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  The four reamers and bore hone included in these instructions 
will cover any choke requirements from a cylinder bore in the 10 
gauge to a full choke in the 28 gauge.

 #B . . 28 Gauge . . . . . 17/32" - 19/32" (.53125 - .59375)
 #C . . 20 Gauge . . . . . 19/32" - 21/32" (.59375 - .65625)
 #D . . 16 Gauge . . . . . 21/32" - 23/32" (.65625 - .71875)
 #E*  . 10\20 Gauge . . . 23/32" - 25/32" (.71875 - .78125)

* Start First cut on very tight 12 ga. full chokes with 16 ga. reamer.

  The actual working dimensions of each reamer will slightly 
exceed the above factory maximum/minimum specifications. 
The reamers are equipped with angle blades to provide a per-
fectly flat slicing cut at all diameters to eliminate chatter. Blades 
remain absolutely true at all size adjustments and do not bulge 
or “curve”, which assures proper bore configuration.
  As with all reamers, the cutting edge should be lightly honed 
for best performance. Arkansas stones and thin India stones 
should be used for sharpening. Store reamers in individual con-
tainers to prevent damage. The best way to keep them clean is 

to keep them oiled and wrapped at all times when not in use. Do 
NOT knock chips out of reamer on edge of bench or on block of 
wood. Carefully brush reamers to remove chips.
  Always keep turning in a clockwise direction until the reamer 
is removed from the barrel. DO NOT take a big cut at one time 
with Angle Blade Reamers, never more than .003". ALWAYS 
release the tension on your Angle Blade Reamers when not 
in use. In COLD WEATHER, Angle Blade Reamers should be 
warmed before exerting extreme setting pressure to prevent pos-
sible fracture of blades.

BORE & CHOKE DIMENSIONS
  Actual bore and choke dimensions vary from one manufacturer 
to another, and sometimes even from barrel to barrel of the same 
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model. Measurements should be made of each barrel with a bore 
micrometer or choke calipers. The bore diameters and amount of 
constriction for each choke listed on the chart is an average, and 
should be used as a guide only.

 GAUGE BORE DIA. AMOUNT OF CONSTRICTION
 Full Imp Mod Mod Skt-2 Imp Cyl Skt-1 Cyl
 10 .779 .035 .025 .020 .015 .010 .005 .000
 12 .729 .035 .025 .019 .012 .009 .005 .000
 16 .667 .028 .020 .015 .010 .007 .004 .000
 20 .617 .025 .019 .014 .009 .006 .004 .000
 28 .550 .022 .016 .012 .007 .005 .003 .000

  When referring to the Bore & Choke Dimensions Chart, 
remember, the differences between the various choke diameters 
is OVER-ALL diameter difference. For example, if you want a 
12 gauge Full Choke opened up to Modified, the difference in 
constriction between the two chokes is .016" (Full .035” minus 
Modified .019"). This is a difference in diameter - but the actual 
amount of metal to be removed at the circumference is only 
.008". DO NOT FAIL to take this into consideration, for if you 
were to make a .016" cut (or series of cuts totaling .016") you 
would increase the inside diameter by the sum of the cuts, or 
by .032"!!

BROWNELL CHOKE COMPARISON CALIPERS
  The Brownell Choke Calipers are COMPARISON calipers 
and are designed with sufficient accuracy to give the amount 
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of CHOKE CHANGE. For actual BORE MEASUREMENT they 
will be accurate within a plus-minus of .002". Calipers giving 
Zero variance between both ends would cost three to five times 
as much - unnecessary when bore diameters vary so greatly.

  Insert one end of calipers into bore, expand to “touch fit” 
and locate maximum choke. Lock T-handle and carefully mike 
protruding comparison end of calipers. This is best done with 
barrel locked in vise. Next, measure the cylinder bore of the gun. 
Subtract your two measurements and refer to the chart. This will 
give you the choke of the gun. Calipers are made of tool steel - 
not hardened. They are long enough to reach cylinder bore of all 
American-made guns, including the 3" Browning Magnum.

DOING CHOKE ADJUSTMENT
  Remove the barrel from the action before altering the choke or, 
if this is not possible, all of the action parts should be removed. 
Secure the barrel in a padded vise in a vertical position, muzzle 
toward the ceiling and approximately waist high. Cutting with 
the barrel in a horizontal position will remove more metal from 
the bottom due to the weight of the reamer. In addition to the 
reamer, you will need: a large tap wrench to hold the reamer, 
dark cutting oil (Do Drill™ will work fine), a cleaning rod and 
plenty of patches. A small can or bucket on the floor under the 
barrel will catch the excess oil and used patches.
  Select the appropriate reamer and, with it adjusted to mini-

mum diameter, try it in the muzzle. If it goes all the way in 
without touching the sides, remove it and adjust for a larger 
diameter. This is done by backing off on the rear adjusting nut a 
half turn maximum and tightening the front adjusting nut. This 
pushes the blades to the rear and up the inclined cuts to enlarge 
the overall diameter of the reamer. The reamer is tapered with 
the small end at the front to guide the reamer for correct align-
ment with the bore and choke.
  Adjust the reamer a small amount at a time until it just touch-

es the sides of the choke. Apply the cutting oil and make the first 
cut by rotating the reamer in a clockwise direction, allowing the 

weight of the reamer and wrench to apply the pressure. When the 
reamer has cut its full length, continue rotating it in the same 
direction of rotation or withdraw without the clockwise rotation, 
or the choke will be scored. Brush the chips from the reamer and 
clean the barrel with a tight patch. Measure the choke and repeat 
the procedure if additional metal must be removed. Test-fire for 
patterns if the customer has specified a particular percentage at 
a given yardage.
  There is a flat on the adjusting nuts that can be used as a 
scale. Position this flat between two of the blades and make a 
cut. Remove the reamer and rotate the nut to a position between 
the next two blades. The second cut will remove .002" from the 
choke DIAMETER.

  The final .001" should be removed with the hone. The stones 
are pressed against the sides of the choke by the coil spring and 
the pressure should be firm at all times to prevent chatter. The 
flexible shaft assures correct alignment with the bore. The hone 
can be rotated in several ways but a regular electric hand drill 
is all that is necessary. Insert the hone in the choke and turn the 
drill on. Move the hone in and out for about fifteen seconds with 
plenty of cutting oil in the barrel. ALWAYS turn the drill OFF 
before removing the hone. Wipe the bore clean and inspect. The 
barrel should be smooth, and free of scratches.

CHROME-LINED BARRELS
  These reamers will not cut chrome-lining, and any attempt to 
do so will ruin the reamer and void the guarantee. To determine 
if a barrel is chrome-lined, touch a drop of Oxpho-Blue™, or other 
good cold blue to the inside of the muzzle. If it blues or stains, it 
is not chrome-lined, and is okay to work on.
  To adjust the choke or a chrome-lined bore, the chrome must 
first be removed. Use Brownells Professional Quality Bore 
Honing Stones (150 Grit Chrome Bore Stones #080-000-013) to 
remove the chrome lining.

REVERSE OR “JUG” CHOKES
  Reverse or “Jug”-type Chokes are occasionally found in guns. 
The choke effect is obtained in Reverse Choking by the removal of 
metal from the bore, starting a short distance behind the muzzle 
and extending down the barrel toward the breech. On a 12 gauge, 
for example, the recess may be from 10" to 12" long and about 
.015" deep for modified choke and .021" deep for full choke. You 
can readily see from this that you cannot “Open Up” a choke such 
as this by making the recess deeper. Doing so would tighten the 
choke! Opening the pattern on such a gun can only be achieved by 

very carefully honing the short stretch of barrel between muzzle 
and choke recess. Repeated test-firings should be made during 
this type of adjustment to be sure too much metal is not removed 
and the pattern opened too much...Proceed with GREAT CARE.
  Check out current catalog for the Shop Price Survey for typical 
charges. A higher charge should be made if a great deal of test-fir-
ing is necessary to achieve the exact percentage pattern required 
by the customer. Also, you will find that after doing a few jobs, 
experience will make it possible for you to proceed quite rapidly 
down to the final honing operation.
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Barrel Caliper  #080-005-000


