm: 0.000/+0.005
S o o
H (HRC) 52 52
Surface finish O O
NC machine chucking reamers similar to DIN Discount group 120 120
8093 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks ® +0,004 ® H7
offer highest concentricity and process +0,005
reliability for the production of holes to
required tolerances.
&
o) —— <
e
12
I
d1 d2 he 1" 12 14
Code no. I{:E] Availability
mm mm mm mm mm
3.030 3.030 4.000 64.00 36.00 17.00 6 [ )
3.100 3.100 4.000 68.00 40.00 18.00 6 [ )
3.200 3.200 4.000 68.00 40.00 18.00 6 ()
3.300 3.300 4.000 68.00 40.00 18.00 6 [ )
3.400 3.400 4.000 74.00 46.00 20.00 6 [ )
3.500 3.500 4.000 74.00 46.00 20.00 6 [ )
3.600 3.600 4.000 74.00 46.00 20.00 6 ()
3.700 3.700 4.000 74.00 46.00 20.00 6 [ )
3.800 3.800 4.000 77.00 45.00 21.00 6 [ )
3.970 3.970 4.000 77.00 45.00 21.00 6 [ ]
3.980 3.980 4.000 77.00 45.00 21.00 6 [ )
3.990 3.990 4.000 77.00 45.00 21.00 6 [ )
4.000 4.000 4.000 77.00 45.00 21.00 6 [ ] ()
4.010 4.010 4.000 77.00 45.00 21.00 6 [ )
4.020 4.020 4.000 77.00 45.00 21.00 6 [ )
4.030 4.030 4.000 77.00 45.00 21.00 6 [ )
4.100 4.100 6.000 82.00 50.00 23.00 6 o
4.200 4.200 6.000 82.00 50.00 23.00 6 [ )
4.300 4.300 6.000 82.00 50.00 23.00 6 O
4.400 4.400 6.000 82.00 50.00 23.00 6 @
4.500 4.500 6.000 82.00 50.00 23.00 6 ()
4.600 4.600 6.000 82.00 50.00 23.00 6 [ )
4.700 4.700 6.000 82.00 50.00 28.00 6 [ )
4.800 4.800 6.000 93.00 59.00 26.00 6 ()
4.900 4.900 6.000 93.00 59.00 26.00 6 [ )
4.970 4.970 6.000 93.00 59.00 26.00 6 [ )
4.980 4.980 6.000 93.00 59.00 26.00 6 ([ )
4.990 4.990 6.000 93.00 59.00 26.00 6 [ )
5.000 5.000 6.000 93.00 59.00 26.00 6 [ ) [ )
5.010 5.010 6.000 93.00 59.00 26.00 6 [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Carbide reamers



slaweal apiqen

NC machine reamers

i

G
B s B s
EU EU
Guhring no. 1427 1449
P (N/mm?) ° °
@ > 3.75 mm with extremely unequal flute M o) o)
spacing
Tolerance for Guhring no. 1427: K © O
< @ 5.50 mm: 0.000/+0.004 N ° °
> @ 5.50 mm: 0.000/+0.005
S o o
H (HRC) 52 52
Surface finish O O
NC machine chucking reamers similar to DIN Discount group 120 120
8093 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks ® +0,004 ® H7
offer highest concentricity and process +0,005
reliability for the production of holes to
required tolerances.
kS
o) —— <
e
12
I
d1 d2 he 1" 12 14
Code no. I{:E] Availability
mm mm mm mm mm
5.020 5.020 6.000 93.00 59.00 26.00 6 [ )
5.030 5.030 6.000 93.00 59.00 26.00 6 [ )
5.100 5.100 6.000 93.00 59.00 26.00 6 ()
5.200 5.200 6.000 93.00 59.00 26.00 6 [ )
5.300 5.300 6.000 93.00 59.00 26.00 6 [ )
5.500 5.500 6.000 93.00 57.00 26.00 6 [ )
5.600 5.600 6.000 93.00 57.00 26.00 6 ()
5.700 5.700 6.000 93.00 57.00 26.00 6 [ )
5.800 5.800 6.000 93.00 57.00 26.00 6 [ )
5.970 5.970 6.000 93.00 57.00 26.00 6 [ )
5.980 5.980 6.000 93.00 57.00 26.00 6 [ )
5.990 5.990 6.000 93.00 57.00 26.00 6 [ )
6.000 6.000 6.000 93.00 57.00 26.00 6 [ ] ([ )
6.010 6.010 6.000 93.00 57.00 26.00 6 [ )
6.020 6.020 6.000 93.00 57.00 26.00 6 [ )
6.030 6.030 6.000 93.00 57.00 26.00 6 [ )
6.100 6.100 8.000 101.00 63.00 28.00 6 ()
6.200 6.200 8.000 101.00 63.00 28.00 6 [ )
6.300 6.300 8.000 101.00 63.00 28.00 6 [ )
6.400 6.400 8.000 101.00 63.00 28.00 6 ()
6.500 6.500 8.000 101.00 63.00 28.00 6 [ )
6.600 6.600 8.000 101.00 63.00 28.00 6 [ )
6.700 6.700 8.000 101.00 63.00 28.00 6 [ )
6.800 6.800 8.000 109.00 69.00 31.00 6 [ )
7.000 7.000 8.000 109.00 69.00 31.00 6 [ ) [ )
7.100 7.100 8.000 109.00 69.00 31.00 6 [ )
7.200 7.200 8.000 109.00 69.00 31.00 6 ()
7.400 7.400 8.000 109.00 69.00 31.00 6 [ )
7.500 7.500 8.000 109.00 69.00 31.00 6 [ )
7.700 7.700 8.000 117.00 75.00 33.00 6 [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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NC machine reamers

i

G
B s B s
EU EU
Guhring no. 1427 1449
P (N/mm?) ° °
@ > 3.75 mm with extremely unequal flute M o) o)
spacing
Tolerance for Guhring no. 1427: K © O
< @ 5.50 mm: 0.000/+0.004 N ° °
> @ 5.50 mm: 0.000/+0.005
S o o
H (HRC) 52 52
Surface finish O O
NC machine chucking reamers similar to DIN Discount group 120 120
8093 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks ® +0,004 ® H7
offer highest concentricity and process +0,005
reliability for the production of holes to
required tolerances.
kS
o) —— <
e
12
I
d1 d2 he 1" 12 14
Code no. I{:E] Availability
mm mm mm mm mm
7.800 7.800 8.000 117.00 75.00 33.00 6 [ )
7.900 7.900 8.000 117.00 75.00 33.00 6 [ )
7.970 7.970 8.000 117.00 75.00 33.00 6 ([ )
7.980 7.980 8.000 117.00 75.00 33.00 6 [ )
7.990 7.990 8.000 117.00 75.00 33.00 6 [ )
8.000 8.000 8.000 117.00 75.00 33.00 6 [ ) [ )
8.010 8.010 8.000 117.00 75.00 33.00 6 [ )
8.020 8.020 8.000 117.00 75.00 33.00 6 [ )
8.030 8.030 8.000 117.00 75.00 33.00 6 [ )
8.040 8.040 8.000 117.00 75.00 33.00 6 [ )
8.100 8.100 10.000 117.00 75.00 33.00 6 [ )
8.200 8.200 10.000 117.00 75.00 33.00 6 [ )
8.300 8.300 10.000 117.00 75.00 33.00 6 ()
8.400 8.400 10.000 117.00 75.00 33.00 6 ()
8.500 8.500 10.000 117.00 75.00 33.00 6 [ )
8.600 8.600 10.000 117.00 75.00 33.00 6 [ )
8.700 8.700 10.000 125.00 81.00 36.00 6 O
8.800 8.800 10.000 125.00 81.00 36.00 6 [ )
8.900 8.900 10.000 125.00 81.00 36.00 6 [ )
9.000 9.000 10.000 125.00 81.00 36.00 6 [ ) [ )
9.100 9.100 10.000 125.00 81.00 36.00 6 ()
9.300 9.300 10.000 125.00 81.00 36.00 6 [ )
9.500 9.500 10.000 125.00 81.00 36.00 6 [ )
9.600 9.600 10.000 125.00 81.00 36.00 6 [ )
9.700 9.700 10.000 133.00 87.00 38.00 6 [ )
9.800 9.800 10.000 133.00 87.00 38.00 6 [ )
9.900 9.900 10.000 133.00 87.00 38.00 6 [ )
9.970 9.970 10.000 133.00 87.00 38.00 6 [ )
9.980 9.980 10.000 133.00 87.00 38.00 6 [ )
9.990 9.990 10.000 133.00 87.00 38.00 6 [ )

() bright

Qsteam tempered . nitrided

@an

© TiAIN nanoA

Carbo ®TiN

37

Carbide reamers



slaweal apiqen

NC machine reamers

i

G
s w8 W
Guhring no. 1427 1449
P (N/mm?) ° °
@ > 3.75 mm with extremely unequal flute M o) o)
spacing
Tolerance for Guhring no. 1427: K © O
< @ 5.50 mm: 0.000/+0.004 N ° °
> @ 5.50 mm: 0.000/+0.005
S o o
H (HRC) 52 52
Surface finish O O
NC machine chucking reamers similar to DIN Discount group 120 120
8093 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks ® +0,004 ® H7
offer highest concentricity and process +0,005
reliability for the production of holes to
required tolerances.
kS
o) —— <
e
12
I
d1 d2 he 1" 12 14
Code no. I{:E] Availability
mm mm mm mm mm
10.000 10.000 10.000 133.00 87.00 38.00 6 [ ) [ )
10.010 10.010 10.000 133.00 87.00 38.00 6 [ )
10.020 10.020 10.000 133.00 87.00 38.00 6 [ )
10.030 10.030 10.000 133.00 87.00 38.00 6 [ )
10.040 10.040 10.000 133.00 87.00 38.00 6 [ )
10.050 10.050 10.000 133.00 87.00 38.00 6 [ )
10.100 10.100 10.000 133.00 87.00 38.00 6 ()
10.200 10.200 10.000 133.00 87.00 38.00 6 [ )
10.300 10.300 10.000 1383.00 87.00 38.00 6 [ )
10.400 10.400 10.000 133.00 87.00 38.00 6 ()
10.500 10.500 10.000 133.00 87.00 38.00 6 [ )
10.600 10.600 10.000 1383.00 87.00 38.00 6 O
11.000 11.000 10.000 142.00 96.00 41.00 6 [ )
11.100 11.100 10.000 142.00 96.00 41.00 6 [ )
11.200 11.200 10.000 142.00 96.00 41.00 6 [ )
11.300 11.300 10.000 142.00 96.00 41.00 6 [ )
11.500 11.500 10.000 142.00 96.00 41.00 6 [ )
11.600 11.600 10.000 142.00 96.00 41.00 6 [ )
11.800 11.800 10.000 142.00 96.00 41.00 6 [ )
11.900 11.900 12.000 151.00 105.00 44.00 6 [ )
11.970 11.970 12.000 151.00 105.00 44.00 6 [ )
11.980 11.980 12.000 151.00 105.00 44.00 6 [ )
11.990 11.990 12.000 151.00 105.00 44.00 6 [ )
12.000 12.000 12.000 151.00 105.00 44.00 6 [ ) [ )
12.010 12.010 12.000 151.00 105.00 44.00 6 [ )
12.020 12.020 12.000 151.00 105.00 44.00 6 [ )
12.030 12.030 12.000 151.00 105.00 44.00 6 ([ )
12.040 12.040 12.000 151.00 105.00 44.00 6 [ )
12.050 12.050 12.000 151.00 105.00 44.00 6 [ )
O bright Qsteam tempered . nitrided .TiAlN e TiAIN nanoA Carbo @ TiN
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Machine reamers

o

8050
A w B r&/\;
EU EU
Guhring no. M7 718
P (N/mm?) 1400 1400
< @ 9,50 mm: solid carbide M e} e}
> @ 9.50 mm: carbide head
allocation to Guhring standard K © O
< @ 9.50 mm with ext. centres on both ends N ° °
> @ 9.50 mm with int. centres on both ends
S o o
H (HRC) 48 48
Surface finish O O
Discount group 120 120
@ v (@ e
[
I
N
o
12
I
d1 d2 he 1" 12 14 o
Code no. Availability
mm mm mm mm mm
5.000 5.000 5.000 86.00 52.00 12.00 6 [ ) [ )
6.000 6.000 5.600 93.00 57.00 12.00 6 [ ) [ )
7.000 7.000 7.100 109.00 69.00 16.00 6 [ ) ()
8.000 8.000 8.000 117.00 75.00 16.00 6 [ ) [ )
9.000 9.000 9.000 125.00 81.00 19.00 6 [ ) [ )
10.000 10.000 10.000 133.00 87.00 12.00 6 [ ) [ )
11.000 11.000 10.000 142.00 96.00 12.00 6 [ ) [ )
12.000 12.000 10.000 151.00 105.00 12.00 6 [ ) [ )
13.000 13.000 10.000 151.00 105.00 12.00 6 [ ) [ )
14.000 14.000 12.000 160.00 110.00 16.00 6 [ ) [ )
15.000 15.000 12.000 162.00 112.00 16.00 6 [ ) [ )
16.000 16.000 12.000 170.00 120.00 19.00 6 [ ) [ )
18.000 18.000 14.000 182.00 130.00 19.00 6 [ )
20.000 20.000 16.000 195.00 137.00 19.00 6 [ ) [ )
Q bright Osteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Carbide reamers
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Machine reamers

8093 JCV' ] Il I\ \l
A A R B S| B |
EU EU EU EU
Guhring no. 1408 1428 1409 1429
P (N/mm?) 1400 1400 1400 1400
> (J 3.0 mm with extreme unequal flute M o o o o
spacing
< @ 9,50 mm: solid carbide K - © O C
> @ 9.50 mm: carbide head N ° °
< @ 9.50 mm with ext. centres on both ends
> @ 9.50 mm with int. centres on both ends S o o o o
shank @ < 10.0 mm tolerance h9,
shank @ = 10.0 mm tolerance h6 H (HRC) 48 48 48 48
Surface finish O 6 O e
Discount group 120 120 120 120
®w R v @ w | @R w
I I
U I
{
S ol
lg
I2
I
d1 d2 h6/h9 11 12 14
Code no. IIZ\E] Availability
mm mm mm mm mm
1.000 1.000 1.000 34.00 15.50 5.50 3 [ )
1.200 1.200 1.200 38.00 17.10 7.50 B [ ) [ )
1.400 1.400 1.400 40.00 18.70 8.00 3 [ ) [ )
1.500 1.500 1.500 40.00 18.80 8.00 8 o [ )
1.600 1.600 1.600 43.00 20.80 9.00 3 [ ) [ )
1.800 1.800 1.800 46.00 22.90 10.00 4 O [ ) [ )
2.000 2.000 2.000 49.00 25.00 11.00 4 [ ) [ ) [ ) [ )
2.200 2.200 2.200 53.00 26.10 12.00 4 [ ) O
2.500 2.500 2.500 57.00 30.30 14.00 4 [ ) [ ) [ )
2.800 2.800 2.800 61.00 34.40 15.00 4 [ ) [ )
3.000 3.000 3.000 61.00 34.50 15.00 6 () (] () o
3.200 3.200 3.200 65.00 38.60 16.00 6 () [} o ()
3.500 3.500 3.500 70.00 43.80 18.00 6 [ ) [ ) [ ]
4.000 4.000 4.000 75.00 43.00 19.00 6 [ ] [ ] [ )
4.500 4.500 4.500 80.00 47.00 21.00 6 [ ) [ ) [ )
5.000 5.000 5.000 86.00 52.00 23.00 6 () () o [}
5.500 5.500 5.600 93.00 57.00 26.00 6 o [ ) o
6.000 6.000 5.600 93.00 57.00 26.00 6 () () [} ()
6.500 6.500 6.300 101.00 63.00 28.00 6 [ ) [ ] [ )
7.000 7.000 7.100 109.00 69.00 31.00 6 [ ) [ ) [ )
7.500 7.500 7.100 109.00 69.00 31.00 6 [ )
8.000 8.000 8.000 117.00 75.00 33.00 6 [ ) [ ) [ ) [ )
8.500 8.500 8.000 117.00 75.00 33.00 6 O [ ) [ )
9.000 9.000 9.000 125.00 81.00 36.00 6 O [ ) [ )
9.500 9.500 9.000 125.00 81.00 36.00 6 () [ ] O
10.000 10.000 10.000 133.00 87.00 38.00 6 (] [ ) [ ) [ )
10.500 10.500 10.000 133.00 87.00 38.00 6 [ ) [ ) [ )
11.000 11.000 10.000 142.00 96.00 41.00 6 O [ ] [ ) ()
12.000 12.000 10.000 151.00 105.00 44.00 6 (] [ ) [ ) [ )
13.000 13.000 10.000 151.00 105.00 44.00 6 [ ) [ ) [ ) o
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN

40




Carbide reamers

8093 Jc"' Ul Il il il
A [Ei/\;-ﬂ A r&/\;" B I]Jl/\éj B w
EU EU EU EU
Guhring no. 1408 1428 1409 1429
P (N/mm?) 1400 1400 1400 1400
> (J 3.0 mm with extreme unequal flute spa- M o o o o
cing
< @ 9,50 mm: solid carbide K - © O C
> @ 9.50 mm: carbide head N ° °
< @ 9.50 mm with ext. centres on both ends
> @ 9.50 mm with int. centres on both ends S o o o o
shank @ < 10.0 mm tolerance h9, H (HR 4 4 4
shank @ = 10.0 mm tolerance h6 (HRC) 48 8 8 8
Surface finish O (a) O (a)
Discount group 120 120 120 120
@ (@ |@ o (@ w
I I
U I
& 5|
lg
I2
I
d1 d2 h6/h9 11 12 14 o
Code no. Availability
mm mm mm mm mm
14.000 14.000 12.000 160.00 110.00 47.00 6 [ ) [ ] [ ) [ )
15.000 15.000 12.000 162.00 112.00 50.00 6 [ ) [ )
16.000 16.000 12.000 170.00 120.00 52.00 6 [ ) [ ) [ ) [ )
17.000 17.000 14.000 175.00 123.00 54.00 6 O
18.000 18.000 14.000 182.00 130.00 56.00 6 [ ) [ ) [ ) [ )
19.000 19.000 16.000 189.00 131.00 58.00 6 [ ) [ ) O
20.000 20.000 16.000 195.00 137.00 60.00 6 [ ] [ ) [ ) [ ]
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Machine reamers

8051
A w B r&/\;
EU EU
Guhring no. 719 720
P (N/mm?) 1400 1400
< @ 9,50 mm: solid carbide M e} e}
> @ 9.50 mm: carbide head
allocation to Guhring standard K © O
< @ 9.50 mm with ext. centre on cutting end N ° °
int. centre on shank end
> 9.50 mm with int. centres on both ends S o o
H (HRC) 48 48
Surface finish O O
Discount group 120 120
@ (el @ [
[
I
MK
|
12
I
d1 MK 1" 12 14 o
Code no. Availability
mm mm mm mm
5.000 5.000 1 133.00 71.00 12.00 6 [ )
6.000 6.000 1 138.00 76.00 12.00 6 [ ) [ )
7.000 7.000 1 150.00 88.00 16.00 6 [ )
8.000 8.000 1 156.00 94.00 16.00 6 [ ) [ )
10.000 10.000 1 168.00 106.00 12.00 6 [ ) [ )
11.000 11.000 1 175.00 118.00 12.00 6 [ ) O
12.000 12.000 1 182.00 120.00 12.00 6 [ ) ()
13.000 13.000 1 182.00 120.00 12.00 6 [ ) O
14.000 14.000 1 189.00 127.00 16.00 6 [ ) [ )
15.000 15.000 2 204.00 129.00 16.00 6 [ ] ()
16.000 16.000 2 210.00 135.00 19.00 6 [ ) [ )
17.000 17.000 2 214.00 139.00 19.00 6 [ )
18.000 18.000 2 219.00 144.00 19.00 6 [ ) [ )
20.000 20.000 2 228.00 153.00 19.00 6 [ ) ()
21.000 21.000 2 232.00 157.00 22.00 6 [ )
22.000 22.000 2 237.00 162.00 22.00 6 [ ) [ )
23.000 23.000 2 241.00 166.00 22.00 6 [ )
24.000 24.000 3 268.00 174.00 22.00 8 [ ) [ )
25.000 25.000 3 268.00 174.00 22.00 8 [ ) [ )
26.000 26.000 3 273.00 179.00 22.00 8 [ ) @
28.000 28.000 3 277.00 183.00 25.00 8 ([ )
30.000 30.000 3 281.00 187.00 25.00 8 [ ) [ )
32.000 32.000 4 317.00 199.50 25.00 8 O [ )
40.000 40.000 4 329.00 211.50 25.00 8 O
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Machine reamers

8094
A w B w
EU EU
Guhring no. 1410 1411
P (N/mm?) 1400 1400
< @ 9,50 mm: solid carbide M e} e}
> @ 9.50 mm: carbide head
allocation to Guhring standard K © O
< @ 9.50 mm with ext. centre on cutting end N ° °
int. centre on shank end
> 9.50 mm with int. centres on both ends S o o
) H (HRC 48 48
Holder Guhring no. 1438. ( )
Surface finish O O
Discount group 120 120
@ (el @ [
[
I
MK
‘ [
I2
Iy
d1 MK 1" 12 14 o
Code no. Availability
mm mm mm mm
5.000 5.000 1 133.00 71.00 23.00 6 [ )
6.000 6.000 1 138.00 76.00 26.00 6 [ ) [ )
7.000 7.000 1 150.00 88.00 31.00 6 O
8.000 8.000 1 156.00 94.00 33.00 6 [ ) [ )
9.000 9.000 1 162.00 100.00 36.00 6 [ )
10.000 10.000 1 168.00 106.00 38.00 6 [ ) [ )
11.000 11.000 1 175.00 113.00 41.00 6 [ )
12.000 12.000 1 182.00 120.00 44.00 6 [ ) [ )
13.000 13.000 1 182.00 120.00 44.00 6 [ ) [ )
14.000 14.000 1 189.00 127.00 47.00 6 [ ) [ )
15.000 15.000 2 204.00 129.00 50.00 6 [ ) [ )
16.000 16.000 2 210.00 135.00 52.00 6 [ ) [ )
17.000 17.000 2 214.00 139.00 54.00 6 ([ )
18.000 18.000 2 219.00 144.00 56.00 6 [ ) [ )
19.000 19.000 2 223.00 148.00 58.00 6 [ )
20.000 20.000 2 228.00 153.00 60.00 6 [ ) [ )
21.000 21.000 2 232.00 157.00 62.00 6 @
22.000 22.000 2 237.00 162.00 64.00 6 [ )
23.000 23.000 2 241.00 166.00 66.00 6 [ ) [ )
24.000 24.000 3 268.00 174.00 68.00 8 ([ )
25.000 25.000 3 268.00 174.00 68.00 8 [ ) ()
26.000 26.000 3 273.00 179.00 70.00 8 [ )
27.000 27.000 3 277.00 183.00 71.00 8 [ )
28.000 28.000 3 277.00 183.00 71.00 8 [ ) ()
30.000 30.000 3 281.00 187.00 73.00 8 [ )
35.000 35.000 4 321.00 2083.50 78.00 8 [ )
40.000 40.000 4 329.00 211.50 81.00 8 [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Carbide reamers



slaweal apiqen

Machine reamers

8090 Ucy' ] Il I\ Il
A w A “JL/\;" B "JL\E (o] w
EU EU EU EU
Guhring no. 674 1430 1407 737
P (N/mm?) 1400 1400 1400 1400
< @ 9,50 mm: solid carbide M o o ¢} o
> 9.50 mm: carbide head
allocation to Guhring standard K O © O C
< @ 9.50 mm with ext. centres on both N ° ° °
ends
> @ 9.50 mm with int. centres on both S o o o o
ends H (HRC) 48 48 48 48
Surface finish O (a) O O
Discount group 120 120 120 120
@ @ @ @
I I I
U I I
N
o
di d2 h8/=10 h6 11 14 o
Code no. Availability
mm mm mm mm
3.000 3.000 2.500 56.00 20.00 6 [ )
3.200 3.200 2.800 56.00 20.00 6 O
3.500 3.500 3.000 56.00 20.00 6 [ ) [ )
4.000 4.000 3.550 56.00 20.00 6 Y o o Y
4.500 4.500 4.000 63.00 22.00 6 [ ) [ ) [ )
5.000 5.000 4.000 63.00 22.00 6 [ ) [ ) [ )
5.500 5.500 5.000 63.00 22.00 6 [ ] [ ) O
6.000 6.000 5.000 63.00 22.00 6 ™) ) ) )
6.500 6.500 5.000 63.00 22.00 6 [ ) [ ) [ )
7.000 7.000 6.300 71.00 25.00 6 o [ ) [ )
7.500 7.500 6.300 71.00 25.00 6 O O
8.000 8.000 6.300 71.00 25.00 6 Y ) ) Y
9.000 9.000 8.000 71.00 25.00 6 [ ) [ ) [ )
10.000 10.000 8.000 71.00 25.00 6 [ ) [ ) [ ) [ )
10.500 10.500 8.000 71.00 25.00 6 [ ) [ ) [ )
11.000 11.000 10.000 80.00 28.00 6 [ )
11.500 11.500 10.000 80.00 28.00 6 O
12.000 12.000 10.000 80.00 28.00 6 [ ) [ ) [ )
12.500 12.500 10.000 80.00 28.00 6 [ )
13.500 13.500 12.500 90.00 32.00 6 [ ) [ )
14.000 14.000 12.500 90.00 32.00 6 [ ) [ ) [ ) [ )
15.000 15.000 12.500 90.00 32.00 6 [ ) [ )
16.000 16.000 12.500 90.00 32.00 6 [ )
() bright (D steam tempered ~ (@nitrided @an @ TIAN nanoA Carbo ®TiN
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Expanding machine reamers

o

G
A
Guhring no. 749
P (N/mm?) 1200
with carbide inserts M
with int. centres on both ends K
N
S
H (HRC)
Surface finish O
Expanding machine reamers similar to DIN Discount group 120
8050 have an adjustment range of approx.
0.03 mm via tapered screw setting. R H7
Attention: Only expand reamer! Because of
risk of breakage the pre-tension should never
be relieved by turning the set screw anti- }
clockwise! ;
o~ —
o i)
lq
12
I
d1 d2 h6 11 12 14 o
Code no. Availability
mm mm mm mm mm
8.000 8.000 8.000 117.00 75.00 12.00 4 ()
9.000 9.000 10.000 125.00 79.00 12.00 6 [ )
10.000 10.000 10.000 133.00 87.00 12.00 6 [ )
12.000 12.000 10.000 151.00 105.00 12.00 6 ()
13.000 13.000 10.000 151.00 105.00 12.00 6 [ )
14.000 14.000 12.000 160.00 110.00 16.00 6 [ )
15.000 15.000 12.000 162.00 112.00 16.00 6 ()
16.000 16.000 12.000 170.00 120.00 19.00 6 [ )
18.000 18.000 14.000 182.00 130.00 19.00 6 [ )
Q bright Osteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Carbide reamers
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Expanding machine reamers

G
A
Guhring no. 740
P (N/mm?) 1200
with carbide inserts M
with int. centres on both ends K
N
S
H (HRC)
Surface finish O
Expanding machine reamers similar to DIN Discount group 120
8050 have an adjustment range of approx.
0.03 mm via tapered screw setting. R H7
Attention: Only expand reamer! Because of
risk of breakage the pre-tension should never
be relieved by turning the set screw anti- }
clockwise! ;
MK
[ °
|4 ——
12
I
d1 MK 1" 12 14 o
Code no. Availability
mm mm mm mm
8.000 8.000 1 156.00 94.00 12.00 4 O
10.000 10.000 1 168.00 106.00 12.00 6 O
11.000 11.000 1 175.00 113.00 12.00 6 O
12.000 12.000 1 182.00 120.00 12.00 6 O
14.000 14.000 1 189.00 127.00 16.00 6 O
15.000 15.000 2 204.00 129.00 16.00 6 O
16.000 16.000 2 210.00 135.00 19.00 6 O
19.000 19.000 2 223.00 148.00 19.00 6 O
20.000 20.000 2 228.00 158.00 19.00 6 O
22.000 22.000 2 237.00 162.00 22.00 6 O
25.000 25.000 3 268.00 174.00 22.00 6 O
30.000 30.000 3 281.00 187.00 25.00 6 O
Q bright Osteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Stepped machine reamers

G MK
Guhring no. 743
P (N/mm?) 1400
< @ 9,50 mm: solid carbide M
> @ 9.50 mm: carbide head
< @ 9.50 mm with ext. centre on cutting end K
int. centre on shank end N
> @ 9.50 mm with int. centres on both ends s
H (HRC) 48
Surface finish O
Discount group 120
® v
MK o i
Is
lg
I3
Ih
d1 MK d5 11 13 14 15 L
Code no. Availability
mm mm mm mm mm mm
8.000 8.000 1 7.920 205.00 133.00 27.50 10.00 6 [ )
10.000 10.000 1 9.900 230.00 155.00 28.00 12.00 6 ()
12.000 12.000 1 11.900 230.00 155.00 28.00 12.00 6 [ )
24.000 24.000 3 23.850 285.00 176.00 33.00 15.00 8 O
25.000 25.000 3 24.850 285.00 176.00 33.00 15.00 8 O
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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Carbide reamers
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Shell reamers

8054
Guhring no. 727
P (N/mm?) 1400
with carbide inserts M e}
K °
N °
S (¢}
H (HRC) 48
Surface finish O
The shell reamers have a taper bore Discount group 120
with a taper 1 : 30 and a driving slot
to DIN 138.
Holder Guhring no. 1438. ® H7
I
U
II
— S
la
I1
d1 int. @ 11 14 o
Code no. Availability
mm mm mm mm
25.000 25.000 13.000 45.00 30.00 6 O
35.000 35.000 13.000 45.00 30.00 8 O
36.000 36.000 16.000 50.00 30.00 8 O
38.000 38.000 16.000 50.00 30.00 8 O
40.000 40.000 16.000 50.00 30.00 8 O
50.000 50.000 19.000 56.00 30.00 10 O
55.000 55.000 22.000 63.00 30.00 10 O
Q bright Osteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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HIGH SPEED STEEL REAMERS
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High speed steel reamers

Standard Form Tool illustration

NC machine reamers

Surface
finish

d1

Guhring Discount Standard

no.

group

range page

O

100

211)|2r:13 i —_— 1.000 - 12020 455 105 54
211)|2r:13 B — () 1500 - 20000 490 105 54
Machine reamers

21"; A —F——— E O 1.000 - 5500 401 105 59
212 | B E () 1000 - 3700 402 105 59
21"; A e E O 1.000 - 6000 457 105 59
ppn | A e ——— E () 4000 - 20000 440 105 60
2100 | B E () 380 - 20000 468 105 60
oo | B E ® 4000 - 20000 641 105 60
pizn | A e ——— E () 4500 - 10000 467 105 60
O | | B — — E () 0950 - 12050 496 105 62
56'3 A B mm——————— E () 3000 - 40000 404 105 64
o0 B B P ——— E () 3000 - 50000 405 105 64
ggg B B — o ————— E ® 8000 - 20000 642 105 64
(O bright (@ steam tempered ~ @nitrided @ian @ TiAN nanoA b Carbo ®TiN
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High speed steel reamers

; ) Surface Guhring Discount Standard
Standard Form Tool illustration - finish di - group  range page

Machine reamers with coolant duct

G A

Machine reamers with coolant duct

Hss-E (O 5000 - 20.000 1431 105 66

DIN
goge| | A —mts= HSS-E () 5000 - 18.000 1432 105 67

Machine reamers

DIN

goge| | A s HSS-E () 4000 - 20000 488 105 68
oy B HSS-E () 4000 - 20000 489 105 68
8089 : :

DIN Thoo

goge| | B s Hss-E () 3760 - 12.040 497 105 69

Machine reamer sets

gogo| | B HsS-E (O - 458 105 70
Quick spiral reamers

2?2':‘1 C o HSS-E () 1000 - 5500 403 105 71
p1o0 | C Ce e HSS-E () 4000 - 20000 469 105 71
PO == ==—— HSS-E () 3000 - 30000 406 105 73

Machine bridge reamers

a11 [ E— =] - @ 640 - 40000 414 105 74

(O bright (@ steam tempered ~ @nitrided @ian © TiAN nanoA Carbo ®TiN
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High speed steel reamers
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High

Standard

speed steel reamers

Form Tool illustration

Machine bottoming reamers

Surface
finish

di

Guhring Discount Standard

no.

group

range page

@ A HSS-E () 3.000 - 12.000 419 105 75
@ A @— | = ﬁ O 3.000 - 25000 420 105 76
Stepped machine reamers
@ ﬁ () 5000 - 38000 431 105 77
Shell reamers
21"; A - HSS-E () 29000 - 98000 407 105 78
21"; B = ﬁ @ 25000 - 75000 408 105 78
21"; C ﬁ @© 29000 - 98.000 409 105 79
(O bright (@ steam tempered ~ @nitrided @i~ © TiAN nanoA b Carbo ®TiN
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High speed steel reamers

Standard  Type Tool illustration Surface d1 Guhring Discount Standard
finish no. group range page

High speed steel reamers

High speed steel reamers

High speed steel reamers

6888 ‘ - 1437 105 82

High speed steel reamers

G . - 1435 105 83

High speed steel reamers

G l - 1436 105 84

Q bright Osteam tempered . nitrided .TiAlN e TiAIN nanoA Carbo @ TiN
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High speed steel reamers
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NC machine reamers

i

212-3
B s B £
# #
Guhring no. 455 490
P (N/mm?) 1000 1000
< @ 3.75 mm with external centres on both M e} e}
ends
> @ 3.75 mm with internal centres on both K © O
ends N ° °
Tolerance for Guhring no. 455:
< @ 5.50 mm: 0.000/+0.004 S o o
> @ 5.50 mm: 0.000/+0.005 H (HRC)
Surface finish O O
The combination of NC machine chucking Discount group 105 105
reamer and hydraulic, high precision clamping
or shrink fit chuck respectively offers highest ® +0,004 ® H7
concentricity and process reliability for the +0,005
production of holes to required tolerances. NC
machine chucking reamers are similar to DIN
212 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks.
Short delivery for intermediate sizes.
© —] < £
B
12
I
d1 d2 h6 1" 12 14
Code no. I{:} Availability
mm mm mm mm mm
1.000 1.000 1.000 34.00 15.00 5.50 3 [ )
1.010 1.010 1.000 34.00 15.00 5.50 3 [ )
1.500 1.500 2.000 40.00 18.00 8.00 3 [ ) ()
1.510 1.510 2.000 43.00 20.00 9.00 3 O
1.530 1.530 2.000 43.00 20.00 9.00 3 [ )
1.600 1.600 2.000 43.00 20.00 9.00 3 [ )
1.700 1.700 2.000 43.00 20.00 9.00 3 [ ]
1.800 1.800 2.000 46.00 22.00 10.00 4 [ )
1.970 1.970 2.000 49.00 24.00 11.00 4 O
1.980 1.980 2.000 49.00 24.00 11.00 4 [ )
1.990 1.990 2.000 49.00 24.00 11.00 4 [ )
2.000 2.000 2.000 49.00 24.00 11.00 4 [ ) [ )
2.010 2.010 2.000 49.00 24.00 11.00 4 [ )
2.020 2.020 2.000 49.00 24.00 11.00 4 [ )
2.030 2.030 2.000 49.00 24.00 11.00 4 [ )
2.100 2.100 2.000 49.00 24.00 11.00 4 [ )
2.200 2.200 3.000 53.00 25.00 12.00 4 ()
2.300 2.300 3.000 53.00 25.00 12.00 4 [ )
2.400 2.400 3.000 57.00 29.00 14.00 4 [ )
2.470 2.470 3.000 57.00 29.00 14.00 4 O
2.490 2.490 3.000 57.00 29.00 14.00 4 O
2.500 2.500 3.000 57.00 29.00 14.00 4 [ ) [ )
2.510 2.510 3.000 57.00 29.00 14.00 4 [ )
2.520 2.520 3.000 57.00 29.00 14.00 4 [ )
2.530 2.530 3.000 57.00 29.00 14.00 4 [ )
2.600 2.600 3.000 57.00 29.00 14.00 4 [ )
2.700 2.700 3.000 61.00 33.00 15.00 6 ()
2.800 2.800 3.000 61.00 33.00 15.00 6 [ )
2.900 2.900 3.000 61.00 33.00 15.00 6 [ )
2.970 2.970 3.000 61.00 33.00 15.00 6 [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA @ Carbo @ TiN
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NC machine reamers

i

212-3
B s B £
# #
Guhring no. 455 490
P (N/mm?) 1000 1000
< @ 3.75 mm with external centres on both M e} e}
ends
> @ 3.75 mm with internal centres on both K © O
ends N ° °
Tolerance for Guhring no. 455:
< @ 5.50 mm: 0.000/+0.004 S o o
> @ 5.50 mm: 0.000/+0.005 H (HRC)
Surface finish O O
The combination of NC machine chucking Discount group 105 105
reamer and hydraulic, high precision clamping
or shrink fit chuck respectively offers highest ® +0,004 ® H7
concentricity and process reliability for the +0,005
production of holes to required tolerances. NC
machine chucking reamers are similar to DIN
212 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks.
Short delivery for intermediate sizes.
© —] < £
B
12
I
d1 d2 h6 1" 12 14
Code no. I{:} Availability
mm mm mm mm mm
2.980 2.980 3.000 61.00 33.00 15.00 6 [ )
2.990 2.990 3.000 61.00 33.00 15.00 6 [ )
3.000 3.000 3.000 61.00 33.00 15.00 6 [ ) [ )
3.010 3.010 4.000 65.00 37.00 16.00 6 [ )
3.020 3.020 4.000 65.00 37.00 16.00 6 [ )
3.030 3.030 4.000 65.00 37.00 16.00 6 [ )
3.100 3.100 4.000 65.00 37.00 16.00 6 ()
3.200 3.200 4.000 65.00 37.00 16.00 6 [ )
3.300 3.300 4.000 65.00 37.00 16.00 6 [ )
3.500 3.500 4.000 70.00 42.00 18.00 6 ()
3.600 3.600 4.000 70.00 42.00 18.00 6 [ )
3.700 3.700 4.000 70.00 42.00 18.00 6 [ )
3.800 3.800 4.000 75.00 47.00 19.00 6 ()
3.900 3.900 4.000 75.00 47.00 19.00 6 ()
3.970 3.970 4.000 75.00 47.00 19.00 6 [ )
3.980 3.980 4.000 75.00 47.00 19.00 6 [ )
3.990 3.990 4.000 75.00 47.00 19.00 6 [ )
4.000 4.000 4.000 75.00 47.00 19.00 6 [ ) [ )
4.010 4.010 4.000 75.00 47.00 19.00 6 [ )
4.020 4.020 4.000 75.00 47.00 19.00 6 [ ]
4.030 4.030 4.000 75.00 47.00 19.00 6 ([ )
4.100 4.100 4.000 75.00 47.00 19.00 6 [ )
4.200 4.200 4.000 75.00 47.00 19.00 6 [ )
4.500 4.500 5.000 80.00 52.00 21.00 6 ()
4.700 4.700 5.000 80.00 52.00 21.00 6 [ )
4.800 4.800 5.000 86.00 58.00 23.00 6 [ )
4.900 4.900 5.000 86.00 58.00 23.00 6 ()
4.980 4.980 5.000 86.00 58.00 23.00 6 [ )
4.990 4.990 5.000 86.00 58.00 23.00 6 [ )
5.000 5.000 5.000 86.00 58.00 23.00 6 [ ) [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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NC machine reamers

i

212-3
B s B £
# #
Guhring no. 455 490
P (N/mm?) 1000 1000
< @ 3.75 mm with external centres on both M e} e}
ends
> @ 3.75 mm with internal centres on both K © O
ends N ° °
Tolerance for Guhring no. 455:
< @ 5.50 mm: 0.000/+0.004 S o o
> @ 5.50 mm: 0.000/+0.005 H (HRC)
Surface finish O O
The combination of NC machine chucking Discount group 105 105
reamer and hydraulic, high precision clamping
or shrink fit chuck respectively offers highest ® +0,004 ® H7
concentricity and process reliability for the +0,005
production of holes to required tolerances. NC
machine chucking reamers are similar to DIN
212 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks.
Short delivery for intermediate sizes.
© —] < £
B
12
I
d1 d2 h6 1" 12 14
Code no. I{:} Availability
mm mm mm mm mm
5.010 5.010 5.000 86.00 58.00 23.00 6 [ )
5.020 5.020 5.000 86.00 58.00 23.00 6 [ )
5.030 5.030 5.000 86.00 58.00 23.00 6 [ )
5.100 5.100 5.000 86.00 58.00 23.00 6 [ )
5.200 5.200 5.000 86.00 58.00 23.00 6 [ )
5.300 5.300 5.000 86.00 58.00 23.00 6 [ )
5.400 5.400 6.000 93.00 57.00 26.00 6 ()
5.500 5.500 6.000 93.00 57.00 26.00 6 [ )
5.600 5.600 6.000 93.00 57.00 26.00 6 [ )
5.700 5.700 6.000 93.00 57.00 26.00 6 ()
5.800 5.800 6.000 93.00 57.00 26.00 6 [ )
5.900 5.900 6.000 93.00 57.00 26.00 6 [ )
5.980 5.980 6.000 93.00 57.00 26.00 6 [ ]
5.990 5.990 6.000 93.00 57.00 26.00 6 [ )
6.000 6.000 6.000 93.00 57.00 26.00 6 [ ) [ )
6.010 6.010 6.000 101.00 65.00 28.00 6 [ )
6.020 6.020 6.000 101.00 65.00 28.00 6 ([ )
6.030 6.030 6.000 101.00 65.00 28.00 6 [ )
6.100 6.100 6.000 101.00 65.00 28.00 6 [ )
6.200 6.200 6.000 101.00 65.00 28.00 6 @
6.300 6.300 6.000 101.00 65.00 28.00 6 [ )
6.400 6.400 6.000 101.00 65.00 28.00 6 [ )
6.500 6.500 6.000 101.00 65.00 28.00 6 [ )
6.600 6.600 6.000 101.00 65.00 28.00 6 [ )
6.800 6.800 8.000 109.00 73.00 31.00 6 [ )
6.900 6.900 8.000 109.00 73.00 31.00 6 [ )
7.000 7.000 8.000 109.00 73.00 31.00 6 ()
7.100 7.100 8.000 109.00 73.00 31.00 6 [ )
7.300 7.300 8.000 109.00 73.00 31.00 6 [ )
7.400 7.400 8.000 109.00 73.00 31.00 6 O
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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NC machine reamers

i

212-3
B s B £
# #
Guhring no. 455 490
P (N/mm?) 1000 1000
< @ 3.75 mm with external centres on both M e} e}
ends
> @ 3.75 mm with internal centres on both K © O
ends N ° °
Tolerance for Guhring no. 455:
< @ 5.50 mm: 0.000/+0.004 S o o
> @ 5.50 mm: 0.000/+0.005 H (HRC)
Surface finish O O
The combination of NC machine chucking Discount group 105 105
reamer and hydraulic, high precision clamping
or shrink fit chuck respectively offers highest ® +0,004 ® H7
concentricity and process reliability for the +0,005
production of holes to required tolerances. NC
machine chucking reamers are similar to DIN
212 with straight shank (h6) for standardised
tool clamping in hydraulic or shrink fit chucks.
Short delivery for intermediate sizes.
© —] < £
B
12
I
d1 d2 h6 1" 12 14
Code no. I{:} Availability
mm mm mm mm mm
7.500 7.500 8.000 109.00 73.00 31.00 6 [ )
7.600 7.600 8.000 117.00 81.00 33.00 6 [ )
7.700 7.700 8.000 117.00 81.00 33.00 6 O
7.800 7.800 8.000 117.00 81.00 33.00 6 O
7.900 7.900 8.000 117.00 81.00 33.00 6 [ )
7.970 7.970 8.000 117.00 81.00 33.00 6 O
7.980 7.980 8.000 117.00 81.00 33.00 6 ([ )
7.990 7.990 8.000 117.00 81.00 33.00 6 [ )
8.000 8.000 8.000 117.00 81.00 33.00 6 [ ) [ )
8.010 8.010 8.000 117.00 81.00 33.00 6 [ ]
8.020 8.020 8.000 117.00 81.00 33.00 6 [ )
8.030 8.030 8.000 117.00 81.00 33.00 6 [ )
8.100 8.100 8.000 117.00 81.00 33.00 6 o
8.200 8.200 8.000 117.00 81.00 33.00 6 ()
8.300 8.300 8.000 117.00 81.00 33.00 6 [ )
8.500 8.500 8.000 117.00 81.00 33.00 6 [ )
8.600 8.600 10.000 125.00 85.00 36.00 6 O
8.700 8.700 10.000 125.00 85.00 36.00 6 O
8.800 8.800 10.000 125.00 85.00 36.00 6 [ )
9.000 9.000 10.000 125.00 85.00 36.00 6 O [ )
9.010 9.010 10.000 125.00 85.00 36.00 6 O
9.100 9.100 10.000 125.00 85.00 36.00 6 O
9.200 9.200 10.000 125.00 85.00 36.00 6 O
9.300 9.300 10.000 125.00 85.00 36.00 6 [ )
9.500 9.500 10.000 125.00 85.00 36.00 6 [ )
9.700 9.700 10.000 133.00 93.00 38.00 6 [ )
9.970 9.970 10.000 133.00 93.00 38.00 6 O
9.980 9.980 10.000 133.00 93.00 38.00 6 O
9.990 9.990 10.000 133.00 93.00 38.00 6 O
10.000 10.000 10.000 133.00 93.00 38.00 6 [ ) [ )
O bright Qsteam tempered .nitrided .TiAlN eTiAIN nanoA Carbo @ TiN
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NC machine reamers

i

212-3
# #
Guhring no. 455 490
P (N/mm?) 1000 1000
< @ 3.75 mm with external centres on both M e} e}
ends
> @ 3.75 mm with internal centres on both K © O
ends N ° °
Tolerance for Guhring no. 455:
< @ 5.50 mm: 0.000/+0.004 S o o
> @ 5.50 mm: 0.000/+0.005 H (HRC)
Surface finish O O
The combination of NC machine chucking Discount group 105 105
reamer and hydraulic, high pre