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TOOL SELECTION LIST

HOLE TYPE
HOLE DIAMETER THROUGH HOLE
WITHOUT WITH GROOVES
INTERRUPTIONS OR WITH TANDEM BLIND HOLE
SHORT | LONG KEYWAYS SUPPORT
HK6
4,70 - 6.22 mm HK6 | HBL6 - HBL6
HBL6
HK8
6,22 - 7,82 mm HK8 | HBLS CH8 HBLS
HBL8
HK10
7,82 -9,40 mm HK10 | HBL10 CH10 HBL10
HBL10
9.40 - 12,57 mm HK12 | HBL12 CH13 HBL12 HK12
HBL12
HK16
12,57 - 15.72 mm HK16 | HBL16 CH16 HBL16
HBL16
HK20
15.72 - 18.90 mm HK20 | HBL20 CH20 HBL20
HBL20
18,90 - 19,68 HaKzo | HBAL20 CH20 HBAL20 by
90 - 19,68 mm HBAL20
HAL20 HAL20 HAL20
19.68 - 2525 HaKzo | HBAL20 CH25 HBAL20 b
68 - 25,25 mm HBAL20
HAL20 HAL20 HALSO
HAK20
HAK20 | HEAL2D HBAL20
25.25 - 26,19 mm HAL20 CH35 HP28
HP28 HAL20
HP28 HR28
HAK20
HBAL20
26,19 - 31,75 mm HP28 | HP28 CH35 HP28 HALSO
HR28
31,75 - 34,92 mm HP28 | HP28 CH35 HP28 HR28
34,67 - 4445 mm HP28 | HP28 CH44 HP28 HR28
HP28 CH57 HR28
4420 - 57,15 mm HP28 HP28
HHC44 HHC44 HHC44
HP28 CH70 HR28
56,90 - 69,85 mm HP28 HP28
HHC44 HHC44 HHC44
69,85 - 142.0 mm HN600 - HN600 ] HN600




HK SERIES 4
H K6 SHORT HOLES

Diameter range: 4,70 mm - 6,22 mm

ABRASIVE STONE
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ADAPTER SLEEVE

TYPE OF DIAMETER RANGE MANDREL TRUIN TYPE OF
MANDREL (mm) © REFERENCE ADAPTER WEDGE SLILEJEV(E STONOE
4,70-4,83 HK6 470T CR 470
4,83-4,95 HK6 483T CR 483
4,95 - 5,07 HK6 495T CR 495
5,07 - 5,21 HK6 507T CR 507
5,21-5,33 HK6 521T CR 521
HK6 5,33 -5,46 HK6 533T AD6 HK6C CR 533 HK6
5,46 - 5,59 HK6 546T CR 546
5,59 - 5,71 HK6 559T CR 559
5,71-5,84 HK6 571T CR 571
5,84 - 5,97 HK6 584T CR 584
5,97 -6,10 HK6 597T CR 597
6,10 - 6,22 HK6 610T CR 610

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK6 HONING MANDRELS

VATERIALS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK6 E1514 1,40 HK6 E1912 0,30
BRONZE HK6 E1514 1,40 HK6 E1912 0,30
CAST IRON HK6 E1514 0,50 HK6 E1912 0,15
STAINLESS STEEL HK6 E1612 0,80 HK6 E1812 0,40
SOFT STEEL (<28 HRC) HK6 H1514 0,75 HK6 E1912 0,10
HARD STEEL (28-50 HRC) HK6 H1512 0,30 HK6 E1812 0,15
VERY HARD STEEL (>50 HRC) HK6 H1612 0,30 HK6 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




H BL6 L SERIES 5

LONG HOLES

Diameter range: 4,70 mm - 6,22 mm

ABRASIVE STONE

d
WEDGE l/,,/// 74 WEDGE \ ABRASIVE STONE —.

B LI 66
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\ MANDREL TRUING
SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
4,70 - 4,83 HBL6 470T CR 470
4,83-4,95 HBL6 483T CR 483
4,95 -5,07 HBL6 495T CR 495
5,07 - 5,21 HBL6 507T CR 507
5,21-5,33 HBL6 521T CR 521
HBL6 5,33-5,46 HBL6 533T AD6 HBL6C CR 533 HL6
5,46 - 5,59 HBL6 546T CR 546
5,59 -5,71 HBL6 559T CR 559
5,71-5,84 HBL6 571T CR 571
5,84 -597 HBL6 584T CR 584
5,97 - 6,10 HBL6 597T CR 597
6,10 - 6,22 HBL6 610T CR 610
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL6 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL6 E1514 1,40 HL6 E1912 0,30
BRONZE HL6 E1514 1,40 HL6 E1912 0,30
CAST IRON HL6 E1514 0,50 HL6 E1912 0,15
STAINLESS STEEL HL6 E1612 0,80 HL6 E1812 0,40
SOFT STEEL (<28 HRC) HL6 H1514 0,75 HL6 E1912 0,10
HARD STEEL (28-50 HRC) HL6 H1512 0,30 HL6 E1812 0,15
VERY HARD STEEL (>50 HRC) HL6 H1612 0,30 HL6 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




CH SERIES 6
C H 8 HOLES WITH KEYWAY

Diameter range: 6,22 mm - 7,82 mm

(MAXIMUM KEYWAY WIDTH : 2,3 mm)
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(HIGHLY RECOMMENDED FOR USE IN GEARS)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
ANDREL ) RErERENGE ADAPTER WEDGE S ERvE STonE
6,22 - 6,35 CH8 622T CR 622
6,35 - 6,48 CH8 635T CR 635
6,48 - 6,60 CH8 648T CR 648
6,60 - 6,73 CH8 660T CR 660
6,73 - 6,86 CH8 673T CR673
CH8 6,86 - 6,98 CH8 686T ADS CH8 C CR 686 CH8
6,98 - 7,11 CH8 698T CR 698
7,11-7,24 CH8 711T CR711
7,24 -7,37 CH8 724T CR 724
7,37 -7,49 CH8 737T CR 737
7,49 -7,62 CH8 749T CR 749
7,62-7,82 CH8 762T CR 762
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH8 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH8 E1514 1,40 CH8 E1912 0,30
BRONZE CH8 E1514 1,40 CH8 E1912 0,30
CAST IRON CH8 E1514 0,50 CH8 E1912 0,15
STAINLESS STEEL CH8 E1612 0,80 CH8 E1812 0,40
SOFT STEEL (<28 HRC) CH8 H1514 0,65 CH8 E1912 0,10
HARD STEEL (28-50 HRC) CH8 H1512 0,45 CH8 E1812 0,15
VERY HARD STEEL (>50 HRC) CH8 H1612 0,30 CH8 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




HK SERIES 7
H K8 SHORT HOLES

Diameter range: 6,22 mm - 7,82 mm

ABRASIVE STONE

WEDGE \\‘\/// ABRASIVE STONE

| || -~
— u 79 N
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\ MANDREL TRUING
ADAPTER SLEEVE
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
6,22 - 6,35 HK8 622T CR 622
6,35-6,48 HK8 635T CR 635
6,48 - 6,60 HK8 648T CR 648
6,60 - 6,73 HK8 660T CR 660
6,73 - 6,86 HK8 673T CR 673
HK8 6,86 - 6,98 HK8 686T ADS HK8C CR 686 HK8
6,98 - 7,11 HK8 698T CR 698
7,11-724 HK8 711T CR711
7,24 -7,37 HK8 724T CR 724
7,37-7,49 HK8 737T CR 737
7,49 -7,62 HK8 749T CR 749
7,62-7,82 HK8 762T CR 762
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK8 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK8 E1514 1,40 HK8 E1912 0,30
BRONZE HK8 E1514 1,40 HK8 E1912 0,30
CAST IRON HK8 E1514 0,50 HK8 E1912 0,15
STAINLESS STEEL HK8 E1612 0,80 HK8 E1812 0,40
SOFT STEEL (<28 HRC) HK8 H1514 0,75 HK8 E1912 0,10
HARD STEEL (28-50 HRC) HK8 H1512 0,40 HK8 E1812 0,15
VERY HARD STEEL (>50 HRC) HK8 H1612 0,30 HK8 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




L SERIES

HBL3

LONG HOLES

Diameter range: 6,22 mm - 7,82 mm
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MANDREL TRUING
SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE S SN
6,22 - 6,35 HBL8 622T CR 622
6,35 -6,48 HBL8 635T CR 635
6,48 - 6,60 HBL8 648T CR 648
6,60-6,73 HBLS8 660T CR 660
6,73 -6,86 HBL8 673T CR 673
HBLS 6,86 - 6,98 HBL8 686T AD8 HBLSC CR 686 HL8
6,98 - 7,11 HBL8 698T CR 698
7,11-7,24 HBL8 711T CR 711
7,24 -7,37 HBL8 724T CR 724
7,37-7,49 HBL8 737T CR737
7,49-7,62 HBL8 749T CR 749
7,62-7,82 HBL8 762T CR 762
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL8 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL8 E1514 1,40 HL8 E1912 0,30
BRONZE HL8 E1514 1,40 HL8 E1912 0,30
CAST IRON HL8 E1514 0,50 HL8 E1912 0,15
STAINLESS STEEL HL8 E1612 0,80 HL8 E1812 0,40
SOFT STEEL (<28 HRC) HL8 H1514 0,75 HL8 E1912 0,10
HARD STEEL (28-50 HRC) HL8 H1512 0,40 HL8 E1812 0,15
VERY HARD STEEL (>50 HRC) HL8 H1612 0,30 HL8 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




CH SERIES 9

CH10

HOLES WITH KEYWAY

Diameter range: 7,82 mm - 9,40 mm

ABRASIVE STONE (MAXIMUM KEYWAY WIDTH : 2,3 mm)
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MANDREL TRUING
SLEEVE
(HIGHLY RECOMMENDED FOR USE IN GEARS)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
7,82-8,03 CH10 782T CR 782
8,03-8,20 CH10 803T CR 803
8,20 - 8,41 CH10 820T CR 820
CH10 8,41 - 8,61 CH10 841T AD10 CH10C CR 841 CH10
8,61 - 8,81 CH10 861T CR 861
8,81-8,99 CH10 881T CR 881
8,99-9,19 CH10 899T CR 899
9,19-9,40 CH10 919T CR919
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH10 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH10 E1514 1,40 CH10 E1912 0,30
BRONZE CH10 E1514 1,40 CH10 E1912 0,30
CAST IRON CH10 E1514 0,50 CH10 E1912 0,15
STAINLESS STEEL CH10 E1612 0,80 CH10 E1812 0,40
SOFT STEEL (<28 HRC) CH10 H1514 0,65 CH10 E1912 0,10
HARD STEEL (28-50 HRC) CH10 H1512 0,45 CH10 E1812 0,15
VERY HARD STEEL (>50 HRC) CH10 H1612 0,30 CH10 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




O SHORT HOLES
Diameter range: 7,82 mm - 9,40 mm
ABRASIVE STONE
MANDREL
WEDGE ABRASIVE STONE
WEDGE
\ SN
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_ u 79
31,75
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MANDREL
TRUING
SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
7,82 -8,03 HK10 782T CR 782
8,03-8,20 HK10 803T CR 803
8,20 - 8,41 HK10 820T CR 820
HK10 8,41 - 8,61 HK10 841T AD10 HK10C CR 841 HK10
8,61 - 8,81 HK10 861T CR 861
8,81-8,99 HK10 881T CR 881
8,99-9,19 HK10 899T CR 899
9,19-9,40 HK10 919T CR 919
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK10 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK10 E1514 1,40 HK10 E1912 0,30
BRONZE HK10 E1514 1,40 HK10 E1912 0,30
CAST IRON HK10 E1514 0,50 HK10 E1912 0,15
STAINLESS STEEL HK10 E1612 0,80 HK10 E1812 0,40
SOFT STEEL (<28 HRC) HK10 H1514 0,75 HK10 E1912 0,10
HARD STEEL (28-50 HRC) HK10 H1512 0,40 HK10 E1812 0,15
VERY HARD STEEL (>50 HRC) HK10 H1612 0,30 HK10 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




L SERIES
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HBL10

LONG HOLES

Diameter range: 7,82 mm - 9,40 mm
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MANDREL

ABRASIVE STONE

WEDGE
WEDGE
\ S ——
| | —
u
104
57
——
MANDREL TRUING
SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL () REFERENCE ADAPTER WEDGE SLEEVE STONE
7,82-8,03 HBL10 782T CR 782
8,03 - 8,20 HBL10 803T CR 803
8,20 - 8,41 HBL10 820T CR 820
HBL10 8,41 - 8,61 HBL10 841T AD10 HBL10C CR 841 HL10
8,61 -8,81 HBL10 861T CR 861
8,81-8,99 HBL10 881T CR 881
8,99-9,19 HBL10 899T CR 899
9,19 -9,40 HBL10 919T CR919
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL10 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL10 E1514 1,40 HL10 E1912 0,30
BRONZE HL10 E1514 1,40 HL10 E1912 0,30
CAST IRON HL10 E1514 0,50 HL10 E1912 0,15
STAINLESS STEEL HL10 E1612 0,80 HL10 E1812 0,40
SOFT STEEL (<28 HRC) HL10 H1514 0,75 HL10 E1912 0,10
HARD STEEL (28-50 HRC) HL10 H1512 0,40 HL10 E1812 0,15
VERY HARD STEEL (>50 HRC) HL10 H1612 0,30 HL10 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




C 3 HOLES WITH KEYWAY
Diameter range: 9,40 mm - 12,57 mm
(MAXIMUM KEYWAY WIDTH: 3,1 mm)
ABRASIVE STONE
\\ﬁ\\\\\\ MANDREL
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MANDREL TRUING
SLEEVE
(HIGHLY RECOMMENDED FOR USE IN CONNECTINGS RODS AND GEARS)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
9,40-9,78 CH13 9407 CR 940
9,78-10,16 CH13 978T CR 978
10,16 - 10,57 CH13 1016T CR 1016
10,57 - 10,97 CH13 1057T CR 1057
H1 ’ ’ AD1 H1 H1
CH13 10,97 - 11,35 CH13 1097T 3 CH13C CR 1097 CH13
11,35 - 11,76 CH13 1135T CR 1135
11,76 - 12,17 CH13 1176T CR 1176
12,17 - 12,57 CH13 1217T CR 1217
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH13 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH13 E1514 1,40 CH13 E1912 0,30
BRONZE CH13 E1514 1,40 CH13 E1912 0,30
CAST IRON CH13 E1514 0,50 CH13 E1912 0,15
STAINLESS STEEL CH13 E1612 0,80 CH13 E1812 0,40
SOFT STEEL (<28 HRC) CH13 H1514 0,65 CH13 E1912 0,10
HARD STEEL (28-50 HRC) CH13 H1512 0,45 CH13 E1812 0,15
VERY HARD STEEL (>50 HRC) CH13 H1612 0,30 CH13 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




HK SERIES
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HK12

SHORT HOLES

Diameter range: 9,40 mm - 12,57 mm
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MANDREL TRUING
SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
9,40-9,78 HK12 940T CR 940
9,78 -10,16 HK12 978T CR 978
10,16 - 10,57 HK12 1016T CR 1016
HK12 10,57 - 10,97 HK12 1057T AD13 HK12C CR 1057 HK12
10,97 - 11,35 HK12 1097T CR 1097
11,35- 11,76 HK12 1135T CR 1135
11,76 - 12,17 HK12 1176T CR 1176
12,17 - 12,57 HK12 1217T CR 1217
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK12 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK12 E1512 1,40 HK12 E1912 0,30
BRONZE HK12 E1512 1,40 HK12 E1912 0,30
CAST IRON HK12 E1512 0,50 HK12 E1912 0,15
STAINLESS STEEL HK12 E1611 0,80 HK12 E1812 0,40
SOFT STEEL (<28 HRC) HK12 H1512 0,75 HK12 E1912 0,10
HARD STEEL (28-50 HRC) HK12 H1511 0,45 HK12 E1812 0,15
VERY HARD STEEL (>50 HRC) HK12 H1611 0,30 HK12 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




L SERIES
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HBL12

LONG HOLES

Diameter range: 9,40 mm - 12,657 mm
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MANDREL
TRUING
\ SLEEVE
ADAPTER
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
9,40-9,78 HBL12 940T CR 940
9,78-10,16 HBL12 978T CR 978
10,16 - 10,57 HBL12 1016T CR 1016
HBL12 10,57 - 10,97 HBL12 1057T AD13 HBL12C CR 1057 HL12
10,97 - 11,35 HBL12 1097T CR 1097
11,35- 11,76 HBL12 1135T CR 1135
11,76 - 12,17 HBL12 1176T CR 1176
12,17 - 12,57 HBL12 1217T CR 1217
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL12 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL12 E1512 1,40 HL12 E1912 0,30
BRONZE HL12 E1512 1,40 HL12 E1912 0,30
CAST IRON HL12 E1512 0,50 HL12 E1912 0,15
STAINLESS STEEL HL12 E1611 0,80 HL12 E1812 0,40
SOFT STEEL (<28 HRC) HL12 H1512 0,75 HL12 E1912 0,10
HARD STEEL (28-50 HRC) HL12 H1511 0,45 HL12 E1812 0,15
VERY HARD STEEL (>50 HRC) HL12 H1611 0,30 HL12 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




CH SERIES 15

CH16

HOLES WITH KEYWAY

Diameter range: 12,67 mm - 15,72 mm

(MAXIMUM KEYWAY WIDTH: 3,9 mm)
ABRASIVE STONE

MANDREL

7

N

T
@7}/‘3’?}}%
NN
NES

WEDGE

ABRASIVE STONE
WEDGE =
X

ADAPTER | | L
\
=]
101

41,2
\ Y
TRUING
MANDREL SLEEVE
(HIGHLY RECOMMENDED FOR USE IN CONNECTING RODS AND GEARS)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE e .
12,57 - 13,36 CH16 1257T CR 1257
CH16 13,36 - 14,15 CH16 1336T AD16 CH16 C CR 1336 CH16
14,15-14,94 CH16 1415T CR 1415
14,94 - 15,72 CH16 1494T CR 1494
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH16 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH16 E1514 1,40 CH16 E1912 0,30
BRONZE CH16 E1514 1,40 CH16 E1912 0,30
CAST IRON CH16 E1514 0,50 CH16 E1912 0,15
STAINLESS STEEL CH16 E1612 0,80 CH16 E1812 0,40
SOFT STEEL (<28 HRC) CH16 H1514 0,65 CH16 E1912 0,10
HARD STEEL (28-50 HRC) CH16 H1512 0,45 CH16 E1812 0,15
VERY HARD STEEL (>50 HRC) CH16 H1612 0,30 CH16 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




HK SERIES

16

HK16

SHORT HOLES

Diameter range: 12,67 mm - 15,72 mm

ABRASIVE STONE

MANDREL

ABRASIVE STONE

Y WEDGE
WEDGE \ —
| | L ~
U
- 11
_ 57,1
\ MANDREL TRUING
ADAPTER SLEEVE
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE e e
12,57 - 13,36 HK16 1257T CR 1257
HK16 13,36 - 14,15 HK16 1336T AD16 HK16C CR 1336 HK16
14,15-14,94 HK16 1415T CR 1415
14,94 - 15,72 HK16 1494T CR 1494
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK16 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK16 E1512 1,40 HK16 E1912 0,30
BRONZE HK16 E1512 1,40 HK16 E1912 0,30
CAST IRON HK16 E1512 0,50 HK16 E1912 0,15
STAINLESS STEEL HK16 E1611 0,80 HK16 E1812 0,40
SOFT STEEL (<28 HRC) HK16 H1512 0,75 HK16 E1912 0,10
HARD STEEL (28-50 HRC) HK16 H1511 0,45 HK16 E1812 0,15
VERY HARD STEEL (>50 HRC) HK16 H1611 0,30 HK16 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.
For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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HBL16

LONG HOLES

Diameter range: 12,67 mm - 15,72 mm

ABRASIVE STONE

WEDGE

MANDREL

WEDGE T - —
_\ — =T ]
[T —
170
~ 14,3 R
—_— | L
\ MANDREL
TRUING
ADAPTER SLEEVE
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
VL (mm) REFERENCE ADAPTER WEDGE SE ST
12,57 - 13,36 HBL16 1257T CR 1257
HBL16 13,36 - 14,15 HBL16 1336T AD16 HBL16C CR 1336 HL16
14,15 - 14,94 HBL16 1415T CR 1415
14,94 - 15,72 HBL16 1494T CR 1494
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL16 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL16 E1512 1,40 HL16 E1912 0,30
BRONZE HL16 E1512 1,40 HL16 E1912 0,30
CAST IRON HL16 E1512 0,50 HL16 E1912 0,15
STAINLESS STEEL HL16 E1611 0,80 HL16 E1812 0,40
SOFT STEEL (<28 HRC) HL16 H1512 0,75 HL16 E1912 0,10
HARD STEEL (28-50 HRC) HL16 H1511 0,45 HL16 E1812 0,15
VERY HARD STEEL (>50 HRC) HL16 H1611 0,30 HL16 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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CH20

HOLES WITH KEYWAY

Diameter range: 15,72 mm - 19,68 mm

ABRASIVE STONE (MAXIMUM KEYWAY WIDTH: 5,5 mm)

MANDREL

ABRASIVE STONE

WEDGE

ADAPTER
_\ 111
47,6

— [ 1I]

\ MANDREL

TRUING
SLEEVE
(HIGHLY RECOMMENDED FOR USE IN CONNECTING RODS AND GEARS)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
15,72 - 16,51 CH20 1572T CR 1572
16,51 - 17,30 CH20 1651T CR 1651
CH20 17,30 - 18,11 CH20 1730T AD20 CH20 C CR 1730 CH20
18,11 - 18,90 CH20 1811T CR 1811
18,90 - 19,68 CH20 1890T CR 1890
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH20 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH20 E1512 1,40 CH20 E1912 0,30
BRONZE CH20 E1512 1,40 CH20 E1912 0,30
CAST IRON CH20 E1512 0,50 CH20 E1912 0,15
STAINLESS STEEL CH20 E1611 0,80 CH20 E1812 0,40
SOFT STEEL (<28 HRC) CH20 H1512 0,65 CH20 E1912 0,10
HARD STEEL (28-50 HRC) CH20 H1511 0,45 CH20 E1812 0,15
VERY HARD STEEL (>50 HRC) CH20 H1611 0,30 CH20 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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HK20

SHORT HOLES

Diameter range: 15,72 mm - 18,90 mm

ABRASIVE STONE
MANDREL

ABRASIVE STONE

WEDGE WEDGE
\ SRS
L] -
U
- 17 s
ad 63 L
\ MANDREL
ADAPTER TRUING
SLEEVE
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE STONE
15,72 - 16,51 HK20 1572T CR 1572
HK20 16,51-17,30 HK20 1651T AD20 HK20C CR 1651 HK20
17,30 - 18,11 HK20 1730T CR 1730
18,11 - 18,90 HK20 1811T CR 1811
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HK20 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK20 E1512 1,40 HK20 E1912 0,30
BRONZE HK20 E1512 1,40 HK20 E1912 0,30
CAST IRON HK20 E1512 0,50 HK20 E1912 0,15
STAINLESS STEEL HK20 E1611 0,80 HK20 E1812 0,40
SOFT STEEL (<28 HRC) HK20 H1512 0,75 HK20 E1912 0,10
HARD STEEL (28-50 HRC) HK20 H1511 0,45 HK20 E1812 0,15
VERY HARD STEEL (>50 HRC) HK20 H1611 0,30 HK20 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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HBL20

LONG HOLES

Diameter range: 15,72 mm - 18,90 mm

ABRASIVE STONE

WEDGE

MANDREL

ABRASIVE STONE —\

WEDGE—\ [— e
[T —
- 170 s
- 114,3 R
\l_ll
TRUING
\ ADAPTER MANDREL SLEEVE
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
ety (mm) REFERENCE ADAPTER WEDGE SRR N
15,72 - 16,51 HBL20 1572T CR 1572
HBL20 16,51 -17,30 HBL20 1651T AD20 HBL20C CR 1651 HL20
17,30 - 18,11 HBL20 1730T CR 1730
18,11 - 18,90 HBL20 1811T CR 1811
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBL20 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL20 E1512 1,40 HL20 E1912 0,30
BRONZE HL20 E1512 1,40 HL20 E1912 0,30
CAST IRON HL20 E1512 0,50 HL20 E1912 0,15
STAINLESS STEEL HL20 E1611 0,80 HL20 E1812 0,40
SOFT STEEL (<28 HRC) HL20 H1512 0,75 HL20 E1912 0,10
HARD STEEL (28-50 HRC) HL20 H1511 0,45 HL20 E1812 0,15
VERY HARD STEEL (>50 HRC) HL20 H1611 0,30 HL20 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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SHORT HOLES

Diameter range: 18,90 mm - 26,19 mm

MANDREL

ABRASIVE STONE

ABRASIVE STONE

WEDGE

iy ~

— &

 —
\ TRUING
ADAPTER MANDREL SLEEVE
GUIDE SHOE
SCREWS

D
D

TYPE OF DIAMETER RANGE MANDREL TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE ADAPTER Wiz SLEEVE BRONZE HARD STONE

18,90 - 19,68 HAK20 1890 CR 1890 HK20 Z1B | HK20 21D

19,68 - 20,47 HAK20 1968 CR 1968

20,47 - 21,29 HAK20 2047 CR 2047

21,29 - 22,07 HAK20 2129 CR 2129 HK20 z2B | HK20 z2D
HAK20 22,07 - 22,86 HAK?20 2207 AD25 HK20C CR 2207 HK20

22,86 - 23,65 HAK20 2286 CR 2286

23,65 -24,43 HAK20 2365 CR 2365

24,43 - 25,25 HAK20 2443 CR 2443 HK20 238 | HK20 23D

25,25 - 26,19 HAK20 2525 CR 2525

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HAK20 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HK20 E1512 1,40 HK20 E1912 0,30
BRONZE HK20 E1512 1,40 HK20 E1912 0,30
CAST IRON HK20 E1512 0,50 HK20 E1912 0,15
STAINLESS STEEL HK20 E1611 0,80 HK20 E1812 0,40
SOFT STEEL (<28 HRC) HK20 H1512 0,75 HK20 E1912 0,10
HARD STEEL (28-50 HRC) HK20 H1511 0,45 HK20 E1812 0,15
VERY HARD STEEL (>50 HRC) HK20 H1611 0,30 HK20 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer,

finer stone type depending on the type of material being stripped.

coarser or

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone

with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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HBAL20

LONG HOLES

Diameter range: 18,90 mm - 26,19 mm

ABRASIVE STONE

ABRASIVE STONE —\

WEDGE e e e—— i pea—
_\ —

GUIDE SHOE
—
TRUING
< 170 SLEEVE
; 114 s

\ MANDREL L il

J & i A J & GUIDE SHOE

(2 are needed)

N\
G N=2
i,

WEDGE

ADAPTER
SCREWS
TYPE OF DIAMETER RANGE MANDREL TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE BRONZE HARD STONE
18,90 - 19,68 HBAL20 1890 CR1890 | Hi20z1B | HL20 Z1D
19,68 - 20,47 HBAL20 1968 CR 1968
20,47 - 21,29 HBAL20 2047 CR 2047
21,29 - 22,07 HBAL20 2129 CR 2129 HL20 Z2B | HL20 Z2D
HBAL20 22,07 - 22,86 HBAL20 2207 AD25 HBL20C CR 2207 HL20
22,86 - 23,65 HBAL20 2286 CR 2286
23,65 -24,43 HBAL20 2365 CR 2365
24,43 - 25,25 HBAL20 2443 CR 2443 HL20Z3B | HL20Z3D
25,25 - 26,19 HBAL20 2525 CR 2525

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HBAL20 HONING MANDRELS

VI ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL20 E1512 1,40 HL20 E1912 0,30
BRONZE HL20 E1512 1,40 HL20 E1912 0,30
CAST IRON HL20 E1512 0,50 HL20 E1912 0,15
STAINLESS STEEL HL20 E1611 0,80 HL20 E1812 0,40
SOFT STEEL (<28 HRC) HL20 H1512 0,75 HL20 E1912 0,10
HARD STEEL (28-50 HRC) HL20 H1511 0,45 HL20 E1812 0,15
VERY HARD STEEL (>50 HRC) HL20 H1611 0,30 HL20 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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EXTRA LONG HOLES

Diameter range: 18,90 mm - 26,19 mm

MANDREL

WEDGE

ABRASIVE STONE

GUIDE SHOE

ABRASIVE STONE —\

WEDGE~_
‘:[3 — TRUING
. oa SLEEVE
\ 114
fe
3 — —
MANDREL/ I ” I'\
IDE SHOE
A A A A 8Lére neSed(gd)
ADAPTER
SCREWS

TYPEOF | DIAMETER RANGE MANDREL TRUING CUIDIE 17012 TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE BRONZE HARD STONE

18,90 - 19,68 HAL20 1890 CR1890 | ni20218 | HL20 Z1D

19,68 - 20,47 HAL20 1968 CR 1968

20,47 - 21,29 HAL20 2047 CR 2047

21,29 - 22,07 HAL20 2129 CR 2129 HL20 Z2B | HL20 Z2D
HAL20 22,07 - 22,86 HAL20 2207 ADL25 HL20C CR 2207 HL20

22,86 - 23,65 HAL20 2286 CR 2286

23,65-24,43 HAL20 2365 CR 2365

24,43 - 25,25 HAL20 2443 CR 2443 HL2023B | HL20 Z3D

25,25 - 26,19 HAL20 2525 CR 2525

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HAL20 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HL20 E1512 1,40 HL20 E1912 0,30
BRONZE HL20 E1512 1,40 HL20 E1912 0,30
CAST IRON HL20 E1512 0,50 HL20 E1912 0,15
STAINLESS STEEL HL20 E1611 0,80 HL20 E1812 0,40
SOFT STEEL (<28 HRC) HL20 H1512 0,75 HL20 E1912 0,10
HARD STEEL (28-50 HRC) HL20 H1511 0,45 HL20 E1812 0,15
VERY HARD STEEL (>50 HRC) HL20 H1611 0,30 HL20 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.
For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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CH25

HOLES WITH KEYWAY

Diameter range: 19,68 mm - 25,25 mm

ABRASIVE STONE (MAXIMUM KEYWAY WIDTH: 5,5 mm)

MANDREL

a
7

N
Ny
&

N
NN
SRR
/’\
S

WEDGE

WEDGE —\ |<—> / ABRASIVE STONE
T .

ADAPTER
_\ 111

\

MANDREL

TRUING
SLEEVE

(HIGHLY RECOMMENDED FOR USE IN CONNECTING RODS AND GEARS)

MANDREL
e e B
19,68 - 20,47 CH25 1968T CR 1968
20,47 - 21,29 CH25 2047T CR 2047
21,29 - 22,07 CH25 2129T CR 2129
CH25 22,07 - 22,86 CH25 2207T AD25 CH20C CR 2207 CH20
22,86 -23,65 CH25 2286T CR 2286
23,65-24,43 CH25 2365T CR 2365
24,43 - 25,25 CH25 2443T CR 2443
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH25 HONING MANDRELS
VATERIALS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH20 E1512 1,40 CH20 E1912 0,30
BRONZE CH20 E1512 1,40 CH20 E1912 0,30
CAST IRON CH20 E1512 0,50 CH20 E1912 0,15
STAINLESS STEEL CH20 E1611 0,80 CH20 E1812 0,40
SOFT STEEL (<28 HRC) CH20 H1512 0,65 CH20 E1912 0,10
HARD STEEL (28-50 HRC) CH20 H1511 0,45 CH20 E1812 0,15
VERY HARD STEEL (>50 HRC) CH20 H1611 0,30 CH20 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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HOLES WITH KEYWAY

Diameter range: 25,20 mm - 34,92 mm

ABRASIVE STONE (MAXIMUM KEYWAY WIDTH: 7,9 mm)

ABRASIVE STONE
TENSION BLOCK FLW
WEDGE \ ) e

GUIDE SHOE TRUING
I:I: —~ SLEEVE

ADAPTER
\ 122 R

e dodeetetototetotetototetotedote!
SRUKKKKKKRKKIIKKE,
oo ot ate ot tetetototetotete!
oot ot te ot totetotetetots
190909000 0. 095 9: 0.0, 0.9,0.0.0.9.9,
00000000 0: 0090 0.0,0.0.9.0.0.0.0.
SRIIAKEINKKKEKK,
SRUEIIAKRKKKIKK,
SRUERIRKKKKKKKLKK,
SRR
SREIKEEKIIEANKEK

/ GUIDE SHOE (2 are needed))
MANDREL ‘//_

1 1

SHOE CLAMP (4 are needed) / [ I
SCREWS ( )

(HIGHLY RECOMMENDED FOR USE IN CONNECTING RODS AND GEARS)

4 units

TYPEOF | DIAMETER RANGE MANDREL TRUING SHOE TENSION | BRONZE TYPE OF
MANDREL (mm) REFERENCE ADAPTER WEDGE SLEEVE CLAMP BLOCK o STONE
25,20 - 26,97 CH35 2520 CR2520 | CH35G1 CH35 718
26,77 - 28,57 CH35 2677 CR2677 | shoe damp 2unis
Se
CH35 28,37 -30,15 CH35 2837 AD35 CH35C CR 2837 set CH35BP CH35
29,95-3175 | CH352995 CR29%5 | cHss g2 CH35 728B
31,55 -33,32 CH35 3155 CR 3155 4 shoe clamp 2 units
33,12 - 34,92 CH35 3312 CR3312 | *4surews set
NOTE : When the guide shoes need changing, fit the new ones leaving the clamp screws unlocked,
being sure that the machine is switched off, give feed up to contact with the piece and tight the screws.
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH35 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH35 E1512 1,40 CH35E1912 0,30
BRONZE CH35 E1512 1,40 CH35E1912 0,30
CAST IRON CH35E1512 0,50 CH35 E1912 0,15
STAINLESS STEEL CH35 E1611 0,80 CH35E1812 0,40
SOFT STEEL (<28 HRC) CH35 H1512 0,65 CH35E1912 0,10
HARD STEEL (28-50 HRC) CH35 H1511 0,45 CH35 E1812 0,15
VERY HARD STEEL (>50 HRC) CH35 H1611 0,30 CH35 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




26

CH SERIES
C H44 HOLES WITH KEYWAY

Diameter range: 34,67 mm - 44,45 mm

ABRASIVE STONE (MAXIMUM KEYWAY WIDTH: 9,5 mm)

WEDGE
68,2

TENSION BLOCK e
C2
PRIMARY WEDGE \O_'/ c1

MANDREL GUIDE SHOE

ABRASIVE STONE

| — TRUING

142 / SLEEVE
/ GUIDE SHOE (2 are needed)
MANDREL i
c— P

1

SHOE CLAMP (4 are needed) —/ !\ /
SCREWS (4 units)

(HIGHLY RECOMMENDED FOR USE IN CONNECTING RODS, GEARS AND MOTORCYCLE CYLINDERS)

TYPE OF DIAMETER RANGE MANDREL PRIMARY SECONDARY TRUING SHOE TENSION BGRLCJ)II\SIZEE TYPE OF
EEIREL (mm) REFERENCE WEDGE WEDGES SLEEVE CLAMP [ BLOCK | soE STONE
34,67 - 38,10 CH44 3467 CR 3467 CH44 G CH44 7B
CH44 37,85-41,27 CH443785 | CHA4CP |CH44CT|CH44C2| CR3785 |4shoodampl CHA4BP | 2unis CHa4
41,02 - 44,45 CH44 4102 CR 4102 ot set

NOTE: Change to CH44 C2 when the desired diameter cannot be reached using CH44 C1
When the guide shoes need changing, fit the new ones leaving the clamp screws unlocked,
being sure that the machine is switched off, give feed up to contact with the piece and tight the screws.

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH44 HONING MANDRELS

MATERIALS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH44 E1512 1,40 CH44 E1912 0,30
BRONZE CH44 E1512 1,40 CH44 E1912 0,30
CAST IRON CH44 E1512 0,50 CH44 E1912 0,15
STAINLESS STEEL CH44 E1611 0,80 CH44 E1812 0,40
SOFT STEEL (<28 HRC) CH44 H1512 0,65 CH44 E1912 0,10
HARD STEEL (28-50 HRC) CH44 H1511 0,45 CH44 E1812 0,15
VERY HARD STEEL (>50 HRC) CH44 H1611 0,30 CH44 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




CH57 CH SERIES 27

HOLES WITH KEYWAY

Diameter range: 44,20 mm - 57,15 mm

(MAXIMUM KEYWAY WIDTH: 12,7 mm)
80

TENSION BLOCK\ ABRASIVE STONE
o o T 5o ]/
Cc2
o
R—i‘/cn
PRIMARY WEDGE\ /
GUIDE SHOE

ABRASIVE STONE
WEDGE

MANDREL |
166 TRUING
SLEEVE
© ﬂq
GUIDE SHOE(2 are needed))
MANDREL . .
/ 1 1
SHOE CLAMP (4 are needed) \ j
SCREWS (4 units)
(HIGHLY RECOMMENDED FOR USE IN GEARS AND MOTORCYCLE CYLINDERS)
TYPE OF DIAMETER RANGE MANDREL PRIMARY SECONDARY TRUING SHOE TENSION Bg&“[‘)ZEE TYPE OF
MANDREL (mm) REFERENCE WEDGE WEDGES SLEEVE CLAMP BLOCK SHOE STONE
44,20 - 47,62 CH57 4420 CR 4420 CH57 G
- CH57 ZB
CHS57 47,37 - 50,80 CHS74737 | chszcp | chsret | cHsrca|  OR4737 lusnoecamp| CHS7BP | pome |  CHS7
50,55 - 53,97 CH57 5055 CR5055 | +4 sorews o
53,72 - 57,15 CH57 5372 CR 5372 s
NOTE: Change to CH57 C2 when the desired diameter cannot be reached using CH57 C1
When the guide shoes need changing, fit the new ones leaving the clamp screws unlocked,
being sure that the machine is switched off, give feed up to contact with the piece and tight the screws.
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH57 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH57 E1512 1,40 CH57 E1912 0,30
BRONZE CH57 E1512 1,40 CH57 E1912 0,30
CAST IRON CH57 E1512 0,50 CH57 E1912 0,15
STAINLESS STEEL CH57 E1611 0,80 CH57 E1812 0,40
SOFT STEEL (<28 HRC) CH57 H1512 0,65 CH57 E1912 0,10
HARD STEEL (28-50 HRC) CH57 H1511 0,45 CH57 E1812 0,15
VERY HARD STEEL (>50 HRC) CH57 H1611 0,30 CH57 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




CH SERIES 28

HOLES WITH KEYWAY

Diameter range: 56,90 mm - 69,85 mm

(MAXIMUM KEYWAY WIDTH: 15,8 mm)

TENSION BLOCK—\

(@)
PRIMARY WEDGE—\

GUIDE SHOE
I_/ TRUING

191 / SLEEVE
MANDREL / GUIDE SHOE (2 are needed)

[a— [Emm)
SHOE CLAMP (4 are needed) i

1
\ SCREWS (4 units) /

(HIGHLY RECOMMENDED FOR USE IN GEARS AND MOTORCYCLE CYLINDERS)

ABRASIVE STONE

WEDGE

N

<

S

MANDREL

TYPE OF DIAMETER RANGE MANDREL PRIMARY SECONDARY TRUING SHOE TENSION Bg&'BEE TYPE OF
MANDREL (mm) REFERENCE WEDGE WEDGES SLEEVE CLAMP BLOCK SHOE STONE
56,90 - 60,32 CH70 5690 CR 5690
CHIOG CH70 ZB
chro | 8007-6350 1 CHT0B007 | opzoce | crroct | croce| CREOOT  lashoecamol crzopp |75y | CH7O
63,25 - 66,67 CH70 6325 CR 6325 screws et
66,42 - 69,85 CH70 6642 CR 6642

NOTE: Change to CH70 C2 when the desired diameter cannot be reached using CH70 C1
When the guide shoes need changing, fit the new ones leaving the clamp screws unlocked,
being sure that the machine is switched off, give feed up to contact with the piece and tight the screws.

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH CH70 HONING MANDRELS

MATERIALS ROUGHING PROCESS FINISHING PROCESS

TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM CH70 E1512 1,40 CH70 E1912 0,30
BRONZE CH70 E1512 1,40 CH70 E1912 0,30
CAST IRON CH70 E1512 0,50 CH70 E1912 0,15
STAINLESS STEEL CH70 E1611 0,80 CH70 E1812 0,40
SOFT STEEL (<28 HRC) CH70 H1512 0,65 CH70 E1912 0,10
HARD STEEL (28-50 HRC) CH70 H1511 0,45 CH70 E1812 0,15
VERY HARD STEEL (>50 HRC) CH70 H1611 0,30 CH70 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




P SERIES 29

EXTRA LONG HOLES

Diameter range: 25,15 mm - 66,67 mm

ABRASIVE sTONE ~ PRESSURE BLOCK \ / ABRASIVE STONE ;— RETENTION BLOCK

83.3

WEDGE < 166.6 >

MANDREL

I | TRUING
SLEEVE

MANDREL —\ 5 237 .

/! O G U U |
GUIDE SHOE (2 are needed)

SCREWS

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) 1 OR 2 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPE OF DIAMETER RANGE MANDREL PRESSURE | RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25,15 - 26,97 2HP28 2515 CR 2515 i HP28 718
26,72 - 28,57 2HP28 2672 CR 2672
28,32 - 30,15 2HP28 2832 CR 2832 ] HP28 798
29,90 - 31,75 2HP28 2990 CR 2990
31,24 - 34,92 2HP28 3124 HP28BP1| HP28BR1 2P28C1 CR 3124 HP28 Z3Z | HP28 Z3B
34,42 - 38,10 2HP28 3442 CR 3442 | HP28 747 | HP28 Z4B
37,59 - 41,27 2HP28 3759 CR 3759
2HP28 40,77 - 44,45 2HP28 4077 crao77 | HP28 252 | HP28258 HP28
43,94 - 47,62 2HP28 4394 CR 4394
47,12 - 50,80 2HP28 4712 CRa712 | 28262 | HP28 268
50,29 - 53,97 2HP28 5029 CR 5029
53,47 - 57,15 2HP28 5347 CR5347 | HP28Z7Z | HP28 Z7B
' ’ 2P28C2
56,64 - 60,32 2HP28 5664 HP28BP2| HP28BR2 CR 5664
59,82 - 63,50 2HP28 5982 CR 5982
62,99 - 66,67 2HP28 6299 CR6209 | HP2828Z| HP28 788

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HP28 HONING MANDRELS

TS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HP28 E1512 1,40 HP28 E1912 0,30
BRONZE HP28 E1512 1,40 HP28 E1912 0,30
CAST IRON HP28 E1512 0,50 HP28 E1912 0,15
STAINLESS STEEL HP28 E1611 0,80 HP28 E1812 0,40
SOFT STEEL (<28 HRC) HP28 H1512 0,75 HP28 E1912 0,10
HARD STEEL (28-50 HRC) HP28 H1511 0,45 HP28 E1812 0,15
VERY HARD STEEL (>50 HRC) HP28 H1611 0,30 HP28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




P SERIES 30

EXTRA LONG HOLES

Diameter range: 25,15 mm - 66,67 mm

ABRASIVE STONE ABRASIVE STONE RETENTION BLOCK
PRESSURE BLOCK —\ / /

—~C S | S

WEDGE 83.3
249.9
MANDREL
— TRUING
! A= - SLEEVE
GUIDE SHOE
MANDREL
\ P 320 _
[ I 1l ]
[ | I ]
/ 111111111
GUIDE SHOE (3 are needed)
SCREWS

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) 1,2 OR 3 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPE OF DIAMETER RANGE MANDREL PRESSURE| RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25,15-26,97 3HP28 2515 CR 2515 R HP28 Z1B
26,72 - 28,57 3HP28 2672 CR 2672
28,32 - 30,15 3HP28 2832 CR 2832
29,90 - 31,75 3HP28 2990 CR 2990 i HP28 228
31,24 - 34,92 3HP28 3124 HP28BP1| HP28BR1 3P28C1 CR 3124 HP28 737 | HP28 Z3B
34,42 - 38,10 3HP28 3442 CR 3442 HP28 747 | HP28 Z4B
37,59 - 41,27 3HP28 3759 CR 3759
3HP28 40,77 - 44,45 3HP28 4077 CR 4077 HP28 252 | HP28 258 HP28
43,94 - 47,62 3HP28 4394 CR 4394
47,12 - 50,80 3HP28 4712 CR 4712 HP28 262 | HP28 268
50,29 - 53,97 3HP28 5029 CR 5029
53,47 - 57,15 3HP28 5347 HP28BP2 | HP28BR2 3P28C2 CR 5347 HP28 Z7Z | HP28 Z7B
56,64 - 60,32 3HP28 5664 CR 5664
59,82 - 63,50 3HP28 5982 CR 5982
62,99 - 66,67 3HP28 6299 CRG299 | HP28282 HP28 288

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HP28 HONING MANDRELS

G ROUGHING PROCESS FINISHING PROCESS

TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HP28 E1512 1,40 HP28 E1912 0,30
BRONZE HP28 E1512 1,40 HP28 E1912 0,30
CAST IRON HP28 E1512 0,50 HP28 E1912 0,15
STAINLESS STEEL HP28 E1611 0,80 HP28 E1812 0,40
SOFT STEEL (<28 HRC) HP28 H1512 0,75 HP28 E1912 0,10
HARD STEEL (28-50 HRC) HP28 H1511 0,45 HP28 E1812 0,15
VERY HARD STEEL (>50 HRC) HP28 H1611 0,30 HP28 E1812 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




P SERIES

31

EXTRA LONG HOLES

Diameter range: 25,15 mm - 66,67 mm

ABRASIVE STONE

PRESSURE BLOCK -\

WEDGE
MANDREL \

/ ABRASIVE STONE

/ RETENTION BLOCK

SN =N

S—mxm

333.2

83.3

A\

[ IS

MANDREL \

403

J TRUING

SLEEVE

GUIDE SHOE (4 are needed) /

LU U U U N0 U U O O O O |

\—SCREWS

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) 1,2, 3 OR 4 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPE OF DIAMETER RANGE MANDREL PRESSURE| RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25,15 - 26,97 4HP28 2515 CR 2515 HP28 Z1B
26,72 - 28,57 4HP28 2672 CR 2672
28,32 -30,15 4HP28 2832 CR 2832
' ’ - HP28 Z2B
29,90 - 31,75 4HP28 2990 CR 2990
31,24 - 34,92 4HP28 3124 HP28BP1| HP28BRH 4P28C1 CR 3124 HP28 Z3Z | HP28 Z3B
34,42 - 38,10 4HP28 3442 CR 3442 HP28 Z4Z | HP28 Z4B
37,59 - 41,27 4HP28 3759 CR 3759
4HP28 40,77 - 44,45 4HP28 4077 CR 4077 HP28 252 | HP28 258 HP28
43,94 - 47,62 4HP28 4394 CR 4394
47,12 - 50,80 4HP28 4712 CR 4712 HP28 Z6Z | HP28 Z6B
50,29 - 53,97 4HP28 5029 CR 5029
53,47 - 57,15 4HP28 5347 HP28BP2| HP28BR2 4P28C2 CR 5347 HP28 Z7Z | HP28 Z7B
56,64 - 60,32 4HP28 5664 CR 5664
59,82 - 63,50 4HP28 5982 CR 5982
62,99 - 66,67 4HP28 6299 CRe299 | HP28272| HP2827B
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HP28 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HP28 E1512 1,40 HP28 E1912 0,30
BRONZE HP28 E1512 1,40 HP28 E1912 0,30
CAST IRON HP28 E1512 0,50 HP28 E1912 0,15
STAINLESS STEEL HP28 E1611 0,80 HP28 E1812 0,40
SOFT STEEL (<28 HRC) HP28 H1512 0,75 HP28 E1912 0,10
HARD STEEL (28-50 HRC) HP28 H1511 0,45 HP28 E1812 0,15
VERY HARD STEEL (>50 HRC) HP28 H1611 0,30 HP28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




5HP28 P SERIES 32

EXTRA LONG HOLES

Diameter range: 25,15 mm - 66,67 mm

ABRASIVE STONE

RETENTION BLOCK
PRESSURE BLOCK \ / ABRASIVE STONE [
O s s~ [
< 833
WEDGE P 416,5 >
MANDREL
GUIDE SHOE O T | TRUING

SLEEVE

MANDREL
\ B 486 .

| i I I I i
/1!1;!111!1!11!1

GUIDE SHOE (5 are needed)
SCREWS

NOTES: 1) NO ADAPTER IS REQUIRED ; 2) 1, 2, 3,4 OR 5 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPE OF DIAMETER RANGE MANDREL PRESSURE | RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
2515 - 26,97 5HP28 2515 CR 2515 ] HP28 718
26,72 - 28,57 5HP28 2672 CR 2672
28,32 - 3(1); 5 5:E§8 2832 SE 5832 ] -
3,90-31,75 SHP282990 | \1pogsp1| HP28BR1|  5P28C1 990
31043492 5HP28 3124 CR3124 | HP28 Z3Z | HP28 Z3B
34.42 - 38.10 5HP28 3442 CR3442 | HP28 Z4Z | HP28 Z4B
3759 41,27 5HP28 3759 CR 3759
5HP28 | 40,77 - 44,45 5HP28 4077 CRao77 | P28252| HP28ZB | ipog
43.94 - 47,62 5HP28 4394 CR 4394
47.12- 50,80 5HP28 4712 CRa712 | h28262 | HP28 268
50.29 - 53,97 5HP28 5029 CR 5029
53,47 - 57,15 5HP285347 | \ooemmo| Hposera | 5P26C2 CR5347 | HP28 27z | HP28 Z7B
56,64 - 60,32 5HP28 5664 CR 5664
59,82 - 63,50 5HP28 5962 CR 5982
62,99 - 66,67 5HP28 6299 CR6299 | HP2828Z) HP28 788

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HP28 HONING MANDRELS

TS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HP28 E1512 1,40 HP28 E1912 0,30
BRONZE HP28 E1512 1,40 HP28 E1912 0,30
CAST IRON HP28 E1512 0,50 HP28 E1912 0,15
STAINLESS STEEL HP28 E1611 0,80 HP28 E1812 0,40
SOFT STEEL (<28 HRC) HP28 H1512 0,75 HP28 E1912 0,10
HARD STEEL (28-50 HRC) HP28 H1511 0,45 HP28 E1812 0,15
VERY HARD STEEL (>50 HRC) HP28 H1611 0,30 HP28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




R SERIES 33

EXTRA LONG HOLES (BLIND HOLES)

Diameter range: 25,15 mm - 66,67 mm

. 193.6
ABRASIVE STONE
ABRASIVE STONE
PRESSURE BLOCK « 83 L 83 /
\ —al —
MANDREL WEDGE \ RETENTION BLOCK
GUIDE SHOE i
< 267 -
N
[ ] [ ]
/‘ | | |
MANDREL
111 111 \
\ TRUING
GUIDE SHOE (2 are needed) SCREWS SLEEVE

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) IS NECESSARY TO BREAK THE LAST HR28 HONING STONE UNGLE;
3) 1 OR 2 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPE OF DIAMETER RANGE MANDREL PRESSURE | RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25 15 - 26,97 9HR28 2515 CR 2515 ] HP28 718
26,72 - 28,57 2HR28 2672 CR 2672
2832-30.15 2HR28 2832 CR 2832
29.90 - 31,75 2HR28 2990 CR 2990 ) HP28 228
3124 - 34,92 2HR28 3124 | HP28BP1| HP28BR1| 2R28C1 | CR3124 | HP28 Z3Z | HP28 Z3B
34.42-38.10 2HR28 3442 CR3442 | HP28 747 | HP28 Z4B
3759 - 41.27 2HR28 3759 CR 3759
2HR28 | 40,77 - 44,45 2HR28 4077 cRao77 | MP28252 | HP2BZSB |\ ipog
43.94 - 47.62 HR8 4394 CR 4394
47.12 - 50,80 2HR28 4712 CRa712 | [P28 262 HP28 268
5029 - 5397 2HR28 5029 CR 5029
5347 - 57,15 2HR28 5347 CR5347 | HP2827Z | HP28 Z7B
56,64 - 60,32 oHR28 5664 | T 28BP2 | HP28BR2 | 2R28C2 | (o 5gps
59,82 - 63 50 2HR28 5982 CR 5982
62.99 - 66,67 2HR28 6299 CRe299 | MP2828Z| HP28 288

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HR28 HONING MANDRELS

MATERIALS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HR28 E1512 1,40 HR28 E1912 0,30
BRONZE HR28 E1512 1,40 HR28 E1912 0,30
CAST IRON HR28 E1512 0,50 HR28 E1912 0,15
STAINLESS STEEL HR28 E1611 0,80 HR28 E1812 0,40
SOFT STEEL (<28 HRC) HR28 H1512 0,75 HR28 E1912 0,10
HARD STEEL (28-50 HRC) HR28 H1511 0,45 HR28 E1812 0,15
VERY HARD STEEL (>50 HRC) HR28 H1611 0,30 HR28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.




R SERIES 34

EXTRA LONG HOLES (BLIND HOLES)

Diameter range: 25,15 mm - 66,67 mm

WEDGE

ABRASIVE STONE < 193.6 >
PRESSURE BLOGK \ « 833 83.3 / ABRASIVE STONE
N N———
— ﬁ\
WEDGE RETENTION BLOCK
MANDREL \
GUIDE SHOE IH_,_I'_ _'—|
< 350 .
N
[ ] [ ]
| 1 |
MANDREL / \
GUIDE SHOE (2 are needed) 111 111 TRUING
SLEEVE
SCREWS
NOTES : 1) NO ADAPTER IS REQUIRED ; 2) IS NECESSARY TO BREAK THE LAST HR28 HONING STONE UNGLE ;
3) 1 OR 2 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE
TYPE OF DIAMETER RANGE MANDREL PRESSURE | RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25,15 - 26,97 3HR28 2515 CR 2515 } HP28 Z1B
26,72 - 28,57 3HR28 2672 CR 2672
28,32 - 30,15 3HP28 2832 CR 2832
29,90 - 31,75 3HR28 2990 CR 2990 i HP28 228
31,24 - 34,92 3HR28 3124 HP28BP1| HP28BR1 3R28C1 CR 3124 HP28 73Z | HP28 Z3B
34,42 - 38,10 3HR28 3442 CR 3442 HP28 747 | HP28 Z4B
37,59 - 41,27 3HR28 3759 CR 3759
3HR28 | 40,77 - 44,45 3HR28 4077 CRao7y | P28 2SZ| HPBZOB | oog
43,94 - 47,62 3HR28 4394 CR 4394
47,12 - 50,80 3HR28 4712 CR 4712 HP28 262 | HP28 268
50,29 - 53,97 3HR28 5029 CR 5029
53,47 - 57,15 3HR28 5347 HP28BP2 | HP28BR2 3R28C2 CR 5347 HP28 Z7Z | HP28 Z7B
56,64 - 60,32 3HR28 5664 CR 5664
59,82 - 63,50 3HR28 5982 CR 5982
62,99 - 66,67 3HR28 6299 CRe299 | MMP28282) HP28 288
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HR28 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HR28 E1512 1,40 HR28 E1912 0,30
BRONZE HR28 E1512 1,40 HR28 E1912 0,30
CAST IRON HR28 E1512 0,50 HR28 E1912 0,15
STAINLESS STEEL HR28 E1611 0,80 HR28 E1812 0,40
SOFT STEEL (<28 HRC) HR28 H1512 0,75 HR28 E1912 0,10
HARD STEEL (28-50 HRC) HR28 H1511 0,45 HR28 E1812 0,15
VERY HARD STEEL (>50 HRC) HR28 H1611 0,30 HR28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.




R SERIES 35

EXTRA LONG HOLES (BLIND HOLES)

Diameter range: 25,15 mm - 66,67 mm

WEDGE

ABRASIVE STONE 276.9 _

ABRASIVE STONE
PRESSURE BLOCK - 166.6 > 83.3 /
|
|-} =
EPGE AN RETENTION BLOCK
MANDREL _,_I

432

I T 1| ]
/ | ] ]
MANDREL TRUING

[
A 11111 111
GUIDE SHOE (3 are needed)/ SLEEVE

\- SCREWS

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) IS NECESSARY TO BREAK THE LAST HR28 HONING STONE UNGLE ;
3) 1,2 OR 3 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

TYPEOF | DIAMETER RANGE MANDREL PRESSURE | RETENTION T TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE
25,15 - 26,97 4HR28 2515 CR 2515 ) HP28 Z1B
26,72 - 28,57 4HR28 2672 CR 2672
28,32 - 30,15 4HR28 2832 CR 2832
29,90 - 31,75 4HR28 2990 CR 2990 i HP28 228
31,24 - 34,92 4HR28 3124 HP28BP1| HP28BR1| 4R28C1 CR 3124 HP28 Z3Z | HP28 Z3B
34,42 - 38,10 4HR28 3442 CR 3442 HP28 74Z | HP28 Z4B
37,59 - 41,27 4HR28 3759 CR 3759 Hp28 757 | HP28 758
4HR28 40,77 - 44,45 4HR28 4077 CR 4077 HR28
43,94 - 47,62 4HR28 4394 CR 4394
47,12 - 50,80 4HR28 4712 CR 4712 HP28 262 | HP28 6B
50,29 - 53,97 4HR28 5029 CR 5029
53,47 - 57,15 4HR28 5347 HP2sBP2 | HP28BR2|  4RrosC2 CR 5347 HP28 Z7Z | HP28 Z7B
56,64 - 60,32 4HR28 5664 CR 5664
59,82 - 63,50 4HR28 5982 CR 5982
62,99 - 66,67 4HR28 6299 CRe299 | HP2828Z | HP28 788

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HR28 HONING MANDRELS

MATERIALS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HR28 E1512 1,40 HR28 E1912 0,30
BRONZE HR28 E1512 1,40 HR28 E1912 0,30
CAST IRON HR28 E1512 0,50 HR28 E1912 0,15
STAINLESS STEEL HR28 E1611 0,80 HR28 E1812 0,40
SOFT STEEL (<28 HRC) HR28 H1512 0,75 HR28 E1912 0,10
HARD STEEL (28-50 HRC) HR28 H1511 0,45 HR28 E1812 0,15
VERY HARD STEEL (>50 HRC) HR28 H1611 0,30 HR28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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EXTRA LONG HOLES (BLIND HOLES)

Diameter range: 25,15 mm - 66,67 mm

~ 276.9
ABRASIVE STONE
PRESSURE BLOCK 166.6 = 83.3 /‘ABRASIVE STONE
\ — — i 5 e — 1
WEDGE I
\ \RETENTION BLOCK
MANDREL I'I_.-||_. "—l

515

< >

MANDREL

/ A 11111 111
GUIDE SHOE (3 are needed) \

NOTES : 1) NO ADAPTER IS REQUIRED ; 2) IS NECESSARY TO BREAK THE LAST HR28 HONING STONE UNGLE ;
3) 1,2 OR 3 STONES CAN BE FITTED. EACH STONE REQUIRES A SHOE

\ TRUING

SLEEVE

SCREWS

TYPE OF DIAMETER RANGE MANDREL PRESSURE | RETENTION WEDGE TRUING GUIDE SHOE TYPE OF
MANDREL (mm) REFERENCE BLOCK BLOCK SLEEVE ZAMAK BRONZE STONE

25,15 - 26,97 5HR28 2515 CR 2515 I T

26,72 - 28,57 5HR28 2672 CR 2672

28,32 - 30,15 5HR28 2832 CR 2832 ) HP28 728

29,90 - 31,75 5HR28 2990 CR 2990

31,24 - 34,92 5HR28 3124 HP28BP1| HP28BR1 5R28C1 CR 3124 HP28 737 | HP28 Z3B

34,42 - 38,10 5HR28 3442 CR 3442 HP28 747 | HP28 74B

37,59 - 41,27 5HR28 3759 CR 3759

’ ’ HP28 757 | HP28 Z5B

SHR28 40,77 - 44,45 5HR28 4077 CR 4077 HR28

43,94 - 47,62 5HR28 4394 CR 4394 HP28 767 | HP28 Z6B

47,12 - 50,80 5HR28 4712 CR 4712

50,29 - 53,97 5HR28 5029 CR 5029

53,47 - 57,15 5HR28 5347 HP28BP2 | HP28BR?2 5R28C2 CR 5347 HP28 Z7Z | HP28 Z7B

56,64 - 60,32 5RP28 5664 CR 5664

59,82 - 63,50 5HR28 5982 CR 5982

62,99 - 66,67 5HR28 6299 CRe2g9 | HP28282) HP28 288

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HR28 HONING MANDRELS
ROUGHING PROCESS FINISHING PROCESS
MATERIALS
TYPE OF STONE SURFACE FINISH (Ra) TYPE OF STONE SURFACE FINISH (Ra)
ALUMINIUM HR28 E1512 1,40 HR28 E1912 0,30
BRONZE HR28 E1512 1,40 HR28 E1912 0,30
CAST IRON HR28 E1512 0,50 HR28 E1912 0,15
STAINLESS STEEL HR28 E1611 0,80 HR28 E1812 0,40
SOFT STEEL (<28 HRC) HR28 H1512 0,75 HR28 E1912 0,10
HARD STEEL (28-50 HRC) HR28 H1511 0,45 HR28 E1812 0,15
VERY HARD STEEL (>50 HRC) HR28 H1611 0,30 HR28 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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HOLES WITHOUT INTERRUPTIONS

Diameter range: 44,0 mm - 68,0 mm

ABRASIVE STONE

245

225 R

[=J [=J

I OO = [ =]

[ =] [« ]
) MANDREL STONE SET WITHOUT GUIDES
Diam. 58 E E (4 double stones suports)
TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE SLEEVE STONE
HHC44 44,0 - 68,0 HHC44 According to diameter According to the enclosed table
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HHC44 HONING MANDRELS
DIAMETER RANGE 44-52 mm DIAMETER RANGE 52-68 mm
MATERIALS ROUGHING PROCESS FINISHING PROCESS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE Ra TYPE OF STONE Ra TYPE OF STONE Ra TYPE OF STONE Ra
ALUMINIUM CD44 E1512 1,40 CD44 E1912 0,30 CD52 E1512 1,40 CD52 E1912 0,30
BRONZE CD44 E1512 1,40 CD44 E1912 0,30 CD52 E1512 1,40 CD52 E1912 0,30
CAST IRON CD44 E1512 0,50 CD44 E1912 0,15 CD52 E1512 0,50 CD52 E1912 0,15
STAINLESS STEEL CD44 E1611 0,80 CD44 E1812 0,40 CD52 E1611 0,80 CD52 E1812 0,40
SOFT STEEL (<28 HRC) CD44 H1512 0,75 CD44 E1912 0,10 CD52 H1512 0,75 CD52 E1912 0,10
HARD STEEL (28-50 HRC) CD44 H1511 0,45 CD44 E1812 0,15 CD52 H1511 0,45 CD52 E1812 0,15
VERY HARD STEEL (>50 HRC) CD44 H1611 0,30 CD44 E1812 0,10 CD52 H1611 0,30 CD52 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.
For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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HN600

HOLES WITHOUT INTERRUPTIONS

Diameter range: 63,5 mm - 142,0 mm

ABRASIVE STONE

GUIDES
259

100 (SEE NOTES)

MANDREL

[1T1
2 STONES AND 2 GUIDES SET %

NOTES: 1) FOR LENGHTS OF 70 mm, SEE PAGE 39 ; 2) FOR DOUBLE STONE SETS, SEE PAGE 40

TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE SLEEVE STONE
HN600 63,5-142,0 HN 600 According to diameter According to the enclosed table

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HN600 HONING MANDRELS

LENGTH OF STONE 100 mm
MATERIALS DIAMETER RANGE 63,5-68 mm DIAMETER RANGE 68-104 mm DIAMETER RANGE 89-140 mm
ROUGHING FINISHING ROUGHING FINISHING ROUGHING FINISHING

T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra
ALUMINIUM G63 E1512 1,40 G63 E1912 0,30 M68 E1512 1,40 M8 E1912 | 0,30 N94E1512| 1,40 N94E1912| 0,30
BRONZE G63 E1512 1,40 G63 E1912 0,30 M68 E1512 1,40 M8 E1912 | 0,30 N94E1512| 1,40 N94E1912| 0,30
CAST IRON G63 E1512 0,50 G63 E1912 0,15 Me8E1512 [ 0,50 M8 E1912 | 0,15 N94E1512| 0,50 N94E1912| 0,15
STAINLESS STEEL G63 E1611 0,80 G63 E1812 0,40 M68 E1611 0,80 M8 E1812 | 0,40 N94 E1611 0,80 N94 E1812| 0,40
SOFT STEEL (<28 HRC) G63H1512| 0,75 G63 E1912 0,10 Me8H1512 [ 0,75 Me8E1912 | 0,10 N94H1512| 0,75 N94E1912| 0,10
HARD STEEL (28-50 HRC) G63 H1511 0,45 G63 E1812 0,15 M68 H1511 0,45 M8 E1812 | 0,15 N94 H1511 0,45 N94E1812| 0,15
VERY HARD STEEL (>50 HRC) G63 H1611 0,30 G63 E1812 0,10 M68 H1611 0,30 M8 E1812 | 0,10 N94 H1611 0,30 N94E1812| 0,10

OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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PINION TYPE

39

HOLES WITHOUT INTERRUPTIONS

Diameter range: 63,5 mm - 142,0 mm

ABRASIVE STONE

MANDREL /

GUIDES

259

75 | (SEENOTES)

2 STONES AND 2 GUIDES SET

NOTES: 1) FOR LENGHTS OF 100 mm, SEE PAGE 38 ; 2) FOR DOUBLE STONE SETS, SEE PAGE 40

TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE SLEEVE STONE
HN600 63,5-142,0 HN 600 According to diameter According to the enclosed table
TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HN600 HONING MANDRELS
LENGTH OF STONE 75 mm
MATERIALS DIAMETER RANGE 63,5-68 mm DIAMETER RANGE 68-104 mm
ROUGHING PROCESS FINISHING PROCESS ROUGHING PROCESS FINISHING PROCESS
TYPE OF STONE Ra TYPE OF STONE Ra TYPE OF STONE Ra TYPE OF STONE Ra
ALUMINIUM 7G63 E1512 1,40 7G63 E1912 0,30 7M68 E1512 1,40 7M68 E1912 0,30
BRONZE 7G63 E1512 1,40 7G63 E1912 0,30 7M68 E1512 1,40 7M68 E1912 0,30
CAST IRON 7G63 E1512 0,50 7G63 E1912 0,15 7M68 E1512 0,50 7M68 E1912 0,15
STAINLESS STEEL 7G63 E1611 0,80 7G63 E1812 0,40 7M68 E1611 0,80 7M68 E1812 0,40
SOFT STEEL (<28 HRC) 7G63 H1512 0,75 7G63 E1912 0,10 7M68 H1512 0,75 7M68 E1912 0,10
HARD STEEL (28-50 HRC) 7G63 H1511 0,45 7G63 E1812 0,15 7M68 H1511 0,45 7M68 E1812 0,15
VERY HARD STEEL (>50 HRC) 7G63 H1611 0,30 7G63 E1812 0,10 7M68 H1611 0,30 7M68 E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.
For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.
We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).
Please, contact with our technical after-sales department.
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HOLES WITH KEYWAY

Diameter range: 63,5 mm - 142,0 mm

ABRASIVE STONE

259
100 (SEE NOTES)
GUIDES

MANDREL é é
(OO0 |
(=] o O

[l <] O
| [= N -] [=]
OO [« ]
MANDREL

[ mommm

2 DOUBLE STONES AND 2 GUIDES SET % %

NOTES: 1) FOR A SINGLE HONING STONE SETS, SEE PAGE 38, 39; 2) SEE MAXIMUM KEYWAY WIDTH ON THE ENCLOSED TABLE

TYPE OF DIAMETER RANGE MANDREL TRUING TYPE OF
MANDREL (mm) REFERENCE SLEEVE STONE
HN600 63,5-142,0 HN 600 According to diameter According to the enclosed table

TYPES OF ABRASIVES RECOMMENDED FOR USE WITH HN600 HONING MANDRELS

LENGTH OF STONE 100 mm
DIAMETER RANGE 63,5-84 mm | DIAMETER RANGE 84-106 mm | DIAMETER RANGE 102-142 mm
MATERIALS MAXIMUM KEYWAY WIDTH
20 mm 23 mm 30 mm
ROUGHING FINISHING ROUGHING FINISHING ROUGHING FINISHING
T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra T.STONE Ra
ALUMINIUM GY63 E1512 1,40 GY63 E1912 0,30 MY84 E1512 1,40 MY84 E1912 0,30 NY102 E1512 1,40 | NY102E1912 | 0,30
BRONZE GY63 E1512 1,40 GY63E1912 0,30 MY84 E1512| 1,40 MY84 E1912 0,30 NY102E1512 | 1,40 | NY102E1912 | 0,30
CAST IRON GY63E1512| 0,50 GY63E1912| 0,15 MY84E1512| 050 MY84E1912| 0,15 NY102E1512 | 0,50 | NY102E1912 | 0,15
STAINLESS STEEL GY63 E1611 0,80 GY63E1812 0,40 MY84 E1611 0,80 MY84 E1812| 040 NY102 E1611 080 [ NY102E1812| 040
SOFT STEEL (<28 HRC) GYB3H1512| 075 GY63E1912] 0,10 MY84 H1512| 0,75 MY84 E1912 0,10 NY102H1512| 075 | NY102E1912| 0,10
HARD STEEL (28-50 HRC) GY63 H1511 045 GY63E1812] 0,15 MY84 H1511 045 MY84E1812| 0,15 NY102H1511 | 045 | NY102E1812 | 0,15
VERY HARD STEEL (>50 HRC) GY63 H1611 0,30 GY63E1812 0,10 MY84 H1611 0,30 MY84 E1812 0,10 NY102H1611 | 0,30 | NY102E1812 0,10
OBSERVATIONS

As a general rule, hard materials require soft stones, while soft materials and rough holes require hard stones.

For long or repetitive production series, it is often more economical to choose a slightly harder or softer, coarser or
finer stone type depending on the type of material being stripped.

We have super abrasive stones available in Diamond or Borazon/CBN to hone materials that are difficult to hone
with conventional stone types (tungstene carbide, ceramic, etc.).

Please, contact with our technical after-sales department.
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HONING STONES

Honing has become an essential part of the finishing process of many pieces to obtain a perfect fit
and improvements in performance, etc.

If a good honing is achieved through a well thought out approach and the use of high quality machinery
and tools, the use of a good abrasive is almost more important than all of these factors: an abrasive
that is suitable for the type of material being honed.

The wide range of abrasives available on today’s market, vitrified, resin, metallic bonded, together
with the expertise and years of experience we have in the honing process, allows us to find the best
possible solution for the vast majority of materials currently being used in industry.

ABRASIVE

All the honing stones available on today’s market are made up of a set of abrasive particles working
as a unit of tiny tools stuck together by means of an bonding material.

Choosing a good abrasive, with high quality bonds, together with the scrupulous manufacturing and
control techniques, are essential elements in the attainment of high quality honing stones.

The reference code of the abrasive element indicates the grade of quality and the type and hardness
of the grain.

E 1

VY

QUALITY GRAIN HARDNESS

TYPE OF ABRASIVE

There are two different types of abrasives available covering the vast majority of materials used in
industry:

o E: Black silicon carbide
° H: Semi-friable corundum

We produce regulary others qualities of abrasives and super-abrasives. Please contact our technical
department.
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TYPE OF GRAIN

The type of abrasive grain employed is what gives the desired roughness to the piece, depending
on the type of material, treatment, pressure and cutting speed, etc.

Our honing stones are available with different grain sizes, made up of between 60 and 1200. The
size of these grains are identified by means of the following codes:

Type of finish Grain size Honingtec code
COARSE 60 — 150 8 -13
SEMI 180 — 280 14 —16
FINE 320 — 400 17 - 18
VERY FINE 600 — 1200 20 - 23
HARDNESS

Hardness is a crucial factor to achieve optimum efficiency. As a general rule, soft abrasives are used
for hard materials, while hard abrasives are usually employed with soft materials.

It is always important however to reach a balance between the wear and durability of the abrasive
and the speed at which the material is removed in order to achieve optimum efficiency.

A table containing the codes used for the values of hardness for materials is given below:

TYPE OF ABRASIVE HONINGTEC CODE
HARD 17 — 22
MEDIUM 12 — 16
SOFT 6 — 11
WORKING CONDITIONS

To ensure that a good abrasive remains just that, it is very important to correctly select the working
conditions.

In order to finish a piece geometrically as well as attaining optimum cutting conditions, the angle
formed by the lines of the honing file should be between 60° and 90°.

In such cases, the honing oil is very important and should be suitable to the type of material we are
working with. Cleanliness is also of tantamount importance, especially in the finishing process.

We have various oils of different qualities available. Please consult our Technical Department to select
the most suitable oil for your needs.
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Abrasive tools

TYPE OF ABRASIVES

AVAILABLE FOR ANY TYPE OF SUPPORT

GRAIN SIZE ALUMINIUM OXIDE SILICON CARBIDE | ALUMINIUM OXIDE + SULPHUR

H 811 E 811
60 H 812 E 812
H 816 E 816
H 1011 E 1011

80 H 1012 E 1012 C 1012
H 1016 E 1016
H 1211 E 1211

120 H 1212 E 1212 C 1212
H 1216 E 1216
H 1311 E 1311

150 H 1312 E 1312 C 1312
H 1316 E 1316

H 1411 E 1411 C 1412

180 H 1412 E 1412 C 1414
H 1416 E 1416
H 1511 E 1511
220 H 1512 E 1512
H 1516 E 1516
H 1611 E 1611
280 H 1612 E 1612
H 1616 E 1616
E 1811
400 E 1812
E 1816
E 1911
500 E 1912
E 1916
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HONING OIL

Before honing any material, refrigerating the piece beforehand is very important. Choosing the correct
oil will also aid the entire process.

During the honing process various problems can arise most of which are due to the wrong choice
or incorrect use of the oil.

One of the most common problems arises from inadequately decanting the particles of material
removed from the piece. When this occurs these particles can end up stuck to the piece itself, causing
the appearance of undesired lines on the surface of the piece.

On the other hand, if the honing oil does not decant adequately enough, the particles of stripped
material may deposit in the surface of the abrasive, which, in consequence, will reduce the cutting
power of the abrasive and cause the formation of a fine layer of paste on the surface of the abrasive
itself.

If the removed material becomes stuck onto the piece it will result in the deterioration of the edges
of the piece which in time will provoke the formation of lines on the abrasive surface.

Finally, it should be mentioned that, when honing soft surfaces, for example steels, an inefficient
honing oil will cause the appearance of possible solderings between the surface of the piece and the
shoe of the honing mandrel.

The main functions and properties of a good honing oil are as follows:

o Creating a layer of lubricating liquid between the honing mandrel and the surface of the hole
being honed.
Maintaining the surface of the abrasive stone clean.
Eliminating both the abrasive grains stripped from the stone and the material removed from
the piece.

o Reducing the temperature generated in the abrasive process due to the friction produced
when the stone meets the surface of the hole.

In general, many of the problems that may arise during the honing process can be attributed to the
inadequate use of honing oil. The type of oil used may not be correct or it may not be clean enough
to carry out its function.

Consult our Technical Department to choose the oil that will best meet all your honing needs.

MOST COMMONLY USED HONING

TYPE DESCRIPTION
OHB 14 General for all types of material
OHB 20 Recommended fo.r use with cast iron, Nicasil and other herd materials.
Considerable cutting power. Not recommended for use with soft steels.
TYPE OF PACKAGING |25, 50, 200 L
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SURFACE FINISH

Whenever honing, it is important to achieve a flawless surface finish. When measuring the roughness
of any surface various characteristic parameters need to be considered. The most important of these
parameters are described below:

Ra is equal to the average value of roughness. To work out this value, the arithmetic mean of all the
points situated above and below a theoretic average line, which is obtained from the average of all
the peaks and troughs of the roughness graph, is calculated. This is, without a doubt, the most
indicative parameter when measuring the roughness of a given surface.

R: is equal to the maximum roughness. To work out this value, the distance from the highest point
to the lowest point on the graph is measured.

R: o is equal to the average value of the depth of roughness. To work out this value, the depth of
roughness is measured at five different points along the total length of the surface being measured
and the average of these five measurements is calculated.

Rziso is equal to the average value of different height values. To work out this value, the average of
the five highest points both in the upper as well as the lower section of the graph needs to be
calculated. This value is therefore obtained by calculating the average of ten different heights.

Rmax is equal to the maximum depth of roughness. The results obtained in the previous section are
used to work out this value.

R is equal to the polished depth measurement. To work out this value, the distance between the
highest point and the theoretic average line is measured in each one of the five sections into which
the distance being measured has been divided.

Rpm is equal to the average value of the polished depth measurements. To work out this value, the
average of the five polished depth values obtained from the results obtained in the previous section
is calculated.
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PRACTICAL ADVICE FOR CORRECTING FAULTS

PROBLEMS SOLUTIONS

1.- APPEARANCE OF SCRATCHES * Reduce pressure.
* Reduce the rotation speed.

* Check the cutting fluid.

2.- END OPEN CYLINDER * Shorten the stroke.
3.- END CLOSED CYLINDER * Lengthen the stroke.
4.- LOSS OF CUTTING POWER * Increase presure.

* Reduce rotation speed.

5.- OVALITY * Increase the rotation speed.

* Reduce the pressure exerted by the stones.
* Reduce the axial speed.

* Grind the mandrel.

* Use a softer stone.

6.- UNDULATIONS IN DIAMETER * Grind the mandrel.
* Use a set of long tools.
(1+1/2 the length of the hole)

7.- TRIANGULATION * Reduce the expansion pressure.
* Increase the rotation speed.

8.- WIDENING * Shorten the stroke.
* Use a mandrel with a longer stone.
* Use a softer stone.

9.- BARRELLING * Lengthen the stroke.
* Use a mandrel with a longer stone.
* Shorten the shoes at both ends.

10.- TAPERING * Shorten the stroke at the open end.
* Lengthen the stroke at the closed end.
11.- CRYSTALLISATION OF THE * Open surface of the stone with a regenerating file.
SURFACE OF THE STONE * Increase the pressure.

* Use a softer type of stone.

* Reduce the rotation speed and increase the axial speed.

12.- INCRUSTATIONS ON THE * Clean surface of the stone with a regenerating file.
SURFACE OF THE STONE * Reduce the rotation speed.

* Use a softer type of stone.

* Use a coarser-grained type of stone.

13.- EXCESSIVE WEAR ON STONES * Reduce the pressure on the stones.
* Increase the rotation speed.

* Use a harder type of stone.

* Use a finer-grained type of stone.

14.- EXCESSIVELY ROUGH FINISH * Increase the rotation speed.

* Reduce the pressure on the stones.
* Use a finer-grained type of stone.

* Check the quality of the cooling fluid.
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TECHNICAL INFORMATION

Appropriate length of stone

One very important aspect to bear in mind in all honing
operations is that the hole to be honed maintains its walls
in parallel once burnished. This parallelism is a direct
consequence of the relation between the length of the hole
to be honed, the honing stone, and the axial displacement
of the mandrel. To achieve the most exact parallelism
possible, the stone should project from either end of the
piece by 1/3 of its own total length.

That is, for a piece of length L, the length of the stone
should not exceed 2/3 of the total length of the said piece.

Auto-regeneration of the stone

A basic principle of the honing operation is that of the auto-
regeneration of the stone. That is, part of the force produced
in the operation is used to erode the abrasive itself in such
a way that new active cutting edges constantly appear. This
should happen continuously from the beginning of the
process until the abrasive material is exhausted.

This is an essential factor in ensuring both the stability of
the process, and in achieving a good parallelism in the
piece.

However, it will not always be possible to achieve this auto-
regeneration and in such cases it will be necessary to
manually regenerate the stones. This regenerating operation
should be performed DRY, at a relatively low speed and
applying a light pressure to the stones.

The steps to take for a correct grinding or regenerating of
the stones are the following:

1) Once the manddrel is fitted onto the spindle of the
machine, place the grinder over it.

2) Fully depress the starting Pedal of the mandrel and turn
the Expansion Regulation Dial until noting that the stones
exert a certain pressure on the walls of the grinder.

3) Release the pedal and put the Head Rotation Selector
in the working position.

4) Centre the grinder over the stone and the shoe. Grasp
the grinder sleeve firmly with the hand and slowly depress
the starting Pedal.

5) When the mandrel begins to turn, gently move the grinder
backwards and forwards. At the beginning of the process,
use short movements, and immediately lengthen them
progressively until either covering the whole length of the
stones, or the length of the shoe.

6) Invert the grinder frequently in order to better unify the
burnishing stones.

7) Lift the foot from the pedal before removing the grinder.

8) Having reversed the grinder several times, stop the
honing operation and check both the stone and the shoe.
Repeat the process as many times as necessary, until the
whole surface of the stone and that of the shoe are in
contact with the grinder.

Wedge Wear

Given the nature of the honing process, the wedges are
subject to continuous wear, with a consequent loss of
efficiency. For this reason, the wedges should be checked
before being used and they should always be replaced
when worn.

Honing of holes and bores

When talking about the honing of holes and bores, three
different types should be distinguished: 1) Through-bores
2) Blind or Closed bores and 3) Tandem bores.

1) For the honing of through-bores, firstly the piece to be
honed should be taken in both hands and supporting it with
the No-Turn Bar, we introduce the mandrel. The Rotation
and Expansion Starting Pedal is then depressed and,
subjecting the piece firmly with both hands, the honing can
begin with gentle to-and-fro movements. These should be
such that the mandrel emerges from the end of the piece
on each of the runs, approximately 1/3 of the length of the
stones, both at the front and at the rear.

2) In blind bores, given the impossibility of lengthening the
run at the blind end of the bore, it is necessary to reduce
the length of the stone in such a way that this reduction is
equivalent to 1/3 of the total length of the stones.

3) Finally, when honing tandem holes, the length of the
stone should be, at least, double the distance between
centre and centre of the two bores. In this way, the stone
is in simultaneous contact with both bores throughout the
run made by the mandrel.



NOTE: We reserve the right to change specifications without prior warning.

HONINGTEC, S.A.

C/ Sant Jaume, 8-14

08550 HOSTALETS DE BALENYA
Barcelona (Espafa)

Tel. 34-93 889 84 10 / 34-93 889 80 44
Fax 34-93 889 82 76

E-mail: honingtec@honingtec.com
http://www.honingtec.com
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