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Sunnen’s Global Commitment:
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Sunnen Products Company began in 1924 as the dream of a young man, Joe Sunnen, who
devised new tools for working on automobile engines. Today Sunnen is the largest fully
integrated company in the world specializing in precision bore creation, sizing and finishing
equipment. With headquarters in St. Louis, Missouri, Sunnen has facilities in Austria, Belgium,
Brazil, China, Czech Republic, France, India, Italy, Poland, Russia, Switzerland and the UK. A
worldwide network of over 40 Authorized Sunnen Distributors allows Sunnen to provide products
and services wherever they are needed around the globe.

Our Vision is Precision

With over 95 years of technological Sunnen’s World Headquarters in St. Louis, Missouri is

leadership, Sunnen provides innovative, the site of our 45,150 sq. meter (486,000 sq. ft.) plant
turnkey solutions for bore creation, equipped with the most advanced production and
sizing and finishing for a wide range of quality control systems.

industries and applications. A Sunnen
solution might include honing, lapping,
skiving/roller burnishing or deep hole
machining...or a combination of those
processes. But regardless of the
process or application, the result will
push the limits of precision.



Innovation, Quality and Service

Technical Expertise Second to None

Sunnen Field Sales Engineers and Authorized
Sunnen Distributors are factory trained to
help answer your questions. They are backed
by Sunnen Technical Centers and the latest
high-tech metrology instrumentation. The
result is an unprecedented ability to help our
customers solve their most difficult bore sizing
and finishing problems. Call us or contact us
online...we are here to help!

BRESTINTHE
INDUSTRY

The Cutting Edge of Quality

Sunnen’s reputation for quality products was
forged almost 100 years ago but still rings true
today. Our best-in-industry 3-year warranty on
machines is all the proof you need.

Honing in on Honing Supplies
Since its beginning Sunnen has concentrated
on the technology of precision honing. We
produce the industry’s largest selection of
honing machines, tooling, abrasives, fixtures,
honing oils, bore gages and accessories.

In this catalog we have assembled a
comprehensive selection of the honing
supplies you need to keep your operations
running smoothly. The format makes it easy
for you to determine your needs and to quickly
place your order.

If you have questions or need
technical assistance, just call
Toll Free (in the USA):
1-800-325-3670

Or visit www.sunnen.com

Customers outside the USA, please contact
your local Authorized Sunnen Distributor




Sunnen Bore Sizing and Finishing...

No matter what your bore machining application...from primary hole
drilling to final finished bores...we have a turnkey solution for you.

For many years Sunnen’s hallmark product was  Whether the bore you need to size is small

the widely popular manual honing machine. or large, simple or complex, Sunnen has the
We now offer a wide variety of precision honing complete system for you... just contact your
systems for specialized applications as well as Sunnen Field Engineer or authorized Sunnen
automated high-production packages. International Distributor.

Honing

From manual, tool-room hones to automated, high-
production systems, Sunnen will optimize your honing
process with a conventional multi-stroke or single-pass
system designed specifically for your application, including
machine, tooling, abrasives, cutting fluids, bore gages and
automated parts handling.

Lapping

When bore specifications call for extremely tight tolerances,
Sunnen’s SVL-series automated bore lapping machines bring
increased productivity and consistency to what has traditionally
been a manual process.

Skiving and Roller Burnishing

For cost effective bore sizing on hydraulic cylinders and other
high-production applications, Sunnen’s new SHDS-series
machines are 60% to 70% faster than traditional honing, yet
deliver precise tolerances and quality surface finishes.

Deep Hole Machining

Our BTA Heller division manufactures industry leading tools
and accessories for deep hole drilling, trepanning, counter
boring, form boring, skiving/roller burnishing...even Sandvik-
style replacement cutters, cartridges and pads.



Perfect for All Types of Applications
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Honing Unit Selection Guide

How To Select A Honing Unit
The honing unit best suited to any particular job depends on the type and dimension of the

bore, material to be honed and tolerance required. The honing unit group can be selected from
the table below. Specific mandrels and honing stones are selected from pages indicated in the
table. For complete information on honing stones and surface finish see pages 12.1 and 12.2.

BORE DIAMETER

g BORE DESCRIPTION AND 1,52 to 2,54 to 3,05 to 3,81 to 4,70 to 6,22 to 7,82 to
=3 2,54mm 3,05mm 3,81mm 4,70mm 6,22mm 7,82mm 9,40mm
% o HONING UNIT REQUIREMENTS .060"-.100"|.100"-.120"(.120"-.150" | .150"-.185" | .185"-.245" | .245"-.308" |.308"-.370"

4
9o
ZF

7 ength 2.0-2.1 22-23 26-27 | 2.10-2.11

@Zme 5 times diameter.)
08 (rrrrrrrrrrd) '
w @ D2 BL3 BL4 BL5 BL6, BL3S, BL10,
E °-°I Select a honing unit with stone LONG HOLE pgs. pgs. pgs. pgs. L6 L8 L10
O lenath 2/3 to 191 12 imes bore (Length more than 2.0-2.1 24-25 | 2829 | 212-213 pgs. pgs. pgs.
= J i i 5 times diameter.) 2.16-2.17 | 2.20-2.21 | 2.24-2.25
== length. If honing units shown have
2 stone length too long, shorten the
E w stones as instructed on page 12.3.
i -
o= .
w
“o OPEN HOLES WITH KEYWAYS OR SPLINES YY%; x:)(,)

- Bores with interruptions pgs. pgs.

@ m //j\\ such as these require 252053 | 2.54.255
g z keyway honing units. Stone
zz fZZZZZZZZZV M should be 2/3 to 1-1/2 times
o< bore length. Not suitable for
o= blind hole work.

n
(=107 :
w
';: OPEN HOLES WITH TANDEM LANDS D2 K3 K4 K5 K6 K8 K10
ag Tandem bores require a 2021 | 2293 | 2697 | 210041 | ey 214 | pe28 | pe a2

(] .0-2. 2-2. .6-2. .10-2.

X V A | /|\ stone length at least twice BL3 BL4 BL5 BI!-GG ’ BI!': ’ BI!': : ’

—+—H -+ the distance. If honing

@ l/ (/ f /i / units are not available with pgs. pgs. pgs. pgs. Pgs. Pgs.

w sufficient stone length, alter 24-25 2829 | 212-213 | 216-217 | 2.20-2.21 | 2.24-2.25
0z ——  TANDEM |~— the stones as instructed on
ZT
= 2 DISTANCE page 12.4.

o :
T =
xS K3 K4 K5 K6 K8 K10
§ § BLIND HOLES Stelectla h?glgl% L:_nit with pgs. pgs. pgs. pg. 214 | pg.2.18 | pg.2.22
Zo stone leng imes _ _
= B | bore length. If Honing units 22-23 2627 210-211 JK6 JK8 JK10
T\ shown have stone length BL3 BL4 BL5 pg.2.15 | pg.219 | pg.2.23
* %— — too long, shorten the stones pgs. pgs. pgs. BL6 BL8 BL10
= I/ as instructed on page 12.3. 24-25 2.8-2.9 212213 | pg.2.16 pg. 2.20 pg. 2.24
Be sure shank is long L6 L8 L10
RELIEF enough to permit stone to pg. 2.17 pg. 2.21 pg. 2.25
reach bottom in hole.

BOWED HOLE
For bow correction use a honing unit with a long stone, Mandrels with guide shoes generally correct
preferably 1-1/2 times as long as the bore. Be sure shank bow better than tools without guide shoes.
is long enough to permit correct stroking.

HOLE WITH COUNTERBORE OR OVERHANG

PORTABLE, MPS & TUBE
HONE ABRASIVES

r \ Mandrel shank must be long enough to reach the surface to be honed and permit overstroke of
¥ = A ) approximately 1/3 stone length. If counterbore is only on one end, and tolerances are not critical,
J part may be honed from opposite end only and honing unit selection made as for a plain hole.

CUSTOM ABRASIVES
& TOOLING

1-800-325-3670




To Select A Honing Unit, Follow These 2 Steps

1. Identify sketch most closely resembling bore to be honed.
2. See page listed for selection of most suitable honing unit.

NOTE: Be sure stone length fits general requirements discussed with the sketches, and that
mandrel shank is long enough if a counterbore is present. Dimensions are given on each page.

BORE DIAMETER
9,40 to 12,57 to 15,72 to 18.90 to 44,45 to 69,85 to 101,60 to

7]
12,57Tmm 15,72mm 18,90mm 19,68mm 69,85mm 92,08mm 152,40mm p g
.370"-.495" | .495"-.619" | .619"-.744" | .744"-775" | .775"-1.000" |1.000"-1.031"{1.031"-1.250" |1.250"-1.375" |1.375"-1.750" | 1.750"- 2.750" | 2.750"-3.625" | 3.625"-3.875" | 3.875"-6.000" 2 =z
4=
(eX7)
K12 K16 K20 AK20 AK20 P28 P28 P28 P28 P28 P28 P28 P28 : =
pg. 2.26 pg. 2.30 pg. 2.34 pg. 2.38 pg. 2.38 pgs. pgs. pgs. pgs. pgs. pgs. pgs. pgs. ==
246-2.50 | 2.46-250 | 2.46-250 | 2.46-2.50 | 2.46-2.50 | 2.46-2.50 | 2.46-2.50 | 2.46-2.50 =
AK20 AK20 AN-600 | AN-600 | AN-600
pg. 2.38 pg. 2.38 pg. 2.85 pg. 2.85 pg. 2.85
BL12, BL16, BL20, | BAL20, | BAL20, | BAL20, P28 P28 P28 P28 P28
L12 L16 L20 AL20 AL20 AL20 pgs. pgs. pgs. pgs. pgs.
pgs. pgs. pgs. pgs. pgs. pgs. 246-250 | 2.46-250 | 2.46-250 | 2.46-2.50 | 2.46-2.50
228229 | 2.32-2.33 | 2.36-2.37 | 2.40-241 | 2.40-241 | 2.40-2.41
P20 P20 P20 P20

pgs. pgs. pgs. pgs.
242-245 | 242-245 | 242-245 | 2.42-245
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Y12, Y16, Y20 Y20 AAY20 Y32 Y32 Y32 Y44 Y56 Y88 Y104 | AN-600

YY12 YY16 pgs. pgs. pgs. pgs. pgs. pgs. pgs. pgs. pgs. pgs. pg. 2.83
pgs. pgs. 2.60-2.61 | 2.60-2.61 2.60 2.64-265 | 2.64-2.65 | 2.64-2.65 | 2.68-2.69 | 272273 | 2.76-277 | 2.78-2.79 =
256-257 | 258259 | yy24 | YY24 YY32 | YY32 | YY32 | Yvas | vy72 | Y1 ‘8’4 AN-600 84
pgs. pgs. pgs. pgs. pgs. pgs. pgs. | 5 w579 | 9283 =5
2.62-2.63 | 2.62-2.63 2.66-2.67 | 2.66-2.67 | 2.66-2.67 | 2.70-2.71 | 27275 | <17 <
&5
. E o
K12 K16 K20 AK20 | AK20 P28 P28 P28 P28 P28 P28 P20 P20 ag
pg. 2.26 pg. 2.30 pg. 2.34 pg. 2.38 pg. 2.38 pgs. pgs. pgs. pgs. pgs. pgs. pgs. pgs. g %
BL12, | BL16, | BL20, | BAL20, | BAL20, | 246250 | 246-250 | 246250 | 246-250 | 246-250 | 246250 | 242-245 | 242-245 m
L1z | L1e | L20 | AL20 | AL20 1 ak20 =
o p0 o | 008 | 236237 | 240241 | 240241 | P92 .
40 ene P20 P20 P28 <P
pgs. pgs. pgs. @ =<
242245 | 242245 | 2.46-2.50 S5
. e
K12 K16 K20 AK20 | AK20 | AK20 | AK20 R28 R28 R28 R28 R28 R28 S
pg. 2.26 pg. 2.30 pg.2.34 pg. 2.38 pg. 2.38 pg. 2.38 pg. 2.38 pg. 2.51 pg. 2.51 pg. 2.51 pg. 2.51 pg. 2.51 pg. 2.51 E g
JK12 | JK16 | JK20 | JAK20 | JAK20 | JAK20 | JAK20 AN-600 | AN-600 | AN-600 | AN-600 |- —
pg. 2.27 pg. 2.31 pg. 2.35 pg. 2.39 pg. 2.39 pg. 2.39 pg. 2.39 pg. 2.83 pg. 2.83 pg. 2.83 pg. 2.83 ; Gz,
BL12, | BL16, | BL20, | BAL20, | BAL20, | BAL20, | BAL20, m
L12 L16 L20 AL20 | AL20 | AL20 | AL20
pgs. pgs. pgs. pgs. pgs. pgs. pgs.
228229 | 2.32-2.33 | 236237 | 240-241 | 240-241 | 2.40-2.41 | 2.40-2.41
R28 R28

pg. 2.51 pg. 2.51

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
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D2

Honing Units

Diameter Range:

D2-A D2-1
Adaptor Wedge Adaptor Stone Truing Sleeve
(Drive) (Intermediate)

W—J—E

0 @@

Stone Length
<3 D6 - 11.1 mm (7/16")
D6 - 12.7 mm (1/2")

X

1,52 mm — 2,54 mm
.060"-.100"

Note: D2 Mandrels cannot be modified for blind holes.

Order 1-5 For Complete D2 Honing Units

Diameter Range D2 Mandrel D2-L Mandrel Wedge Truing D2A-S
1,52 mm - 2,54 mm Wedge Wedge Sleeve | Adapter Set
.060" - .100" not included not included 1 Each
With Standard Shank With Extra-Long Shank V‘\’,‘[Sé‘ft’;‘f%’eddfe”ﬁg‘?h Drive | intermediate
mm inches Choose One Suffix Choose One Suffix | Choose One Suffix Adapter Adapter
1,524-1,575 | .060-.062 D2A-060 S|H| D2A-060L |S+|H D2A |-W|-WL S-060 D2-A D2-I
1,575-1,626 | .062-.064 D2A-062 S| H| D2A-062L |[S*|H D2A |-W|-WL S-062 D2-A D2-I
& 1,626-1,676 | .064-.066 D2B-064 S|H| D2B-064L |S*|H | D2B |[-W|-WL S-064 D2-A D2-I Mandrels in
N [ 1.676-1,727 | .066-068 | D2B-066 |S|H| D2B-066L |S*|H | D2B |-W[-WL S-066 D2-A_ | D21 this size range
E oy | 1,727-1,778 | .068-.070 D2C-068 S|H| D2C-068L |S*|H | D2C |[-W|-WL S-068 D2-A D2-I use D6 stones.
2 g‘ 1,778-1,829 | .070-.072 D2C-070 S|H| D2C-070L |S*|H | D2C |[-W|-WL S-070 D2-A D2-I Order from DG
== | 1,829-1,880 | .072-.074 D2D-072 S|H| D2D-072L |[S*|H | D2D [-W|[-WL S-072 D2-A D2- stone seIep‘uon
=40 | 1,880-1,930 | .074-.076 | D2D-074 |S[H| D2D-074L [S*[H | D2D [-W[-WL S-074 D2-A | D2 table at right.
o Ij— 1,930-1,981 | .076-.078 D2E-076 S|H| D2E-O76L |S*|H | D2E |[-W|-WL S-076 D2-A D2-I
as 1,981-2,032 | .078-.080 D2E-078 S|H| D2E-078L |[S*|H | D2E |[-W|[-WL S-078 D2-A D2-1
E}; 2,032-2,083 | .080-.082 D2F-080 S|H| D2F-080L |S+|H D2F |-W|-WL S-080 D2-A D2-1
md | 2,083-2,134 | .082-.084 D2F-082 S|H| D2F-082L |S+|H D2F |-w|-WL S-082 D2-A D2-1
2,134-2,184 | .084-.086 D2F-084 S|H| D2F-084L |S*|H | D2F [-w|[-WL S-084 D2-A D2-1 Mandrels in
2,184-2,235 | 086-088 | D2F-086 |S|H| D2F-086L |S*|H | D2F |-W|-WL S-086 D2A | D21 | s size range
2,235-2,286 | .088-.090 | D2F-088 |S|H| D2F-088L |S*|H | D2F |-w[-WL S-088 D2-A | D21 | use D8 stones.
2,286-2,337 | .090-.092 D2F-090 S|H| D2F-090L (S*|H | D2F |[-w|-WL S-090 D2-A D2-I Order from D8
2,337-2,388 | .092-.094 D2F-092 S|H| D2F-092L |S*|H | D2F |[-w|-WL S-092 D2-A D2-1 stone selection
2,388-2,438 | .094-.096 D2F-094 S|H| D2F-094L |S*|H | D2F |[-W|[-WL S-094 D2-A D2-I table at right.
2,438-2,489 | .096-.098 D2F-096 S|H| D2F-096L |[S*|H | D2F |[-w|[-WL S-096 D2-A D2-I
2,489-2,540 | .098-.100 D2F-098 S|H| D2F-098L |S*|H | D2F |[-W|[-WL S-098 D2-A D2-I

Mandrel Options

S = Steel Mandrel w/ soft shoes,
for honing most materials.

H = Steel Mandrel w/ hardened
shoes for production honing
or hard, rough parts, carbide,

Recommended Stones for D2A-060 thru D2E-078 Mandrels

High-Volume

Approx. Ra
Surface Finish
pm Hin

Low-Volume

Approx. Ra
Stone surface Finish
touse pm  pin

Stone
to use

Material

* Special Order - Contact Customer Service

2.0

ceramic, glass. Deburring: rough holes, all materials
[osaer | — | — Joerer | — | —
Fast removal: deburred, bored, ground, reamed holes
* 1st choice Aluminum D6-J67 0,83 33 D6-DM87 1,25 50
** 2nd choice. Brass, Soft D6-J63 0,83 33 | D6-J63 0,83 33
Use if AG5 Bron.ze D6-J67 0,83 33 D6-J67 0,83 33
Ao ek Gl Carbide D6-DM57 | 050 | 20 | D6-DM57 [ 0,05 | 20
Cast Iron D6-J67 0,30 12 D6-DM57 | 2,00 80
*** 3rd choice. Ceramic D6-DM57 | 1,00 40 D6-DM57 1,00 40
Use if AG3 Glass D6-DM57 | 1,75 | 70 | D6-DM57 | 175 | 70
Coeslictclt Steel, Soft D6-A67 | 050 | 20 | D6-NM69 | 1,00 | 40
Steel, Hardened* D6-AB5 0,30 12 D6-NM69 | 0,70 28
I—) Steel, Hardened** D6-A63 0,30 12 — — —
Steel, Very Hard*** D6-NM69 | 0,70 28 — — —
Fine finishing: previously honed holes

Aluminum D6-95 | 015 [ 6 | D6DMO7 | 083 | 33
Brass, Soft D6-J93 0,30 12 D6-J93 0,30 12
Bronze D6-J95 0,30 12 D6-J95 0,30 12
Carbide D6-DRO7 | 0,08 3 D6-DM07 | 0,08 3
Cast Iron D6-J95 0,13 5 D6-DM07 | 0,50 20
Ceramic D6-DRO7 | 0,38 15 D6-DM07 | 0,38 15
Glass D6-DRO7 | 0,38 15 D6-DM07 | 0,38 15
Steel, Soft D6-J95 0,10 4 D6-NM89 | 0,65 7

Steel, Hardened D6-J93 0,08 D6-NM89

1-800-325-3670



Mandrels
Standard Length Extended Length D 2
Reach Length Reach Reach

Shank Length <—>| Length Length . .
(a—==="" Shank Shank H0n|ng Units
D2A thru D2E (S or H) Length Length
Shank Lenth - 27.5 mm (1.08")

Reach Lenth - 38.6 mm (1.52") (CCCC@: ——— @—— —

D2F (S or H) D2A thru D2E (LS or LH) D2F (LS or LH)
Shank Lenth - 27.5 mm (1.08") Shank Lenth - 66.5 mm (2.62") Shank Lenth - 83.0 mm (3.27")
Reach Lenth - 40.2 mm (1.58") Reach Lenth - 77.6 mm (3.05") Reach Lenth - 95.7 mm (3.76")

Available Stones o

Grit Size @
150 220 280 320 400 500 600 900 03
In some cases, Aluminum Oxide Stones (A) - 12 per box 9‘ z
stones other than the D6-A63 = g
RECOMMENDED D6-A65 z2
STONES may hone D6-A67 2 S
faster or last longer. D8-A63 s

m

For long or repetitive D8-A65
production runs, it D8-A67

may be economical Silicon Carbide Stones (J,C) - 12 per box
to choose a stone

f D6-J63 D6-J93
sllgf;thtly harder or D6-J65 D6-J95 D6-C05

finer. AS & general e-Jo7 o

rule, hard materials D8-J63 DE-J83 | D893
’ D8-J65 D8-J95 D8-C05

require soft stones;
soft materials require
hard stones; rough

D8-J67 D8-J97

Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond — 1 per box

SANIHOVIN 1v1s3d3d
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holes require hard D6-DR67 D6-DRO7
stones. £ D6-DM55
o D6-DM57 D6-DM87 D6-DMO7
Additional abrasive ":’
specifications _é D6-NR63 D6-NR83 =
i @
available to hone s D6-NM55 | D6-NM65 D6-NM85 D6-NMO5 =z
difficult materials. D6-NM57 | D6-NM67 D6-NM87 % >
Pl tact D6-NM69 D6-NM89 | D6-NM95 | D6-NM07 5, g
ease contact, D8-DR67 D8-DRO7 ® 5
Customer Service =0
or your Sales & u‘c'-; D8-DM55 D8-DM05 ?3 'C_)
Application Engineer. (7 D8-DM57 D8-DM87 D8-DM07 % =
: D8-NR83 3]
'é D8-NR63 ]
©
I D8-NMS55 | D8-NM65 D8-NM85 D8-NM05
D8-NM57 | D8-NM67 D8-NM87 D8-NM07
D8-NM69 D8-NM89

Recommended Stones for D2F-080 thru D2F-098 Mandrels

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone  surface Finish Stone  surface Finish

touse m pin | touse pm pin
Deburring: rough holes, all materials

Material

ONINOH ¥3ANITAD

SANIHOVIN 00%72/0E/SL-AS)

[osaer | — [ — [ osmer [ — [ —
Fast removal: deburred, bored, ground, reamed holes 3
* 1st choice Aluminum D8-J67 083 | 33 | D8DM87 | 1,25 | 50 5 2
* 9nd choice. Brass, Soft D8-J65 | 083 | 33 | D8-J65 083 | 33 z>
Use if AG5 Bronze D8-J67 | 083 | 33 | D8-J67 08 | 33 : =
does not cut. Carbide D8-DM57 | 050 | 20 | D8-DM57 | 050 | 20 =t
Cast Iron D8-J67 | 030 | 12 | D8-DM57 | 2,00 | 80 J =
*** 3rd choice. Ceramic D8-DM57 | 1,00 | 40 | D8-DM57 | 1,00 | 40 v
Yl Glass D8-DM57 | 1,75 | 70 | D8-DM57 | 1,75 | 70 S0
does not cut. Steel, Soft D8-A67 | 050 | 20 | D8-NM69 | 1,00 | 40 » g
Steel, Hardened” D8-AB5 | 030 | 12 | D8-NM67 | 0,70 | 28 m

L> Steel, Hardened** D8-A65 0,30 12 — — —

Steel, Very Hard*** D8-NM67 | 0,70 28 — — —
Fine finishing: previously honed holes

Aluminum D8-J95 0,15 6 D8-DM07 | 0,83 33
Brass, Soft D8-J95 0,30 12 D8-J93 0,30 12
Bronze D8-J95 0,30 12 D8-J95 0,30 12
Carbide D8-DR07 | 0,08 3 D8-DM07 | 0,08 3

Cast Iron D8-J95 0,13 5 D8-DMO07 | 0,50 20
Ceramic D8-DR07 | 0,38 15 D8-DM07 | 0,38 15
Glass D8-DRO7 | 0,38 15 D8-DM07 | 0,38 15
Steel, Soft D8-J95 0,10 4 D8-NM89 | 0,65 7

Steel, Hardened D8-J95 0,08 D8-NM87

ONIT00L 2
S3AISYIEVY NOLSND
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K3

Honing Units

@»-@)-,

Adaptor Mandrel Stone Truing
Wedge { Sleeve
|' D (Wedge K3-W A4 e
r[_Jp Guide t Shank Lenatiy | 36:5mm
\ (Shank Length) < (17/16") > (Stone Length)

Diameter Range:
2,54 mm — 3,05 mm

222 mm

(Tlg")—|+—>le>

.100"-.120"

(-

Retainer

K3-

Guide Shoes

14,
(9h6")

3 mm

are integral part of mandrel.

Order 1-5 For Complete K3 Honing Units

Mandrel Options

Diameter Range 'I K3 Mandrel Truing Adapter Alignment Honing
2,54 mm - 3,05 mm Includes wedge Sleeve Bushing Stone
.100" - .120"
. With Standard Shank With stone retainer For machines with fully
mm inches Choose One Suffix and wedge guide adjustable spindle nose
2,54-2,59 .100-.102 K3-100C [S | H [B* S-100 K3-A C-100
2,59-2,64 .102-.104 K3-102C | S | H |B* S-102 K3-A C-102
—~ 2,64-2,69 .104-.106 K3-104C | S | H |B* S-104 K3-A C-104
0 @ 2,69-2,74 .106-.108 K3-106C [S | H |B* S-106 K3-A C-106 See
E o3 2,74-2,79 .108-.110 K3-108C [S | H |B* S-108 K3-A C-108 All Stone
e g‘ 2,79-2,84 110-.112 K3-110C | S [ H [B* S-110 K3-A C-110 Tables
=s 2,84-2,90 112-.114 K3-112C | S |H [B* S-112 K3-A C-112 At Right
%) 2,90-2,95 114-.116 K3-114C | S [H [B* S-114 K3-A C-114
i f 2,95-3,00 .116-.118 K3-116C | S [H [B* S-116 K3-A C-116
ué = 3,00-3,05 .118-.120 K3-118C | S |H [B* S-118 K3-A C-118
iz

S = Steel Mandrel w/ soft shoes, for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide,
ceramic, glass.
B = Bronze Mandrel for producing very fine finishes and honing exotic metals.

K3 Mandrel Replacement Parts
K3-w Wedge*

LN-3025C  Stone Retainer

LN-3211A Wedge Guide*

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide shoe to
increase mandrel life in some honing applications.
Another advantage of Super Mandrels is faster
stock removal in difficult materials (chrome,
carbide). Plated with 220 grit diamond. Select
appropriate soft steel mandrel and add-D.*

Example: K3-100CS-D*.

Extended Shank Mandrels*

Available for honing parts that are too long to
be honed with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size two
or more "in-line" or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

2.2

1-800-325-3670



K3

Honing Units

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 12 per box 2 E
stones other than the & K3-A61+ oo
RECOMMENDED ® K3-AB3 Zc
STONES may hone 5 K3-A55 | K3-AB5 K3-A75% Gc) E
faster or last longer. H K3-A57 | K3-A67 K3-A77+ =
For long or repetitive I K3-A69 . K3-A79* m
production runs, it K3-A611
may be economical o .
to choose a stone -‘g Silicon Carbide Stones (J,C) - 12 per box =
sty raeror [ e 8 R | o
softer, coarser or c - - - 8 =
finer. As a general 'g K3-J67 K3-087 | K3-J97 o
) - . y =
rule, hard materials T K3-J89 | K3-J99 8 >
require soft stones; " " e
so?t materials require Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box E §
hard stones; rough K3-DROO7 Al
holes require hard i
stones. K3-DM55 K3-DM05 w m
dg K3-DM47 K3-DM57 K3-DM87 K3-DM07 z
Additional abrasive (7}
specifications i K3-Dv57 K3-DV07 =
available to hone g 2 ;
difficult materials. I K3-NR53 | K3-NR63 K3-NR83 R0 1"
sm
Please contact K3-NM45 K3-NM55 | K3-NM65 K3-NM85 K3-NM05 & =
Customer Service K3-NM57 | K3-NM67 K3-NM87 z b
X + X X
or your Sales & K3-NM49 K3-NM69 K3-NM89 g CE)
Application Engineer. z %
IFor best results, use with bronze mandrel. 'J',

Recommended Stones for K3 Mandrels

<o

Low-Volume High-Volume o =<

Approx. Ra Approx. Ra g E

Material Stone surface Finish Stone surface Finish N O

to use m in to use m in am

M u v u S3

Deburring: rough holes, all materials § g

[kamettt] — | — [ksmettt] — [ — oz

. - Fast removal: deburred, bored, ground, reamed holes Z0
Ist choice Aluminum K3-J67 | 083 | 33 | K3-DM87 | 125 | 50 @

** 2nd choice. Brass, Soft K3-J65 0,83 33 K3-J65 0,83 33

Use if AG5 Bronze K3-J67 083 | 33 | K3-J67 083 [ 33 =

does not cut. Carbide K3-DM57 | 050 | 20 | K3-DM57 | 050 | 20 T

+++ 3rd choice. Cast Iron K3-J67 | 030 | 12 | K3-DM57 | 2,00 | 80 o>

Use if AG3 Ceramic K3-DM57 | 1,00 | 40 | K3-DM57 | 1,00 | 40 m @

does not cut. Glass K3-DM57 | 1,75 70 K3-DM57 | 1,75 70 :; m

Steel, Soft K3-A67 0,50 20 K3-NM45 | 1,25 50 ; %

I Steel, Hardened* K3-A65 0,30 12 K3-NM45 | 1,12 45 (72X

Steel, Hardened** K3-A65 0,30 12 — — — § 2

Steel, Very Hard*** K3-NM65 | 0,70 28 — — — »c

Fine finishing: previously honed holes ﬁ

Aluminum K3-J95 0,30 12 K3-DM07 | 0,83 33
Brass, Soft K3-J85 0,40 16 K3-J83 0,40 16 &
Bronze K3-J95 0,30 12 K3-J95 0,30 12 c
Carbide K3-DM07 | 0,08 3 K3-DM07 | 0,08 3 - ‘4’
Cast Iron K3-J95 0,13 5 K3-DM07 | 0,50 20 4 g
Ceramic K3-DM07 | 0,38 15 K3-DM07 | 0,38 15 8 >
Glass K3-DM07 | 0,38 15 K3-DM07 | 0,38 15 - g;
Steel, Soft K3-J95 0,10 K3-NM05 16 Gz, ‘:;
Steel, Hardened K3-J85 0,13 K3-NM05 b=
ol
[

www.sunnen.com




B L3 Adaptor Mandrel Stone Truing
Wedge E;EB Sleeve
: : _ W] s
Honing Units @, | fforeese B,
i : (Shankzk.ezn%tl:) l— (17/g") —» (;t.gnmenlgength)

. [ 7/g")—t—>ta—>— (1"

Diameter Range: —;% (Bm <@ , (7ls") (%
g \v [ BL3- >

2’ 54 mm — 3’ 05 mm — Signe GuideAShoes

Retainer are integral part of mandrel.

.100"-.120"
Order 1-5 For Complete BL3 Honing Units

Diameter Range BL3 Mandrel Truing Adapter Alignment Honing
2,54 mm - 3,05 mm Includes wedge Sleeve Bushing Stone
.100" - .120"
With Standard Shank With stone retainer For machines with fully
mm inches Choose One Suffix and wedge guide adjustable spindle nose
2,54-2,59 .100-.102 BL3-100C | S |H | B* S-100h BL3-A C-100
2,59-2,64 .102-.104 BL3-102C | S |H | B* S-102 BL3-A C-102
= 2,64-2,69 .104-.106 BL3-104C | S | H | B* S-104 BL3-A C-104
@ @ 2,69-2,74 .106-.108 BL3-106C | S |H | B S-106 BL3-A C-106 See
; ; 2,74-2,79 .108-.110 BL3-108C | S |H | B* S-108 BL3-A C-108 All Stone
e o 2,79-2,84 .110-.112 BL3-110C |S |H | B* S-110 BL3-A C-110 Tables
s 2,84-2,90 112-114 | BL3-112C |S |H | Bt S-112 BL3-A C-112 At Right
0 2,90-2,95 .114-.116 BL3-114C | S| H | B* S-114 BL3-A C-114
o f 2,95-3,00 .116-.118 BL3-116C | S |H | B* S-116 BL3-A C-116
8= 3,00-3,05 .118-.120 BL3-118C | S |H | B* S-118 BL3-A C-118
a3
3 Mandrel Options S = Steel Mandrel w/ soft shoes, for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing, hard, rough, carbide, ceramic
and glass.
B = Bronze Mandrel for producing very fine finishes and honing exotic metals.

BL3 Mandrel Replacement Parts
BL3-W Wedge*

LN-3025C Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*

Designed to provide a long-wearing guide
shoe to increase mandrel life in some honing
applications. Another advantage of Super
Mandrels is faster stock removal in difficult
materials (chrome, carbide). Plated with 220
grit diamond. Select appropriate soft steel
mandrel and add-D.*+

Example: BL3-118CS-D*.

Extended Shank Mandrels*

Available for honing parts that are too long to
be honed with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size two
or more "in-line" or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those

applications which have too long a tandem
distance for honing with standard or altered
mandrels. See page 12.4 for information on
how to hone tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show wear,
it no longer can keep the stone flat. This leads to taper in the bore. Replace the wedge

or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

24

1-800-325-3670



BL3

Honing Units

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 g =
In some cases, Aluminum Oxide Stones (A) - 12 per box 2 E
stones other than the = L3-A61+ oo
RECOMMENDED (77 L3-A63 z -
STONES may hone ! L3-A55 | L3-A65 L3-A75% g z
faster or last longer. g L3-A57 | L3-A67 '-3-A77I S
For long or repetitive T L3-AG9 | L3ATO m
production runs, it L3-A611
may be economical — -
to choose a stone % Silicon Carbide s+tones (J,C) - 12 per box B -
slightly harder or [ L3-J63 L3-J83 | L3-093 c Im
L L3-J65 L3-J85 L3-J95 L3-C05% o
softer, coarser or =
finer. As a general I L3-J67 L3487 | L3497 Fa
. _ - - &
rule, hard materials = L3089 | L3.)99 62
Li?tuﬁﬁfé?glsst?ggﬁire Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box ==
hard stones; rough L3-DR007 Rl
holes require hard i
stones. = L3-DMS5 L3-DM85 L3-DM05 o m
o L3-DM47 | L3-DM57 L.3-DM87 L3-DM07 o @
Additional abrasive @
specifications i L3-DV57 L3-DV07 =
. o
available to hone s L3-NR53 | L3-NR63 L3-NR83 03
difficult materials. T = s
L3-NM45 | L3-NM55 | L3-NM65 L3-NM85 | L3-NM95 | L3-NMO05 < H
Please contact L3-NM57 | L3-NM67 L3-NM87 L3-NMO7 Ale
Customer Service L3-NM69 L3-NM89 = 3
or your Sales & = o
Application Engineer. =
IFor best results, use with bronze mandrel. % ®
]

Recommended Stones for BL3 Mandrels

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone surface Finish Stone  surface Finish

Material to use um pin to use um pin

Deburring: rough holes, all materials

ONINOH ¥3ANITAD

SIANIHOVIN 00¥72Z/0E/SL-AS)

[ astt] — | — Jeaent] — [ —
Fast removal: deburred, bored, ground, reamed holes
filstichoice Aluminum 3067 | 083 | 33 | L3DM87 | 125 | 50
** 2nd choice. Brass, Soft L3-J65 0,83 33 L3-J65 0,83 33
Use if A65 Bronze L3-J67 0,83 33 L3-J67 0,83 33
does not cut. Carbide L3-DM57 | 0,50 20 L3-DM57 | 0,50 20 3
, Cast Iron 3067 | 030 | 12 | L3-DM57 | 2,00 | 80 T
ord chotce: Ceramic [3DM57 | 1,00 | 40 | L3-DM57 | 1,00 | 40 Sy
doos nat cut. Glass L3-DM57 | 1,75 | 70 | L3DM57 | 175 | 70 m 2
Steel, Soft L3-A67 0,50 20 L3-NM55 1,25 50 >m
: : : (]
I Steel, Hardened* L3-A65 0,30 12 L3-NM55 1,12 45 ; %
Steel, Hardened** L3-A65 0,30 12 — — — »on
Steel, Very Hard*** L3-NM65 | 0,70 28 — — — § 2
Fine finishing: previously honed holes - g
Aluminum L3-J95 0,30 12 L3-DM07 | 0,83 33 m
Brass, Soft L.3-J85 0,40 16 L3-J85 0,40 16
Bronze L3-J95 0,30 12 L3-J95 0,30 12 &
Carbide L3-DM07 | 0,08 3 L3-DM07 | 0,08 3 (=
Cast Iron 30%5 | 013 | 5 [3-DM07 | 0,50 | 20 o g
Ceramic L3-DM07 | 0,38 15 L3-DM07 | 0,38 15 = g
Glass L3-DM07 | 0,38 15 L3-DM07 | 0,38 15 8 >
Steel, Soft L3-J95 0,10 4 L3-NM05 [ %
Steel, Hardened 1.3-J85 0,13 5 L3-NM05 Gz) 5
<
&

www.sunnen.com
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2.6

K4

Honing Units

Diameter Range:
3,05 mm — 3,81 mm
.120"-.150"

Order 1-5 For Complete K4 Honing Units

@r-©)-,
1
1

Adaptor Mandrel Stone
Wedge ! Sleeve
i v ==
- < Wedge Ka-W —
1 .
I i 0~ Guide 36.5 mm
! (Shank Length) 2 (Stone Length)
X 22,2 mm <+ (17h6") 14.3 mm
(7/8")—| —(%16")

Ka-

A
Guide Shoes

Retainer are integral part of mandrel.

Diameter Range K4 Mandrel Truing Adapter Alignment Honing
3,05 mm - 3,81 mm 1 Includes wedge Sleeve Bushing Stone
120" - .150"
With Standard Shank With stone retainer | For machines with fully

mm inches Choose One Suffix and wedge guide adjustable spindle nose
3,05-317 | .120-125 | K4-120C [S[H][B S-120 K4-A C-120
3,17-3,30 | .125-130 | K4-125C [S|H|[B S-125 K4-A C-125
3,30-3,43 | .130-.135 | K4-130C | S |H|B S-130 K4-A C-130 s toﬁ‘:e_rg';les
3,43-3,56 .135-.140 K4-135C [S|H|B S-135 K4-A C-135 At Right
3,56-3,68 | .140-.145 | K4-140C |S|H|[B S-140 K4-A C-140
3,68-3,81 145-150 | K4-145C [S|H|B S-145 K4-A C-145

Mandrel Options

S = Steel Mandrel w/ soft shoes, for honing most materials.

H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide,
ceramic, glass.

B = Bronze Mandrel for producing very fine finishes and honing exotic metals.

K4 Mandrel Replacement Parts
K4-W Wedge*

LN-3025C  Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some honing
applications. Another advantage of Super
Mandrels is faster stock removal in difficult
materials (chrome, carbide). Plated with 220
grit diamond. The following mandrels are
available:

K4-120CS-D,
K4-125CS-DT, K4-135CS-D*.

Select appropriate soft steel mandrel and add-D.

Example: K4-130CS-Dt

Full-Carbide Shoe Mandrels*

Recommended to be used for high-production situations.
When ordering, specify starting and finish diameter.

Extended Shank Mandrels*

Available for honing parts that are too long to be honed
with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size two or more
"in-line" or tandem bores in perfect alignment. Special
tandem mandrels can generally be supplied for those
applications which have too long a tandem distance for
honing with standard or altered mandrels.See page 12.4
for information on how to hone tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

Truing




K4

Honing Units

Available Stones e
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 12 per box 2 E
stones other than the % K4-A61+ (zp o
RECOMMENDED @ K4-AB3 . =
STONES may hone '6 K4-A55 K4-A65 K4—A75+ c5
faster or last longer. = KA-AST | K4-AGT | Ka-ATT™ S
For long or repetitive I m-ﬁg% K4-A79
production runs, it '
may be economical - . " . .
to choose a stone & Silicon Carbide Stones (J,C) - 12 per box @ -
slightly harder or ) K4-J63 K4-J83 K4-J93 Im
softer. coarser or 5 K4-J65 K4-J85 K4-J95 K4-C05% = rUn
fi A | & K4-J67 K4-J87 K4-J497 L)
iner. As a genera T K4-J89 K4-J99 m
rule, hard materials OF
require soft stones; . - " o . ==
soft materials require Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box g g
hard stones; rough K4-DMBA5 K4-DMBO5 (EDROT
holes require hard - . =
stones a K4-DM55 K4-DM05 - m
’ % K4-DM47 | K4-DM57 K4-DM87 K4-DMO7 L
Additional abrasive a
specifications i K4-DV57 K4-DV87 K4-DVO7 =
available to hone "é 2 ;
difficult materials. o K4-NR53 | K4-NR63 K4-NR83 w >
sm
Please contact K4-NM35+ | K4-NM45 | K4-NM55 | K4-NM65 K4-NM85 K4-NMO05 K4-NM005 & o
Customer Service K4-NM47 | K4-NM57 | K4-NM67 K4-NM87 K4-NMO7 = 3
K4-NM4! K4-NM: K4-NM K4-NM K4-NM0g* >
or your Sales & 9 59 69 89 09 g CE)
Application Engineer. = g
IFor best results, use with bronze mandrel. 'J',

Recommended Stones for K4 Mandrels Automatic Size Control Probes

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone  surface Finish | Stone  surface Finish

touse pm pin touse um pin

3,05mm - 3,91mm (.120"-.154")
For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Material

Deburring: rough holes, all materials

ONINOH ¥3ANITAD

SANIHOVIN 00%72/0E/SL-AS)

| kamert1] — | — | kaett | — [ — diameter. See page 8.4 for complete list
E— Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

st enoiee Aluminum Ka-J67 | 083 | 33 | Kka-DMe7 | 125 | 60 Sensing | Nominal | Diameter Range

** 2nd choice. Brass, Soft K4-J63 083 | 33 | K4-J63 083 | 33 Tip Diameter Low High
Use if A65 Bronze K4-J67 0,83 | 33 | K4-J67 083 | 33 PartNo. | ;mm | in | mm| in [ mm | in v
il il e Carbide K4-DM57 | 050 | 20 | K4-DM57 | 050 | 20 ASC-0125 | 3,18 1/8 | 3,05].120| 3,53 | 139 |
*** 3rd choice. Cast Iron Ka-067 | 030 | 12 | K4-DMS7 | 2,00 | 80 ASC-0141 | 3,57 9/64 | 342].135[ 3,97 154 | = =
Use if A63 Ceramic K4-DM57 | 1,00 40 K4-DM57 | 1,00 40 m 'l'._ﬂ
does not cut. Glass K4-DM57 | 1,75 70 K4-DM57 | 1,75 70 :; m
Steel, Soft K4-A67 0,75 30 K4-NM45 | 1,25 50 o=
I Steel, Hardened" K&-AG5 | 030 | 12 | K&NM45 | 112 | 45 22
Steel, Hardened** K4-A63 0,30 12 — — — <
Steel, Very Hard*** K4-NM65 | 0,70 28 — — — 5', E'
Fine finishing: previously honed holes ﬁ

Aluminum K4-J95 | 030 | 12 | K4-DMO7 | 083 | 33
Brass, Soft K4-J95 | 040 | 16 | K4-J83_ | 040 | 16
Bronze K4J95s | 030 | 12 | K4-J95 | 030 | 12 &
Carbide K4-DM07 | 0,08 | 3~ | K4-DMO7 | 0,08 | 3 @
Cast Iron K&-J95 | 013 | 5 | K4&DMO7 | 050 | 20 =0
Ceramic K4-DMO7 | 038 | 15 | K4-DMO7 | 038 | 15 5] f
Glass K4-DMO7 | 038 | 15 | K4-DMO7 | 038 | 15 O
Steel, Soft K4-J95 | 010 | 4 [ K4-NM05 z3
Steel, Hardened K4-J83 0,13 5 K4-NM05 @ ‘é’
m
(7]

www.sunnen.com




BL4

Honing Units

@r»©)-,
1
1

Diameter Range:
3,05 mm — 3,81 mm
.120"-.150"

Order 1-5 For Complete BL4 Honing Units

Adaptor Mandrel Stone Truing
Wedge ‘ Sleeve
S— v [
- 4 Wedge I —
i b Guide oM | o
! Shank Length f2rom tone Lengt
Ly ! O o [+ (178") = S dom
(7/g")——>ta—>—(1")
Y _ BL4- { =
Stone Guide Shoes
Retainer are integral part of mandrel.

Diameter Range BL4 Mandrel Truing Adapter Alignment Honing
3,05 mm - 3,81 mm 1 Includes wedge Sleeve Bushing Stone

.120" - .150"

) With Standard Shank With stone retainer For machines with fully

mm inches Choose One Suffix and wedge guide adjustable spindle nose
3,05-3,17 .120-.125 | BL4-120C |S|H | B S-120 BL4-A C-120
3,17-3,30 .125-130 | BL4-125C |S|H | B S-125 BL4-A C-125
330343 | .130-135 | BL4-130C |S|H|B 5130 BLA-A C-130 st
3,43-3,56 .135-.140 | BL4-135C |S|H|B S-135 BL4-A C-135 At Right
3,56-3,68 .140-.145 | BL4-140C |S|H|B S-140 BL4-A C-140
3,68-3,81 .145-.150 | BL4-145C |S|H|B S-145 BL4-A C-145

o
i
z <
< a

=
2 ¢ | Mandrel Options
= W
i
W
a=
3

S = Steel Mandrel w/ soft shoes, for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide,
ceramic, glass.
B = Bronze Mandrel for producing very fine finishes and honing exotic metals.

BL4 Mandrel Reglacement Parts
BL4-W Wedge

LN-3025C Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide

shoe to increase mandrel life in some honing
applications. Another advantage of Super
Mandrels is faster stock removal in difficult
materials (chrome, carbide). Plated with 220 grit
diamond. Select appropriate soft steel mandrel
and add -D.*

Example: BL4-140CS-D.*

Full-Carbide Shoe Mandrels+
Recommended to be used for
high-production situations. When ordering,
specify starting and finish diameter.

Extended Shank Mandrels+
Available for honing parts that are too long to
be honed with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size two
or more "in-line" or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those

applications which have too long a tandem
distance for honing with standard or altered
mandrels. See page 12.4 for information on
how to hone tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

2.8

1-800-325-3670



BL4

Honing Units

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 12 per box R
stones other than the r L4-AB1+ o6
RECOMMENDED & ==
STONES may h ; LS ez
may hone 4 L4-A55 L4-AB5 L4-AT5* c5
faster or last Ionggr. = L4-A57 L4-A67 L4-ATT+ o
For Iong or repetl_tlve T L4-A69 L4-A79% m
production runs, it L4-A611
may be economical
to_ choose a stone = Silicon Carbide Stones (J,C) - 12 per box .
slightly harder or @ L4-J63+ 14083 | L4-093 Lm
softer, coarser or 4 L4-J65 L4-J85 L4-J95 L4-C05% Em
finer. As a general E L4-J67 L4-J87 L4-J97 4 &
rule, hard materials T L4-J89 L4-J99 o>
require soft stones; = ;
soft materials require Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box W >
. w
hard stone§, rough L4-DMB45 L4-DR007 . 2
holes require hard L4-DM55 L4-DM85 L4-DM05 -z
stones. = L4-DM47 | L4-DM57 L4-DM87 L4-DMoO7 w 7
Additional - (7] Z
dditional abrasive i L4-DV57 L4-DV07
specifications 35 =
available to hone ; timl\R/ISGSW L4-NR63 L4-NR83 8y
ifficul ials. - -
difficult materials L4-NM45 | L4-NMS5 | L4-NM65 L4-NM85 L4-NMO5 e >
L4-NM47 | L4-NM57 L4-NM67 L4-NM87 om
Please contact' LA-NM69 L4-NM89 o
Customer Service = 3
or your Sales & ?, ,C_)
Application Engineer. IFor best results, use with bronze mandrel. Iz
Z o
m
g

Automatic Size Control Probes

3,05mm - 3,91mm (.120"-.154")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Recommended Stones for BL4 Mandrels
Low-Volume High-Volume
Approx. Ra Approx. Ra
Stone surface Finish | Stone Surface Finish
touse um pin touse pm pin

Material

Deburring: rough holes, all materials

ONINOH ¥3ANITAD

SANIHOVIN 00%72/0E/SL-AS)

[Lenett [ — | — [wren | =] — diameter. See page 8.4 for complete list
- ) Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.
st choice Aluminum [4-J67 [ 083 | 33 [ L4DM87 | 125 | 50 Sensing | Nominal | Diameter Range
** 2nd choice. Brass, Soft L4-J65 0,83 33 L4-J65 0,83 33 Tip Diameter Low High
Use if ABS Bronze 14067 | 083 | 33 | L4-J67 083 ] 33 PartNo. [ mm | in | mm| in [ mm] in
Coesjioticit Carbide L4DM57 | 050 | 20 | L4-DM57 | 050 | 20 ASC-0125 [3,78 |1/8 | 3,05(.120]3,53|.139
“% 34 choice. Cast Iron L4-J67 0,30 12 L4-DM57 | 2,00 80 ASC-0141 | 3,57 |9/64 | 3,42 | 135 3,91|.154 3
Use if AB3 Ceramic L4DM57 | 1,00 | 40 | L4DM57 | 1,00 | 40 3
does not cut. Glass L4-DM57 | 1,75 70 L4-DM57 | 1,75 70 Cz) E
Steel, Soft L4-A67 0,75 30 L4-NM45 | 1,25 50 me=
Steel, Hardened* L4-AB5 0,30 12 L4-NM45 | 1,12 45 :; m
I—> Steel, Hardened** L4-A65 [ 030 [ 12 — — — J =
Steel, Very Hard*** L4-NM65 | 0,70 28 — — — (72X
Fine finishing: previously honed holes ﬁ ’:
Aluminum 4095 [ 030 | 12 [ L4DMO7 [ 083 | 33 S
Brass, Soft L4-J95 0,40 16 L4-J85 0,40 16 m
Bronze L4-J95 0,30 12 L4-J95 0,30 12
Carbide L4-DM07 | 0,08 3 L4-DMO7 | 0,08 3
Cast Iron L4-J95 0,13 5 L4-DM07 | 0,50 20
Ceramic L4-DM07 | 0,38 15 L4-DMO7 | 0,38 15
Glass L4-DMO7 | 0,38 15 L4-DM07 | 0,38 15
Steel, Soft L4-J95 0,10 4 L4-NMO5 | 0,40 16

L4-J85 0,13 L4-NM05

Steel, Hardened

ONIT00L 2
S3AISYIEVY NOLSND

www.sunnen.com




K 5 Adaptor Mandrel Stone Truing
! Sleeve
[ ]

Wedge
. . v
D -lo [ g Wedge K5-W
Honing Units @@, :<Guide
i (Shank Length) |_° (1.9/16") (Stone Length)

22.2 mm 175 mm

Diameter Range: ("))
K5- 4\:?
— A

3’8 1 'mm 4’70 mm Stone Guide Shoes
.150"-.185" Retainer are integral part of mandrel.

Order 1-5 For Complete K5 Honing Units

Diameter Range K5 Mandrel Truing Adapter Alignment Honing
3,81 mm - 4,70 mm Includes wedge Sleeve Bushing Stone

.150" - .185"
) With Standard Shank With stone retainer | For machines with fully
mm inches Choose One Suffix and wedge guide adjustable spindle nose
3,81-3,94 .150-.155 K5-150C |S|[H |B S-150 K5-A C-150
3,94-4,06 .155-.160 K5-155C |S|H |B S-155 K5-A C-155
PN | 4,06-4,19 .160-.165 K5-160C |S|H |B* S-160 K5-A C-160 See All
@ @ 4,19-4,32 .165-.170 K5-165C |S|H |B* S-165 K5-A C-165 Stone Tables
; ; 4,32-4,44 170-.175 K5-170C |S|H |B* S-170 K5-A C-170 At Right
2 g‘ 4,44-4,57 .175-.180 K5-175C |S|H |B S-175 K5-A C-175
=s 4,57-4,70 .180-.185 K5-180C |S|H [B* S-180 K5-A C-180
- 4%)
% f Mandrel Options S = Steel Mandrel w/ soft shoes for honing most materials.
a = H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide,
& = ceramic, glass.

B = Bronze Mandrel for very fine finishes and honing exotic metals.

K5 Mandrel Replacement Parts Extended Shank Mandrels*
K5-W Wedge* Available for honing parts that are too long to
LN-3025C Stone Retainer be honed with a standard mandrel.

LN-3211A  Wedge Guide® .
g Tandem “In-Line” Mandrels*

Diamond Plated Super Mandrels+* Sunnen Honing Units can be used to size two
Designed to provide a long-wearing guide or more "in-line" or tandem bores in perfect
shoe to increase mandrel life in some honing alignment. Special tandem mandrels can
applications. Another advantage of Super generally be supplied for those

Mandrels is faster stock removal in difficult applications which have too long a tandem
materials (chrome, carbide). Plated with 220 grit distance for honing with standard or altered
diamond. The following mandrels are available: mandrels. See page 12.4 for information on

how to hone tandem bores.

K5-155CSD*. Select
appropriate soft steel mandrel and add -D.*

Example: K5-150CS-D.*

Full-Carbide Shoe Mandrels+
Recommended to be used for high-
production situations. When ordering, specify
starting and finish diameter.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670




K5

Honing Units

Available Stones from Stock
Grit Size

w
m
70 80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 12 per box 9‘ =
stones other than the & -AGT+ o5
5 K5-A61 )
RECOMMENDED (7] K5-A63 Zc
STONES may hone 4 KS-AS5 | K5-A65 | K5-AT5* ez
faster or last longer. = K5-A57 | K5-A67 | K5-ATT* o
For long or repetitive T K5-A69 K5-A79% m
production runs, it K5-A611
may be economical
to choose a stone Silicon Carbide Stones (J,C) - 12 per box B
slightly harder or S K5-J63 K5-J83 K5-J93 e
softer. coarser or ) K5-J65 K5-085 | K5-095 | K5-CO5% =2
finer. As a general - Ta
rule, hard materials s K5-J57 K5-J67 §5-J87 K5-J97 pu >
require soft stones; T K5~J69 5-88 K5~J99 ==
soft materials require - - g g
hard stones; rough Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box =
holes require hard -z
stones. K5-DMB45 Ks-DRO7 e o
Additional abrasive - K5-DM55 K5-DM85 K5-DM05
specifications :?-, K5-DM47 | K5-DM57 K5-DM87 K5-DM07 =
. ; )
available to hone i K5-DV57 K5-DV87 K5-DV07 R
difficult materials. 4 o >
& Sm
”n
Please contact = K5-NR53 | K5-NR63 K5-NR83 *9
Customer Service E o
or your Sales & K5-NM35+ | K5-NM45 | K5-NM55 | K5-NM65 K5-NM85 | K5-NM95 | K5-NMO5 | K5-NM905 | K5-NMOO5 | = =
- - K5-NM57 | K5-NM67 K5-NM87 K5-NM07 Iz
Application Engineer. K5-NM49 | K5-NM59 | K5-NM6B9 K5-NM89 Zo
]

FFor best results, use with bronze mandrel.

Automatic Size Control Probes

3,81mm - 4,70mm (.150"-.185")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Recommended Stones for K5 Mandrels
Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone  Surface Finish Stone  Surface Finish

Material to use um Win to use pm uin

Deburring: rough holes, all materials

ONINOH ¥3ANITAD

SIANIHOVIN 00¥72Z/0E/SL-AS)

[ koret | — | — | ket [ — | — diameter. See page 8.4 for complete list
* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

Aluminum K5-J67 083 33 K5-DM87 | 1,25 50 Sensing Nominal Diameter Range -
** 2nd choice. Brass, Soft Ks-J63 | 083 | 33 | K5063 | 083 | 33 Tip Diameter | Low High o
UseifAGS Bronze Ko-067 | 083 | 33 | ke67 | 083 | 33 PartNo- | mm| in fmm | in | mm| in  [FH<
: Carbide K5-DM57 | 0,50 20 K5-DM57 | 0,50 20 ASC-0156 | 4 5/32 |3,81].150(4,29| .169 |
wxx 3rd choice. Cast Iron K5-J67 | 030 | 12 | Kk5-DM57 | 2,00 | 80 ASC-0172 | 4.36[11/64] 4,22| 166 |4,70] 185 |~ 1
Use if A63 Ceramic K5-DM57 | 1,00 40 K5-DM57 | 1,00 40 % =
does not cut. Glass K5-DM57 | 1,75 70 K5-DM57 | 1,75 70 }I’, &
Steel, Soft K5-A67 0,75 30 K5-NM45 | 1,25 50 <®
I Steel, Hardened* K5-AB5 0,30 12 K5-NM45 | 1,12 45 E,", E'
Steel, Hardened™* K5-A63 0,30 12 — — — ﬁ

Steel, Very Hard™** K5-NM65 | 0,70 28 — — —
Fine finishing: previously honed holes

Aluminum K5-J95 | 030 [ 12 | ksDmo7 [ 083 | 33 2
Brass, Soft K5-J95 | 040 | 16 | K5J83 | 040 | 16 7
Bronze K5-J95 030 [ 12 | K5-J95 030 | 12 )
Carbide K5-DM07 | 008 | 3 K5-DM07 | 008 | 3 o=
Cast Iron K5-095 | 013 | 5 | K5-DMo7 | 050 | 20 o3
Ceramic K5-DM07 | 038 | 15 | Ks-DMo7 | 038 [ 15 =3
Glass K5-DM07 | 038 | 15 | K5-DM07 | 038 | 15 (X7
Steel, Soft KsJ95s | o010 | 4 K5-NM05 =
Steel, Hardened 5 @

K5-J83 0,13 K5-NM05

www.sunnen.com




o
Qo
E_I
=

o
<m
==
_l..
< O
= W
(4
ws
25

o
“o

B L 5 Adaptor Mandrel Stone Truing
Sleeve
Wedge ‘
Honing Units . :— 4‘&"3%9: |3|_5.vlv_|lh_==v===========_ﬁ
Vo (Shank Length) 5(31;?/"?.;" (Stone Length)
=7 s ; T
Diameter Range: S— s (1T
— s
3,81 mm—4,70 mm 2 = —=
Stone Guide Shoes
.150"-.185" Retainer are integral part of mandrel.

Order 1-5 For Complete BL5 Honing Units

Diameter Range BL5 Mandrel Truing Adapter Alignment Honing
3,81 mm - 4,70 mm 1 Includes wedge Sleeve Bushing 5 Stone
.150" -.185"
With Standard Shank With stone retainer For machines with fully

mm inches Choose One Suffix and wedge guide adjustable spindle nose
3,81-3,94 .150-.155 BL5-150C | S | H |B S-150 BL5-A C-150
3,94-4,06 .155-.160 BL5-155C | S | H |B S-155 BL5-A C-155
4,06-4,19 .160-.165 BL5-160C | S | H |B S-160 BL5-A C-160 See All
4,19-4,32 .165-.170 BL5-165C | S | H |B* S-165 BL5-A C-165 Stone Tables
4,32-4,44 .170-.175 BL5-170C | S| H [B S-170 BL5-A C-170 At Right
4,44-4,57 .175-.180 BL5-175C | S| H (B S-175 BL5-A C-175
4,57-4,70 .180-.185 BL5-180C | S |H (B S-180 BL5-A C-180

S = Steel Mandrel w/ soft shoes for honing most materials.

Mandrel Options

B = Bronze Mandrel for very fine finishes and honing exotic metals.

H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.

BL5 Mandrel Reglacement Parts
BL5-W Wedge

LN-3025C Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some honing
applications. Another advantage of Super
Mandrels is faster stock removal in difficult
materials (chrome, carbide). Plated with 220
grit diamond. Select appropriate soft steel
mandrel and add -D.*

Example: BL5-180CS-D.*

Full-Carbide Shoe Mandrels*
Recommended to be used for high-production
situations. When ordering, specify starting and
finish diameter.

Extended Shank Mandrels*
Available for honing parts that are too long
to be honed with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size

two or more "in-line" or tandem bores in

perfect alignment. Special tandem mandrels can generally
be supplied for those

applications which have too long a tandem distance for
honing with standard or altered mandrels. See page 12.4
for information on how to hone tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670



BL5

Honing Units

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 o g
In some cases, - Aluminum Oxide Stones (A) - 12 per box 94 E
stones other than the S L5-AG1+ o Xe)
RECOMMENDED ) Zc
STONES may hone | Lone3 =
f i L5-A55 | L5-A65 | L5-AT5* ez
faster or last longer. ° L5-A57 | L5-A67 L5-ATT+ o
For Iong or repetl'tlve S L5-A69 L5-A79% o]
production runs, it T L5-A611
may be economical
to choose a stone . Silicon Carbide Stones (J,C) - 12 per box -
slightly harder or [} 15-J63 15-J83 L5-J93 Im
softer, coarser or w L5-J65 15-J85 L5095 | L5-CO5% = =
finer. As a general i L5-J67 L5-J87 - @
rule, hard materials T L5-J69 L5-J89 L5-J97 Q >
require soft stones; £ = ;
soft materials require L5-99 @ >
hard stones; rough = " —r 2 2
holes require hard Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box '9_“ =
stones. L5-DMB45* | L5-DMB55 L5-DR007 Wil g
L5-DMB65 L5-DM007 R
Additional abrasive £ L5-DM55 L5-DM85 L5-DM05
specifications (I)? L5-DM47 L5-DM57 L5-DM87 L5-DMO07 —§
available to hone L5-DV57 L5-DV87 L5-DV07 =z
difficult materials. o L5-NR61* © 3
g L5-NR53 L5-NR63 L5-NR83 5 m
Please contact L5-NMG57+ ®°
-
Customer Service L5-NM45 L5-NM55 L5-NM65 L5-NM85 | L5-NM95 | L5-NM05 L5-NM005 E 8
L5-NM57 L5-NM67 L5-NM87 L5-NM007 =
or yo.ur ?ales &. L5-NM49* | L5-NM59 L5-NM69 L5-NM89 I E
Application Engineer. Zo
m
»

FFor best results, use with bronze mandrel.

Recommended Stones for BL5 Mandrels
Low-Volume High-Volume

Automatic Size Control Probes

3,81mm - 4,70mm (.150"-.185")
For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Approx. Ra Approx. Ra
Stone  surface Finish Stone  Surface Finish

Material to use um pin to use um uin

Deburring: rough holes, all materials

ONINOH ¥3ANITAD

SIANIHOVIN 00¥72Z/0E/SL-AS)

| 15-A611 | _ | _ | 15-A611 | _ | _ diameter. See page 8.4 for complete list
* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

** 2nd choice Aluminum L5-J67 0,83 33 L5-DM87 | 1,25 50 Sensing Nominal Di ter Range
Use if A65 ' Brass, Soft L5-J63 0,83 33 L5-J63 0,83 33 P .rrt“;l Dlame.ter LOW_ HI;h_ bl
aloems it G Bronze L5J67 | 083 | 33 | L5J67 [ 083 | 33 artNo- 1 mm| in | mm| in [ mm| in [20o
Carbide L5-DM57 | 0,50 20 L5-DM57 | 0,50 20 ASC-0156 |4 5/32 | 3,81|.150]4,29|.169 @ = ;
*** 3rd choice. Cast Iron L5-J67 0,30 12 L5-DM57 | 2,00 80 ASC-0172 | 4,36 |11/64] 4,22 4,701.185 ﬁ o}
Use if AG3 Ceramic L5DM57 | 1,00 | 40 | L5DM57 | 1,00 | 40 > n
does not cut. Glass L5-DM57 | 175 | 70 | L5DM57 [ 1,75 [ 70 o=
Steel, Soft L5A67 0,75 30 L5-NM45 | 1,25 50 ?,’, 3,
Steel, Hardened* L5-A65 0,30 12 L5-NM45 | 1,12 45 <®
LP Steel, Hardened* L5-A63 | 030 | 12 — - = &
Steel, Very Hard*** L5-NM65 | 0,70 28 — — — ﬁ

Fine finishing: previously honed holes

Aluminum 5095 [ 030 12 | L5DMo7 | 0,83 | 33

Brass, Soft 15095 | 040 | 16 | (5J83 | 040 | 16 &
Bronze L5J95 | 030 | 12 | L5-J95 | 030 | 12 @
Carbide L5DMo7 | 008 | 3 | L5DMo7 [ 008 | 3 =0
Cast Iron 595 | 013 | 5 | Ls-DM07 | 050 | 20 o=
Ceramic L5-DM07 | 038 | 15 | L5-DMo7 | 038 | 15 Cw
Glass L5-DM07 | 038 | 15 | L5-DMO7 | 038 | 15 =3
Steel, Soft 15095 | 010 | 4 | L5-NMOS 16 0w
Steel, Hardened (5083 | 013 L5-NMO5 ﬁ

www.sunnen.com
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K6 Adaptor Mandrel Stone
wedse

Honing Units @, | et G -

1 : (Shank3I1_e7ngth) 4_50&[;"“ (Stone Length)

: A mT 19.0"mm
Diameter Range: e (a") - (")

1@ K6-A = S
4,70 mm - 6,22 mm ( @ o

one uiae oes

. 785 " .245" = Retainer are integral part of mandrel.

Order 1-5 For Complete K6 or J-K6 Honing Units

Truing
Sleeve

Diameter Range 'I K6 Mandrel 'I J-K6 Mandrel 2 Truing 3 Adapter 4 Alignment 5 Honing
4,701215n|! - ez,igumm Includes wedge Includes wedge Sleeve e Bushing Stone
With Standard Shank ngﬁ;!‘f_zﬁgrgh‘gm With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
4,70-4,83 .185-.190 | K6-185C |S|H|[B | J-K6-185C |[S |H S-185 K6-A C-187
4,83-4,95 190-.195 | K6-190C |S|H [B*| J-K6-190C |[St|H* S-190 K6-A C-190
4,95-5,08 195-200 | KB6-195C |S|H|[B | J-K6-195C |[S*|H* S-195 K6-A C-195
5,08-5,21 .200-.205 K6-200C |S|H |B*| J-K6-200C |S*|H* S-200 K6-A C-200
5,21-5,33 .205-.210 K6-205C |S|H |B*| J-K6-205C |S*|H* S-205 K6-A C-205 See All
5,33-5,46 .210-.215 K6-210C [S|H |B*| J-K6-210C |S*|H* S-210 K6-A C-210 Stone
5,46-5,59 .215-.220 K6-215C [S|H (B J-K6-215C |S*|H* S-215 K6-A C-215 Tables
5,59-5,71 .220-.225 K6-220C [S|H |B*| J-K6-220C |S*[H* S-220 K6-A C-220 At Right
5,71-5,84 .225-.230 K6-225C [S|H |B*| J-K6-225C |S*[H* S-225 K6-A C-225
5,84-5,97 .230-.235 K6-230C |S|H|[B J-K6-230C  |S*|H* S-230 K6-A C-230
5,97-6,10 .235-.240 K6-235C [S|H [B J-K6-235C |S*|H* S-235 K6-A C-235
6,10-6,22 .240-.245 K6-240C [S|H [B J-K6-240C |S*|H* S-240 K6-A C-240
Mandrel Options S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
NOTE: J-K6 Mandrels not available in bronze.

Retractable Mandrels For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR6* only.

K6 Mandrel Replacement Parts Carbide Shoe Mandrels*

K6-W Wedge* Two types are available for high-production
LN-3087C Stone Retainer applications...in either Round Carbide Rod
LN-3211A Wedge Guide* Inserted or Full Carbide Shoe Mandrels. In

the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Replacement Parts for J-K6 Mandrels
J-K6-W Wedge

Replace when wear begins to show.
LN-3590A Stone Retainer
LN-3211A  Wedge Guide Extended Shank Mandrels+
Available for honing parts that are too long

; +
Diamond Plated Super Mandrels to be honed with a standard mandrel.

Designed to provide a long-wearing guide shoe

to increase mandrel life in some applications... Tandem “In-Line” Mandrels*

plus faster stock removal in difficult materials Used to size two or more "in-line" or tandem

(chrome, carbide). Plated with 220 grit bores in perfect alignment. Special tandem

diamond. mandrels can generally be supplied for those
applications which have too long a tandem

The following mandrels are available: distance for honing with standard or altered

mandrels. See page 12.4 for information on

. = + _ +
K6-185CSD, K6-195CSD™ and K6-205CSD™. how to hone tandem bores.

Select appropriate soft steel mandrel and
add -D.*

Example: K6-185CS-Dt
* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670
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Mandrel Stone Truing
Wed ¥
>dge = Sleeve
< Wedge J-KE-W
Guide 76.1 mm
(Shank Length) i (Stone Length)
571 mm [ @ > 19.0mm
(21/4")-|= - (3/4")
'
7y TK6-_1
Stone Guide Shoes
Retainer are integral part of mandrel.

J-K6 Mandrels are similar to the K6 Mandrels except the shanks are 25.4 mm (1") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K6 Mandrels.

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

* 1st choice

** 2nd choice.
Use if A55

does not cut.

*** 3rd choice.
Use if A63

does not cut.
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Diamond (D) & CBN Stones (N) — Metal (M), Resin

Available Stones
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K6-NM35

400

J-K6

Honing Units

500

Grit Size
150 220 280 320
Aluminum Oxide Stones (A) - 12 per box
K6-A43* K6-A61+
K6-A63

K6-A45 K6-A55 K6-A65 K6-A75%
K6-A47 K6-A57 K6-A67 K6-A77
K6-A49 K6-A59 K6-A69 K6-A79+
K6-A413
K6-A415%

K6-J45+
K6-J47+
K6-J49*

K6-DMB45*

K6-DM45
K6-DM47

K6-NM45
K6-NM47
K6-NM49

FFor best results, use with bronze mandrel.

Material

Stone
to use

Low-Volume

Approx. Ra
Surface Finish

um Min

K6-J55
K6-J57

K6-DM55
K6-DM57

K6-DV57

K6-NR53

K6-NM55
K6-NM57
K6-NM59

Recommended Stones for K6 and J-K6 Mandrels
High-Volume

Stone
to use

Deburring: rough holes, all materials

Silicon Carbide Stones (J,C) - 12 per box

K6-J63 K6-J83 K6-J93
K6-J65 K6-J85 K6-J95
K6-J67 K6-J87 K6-J97
K6-J69 K6-J89 K6-J99

K6-DM85

K6-DM87

K6-DV87
K6-NR61
K6-NR63 K6-NR83
K6-NM65 K6-NM85 | K6-NM95
K6-NM67 K6-NM87 | K6-NM97
K6-NM69 K6-NM89

Approx. Ra
Surface Finish

Hm Hin

600

K6-C05%

K6-DM05
K6-DM07

K6-DVO07

K6-NM05
K6-NM07

Extra-Long

900

(R), Vitrified (V) Bond - 1 per box

K6-NM905

Automatic Size Control Probes

4,57mm - 6,22mm (.180"-.245")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Shank

1200
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[Ke-a413 | — | — [Kkemats [ — | — diameter. See page 8.4 for complete list
Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

Aluminum K6-J57 | 1,38 | 55 | K6-DM87 | 1,05 | 50 Sensing | Nominal | Diameter Range o
Brass, Soft K6-J63 [ 083 | 33 [ K6-J63 [ 08 | 33 Tip Diameter | Low High z3
Bronze K6-J57 1,38 55 K6-J57 1,38 55 PartNo. | mm| in | mm| in | mm| in = 5
Carbide K6-DM57 | 0,50 20 K6-DM57 | 0,50 20 ASC-0188 |4,76|3/16 | 4,57 |.180]| 5,05 | .199 : =
Cast Iron K6-J57 0,50 20 K6-DM57 | 2,00 | 80 ASC-0203 |5 [13/64|4,85]|.191]|533|.210 [~
Ceramic K6-DM57 | 1,00 | 40 | K6-DM57 | 1,00 | 40 ASC-0219 | 5.56|7/32 | 5,36 211 | 5.84] 230 g 5
Glass K6-DM57 | 1,75 70 K6-DM57 | 1,75 70 =
Steel, Soft K6-A57 | 0,75 | 30 | K6-NM45 | 125 | 50 ASC-0234 10 _|15/64] 5.74[.226]6.22] 245 | =
Steel, Hardened* K6-A55 0,30 12 K6-NM45 | 1,12 45 @ g
Steel, Hardened** K6-AB3 0,30 12 — — — m
Steel, Very Hard*** K6-NM65 | 0,70 28 — — —

Fine finishing: previously honed holes o
Aluminum K6-J95 0,30 12 K6-DM07 | 0,83 33 g
Brass, Soft K6-J83 0,40 16 K6-J83 0,40 16 I 3
Bronze K6-J95 0,30 12 K6-J95 0,30 12 3 =
Carbide K6-DM07 | 0,08 3 K6-DM07 | 0,08 3 o>
Cast Iron K69 | 013 | 5 | K6-DMO7 | 0,50 | 20 =¥
Ceramic K6-DM07 | 0,38 15 K6-DM07 | 0,38 15 (o) ?,’,
Glass K6-DM07 | 0,38 15 K6-DM07 | 0,38 15 <
Steel, Soft K6-J95 0,10 4 K6-NM05 'J',
Steel, Hardened K6-J83 0,13 5 K6-NM05
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BL6

Honing Units

Diameter Range:
4,70 mm — 6,22 mm
185" —.245"

Adaptor Mandrel Stone Truing
Wed | Sleeve
ecge e
. -0 (I g Wedge X v
> | i 1‘Guide 2 O
1 ! .
Shank Length " (Stone Length)
Y O o [+—@%6")—>| 5o
(11/4")—= N >—(13/g")
2 BL6- |- = =2
Stone Guide Shoes
Retainer are integral part of mandrel.

Order 1-5 For Complete BL6 or L6 Honing Units

Diameter Range BL6 Mandrel L6 Mandrel Truing Adapter Alignment Honing
4,70 mm - 6,22 mm 1 Includes wedge 1 Includes wedge Sleeve For L6 mandrels Bushing 5 Stone
185" - .245" order L6-A adapter
With Standard Shank With Extra-Long Shank With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
4,70-4,83 .185-.190 | BL6-185C |S|H |B L6-185C |[S|H|B S-185 BL6-A C-187
4,83-4,95 .190-.195 | BL6-190C |S|H|B L6-190C |S|H|B* S-190 BL6-A C-190
4,95-5,08 .195-.200 | BL6-195C |S|H |B L6-195C |[S|H|B S-195 BL6-A C-195
5,08-5,21 .200-.205 | BL6-200C |S|H|B L6-200C |S|H|B* S-200 BL6-A C-200
521-533 | .205-210 | BL6-205C |S|H|B | L6-205C |S|H|B* S-205 BL6-A C-205 See All
5,33-5,46 .210-.215 | BL6-210C [S|H|B*| L6-210C |[S|H|B* S-210 BL6-A C-210 Stone
5,46-5,59 215-.220 | BL6-215C |S|H|B*| L6-215C |S|H|B S-215 BL6-A C-215 Tables
5,59-5,71 .220-.225 | BL6-220C [S|H|B*| L6-220C |[S|H|B* S-220 BL6-A C-220 At Right
5,71-5,84 .225-230 | BL6-225C [S|H|B*| L6-225C |[S|H|B* S-225 BL6-A C-225
5,84-5,97 .230-.235 | BL6-230C [S|H|B*| L6-230C |[S|H|B* S-230 BL6-A C-230
5,97-6,10 .235-.240 | BL6-235C |S|H |B L6-235C |[S|H|B S-235 BL6-A C-235
6,10-6,22 .240-.245 | BL6-240C |[S|H [B L6-240C |S|H|B* S-240 BL6-A C-240

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in BLR6* only.

BL6 Mandrel Reglacement Parts
BL6-W Wedge

LN-3087C Stone Retainer

LN-3211A  Wedge Guide®

L6 Mandrel Replacement Parts
L6-W Wedge®

LN-3590A Stone Retainer
LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide shoe
to increase mandrel life in some applications...
plus faster stock removal in difficult materials
(chrome, carbide). Plated with 220 grit diamond.
Available in both BL6 and L6 Mandrels. Select
appropriate soft steel mandrel and add -D.*

Example: BL6-230CS-D.*

Carbide Shoe Mandrels*

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In the
correct application they last longer than standard
hardened mandrels. When ordering full-carbide
type specify starting and finish diameter.

Extended Shank Mandrels*
Available for honing parts that are too long to
be honed with a standard mandrel.

Tandem "In-Line" Mandrels*

Sunnen Honing Units can be used to size two
or more "in-line" or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670




Adaptor Mandrel Stone Truing
Wedge géa Sleeve I 6
@@ | o fete (5 : —~ . )
) o Longy | Honing Units
2 sy |
") - > >
|
2 CE— Extra-Long
Stone Guide Shoes
Retainer are integral part of mandrel. Sh a nk

L6 Mandrels are like BL6 Mandrels except the shanks are 25.4 mm (1") longer.
Use only when BL6 is too short

Available Stones

Grit Size
70 80 100 150 220 280 320 400 500 600 900 1200

Aluminum Oxide Stones (A) - 12 per box

In some cases,

3dIN9 NOILD23T3S
LINN OSNINOH

stones other than the L6-A1+
RECOMMENDED LoAda oA
fSTtO';'ErSI mf“l/ :°”f L6-Ad5 | L6-AS5 | L6-AG5 | L6-AT5*
Fas ‘f orlastlo gt‘? - ) L6-A47 L6-AS7 | L6-AB7 | L6-AT7
pg dﬁrc]t?o%r rrfrﬁ’:t'it've L L6-A49 | LB-A59 | L6-ABY | LB-ATEF
; L6-A413
may be economical
to choose a stone .
slightly harder or = Silicon Carbide Stones (J,C) - 12 per box Im
softer, coarser or a L6-J63 16-J83 L6-J93 = m
finer. As a general { L6-J45% | L6-J55 L6-J65 16-J85 L6-J95 | L6-C05% ma
rule, hard materials 5 L6-447 L6-J57 L6-J67 L6-J87 L6-497 op
require soft stones; = L6-J49* L6-J59% | L6-J69 L6-J89 L6-J99 ==
soft materials require T o >
hard stones; rough —: =
*S‘t%'ﬁzsreq“"e hard Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box = z
' L6-DMB45* | L6-DMB55* 16-0R007 PR
Additional abrasive .
ifications & L6-DM35+ | L6-DM45 | L6-DMS55 L6-DM85 16-DM05 L6-DM005 |
Speci o L6-DM47 | L6-DM57 L6-DM87 L6-DMO7 A
available to hone & =2
difficult materials. i L6-DV57 L6-DV87 L6-DV07 o >
° L6-NR61+ <m
Please contact o L6-NR53 | L6-NR63 L6-NR83 A 3
Customer Service . L6-NMG57+ =e)
Sales & L6-NM35+ |L6-NM45 | L6-NM55 | L6-NM65 L6-NM85 | L6-NM5 | L6-NMO5 | L6-NM905 | LE-NMOO5 |~ <)
oryour ) L6-NM47 | L6-NM57 | L6-NM67 L6-NM87 | L6-NMO7+ | L6-NMO7 zC
Application Engineer. L6-NM49+ | L6-NM59 | L6-NM69 L6-NM89 E °
w

IFor best results, use with bronze mandrel.

Automatic Size Control Probes

4,57mm - 6,22mm (.180"-.245")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Recommended Stones for BL6 and L6 Mandrels

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone  Surface Finish Stone  Ssurface Finish

to use pm pin to use pm pin
Deburring: rough holes, all materials

Material

ONINOH ¥3ANITAD

SIANIHOVIN 00¥72Z/0E/SL-AS)

[teass] — ] — Jemns [ — [ — diameter. See page 8.4 for complete list
* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

*« ond choice Aluminum L6-J57 1,38 55 L6-DM87 | 1,25 50 Sensing Nominal Diameter Range 3
Use if A55 . Brass, Soft L6-J63 0,83 33 L6-J63 0,83 33 P TII:‘ Dlame.ter Low High X
o ot ot Bronze 6057 | 138 | 55 | LeJs7 | 1,38 | 55 artNo. }mm| in _}mm] in | mm|in_ Qg

Carbide L6-DM57 | 0,50 20 L6-DM57 | 0,50 20 ASC-0188 |4,76(3/16 | 4,57 |.180| 5,05 |.199 | i f_’

*“** 3rd choice. Cast Iron L6-J57 050 | 20 L6-DM57 | 2,00 | 80 ASC-0203 |5  [13/64]| 4,85|.191] 5,33 |.210 | 44
Use if A63 Ceramic L6-DM57 | 1,00 40 L6-DM57 | 1,00 40 ASC-0219 |5,56[7/32 | 536 |.211] 5,84 ].230 | =
does not cut. Glass L6-DM57 | 1,75 70 L6-DM57 | 1,75 70 ASC-0234 |6 15/64| 5.74 | 226 6,22 | 245 5, C-Iul
Steel, Soft L6-A57 | 075 | 30 | L6-NM45 | 125 | 50 o s <@

I Steel, Hardened* L6A55 | 030 | 12 | L6-NM45 | 112 [ 45 &2

Steel, Hardened** L6-AB3 | 030 | 12 — - — o

Steel, Very Hard*** L6-NM65 | 0,70 28 — — —
Fine finishing: previously honed holes

Aluminum L6-J95 0,30 12 L6-DM07 | 0,83 33
Brass, Soft L6-J83 0,40 16 16-J83 0,40 16
Bronze L6-J95 0,30 12 L6-J95 0,30 12
Carbide L6-DM07 | 0,08 3 L6-DM07 | 0,08 3

Cast Iron L6-J95 0,13 5 L6-DM07 | 0,50 20
Ceramic L6-DM07 | 0,38 15 L6-DM07 | 0,38 15
Glass L6-DM07 | 0,38 15 L6-DM07 | 0,38 15
Steel, Soft L6-J95 0,10 4 L6-NM05
Steel, Hardened L6-J83 0,13 5 L6-NM05

ONIT00L 2
S3IAISYIEVY WOLSND

www.sunnen.com
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K8

Honing Units

Diameter Range:
6,22 mm — 7,82 mm
.245" - .308"

Order 1-5 For Complete K8 or J-K8 Honing Units

Adaptor Mandrel Stone Truing
Wedge ¥ Sleeve
v
. - Wedge Ke-W
)
© AR Hlt4 Guide (Shank 79.3 mm (Stone
o Length) (3' 1Ug" Length)
! 476 mm |* 8" | 31.7 mm
cr——! :
! (17/g")-= > >1-(11/5") Y
' A K8- (T T e
Y
Ri:gir:\eer Guide Shoes

are integral part of mandrel.

Diameter Range K8 Mandrel J-K8 Mandrel Truing Adapter Alignment Honing
6,22 mm - 7,82 mm 1 Includes wedge 1 Includes wedge Sleeve For -8 mandrels Bushing Stone

245" - .308" order J-K8-A adapter

mm inches With Standard Shank With Extra-Long Shank Vgirt]l:j agggeregtgiiggr 5&52?23@"5&%1? rEglslye

Choose One Suffix Choose One Suffix

6,22-6,35 | .245-.250 | K8-245A |S|H|B | J-K8-245A |S*|[H S-245 K8-A C-245
6, 35-6,48 | .250-.255 | K8-250A |S|H|B| J-K8-250A |S*|H S-250 K8-A C-250
6,48-6,60 | .255-.260 | K8-255A [S|H|B| J-K8-255A [S*[H* S-255 K8-A C-255
6,60-6,73 | .260-.265 | K8-260A [S|H|B| J-K8-260A [S*[H* S-260 K8-A C-260
6,73-6,86 | .265-.270 | K8-265A |S|H|B| J-K8-265A |S*|H* S-265 K8-A C-265 See All
6,86-6,98 | .270-.275 | K8-270A |S|H|B| J-K8-270A |S*|H* S-270 Ks-A C-270 Stone
6,98-7,11 | .275-280 | K8-275A [S|H|B| J-K8-275A [St[H* S-275 K8-A C-275 Tables
7,11-7,24 | .280-.285 | K8-280A [S|[H[B| J-K8-280A [S*[H* S-280 K8-A C-280 At Right
7,24-7,37 | .285-.290 | K8-285A |S|H|B| J-K8-285A |S*|H* S-285 Ks-A C-285
7,37-7,49 | .290-.295 | K8-290A |S|H|B| J-K8-290A |S*|H* S-290 Ks-A C-290
7,49-7,62 | .295-.300 | K8-295A |[S|H|B| J-K8-295A [S*[H* S-295 K8-A C-295
7,62-7,82 | .300-.308 | K8-300A |S|H|B| J-K8-300A |S*|[H* S-300 K8-A C-300

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrels for very fine finishes and honing exotic metals.

NOTE: J-K8 Mandrels not available in bronze.

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR8+ only.

K8 Mandrel Replacement Parts
K8-W Wedge™®

LN-3117A  Stone Retainer

LN-3211A  Wedge Guide®

J-K8 Mandrel Replacement Parts
J-K8-W Wedge™®

LN-3608A  Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide shoe
to increase mandrel life in some applications...
plus faster stock removal in difficult materials
(chrome, carbide). Plated with 220 grit diamond.

The following mandrels are available:
K8-245ASD, K8-250ASD and K8-260ASD*.
Select appropriate soft steel mandrel and
add -D.

Example: K8-265AS-D*.

Carbide Shoe Mandrels*

Two types are available for high-production
applications... in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened madrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too long
to be honed with a standard mandrel.

* Special Order - Contact Customer Service

Tandem “In-Line” Mandrels+

Used to size two or more “In-Line” or tandem
bores in perfect alignment. Special tandem
mandrels can generally be supplied for those
applications which have too long a tandem
distance for honing with standard or altered
mandrels. See page 12.4 for information on
how to hone tandem bores.

Metal Bond Superabrasive Insert
Mandrels*

For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either Borazon/CBN or
diamond are available.

Single Insert BL8-__SB___
Double Insert BL8-___DB___ -

Specify grit size and hardness of insert.
Example: BL8-245DB-NM89.

Multi-Stone Honing Units

Available in 2,3,4 or 5 stone lengths, these man-
drels can solve problems when honing multiland
bores, long bores needing bow

removal or long bores machined from both
ends. All mandrels are soft steel with integral
shoes. Diamond plated (220 grit) guide shoes
are available for extended mandrel life.

Mandrel Family 6,22-1,62 mm (.245”-.300”)
Stone Length 57,15 mm (2.25 in.)

Mandrel Range 0,127 mm (.005 in.)

Use nominal K8 diameter size. Select P8, PL8,
PELS8 based on required shank length.

2-P8; 2-PL8; 2-PEL8 __ CS 2-Stone Honing Unit
3-P8; 3-PL8; 3-PEL8 __ CS 3-Stone Honing Unit
4-P8; 4-PL8; 4-PEL8 __ CS 4-Stone Honing Unit
5-P8; 5-PL8; 5-PEL8 __ CS 5-Stone Honing Unit
“___” Enter diameter (in inches)

Mandrel Shank Lengths (in inches)

P8 - 57,15 mm (2.25") PL8 - 82,55 mm (3.25”)
PELS8 - 107,95 mm (4.25")

Replacement Parts: Select P8, PL8, PEL8 based
on required shank length.

P8-MMA PL8-MMA PEL8-MMA___ Adapter with Retainer
P8-PL8-PEL8-R-___Retainer only

Stone Assemblies:
P8-___ Standard Abrasive Stone (A or J)
“__ " Abrasive Selection (same as K8 selection)
P8-() M___Metal Bond (N) Borazon or
(D) Diamond Stone
P8-NR ___ Resin Bond Borazon Stone
P8-DV ___ Vitrified Diamond Stone
“__ 7 Grit Hardness Selection (same as K8 selection)

Example:

4-PL8-255AS 4 Stone Honing Unit Range:

6,48 - 6,60 mm (.225-.260 in.)
Shank Length: 82,55 mm (3.25 in.)
Adapter with Retainer

Stone Assembly

PL8-MMA
P8-AG7

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show wear, it no longer can keep
the stone flat. This leads to taper in the bore. Replace the wedge or wedge guide as soon as wear begins.

1-800-325-3670




Adaptor Mandrel Stone Truing
We;lge * Sleeve J - K8
| —Hk< Wedge J-K8-W E>

| Guide (Shank 1304 (Stone . .
R3 s < - o Lenat) Honing Units
: (37/g"){< »ra—(-(11/4")

-8 J-K8-A
( (@ .- - ' Extra-Long
one Guide Shoes
Retainer are integral part of mandrel. Sh a nk

J-K8 Mandrels are similar to the K8 Mandrels except the shanks are 50.8 mm (2") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K8 Mandrels.

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 o g
In some cases, Aluminum Oxide Stones (A) - 12 per box g ;
stones other than the u‘g K8-AB1+ o®
RECOMMENDED @ Ke-Ad3* | K8-AB3* | KB-AG3 - S
STONES may hone 5 K8-A45 | K8-AB5 | K8-A65 | KB-A75+ ==
faster or last longer. = K8-A47 | KB-AS7 | K8-A67 | KB8-AT7 =
For Iong or repetl.tlve T K8-A49 K8-A59 K8-A69 K8-A79%
production runs, it K8-A413
may be economical
to choose a stone & Silicon Carbide Stones (J,C) - 12 per box 2y
slightly harder or 5] =
softer, coarser or @ . K8-J63 K8-J83 K8-J93 Em
finer. As a general . K845+ | K8-J55 | K8-J65 K8-J85 | K8-J95 | K8-CO5f Co
: = K8-J47 K8-J57 K8-J67 K8-J87 K8-J497 m.,
rule, hard materials T K8-J4g* K8-J69 Ks-J89 | K8-J99 oF
require soft stones; ==
soft materials require g g
hard stones; rough Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box Py
holes require hard K8-DROO7 [
stones. K8-DMB45* | K8-DMBS5* wd
K8-DM35 | K8-DM45 K8-DM55 K8-DM85 K8-DM05 K8-DMO005 g
Additional abrasive % K8-DM47 K8-DM57 K8-DM87 K8-DM07
specifications 2 Koover K8-DV87 K8-Dvo7 2
available to hone i ’ ’ ’ =7
difficult materials. g K8-NR51 : 3
T K8-NR53 K8-NR63 K8-NR83 »n g
Please contact K8-NMG57 @5
Customer Service K8-NM35 | K8-NM45 K8-NM55 K8-NM65 K8-NM85 | K8-NM95 | K8-NM05 | K8-NM905 | K8-NM005 § o
or your Sales & K8-NM47 ~ [K8-NM57 | K8-NM67 K8-NM87 K8-NM07 ag
s . K8-NM39+ | K8-NM49* | K8-NM59 K8-NM69 K8-NM89 e
Application Engineer. Z06
m
»n

fFor best results, use with bronze mandrel.

Automatic Size Control Probes

Recommended Stones for K8 and J-K8 Mandrels

Low-Volume High-Volume

6,10mm - 8,20mm (.240"-.323")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Approx. Ra Approx. Ra
Stone  Ssurface Finish Stone  surface Finish
to use pym  pin to use pm  pin

Deburring: rough holes, all materials

Material

ONINOH ¥3ANITAD

SANIHOVIN 00%2/0€/SL-AS)

[keatt3 | — | — [kemtts | — | — diameter. See page 8.4 for complete list
* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.

. Aluminum K8-J57 1,38 55 K8-DM85 | 1,25 50 Sensing Nominal Diameter Range
™ 2nd choice. Brass, Soft K8-J63 | 083 | 33 | K863 | 083 | 33 Tip Diameter [ Low High )
gggs'fn’;fiut Bronze K8-J57 | 1,38 | 55 | K8J57 | 138 | 55 PartNo. | mm| in |mm | in [mm]in |5
) Carbide K8-DM55 | 0,50 20 K8-DM55 | 0,50 20 ASC-0250 | 6,35|1/4 |6,10|.240] 6,58 | .259 g ;
*** 3rd choice. Cast Iron K8-J57 0,50 20 K8-DM55 | 2,00 80 ASC-0266 | 6,75|17/64]16,50|.256| 6,99 | .275 i ,r'E
Use if A63 Ceramic K8-DM55 | 1,00 | 40 K8-DM55 | 1,00 | 40 ASC-0281 |7 [9/32 |6,83|.269]7,32].288 5!"‘
does not cut. Glass K8-DM55 | 1,75 70 K8-DM55 1,75 70 ASC-0297 | 7,54 | 19/64| 7,29 |.287| 7,77 | .306 § %
Steel, Soft K8-A57 0,75 30 K8-NM55 | 1,25 50 ¥ "0
I Steel, Hardened* K8-A55 0,30 12 K8-NM55 | 1,00 40 ASC-0312 | 8 516 17.721.304] 8,20 | 323 ﬁ -]
Steel, Hardened™* K8-AB3 0,30 12 — — — [7) E'
Steel, Very Hard*** K8-NM55 | 1,00 40 — — — ﬁ

Fine finishing: previously honed holes

Steel, Hardened K8-J83 0,13 5 K8-NM05

Aluminum K8-J95 [ 030 | 12 | K&-DM05 | 083 | 33
Brass, Soft Ke-J83 | 040 | 16 | Ka-J83 | 040 | 16 2
Bronze K8-J95 | 030 | 12 | K809 | 030 | 12 @
Carbide K8-DM05 | 0,08 | 3 | K&-DM05 | 008 | 3 - e
Cast Iron K8-19%5 | 013 | 5 | Ke-DM05 | 0,50 | 20 o3
Ceramic K8-DM05 | 0,38 | 15 | K&-DM05 | 038 | 15 S
Glass K8-DM05 | 0,38 | 15 | K8-DM05 | 0,38 | 15 H g
Steel, Soft K8-J95 | 010 | 4 | K&-NMO5 2
m
(7]

www.sunnen.com




Adaptor Mandrel Stone Truing
Wedge } Sleeve
| s .~ |
1 A 4
: : .—  Wedge (55w]
H O n I n g U n ItS i : 1~ Guide g (Shank 104.7 mm f_Stonﬁl
NS ¥ oo [ ) T
i (17/g")-{ >le »-(21/4")
Diameter Range: ! ‘ \ | "
2 = ( BL8- L
6’22 mm = 7’82 mm RS:O'ne Guideghoes
etainer

are integral part of mandrel.

.245"-.308"

Order 1-5 For Complete BL8 or L8 Honing Units

Diameter Range BL8 Mandrel L8 Mandrel Truing Adapter Alignment Honing
6,22 mm - 7,82 mm 1 Includes wedge 1 Includes wedge Sleeve For L8 mandrels Bushing Stone
.245" - 308" order L8-A adapter
. With Standard Shank With Extra-Long Shank With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
6,22-6,35 | .245-.250 | BL8-245A |S|H B L8-245A |S|H [B S-245 BL8-A C-245
6,35-6,48 | .250-.255 | BL8-250A |S|H B L8-250A [S|H (Bt S-250 BL8-A C-250
PN | 6,48-6,60 | .255-.260 | BL8-255A (S| H |B L8-255A [S|H (Bt S-255 BL8-A C-255
ﬂ E 6,60-6,73 | .260-.265 | BL8-260A | S| H |B*| L8-260A |S|H [B* S-260 BL8-A C-260
E; 6,73-6,86 | .265-.270 | BL8-265A | S| H |B*| L8-265A |S|H |B* S-265 BL8-A C-265 See All
2 ) 6,86-6,98 | .270-.275 | BL8-270A | S| H |B*| L8-270A |S|H |B* S-270 BL8-A C-270 Stone
= g 6,98-7,11 .275-.280 | BL8-275A | S| H |B*| L8-275A |S|H |B* S-275 BL8-A C-275 Tables
;:' o 7,11-7,24 | .280-.285 | BL8-280A |S|H |B*| L8-280A |S|H |B* S-280 BL8-A C-280 At Right
';, f 7,24-7,37 | .285-.290 | BL8-285A | S| H |B*| L8-285A |S|H |B* S-285 BL8-A C-285
"'Q‘ = 7,37-7,49 | .290-.295 | BL8-290A |S|H |B*| L8-290A |S|H [B* S-290 BL8-A C-290
T 3:, 7,49-7,62 | .295-.300 | BL8-295A | S| H |B*| L8-295A |S|H |B* S-295 BL8-A C-295
e | 7,62-7,82 | .300-.308 | BL8-300A [S|H |B L8-300A [S|H |B* S-300 BL8-A C-300

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrels for very fine finishes and honing exotic metals.

Mandrel Options

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in BLR8* only.

Retractable Mandrels

Tandem “In-Line” Mandrels+

Sunnen Honing Units can be used to size two or
more “In-Line” or tandem bores in perfect alignment.
Special tandem mandrels can generally be supplied
for those applications which have too long a tandem
distance for honing with standard or altered mandrels.
See page 12.4 for information on how to hone tandem
bores.

Carbide Shoe Mandrels*

Two types are available for high-production
applications... in either Round Carbide Rod Inserted
or Full Carbide Shoe Mandrels. In the correct
application they last longer than standard hardened
mandrels. When ordering full-carbide type specify
starting and finish diameter.

BL8 Mandrel Reglacement Parts
BL8-W Wedge

LN-3117A  Stone Retainer

LN-3211A  Wedge Guide®

L8 Mandrel Replacement Parts
L8-W Wedge™®

LN-3608A  Stone Retainer
LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrel is available:
BL8-245AS-D.

Select appropriate soft steel mandrel and
add -D.*

Example: BL8-245AS-D.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

2.20

Metal Bond Superabrasive Insert
Mandrels+

For applications where a long lasting mandrel is
needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either Borazon/CBN or
diamond are available.

Single Insert BL8-___SB___
Double Insert BL8-_ DB__ -
Specify grit size and hardness of insert.

Example: BL8-245DB-NM89*.

Extended Shank Mandrels*
Available for honing parts that are too long to be
honed with a standard mandrel.




Adaptor Mandrel Stone Truing
Wedge ) Sleeve I 8
@@, | o |f«Wedee (w] s
o Guide ° (Shank 155.5 mm (Stone H 1 U .t
i Length) | (5.1/8"\ .| Length) O n I n g n I S
[———t 98.4mm [ 4 | 7| 571 mm
SE— (37/g")-|= ighi >(214")
. oA —— - == Extra-Long
tone Guide Shoes
Retainer are integral part of mandrel. S h an k

L8 Mandrels are like the BL8 Mandrels except the shanks are 50.8 mm (2") longer.
Use only when the BL8 is too short.

Available Stones

70 80 100

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Hard------Soft

Hard----Soft

Additional abrasive
specifications
available to hone
difficult materials.

Hard-----Soft

Please contact
Customer Service

or your Sales &
Application Engineer.

Diamond (D) &

L8-DM35

L8-NM35

L8-NM39+

Grit Size
150 220 280 320 400 500

Aluminum Oxide Stones (A) - 6 per box

L8-A61*
L8-A43* L8-A63 L8-A73*
L8-A45 L8-A55 L8-AB5 L8-A75
L8-A47 L8-A57 L8-A67 L8-A77
L8-A49 L8-A59 L8-A69 L8-A79*

L8-A413
Silicon Carbide Stones (J,C) - 6 per box
L8-J63 L8-J83 18-J93+
L8-J45+ L8-J55 L8-J65 L8-J85 L8-J95
L8-J47 L8-J57 L8-J67 L8-J87 L8-J97
L8-J89
L8-J69 L8-J99

CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box

L8-DM45+ | L8-DM55 L8-DM85

L8-DM57 L8-DM87

L8-DV57 L8-Dv87

L8-NR51+

L8-NR53 L8-NR83

L8-NMG57+
L8-NM45 | L8-NM55 L8-NM65 L8-NM85 | L8-NM95
L8-NM47+ | L8-NM57 L8-NM67 L8-NM87

L8-NM59* | L8-NMB9+ L8-NM89+

IFor best results, use with bronze mandrel.

Recommended Stones for BL8 and L8 Mandrels
Low-Volume High-Volume

Material

Stone
to use

Deburring: rough holes, all materials

Approx. Ra Approx. Ra
Surface Finish Stone Surface Finish
um in to use pm pin

| Ls-a413 |

— | = Jwms | -] -

Fast removal: deburred, bored, ground, reamed holes

(2]
m
600 900 1200 o=
(2)r=
056
0%
c35
=]
m
[0
F D
L8-C05¢ m 3
oE
==
o]
53
@ T
om
L8-DROO7 s
L8-DMO05*
L8-DMO05
L8-DMO7
L8-DV07

L8-NM05 | L8-NM905 |L8-NM005

Automatic Size Control Probes

6,10mm - 8,20mm (.240"-.323")
For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.
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* 1st choice
. _ Aluminum 857 | 138 | 55 | Le-DM85 | 1.25 | 50 Sensing | Nominal | Diameter Range
2nd choice. Brass, Soft Ls-J63 | 083 | 33 | L8J63 | 083 | 33 Tip Diameter | Low High
SsefASS Bronze 857 | 138 | 55 | (857 | 1,38 | 55 PartNo. | mm| in |mm| in | mm | in
: Carbide L6-DM55 | 0,50 | 20 | L8DM55 | 050 | 20 ASC-0250 |6,35 [1/4 | 6.10| 240 6,58 | 259
+* 3rd choice. Cast Iron [8-57 | 050 | 20 | L8DM55 | 2,00 | 80 ASC-0266 |6,75 [17/64 | 6,50| 256 | 6,99 | 275
Use if A63 Ceramic L6-DM55 | 1,00 | 40 | L8DM55 | 1,00 | 40 ASC-0281 |7 [9/32 [6.83] 269 7.32| 288
does not cut. Glass LBDMSS | 175 | 70 | LBDMSS | 175 | 70 ASC-0297 7,54 [19/64 | 7,29| 287 | 7,77 | 306
Steel, Soft [8-A57 | 075 | 30 | L&NM55 | 125 | 50 ascos1a |5 1516 17521 504 (520 323
I Steel, Hardened” [8-A55 | 030 | 12 | L8NM55 | 1,00 | 40 721 120 |
Steel, Hardened** L8-A63 0,30 12 — — —
Steel, Very Hard*** L8-NM55 | 1,00 40 — — —

Fine finishing: previously honed holes

Aluminum L8-J95 0,30 12 L8-DM05 | 0,83 33
Brass, Soft L8-J83 0,40 16 L8-J83 0,40 16
Bronze L8-J95 0,30 12 L8-J95 0,30 12
Carbide L8-DM05 | 0,08 3 L8-DM05 | 0,08 3
Cast Iron 1.8-J95 0,13 5 L8-DM05 | 0,50 20
Ceramic L8-DM05 | 0,38 15 L8-DM05 | 0,38 15
Glass L8-DM05 | 0,38 15 L8-DM05 | 0,38 15
Steel, Soft L8-J95 0,10 4 L8-NM05

Steel, Hardened

L8-J83

0,13 5 L8-NM05

www.sunnen.com
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Adaptor Mandrel Stone Truing
Wedge ¥ Sleeve
v ———
H . ) . -|o ([P g Wedge K10-W ~
>©) ] Y Guie El (Shank (Stone
\ L h 79.3 mm L h
Lyl o [« @ V8" ———» 579
: (17/g")-1 >e—-(114")
Diameter Range: A | = m@
K10- ({ 1
7,82 mm = 9,40 mm Stane 0
" " Retainer _ Guide Shoes
308 - 370 are integral part of mandrel.

Order 1-5 For Complete K10 or J-K10 Honing Units

2.22

Diameter Range K10 Mandrel J-K10 Mandrel Truing Adapter Alignment Honing
7,82 mm - 9,40 mm 1 Includes wedge 1 Includes wedge Sleeve For J-K10 mandrels Bushing Stone
.308" - .370" order J-K10-A adapter
. With Standard Shank With Extra-Long Shank With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
7,82-8,03 | .308-.316 | K10-308A |S|H|B| J-K10-308A |S |H S-308 K10-A C-308
8,03-8,20 | .316-.323 | K10-316A |S|H|B| J-K10-316A |[S*|H* S-316 K10-A C-316
— 8,20-8,41 .323-.331 K10-323A |S|H |B| J-K10-323A |S*|H* S-323 K10-A C-323 See All
@ g 8,41-8,61 .331-.339 | K10-331A |S|H|B| J-K10-331A |S*|H* S-331 K10-A C-331 Stone
; ; 8,61-8,81 .339-.347 | K10-339A |S|H|B| J-K10-339A |S*|H* S-339 K10-A C-339 Tables
2 o 8,81-8,99 | .347-.354 | K10-347A |S|H|B| J-K10-347A |[S*|H* S-347 K10-A C-347 At Right
= E 8,99-9,19 | .354-.362 | K10-354A |S|H|B| J-K10-354A |[S*|H* S-354 K10-A C-354
E' 8 9,19-9,40 | .362-.370 | K10-362A |S|H|B| J-K10-362A [S*|H* S-362 K10-A C-362
ud
m 3:; Mandrel Options S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals. NOTE: J-K10 Mandrels not available in bronze.*

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR10* only.

K10 Mandrel Replacement Parts

K10-W Wedge*
LN-3117A  Stone Retainer
LN-3211A  Wedge Guide®

J-K10 Mandrel Replacement Parts
J-K10-W  Wedge*®

LN-3608A  Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrels are available:
K10-308ASD, and K10-362ASD*. Select
appropriate soft steel mandrel and add -D.*
Example: K10-308AS-D.

Carbide Shoe Mandrels*

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too long to
be honed with a standard mandrel.

Metric Mandrels

K10-8MMAH*, 5-8mm

C-8MM* are still available for 8mm bores with
less than 0,1, stock (CK). Many customers find
the K10-308AH a more flexible choice.

* Special Order - Contact Customer Service

Tandem “In-Line” Mandrels+

Used to size two or more “In-Line” or tandembores
in perfect alignment. Special tandem mandrels can
generally be supplied for those applications which
have too long a tandem distance for honing with
standard or altered mandrels. See page 12.4 for
information on how to hone tandem bores.

Metal Bond Superabrasive Insert

Mandrels*

For applications where a long lasting mandrel is
needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond
are available.

Single Insert K10- SB
Double Insert K10- DB

Specify grit size and hardness of insert.

Example: K10-308DB-NM89+

Multi-Stone Honing Units

Available in 2,3,4 or 5 stone lengths, these man-
drels can solve problems when honing multiland
bores, long bores needing bow

removal or long bores machined from both
ends. All mandrels are soft steel with integral
shoes. Carbide, stone-inserted, or diamond
plated (220 grit) guide shoes are available for
extended mandrel life.

Mandrel Family 7,62-9,02 mm (.300”-.355")
Stone Length 57,15 mm (2.25 in.)

Mandrel Range 0,203 mm (.008 in.)

Use nominal K10 diameter size.

Select P10, PL10 based on required shank length.
2-P10; 2-PL10 __ AS 2-Stone Honing Unit

3-P10; 3-PL10 __AS 3-Stone Honing Unit

4-P10; 4-PL10 __ AS 4-Stone Honing Unit

5-P10; 5-PL10 __ AS 5-Stone Honing Unit

“___” Enter diameter (in inches)

Mandrel Shank Lengths (in inches)
P10 -50,8 mm (2.0")  PL10-101,6 mm (4.0")

Replacement Parts:

Select P10, PL10, based on required shank length.
P10-MMA PL10-MMA ___ Adapter with Retainer
P10-PL10-R-___Retainer only

Stone Assemblies:
P10-___ Standard Abrasive Stone (A or J)
“___” Abrasive Selection (same as K10 selection)
P10-( ) M__Metal Bond (N) CBN or
(D) Diamond Stone
P10-NR ___ Resin Bond CBN Stone
P10-DV ___ Vitrified Diamond Stone
“__ 7 Grit Hardness Selection (same as K10 selection)

Example:

3-P10-347AS 3 Stone Honing Unit Range:

8,81 - 8,99 mm (.347-.354 in.)
Shank Length: 101,6 mm (4.0 in.)
Adapter with Retainer

Stone Assembly

P10-MMA
P10-NR53

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

1-800-325-3670




Adaptor Mandrel Stone Truing
¥ Sleeve
l ¢ Wed J-K10 Wegge -

I
| 1~ Guide (Shank 130.1 mm (Stone . .
| .
) e | s o] o) Honing Units
& (3 7/")-1= > (1 1/4")
; (ST} . Extra-Long
tone .
N Guide Shoes
Retainer are integral part of mandrel. Shank

J-K10 Mandrels are similar to the K10 Mandrels except the shanks are 50.8 mm (2") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K10 Mandrels.

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 g T
In some cases, Aluminum Oxide Stones (A) - 12 per box g E
stones other than the £ K10-A61+ oo
RECOMMENDED o Ki0-A3+ K0 = -
STONES may hone @ i 5 2 =
Fast last] H K10-A45 | K10-A55 | K10-A65 | K10-A75* ==
aster or fast longer. s K10-A47 | KI0-A7 | K10-A67 | K10-A77 =
E?Of Jﬁgﬁo‘:‘r rruer?stlittlve k K10-A49 | K10-A59 | K10-A69 | K10-A79*
may be economical K10-A413
to choose a stone 'g -
zggf!tgtrlyct:)aarrds?err %"r = Silicon Carbide Stones (J,C) - 12 per box = §
f [<) =
finer. As a general ? K10-J63 K10-J83 | K10-93 P
rule, hard materials 4 K10-045+ | K10-J55 | K10-J65 K10-085 | K10-J95 | K10-CO5% oF
require soft stones; = K10-J47 | K10-J57 | K10-J67 K10-J87 | K10-J97 ==
soft materials require = K10-J49* |  K10-J59% | K10-J69 K10-J89 | K10-J99 o g
hard stones; rough =
holes require hard Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box -z
stones. w M
K10-DR007 &

" - K10-DMB45* K10-DM005
Additional abrasive K10-DM35 |K10-DM45 | K10-DMS5 K10-DM85 K10-DM05 o
specifications £ K10-DM47 | K10-DM57 K10-DM87 K10-DM07 A
available to hone e =2
difficult materials. { K10-DV57 K10-Dve7 K10-DVO7 a<o 3

. m
»
Please contact g K10-NR51* *9
Customer Service L K10-NR53 K10-NR83 z g
or your Sales & K10-NM35 |K10-NM45 | K10-NM55 | K10-NM65 K10-NM85 | K10-NM95 | K10-NMO5 | K10-NM9O5 | K10-NM0O5 |- S
Application Engineer. K10-NM47 | K10-NMG57+ K10-NM07 Zo
K10-NM57 | K10-NM67 K10-NM87 m
K10-NM39* [K10-NM4g* | K10-NM59 | K10-NM69 K10-NM89 —
®
IFor best results, use with bronze mandrel. < o
a=
£
Recommended Stones for K10 and J-K10 Mandrels Automatic Size Control Probes g S
Low-Volume High-Volume " " N
Approx. Ra Approx. Ra 7,72mm b 9,75mm (.304 -.384 ) 8 :
Material Stone  surface Finish | Stone  surface Finish For use on machines with Automatic Size | = =
to use pm pin to use pm pin . . R oz
- - Control units. Select the appropriate Size |5 =
Deburring: rough holes, all materials Control Probe based on workpiece finish |~
[Kkio-ast3] — | — [kiomars| — | — diameter. See page 8.4 for complete list |4
* 1t choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips. =
" . Aluminum K10-J57 1,38 55 K10-DM85 | 1,25 50 Sensing Nominal Diameter Range [e]
2nd choice. Brass, Soft K10-J63 | 083 | 33 | K10-J63 | 083 [ 33 Tip Diameter Low High 3 ar
(LjJse if Af5 ) Bronze K10-J57 | 1,38 | 55 | K10-J57 | 138 | 55 PartNo. | mm| in [ mm | in | mm|in [
0es noteut Carbide K10-DM55 | 050 [ 20 | K10-DMS55 [ 050 [ 20 ASC-0312 |8 |5/16 | 7,72|.304]8,20|.323 | =
*** 3rd choice. Cast Iron K10-J57 | 050 | 20 | K10DMS5) 200 | 80 ASC-0328 |5,33|21/64| 8,08 | .318| 8,56 |.337 |
Use if A63 Ceramic K10-DM55 | 1,00 40 K10-DM55 | 1,00 40 ASC-0344 8, 73(11/32 8,48 334 8,97 353 5’ ;IU,
does not cut. Glass K10-DM55 | 1,75 70 K10-DM55 | 1,75 70 ASC-0359 |9 23/64| 8,81 | 347] 9,30 |.366 | =
Steel, Soft K10-A57 0,75 30 K10-NM55 | 1,25 50 ASC-0375 | 953|3/8 0271 3651 9.75 | 384 F’n, -
I Steel, Hardened* K10-A55 0,30 12 K10-NM55 | 1,00 40 = ; S
Steel, Hardened** K10-A63 0,30 12 — — — m

Steel, Very Hard*** K10-NM55 | 1,00 40 — — —
Fine finishing: previously honed holes

(2]
Aluminum K10-)95 [ 030 | 12 | K10-DM05] 083 | 33 S
Brass, Soft K10-J83_| 040 | 16 | K10J83 | 040 | 16 w3
Bronze K10J95 | 030 | 12 | K10J95 | 030 | 12 3=
Carbide K10DM05| 0,08 | 3 | K10-DM05[ 008 | 3 oz
Cast Iron K10-J95 | 013 | 5 | KI10DMO5| 050 | 20 S
Ceramic K10DM05| 0,38 | 15 | K10DM05] 038 | 15 o5
Glass K10-DMO5| 0,38 | 15 | K10DM05| 0,38 | 15 <
Steel, Soft K10J95 | 010 [ 4 | K10-NM05 )

Steel, Hardened K10-J83 0,13 5 K10-NM05

www.sunnen.com
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BL10O

Honing Units

Diameter Range:
7,82 mm — 9,40 mm
.308"-.370"

Adaptor Mandrel Stone Truing
Wedge ; Sleeve
v
. -lo ([P Wedge [BL10-W];
)
© o iml Guide g (Shank 1047 mm (Stone
! Length) ) Length)
Ly | azemm € @) ————" 57mm
(17/g")-| :i: >
A BL10-
A
Stone Guide Shoes
Retainer

are integral part of mandrel.

Order 1-5 For Complete BL10 or L10 Honing Units

Diameter Range BL10 Mandrel L10 Mandrel Truing Adapter Alignment Honing
7,82 mm - 9,40 mm 1 Includes wedge 1 Includes wedge Sleeve For L10 mandrels Bushing Stone
.308" - .370" order L10-A adapter
. With Standard Shank With Extra-Long Shank With stone retajner For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
7,82-8,03 | .308-.316 | BL10-308A [S|H [B | L10-308A [S|H |B S-308 BL10-A C-308
8,03-8,20 | .316-.323 | BL10-316A |S|H |B | L10-316A |S|H |B* S-316 BL10-A C-316
8,20-8,41 | .323-.331 | BL10-323A |S|H |B*| L10-323A |S|H |B* S-323 BL10-A C-323 See All
8,41-8,61 | .331-.339 | BL10-331A [S|H |[B*| L10-331A |S|H [B* S-331 BL10-A C-331 Stone
8,61-8,81 | .339-.347 | BL10-339A |S|H |B*| L10-339A |S|H |[B* S-339 BL10-A C-339 Tables
8,81-8,99 | .347-.354 | BL10-347A |S|H |B*| L10-347A |S|H |B* S-347 BL10-A C-347 At Right
8,99-9,19 | .354-.362 | BL10-354A |S|H |B*| L10-354A |S|H |B* S-354 BL10-A C-354
9,19-9,40 | .362-.370 | BL10-362A | S| H [B*| L10-362A |S|H |B* S-362 BL10-A C-362

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrels for very fine finishes and honing exotic metals.*

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in BLR10* only.

BL10 Mandrel Replacement Parts
BL10-W  Wedge®

LN-3117A  Stone Retainer

LN-3211A  Wedge Guide®

L10 Mandrel Replacement Parts
L10-W Wedge™®

LN-3608A  Stone Retainer

LN-3211A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrel is available:

BL10-308AS-D. Select appropriate soft steel
mandrel and add -D.*

Example: BL10-316AS-D.*

Carbide Shoe Mandrels*

Two types are available for high-production applications...

in either Round Carbide Rod Inserted or Full Carbide
Shoe Mandrels. In the correct application they last longer
than standard hardened mandrels. When ordering
full-carbide type specify starting and finish diameter.

Extended Shank Mandrels*
Available for honing parts that are too long to be honed
with a standard mandrel.

Metal Bond Superabrasive Insert Mandrels+
For applications where a long lasting mandrel is needed
and the material being honed reacts negatively with
either a hardened or carbide shoe mandrel. Made from
a bronze mandrel. Single or double insert mandrels in
either CBN or diamond are available.

Single Insert BL10- SB
Double Insert BL10- DB

Specify grit size and hardness of insert.

Example: BL10-308DB-NM89+

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

Tandem “In-Line” Mandrels+

Sunnen Honing Units can be used to size two
or more “In-Line” or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.




Adaptor Mandrel Stone Truing
Wedge Sleeve 1 O
v I
D ~lo [’  Wedge  [Liow |f
: i i 14 Guide (Shank 155.5 mm (Stone . H

i Length ) b | Length )
Y o) of st Honing Units

(3 7/")- :i‘ »2 14"
A e V= Extra-Long

tone .

Retainer Guide Shoes Shank

are integral part of mandrel.

L10 Mandrels are like BL10 Mandrels except the shanks are 50.8 mm (2") longer.
Use only when BL10 is too short

Available Stones
Grit Size @
80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 6 per box g E
stones other than the £ L10-A61+ o6
STONES may hone i L10-A45 L10-A55 | L10-A65 | L10-A75% c E
faster or last longer. ! L10-A47 L10-A57 L10-A67 L10-A77 o
For long or repetitive g L10-A49* | L10-A59 L10-A69 L10-A79* ul
production runs, it T
may be economical L10-A413
to choose a stone @5
. i - I
slightly harder or F= Silicon Carbide Stones (J,C) - 6 per box =
softer, coarser or b L10-J63 L10-J83 | L10-J93* £m
finer. As a general 4 L10-445% | L1055 | L1065 L10-J85 | L1095 | L10-CO5% m o
rule, hard materials = L10-447 L10-J57 L10-J67 L10-087 | L10-497 <
require soft stones_; = L10-J49* L10-J59+ L10-J69 L10-J89 L10-J99 ==
soft materials require g g
hard stones; rough Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box o
holes require hard -z
stones. L10-DRO07+ [T
L10-DMB45+ L10-DM005+ IR
- - L10-DM35 |L10-DM45  [L10-DM55 L10-DM85 L10-DM05
Additional abrasive . L10-DM57 L10-DM87+ L10-DMo7+ o
specifications S é
available to hone @ L10-DV57 L10-DV87 L10-DVO7 =2
difficult materials. i o >
° L10-NR51* sm
Please contact 5 L10-NRS3 »°
, L10-NR83 =3
Customer Service L10-NMG57+ S 8
or your Sales & L10-NM35 [L10-NM45  [L10-NM55 | L10-NM65 L10-NM85 | L10-NM95 | L10-NMO5 |L10-NM9O5*| L10-NMOO5 | =
Application Engineer. L10-NM39* [L10-NM47+ [L10-NM57 | L10-NM67 L10-NM87 53
L10-NM59+ m

* 1st choice

** 2nd choice.
Use if A55

does not cut.

*** 3rd choice.
Use if A63
does not cut.

L,

Recommended Stones for BL10 and L10 Mandrels

Low-Volume

Material

Stone
to use

FFor best results, use with bronze mandrel.

Approx. Ra

Surface Finish

Hm Hin

Deburring: rough holes, all materials

High-Volume

Stone
to use

Approx. Ra
Surface Finish

pm Min

Automatic Size Control Probes
7,72mm - 9,75mm (.304"-.334")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

[Loaas | — [ — Juoms]| — | — diameter. See page 8.4 for complete list
Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.
Aluminum [10-J57 ] 1,38 | 55 | L10-DM85 | 1,25 | 50 Sensing | Nominal | Diameter Range
Brass, Soft L10-J63 0,83 33 L10-J63 0,83 33 Tip Diameter Low High
Bronze L10-J57 1,38 55 L10-J57 1,38 55 Part No. mm| in mm | in mm | in
Carbide L10-DM55 | 0,50 20 L10-DM55 | 0,50 20 ASC-0312 |8 5/16 | 7,72 |.304| 8,20 |.323
Cast Iron L10-J57 0,50 20 L10-DM55 | 2,00 80 ASC-0328 | 8,33 (21/64| 8,08 |.318] 8,56 |.337
Ceramic L10-DM55 | 1,00 40 L10-DM55 | 1,00 40 ASC-0344 |8,73[11/32| 6,48 | .334| 8,97 | .353
Glass L10DMS5 | 175 | 70 | L10-DM55 | 1,75 | 70 ASC-0359 [0 [23/64] 8,87 347] 9,30 366
Steel, Soft L10-A57 0,75 30 L10-NM55 | 1,25 50
Steel, Hardened* L10-A55 0,30 12 L10-NM55 | 1,00 40 ASC-0375 |9,533/8 9,27 | 365] 9,75 | 384
Steel, Hardened** L10-A63 0,30 12 — — —
Steel, Very Hard*** L10-NM55 | 1,00 40 — — -
Fine finishing: previously honed holes

Aluminum L10-J95 0,30 12 L10-DM05 | 0,83 33
Brass, Soft L10-J83 0,40 16 L10-J83 0,40 16
Bronze L10-J95 0,30 12 L10-J95 0,30 12
Carbide L10-DM05 | 0,08 3 L10-DM05 | 0,08 3
Cast Iron L10-J95 0,13 5 L10-DMO05 | 0,50 20
Ceramic L10-DM05 | 0,38 15 L10-DM05 | 0,38 15
Glass L10-DM05 | 0,38 15 L10-DM05 | 0,38 15
Steel, Soft L10-J95 0,10 4 L10-NM05 16
Steel, Hardened 110-J83 0,13 5 L10-NM05

www.sunnen.com
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Adaptor Mandrel Stone Truing
Wedge * Sleeve
v
: : @@, | fr ot (— Jomw =
H onin g U n |tS v P Guide U (shank 92.0 mm (Stone
: 1 Length ) |«—— (3 5/3") ——{ Length)
1y ! 47.6 mm 444 mm
. [ \ (1 7/") - [ »-(1 3/4")
Diameter Range: : ‘ -

( ( (, Ki2- i U
A
Guide Shoes

are integral part of mandrel.

9,40 mm — 12,57 mm
.370"-.495"

Retainer

Order 1-5 For Complete K12 or J-K12 Honing Units

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.

B = Bronze Mandrels for very fine finishes and honing exotic metals.
NOTE: J-K12 Mandrels not available in bronze.

Diameter Range K12 Mandrel J-K12 Mandrel Truing Adapter Alignment Honing
9,40 mm - 12,57 mm 1 Includes wedge 1 Includes wedge Sleeve For J-K12 mandrels Bushing Stone
370" - .495" order J-K12-A adapter
With Standard Shank With Extra-Long Shank With stone retajner For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
9,40-9,78 | .370-.385 | K12-370A S|H |B| J-K12-370A [S |H S-370 K12-A C-370
9,78-10,16 | .385-.400 | K12-385A S|H |B| J-K12-385A [S | H S-385 K12-A C-385
Py | 9,90-10,28 | .389-.405 | K12-10MMA | — |H*| — N/A S-10MM* K12-A C-10MM*
@ @ 10,16-10,57 | .400-.416 | K12-400A S|H [B| J-K12-400A |[S*|H S-400 K12-A C-400 See All
; s | 10,57-10,97 | .416-.432 | K12-416A S|H [B| J-K12-416A |S*|H S-416 K12-A C-416 Stone
2 il | 10,97-11,35 | .432-.447 | K12-432A S|H [B| J-K12-432A |S*|H S-432 K12-A C-432 Tables
= g 11,35-11,76 | .447-.463 | K12-447A S|H [ B| J-K12-447A |S*|H S-447 K12-A C-447 At Right
;:' oy | 11,76-12,17 | .463-.479 | K12-463A S|H [|B| J-K12-463A |S*|H S-463 K12-A C-463
% I'_II". 11,90-12,31 | 468-.485 | K12-12MMA | — |H*| — N/A S-12MM* K12-A C-12MM*
ué E_ 12,17-12,57 | .479-.495 | K12-479A S|H |B| J-K12-479A |S*|H S-479 K12-A C-479
o

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR12+ only.

K12 Mandrel Replacement Parts

K12-W Wedge™®
LN-3167A  Stone Retainer
LN-3214A Wedge Guide®

J-K12 Mandrel Replacement Parts
J-K12-W  Wedge®

LN-3702A  Stone Retainer

LN-3214A Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications... plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrels are available:

K12-370ASD, K12-385ASD, K12-400ASDT,
K12-432ASD*, K12-463ASD*.

Select appropriate soft steel mandrel and
add -D.*

Example: K12-416AS-D.*

Carbide Shoe Mandrels*

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

* Special Order - Contact Customer Service

2.26

Extended Shank Mandrels*
Available for honing parts that are too long to
be honed with a standard mandrel.

Multi-Stone Honing Units

Available in 2,3,4 or 5 stone lengths, these
mandrels can solve problems when honing
multiland bores, long bores needing bow
removal or long bores machined from both
ends. All mandrels are soft steel with integral
shoes. Carbide, stone-inserted, or diamond
plated (220 grit) guide shoes are available for
extended mandrel life.

Mandrel Family 9,02-12,57 mm (.355”-.495")
Shank Length 99,21 mm (3.91 in.)

Stone Length 63,50 mm (2.50 in.)

Mandrel Range 0,381 mm (.015 in.)

Use nominal K12 diameter size.

2-P12 __AS 2-Stone Honing Unit
3-P12 __AS 3-Stone Honing Unit
4-P12 __AS 4-Stone Honing Unit
5-P12 __AS 5-Stone Honing Unit

" Enter diameter (in inches)
PL12-MMA ____ Adapter with Retainer
P12-___ Retainer only

Stone Assemblies:
P12-___ Standard Abrasive Stone (A or J)
“___” Abrasive Selection (same as K12 selection)
P12-( ) M___Metal Bond (N) CBN or
(D) Diamond Stone
P12-NR __ Resin Bond CBN Stone
P12-DV ___ Vitrified Diamond Stone

' 7 Grit Hardness Selection (same as K12 selection)

1-800-325-3670

Example:

5-P12-___AS 5 Stone Honing Unit Range:

9,40 - 9,78 mm (.370-.385 in.)
Shank Length: 101,6 mm (4.0 in.)
Adapter with Retainer

Stone Assembly

P12-MMA
P12-DV87

Tandem “In-Line” Mandrels*

Used to size two or more “In-Line” or tandem bores
in perfect alignment. Special tandem mandrels can
generally be supplied for those applications which
have too long a tandem distance for honing with
standard or altered mandrels. See page 12.4 for
information on how to hone tandem bores.

Metal Bond Superabrasive Insert Mandrels+
For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond

are available.

Single Insert Mandrel

K12-__ SB__
Double Insert Mandrel
K12-__ DB-___

Specify grit size and hardness of insert.

Example: K12-370SB-NM89+

* Wedge and wedge guide wear:

Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This
leads to taper in the bore. Replace the wedge
or wedge guide as soon as wear begins.




Adaptor Mandrel

Truing
Wedge Sleeve — 1 2
v
) - < We_dge JK12W
© | i Guide UJ (Shank 244.4 mm (Stone . .
1 Length n Length! H U
v 2oo.eon|?1m) ~ (050" g 4:.r:tgmr)n oni ng n ItS
——t (771g")-|= > (134"
! -
1
L (o —] Extra-Long
Stone Guide Shoes 4
Retainer are integral part of mandrel. Shank
J-K12 Mandrels are similar to the K12 Mandrels except the shanks are 152.4 mm (6") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K12 Mandrels.
Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 o g
In some cases, Aluminum Oxide Stones (A) - 12 per box g ;
stones other than the & K12-Ad3+ K12-A61F 20
RECOMMENDED S K12-Ad5 K12-A63 oS
STONES may hone H K12-A47 | K12-A55 K12-A65 | K12-A75 E5
faster or last longer. i =
For long or repetitive ° K12-A49 | K12-A57 K12-A67 | K12-A77
production runs, it i K12-A5701A
may be economical K12-A413 | K12-A59 | K12-A69 | K12-AT9
to choose a stone Ly
slightly harder or - " =y
so?ter,)/coarser or & Silicon Carbide Stones (J,C) - 12 per box E rUn
finer. As a general & K12-J63 K12-J83 K12-J93 o 9
rule, hard materials [ K12-J45% | K12-J55 K12-J65 K12-485 K12-J95 | K12-C05% o ':E
require soft stones; ! K12-J47 ==
soft materials require B K12-J49+ | K12-J57+ | K12-J67 K12-J87 K12-97 =2
. 1} K12-J5701A K12-J8701A <
hard stones; rough I
holes require ey = K12059% | K12-J69 K12089 | K12-J99 =
stones. o p
Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box -
Additional abrasive K12-DMB45*| K12-DMB55* K12-DR007 [
specifications K12-DM35 | K12-DM45 | K12-DMS55 K12-DM85 K12-DM05 K12DM005 =5
available to hone % K12-DM47 | K12-DM57 K12-DM87 K12-DM07 = E
difficult materials. @ K12:DVAT* | K12-DV57 K12-DV87 K12-DVO7 e ]
i 9 g
Please contact ° K12-NR51+ ; a
Customer Service (o) K12-NR53 K12-NR83 > 9
T o o
or your Sales & K12-NM35 | K12-NM45 %mg:? K12-NM65 K12-NM85 | K12-NM95 | K12-NM05 | K12-NM905 | K12-NM005 = E
Application Engineer. K12-NM37 | KI2NM47  |K12NMS7 | K12-NM67 K12-NM87 K12-NMO7 70
K12-NM39* K12-NM59 K12-NM69 K12-NM89 @

FFor best results, use with bronze mandrel.

Recommended Stones for K12 and J-K12 Mandrels

Low-Volume High-Volume

Automatic Size Control Probes

9,27mm - 12,52mm (.365"-.509")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Approx. Ra Approx. Ra
Stone  Ssurface Finish Stone  Ssurface Finish
to use pm pin to use pm pin

Deburring: rough holes, all materials

Material

ONINOH ¥3ANITAD

SANIHOVIN 00%2/0€/SL-AS)

[ Ki2aa3] — | — Jkiems | — [ — diameter. See page 8.4 for complete list

* 15t choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips. -
Aluminum K12-J57 | 1,38 | 55 | K12-DM85 [ 1,25 | 50 Sensing | Nominal Diameter Range _=
** 2nd choice. Brass, Soft K12-J63 | 083 | 33 |K12-J63 [ 083 | 33 Tip Diameter | Low High 3N
Use if AS5 Bronze Ki12-J57 | 1,38 | 55 [K12J57 | 1,38 | 55 PartNo. | mm| in [ mm | in [ mm]| in 2
Gl Carbide K12DM55] 050 | 20 | K12:DM55 | 050 | 20 ASC-0375 (9,53 [3/8 | 9,27 |.365] 9,75 384 - .
*+ 3rd choice. Cast Iron K12-J57 | 050 | 20 | K12-DM55 | 2,00 | 80 ASC-0391 |10 [25/64] 9,73 |.383| 10,21] 402 | 1
Use if A63 Ceramic K12DM55| 100 | 40 | K12-DMS5 | 100 | 40 ASC-0406 [10,32[13/32[ 10,06| 396 | 10,54] 415 71"
does not cut. Glass K12-DM55 | 1,75 70 | K12-DM55 | 1,75 70 ASC-0422 [10,72|27/64 | 10,47| 412] 10,95 431 | ==
I ; pooLpmeoncs EZER e ASC-0453 |11,51|20/64 | 11,25] 443[ 11,74] 462 |

Steel, Very Hard™ K12-NM55 | 1.00 70 — — — ASC-0469 |72 |15/32| 11,71|.461|12,19| .480
Fine finishing: previously honed holes ASC-0484 1125 |31/64112,041 47411252| 493 &
Aluminum K12-J95 | 030 | 12 |K12-DM05 | 083 | 33 ASC-0500 [127 12 | 1245] 490] 1293|509 g
Brass, Soft K12-J83 | 040 | 16 |K12-J83 | 040 | 16 o 2
Bronze K12-J95 | 030 | 12 |K12-J9%5 | 0,30 | 12 3
Carbide K12-DM05| 008 | 3 | K12-DMO05 | 008 | 3 O
Cast Iron K12-J95 | 013 | 5 |K12-DM05 | 050 | 20 =3
Ceramic K12-DM05| 038 | 15 | K12-DM05 | 038 | 15 ©n
Glass K12-DM05| 0,38 | 15 | K12-DM05 | 038 | 15 ™
Steel, Soft K12J95 [ 010 | 4 | K12-NMO5 @

Steel, Hardened K12-J83 0,13 5 K12-NM05

www.sunnen.com




B L 1 2 Adaptor Mandrel Truing
Sleeve
Wedge
D v
. . @)"” I Hlk( Wedge [ [rBriz-w
Honing Units I e T =,
Ly 476mm [~ 6%") >| 88.9 mm
. (17/8")-{= > < »-(312")
Diameter Range: ‘ ;
9,40 mm — 12,57 mm C P (L (e L —
Guide Shoes

Retainer

370" - .495"

are integral part of mandrel.

Order 1-5 For Complete BL12 or L12 Honing Units

Diameter Range BL12 Mandrel L12 Mandrel Truing Adapter Alignment Honing
9,40 mm - 12,57 mm Includes wedge Includes wedge Sleeve For L12 mandrels Bushing Stone

370" - .495" order L12-A adapter
With Standard Shank With Extra-Long Shank With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle noss
9,40-9,78 .370-.385 | BL12-370A | S|H B | L12-370A |S|H (B S-370 BL12-A C-370
9,78-10,16 .385-.400 | BL12-385A | S|H |B | L12-385A |S|H (B S-385 BL12-A C-385
P | 10,16-10,57 | .400-.416 | BL12-400A |S |H|B | L12-400A |S |H |B* S-400 BL12-A C-400 See All
@ 2 10,57-10,97 | .416-.432 | BL12-416A | S |H [B*| L12-416A | S |H |B* S-416 BL12-A C-416 Stone
; ; 10,97-11,35 | .432-.447 | BL12-432A |[S [H|B | L12-432A |S |H |B S-432 BL12-A C-432 Tables
2 o 11,35-11,76 | .447-.463 | BL12-447A | S |H [B*| L12-447A |S|H |B* S-447 BL12-A C-447 At Right
= 2 11,76-12,17 | .463-.479 | BL12-463A |S (H|B | L12-463A |S |H |B S-463 BL12-A C-463
':5' 3 12,17-12,57 | .479-.495 | BL12-479A |S |H B | L12-479A [S|H |B S-479 BL12-A C-479
E = Mandrel Options S = Steel Mandrel w/ soft shoes for honing most materials.
E ‘;;;, H = Steel Mandrel w/ hardened shoes, for production honing or hard, rough parts, carbide, ceramic, glass.

B = Bronze Mandrels for producing very fine finishes and honing exotic metals.*

Retractable Mandrels For high production, automation and high stress loads using superabrasive stones. See page 2.84.

BL12 Mandrel Replacement Parts Carbide Shoe Mandrels* Tandem “In-Line” Mandrels*
BL12-W Wedge* Two types are available for high-production Sunnen Honing Units can be used to size
LN-3167A  Stone Retainer applications...in either Round Carbide Rod two or more “In-Line” or tandem bores
LN-3214A Wedge Guide® Inserted or Full Carbide Shoe Mandrels. In in perfect alignment. Special tandem

the correct application they last longer than mandrels can generally be supplied for
L12 Mandrel Reelacement Parts standard hardened mandrels. When ordering those applications which have too long a
L12-W Wedge™ full-carbide type specify starting and finish tandem distance for honing with standard
LN-3658A  Stone Retainer diameter. or altered mandrels. See page 12.4 for

. *
LN-3214A  Wedge Guide information on how to hone tandem bores.

. Extended Shank Mandrels*
Diamond Plated Super Mandrels* Available for honing parts that are too long

Designed to provide a long-wearing guide shoe
to increase mandrel life in some applications...
plus faster stock removal in difficult materials Metal Bond Superabrasive Insert
(chrome, carbide). Plated with 220 grit diamond.| Mandrels+

tobe honed with a standard mandrel.

For applications where a long lasting mandrel

The following mandrels available: is needed and the material being honed reacts
negatively with either a hardened or carbide
BL12-370ASD™, L12'37°ASD+'_ shoe mandrel. Made from a bronze mandrel.
BL12-432ASD*. Select appropriate Single or double insert mandrels in either CBN
soft steel mandrel and add -D.* or diamond are available.
- - | +
Example: BL12-385AS-D. Single Insert BL12- SB
Double Insert BL12-__ DB__

Specify grit size and hardness of insert.

Example: BL12-370DB-NM89+

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

2.28




Adaptor Mandrel Stone Truing
Wedge ‘ Sleeve I 1 !
o e— v
@) - <We‘dge L2w
_‘-' Guide I—J— Shank

1
e 212.7mm H 1 U 1
i i 12|3:.e8nr?1t:1) < 834" > Onlng nItS
| @ 7" > >
(L= —T = , Extra-Long
A
Guide Shoes
Retainer are integral part of mandrel. Shank

L12 Mandrels are like the BL12 Mandrels except the shanks are 76.2 mm (3") longer.
Use only when the BL12 is too short.

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 03
In some cases, Aluminum Oxide Stones (A) - 6 per box 2 ;
stones other than the L12-A61+ oo
RECOMMENDED 5 L12-Ad3* L12-A63 Zc
STONES may hone 7] L12-Ad5 L12-A55 | L12-A65 |L12-A75% 2 E
faster or last longer. _é L12-A47 L12-A57 | L12-A67 |L12-A77 o
For long or repetitive = m
production runs, it T L12-A49 L12-A59 | L12-A69 |L12-A79*
may be economical
to choose a stone L12-A413 B 5
slightly harder or Im
softer, coarser or Silicon Carbide Stones (J,C) - 6 per box = rUn
finer. As a general £ o
rule, hard materials o L12-J63 L12-J83 | L12-J93 o>
require soft stones: @ L12-045% | L12-55 | L12-065 12085 | L12-J95 | L12-CO5% oo
materials requir : @
ﬁg‘:td S?ct)ﬁéz;sroigw e E L12-J47 L12-J57 L12-J67 L12-J87 | L12-J97 o §
holes require hard =3
Stones. L12-J49% | L12-J59% | L12-J69 L12-J89 | L12-J99 Cm
o (72}
Additional abrasive Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box
specifications L12-DMB45* L12-DROOT+ |
available to hone L12-DM35 |L12-DM45+ |L12-DMS55 L12-DM85 L12-DM05 L12-DM005* g o]
difficult materials. 5 L12-DM57 L12-DM87* = >
» L12-DV57 L12-DV87 L12-DV07 <m
Please contact i %o
Customer Service S L1ZNR51* 29
& L12-NR53 L12-NR83 >0
or your Sales & T L12-NMG57+ g -
Application Engineer. L12-NM35 |L12-NM45  |L12-NM55 | L12-NM65 L12-NM85 | L12-NM95 | L12-NMO5 | L12-NM05™ | L12NM005 =
L12-NM47% [L12-NM57 | L12-NM67+ L12-NM87 m
L12-NM39+ L12-NM59+ CJ
FFor best results, use with bronze mandrel. 2 =
a g
. . W =
Recommended Stones for BL12 and L12 Mandrels Automatic Size Control Probes sz
Low-Volume High-Volume am
Approx. Ra 9 Approx. Ra 9,27mm - 12,52mm (.365"-.509") S :
Material tStone 0 2 D tStone Surface Finish For use on machines with Automatic Size ‘Jg; e
I ————— Control units. Select the appropriate Size |-+ =
Deburring: rough holes, all materials Control Probe based on workpiece finish |
[L2aa3] — [ — Jueass [ — [ — diameter. See page 8.4 for complete list [
. . Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips. -
1st choice (]
. . Aluminum L12-J57 1,38 55 L12-DM85 | 1,25 50 Sensing Nominal Diameter Range T
I Gle: Brass, Soft L12-063 | 083 | 33 |L12-J63 | 083 | 33 Tip [ Diameter [ Low High =
Sse A Bronze L12-557 | 1,38 | 55 | L1257 | 1,38 | 55 PartNo- | mm| in | mm | in | mm | in |5
’ Carbide L12-DM55 | 0,50 20 L12-DM55 | 0,50 20 ASC-0375 |9,53 [3/8 9,27 |.365] 9,75 |.384 5 m
*** 3r4 choice. Cast Iron L12-J57 0,50 20 L12-DM55 | 2,00 80 ASC-0391 |10 |25/64] 9,73 |.383|10,27| 402 = =
Use if A3 Ceramic L12-DM55 | 1,00 40 L12-DM55 | 1,00 | 40 ASC-0406 |10.3213/32 | 10.06] 396 | 10.54] 415 5 &
does not cut. Glass L12-DM55 | 1,75 | 70 | L12-DMs5 | 1,75 | 70 - ” - <
St Sor Cngr Tors ot s [l Ascaszs oreloves [roa7 ol ogslazt. s
Steel, Hardened* L12-A55 0,30 12 L12-NM55 | 1,00 40 - L 2 : [}
Steol Hardened™ | L12A63 030 | 12 — - = ASC-0453 |11,57(29/64 | 11,25[ 443| 11,74| 462 | W
Steel, Very Hard*** L12-NM55 | 1,00 40 — — — ASC-0469 |72 (15/32]|11,71|.461|12,19|.480
Fine finishing: previously honed holes ASC-0484 12,3 |31/64 | 12,04| 474 12,52| 493 2
Aluminum 12495 | 030 | 12 | L12DM05 [ 083 | 33 ASC-0500 |72.7 [1/2 | 1245].490]1293] 509 |7
Brass, Soft L12-J83 0,40 16 112-J83 0,40 16 2 o
Bronze L12-J95 0,30 12 L12-J95 0,30 12 le) i
Carbide L12-DM05 | 0,08 3 L12-DM05 | 0,08 3 2 o]
Cast Iron [12-095 | 013 | 5 | L12-DM05 | 050 | 20 =3
Ceramic L12-DM05 | 0,38 15 12-DM05 | 0,38 15 @ [
Glass L12-DM05 | 0,38 15 L12-DM05 | 0,38 15 |$|
Steel, Soft L12-J95 0,10 4 L12-NM05 @

Steel, Hardened L12-J83 0,13 5 L12-NM05

www.sunnen.com




Stone

Mandrel

[T

Adapter

1k

Truing
Sleeve

K16

Honing Units

Wedge
v

K16-W

Wedge
Guide

110.0 mm (4 3/g") —»

—_————

| (Shank Length) | (Stone Length)

. . 53.9 mm 571 mm
Diameter Range: = ~— (2 1lg") > (2 14") —>|
12,57 mm — 15,72 mm (= N ——

n " Stone Guide Shoes
495 - 6 1 9 Retainer are integral part of mandrel.

Order 1-5 For Complete K16 or J-K16 Honing Units

Diameter Range K16 Mandrel J-K16 Mandrel Truing Adapter Alignment Honing
12,574!;1;! 1651,;3 mm Includes wedge Includes wedge Sleeve E:)dreJr 3<1K61 glin:cr’ealster Bushing Stone
. With Standard Shank With Extra-Long Shank With stone retamer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
12,57-13,36 | .495-526 | K16-495A [S[H [B| J-K16-495A [S [H S-495 K16-A C-495 See All Stone
13,36-14,15 | .526-.557 | K16-526A | S |H [B| J-K16-526A [S*[H*| S-526 K16-A C-526 Tables At Right
13,90-14,69 | .547-.578 | K16-14MMA Ht N/A S-14MM* K16-A C-14MM* parehmss;gnaevsai"nable
14,15-14,94 | 557-588 | K16-557A |S|H |B| J-K16-557A [S*|H*| S-557 K16-A C-557 2 weeks after
14,94-15,72 | .588-.619 | K16-588A | S |H |B| J-K16-588A |S*|H*| S-588 K16-A C-588 receipt of order:

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for producing very fine finishes and honing exotic metals.

NOTE: J-K16 Mandrels not available in bronze.
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Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR16* only.

K16 Mandrel Replacement Parts
K16-W Wedge™

LN-3686A Stone Retainer

LN-3217A  Wedge Guide®

J-K16 Mandrel Replacement Parts
J-K16-W Wedge

LN-3703A  Stone Retainer

LN-3217A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrels are available:

K16-495ASD, K16-557ASD*,
K16-588ASD*.

Select appropriate soft steel mandrel and
add -D+.

Example: K16-526AS-D+.

Carbide Shoe Mandrels+

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too long
to be honed with a standard mandrel.

* Special Order - Contact Customer Service

2.30

Multi-Stone Honing Units

Available in 2,3,4 or 5 stone lengths, these
mandrels can solve problems when honing
multiland bores, long bores needing bow
removal or long bores machined from both
ends. All mandrels are soft steel with integral
shoes. Carbide, stone-inserted, or diamond
plated (220 grit) guide shoes are available for
extended mandrel life.

Mandrel Family 12,57-15,72 mm (.495”-.619”)
Shank Length 98,81 mm (3.89 in.)

Stone Length 63,50 mm (2.50 in.)

Mandrel Range 0,787 mm (.031 in.)

Use nominal K16 diameter size.

2-P16 __AS 2-Stone Honing Unit
3-P16 __AS 3-Stone Honing Unit
4-P16 __AS 4-Stone Honing Unit
5-P16 __AS 5-Stone Honing Unit

" Enter diameter (in inches)

Replacement Parts:
Adapter with Retainer

P16-MMA-397 14,73 mm (.580")+Up
P16-MMA-422 12,19-12,57 mm (.480-.495")
P16-MMA-410 13,36-14,27 mm (.526-.562")
Retainer Only

P16-R-347 14,88 mm (.586") +Up
P16-R-422 12,19-12,57 mm (.480-.495")
P16-R-410 13,36-14,27 mm (.526-.562")

Stone Assemblies:
P16-___ Standard Abrasive Stone (A or J)
“___ " Abrasive Selection (same as K16 selection)

P16-( ) M___Metal Bond (N) CBN or
(D) Diamond Stone

P16-NR ___ Resin Bond CBN Stone

P16-DV ___ Vitrified Diamond Stone

«

7" Grit Hardness Selection (same as K16 selection)

1-800-325-3670

Note: Adding a -1 to the honing unit number will
identify a mandrel with a “C” type shoe, instead of
the standard “A” type shoe that is standard.

Example:

3P16-557-AS 3 Stone Honing Unit Range:
14,15 - 14,94 mm (.557-.588 in.)

P16-MMA-410 Adapter with Retainer

P16-J99 Stone Assembly

Tandem “In-Line” Mandrels+

Used to size two or more “In-Line” or tandem

bores in perfect alignment. Special tandem
mandrels can generally be supplied for applications
which have too long a tandem distance for honing
with standard or altered mandrels. See page 12.4
for information on how to hone tandem bores.

Metal Bond Superabrasive Insert
Mandrels*

For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond
are available.

Single Insert Mandrel

K16-__ _SB__
Double Insert Mandrel
K16-__ DB-__

Specify grit size and hardness of insert.

Example: K16-495DB-NM89+

* Wedge and wedge guide wear:

Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This
leads to taper in the bore. Replace the wedge
or wedge guide as soon as wear begins.



J-K16

Honing Units

Adapter Mandrel Truing
Wedge Sleeve
v
m J-K16-W \‘
@r©- | Hti Yecge e 2635 mm (10 3/g") ————————»
: : (Shank Length ) (Stone Length )
1 206.3 mm 57.1mm
- 814" (2 1/") —|
|
JK16- =

A
Guide Shoes
are integral part of mandrel.

J-K16 Mandrels are similar to the K16 Mandrels except the shanks are 152.4 mm (6") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K16 Mandrels.

Retainer

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 o g
In some cases, Aluminum Oxide Stones (A) - 12 per box 9. =
stones other than the - K16-A61+ o5
RECOMMENDED b A gnt e . Z -
3 K16-A43% |K16-A53 K16-A63 oS
gg?e’:lgrsla'gﬂ’o:ggf i KIG-A45 |KIG-AS5 | K16-A65 | K16-A75* cZ
ger. g K16-Ad7 o
For long or repetitive ° K16-A57 | K16-A67 | K16-A77 bul
production runs, it © K16-A5701A K16-A79*
may be economical T K16-A49  [K16-A59 K16-A69
to choose a stone K16-A413 @
slightly harder or Im
softer, coarser or £ Silicon Carbide Stones (J,C) - 12 per box E rUn
finer. As a general 3 K16-J63 K16-083 | K16-J93 w4
rule, hard materials i K16-J45 K16-J55 | K16-J65 K16-J85 | K16-J95 | K16-CO5% o
require soft stones; i = ;
soft materials require ° K16-J47 K16-J57 K16-J67 K16-J87 | K16-J97 [LES
hard stones; rough i 29
holes require hard K16-J49% K16-J69 K16-J89 | K16-J99 |9_° =
stones. [l
Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box w @&
Additional abrasive K15-DMB4£+ K16-DMB55* K16-DR007
specifications K16-DM35 | K16-DM45+ | K16-DM55 K16-DM85 K16-DM05 K16-DM005 |
pe £ K16-DM47+ | K16-DM57 K16-DM87+ K16-DM07+ A
available to hone ° ]
difficult materials. @ K16-DV47+ |K16-DV57 K16-DV87 K16-DVO07 w >
: Sm
Please contact ° K16-NR51+ A =
Customer Service £ S&NI\RASS , K16-NR83 20
or your Sales & G-NMG5 [3) .c-)
o i K16-NM35 [ K16-NM45 | K16-NM55 | K16-NM65 K16-NM85 | K16-NM95 | K16-NMO05 | K16-NM905 | K16-NM005 | -2 =
Application Engineer. K16-NM37+| K16-NMAT+ | K16-NM57 | K16-NM67 K16-NM87 | K16-NM97+ Z5
K16-NM39* | K16-NM49 | K16-NM59 | K16-NM69+ i

IFor best results, use with bronze mandrel.

Recommended Stones for K16 and J-K16 Mandrels

Low-Volume High-Volume

Extra-Long

Automatic Size Control Probes

12,45mm - 16,10mm (.490"-.634")

Shank

ONINOH ¥3ANITAD

SANIHOVIN 00%2/0€/SL-AS)

S3AISVHEV INOH

39Nl ? SdIN ‘3719V1¥0d

Approx. Ra Approx. Ra
Material tsot%r;ee s”:m F'“'i:" 3‘322 s“f“ F'"'if]h For use on machines with Automatic Size
- - - - - - Control units. Select the appropriate Size
LG L L Ly el S Ll Control Probe based on workpiece finish
[ kteast3] — | — [kieats [— | — diameter. See page 8.4 for complete list
* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips.
_ Aluminum K16-J57 | 1,38 | 55 | K16-DM85] 1,25 | 50 Sensing | Nominal Diameter Range
** 2nd choice. Brass, Soft K16-J63 | 083 | 33 | K16-J63 | 083 | 33 Tip Diameter Low
Use if A55 Bronze K16J57 | 1,38 | 55 | K16J57 | 138 | 55 PartNo. | mm| in [ mm | in
does not cut. Carbide K16DM55 | 0,50 | 20 | K16-DM55 | 050 | 20 ASC-0500 [12,7 |12 |12,45].490
** 314 choice. Cast Iron K16-J57 [ 0,50 20 K16-DM55 | 2,00 80 ASC-0516 |13  |33/64|12,83].505
Use if A63 Ceramic K16-DM55 | 1,00 40 K16-DM55 | 1,00 40 ASC-0531 [1350 |17/32 | 13,23] 521
does not cut. Glass K16-DM55 | 1,75 70 K16-DM55 | 1,75 70 ASC-0547 |14 |35/64]13,72| 540
Steel, Soft K16-A57 0,75 30 K16-NM55 | 1,25 50 ASC-0562 |14.29]9/16 |14,02| 552
Steel, Hardened* K16-A55 0,30 12 K16-NM55 | 1,00 40
I > = ASC-0578 |14,68 |37/64| 14,43|.568
Steel, Hardened K16-A63 0,30 12 — — —
Steel Very Hard™ | KI6-NMB5| 1,00 | 40 — e — ASC-0594 |15 |19/32|14,81] 583
Fine finishing: previously honed holes ﬁgggggg 15,48 |39/64] 15,22| 599
Aluminum KI6-195 | 030 | 12 | Ki6-DM05] 083 | 33 -0625 17586158 175,62 615
Brass, Soft K16-J83 0,40 16 K16-J83 0,40 16
Bronze K16-J95 0,30 12 K16-J95 0,30 12
Carbide K16-DM05 | 0,08 3 K16-DMO05 | 0,08 3
Cast Iron K16-J95 0,13 5 K16-DM05 | 0,50 20
Ceramic K16-DM05 | 0,38 15 K16-DMO05 | 0,38 15
Glass K16-DM05 | 0,38 15 K16-DM05 | 0,38 15
Steel, Soft K16-J95 0,10 4 K16-NM05 16
Steel, Hardened K16-J83 0,13 K16-NM05

www.sunnen.com
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BL16

Honing Units

Diameter Range:
12,57 mm— 15,72 mm
495"-.619"

Order 1-5 For Complete BL16 or L16 Honing Units

Adapter Mandrel

BL16-W

[ (21/8") > re—— (4 1/2") ———

{

BL16-

= =L %)

Retainer

A
Guide Shoes
are integral part of mandrel.

Stone Truing
A Sleeve
wedge W
v
| «———168.2 mm (6 5/g") ———»

(Shank
Length) (Stone Length)
53.9 mm 114.3 mm

Diameter Range BL16 Mandrel L16 Mandrel Truing Adapter Alignment Honing
12,57 mm - 15,72 mm 1 Includes wedge 1 Includes wedge Sleeve l For L16 mandrels Bushing Stone
495" - .619" order L16-A adapter
. With Standard Shank With Extra-Long Shank With stone reiamer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
12,57-13,36 | .495-.526 | BL16-495A |S|H[B| L16-495A [S|H|B S-495 BL16-A C-495 See All
13,36-14,15 | .526-.557 | BL16-526A |S|H|[B| L16-526A |S|H|B S-526 BL16-A C-526 Stone
14,15-14,94 | .557-.588 | BL16-557A |S|H|[B| L16-557A |S|H|B S-557 BL16-A C-557 Tables
14,94-15,72 | .588-.619 | BL16-588A |[S|H|[B| L16-588A [S|H|B S-588 BL16-A C-588 At Right

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for producing very fine finishes and honing exotic metals.*

BL16 Mandrel Replacement Parts
BL16-W  Wedge™®

LN-3686A Stone Retainer

LN-3217A  Wedge Guide®

L16 Mandrel Replacement Parts
L16-W Wedge*

LN-3690A Stone Retainer

LN-3217A  Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrels available:

BL16-495AS-D, BL16-526AS-D*,
BL16-557AS-D*,or BL16-588AS-D.

Select appropriate soft steel mandrel
and add -D*.

Example: BL16-495AS-D.

Carbide Shoe Mandrels*

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too long
to be honed with a standard mandrel.

Tandem “In-Line” Mandrels*

Sunnen Honing Units can be used to size two
or more “In-Line” or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to
show wear, it no longer can keep the stone flat. This leads to taper in the
bore. Replace the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

Metal Bond Superabrasive Insert

Mandrels+*
For applications where a long lasting mandrel
is needed and the material being honed reacts

negatively with either a hardened or carbide shoe

mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond
are available.

Single Insert Mandrel

BL16-__ SB__
Double Insert Mandrel
BL16-__ DB-__

Specify grit size and hardness of insert.

Example: BL16-245DB-NM89*




Adapter Mandrel Stone Truing
. ] ] Sleeve I 1 6
Wedge S =
A 4

L16-W
|¢—————2444 mm (9 5/g") —————»| . .
(Shank Length) (Stone Length) H O n I n g U n ItS
130.1 mm 114.3 mm
< (51/8") > (412" >
Lo — - Extra-Long
Guide Shoes Shank

Retainer are integral part of mandrel.

L16 Mandrels are like the BL16 Mandrels except the shanks are 76.2 mm (3") longer.
Use only when the BL16 is too short.

Available Stones

Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 g T
In some cases, Aluminum Oxide Stones (A) - 6 per box 9‘ =
stones other than the + 36
RECOMMENDED . L16-AGT z
STONES may hone L16-A43 L16-A63 . of
faster or last longer. L16-A45 L16-A55 L16-A65 | L16-A75 S 3

m

For long or repetitive
production runs, it
may be economical
to choose a stone

L16-A47 L16-A57 L16-A67 | L16-A77

Hard------Soft

L16-A49 L16-A59 L16-A69 | L16-A79%

w
slightly harder or L16-A413 Tm
softer, coarser or '§ =

- O
finer. As a genel_'al Silicon Carbide Stones (J,C) - 6 per box md
rule, hard materials = oz
require soft stones; (2 L16-J63 L16-J83 L16-J93% -g ;
soft materials require E L16-J45 L16-J55% L16-J65 L16-J85 L16-J95 L16-C05% g >
hard stones; rough : = Q
holes require hard T L16-447 L16-457 L16-J67 L16-487 L16-497 0 =

1] r
stones. m
= L16-J49% L16-J69 L16-J89 L16-J99 E Cy

Additional abrasive

specifications Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box =
available to hone L16-DR007 g =
difficult materials. - L16-DM35 L16-DM55 L16-DM85 L16-DM05 L16-DMo0s* |52
9] sm
Please contact ? L16-DMs7* %o
Customer Service H L16-DV57 L16-DV87 L16-DV07 = 3
- L16-NR51* >0
or your Sales & = L16-NR53 L16-NR83 Qc
Application Engineer. I L16-NMG57 = g

L16-NM35 |L16-NM45 | L16-NM55 | L16-NM65 L16-NM85 | L16-NM95 |L16-NMO05 L16-NM905+|L16-NM005 | i

L16-NM47% | L16-NM57 | L16-NM67+ L16-NM87 CJ

FFor best results, use with bronze mandrel.

Automatic Size Control Probes

Recommended Stones for BL16 and L16 Mandrels

Low-Volume High-Volume

12,45mm - 16,10mm (.490"-.634")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Approx. Ra Approx. Ra
Stone Surface Finish Stone Surface Finish

Material ) )
to use um uin to use um uin

ONINOH ¥3ANITAD

Deburring: rough holes, all materials

SIANIHOVIN 00¥72Z/0E/SL-AS)

[Leadts] — | — [uems]| — | — diameter. See page 8.4 for complete list

* 1st choice Fast removal: deburred, bored, ground, reamed holes of A.S.C. Sensing Tips. z
. Aluminum L1657 [ 1,38 | 55 | L16-DM85] 1,25 | 50 Sensing | Nominal | Diameter Range -
- il ol Brass, Soft L16-063 | 083 | 33 |L16-063 | 083 | 33 Tip Diameter |  Low High o3
dEBlTAEE Bronze [16-J57 | 1,38 | 55 | L16-J57 | 1,38 | 55 Part No. | mm | in | mm | in | mm |in |2
does not cut. Carbide L16-DM55 | 050 | 20 | L16-DM55 | 050 | 20 ASC-0500 [12,7 [1/2 [ 12,45]490[ 1293|509 |1
*** 3rd choice. Cast Iron L16-J57 | 050 | 20 | L16-DM55 | 2,00 | 80 ASC-0516 [13 [33/64| 12,83[505] 13,31 [.524 |- —
Use if A63 Ceramic L16-DM55 | 1,00 40 L16-DM55 | 1,00 40 ASC-0531 [1350 [17/32 | 13,23 |521| 13,72 |.540 5'7’
does not cut. Glass L16-DM55 1,75 70 L16-DM55 1,75 70 ASC-0547 |14 35/64 13,72 540 14,20 559 § 2
IR It S I D v S R ASC-0562 |14,29/9/116 | 14,02 552 14,50 | 571 |~
I_» S et Tieag o0 |12 AlLARUELE I ASC-0578 14,68 |37/64] 14,43 568 14,97 [ 567 | .

Steel Very Hard™ | LI6NM85 | 1.00 | 20 — — ASC-0594 |15 |19/32| 14,81]583| 15,29 | 602
Fine finishing: previously honed holes ASC-0609 17546 |39/64) 15,221599) 15,70 | 618 2
Aluminum 16495 [ 030 | 12 | L6DM05 | 0,83 | 33 ASC-0625 [15.86/5/8 | 1562/615] 1610634 |7
Brass, Soft [16-083 | 040 | 16 | [16-083 | 040 | 16 o 2
Bronze [16-095 | 030 | 12 | [16-095 | 030 | 12 o3
Carbide [16-DM05 | 0,08 | 3 | L16-DM05 | 008 | 3 =
Cast Iron 16095 | 0,43 | 5 | L16:DM05 | 050 | 20 H 2
Ceramic L16-DM05 | 0,38 | 15 | L16-DM05 | 0,38 | 15 2
Glass L16-DM05 | 0,38 | 15 | L16-DM05 | 0,38 | 15 m
Steel, Soft L1695 | 010 | 4 | L16-NM05 &

Steel, Hardened L16-J83 0,13 5 L16-NM05

www.sunnen.com
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K20

Honing Units

Diameter Range:
15,72 mm — 18,90 mm
.619"-.744"

Adapter

Mandrel

Truing
Sleeve

Wedge
v

Retainer

y

Order 1-5 For Complete K20 or J-K20 Honing Units

117.4 mm (4 5/g") ——»]

(Shank Length) | (Stone Length)
53.9 mm 63.5 mm
«—(21/g") —>{4— (2 1/2") —>

K20-

A
Guide Shoes
are integral part of mandrel.

Diameter Range K20 Mandrel J-K20 Mandrel Truing Adapter Alignment Honing

15,72 mm - 18,90 mm Includes wedge Includes wedge Sleeve For J-K20 mandrels Bushing Stone

619" - .744" order J-K20-A adapter

) With Standard Shank With Extra-Long Shank With stone retainer For machines with fully

mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
15,72-16,51 | .619-.650 |K20-619A S|H [B| J-K20-619A [S |H S-619 K20-A C-619
15,90-16,69 | .625-657 |K20-16MMA H* N/A S-16MM* K20-A C-16MM*
16.51-17.30 | .650-.681 |K20-650A | S |H |B| J-K20-650A |S*|H*| S-650 K20-A C-650 See All
16,90-17,69 | .665-.697 |K20-17MMA| | H* N/A SATMM* K20-A C-17MM* .f;z::;
17,30-18,11 | .681-.713 |K20-681A [S|H [B| J-K20-681A [S |H*| S-681 K20-A C-681 At Right
17,90-18,71 | .704-.737 |K20-18MMA H* N/A S-18MM* K20-A C-18MM*
18,11-18,90 | .713-.744 |K20-713A [S|H [B| J-K20-713A [S*|H*| S-713 K20-A C-713

Mandrel Options

S = Steel Mandrel w/ soft shoes, for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.

NOTE: J-K20 Mandrels not available in bronze.

Retractable Mandrels

For high production, automation and high stress loads using superabrasive stones. See page 2.84.
NOTE: Available in KR20* only.

K20 Mandrel Replacement Parts
K20-W Wedge*

LN-3688A  Stone Retainer

LN-3218A  Wedge Guide®

J-K20 Mandrel Replacement Parts
J-K20-W  Wedge®

LN-3704A  Stone Retainer

LN-3218A Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

The following mandrels available:
K20-619ASD, K20-681ASD, K20-713ASD*.

Select appropriate soft steel mandrel and
add -D.*

Example: K20-619AS-D* .

Carbide Shoe Mandrels*

Two types are available for high-production
applications...in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too long
to be honed with a standard mandrel.

Tandem “In-Line” Mandrels*

Used to size two or more “In-Line” or tandem
bores in perfect alignment. Special tandem
mandrels can generally be supplied for those
applications which have too long a tandem
distance for honing with standard or altered
mandrels. See page 12.4 for information on
how to hone tandem bores.

* Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

Metal Bond Superabrasive Insert
Mandrels*

For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond
are available.

Single Insert Mandrel

K20-___SB___
Double Insert Mandrel
K20-__ DB-___

Specify grit size and hardness of insert.

Example: K20-245DB-NM89*




Adapter

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Mandrel

Truing
Sleeve

th

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

* 1st choice

** 2nd choice.
Use if A55

does not cut.

*** 3rd choice.
Use if A63

does not cut.

L,

Wedge
v

Wedge

Guide

e 269.8mm(105/") — |

(Shank Length)
206.3 mm

(Stone Length)
63.5 mm

(81/5")

(21/") —>

—

Retainer

A
Guide Shoes

are integral part of mandrel.

J-K20 Mandrels are similar to the K20 Mandrels except the shanks are 152.4 mm (6") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K20 Mandrels.

J-K20

Honing Units

500 600

Extra-Long
Shank

9200

K20-C05%

K20-DM05
K20-DM07

K20-DM905

K20-DV07

K20-NM05 | K20-NM905

Available Stones
Grit Size
70 80 100 150 220 280 320 400
Aluminum Oxide Stones (A) - 12 per box
F] K20-A61%
09, K20-A43* | K20-A53 K20-A63
H K20-A45 | K20-A55 K20-A65 | K20-A75
i K20-A27 K20-A47 | K20-A57 K20-A67 | K20-A77
° K20-A5701A
] K20-A49 K20-A68*
T K20-A411 | K20-A59 K20-A69 | K20-A79
K20-A413
- Silicon Carbide Stones (J,C) - 12 per box
G K20-J63 K20-J83 K20-J93
"I’ K20-J25 K20-J45 | K20-J55 K20-J65 K20-J85 K20-J95
i K20-J27 K20-J47 | K20-J57 K20-J67 K20-J9501A
o K20-J5701A | K20-J6701A K20-J87 K20-J97
© K20-J8701A
= K20-J49 | K20-J59 K20-J69 K20-J89 K20-J99
Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box
K20-DMB45 | K20-DMB55+
K20-DM35 | K20-DM45 | K20-DM55 K20-DM85 | K20-DM95
% K20-DM57 K20-DM87
‘,i, K20-DV47* | K20-DV57 K20-DV87
_é K20-NR51
= K20-NR53 K20-NR83
T K20-NMB55
K20-NMG57 K20-NMG85+
K20-NM15 K20-NM35 | K20-NM45 | K20-NM55 | K20-NM65 K20-NM85 | K20-NM95
K20-NM37 | K20-NM47 |K20-NM57 | K20-NM67 K20-NM87 | K20-NM97
K20-NM39*| K20-NM49 | K20-NM59 | K20-NM69 K20-NM89

IFor best results, use with bronze mandrel.

Recommended Stones for K20 and J-K20 Mandrels

Material

Low-Volume

Approx. Ra
Surface Finish

pm Min

Stone
to use

Deburring: rough holes, all materials

High-Volume

Approx. Ra
Surface Finish

Hm Hin

Stone
to use

| k2oma13] — | —

| koo-aa13 | — |

Fast removal: deburred, bored, ground, reamed holes

1200

Automatic Size Control Probes

15,62mm - 19,28mm (.615"-.759")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.

K20-DR007

K20-DM005

K20-NM005

www.sunnen.com

Aluminum K20-J57 | 138 | 55 | K20-DM85 | 1,25 | 50 Sensing | Nominal Diameter Range

Brass, Soft K20-J63 0,83 33 K20-J63 0,83 33 Tip Diameter Low High

Bronze K20-J57 | 138 | 55 |[K20-)57 | 138 | 55 PartNo. | mm | in | mm | in | mm | in

Carbide K20-DM55 | 0,50 20 K20-DM55 | 0,50 20 ASC-0625 |15,88|5/8 15,62|.615| 16,10 |.634

Cast Iron K20-J57 0,50 20 K20-DM55 | 2,00 80 ASC-0630 |16 15,75|.620| 16,23 | .639

Ceramic K20-DM55| 1,00 | 40 | K20-DM55 | 1,00 | 40 ASC-0641 |16.27 |41/64 | 16.03] 631 16,57 | 650

Glass K20-DM55| 1,75 | 70 | K20-DM55 | 1,75 | 70 ASC-0656 [16,67 |21/32 | 16.41] 646] 16.89] 665

Steel, Soft K20-A57 | 075 | 30 | K20-NM55 | 1,25 | 50 Asc.0672 17 aaeal 7679 661177 271 680

Steel, Hardened* K20-A55 | 030 | 12 | K20-NM55 | 1,00 | 40 akAE L]

Steel. Hardened™ K20A63 | 030 | 12 — — — ASC-0688 |17,46 [11/16 | 17,22|.678] 17,70 | 697

Steel Very Hard™ | K20-NM5| 1,00 | 40 — — - ASC-0703 |18 [45/64|17,70].697] 1819] 716
Fine finishing: previously honed holes ASC-0719 1826 |23/32 | 18,01)|.709( 1849 |.728

Aluminum K20-095 | 0,30 | 12 | K20-DM05 | 083 | 33 ASC-0734 |18,65 |47/64 | 18,39|.724| 18,67 | .743

Brass, Soft K20-083 | 040 | 16 |K20-J83 | 040 | 16 ASC-0750 |79 |3/4 |1880]|.740| 19,28|.759

Bronze K20-J95 | 030 | 12 |K20-95 | 0,30 | 12

Carbide K20-DM05| 0,08 | 3 | K20-DM05 | 0,08 | 3

Cast Iron K20-J95 | 013 | 5 | K20-DM05 | 050 | 20

Ceramic K20-DM05| 0,38 | 15 | K20-DM05 | 0,38 | 15

Glass K20-DM05| 038 | 15 | K20-DM05 | 0,38 | 15

Steel, Soft K20-J95 | 010 | 4 | K20-NM05

Steel, Hardened K20-J83 0,13 5 K20-NM05
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2.36

BL20

Honing Units

Diameter Range:
15,72 mm - 18,90 mm
.619"-.744"

Adapter

(Yomw

Retainer

Diameter Range

]

Order 1-5 For Complete BL20 or L20 Honing Units
BL20 Mandrel

L20 Mandrel Truing

1

Mandrel Stone Truing
\ Sleeve
Wedge m
A4
|«——168.2 mm (6 5/g") —————»|
(Shank
Length) (Stone Length)
53.9 mm 114.3 mm
-« (21/g") —>|la—(413") ———>
BL20-

A
Guide Shoes
are integral part of mandrel.

Adapter Alignment Honing

15,72 mm - 18,90 mm Includes wedge Includes wedge Sleeve For L20 mandrels Bushing Stone
619" - . 744" order L20-A adapter
) With Standard Shank With Extra-Long Shank With stone retainer | For machines with fully

mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
15,72-16,51| .619-.650 | BL20-619A |S|H |B | L20-619A [S|H[B S-619 BL20-A C-619 See All
16,51-17,30| .650-.681 | BL20-650A | S| H |B*| L20-650A [S|H|[B S-650 BL20-A C-650 StonzeTables
17,30-18,11| .681-.713 | BL20-681A [S|H [B | L20-681A |S|H|B S-681 BL20-A C-681 At Right
18,11-18,90 | .713-.744 | BL20-713A | S |H |B*| L20-713A |S |H| B S-713 BL20-A C-713

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel. For very fine finishes and honing exotic metals.*

BL20 Mandrel Replacement Parts
BL20-W  Wedge®

LN-3688A  Stone Retainer

LN-3218A Wedge Guide®

L20 Mandrel Replacement Parts
L20-W Wedge™®

LN-3692A  Stone Retainer

LN-3218A Wedge Guide®

Diamond Plated Super Mandrels*
Designed to provide a long-wearing guide
shoe to increase mandrel life in some
applications...plus faster stock removal in
difficult materials (chrome, carbide). Plated
with 220 grit diamond.

Select appropriate soft steel mandrel and
add -D.*

Example: BL20-619AS-D.*

Carbide Shoe Mandrels*

Two types are available for high-production
applications... in either Round Carbide Rod
Inserted or Full Carbide Shoe Mandrels. In
the correct application they last longer than
standard hardened mandrels. When ordering
full-carbide type specify starting and finish
diameter.

Extended Shank Mandrels*
Available for honing parts that are too
long to be honed with a standard mandrel.

Tandem “In-Line” Mandrels+

Sunnen Honing Units can be used to size two
or more “in-line” or tandem bores in perfect
alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.

*Wedge and wedge guide wear: Once a wedge or wedge guide begins to show
wear, it no longer can keep the stone flat. This leads to taper in the bore. Replace
the wedge or wedge guide as soon as wear begins.

* Special Order - Contact Customer Service

1-800-325-3670

Metal Bond Superabrasive Insert
Mandrels*

For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with either a hardened or carbide shoe
mandrel. Made from a bronze mandrel. Single or
double insert mandrels in either CBN or diamond
are available.

Single Insert Mandrel

BL20-__ SB_
Double Insert Mandrel
BL20-_ DB__

Specify grit size and hardness of insert.

Example: BL20-245DB-NM89*




Adapter

@@,
1

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

¥For best results, use
with bronze mandrel.

* 1st choice

** 2nd choice.
Use if A55
does not cut.

*** 3rd choice.
Use if A63
does not cut.

L,

Mandrel

Truing
Sleeve

Wedge
v

le—————2444mm (95/8") ——————»|
(Shank Length) (Stone Length)
130.1 mm 114.3 mm
(518" (41"
(120 P— )

Retainer

A
Guide Shoes

are integral part of mandrel.

L20 Mandrels are like the BL20 Mandrels except the shanks are 76.2 mm (3") longer.
Use only when the BL20 is too short.

Available Stones

80

Hard-----Soft

Hard-----Soft

100 150

L20-J45
L20-J47

L20-J49

L20-A61*
L20-A43* L20-A63
L20-A45  |L20-A55 L20-A65
L20-A47  |L20-A57 L20-A67
L20-A5701A

L20-A49  |L20-A59 L20-A69
L20-A411+

L20-A413

L20-J63
L20-J55 L20-J65
L20-J57 L20-J67
L20-J59% | L20-J69

L20-DM35

L20-DM55

L20-DV57

L20-NR51

L20-NR53

L20-NMG57
L20-NM35 | L20-NM45 | L20-NM55 | L20-NM65
L20-NM37 | L20-NM47 |L20-NM57 | L20-NM67
L20-NM39* L20-NM59

Grit Size
320

Aluminum Oxide Stones (A) - 6 per box

220 280

Silicon Carbide Stones (J,C) - 6 per box

Diamond (D) & CBN Stones (N) — Metal (M), Resin

L20-A75%
L20-A77

L20-A79%

L20

Honing Units

400 500

L20-J83 L20-J93
L20-J85 L20-J95
L20-J87 L20-J97
L20-J89 L20-J99

L20-DM85
L20-DM87

L20-Dv87

L20-NR83

L20-NM85
L20-Nm87

L20-NM95

Extra-Long

600

L20-CO54

L20-DM05

L20-DV07

L20-NM05

Recommended Stones for BL20 and L20 Mandrels

Material

Low-Volume

Approx. Ra
Stone  Surface Finish
to use Hm uin

Deburring: rough holes, all materials

High-Volume

Approx. Ra
Stone  Surface Finish
to use pm Min

| Lo-a413] — [ —

[ Loas13 | — | —

Fast removal: deburred, bored, ground, reamed holes

900

(R), Vitrified (V) Bond - 1 per box

L20-NM905

Shank

1200

L20-DR007
L20-DM005

L20-NM005

Automatic Size Control Probes

15,62mm - 19,28mm (.615"-.759")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.

www.sunnen.com

Aluminum L20-J57 1.38 55 L20-DM85 | 1,25 50 Sensing Nominal Diameter Range
Brass, Soft 1.20-J63 0,83 33 L20-J63 0,83 33 Tip Diameter Low High
Bronze 120-57 | 138 | 55 | 120-057 | 138 | 55 PartNo. | mm| in | mm |in i
Carbide L20-DM55 | 0,50 | 20 | L20-DM55 | 050 | 20 ASC-0625 |15,88|5/8 | 15,62|.615
Cast Iron L20-J57 0,50 20 L20-DM55 | 2,00 80 ASC-0630 |76 15,75|.620
Ceramic L20-DM55 | 1,00 40 L20-DM55 | 1,00 40 ASC-0641 |16,27|41/64] 16,03 |.631
Glass L20-DM55 | 1,75 70 L20-DM55 | 1,75 70 ASC-0656 [16,67|21/32| 16,41|.646
Steel, Soft . L20-A57 0,75 30 L20-NM55 | 1,25 50 ASC-0672 |17 43/64] 16,79 .661
gteel, Hardened** L20-A55 | 0,30 12 | L20-NM55 | 1,00 | 40 ASC-0688 |17,46|11/16| 17,22| 678

eel, Hardened L20-A63 0,30 12 — — —
Steel, Very Hard™ L20-NMS55 | 1.00 40 — — — ASC-0703 |18 |45/64]|17,70|.697

Fine finishing: previously honed holes :zgg;;z ;ggg 421352421 ;gg; 77(;3

Aluminum L20-J95 0,30 12 L.20-DM05 | 0,83 33 - - - -
Brass, Soft 12083 | 040 | 16| L20-83 | 0.40 | 16 ASC0750 170 I34 75,801,740
Bronze L20-J95 0,30 12 L20-J95 0,30 12
Carbide L20-DM05 | 0,08 3 L20-DM05 | 0,08 3
Cast Iron L.20-J95 0,13 5 L20-DM05 | 0,50 20
Ceramic L20-DM05 | 0,38 15 L20-DM05 | 0,38 15
Glass L20-DM05 | 0,38 15 L20-DM05 | 0,38 15
Steel, Soft L20-J95 0,10 4 L20-NM05
Steel, Hardened 1 20-J83 0,13 5 L20-NM05
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AK20

Honing Units

Diameter Range:

18,90 mm — 31,75 mm

744" -1.250"

Adapter Mandrel

Truing
Sleeve

@j}\mo—w
Wedge

Guide

le—— 1174 mm (4 5/g") ——»|

(Shank Length) | (Stone Length)
53.9mm 63.5 mm
«—(21/8") -« (21/") —>

Retainer

- =
U7

AK20- ——A0)
)

Guide Shoes

Order 1-5 For Complete AK20 or J-AK20 Honing Units

Diameter Range 1 ,;\AK/.:'.AIKzo Truing Adapter 4 Honing Replacement Parts
18,90 mm - 26,19 mm andre| For JAK20 Stone . .
744" - 1.251" Includes Replacement Sleeve ﬁ%eflldgpzir Gu:?;lﬁlgf es Glggre'eagoe
. Shim Set LN-1764 With stone retainer packed 2 per box
mm inches Choose 1 Prefix and wedge guide Choose 1 Suffix Flat Head Brass
18,90-19,68 | .744-.775 |AK |JAK | 20-744UA S-744 AK20-A UA|C|B| CH | LN-1547A
19,68-20,47 | .775-806 |AK [JAK | 20-775UA | S-775 AK20-A UA[C[B] cH |4-40x7/32"
py | 19,90-20,69 | .783-.815 |AK* 20-20MMUA | S-20MM* AK20-A UA|C|B| CH
@ | | 20,47-21,29 | .806-.838 |AK |JAK | 20-806UB S-806 AK20-A UB|[C|B|CH
% ;' 21,29-22,07 | .838-.869 [AK |JAK | 20-838UB S-838 AK20-A UB|C|[B|CH
T | 21,90-22,69 | .862-.893 | AK* 20-22MMUB | S-22MM* AK20-A UB|C|[B|CH
g 2 22,07-22,86 | .869-.900 [AK |JAK |20-869UB S-869 AK20-A UB |C|B| CH| LN-1548A
42 | 22,86-23,65 | .900-.931 |AK |JAK | 20-900UC S-900 AK20-A See All UC [C|B| CH |4-40x1/4"
% f 23,65-24,43 | .931-.962 |AK |JAK | 20-931UC S-931 AK20-A Stone Tables UC [C|B| CH
== | 23,90-24,69 | .940-.972 | AK* 20-24MMUC | S-24MM* AK20-A At Right Uc |[C|B| CH
i 3:, 24,43-25,25 | .962-.994 |AK |JAK | 20-962UC S-962 AK20-A UC |[C|B| CH
i | 25,25-26,19 |.994-1.031 |AK [JAK | 20-994UC S-994 AK20-A UCc|[C|B| CH
24,90-25,72 |.980-1.012 | AK* 20-25MMUC | S-25MM* AK20-A Uc[C|B| CH
25,15-26,97 |.990-1.062 | AK |JAK* | 20-1000UD S-994 AK20-A UbD |- [B]| BH
26,72-28,57 |1.052-1.125| AK | JAK* | 20-1062UD S-1062 AK20-A UD |- |B]| BH | LN-1247A
28,32-30,15 [1.115-1.187 | AK [JAK*[ 20-1125UE | S-1125 AK20-A UE |- [B| BH |6-32x5/16"
29,90-31,75 [1.177-1.250| AK | JAK*| 20-1187UE S-1187 AK20-A UE |- |B| BH
Mandrel Options AK = Standard shank.JAK = Extra long shank. Guide Shoe Options
£ Alignment Bushings Select the bushing whose bore diameter is just under finish c= ﬁ‘l;ll:li:LOWIF;ertl_eral p: rpo_sc; s:oe_t:]o:wmo:t |
size. When setting up the job for the first time, the undersize _ g apprications. rurnished with fandrel.
alignment bushing can be honed out to finish size with the B= Bronz_e for finer finishes and soft or difficult
same tooling used for honing the workpiece. materials. Order separ_ately. .
CH/BH = Hard steel for production honing or hard,
. . rough parts or carbide, ceramic, etc. Order
Alignment Bushings Tandem "In-Line" Mandrels+ separately.
For machines with fully adjustable spindle nose. Sunnen Honing Units can be used to size two
Bore Siz "in-line" i
T L) IV i ool ol citional Guide Shoes
C-713 18,90-19,68 | .744-.775 generally be supplied for those applications Diamond Plated Metal Bond
C-750 19,68-20,47 | .775-.806 which have too long a tandem distance for Carbide Guide Shoes Superabrasive
C-20MM* | 19902069 | .783-815 honing with standard or altered mandrels. Inserted (120 Grit) Inserted
Cc812 2047-21.29 | .806-838 See page 12.4 for information on how to hone SG:;:(: e :;f;‘z::\;es .
c-812 21,29-22,07 | .838-.869 tandem bores. diangeter)\llvﬁen ordering gri‘t)size, and hardtrzlgss‘.
C-22MM* | 21,90-22,69 | .862-.893 AK20 Mandrel Replacement Parts UA'B'TX: UAB- 'DX: UAB- “JSZX:
C-875 22,07-22,86 | .869-.900 K20-W Wedge™® UB-B-TX* | UBB- DX* | UBB-__ -JS2X
. UC-B-TX* | UCB- DXt UC-B- -JS2X*
C-875 22,86-23,65 | .900-.931 LN-3688A  Stone Retainer
L UD-B-TX* | UD-B- -DX* UD-B- JS2X*
C-937 2365-24,43 | 931-.962 LN-3218A  Wedge Guide UEB-TX* | UEB- DX* | UEB___-JS2x*
C-24MM* | 23,90-24,69 | .940-972 J-AK20 Mandrel Replacement Parts
C-937 24,43-25,25 | .962-.992 J-K20-W  Wedge™® Ex: UA-B-746-DX Ex: UA-B-NM89-JS2X* (1 required-packed 1 per box).
C-1000 25,25-26,19 | .994-1.031 LN-3704A  Stone Retainer * .
C-25MM* | 24.9025.72 | 980-1.012 LN-3218A Wedge Guide® Wedge and wedge guide wear: Once a wedge or
C-1000 2515-26.97 | .090-1.062 LN-1164A  Shim Set wedge guide begins to show wear, it no longer
C-1062 26,72-28-27 |1.052-1.125 Extended Shank Mandrels+ can keep the stone flat. This leads to taper in the
C-1125 28.32-30,15 |1.115-1.187 Available for honing parts that are too bore. Replace the wedge or wedge guide as soon
C-1187 29,90-31,75 |1.177-1.250 long to be honed with a standard mandrel. as wear begins.

* Special Order - Contact Customer Service

2.38

1-800-325-3670
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In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

TFor best results, use
with bronze guide
shoes.

* 1st choice

** 2nd choice.
Use if A55
does not cut.

*** 3rd choice.
Use if A63
does not cut.

L,

Wedge mmmorw

Wedge
v

(Shank Length )
206.3 mm

| ————— 269.8mm (10 5/g") —————»

(Stone Length )
63.5mm

(8 1/8")

(217") —|

Retainer

Available Stones
70 80 100
b=
o]
]
4 K20-A27
1
©
I
b=
[
7] K20-J25
i K20-J27
el
1
©
I
K20-DM35
b =
[e]
@a
S
1
(]
I
K20-NM15 K20-NM35
K20-NM37
K20-NM39%

A
Guide Shoes

J-K20 Mandrels are similar to the K20 Mandrels except the shanks are 152.4 mm (6") longer and should be used
only when counterbores will not allow holes to be honed properly with standard K20 Mandrels.

J-AK20

Honing Units

400 500

Grit Size
150 220 280 320
Aluminum Oxide Stones (A) - 12 per box
K20-A61*
K20-A43% | K20-A53 K20-A63
K20-A45 | K20-A55 K20-A65 | K20-A75
K20-A47 | K20-A57 K20-A67 | K20-A77
K20-A5701A

K20-A49 K20-A68+
K20-A411 | K20-A59 K20-A69 | K20-A79
K20-A413

K20-J45
K20-J47

K20-J49

K20-DMB45
K20-DM45

K20-DV47*

K20-NM45
K20-NM47
K20-NM49

Diamond (D) & CBN Stones (N) —

K20-J63
K20-J55 K20-J65
K20-J57 K20-J67
K20-J5701A | K20-J6701A
K20-J59 K20-J69

K20-DMB55*
K20-DM55
K20-DM57

K20-DV57
K20-NR51
K20-NR53
K20-NMB55
K20-NMG57
K20-NM55
K20-NM57
K20-NM59

K20-NM65
K20-NM67
K20-NM69

Recommended Stones for K20 and J-AK20 Mandrels

Low-Volume

Stone

Material
to use

Approx.

Surface Finish

pm

Ra

Hin

Deburring: rough holes, all materials

High-Volume
Approx. Ra
Surface Finish
um Min

Stone
to use

| koaa3] — | — Jkeomza ]| — |

Fast removal: deburred, bored, ground, reamed holes

Aluminum K20-J57 1,38 55 K20-DM85 | 1,25 50
Brass, Soft K20-J63 0,83 33 K20-J63 0,83 33
Bronze K20-J57 1,38 55 K20-J57 1,38 55
Carbide K20-DM55 | 0,50 20 K20-DM55 | 0,50 20
Cast Iron K20-J57 0,50 20 | K20-DM55 | 2,00 80
Ceramic K20-DM55| 1,00 40 K20-DM55 | 1,00 40
Glass K20-DM55 | 1,75 70 K20-DM55 | 1,75 70
Steel, Soft K20-A57 0,75 30 K20-NM55 | 1,25 50
Steel, Hardened* K20-A55 0,30 12 K20-NM55 | 1,00 40
Steel, Hardened** K20-A63 0,30 12 — — —
Steel, Very Hard*** K20-NM55 | 1,00 40 — — —
Fine finishing: previously honed holes

Aluminum K20-J95 | 0,30 | 12 [ K20-DM05 | 0,83 | 33
Brass, Soft K20)83 | 040 [ 16 [k20-83 [ 040 | 16
Bronze K20-095 | 030 | 12 [Kk20-95 [ 030 | 12
Carbide K20-DMo5| 0,08 | 3 [ Kk20-DMm05 [ 008 [ 3
Cast Iron K20-J95 | 0,13 5 K20-DM05 | 0,50 20
Ceramic K20-DM05 | 0,38 15 K20-DM05 | 0,38 15
Glass K20-DM05 | 0,38 15 K20-DM05 | 0,38 15
Steel, Soft K20-J95 0,10 4 K20-NM05

Steel, Hardened K20-J83 0,13 5 K20-NM05

www.sunnen.com

Silicon Carbide Stones (J,C) - 12 per box

K20-J83 K20-J93

K20-J85 K20-J95
K20-J9501A

K20-J87 K20-J97

K20-J8701A

K20-J89 K20-J99

K20-DM85
K20-DM87

K20-DM95

K20-DV87
K20-NR83

K20-NMG85+
K20-NM85
K20-Nm87
K20-NM89

K20-NM95
K20-NM97

Sensing
Tip
mm

Metal (M), Resin (R), Vitrified (V) Bond - 1 per box

Extra-Long
Shank
m
600 900 1200 o g
9z
056
oS
c3
o
m
e
(w)
FB
K20-C05% m
LF
==
W
©3
i
3 o
K20-DR007
K20-DM05 | K20-DM905 | K20.DM005 |15
K20-DM07 22
o
K20-DV07 Sm
©3
=0
>0
or
e
K20-NM05 | K20-NM905 | K20-NM005 |15
o

in

Diameter Range

Automatic Size Control Probes

18,90mm -31,75mm (.744"-1.250")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.

Nominal
Diameter

Low

mm

in

(SaNIHOVIN 00+2Z/0€/SL-AS)
ONINOH ¥3ANITAD

High
mm in

ASC-0750 |19

3/4

18,80|.

740

19,28.759

ASC-0766 | 19,45

49/64

19,20

.756

19,69|.775

ASC-0781 |20

25/32

19,69|.

775

20,17 |.794

ASC-0797 | 20,24

51/64

19,99

.787

20,47 |.806

ASC-0812 | 20,64

13/16

20,37|.

802

20,85|.821

ASC-0828

53/64

20,78

.818

21,26 |.837

ASC-0844

27/32

21,18|.

834

21,67 |.853

ASC-0859

55/64

21,67

.853

S3AISVHEV INOH
39Nl ? SdIN ‘3719V1¥0d

22,15|.872

ASC-0875

7/8

21,97|.

865

22,45|.884

ASC-0891

57/64

22,38

.881

22,86 (.900

ASC-0906

29/32

22,76|.

896

23,24 |.915

ASC-0922

59/64

23,17

912

23,65|.931

ASC-0938

15/16

23,67|.

932

24,16 .951

ASC-0953

61/64

23,95

.943

24,44 |.962

ASC-0969

31/32

24,36|.

959

24,84 (.978

ASC-0984

63/64

24,69

972

25,17 (.991

ASC-1000

1

25,15|.

990

25,631.010

ASC-1016

1-1/64

25,68

1.011

SNITOOL ®

26,16 [1.030

ASC-511

TRequires the use of ASC-50 Setting Fixture.Specify ASC-50M

for metric version.

26,00

1.000

S3AISVIEY NOLSND

32,00 [1.250

2.39




Mandrel

Truing
Sleeve

Adapter

BAL20

Honing Units

Wedge
A 4

@»-©)-

Guide |&——— 168.2 mm (6 5/g") ————»]

:@4 Wedge i BAL20-W
1
1
1

(Shank Length) (Stone Length)
53.9 mm 114.3 mm
. 1g" 1ot
Diameter Range: ) )
BAL20- [
18,90 mm — 26,19 mm ( (L_L_, ————
Retai A
'744 - 7'03 1 ' camet Guide Shoes

Order 1-5 For Complete BAL20 or AL20 Honing Units

Diameter Range AL/BAL20 Truing Adapter Honing Replacement Parts
18,90 mm - 26,19 mm Mandrel Sleeve For AL20 mandrels Stone Guide Shoes .
744" - 1.031" Includes wedge and Order AL20-A adapter 1 required Guide Shoe
SUNALOY® guide shoes » Screws
. Includes stone retainer packed 2 per box
mm inches Choose 1 Prefix and wedge guide Choose 1 Suffix | Flat Head Brass
18,00-19,68 | .744-.775 |BAL| AL | 20744LA | S-744 BAL20-A LA[C|B[CH]| LNA547A
19,68-20,47 | .775-.806 |BAL| AL | 20-775LA S-775 BAL20-A LA|C|B| CH |[4-40x7/32"
py | 20,47-21,29 | .806-.838 |BAL| AL | 20-806LB S-806 BAL20-A LB |C|B| CH
7 | 21,2922,07 | .838-.869 [BAL| AL | 208368 | S-838 BAL20-A See All LB [C|B|CH
) | 22.07-22,86 | .869-900 [BAL| AL | 206698 | 5-869 BAL20-A Stone Tables LB [C|B| CH| | N.1548A
el | 22,86-23,65 | .900-.931 |BAL| AL | 20-900LC | S-900 BAL20-A At Right LC [C[B[ CH |4-40x 1/4"
§§ 23,65-24,43 | .931-.962 [BAL| AL | 20-931LC S-931 BAL20-A LC|C|B|CH
;:'o‘ 24,43-25,25 | .962-.994 |BAL | AL | 20-962LC S-962 BAL20-A LC|C|B|CH
EI'_IIJ. 25,25-26,19 |.994-1.031|BAL | AL | 20-994LC S-994 BAL20-A LC|C|B|CH
DE
Bz Mandrel Options BAL = Standard shank. AL = Extra long shank. Guide Shoe Options

C

SUNALOY® General purpose shoe for most
honing applications. Furnished with Mandrel.

# Alignment Bushings

Select the bushing whose bore diameter is just under finish
size. When setting up the job for the first time, the undersize B
alignment bushing can be honed out to finish size with the
same tooling used for honing the workpiece.

= Bronze for finer finishes and soft or difficult
materials. Order separately.

CH= Hard steel for production honing or hard, rough
parts or carbide, ceramic, etc. Order separately.

Alignment Bushings BAL20 Mandrel Replacement Parts

For machines with fully adjustable spindle nose. BL20-W  Wedge® Additional Guide Shoes
Bore Size LN-3688A  Stone Retaine*r Di d Plated Metal Bond
Part Number mm inches LN-3218A  Wedge Guide Carbide g:}:: Sh:;: Sm:eral:a:ive
C-713 18,90-19.68 | .744-775 AL20 Mandrel Replacement Parts Inserted (120 Grit) Guide Shoes
C-750 19,68-20,47 | .775-806 L20-W Wedge* Shoes Specify part finish Specify abrasive type,
C-812 20,47-21,29 .806-.838 LN-3692A  Stone Retainer diameter when ordering | grit size, and hardness.
C-875 21,29-22,07 | .838-.869 LN-3218A Wedge Guide® LA-B-TX* | LA-B- -DX+ |LA-B- -JS2x+
- 22,07-22,86 .869-.900 LB-B-TX* | LB-B- -DX+ |LB-B- -JS2X*
C-875 Extended Shank Mandrels* [CB-TX* | LCB- DX+ |LCB- JS2XF
C-875 22,86-23,65 | .900-.931 ; ; . .
C.937 23652443 931-962 Available for honing parts that are too
C-937 24‘43_25 25 :962-:994 long to be honed with a standard mandrel. Ex: LA-B-744-DX Ex: LA-B-NM09-JS2X (2 required—packed 1 per box).
C-1000 | 2515-26,19 | 994-1031 Tandem “In-Line” Mandrels*

Sunnen Honing Units can be used to size two
or more "in-line" or tandem bores in perfect

PR

*Wedge and wedge guide wear: Once a
wedge or wedge guide begins to show
wear, it no longer can keep the stone flat.
This leads to taper in the bore. Replace
the wedge or wedge guide as soon as
wear begins.

* Special Order - Contact Customer Service

alignment. Special tandem mandrels can
generally be supplied for those applications
which have too long a tandem distance for
honing with standard or altered mandrels.
See page 12.4 for information on how to hone
tandem bores.

1-800-325-3670



In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

Mandrel Stone Truing
Wedge e LZO g Sleeve
—
|l&——————2444mm (95/g") ——————»] H . U . t
Shank Length Stone Length
i) | S oning Units
(51") (41")
(= . Extra-Long
9
Retai A
elamner Guide Shoes Shank
AL20 Mandrels are like BAL20 Mandrels except the shanks are 76.2 mm (3") longer.
Use only when BAL20 is too short.
Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 03
Aluminum Oxide Stones (A) - 6 per box 2 E
L20-A61+ 20
= 1.20-A43* 1.20-A63 oS
8 L20-A45  |L20-A55 L20-A65 L20-A75% c5
i =]
-é L20-A47  |L20-A57 L20-A67 L20-A77 o
© L20-A5701A
T L20-A49  |L20-A59 L20-A69 L20-A79%
L20-A411% ) =
L20-A413 x g
o
Silicon Carbide Stones (J,C) - 6 per box g ;
%' L20-J63 L20-J83 L20-J93 g T
7] L20-J45 | L20-J55 L20-J65 L20-J85 L20-J95 | L20-CO5% w ,3,
H Do
g L20-J47 | L20-J57 L20-J67 L20-J87 L20-J97 -] %
=
I m
120-J49 | L20-J59* | L20-J69 L20-J89 L20-J99 E Cy
Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box =
120-DM35 L20-DRO07 2
L20-DM55 L20-DM85 L20-DM05 L20-DM005 & ;
s L20-DM87 =3
o m
@ %o
H L20-DV57 L20-DVv87 L20-DV07 =2
_é L20-NR51 > 8
= L20-NR53 L20-NR83 g c
- L20-NMG57 sz
L20-NM35 | L20-NM45 |L20-NM55 | L20-NM65 L20-NM85 | L20-NM95 | L20-NMO5 |L20-NM905 | L20-NM005 | &
L20-NM37 | L20-NM47 |L20-NM57 | L20-NM67 L20-NM87 19
L20-NM39* L20-NM59

FFor best results, use
with bronze mandrel.

* 1st choice

** 2nd choice.
Use if A55

does not cut.

*** 3rd choice.
Use if A63

does not cut.

L,

Recommended Stones for BL20 and L20 Mandrels

Low-Volume

Material

Stone
to use

Deburring: rough holes, all materials

Automatic Size Control Probes
High-Volume

Approx. Ra
Surface Finish

Hm Hin

Approx. Ra
Surface Finish

um Min

18,90mm - 31,75mm (.744"-1.250")

For use on machines with Automatic Size
Control units. Select the appropriate Size

Stone
to use

ONINOH ¥3ANITAD

| Load1s] — [ —

Control Probe based on workpiece finish
diameter. See page 8.4 for complete list

(SaNIHOVIN 00+2Z/0€/SL-AS)

[ Loas1s | — | —

Fast removal: deburred, bored, ground, reamed holes

of A.S.C. Sensing Tips.

Aluminum 20057 | 1,38 | 55 | L20-DM85 [ 1,25 [ 50 Sensing | Nominal |  Diameter Range b
Brass, Soft [20-063 | 083 | 33 | L20-063 | 0,83 | 33 Tin Diametor | Lo = %
Bronze 20057 | 138 | 55 | L2057 | 1,38 | 5 Part No. | mm | in | mm | in | mm ] in s
Carbide [20-DM55 | 050 | 20 | L20-DM55 | 050 | 20 ASC075079 |34 |18.80]740|79.28] 759 | L -
Cast Iron 20057 | 050 | 20 | L20-DM55 | 2,00 | 80 ASC-0766 [70.45[49/64 | 79.20| 756 19.60] 775 |1
Ceramic [20-DM55 | 1,00 | 40 | L20-DM55 | 1,00 | 40 ASC-0781(20  [25/32]79.69] 775|20.17] 794 |~
Glass L20DMS5 | 175 | 70 | L20-DMS5) 1,75 | 70 ASC-0797 |20,24|51/64 | 19,99].787]20,47].806 4
Steel, Soft L20-A57 | 075 | 30 | L20-NMS5| 1,25 | 50 ASC-0812 |20.64[13/16 [ 20,371.802|20.85[.821 |51
Steel, Hardened” [20-A55 | 030 | 12 | L20-NM55 | 1,00 | 40 ASC-0828 |21 [53/64] 20.781616] 2126657 |
Steel, Hardened™ _ } 120-A63 | 030 | 12 - =1 = ASC-0844 | 21,43[27/32] 21,18|.83421,67].853 | ..
Steel, Very Hard L20-NMS5 | 100 | 40 - — 1 = ASC-0859 |22 |55/64 | 21,67.853|22,15].872

Fine finishing: previously honed holes ASC-0875 |22,22[7/8 | 21,97].865|22,45|.884 =~
Aluminum 20095 | 030 | 12 | L20-DM05] 0,83 | 33 ASC-0891 |22,62|57/64| 22,38|.881[22,86] .00 = =
Brass, Soft 2083 | 040 | 16 | (20483 | 040 | 16 ASC-0906 |23 [29/32|22,76|:896]23,24] 915 |~
Bronze 20095 | 030 | 12 | L2095 | 0,30 | 12 ASC-0922 |23,42|59/64 | 23,17|.912|23,65[.931 | =
Carbide [20-DM05 | 0,08 | 3 | L20-DM05 | 0,08 | 3 ASC-0938 [24 _[15/16] 23,67[.932[24,76].951 | - =
Cast Iron 20995 | 013 | 5 | L20-DM05 | 050 | 20 ASC-0953 | 24,2161/64 | 23,95].943| 24,44].962 | = -
Ceramic [20-DM05 | 0,38 | 15 | L20-DM05 | 0,38 | 15 ASC-0969 [24,61[31/32| 24,36|.959| 24,84].978 | -
Glass [20-DM05 | 038 | 15 | L20-DM05 | 0,38 | 15 ASC-0984 |25 [63/64]24,69].972|25,17[.991 | -
Steel, Soft 2095 | 010 | 4 | L20-NM05 ASC-1000 [ 25,401 25,15(.990]25,63[1.010 |
Steel, Hardened 20983 | 043 | 5 | L20-NM05 ASC-1016 |26 [1-1/64] 25,68 [1011| 26,16]1.030

www.sunnen.com




Mandrel 2603 mm (10 ") Stones Truing
| &————— 260.3 mm P R ———
(Stone Length) Sleeve
(Shank Length)l e 190.5 mm (7 1/2") ——»
69.8 mm 63.5 mm

< (23/4") > (21/") |

3-Stone Honing Units

3G-P20-

Diameter Range: T Vel | : |
3G-P20-
15, 72 mm R 25’40 mm Guide Shoes > : : :
m_ " NOTE: Mandrel be used with fewer than 3 st NOTE: These honi it t b
619" 1.000 Mot e b oo i e tn Sgonce  NOTE: Toso haningirks carnct o

Order 1-4 For Complete 3-Stone P20 Honing Units

Diameter Range 'I P20 Mandrel 2 Truing 3 Alignment 4 Honing Replacement Parts
15’7.261".:;'?- 12.(5),0400"mm Sleeve Bushingt Stone G“g?ﬁ,ﬁ?‘?es G”sigfesg“
Includes wedge, retainer block, . . 3 acked 2 per ’box W
mm inches | " e sdustn spnd 105 3 required pChoose 1pSuffix Flat Head Brass
15,72-16,66 | .619-.656 3G-P20-625ASt* ST-625 C-625 Not Replaceable
16,51-17,45 | .650-.687 3G-P20-656ASt* ST-656 C-650 Not Replaceable
Py | 17,30-18,24 | .681-.718 3G-P20-687ASt* ST-687 C-681 Not Replaceable
@ @ 18,11-19,05 | .713-.750 3G-P20-718ASt* ST-718 C-713 Not Replaceable
E | 18,90-19,84 | .744-.781 3G-P20-750UAt ST-750 C-750 See All UA|C|B|CH LN-1547A
= g‘ 19,68-20,62 | .775-.812 3G-P20-781UAT ST-780 C-812 Stone Tables UA|C|B|CH| 4-40x7/32"
== | 20,47-21,41 | .806-.843 3G-P20-812UB+t ST-812 C-812 Page 2.45 UB|[C|B|CH
4ol | 21,29-22,22 | .838-.875 3G-P20-843UB+t ST-840 C-812 " UB|[C|B|CH
] | 22.07-23,01 | .869-906 | 3G-P20-875UBt ST-875 C-875 us [c|BcH| ,-Ni548n,
=4 | 22,86-23,80 | .900-.937 3G-P20-906UC+H ST-900 C-875 UC|C|B]|CH
& 3:, 23,65-24,59 | .931-.968 3G-P20-937UC+H ST-937 C-937 uc|c|B|CH
e | 24,43-25,40 | .962-1.000 | 3G-P20-968UC+ ST-960 C-937 Uuc|Cc|B|CH
Mandrel Options T Requires the use of LN-570A Concentric Sleeve Guide Shoe Options
* Shoes are soft steel, integral with mandrel.
C= SUNALOY® General purpose shoe for most
# Alignment Bushings Select the bushing whose bore diameter is just under finish B= g(:::;g ?gpélﬁz:lg:iséhil;r::‘s; :gf‘tm :)trh dl\illfg(r:lglrtel.
si_ze. When setti_ng up the job for the first_ti_me, t_he ur_\dersize materials. Order separately.
allgnment_bushlng can be .honed out to flnlsh size with the CH= Hard steel for production honing or hard, rough
same tooling used for honing the workpiece. parts or carbide, ceramic, etc. Order separately.

Additional Guide Shoes -+

P20 Mandrel Replacement Parts Diamond Plated Super Mandrels*
3G-P20 Wedge Diamond plated, superabrasive stone inserted, Carbide Diamond Plated Metal Bond
Replace when wear begins to show or carbide guide shoe mandrel are available for Inserted Guide Shoes s“':ﬁ:':t’::“’e

LN-1529A  Retainer Block with set screw situations where a longer life shoe is needed. Guide (120 Grit) Guide Shoes

LN-1533A  Tension Block Shoes Specify part finish Specify abrasive type,

LN-1545A  Set Screw only (Pkg. of 2) diameter when ordering | grit size, and hardness.
UA-B-TX* | UA-B- -DX* |UA-B- -JS2X*
UB-B-TX* | UB-B- DX* [UB-B- -JS2XF
UC-B-TX* | UCB- -DX*|[UC-B- -JS2X*

Ex: UA-B-746-DX Ex: UA-B-NM89-JS2X (1 required—packed 1 per box).

Automatic Size Control Probes

15,62mm - 25,63mm (.615"-1.010")

For use on machines with Automatic Size Control units. Select the appropriate size
control probe based on workpiece finish diameter. See page 8.4 for complete list.
Sensing Nominal Di ter Range Sensing Nominal Di ter Range
Tip Diameter Low High Tip Diameter Low High
PartNo. | mm | in | mm | in | mm | in Part No. | mm | in mm | in| mm | in
ASC-0625 | 15,88 |5/8 |1562|.615] 16,10 | .634 . ASC-0812 | 20,64 | 13/16 | 20,37 |.802] 20,85 |.821
ASC-0630 | 16 - 11575[.620] 16,23 | .639 |§ ASC-0828 | 21 53/64 | 20,78 | .818| 21,26 |.837
ASC-0641 | 16,27 | 41/64 | 16,03 | .631 | 16,51 | .650 | ASC-0844 | 21,43 | 27/32 | 21,18 |.834 | 21,67 |.853
ASC-0656 |16,67|21/32 | 16,41 | .646 | 16,89 | .665 | ASC-0859 | 22 55/64 | 21,67 | .853| 22,15 |.872
ASC-0672 | 17 43/64 | 16,79 | .661 | 17,27 | .680 M ASC-0875 | 22,22 | 7/8 21,97 |.865] 22,45 |.884
ASC-0688 | 17,46 | 11/16 | 17,22 | .678 | 17,70 | .697 | ASC-0891 | 22,62 | 57/64 | 22,38 |.881] 22,86 |.900
ASC-0703 | 18 45/64 | 17,70 | .697 | 18,19 | .716 B ASC-0906 | 23 29/32 | 22,76 | .896 | 23,24 [.915
ASC-0719 | 18,26 |23/32 18,01 |.709 | 18,49 | .728 | ASC-0922 | 23,42 | 59/64 | 23,17 [.912] 23,65 |.931
ASC-0734 | 18,65)|47/64 | 18,39 | .724 | 18,87 | .743 | ASC-0938 | 24 15/16 | 23,67 [.932] 24,16 |.951
ASC-0750 | 19 3/4 18,80 | .740 | 19,28 | .759 | ASC-0953 | 24,21 | 61/64 | 23,95 | .943 | 24,44 |.962
ASC-0766 | 19,45)|49/64 19,20 | .756 | 19,69 | .775 | ASC-0969 | 24,61 | 31/32 | 24,36 [.959 | 24,84 |.978
ASC-0781 | 20 25/32 119,69 | .775] 20,17 | .794 W ASC-0984 | 25 63/64 | 24,69 | .972| 2517 [.991
ASC-0797 51/64 1 19,99 | . .806 [ ASC-1000 1 25,63 [1.010

* Special Order - Contact Customer Service

1-800-325-3670

242




A\

69.8 mm (Stone Length)
«—(23/4") 254 mm (10") ———»|

e 4-Stone Honing Units

(211") >

Mandrel Stone
|- 323.8 mm (12 3/4")
(Shank Length)

Diameter Range:
Guide Shoe p s 15,72 mm — 25,40 mm
NOTE: Mandrels can be used with fewer than 4 stones ~ NOTE: These honing units cannot be .619"=1.000"

for shorter parts which require long reach. used for blind hole honing.

Order 1-4 For Complete 4-Stone P20 Honing Units

Diameter Range 1 P20 Mandrel 2 Truing 3 Alignment 4 Honing Replacement Parts
1972 - 25,00, mm Sleeve {@ } Bushing} Stone Guide Shoes | Guide Shoe

. . Includes wedge, retainer block, For machines with fu ”y ) pactzzq; :::"box screws

mm inches e blgzgeagzosetstALow adjustable spindle nose 4 reqwred Choose 1 Suffix Flat Head Brass
15,72-16,66 | .619-656 | 4G-P20-625ASt* | ST-625 C-625 Not Replaceable
16,51-17,45 | .650-.687 | 4G-P20-656ASt* | ST-656 C-650 Not Replaceable
17,30-18,24 | .681-.718 | 4G-P20-687ASt" | ST-687 C-681 Not Replaceable p
18,11-19,05 | .713-.750_| 4G-P20-718AST* | _S1-718 c-713 Not Replaceable e
18,90-19,84 | .744-781 | 4G-P20-750UAt ST-750 C-750 UA[C[B[CH| LN-1547A =9
19,68-20,62 | .775-812 | 4G-P20-781UAt | ST-780 Cc-812 See All UA|C|B|CH| 4-40x7/32" | HI
20,47-21,41 | .806-843 | 4G-P20-812UBt | ST-812 c812 s‘;’“e Tables [uB[c[B[cH 62
21,29-22,22 | .838-875 | 4G-P20-843UBt ST-840 c-812 age < UB|C|B|CH =z
22,07-23,01 | .869-.906 | 4G-P20-875UB+t ST-875 C-875 UB|C|B|CH 4'-_N4'85X4m,, ®o
22,86-23,80 | .900-.937 | 4G-P20-906UCt ST-900 C-875 UC|[C|B|CH ol
23,65-24,59 | .931-.968 | 4G-P20-937UCt ST-937 C-937 UC|C|B|CH ©a
24,43-25,40 | .962-1.000 | 4G-P20-968UCt ST-960 C-937 uc|c|B|CH =

Mandrel Options 1 Requires the use of LN-570A Concentric Sleeve Guide Shoe Options
* Shoes are soft steel, integral with mandrel. _
C= SUNALOY® General purpose  shoe for most

honing applications. Furnished with Mandrel.

# Alignment Bushings Select the bushing whose bore diameter is just under finish B= Bronze for finer finishes and soft or difficult
size. When setting up the job for the first time, the undersize materials. Order separately.
alignment bushing can be honed out to finish size with the CH= Hard steel for production honing or hard, rough
same tooling used for honing the workpiece. parts or carbide, ceramic, etc. Order separately.

Additional Guide Shoes =F

P20 Mandrel Replacement Parts Diamond Plated Super Mandrels*

4G-P20 Wedge Diamond plated, superabrasive stone inserted, Carbide Dign]:ndszlated sMetaleon_d
Repla.ce when wear b.egins to show or carbide guide shoe mandrel are available for Inserted 2‘1'2: Gri:()es uﬁ:;:rtr::lve

LN-1529A  Retainer Block with set screw situations where a longer life shoe is needed. Guide Guide Shoes

LN-1533A  Tension Block Shoes Specify part finish Specify abrasive type,

LN-1545A  Set Screw only (Pkg. of 2) diameter when ordering | grit size, and hardness.
UA-B-TX*| UA-B- -DX* | UA-B- -JS2x+
UB-B-TX*| UB-B- -DX* | UB-B- -JS2x+

UC-B- -JS2X*

UC-B-TX*| UC-B- -DX*

Ex: UA-B-746-DX Ex: UA-B-NM89-JS2X (4 required—packed 1 per box).

Automatic Size Control Probes

15,62mm - 25,63mm (.615"-1.010")
For use on machines with Automatic Size Control units. Select the appropriate Size Control
Probe based on workpiece finish diameter. See page 8.4 for complete list.

S ing Nominal Di ter Range S ing N 1 Di ter Range
Tip Diameter igh Tip Diameter Low High
PartNo. | ;| in mm | i in Part No. | ;| in mm | in | mm | in
ASC-0625 [15,88|5/8 . .634 ASC-0812 |20,64|13/16]20,37|.802| 20,85.821
ASC-0630 |16 — . .639 ASC-0828 |21 53/64]20,78(.818| 21,26 |.837
ASC-0641 [16,27|41/64 . .650 ASC-0844 |21,43|27/32|21,18|.834| 21,67 |.853
ASC-0656 |16,67(21/32 . .665 ASC-0859 |22 |55/64]21,67|.853|22,15|.872
ASC-0672 43/64 . .680 ASC-0875 |22,22|7/8 |21,97|.865| 22,45|.884
ASC-0688 ,46(11/16 . .697 ASC-0891 |22,62|57/64]22,38|.881] 22,86 |.900
ASC-0703 45/64 . .716 ASC-0906 |23 |29/32]|22,76|.896| 23,24 |.915
ASC-0719 ,26(23/32 .728 ASC-0922 |23,42|59/64]23,17(.912]| 23,65 [.931
ASC-0734 47/64 . .743 ASC-0938 |24 15/16]23,67|.932| 24,16 |.951
ASC-0750 3/4 . .759 ASC-0953 |24,21|61/64]23,95|.943| 24,44 |.962
ASC-0766 49/64 . 775 ASC-0969 |24,617|31/32]|24,36|.959| 24,84 |.978
ASC-0781 25/32 . 794 ASC-0984 |25 |63/64]24,69(.972| 25,17 [.991
ASC-0797 51/64 . . ASC-1000 |25,40| 1 25,15(.990] 25,63 [1.010

* Special Order - Contact Customer Service

www.sunnen.com




Stone
—— 387.3 mm (15 1/5") >

(Shank Length)
69.8 mm (Stone Length)
-—(23/4") ——— 3175 mm (12 1/2") >
& ) 63.5 mm
{=5G-P20-

Guide Shoes %géd

Mandrel

P20

5-Stone Honing Units

}*(2 112") -

Diameter Range:
15,72 mm — 25,40 mm
.619"-1.000"

NOTE: Mandrels can be used with fewer than 5 stones
for shorter parts which require long reach.

NOTE: These honing units cannot be
used for blind hole honing.

Order 1-4 For Complete 5-Stone P20 Honing Units

Diameter Range P20 Mandrel 2 Truing 3 Alignment 4 Honing Replacement Parts
15,71:5 1’?)’,[‘_'12(5)’0409,’"'“ ngggrsbvlv;g(ge Sleeve Bushingt Stone Gu1ide Shoes | Guide Shoe
! ’ tension block, required, Screws
) and SUNALOY® For machines with fully 5 required packed 2 per box
mm inches guide shoes adjustable spindle nose. Choose 1 Suffix Flat Head Brass
15,72-16,66 | .619-.656 5G-P20-625ASt* ST-625 C-625 Not Replaceable
16,51-17,45 | .650-.687 5G-P20-656ASt* ST-656 C-650 Not Replaceable
PN | 17,30-18,24 | .681-.718 | 5G-P20-687ASt* | ST-687 C-681 Not Replaceable
gﬂ 18,11-19,05 | .713-.750 | 5G-P20-718ASt* | ST-718 C-713 Not Replaceable
=K1 | 18.90-19,84 | 744-781 | 5G-P20-750UAt ST-750 C-750 See All UA[C[B|CH| LN-1547A
L) | 19.68-20,62 | .775-812 | 5G-P20-781UAt ST-780 C-812 Stone Tables UA|C|B|CH| 4-40x7/32"
bt | 20.47-21.41| 806-843 | 5G-P20-812UB{ ST-812 C-812 At Right uB|[c|B]cH
<] | 21.20-22.22 | 838-875 | 5G-P20-843UB{ ST-840 C-812 UB|c|B|cCH
7 | 22,07-23,01 | .869-906 | 5G-P20-875UBt ST-900 C-875 UB|[C[B|CH 4'-_N4'(1)5X4$//j1,,
=%ad | 22,86-23,80 | 900-937 | 5G-P20-906UCt* | ST-937 C-875 uc|c|B]cH
o | 23,65-24,59 | .931-.968 | 5G-P20-937UCt ST-960 C-937 uc|c|B|cCH
il | 24,43-25,40 | .962-1.000 | 5G-P20-968UCtH C-937 uc|c|B|cCH

1 Requires the use of LN-570A Concentric Sleeve
* Shoes are soft steel, integral with mandrel.

Guide Shoe Options

C= SUNALOY® General purpose
honing applications. Furnished with Mandrel.
B= Bronze for finer finishes and soft or difficult
materials. Order separately.
CH= Hard steel for production honing or hard, rough
parts or carbide, ceramic, etc. Order separately.

Mandrel Options

shoe for most

# Alignment Bushings Select the bushing whose bore diameter is just under finish
size. When setting up the job for the first time, the undersize
alignment bushing can be honed out to finish size with the

same tooling used for honing the workpiece.

Additional Guide Shoes -

P20 Mandrel Replacement Parts Diamond Plated Super Mandrels* DI Pl Metal Bond
5G-P20 Wedge Diamond plated, superabrasive stone inserted, Carbide 'é:i'::"Sh:::d Superabrasive
Replace when wear begins to show or carbide guide shoe mandrel are available for Inserted (120 Grit) Inserted
LN-1529A  Retainer Block with set screw situations where a longer life shoe is needed. Guide Guide Shoes
LN-1533A Tension Block Shoes Specify part finish Specify abrasive type, grit
diameter when ordering size, and hardness.
LN-1545A  Set Screw only (Pkg. of 2) UABT UAB- ox* [UAB. NG
Extended Length P20 Mandrels UB-B-TX*| UB-B- -DX* [UB-B- -JS2x+*
Available on a special order basis. UC-B-TX*| UC-B- -DX* |UC-B- -JS2x*

Ex: UA-B-746-DX Ex: UA-B-NM89-JS2X (1 required—packed 1 per box).

Automatic Size Control Probes

15,62mm - 25,63mm (.615"-1.010")
For use on machines with Automatic Size Control units. Select the appropriate Size
Control Probe based on workpiece finish diameter. See page 8.4 for complete list.

Sensing N Di ter Range Sensing Nominal Di ter Range
Tip Diameter Low High Tip Diameter Low High
PartNo. | mm | in | mm| in | mm | in PartNo. | »; | in [ mm | in | mm]| in
ASC-0625 |15,88|5/8 |1562(.615|16,70]|.634 | ASC-0812 |20,64[13/16]20,37].802]|20,85|.821
ASC-0630 |16 — |15,75|.620] 16,23|.639 B ASC-0828 |21 53/64|20,78(.818|21,26|.837
ASC-0641 |16,27|41/64]16,03|.631| 16,51|.650 | ASC-0844 |21,43|27/32|21,18|.834|21,67|.853
ASC-0656 |16,67|21/32]|16,41|.646| 16,89|.665 [ ASC-0859 |22 55/64|21,67(.853|22,15|.872
ASC-0672 |17 |43/64]|16,79|.661|17,27|.680 | ASC-0875 |22,22|7/8 |21,97|.865|22,45|.884
ASC-0688 |17,46|11/16]|17,22|.678| 17,70|.697 | ASC-0891 |22,62|57/64|22,38|.881]|22,86|.900
ASC-0703 |18 |45/64]|17,70|.697|18,19|.716 i} ASC-0906 |23 29/32|22,76(.896|23,24|.915
ASC-0719 |18,26|23/32]| 18,01 709 | 18,49|.728 B ASC-0922 |23,42(59/64|23,17].912|23,65| .931
ASC-0734 |18,65|47/64]|18,39(.724]| 18,87 |.743 | ASC-0938 |24 15/16|23,67|.932| 24, 16| .951
ASC-0750 |19 3/4 118,80|.740(19,28|.759 B ASC-0953 [24,21|61/64]|23,95|.943|24,44|.962
ASC-0766 |719,45|49/64]19,20(.756| 19,69|.775 | ASC-0969 |24,67|31/32|24,36|.959|24,84|.978
ASC-0781 |20 25/32]19,69|.775|20,17|.794 B ASC-0984 |25 63/64|24,69(.972|25,17|.991

ASC-0797 51/64]19,99|. 20,47|. ASC-1000 1 25,15(.990]25,63

* Special Order - Contact Customer Service

1-800-325-3670

2.44




P20

Honing Units

Available Stones
Grit Size @
70 80 100 150 220 280 320 400 500 600 900 1200 g F
In some cases, Aluminum Oxide Stones (A) - 12 per box 2 ;
stones other than the . o0
RECOMMENDED %’ P20-A43 P20-A63 z -
STONES may hone 3 P20-A45 | P20-A55 | P20-AG5 ez
faster or last longer. i ]
For long or repetitive -é P20-A27 P20-A47 P20-A57 P20-A67 P20-A77 m
production runs, it © P20-A49 | P20-AB9 | P20-A69
may be economical to T P20-A411
choose a stone slightly P20-A413 .
harder or softer, x m
coarser or finer. As . " =mq
a general rule, hard Silicon Carbide Stones (J,C) - 12 per box r 9‘
materials require soft s P20-J63 P20-J83 Q z
stones; soft materials @ P20-J25 P20-145 | P20-J55 | P20-J65 P20-J85 | P20-J95 | P20-C05% ==
require hard stones; i o>
rough holes require ° P20-J47 | P20-J57 | P20-J67 P20-J)87 | P20-J97 P 2
hard stones. o] -z
= P20-J49 P20-J69 P20-J89 P20-J99 g m
Additional abrasive
e Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box =
specifications é
available to hone =g
. . P20-DM35 P20-DM55 P20-DM85 P20-DM05 >
difficult materials. s 9<° 2
L a5
Please contact i P20-DV57 P20-DV87 P20-DV07 25
Customer Service S s S
or your Sales & o P20-NR53 P20-NR83 Qc
Application Engineer. z3
P20-NM35 | P20-NM45 | P20-NM55 P20-NM85 P20-NM05 m
P20-NM37 P20-NM57 19

TFor best results, use
with bronze guide
shoes.

Recommended Stones for P20 Mandrels

Low-Volume High-Volume
Approx. Ra Approx. Ra
Stone  Ssurface Finish Stone Surface Finish
to use um pin to use pm  pin

Deburring: rough holes, all materials

Material

ONINOH ¥3ANITAD

(SaNIHOVIN 00¥2/0€/SL-AS)

[ Poag13] — | — JPoma3]| — ] —
* 1st choice Fast removal: deburred, bored, ground, reamed holes

Aluminum P20-J57 1,38 55 P20-DM85 | 1,25 50 v
** 2nd ghOice- Brass, Soft P20-J63 0,83 33 P20-J63 0,83 33 = g
Use if AS5 Bronze P20-J57 | 138 | 55 | P20-J57 | 138 | 55 |l
2ol GRS Carbide P20-DM55| 050 | 20 | P20DM55| 050 | 20 | -
| v Cast Iron P20-J57 | 050 | 20 | P20-DM85 | 2,00 | 80 _ |-
Use if A63 Ceramic P20-DM55 | 1,00 40 P20-DM55 | 1,00 40 % =
does not cut. Glass P20-DMs5 | 1,75 | 70 | P20-DMs5 | 175 | 70 |
Steel, Soft P20-A57 | 0,75 30 P20-NM55 | 1,25 50 <®
I Steel, Hardened* P20-A55 | 0,30 | 12 | P20-NM55 | 1,00 [ 40 oy =
Steel, Hardened** P20-A63 | 0,30 12 — — — ﬁ

Steel, Very Hard*** P20-NM55 | 1,00 40 — — —
Fine finishing: previously honed holes
Aluminum P20-J95 0,30 12 P20-DM05 | 0,83 33
Brass, Soft P20-J83 0,40 16 P20-J83 0,40 16
Bronze P20-J95 0,30 12 P20-J95 0,30 12
Carbide P20-DM05 | 0,08 3 P20-DM05 | 0,08 3
Cast Iron P20-J95 0,13 5 P20-DM05 | 0,50 20
Ceramic P20-DM05 | 0,38 15 P20-DM05 | 0,38 15
Glass P20-DM05 | 0,38 15 P20-DM05 | 0,38 15
Steel, Soft P20-J95 0,10 4 P20-NM05
Steel, Hardened P20-J83 0,13 5 P20-NM05

ONIT00L 2
S3AISYIEVY NOLSND
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P28

2-Stone Honing Units

Diameter Range:
25,15 mm — 152,40 mm
.990" - 6"

Open Hole: Order 1, 2, 5 For Complete P28 2-Stone Honing Units
Blind Hole: Order 1, 2, 4, 6 For Complete P28 2-Stone Honing Units

Truing

Wedge i
By Honing Stone

P28 Mandrel Replacement Guide Shoes required
Diameter Range Sleeve
25,15 mm - 152,40 mm Hole
990" - 6 Assembled for Order 2 Guidﬁ%gggssge?l:t‘lj;bsgf g;stones used
open hole work. Replace When
. Includes Wedge Hard Diamond Weﬁ’gﬁg'”s
mm inches and Guide Shoes Sunaloy | Zinc | Bronze | Steel Plated o Show
o 25,15-26,97 .990-1.062 | 2G-P28-1000VAt+ | ST-1000 | VA-C§ VA-B |VA-CH | VA-BD 2G-R28 Open
R 26,72-28,58 1.052-1.125 | 2G-P28-1062VAt | ST-1062 | VA-C§ VA-B |VA-CH | VA-BD 2G-R28 5 Hole
Ll 28,32-30,15 1.115-1.187 | 2G-P28-1125VBt | ST-1125 | VB-C§ VB-B |VB-CH | VB-BD 2G-R28
48 29.90-31,75 1.177-1.250 | 2G-P28-1187VBt | ST-1187 | VB-C§ VB-B_|VB-CH | VB-BD 2G-R28
b 31.24-34,93 | 1.230-1.375 | 2G-P28-1250WBt | ST-1250 WB-DS | WB-B |WB-DH| WB-BD 2G-R28 | See P28
Sl 34,42-38,10 | 1.355-1.500 | 2G-P28-1375WCt | ST-1375 wc-D§ | we-B |[WC-DH| wc-BD 2G-R28 | Open Hole
A=) 37,50-41,28 | 1.480-1.625 | 2G-P28-1500WD+t | ST-1500 WD-D§ [ WD-B |WD-DH| WD-BD 2G-R28 Table on
a i 40,77-44,45 | 1.605-1.750 | 2G-P28-1625WDt | ST-1600 WD-D§ | WD-B_|WD-DH| WD-BD 2G-R2s___| Fage 2.50
N7l 43,94-47,63 1.730-1.875 | 2G-P28-1750WE_ | ST-1700 WE-D§ | WE-B |WE-DH| WE-BD 2G-R28
47,18-50,80 1.855-2.000 | 2H-P28-1875WE | ST-1875 WE-D§ | WE-B |WE-DH| WE-BD 2H-R28
50,29-53,98 1.980-2.125 | 2H-P28-2000WF | ST-2000 WF-D§ | WF-B |WF-DH| WF-BD 2H-R28 Blind
53,47-57,15 2.105-2.250 | 2H-P28-2125WF | ST-2100 WF-D§ | WF-B |WF-DH| WF-BD 2H-R28 Hole
56,64-60,33 2.230-2.375 | 2H-P28-2250WF | ST-2200 WF-D§ | WF-B |WF-DH| WF-BD 2H-R28
59,81-63,50 2.355-2.500 | 2H-P28-2375WG | ST-2375 WG-DS | WG-B [WG-DH| WG-BD 2H-R28
62,99-66,68 2.480-2.625 | 2H-P28-2500WG | ST-2500 WG-DS | WG-B [WG-DH| WG-BD 2H-R28 See R28
66,17-69,85 2.605-2.750 | 2K-P28-2625SC ST-2625 SC-BS |SC-BH | SC-B-DX* | 2K-R28-1 | Blind Hole
69,34-73,03 2.730-2.875 | 2K-P28-2750SC ST-2750 SC-B§ |SC-BH | SC-B-DX* | 2K-R28-1 | Table on
72,52-76,20 | 2.855-3.000 | 2K-P28-2875SC | ST-2875 SC-BS [SC-BH | SC-B-DX* | 2K-Res-1_ | Page 2.51
75,69-79,38 2.980-3.125 | 2K-P28-3000SC ST-3000 SC-BS [SC-BH | SC-B-DX* | 2K-R28-1
78,87-82,55 3.105-3.250 | 2K-P28-3125SD ST-3125 SD-BS [SD-BH | SC-B-DX* | 2K-R28-1
82,04-85,73 3.230-3.375 | 2K-P28-3250SD* | ST-3250 SD-BS [SD-BH | SD-B-DX* | 2K-R28-1
85,22-88,90 3.355-3.500 | 2K-P28-3375SD*+ | ST-3375 SD-BS [SD-BH | SD-B-DX* | 2K-R28-1
88,39-92,08 3.480-3.625 | 2K-P28-3500SD*+ | ST-3500 SD-BS [SD-BH | SD-B-DX* | 2K-R28-1
91,57-95,25 3.605-3.750 | 2K-P28-3625SD* | ST-3625 SD-BS [SD-BH | SD-B-DX* | 2K-R28-1
94,74-98,43 3.730-3.875 | 2K-P28-3750SD+ | ST-3750 SD-BS [SD-BH | SD-B-DX* | 2K-R28-1
97,92-101,60 | 3.855-4.000 | 2K-P28-3875SD+ | ST-3875* SD-BS§ [SD-BH | SD-B-DX* | 2K-R28-2*
101,09-104,78 | 3.980-4.125 | 2K-P28-4000SD+ | ST-4000+* SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
104,27-107,95 | 4.105-4.250 | 2K-P28-4125SD+ | ST-4125+ SD-BS§ [SD-BH | SD-B-DX* | 2K-R28-2*
107,44-111,13 | 4.230-4.375 | 2K-P28-4250SD+ | ST-4250+ SD-BS |SD-BH | SD-B-DX* | 2K-R28-2*
110,62-114,30 | 4.355-4.500 | 2K-P28-4375SD*+ | ST-4375* SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
113,79-117,48 | 4.480-4.625 | 2K-P28-4500SD*+ | ST-4500+ SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
116,97-120,65 | 4.605-4.750 | 2K-P28-4625SD*+ | ST-4625* SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
120,14-123,83 | 4.730-4.875 | 2K-P28-4750SD*+ | ST-4750* SD-BS |SD-BH | SD-B-DX* | 2K-R28-2*
123,32-127,00 | 4.855-5.000 | 2K-P28-4875SD+ | ST-4875* SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
126,49-130,18 | 4.980-5.125 | 2K-P28-5000SD+ | ST-5000* SD-BS [SD-BH | SD-B-DX* | 2K-R28-2*
129,67-133,35 | 5.105-5.250 | 2K-P28-5125SD+ | ST-5125+* SD-BS [SD-BH | SD-B-DX* | 2K-R28-3*
132,84-136,53 | 5.230-5.375 | 2K-P28-5250SD+ | ST-5250* SD-B§ |SD-BH | SD-B-DX* | 2K-R28-3*
136,02-139,70 | 5.355-5.500 | 2K-P28-5375SD+ | ST-5375+* SD-BS [SD-BH | SD-B-DX* | 2K-R28-3*
139,19-142,88 | 5.480-5.625 | 2K-P28-5500SD+ | ST-5500+ SD-BS§ [SD-BH | SD-B-DX* | 2K-R28-3*
142,37-146,05 | 5.605-5.750 | 2K-P28-5625SD+ | ST-5625+* SD-B§ [SD-BH | SD-B-DX* | 2K-R28-3*
145,54-149,23 | 5.730-5.875 | 2K-P28-5750SD+ | ST-5750+ SD-BS |SD-BH | SD-B-DX* | 2K-R28-3*
148,72-152,40 | 5.855-6.000 | 2K-P28-5875SD+ | ST-5875+* SD-BS |SD-BH | SD-B-DX* | 2K-R28-3*
Sunaloy® ............ General purpose shoe for most honing applications ................... Furnished with Mandrel.
ZinG ........cihiunnn For most honing operations except fine finish ......................... Furnished with Mandrel.
Bronze.............. For finer finishes and soft or difficult materials. . ............................. Order separately.
Hard Steel ........... For production honing or hard, rough parts or carbide, ceramic, etc............. Order separately.
Diamond Plated ...... For fast stock removal and longer shoe life (120 grit). . .. .............. .. ..ot Order separately.

1t Requires use of LN570A Concentric Sleeve.
§ Supplied with Mandrel. All others, order separately.
* Special Order - Contact Customer Service

2.46

1-800-325-3670




Mandrel (Reach Length) Stones Truing

(Shank Length) 319.8 mm (12 19/32") (3G, 3H) Sleeve
69.8 mm |—————————— 354.7 mm (13 31/33") (3K) ——|
(23/4") (3:;, I;I;H) 25E]S‘t)one Legn%llh) . 63 P 2 8
104.7 mm (4 1/g") (3K) — »«—»’47 .0 mm (! 32 )4>¢(3'9/;E;
== . .
59/ A Tension Block ! ®<RelainerBlock 3—Stone Hon I ng U n ItS
e i i H
SG\ = : AWedge i ! z
= R .
= U % O Diameter Range:
. =
Guide Shoes > ‘ ' 4 25,15 mm - 152,40 mm

NOTE: Mandrels can be used with fewer than 3 stones for shorter parts which require long reach.

.990"-6"

Open Hole: Order 1, 2, 5 For Complete P28 3-Stone Honing Units
Blind Hole: Order 1, 2, 4, 6 For Complete P28 3-Stone Honing Units

G U ) BUUEE ) JReplacement Guide Shoes required LGl Honing Stone
: Sleeve Blind
Diameter Range
25,15 mm - 152,40 mm

Hole
990" -6 Assembled for Order 2 Guid‘z(;sfalggssge?lrlnlgriggro g? stones used
open hole work. Replace When
. Includes Wedge Hard Diamond Ws-arsiegms
mm inches and Guide Shoes Sunaloy |  Zinc | Bronze | Steel Plated 0 Snow
25,15-26,97 .990-1.062 | 3G-P28-1000VAt ST-1000 VA-C§ VA-B |VA-CH | VA-BD 3G-R28 .
26,72-28,58 1.052-1.125 | 3G-P28-1062VAt ST-1062 VA-C§ VA-B |VA-CH | VA-BD 3G-R28 Open x o
28,32-30,15 1.115-1.187 | 3G-P28-1125VBt ST-1125 VB-C§ VB-B |VB-CH | VB-BD 3G-R28 Hole 5 o
29,90-31,75 1.177-1.250 | 3G-P28-1187VBt ST-1187 VB-C§ VB-B |VB-CH | VB-BD 3G-R28 o =
31,24-34,93 | 1.230-1.375 | 3G-P28-1250WBt | ST-1250 WB-DS | WB-B_|WB-DH| WB-BD 3G-R28 See P28 =z
34,42-38,10 | 1.355-1.500 | 3G-P28-1375WCt | ST-1375 WC-DS | WC-B |WC-DH| WC-BD 3GReg | Open Hole g3
37,59-41,28 | 1.480-1.625 | 3G-P28-1500WDt | ST-1500 WD-DS | WD-B_|WD-DH| WD-BD | 3G-Reg___| rable on g
40,77-44,45 1.605-1.750 | 3G-P28-1625WD+ | ST-1600 WD-D§ | WD-B |WD-DH| WD-BD 3G-R28 Page 2.50 = =
43,94-47,63 1.730-1.875 | 3G-P28-1750WE ST-1700 WE-D§ | WE-B |WE-DH| WE-BD 3G-R28 z®
47,18-50,80 1.855-2.000 | 3H-P28-1875WE ST-1875 WE-D§ | WE-B |WE-DH| WE-BD 3H-R28
50,29-53,98 1.980-2.125 | 3H-P28-2000WF ST-2000 WF-DS | WF-B |WF-DH | WF-BD 3H-R28 .
53,47-57,15 | 2.105-2.250 | 3H-P28-2125WF | ST-2100 WF-DS | WF-B_|WF-DH| WF-BD 3H-R28 Blind
56,64-60,33 2.230-2.375 | 3H-P28-2250WF ST-2200 WF-DS | WF-B_|WF-DH | WF-BD 3H-R28 Hole
59,81-63,50 2.355-2.500 | 3H-P28-2375WG ST-2375 WG-D§ | WG-B |WG-DH| WG-BD 3H-R28
62,99-66,68 2.480-2.625 | 3H-P28-2500WG ST-2500 WG-D§ | WG-B |WG-DH| WG-BD 3H-R28 See R28
66,17-69,85 2.605-2.750 | 3K-P28-2625SC ST-2625 SC-BS |SC-BH | SC-B-DX* | 3K-R28-1 Blind Hole
69,34-73,03 2.730-2.875 | 3K-P28-2750SC ST-2750 SC-BS |[SC-BH | SC-B-DX* | 3K-R28-1 | Table on
72,52-76,20 2.855-3.000 | 3K-P28-2875SC ST-2875 SC-BS [SC-BH | SC-B-DX* | 3K-R28-1 | Page 2.51
75,69-79,38 2.980-3.125 | 3K-P28-3000SC ST-3000 SC-BS [SC-BH | SC-B-DX* | 3K-R28-1
78,87-82,55 3.105-3.250 | 3K-P28-3125SD ST-3125 SD-BS [SD-BH | SC-B-DX* | 3K-R28-1
82,04-85,73 3.230-3.375 | 3K-P28-3250SD+ ST-3250 SD-BS [SD-BH | SD-B-DX* | 3K-R28-1
85,22-88,90 3.355-3.500 | 3K-P28-3375SD+ ST-3375 SD-BS |SD-BH | SD-B-DX* | 3K-R28-1
88,39-92,08 3.480-3.625 | 3K-P28-3500SD+ ST-3500 SD-BS |SD-BH | SD-B-DX* | 3K-R28-1
91,57-95,25 3.605-3.750 | 3K-P28-3625SD+ ST-3625 SD-BS [SD-BH | SD-B-DX* | 3K-R28-1
94,74-98,43 3.730-3.875 | 3K-P28-3750SD+ ST-3750 SD-BS [SD-BH | SD-B-DX* | 3K-R28-1
97,92-101,60 | 3.855-4.000 | 3K-P28-3875SD+ ST-3875+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-2+
101,09-104,78 | 3.980-4.125 | 3K-P28-4000SD+ ST-4000+ SD-BS [SD-BH | SD-B-DX*+ | 3K-R28-2+
104,27-107,95 | 4.105-4.250 | 3K-P28-4125SD+ ST-4125+ SD-BS |SD-BH | SD-B-DX* | 3K-R28-2*
107,44-111,13 | 4.230-4.375 | 3K-P28-4250SD+ ST-4250+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-2+
110,62-114,30 | 4.355-4.500 | 3K-P28-4375SD+ ST-4375+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-2+
113,79-117,48 | 4.480-4.625 | 3K-P28-4500SD+ ST-4500+ SD-BS |SD-BH | SD-B-DX* | 3K-R28-2+
116,97-120,65 | 4.605-4.750 | 3K-P28-4625SD+ ST-4625+ SD-BS |[SD-BH | SD-B-DX* | 3K-R28-2+
120,14-123,83 | 4.730-4.875 | 3K-P28-4750SD+ ST-4750+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-2+
123,32-127,00 | 4.855-5.000 | 3K-P28-4875SD+ ST-4875* SD-BS |SD-BH | SD-B-DX* | 3K-R28-2+
126,49-130,18 | 4.980-5.125 | 3K-P28-5000SD+ ST-5000+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-2+
129,67-133,35 | 5.105-5.250 | 3K-P28-5125SD+ ST-5125+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-3*
132,84-136,53 | 5.230-5.375 | 3K-P28-5250SD+ ST-5250+ SD-BS |SD-BH | SD-B-DX* | 3K-R28-3*
136,02-139,70 | 5.355-5.500 | 3K-P28-5375SD+ ST-5375+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-3*
139,19-142,88 | 5.480-5.625 | 3K-P28-5500SD+ ST-5500+ SD-BS [SD-BH | SD-B-DX*+ | 3K-R28-3*
142,37-146,05 | 5.605-5.750 | 3K-P28-5625SD+ ST-5625+ SD-BS |SD-BH | SD-B-DX* | 3K-R28-3*
145,54-149,23 | 5.730-5.875 | 3K-P28-5750SD+ ST-5750+ SD-BS |SD-BH | SD-B-DX* | 3K-R28-3*
148,72-152,40 | 5.855-6.000 | 3K-P28-5875SD+ ST-5875+ SD-BS [SD-BH | SD-B-DX* | 3K-R28-3*
Sunaloy® ............ General purpose shoe for most honing applications ................... Furnished with Mandrel.
ZinC .......uuunuennn For most honing operations except fine finish ......................... Furnished with Mandrel.
Bronze.............. For finer finishes and soft or difficult materials. . .. ........................... Order separately.
Hard Steel ........... For production honing or hard, rough parts or carbide, ceramic, etc............. Order separately.
Diamond Plated ...... For fast stock removal and longer shoe life (120 grit). . .. ...................... Order separately.

1 Requires use of LN570A Concentric Sleeve.
§ Supplied with Mandrel. All others, order separately.
*+ Special Order - Contact Customer Service

www.sunnen.com
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Mandrel (Reach Length) Stones  Truing
(Shank Length) 403.2 mm (15 7/g") (4G, 4H) Sleeve
69.8 mm fe—————————— 4379 mm (17 1/3") (4K) —————»|
(23/4") (4G, 4H) (Stone Length)

104.7 mm (4 1/g") (4K) 3333mm(1318") — »| 83.3mm
(3 9/32")

4-Stone Honing Units = 1 L e
S ———
Diameter Range: S ————————————— %%fé §%§©
25, 75 mm — 752,40 mm Guide Shoes P 3 = =c L/
. 990" —_ 6 n NOTE: Mandrels can be used with fewer than 4 stones for shorter parts which require long reach.

Open Hole: Order 1, 2, 5 For Complete P28 4-Stone Honing Units
Blind Hole: Order 1, 2, 4, 6 For Complete P28 4-Stone Honing Units

LT ) BGCE ) JReplacement Guide Shoes required LCeC Honing Stone
; Sleeve Blind
Diameter Range
25,15 mm - 152,40 mm

Hole

990" - 6" Assembled for _ SC and SD Guide Shoes
Order 2 Guide Shoes per number of stones used
open hole work. "xggﬁe‘g’fﬂ
Includes Wedge ;
mm inches and Guide Shéqes Sunaloy | Zinc | Bronze gtzredl D;%ntggd To Show
25,15-26,97 .990-1.062 | 4G-P28-1000VAt+ | ST-1000 VA-C§ VA-B |VA-CH | VA-BD 4G-R28
26,72-28,58 1.052-1.125 | 4G-P28-1062VAt | ST-1062 VA-C§ VA-B |VA-CH | VA-BD 4G-R28 Open
28,32-30,15 1.115-1.187 | 4G-P28-1125VBt+ | ST-1125 VB-C§ VB-B |VB-CH | VB-BD 4G-R28 Hole
29,90-31,75 1.177-1.250 | 4G-P28-1187VBt | ST-1187 VB-C§ VB-B |VB-CH | VB-BD 4G-R28
31,24-34,93 | 1.230-1.375 | 4G-P28-1250WB+ | ST-1250 WB-DS | WB-B |WB-DH| WB-BD 4G-R28 See P28
34,42-38,10 | 1.355-1.500 | 4G-P28-1375WCt | ST-1375 WC-D§ | WC-B [WC-DH| WC-BD 4G-R28 | Open Hole
37,59-41,28 | 1.480-1.625 | 4G-P28-1500WDt | ST-1500 WD-D§ | WD-B_|WD-DH| WD-BD 4G-R2g | Table on
40,77-44,45 | 1.605-1.750 | 4G-P28-1625WDt | ST-1600 WD-DS | WD-B |WD-DH| WD-BD _| 4G-R2s__| F'2ge 2.50
43,94-47,63 1.730-1.875 | 4G-P28-1750WE ST-1700 WE-D§ | WE-B |WE-DH| WE-BD 4G-R28
47,18-50,80 1.855-2.000 | 4H-P28-1875WE ST-1875 WE-D§ | WE-B |WE-DH| WE-BD 4H-R28
50,29-53,98 1.980-2.125 | 4H-P28-2000WF ST-2000 WF-D§ | WF-B |WF-DH| WF-BD 4H-R28 .
53,47-57,15 | 2.105-2.250 | 4H-P28-2125WF | ST-2100 WF-DS | WF-B_|WF-DH| WF-BD 4H-R28 Blind
56,64-60,33 2.230-2.375 | 4H-P28-2250WF ST-2200 WF-D§ | WF-B |WF-DH | WF-BD 4H-R28 Hole
59,81-63,50 2.355-2.500 | 4H-P28-2375WG ST-2375 WG-D§ | WG-B |WG-DH| WG-BD 4H-R28
62,99-66,68 2.480-2.625 | 4H-P28-2500WG ST-2500 WG-D§ | WG-B |WG-DH| WG-BD 4H-R28 See R28
66,17-69,85 2.605-2.750 | 4K-P28-2625SC+ | ST-2625 SC-BS |SC-BH | SC-B-DX* | 4K-R28-1 | Blind Hole
69,34-73,03 2.730-2.875 | 4K-P28-2750SC+ | ST-2750 SC-BS [SC-BH | SC-B-DX* | 4K-R28-1 Table on
72,52-76,20 | 2.855-3.000 | 4K-P28-28755C* | ST-2875 SC-BS [SC-BH | SC-B-DX* | 4K-Res-1_ | Page 2.51
75,69-79,38 2.980-3.125 | 4K-P28-3000SC* | ST-3000 SC-BS [SC-BH | SC-B-DX* | 4K-R28-1
78,87-82,55 3.105-3.250 | 4K-P28-31258D+ | ST-3125 SD-BS [SD-BH | SC-B-DX* | 4K-R28-1
82,04-85,73 3.230-3.375 | 4K-P28-3250SD+ | ST-3250 SD-BS [SD-BH | SD-B-DX* | 4K-R28-1
85,22-88,90 3.355-3.500 | 4K-P28-3375SD+ | ST-3375 SD-BS |SD-BH | SD-B-DX* | 4K-R28-1
88,39-92,08 3.480-3.625 | 4K-P28-3500SD+ | ST-3500 SD-BS [SD-BH | SD-B-DX* | 4K-R28-1
91,57-95,25 3.605-3.750 | 4K-P28-3625SD+ | ST-3625 SD-BS [SD-BH | SD-B-DX* | 4K-R28-1
94,74-98,43 3.730-3.875 | 4K-P28-3750SD+ | ST-3750 SD-BS [SD-BH | SD-B-DX* | 4K-R28-1
97,92-101,60 | 3.855-4.000 | 4K-P28-3875SD+ | ST-3875* SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
101,09-104,78 | 3.980-4.125 | 4K-P28-4000SD+ | ST-4000* SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
104,27-107,95 | 4.105-4.250 | 4K-P28-4125SD+ | ST-4125+ SD-BS [SD-BH | SD-B-DX*+ | 4K-R28-2+
107,44-111,13 | 4.230-4.375 | 4K-P28-4250SD+ | ST-4250+ SD-BS [SD-BH | SD-B-DX*+ | 4K-R28-2+
110,62-114,30 | 4.355-4.500 | 4K-P28-4375SD+ | ST-4375* SD-BS [SD-BH | SD-B-DX*+ | 4K-R28-2+
113,79-117,48 | 4.480-4.625 | 4K-P28-4500SD+ | ST-4500+ SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
116,97-120,65 | 4.605-4.750 | 4K-P28-4625SD+ | ST-4625+ SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
120,14-123,83 | 4.730-4.875 | 4K-P28-4750SD+ | ST-4750+ SD-BS |SD-BH | SD-B-DX* | 4K-R28-2+
123,32-127,00 | 4.855-5.000 | 4K-P28-4875SD+ | ST-4875+ SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
126,49-130,18 | 4.980-5.125 | 4K-P28-5000SD+ | ST-5000* SD-BS [SD-BH | SD-B-DX* | 4K-R28-2+
129,67-133,35 | 5.105-5.250 | 4K-P28-5125SD+ | ST-5125+ SD-BS [SD-BH | SD-B-DX* | 4K-R28-3*
132,84-136,53 | 5.230-5.375 | 4K-P28-5250SD+ | ST-5250+ SD-BS |SD-BH | SD-B-DX* | 4K-R28-3*
136,02-139,70 | 5.355-5.500 | 4K-P28-5375SD+ | ST-5375* SD-BS [SD-BH | SD-B-DX* | 4K-R28-3+
139,19-142,88 | 5.480-5.625 | 4K-P28-5500SD+ | ST-5500* SD-BS [SD-BH | SD-B-DX*+ | 4K-R28-3*
142,37-146,05 | 5.605-5.750 | 4K-P28-5625SD+ | ST-5625+ SD-BS [SD-BH | SD-B-DX* | 4K-R28-3+
145,54-149,23 | 5.730-5.875 | 4K-P28-5750SD+ | ST-5750* SD-BS |SD-BH | SD-B-DX*+ | 4K-R28-3+
148,72-152,40 | 5.855-6.000 | 4K-P28-5875SD+ | ST-5875+ SD-BS [SD-BH | SD-B-DX*+ | 4K-R28-3+
Sunaloy® ............ General purpose shoe for most honing applications ................... Furnished with Mandrel.
ZinC ........ciiiiinnn For most honing operations except fine finish ......................... Furnished with Mandrel.
Bronze.............. For finer finishes and soft or difficult materials. ... ........................... Order separately.
Hard Steel ........... For production honing or hard, rough parts or carbide, ceramic, etc............. Order separately.
Diamond Plated ...... For fast stock removal and longer shoe life (120 grit). .. ... ........ ... ..ot Order separately.

1 Requires use of LN570A Concentric Sleeve.
§ Supplied with Mandrel. All others, order separately.
+ Special Order - Contact Customer Service

1-800-325-3670



Mandrel (Reach Length) Stones Truing
(Shank Length) 486.3 mm (19 5/3") (5G, 5H) Sleeve
69.8 mm 5212 mm (20 5/") (5K) ————————————»|
(23/4") (5G, 5H) (Stone Length) (Stone Length)
104.7 mm (4 1/g") (5K) | "

‘ 416.5mm (16 13/32") —————»| 83.3mm

T S [e——>«—(3%32") o .
@innsion Ijalock i @iRelainerBlock S_Stone Hon I ng U n ItS
—_— & @ ( 7 { g@ Diameter Range:
Guide Shoes > ‘z’ ‘@ 25, 75 mm — 152,40 mm
NOTE: Mandrels can be used with fewer than 5 stones for shorter parts which require long reach. . 990" — 6 "

Open Hole: Order 1, 2, 5 For Complete P28 5-Stone Honing Units
Blind Hole: Order 1, 2, 4, 6 For Complete P28 5-Stone Honing Units

P28 Mandrel T”"“g Replacement Guide Shoes required Wedge Honing Stone
Diameter Range Sleev
25,15 mm - 152,40 mm H°|e
990" - 6" SC and SD Guide Shoes
Assembled for Order 2 Guide Shoes per number of stones used | po oo oo
open hole work. Wgar Begins
. Includes Wedge Hard Diamond To Show
mm inches and Guide Shoes Sunaloy | Zinc | Bronze | Steel Plated
25,15-26,97 .990-1.062 | 5G-P28-1000VAt | ST-1000 VA-C$§ VA-B |VA-CH | VA-BD 5G-R28 .
26,72-28,58 1.052-1.125 | 5G-P28-1062VAt+ | ST-1062 VA-C§ VA-B |VA-CH | VA-BD 5G-R28 Open = o
28,32-30,15 1.115-1.187 | 5G-P28-1125VBt+ | ST-1125 VB-C§ VB-B |VB-CH | VB-BD 5G-R28 Hole E o
29,90-31,75 1.177-1.250 | 5G-P28-1187VBt+ | ST-1187 VB-C§ VB-B |VB-CH | VB-BD 5G-R28 o =
31,24-34,93 | 1.230-1.375 | 5G-P28-1250WBt | ST-1250 WB-DS | WB-B [WB-DH| WB-BD 5G-R28 | See P28 =z
34,42-38,10 1.355-1.500 | 5G-P28-1375WC+ | ST-1375 WC-D8 | WC-B |WC-DH| WC-BD 5G-R28 Open Hole o>
37,59-41,28 | 1.480-1.625 | 5G-P28-1500WD+ | ST-1500 WD-DS | WD-B [WD-DH| WD-BD 5G-R2g___| Table on o2
40,77-44,45 1.605-1.750 | 5G-P28-1625WD+ | ST-1600 WD-DS | WD-B |WD-DH| WD-BD 5G-R28 Page 2.50 = =
43,94-47,63 1.730-1.875 | 5G-P28-1750WE ST-1700 WE-DS | WE-B |WE-DH| WE-BD 5G-R28 LR
47,18-50,80 1.855-2.000 | 5H-P28-1875WE ST-1875 WE-DS | WE-B |WE-DH| WE-BD 5H-R28
50,29-53,98 1.980-2.125 | 5H-P28-2000WF ST-2000 WF-D§8 | WF-B |WF-DH | WF-BD 5H-R28 .
53,47-57,15 2.105-2.250 | 5H-P28-2125WF ST-2100 WF-D8 | WF-B |WF-DH | WF-BD 5H-R28 Blind
56,64-60,33 2.230-2.375 | 5H-P28-2250WF ST-2200 WF-D8 | WF-B_|WF-DH | WF-BD 5H-R28 Hole
59,81-63,50 2.355-2.500 | 5H-P28-2375WG ST-2375 WG-DS | WG-B |WG-DH| WG-BD 5H-R28
62,99-66,68 2.480-2.625 | 5H-P28-2500WG ST-2500 WG-D§ | WG-B |[WG-DH| WG-BD 5H-R28 See R28
66,17-69,85 2.605-2.750 | 5K-P28-2625SC ST-2625 SC-BS |SC-BH | SC-B-DX* | 5K-R28-1 Blind Hole
69,34-73,03 2.730-2.875 | 5K-P28-2750SC ST-2750 SC-BS [SC-BH | SC-B-DX* | 5K-R28-1 | Table on
72,52-76,20 2.855-3.000 | 5K-P28-2875SC ST-2875 SC-BS [SC-BH | SC-B-DX* | 5K-R28-1 Page 2.51
75,69-79,38 2.980-3.125 | 5K-P28-3000SC ST-3000 SC-BS [SC-BH | SC-B-DX* | 5K-R28-1
78,87-82,55 3.105-3.250 | 5K-P28-3125SD ST-3125 SD-BS |SD-BH | SC-B-DX* | 5K-R28-1
82,04-85,73 3.230-3.375 | 5K-P28-3250SD+ | ST-3250 SD-BS |SD-BH | SD-B-DX* | 5K-R28-1
85,22-88,90 3.355-3.500 | 5K-P28-3375SD+ | ST-3375 SD-BS |SD-BH | SD-B-DX* | 5K-R28-1
88,39-92,08 3.480-3.625 | 5K-P28-3500SD+ | ST-3500 SD-BS |SD-BH | SD-B-DX* | 5K-R28-1
91,57-95,25 3.605-3.750 | 5K-P28-3625SD*+ | ST-3625 SD-BS |SD-BH | SD-B-DX* | 5K-R28-1
94,74-98,43 3.730-3.875 | 5K-P28-3750SD*+ | ST-3750 SD-BS [SD-BH | SD-B-DX*+ | 5K-R28-1
97,92-101,60 | 3.855-4.000 | 5K-P28-3875SD* | ST-3875* SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
101,09-104,78 | 3.980-4.125 | 5K-P28-4000SD+ | ST-4000* SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
104,27-107,95 | 4.105-4.250 | 5K-P28-4125SD+ | ST-4125% SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
107,44-111,13 | 4.230-4.375 | 5K-P28-4250SD+ | ST-4250* SD-BS |SD-BH | SD-B-DX* | 5K-R28-2+
110,62-114,30 | 4.355-4.500 | 5K-P28-4375SD+ | ST-4375* SD-BS |SD-BH | SD-B-DX* | 5K-R28-2+
113,79-117,48 | 4.480-4.625 | 5K-P28-4500SD+ | ST-4500* SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
116,97-120,65 | 4.605-4.750 | 5K-P28-4625SD+ | ST-4625* SD-BS |SD-BH | SD-B-DX* | 5K-R28-2+
120,14-123,83 | 4.730-4.875 | 5K-P28-4750SD+ | ST-4750* SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
123,32-127,00 | 4.855-5.000 | 5K-P28-4875SD+ | ST-4875* SD-BS |SD-BH | SD-B-DX* | 5K-R28-2+
126,49-130,18 | 4.980-5.125 | 5K-P28-5000SD+ | ST-5000* SD-BS [SD-BH | SD-B-DX* | 5K-R28-2+
129,67-133,35 | 5.105-5.250 | 5K-P28-5125SD+ | ST-5125* SD-BS |SD-BH | SD-B-DX* | 5K-R28-3+
132,84-136,53 | 5.230-5.375 | 5K-P28-5250SD+ | ST-5250* SD-BS |SD-BH | SD-B-DX* | 5K-R28-3+
136,02-139,70 | 5.355-5.500 | 5K-P28-5375SD+ | ST-5375* SD-BS [SD-BH | SD-B-DX* | 5K-R28-3*
139,19-142,88 | 5.480-5.625 | 5K-P28-5500SD+ | ST-5500* SD-BS [SD-BH | SD-B-DX* | 5K-R28-3*
142,37-146,05 | 5.605-5.750 | 5K-P28-5625SD+ | ST-5625% SD-BS [SD-BH | SD-B-DX* | 5K-R28-3*
145,54-149,23 | 5.730-5.875 | 5K-P28-5750SD+ | ST-5750* SD-BS |SD-BH | SD-B-DX* | 5K-R28-3*
148,72-152,40 | 5.855-6.000 | 5K-P28-5875SD+ | ST-5875* SD-BS |SD-BH | SD-B-DX* | 5K-R28-3+
Sunaloy® ............ General purpose shoe for most honing applications ................... Furnished with Mandrel.
ZinC ..........0nunn. For most honing operations except fine finish ......................... Furnished with Mandrel.
Bronze.............. For finer finishes and soft or difficult materials. . ............................. Order separately.
Hard Steel ........... For production honing or hard, rough parts or carbide, ceramic, etc............. Order separately.
Diamond Plated ...... For fast stock removal and longer shoe life (120 grit). . .. ............ ... ... ... Order separately.

1 Requires use of LN570A Concentric Sleeve.
§ Supplied with Mandrel. All others, order separately.
+ Special Order - Contact Customer Service

www.sunnen.com




Open Hole P28 Honing Stones

Available Stones

Grit Size
70 80 100 150 220 280 320 400 500 600 900 1200

Aluminum Oxide Stones (A) - 12 per box

In some cases,

stones other than the P28-A61+
RECOMMENDED P28-A23 P28-A43 P28-A53 | P28-A63 P28-A73*
STONES may hone 'E P28-A25 P28-A45 P28-A55 | P28-A65 P28-A75
faster or last longer. 2
For long or repetitive .é P28-A27 P28-A47 | P28-A57 | P28-A67 | P28-A77
production runs, it = P28-A29 P28-A58 | P28-A68
I.IQJ may be economical T P28-A49 P28-A59 P28-A69 P28-A79
- =/| tochoose a stone
— = slightly harder or P28-Ad11
03 softer, coarser or P28-A413
4 finer. As a general Silicon Carbide Stones (J,C) - 12 per box
pgrf  Tule. hard materials P28-63 P28-J83 | P28-493
2 ) require soft stones; 5 P28-J25 P2845 | P28U55 | P28U6S5 P28-Js5 | P2895 | P28.COSE
7 soft materials require »n
hard stones; rough o P28-J27 P28-J47 | P28-J57 | P28-J67 P28-087 | P28-J97
holes require hard =
py stones. ES P28-J49 P28-J59 | P28-J69 P28-J89 P28-J99
«»Q P28-J611+
—2=0 | Additional abrasive
‘E) °5n specifications Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box
< E available to hone P28-DMB45 HP28-DM95 | HP28-DM05 P28-DR007
Sl | Gifficult materials. P28.DM35 [P28-DM45 |P28DM55 | P28-DM65 P28-DM85 | P28-DM95 | P28-DMO5 | P28-DM905 | P28-DMo05
;:' %) P28-DM57 P28-DM87
'v_’ L—I'{ Please contact P28-DV47 | P28-DV57 P28-DV87 P28-DVO07
=% | Customer Service % ) ) ;
= 3:) or your Sales & "i’ P28-NR51
id | Application Engineer. _é P28-NR53 P28-NR83
S
[}
FFor best results, use T HP2B-NM35 E;BZ ?\lw\égg
2 with bronze guide shoes. P28-NMGO5
a' P28-NM15 P28-NM35 |P28-NM45 |P28-NM55 | P28-NM65 P28-NM85 | P28-NM95 | P28-NM05 | P28-NM905 | P28-NM005
o P28-NM17 P28-NM37 |P28-NM47 | P28-NM57 | P28-NM67 P28-NM87
= P28-NM59
a
w
[=
<
-
o

Recommended Stones for Open Hole P28 Honing Units
Low-Volume High-Volume

Replacement Parts for P28 Honing Units
(Both Open and Blind Hole)

(KGM & VSS MACHINES)

Aluminum P28-J95 0,30 12 P28-DM05 | 0,83 33
Brass, Soft P28-J83 0,40 16 P28-J83 0,40 16 § Insert 2,3,4 or 5 depending on stone number. Ex. 4G-P28 Wedge for 4-Stone Mandrel
Bronze P28-J95 0,30 12 P28-J95 0,30 12
Carbide P28-DM05 | 0,08 3 P28-DM05 | 0,08 3

Approx. Ra Approx. Ra Gui

@ Material Stone  Surface Finish |  Stone surface Finish Mandrel Wedges | Wedges | Retainer | Tension | Suide
o g to use um  pin to use pum  pin Range* Open Blind Block Block Shims
Zx Deburring: h holes, all material Hote Hote feetol®
E o eburring: roug: oles, all materials _G-P28-1000VA—
oE [ Pogaa1s] — [ — [pasmata]| — [ — G-P28-1187VB _G-P28 | _G-R28 | LN-1320A | LN-1336A | LN-1144
E = Fast removal: deburred, bored, ground, reamed holes _G-P28-1250WB —
2 S Aluminum P28-57 [ 1,38 | 55 [ P28-DM85] 1,25 [ 50 _G-P28-1750WE _G-P28 | _G-R28 [ LN-1329A | LN-1336A | LN-1156
] g Brass, Soft P28-J63 0,33 33 P28-J63 0,83 33 _H-P28-1875WE —
s '.‘-_’ Bron_ze P28-J57 1,38 55 P28-J57 1,38 55 _H-P28-2500WG _H-P28 | _H-R28 | LN-1330A | LN-1337A | LN-1156

i Carbide P28-DM55 | 0,50 gg P28-DM55 ggg 20 " P2826255C —

Cast Iron P26-57 | 050 P26-DM55 | 200 | 80 _J-P28-3750SD P28 | _JR28 | LN-1320A | LN-1336A [ LN-1156

- Ceramic P28-DM55| 1,00 | 40 | P28-DM55[ 1,00 [ 40 P78.26255C
m Glass P28-DM55| 1,75 | 70 | P28-DM55| 1,75 | 70 P2 -
E ﬂ Steel, Soft P28A5T 075 30 P28-NM55 | 1.25 50 _K-P28-3750SD _K-P28-1| _K-R28-1 | LN-1329A | LN-1336A | LN-1156
o3 % Steel, Hardened* | P28-A55 | 0,30 | 12 | P28-NM55| 1,00 | 40 _K-P28-3875SD —
2 2 Steel, Hardened™ | P28-A63 0.30 7 — — — _K-P28-5000SD _K-P28-2 | _K-R28-2 | LN-1329A | LN-1336A | LN-1156
scx Steel, Very Hard***| P28-NM55| 1,00 | 40 — — — _K-P28-51255D —
|'_||'| : Fine finishing: previously honed holes _K-P28-5875SD _K'P28'3 _K'R28'3 LN-1329A LN-1336A | LN-1156
o
< 4
£2
o
o

For use on machines

Automatic Size Control Probes with Automatic Size

Cast Iron P28-J95 0,13 5 P28-DM05 | 0,50 20 " o Control units. Select
8 Ceramic P28-DM05 | 0,38 15 P28-DM05 | 0,38 15 Sztgtrlrr:l; Fi-xt5u1r<r9n rr;:qL(J?reazfo)r centering and setting the ta plprop{)iatg sizg
control probe base
= Glass P28-DM05 | 0,38 15 P28-DM0S | 0,38 15 Sensing Units. Order ASC-50 Setting Fixture. on work‘:)iece finish
g o Steel, Soft P28-J85 0,10 4 P28-NM05 (For metric version, specify ASC-50M.) diameter. See page
4 § Steel, Hardened P28-J93 0,13 5 P28-NM05 Sensing Tip Diameter Range 8.4 for complete list of
g 8 Part No. mm in A.S.C. probes.
= N g ~
E o * 1st choice ASC-51 26-32 1-11/4
(2] ** 2nd choice. Use if A55 does not cut. ASC-52 32-38 11/4-11/2
3 *** 3rd choice. Use if A63 does not cut. ASC-53 38-45 11/2-13/4
ASC-54 45-51 13/4-2

1-800-325-3670




Blind Hole R28 Honing Stones

Ali Bushi For bores whose finish size falls
ignmen t Bushin gs between the diameters listed in the
For machines with fully adjustable spindle nose.  table, select the bushing whose bore
diameter is just under finish size.
When setting up the job for the first
time, the undersize alignment bushing
C-1000 25,40 | 1.000 can be honed out to finish size with
C-1062 | 26,97 | 1.0625 the same tooling used for honing the
C-1125 2858 | 1.125 workpiece. For bushing diameters
C-1187 30'15 11875 outside the standard range call your

Sunnen representative.
C-1250 | 31,75 | 1.250

Available Stones
Grit Size
70 80 100 150 220 280 320 400 500 600 900 1200
In some cases, Aluminum Oxide Stones (A) - 12 per box
stones other than the R28-A43 R28-A63 | R28-A73*
RECOMMENDED - R28-A45 R28-A55 R28-A65 |R28-A75
STONES may hone ] R28-A4501A | R28-A5501A
faster or last longer. %
For |0ng or repetitive _é R28-A47 R28-A57 R28-A67 R28-A77
production runs, it = R28-A4701A | R28-A5701A
may be economical T R28-A49  |R28A59 | R28-AB9 -
to choose a stone R28-A4901A | R28-A5901A R28-A7701A | R28-A8701A m_
_ r
slightly harder or g mo
softer, coarser or . EE
flnler- hAsda gene_rall - Silicon Carbide Stones (J,C) - 12 per box 2@
rue, nar ;t“atte”as. 5 R28-J63 R28-J83 | R28-J93 oS
require soit stones, 7 R28-J45 |R28-J55 | R28-J65 R28-J85 |R28-195 | R28-CO5% €5
soft materials require _é R28-J8501A | R28-J9501A g
hard stones; rough = R28-J27 R28-J47 |R28-J57 | R28-J67 R28-J87 | R28-J97
holes require hard T R28-J5701A | R28-J6701A R28-J8701A
stones. R28-J49 | R28-J59 R28-J69 R28-J89 R28-J99 e
(7]
Additional abrasive Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond - 1 per box x E
specifications z R28-DM55 R28-DM85 R28-DM05 Enm
available to hone & R28-DV57 R28-DV87 R28-DV07 m>
difficult materials. H = i
. R28-NR53 R28-NR83 S
Please contact = T o
Customer Service R28-NM35 | R28-NM45 | R28-NM55 R28-NM85 | R28-NM95 | R28-NM05 R28-NM005 [ %
or your Sales & R28-NM37 R28-NM57 E g
Application Engineer. z
Recommended Stones for Blind Hole R28 Honing Units Hard-tipped Stones =
. =
¢F9r best results, use Low-Volume High-Volume Silicon Carbide (J) Aluminum Oxide (A) ()
with bronze guide shoes. Approx. Ry Approx. Ra =r-
Material Stone  SurfaceFinish | Stone  Surface Finish R28-J57-01A R28-A47-01A o>
touse pm pin | touse  pm  pin R28-J85-01A R28-A49-01A § m
Deburring: rough holes, all materials R28-J87-01A R28-A55-01A =g
[ Res-A413] — | — JrResa41s] — | — R28-J95-01A R28-A57-01A = o
* 1t choice Fast removal: deburred, bored, ground, reamed holes — — ; g
Aluminum R28-J57 | 1,36 | 55 | Re8-DM85] 1,25 | 50 — R28-A59-01A m
** 2nd choice. Brass, Soft R28-J63 | 083 | 33 | R28-J63 [ 083 | 33 R28-A87-01A -
Use if AS5 Bronze R28-J57 | 138 | 55 | R28-J57 | 1,38 | 55 — : =
does not cut. Carbide R28-DM55| 0,50 20 R28-DM55 | 0,50 20 For honing blind hole bores available from stock (12 per box). 2
*+ 3rd choice. Cast Iron R28-057 | 050 | 20 | Res-DM5| 200 | 80 al
Use I AG3 Ceramic R28-DM55] 1,00 | 40 | R28-DM55] 1,00 | 40 Additional Guide Shoes gc
does not cut. Glass R28-DM55| 1,75 70 R28-DM55 | 1,75 70 E E
Steel, Soft R28-A57 | 0,75 | 30 | R28-NMS5] 1,25 | 50 Carbide | Metal Bond Superabrasive s
I g:ee:, :argeneg; Egg-ﬁgg ggg g R28-NM55 | 1,00 [ 40 Inserted | (P o0 S O rranacs) =z
ee araene = — — —
> - VA-B-TX* VA-B- -JS2X* 0z
e N — — — T
Steel, Very Har.'d | R2-8 NM55 1,?0 40 VBB VBE- “ISOXF Z %
Fine finishing: previously honed holes WB-D-TX+ WB-D- "HW8X*+ m
Aluminum R28-J95 0,30 12 R28-DM05 | 0,83 33 WC-D- “HW8X+ =
Brass, Soft R28-J83 | 040 | 16 | R26-J83_| 040 | 16 WDD- “HWaX =
Bronze R28-J95 0,30 12 R28-J95 0,30 12 WE-D- _HW8X+ 3
Carbide R28-DM05| 0,08 3 R28-DM05 | 0,08 3 WE-D-TX* WE-D- _HW8X* g 3
Cast Iron R28-J95 0,13 5 R28-DM05 | 0,50 5 WG-D- _HWS8X+ % 5
Ceramic R28-DM05| 038 | 15 | R28-DM05| 038 | 15 SCB- TLI7xFF >0
Glass R28-DM05| 038 | 15 | R28-DM05| 038 | 15 —sDB- LT ®=
Steel, Soft R28-J95 0,10 4 R28-NM05 16 5 a
Steel, Hardened R28-J83 | 0,13 | 5 R28-NM05 tOrder 2 shoes per number of stones used. S
mo
wc
@
m

PHT Plateau Hone Tools

Sunnen’s PHT tools are used as a final finishing step,
after initial honing, to provide a plateau surface on cylinder
walls. Made from special abrasive impregnated filament,
these long-lasting honing tools are available for portable
and CV/CK hone heads. For additional information contact
your local Sunnen Field Engineer or call Customer Service
toll-free in St. Louis.
Abrasive Set for all P28 Style Mandrels.
Diameter Range Abrasive Set
mm | in (320 Grit)

25,146-152,4 P28-PHT 731

Bore Size
Part Number mm inches

SNITOOL ®
S3AISVIEY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com 2 5 1
L]




Y8

Adaptor Mandrel Stone Truing B
B Sleeve of Keyway Honing Unit
Wedge
Keyway Honing Units S
) eyway
y y g @0~ vl ne Wedge oty 69.8mm s Width 7%
E i Guide 508 mm [ (234" > 100mm 2(;3,;211;11
i . o e @9 )
Diameter Range: : Wedge
Y& Y
— A Guide Shoes
6/22 mm 7182 mm Guide Shoes Mandrel
Retainer

245" -

.308"

Order 1-5 For Complete Y8 Keyway Honing Units

are integral part of mandrel.

NOTES: Standard Keyway Mandrels
not suitable for blind holes. Blind

Hole Keyway Mandrels and Stones
Diameter Range Y8 Mandrel Truing Adapter Alignment Honing are available on special order basis.
6,22 mm - 7,82 mm Includes wedge Sleeve Bushing Stone acsgf‘fa‘ig‘ﬁlz‘t’me’ Service for price
.245" - 308" v
. ) ; These honing units are designed to be
. With Standerd Stk it o otaner | Ea s it ) us forhonig e wi Koy
mm inches Choose One Suffix splines, ports and other surface
6,22-6,35 | .245-.250 | Y8-245B |S |H |B* S-245 Y8-A C-245 interruptions.
py | 6,35-6,48 | .250-.255 | Y8-250B |S |H |B* S-250 Y8-A C-250 Keyway Mandrels must be trued
k) | 6.48-6,60 | .255-.260 | Y8-255B [S*|H* [B*| S-255 Y8-A C-255 accurately to keep the honing stone
%l | 6,60-6,73 | 260-.265 | Y8-260B | S*| H* [B* | S-260 Y&-A C-260 from hanging up in the keyuay. Size
T y - - | H+ [B* 5265 Y8A C-265 See All ruing Sleeve foa Iame.ter etween
2 m 6,73-6,86 | .265-.270 | Y8-265B | S Stone the desired finish bore size and ,127
s g 6,86-6,98 | .270-.275 | Y8-270B | S*|H |B* S-270 Y8-A C-270 Tables mm (.005") under.
ey | 6.98-7,11 | .275-.280 | Y8-275B | S* H |[B* S-275 Y8-A C-275 On Next
% f 7,11-7,24 | .280-.285 | Y8-280B |S*|H |B* S-280 Y8-A C-280 Page
=8 | 7,24-7,37 | .285-.290 | Y8-285B | S*| H* | B* S-285 Y8-A C-285
= (:;:, 7,37-7,49 | .290-.295 | Y8-290B | S* | H* | B+ S-290 Y8-A C-290
hdl | 7,49-7,62 | .295-.300 | Y8-295B | S*| H* | B* S-295 Y8-A C-295
7,62-7,82 | .300-.308 | Y8-300B | S+|H* | B* S-300 Y8-A C-300
Y8 Mandrel Replacement Parts
Y8-W Wedge Replace when wear begins to show Mandrel Options
LN-3117A  Stone Retainer
LN-3211A  Wedge Guide S = Steel Mandrel w/ soft
shoes for honing most
materials.

H = Steel Mandrel with
hardened shoes for
production honing

Keyway Honing Units - e v cartid,coramc, g
,,,,,,,,,,, carbide, ceramic, glass.
Wedge 4 4
L wew ad %%J B = Bronze Mandrel for very
@@ |« H haweage o Reach Length) e fine finishes and honing
Diameter Ran ge: s Guide ength) S Lergn) exotic materials.
— | R | a3 | * = Special Order. Contact
6,22 mm — 7,82 mm : el 2 =) Customer Service.
A
n n uide Shoes
.245 - .308 Retainer are integ?algai}:)fmandrel.
YY8 Mandrels are similar to Y8

Order 1-5 For Complete YY8 Keyway Honing Units

Mandrels except stone length is 34,9

Diameter Range YY8 Truing Adapter Alignment Honing 7;,’,';{,1 f,’,”iz;e‘fjpifj,{swv’},fi,"n‘;‘{’j,,ow
6,22 mm - 7,82 mm Mandrel Sleeve Bushing Stone holes to be honed properly with
.245" - .308" Includes wedge standard Y8 Mandrels.
With Standard Shank With stone retainer | For machines with fully
mm inches Choose One Suffix and wedge guide adjustable spindle nose
6,22-6,35 | .245-250 | YY8-245B [s*|H+*[B*| S-245 Y8-A C-245
6,35-6,48 | .250-.255 | YY8-250B [s*[H*[B*| S-250 Y8-A C-250
6,48-6,60 | .255-.260 | YY8-255B [s*|H*|[B*| S-255 Y8-A C-255
6,60-6,73 | .260-.265 | YY8-260B |[s*[H*[B*| S-260 Y8-A C-260
6,73-6,86 | .265-.270 | YY8-265B |S*|H*+|B*| S-265 Y8-A C-265 See All
6,86-6,98 | .270-.275 | YY8-270B [s+|H*[B*| S-270 Y8-A C-270 Stone
6,98-7,11 | .275-.280 | YY8-275B |s+|H*|B*| S-275 Y8-A C-275 Tables
7,11-7,24 | .280-.285 | YY8-280B_| S+ |H* |B*| S-280 Y8-A C-280 On Next
7,24-7,37 | .285-.290 | YY8-285B |S+[H*[B*| S-285 Y8-A C-285 Page
7,37-7,49 | .290-.295 | YY8-290B |s+|[H*|B+| S-290 Y8-A C-290
7,49-7,62 | .295-.300 | YY8-295B |s+[H*|B*[ S-295 Y8-A C-295
7,62-7,82 | .300-.308 | YY8-300B |s+|[H*+|B+| S-300 Y8-A C-300

LN-3117A  Stone Retainer
LN-3211A Wedge Guide

YY8 Mandrel Replacement Parts

* Special Order - Contact Customer Service YY8-W Wedge Replace when wear begins to show

1-800-325-3670

2.52




Y8 & YY8

Keyway Honing Units

Superabrasive Stone Inserted Guide Shoe Mandrels
For applications where a long lasting mandrel is needed and the
material being honed reacts negatively with a hardened mandrel.
Made from a bronze mandrel. Single or double insert mandrels in
either CBN or diamond are available.

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

All Available Stones
80

150 220

£ Y8-A55

3 Y8-A47* | YY8-A55F
i Y8-A57

5 YY8-A57+
=

(1]

I

Y8-J57
YY8-J57*

Hard----Soft

FFor best results, use with bronze mandrel

Recommended Stones for
Y8/YY8 Mandrels

Approx. Ry
Stone Surface Finish
to use pm i

Fast removal: deburred, bored,
ground, reamed holes

Material

Aluminum Oxide Stones (A) - Y8/12 per box, YY8/6 per box

Silicon Carbide Stones (J,C) - Y8/12 per box, YY8/6 per b

— Aluminum Y8/YY8-J57 | 1,38 | 55
Brass, Soft Y8/YY8-J63 | 0,83 33

** 2nd choice. Bronze Y8/YY8-J57 | 1,38 55
Use if ASS Cast Iron Y8/YY8-J57 | 0,50 20
does not cut. Steel, Soft Y8IYY8-A57 | 065 | 25
|_> { Steel, Hardened” | Y8IYY8-A55 | 045 | 18
Steel, Hardened™ | Y8IYY8-A63 | 030 | 12

Fine finishing: previously honed holes

Aluminum Y8/YY8-495 | 0,30 12
Brass, Soft Y8/YY8-J83 | 0,40 16
Bronze Y8/YY8-J95 | 0,30 12
Cast Iron Y8/YY8-J95 | 0,13 5
Steel, Soft Y8/YY8-495 | 0,10

Steel, Hardened

Y8/YY8-J83

0,13

Extended Shank Mandrels

Available for honing parts that are too long to be honed with a standard
mandrel.Tandem “In-Line” Mandrels Used to size two or more “In-Line”
or tandem bores in perfect alignment. Special tandem mandrels can
generally be supplied for those applications which have too long a
tandem distance for honing with standard or altered mandrels. See
page 12.4 for information on how to hone tandem bores.

Grit Size

280 320 400 500 600 1200

YY8-AB3*
Y8-A63*
Y8-AG5
Y8-A67
Y8-A69

Y8-J63 Y8-J83*
YY8-J63+ YY8-J83* | Y8-495 Y8-C05%
Y8-J67 Y8-J85 YY8-J95+

Y8-J87

Automatic Size Control Probes

6,10mm - 8,20mm (.240"-.323")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.

Sensing
Tip
Part No.

Diameter Range
Low High
mm| in mm | in

Nominal
Diameter
mm| in

ASC-0250

6,35

14 16,10

.240

6,58

.259

ASC-0266

17/64 16,50

.256

6,99

.275

ASC-0281

6,75
7

9/32 16,83

.269

7,32

.288

ASC-0297

7,54

19/64 17,29

.287

7,77

.306

ASC-0312

8

5/16

7,72

.304

8,20

.323

For production honing recommendations
using superabrasive stones with Keyway
Mandrels contact Customer Service.

www.sunnen.com
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Y10

Y10-

Keywa y H onin g U nits Adaptor Mandrel Stone  Truing LTI
Wedgs ] Sleeve KLGILY |ng ni
e =
. . 2\ e (Shank (St P ~
Diameter Range: | § L oo Jonam | S9OMN | Longt) %‘,‘;;, <
- @K s (37) 2
7,82 mim - 9,40 mm oo

.308"-.370"

Guide Shoes
T Guide Shoes Mandrel
Retainer are integral part of mandrel.

NOTES: Standard Keyway Mandrels

Order 1-5 For Complete Y10 Keyway Honing Units not suitable for blind holes. Blind
Hole Keyway Mandrels and Stones
Diameter Range Y10 Truing Adapter Alignment Honing are available on special order basis.
7,82 mm - 9,40 mm Mandrel Sleeve Bushin g Stone Cogtact.ICLll,s'lt'omer Service for price
.308" - .370" Includes wedge and avalabily. _
With Standard Shank With stone retainer | For machines with fully Zg:;ef; oﬁ;’;?ﬂ;"g:f:fﬂ::’igx;;sbe
mm inches Choose One Suffix and wedge guide | adjustable spindle nose splines, ports and other surface g
7,82-8,03 | .308-.316 | Y10-308B |[S |H |B* S-308 Y10-A C-308 interruptions.
ey | 8,03-8,20 | .316-.323 | Y10-316B |S*|H |B* S-316 Y10-A C-316 s Keyway Mandrels must be trued
C [8,20-8,41 | 323-331 | Y10-323B |S*|H*|B*| S-323 Y10-A C-323 ee All accurately to keep the honing stone
4 | 8.41-8,61 | 331-.339 | Y10-331B |S*[H*|B*| 5-331 Y10-A C-331 Thone from hanging up in the keyway. Size
¥) [.61-8.81 | .339-347 | Y10-3398 |S*|H |B*| 5-339 Y10-A C-339 O e | e i bore s and 137
E ¥ | 8,81-8,99 | .347-.354 | Y10-347B |S*|H |B* S-347 Y10-A C-347 Page mm (.005") under.
= bl | 8,99-9,19 | .354-.362 | Y10-354B |S*|H |B* S-354 Y10-A C-354
& E' 9,19-9,40 | .362-.370 | Y10-362B |S |H |B* S-362 Y10-A C-362
o
was
(33 Y10 Mandrel Replacement Parts q
ad Y10-W Wedge Replace when wear begins to show Mandrel op tions
t::g;zz \?\}Zgg eRgtj'dn: ' S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel with hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
*+ = Special Order. Contact Customer Service.

Adaptor Mandrel Stone Truing Typical Cross Section
Y Sleeve of Keyway Honing Unit
Wegge Max. Stone
e — _
>0 = Ny

— tone Width Keyway Honing UnitS

4 Wedge 69.8mm
N Length ) " Length )
Guide sopom [ ¥4") oo 23mm
(2" -(3/a")

(/2")

Wedge
Guide Shoes

Retainer are integ(v;aulis:rfho?ﬁandrel. et Diameter Range:
7,82 mm — 9,40 mm
. . n n
Order 1-5 For Complete YY10 Keyway Honing Units 308" -.37
Diameter Range YY10 Truing Adapter Alignment Honing | YY10Mandrels are similar to Y10
. Mandrels except stone length is 34,9
7,82 mm - 9,40"mm Mandrelt Sleeve Bushing Stone mm (13/8"). Use only when bore
.308" - .370 Includes wedge length or interruptions will not allow
With Standard Shank With stone retainer | For machines with fully holes to be honed properly with
mm inches Choose One Suffix and wedge guide | adjustable spindle nose standard Y10 Mandrels.
7,82-8,03 | .308-.316 | YY10-308B |[S*|H*|B* S-308 Y10-A C-308
8,03-8,20 | .316-.323 | YY10-316B |[S*|H*|B* S-316 Y10-A C-316
8,20-8,41 | .323-.331 | YY10-323B |[S*|H*|B* S-323 Y10-A C-323 See All
8,41-8,61 | .331-.339 | YY10-331B [S*|H*|B* S-331 Y10-A C-331 Stone
8,61-8,81 | .339-.347 | YY10-339B |[S*|H*|B* S-339 Y10-A C-339 On Next
8,81-8,99 | .347-.354 | YY10-347B |[S*|H*|B* S-347 Y10-A C-347 Page
8,99-9,19 | .354-.362 | YY10-354B |S*|H*|B* S-354 Y10-A C-354
9,19-9,40 | .362-.370 | YY10-362B |S*|H*|B* S-362 Y10-A C-362

YY10 Mandrel Replacement Parts Mandrel Opti
YY10-W Wedge Replace when wear begins to show anarei Op tions

LN-3117A  Stone Retainer . :
LN-3211A  Wedge Guide S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel with hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
+ = Special Order. Contact Customer Service.

1-800-325-3670




Y10&YY10

Keyway Honing Units

Superabrasive Stone Inserted Guide Shoe Mandrels* Tandem “In-Line” Mandrels*

For applications where a long lasting mandrel is needed and the Used to size two or more “In-Line” or tandem bores in perfect alignment. ‘I?n’
material being honed reacts negatively with a hardened mandrel. Special tandem mandrels can generally be supplied for those applications = 5
Made from a bronze mandrel. Single or double insert mandrels in which have too long a tandem dis-tance for honing with standard or 2 z
either CBN or diamond are available. altered mandrels. See page 12.4 for information on how to hone tandem o %
bores. z
Extended Shank Mandrels* ®s
Available for honing parts that are too long to be honed with a €5
standard mandrel. ﬁ
e e e All Available Stones -
STONES may hone faster Grit Size E
or last longer. For long or 80 150 220 280 320 400 500 600 1200 =9
repetitive production runs, - - r
it may be 6conomical to & Aluminum Oxide Stones (A) - Y10/12 per box, YY10/6 per box m 3
choose a stone slightly w? Y10-A55 Y10-A65 <
harder or softer, coarser H Y10-A47 | YY10-A55* | Y10-A67 % §
or finer. As a general rule, o Y10-A57 )
hard materials require = YY10-AS7+ g0 %
soft stones; soft materials Y10-A59 o m
require hard stones; rough = Silicon Carbide Stones (J,C) - Y10/12 per box, YY10/6 per box =
holes require hard stones. o a2
] Y10-J63
H -J63+ =
Additional abrasive i YY10-463 A
s ko) Y10-J65 ® 5
specifications © Y10-J57+ | Y10-J67 Y10-J95 = s
available to hone T YY10-J57+ YY10-J95+ ’<° 3
e . m
difficult materials. $o
=9
Please contact . - >
Customer Service Recommended Stones for Automatic Size Control Probes Q 2
=2
z
:r y;:_ur t;_s‘ale; & Y10/YY10 Mandrels 7,72mm -9,75mm (.304"-.384") 7 ®
ppiication Ehgineer. Aoprox. R For use on machines with Automatic Size =
Vaterial Stone  garopna, Control units. Select the appropriate Size e
atefia to use pm Control Probe based on workpiece finish B
Fast removal: deburred, bored, diameter. See page 8.4 for complete list @ =
ground, reamed holes of A.S.C. Sensing Tips. e g
Aluminum Y10/YY10-J57 | 1,38 | 55 Sensing | Nominal Di Range sm
_ Brass, Soft Y10/YY10-J63 | 083 | 33 Tip Diameter | | High =
* 1st choice Bronze Y10/YY10J57 | 138 | 55 PartNo. | o1 in |mm| in | mm | in 25
** 2nd choice. Carbide — -1 — ASC-0312 |8 | 5/16 |7,72].304] 8,20 | .323 T
Use if AS5 Cast Iron Y10/YY10-J57 | 050 [ 20 ASC-0328 | 833 |21/648,08| 318| 8,56 | .337 zZo
does not cut. Ceramic = = = ASC-0344 | 8,73 [11/32]8,48| 334 8,97 | .353 (]
Glass - — — ASC-0359 | 9 23/64 8,817].347] 9,30 | .366
Steel, Soft Y10/YY10-A57 | 0,65 25 ASC-0375 3/8 9,75 | .384 o
Steel, Hardened” | Y10/YY10-A55 | 0,45 18 = g
Fine finishing: cz’ ;
previously honed holes : E
Aluminum Y10/YY10-J95 | 0,30 12 % 'g
Brass, Soft Y10/YY10-J95 | 0,40 16 > 3
Bronze Y10/YY10-J95 | 0,30 12 %’ P
Carbide — — — md
Cast Iron Y10/YY10-J95 | 0,13 5 S
Ceramic — — — (]
Glass — — —
Steel, Soft Y10/YY10-J95 | 0,10 4
Steel, Hardened Y10/YY10-J95 | 0,13

* Special Order - Contact Customer Service

www.sunnen.com
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Y12

Keyway Honing Units

Adaptor Mandrel Stone Truing Typical Cross Section
\ Sleeve of Keyway Honing Unit
Wedse o
; DAO)~ | T (Shank
N 4« Wedge 82.5mm Width %
Diameter Range: | Lo Jre 31 mm <
i 11"
9,40 mm - 12,57 mm c— @1 > & %
" n - C————— (1 (= W_edge %/
.370 - .495 A : Guide Shoes
Guide Shoes Mandrel

Retainer

Order 1-5 For Complete Y12 Keyway Honing Units

are integral part of mandrel.

NOTES: Standard Keyway Mandrels
not suitable for blind holes. Blind

. . . Hole Keyway Mandrels and Stones
Diameter Range Y12 Truing Adapter Alignment Honing are available on special order basis.
9,40 mm - 12,57 mm Mandrel* Sleeve Bushing Stone Contact Customer Service for price
.370" - .495" Includes wedge and availability.
With Standard Shank With stone retainer | For machines with fully Zg:;ef;o’?(’;#n""x’:fz::%:wfsbe
mm inches Choose One Suffix and wedge guide | adjustable spindle nose splines, ports ir J othersurfac}zv yS,
9,40-9,78 |.370-.385| Y12-370B |S | H [B*| S-370 Y12-A C-370 interruptions.
) | 9.78-10,16 | 385-400| Y12-385B |S | H |B*| S-385 Y12-A C-385 Keyway Mandrels must be trued
“%=d [10,16-10,57[.400-.416| Y12-400B [S | H [B*| _ S-400 Y12-A C-400 See All accurately to keep the honing stone
z b [10,57-10,97|.416-.432] Y12-416B |S*| H [B*| S-416 Y12-A C-416 _f;:l'::s fT""T' hasnlg"ng u in d{"e k:yW:Vt-;ize
m ruing Sleeve to a aiameter between
<o 10,97-11,35|.432-.447| Y12-432B |S | H |[B*| S-432 Y12-A C-432 on Next the desired fiish bore size and 127
b | 11,35-11,76 |.447-.463| Y12-447B [S*| H [B*| S-447 Y12-A C-447 Page mm (.005") under.
| [11,76-12,17[.463-.479( Y12-463B [S | H [B*| S-463 Y12-A C-463
=) [12,17-12,57|.479-495] Y12-479B [S | H [B*| S-479 Y12-A C-479
(=]
w
o .
7 Y12 Mandrel Replacement Parts Mandrel Options

Y12-W Wedge Replace when wear begins to show
LN-3167A  Stone Retainer

LN-3214A Wedge Guide S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel with hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
+ = Special Order. Contact Customer Service.

Adaptor Mandrel Stone
- o m—— YY12
[ yyi2-w . .
' 7 (Shank (Reach Length) (Stone Keyway H O n I n g U n ItS
: ! < Wedge Length) 108 mm Length)
i Guide 50,8 mm - {41/4") > 57.1mm
: >l A
1 .
r Diameter Range:
\ -
! Guide SAhoes 9,40 mm — 12,57 mm
Retainer are integral part of mandrel. 37 n_ 49 "

Order 1-5 For Complete YY12 Keyway Honing Units

YY12 Mandrels are similar to Y12
Diameter Range YY12 Truing Adapter Alignment Honing | Mandrels except stone length is 57,1
9,40 mm - 12,57 mm Mandrelt Sleeve Bushing Stone ;nm (2 1/4). Use only when bore
370" - .495" Includes wedge :nlgth or interruptions will no.t allow
. oles to be honed properly with
With Standard Shank With stone retainer | For machines with fully standard Y12 Mandrels.
mm inches Choose One Suffix and wedge guide | adjustable spindle nose
9,40-9,78 .370-.385 | YY12-370B |[S*|H*|B* S-370 Y12-A C-370
9.78-10,16 | .385-.400 | YY12-385B |S*|H*|B* S-385 Y12-A C-385
10,16-10,57 | .400-416 | YY12-400B |S*|H*|B*| S-400 Y12-A C-400 See All
10,57-10,97 | 416-432 | YY12-416B_|S*|H*|B*| S-416 Y12-A C-416 _f‘::‘e
10,97-11,35| .432-447 | YY12-432B_|S*|H*|B*|  S-432 Y12:A C-432 on Neat
11,35-11,76 | .447-.463 | YY12-447B |S*|H*|B* S-447 Y12-A C-447 Page
11,76-12,17 | .463-.479 | YY12-463B |S*|H*|B* S-463 Y12-A C-463
12,17-12,57 | .479-.495 | YY12-479B |S*|H*|B* S-479 Y12-A C-479

YY12 Mandrel Replacement Parts
YY12-W Wedge Replace when wear begins to show
LN-3167A  Stone Retainer

LN-3214A Wedge Guide

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel with hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.

*+ = Special Order. Contact Customer Service.

1-800-325-3670




Y12&YY12

Keyway Honing Units

Superabrasive Stone Inserted Guide Shoe Mandrels* Tandem “In-Line” Mandrels*
For applications where a long lasting mandrel is needed and the Used to size two or more “In-Line” or tandem bores in perfect alignment.
material being honed reacts negatively with a hardened mandrel. Special tandem mandrels can generally be supplied for those applications
Made from a bronze mandrel. Single or double insert mandrels in which have too long a tandem dis-tance for honing with standard or altered ',?n’
either CBN or diamondare available. mandrels. See page 12.4 for information on how to hone tandem bores. = %
0z
Extended Shank Mandrels* CBN and Diamond Stones for Keyway Mandrels* =
Available for honing parts that are too long to be honed with a These Stones consist of a single stone mounted centrally in a metal 2 @
standard mandrel. holder. @ §
€5
(=)
m

In some cases, stones other
than the RECOMMENDED
STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard

All Available Stones
Grit Size

80 150 220 280 320 400 500 600 1200

Aluminum Oxide Stones (A) - Y12/12 per box, YY12/6 per box
Y12-A45 | Y12-A55 Y12-A65
Y12-A47 | YY12-A55% | Y12-A67
Y12-A49 | Y12-A57 Y12-A69
YY12-A57+

Silicon Carbi YY12/6

de Stones (J,C) -

Y12-063
Y1257 | yy12-J63+

Y12/12 per box,
Y12-J83

per box

(9971 %2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list

of A.S.C. Sensing Tips.

Sensing Nominal Di ter Range
Tip Diameter Low High
Part No. | mm | in mm in mm in
ASC-0375 19,53 [3/8 9,27 [.365]9,75 |[.384
ASC-0391 | 70 25/6419,73 |.383 110,21 | .402
ASC-0406 | 10,32(13/32| 10,06 | .396 | 10,54 | .415
ASC-0422 | 10,72|27/64| 10,47 | .412] 10,95 | .431
ASC-0438 | 11 7/16 |10,82|.426| 11,30 | .445
ASC-0453 | 11.51|29/64| 11,25 | .443 | 11,74 | .462
ASC-0469 | 12 15/32| 11,71 .461] 12,19 | .480
ASC-0484 | 12,3 [31/64|12,04|.474| 12,52 | .493
ASC-0500 1/2 |12,45]. 12,93 |.

Material

stones. YY12-J83+ | Y12-J95
YY12-J57+ | Y12-65 Y12-J85 | YY12-J95+

Additional abrasive Y1267 V12987 o

e . ES
specifications available to ®
hone difficult materials. : Iy
-
Please contact Customer Recommended Stones for § u
Service or your Sales & Y12/YY12 Mandrels =d
" " o
Application Engineer. Low-Volume 9,27mm -12,52mm (.365"-.509") >3
Approx. Ra For use on machines with Automatic Size Iz
Stone Surface Finish % @

»

to use um  pin

Fast removal: deburred, bored,
ground, reamed holes

Aluminum Y12/YY12-J57 | 1,38 55
Brass, Soft Y12/YY12-J63| 0,83 33
Bronze Y12/YY12-J57| 1,38 55
Carbide —
Cast Iron Y12/YY12-J57 | 0,50 20
Ceramic — — —
Glass —
Steel, Soft Y12/YY12-A57 | 0,65 25
Steel, Hardened* Y12/YY12-A55| 0,45 18

Fine finishing:
previously honed holes

Aluminum Y12/YY12-J95| 0,30 12
Brass, Soft Y12/YY12-J83| 0,40 16
Bronze Y12/YY12-J95| 0,30 12
Carbide —
Cast Iron Y12/YY12-J95| 0,13 5
Ceramic — — —
Glass —
Steel, Soft Y12/YY12-J95
Steel, Hardened Y12/YY12-J83

* 1st choice

** 2nd choice.
Use if A55
does not cut.

L ¢

ONINOH ¥3ANITAD

(SaANIHOVIN 00+2Z/0€/SL-AS)

S3IAISVIEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
S3AISYIEVY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com




Y16

. . Adaptor Mandrel Stone Truing Typical Cross Section
of Keyway Honing Unit
Keyway Honing Units o g Steve e “Sere
; I B Yi6-W i A
i S w5, e
Diameter Range: i1 so3mm " - o (
¢ .»’—_E} (23/8") -
12,57 mm = 15,72 mm (8= _ e J
4 " " 4 L\ Y16 = = Guide Shoes Mandrel
_495 - ,6 7 9 Retainer Guide Shoes

are integral part of mandrel.

NOTES: Standard Keyway Mandrels

Order 1-5 For Complete Y16 Keyway Honing Units not suitable for blind holes. Blind
N Hole Keyway Mandrels and Stones
Diameter R ange Y16 Tr uing Adapter Alignment Honmg are available on special order basi§.
12,57 mm - 15,72 mm Mandrel Sleeve Bush ,'ng Stone Contacl_Cus't_omer Service for price
495" - 619" Includes wedge and avalabilly.
With Standard Shank With stone retainer | For machines with fully The;%w:’"q ”";:; are ‘{‘:’s"ed to be
mm inches Choose One Suffix and wedge guide | adjustable spindle nose g:;nes,rp:l:;nagnd ;Ife:/;urf:g:/ v
12,57-13,36 | .495-.526 | Y16-495B | S | H |B* S-495 Y16-A C-495 See All interruptions.
13,36-14,15 |.526-.557 | Y16-526B | S | H [B* S-526 Y16-A C-526 Stone Tables Keyway Mandrels must be trued
14,15-14,94 | .557-.588 | Y16-557B | S |H |B* S-557 Y16-A C-557 Next Page accurately to keep the honing stone
14,94-15,72].588-.619] Y16-588B | S| H|B*| S-588 Y16-A C-588 from hanging up in the keyway. Size

Truing Sleeve to a diameter between

ired finish bore size and ,127
Y16 Mandrel Replacement Parts . the desired '
Y16-W Wedge Replace when wear begins to show Mandrel Op tions mim (.005) under.

::::gg?g': \?\}ZQZeR(eBEIdn:r S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel with hardened shoes for production honing or hard, rough
parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
*+ = Special Order. Contact Customer Service.

Adaptor Mandrel Stone
Wedge %
I v
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=
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YY16-W ~

> @ e e « Keyway Honing Units
\ 4 ngge Length) 1365 mm Length )
1 60.3mm < (53/8") > 76.2mm I N
= 23— »l vl . G") Diameter Range:
@ ‘ (= Ya. 12,57 mm = 15,72 mm
A
! Guide Shoes .49 - .6 7 9"
Retainer are integral part of mandrel.
" N YY16 Mandrels are similar to Y16
Order 1-5 For Complete YY16 Keyway Honing Units Mandrels except stone length s 76,2
. . . mm (3"). Use only when bore length
Diameter Range YY16 Truing Adapter Alignment Honing | or interruptions will not allow holes to
12,57 mm - 15,72 mm Mandrel Sleeve Bushing Stone :;”s"‘;""mpe”y with standard Y16
495" - .619" Includes wedge aneres.
With Standard Shank With stone retainer | For machines with fully
mm inches Choose One Suffix and wedge guide adjustable spindle nose
12,57-13,36| .495-.526 | YY16-495B |S*|H*|B* S-495 Y16-A C-495 See All
13,36-14,15| .526-.557 | YY16-526B |S*|H*|B* S-526 Y16-A C-526 Stone
14,15-14,94| .557-.588 | YY16-557B [S*|H*|B*| s.557 Y16-A C-557 Tables
14,94-15,72| 588-.619 | YY16-588B [S*|H*|B*|  s-588 Y16-A C-588 Next Page

YY16 Mandrel Replacement Parts
YY16-W Wedge Replace when wear begins to show
LN-3686A Stone Retainer

LN-3217A Wedge Guide

Mandrel Options

S = Steel Mandrel w/ soft shoes for honing most materials.

H = Steel Mandrel with hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.

*+ = Special Order. Contact Customer Service.

1-800-325-3670




Y16 &YY16

Keyway Honing Units

Superabrasive Stone Inserted Guide Shoe Mandrels* Tandem “In-Line” Mandrels*
For applications where a long lasting mandrel is needed and the Used to size two or more “In-Line” or tandem bores in perfect alignment. Special
material being honed reacts negatively with a hardened mandrel. tandem mandrels can generally be supplied for those applications which have @
Made from a bronze mandrel. Single or double insert mandrels in too long a tandem dis-tance for honing with standard or altered mandrels. See mr
either CBN or diamond are available. page 12.4 for information on how to hone tandem bores. I",l; Cz>
Extended Shank Mandrels* CBN and Diamond Stones for Keyway Mandrels* gg
Available for honing parts that are too long to be honed with a These Stones consist of a single stone mounted centrally in a metal holder. Zc
standard mandrel. 2 §|
[}
m

In some cases, stones other
than the RECOMMENDED
STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;

All Available Stones
80

Grit Size
150 220 280 320 400 500 600 1200

Aluminum Oxide Stones (A) - Y16/12 per box, YY16/1 per box
Y16-A55 Y16-A63
Y16-Ad5 | YY16-A55+ | YY16-A63+
Y16-A57 Y16-A65
Y16-A49 | Y16-A59 Y16-A67
YY16-A57

Hard---Soft

(9971 %2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

. Silicon Carbide Stones (J,C) - Y16/12 per box, YY16/1 per
= ’ 4
;ct)gggsholes require hard 3 V16063 Y16-J83
: 4 Y16-J55 | YY16-J63+ YY16-J83+| Y16-J95
i Y16-J57 | Y16-J65 Y16-J85 | YY16-J95+

YY16-J57+ | Y16-J67 Y16-J87

Additional abrasive
specifications available to
hone difficult materials.

Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond -1 per box
Y16-NM55 Y16-NM85
Y16-NM57

Hard---Soft

Please contact Customer
Service or your Sales &
Application Engineer.

ONIT001 d31vid
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Recommended Stones for Y16/YY 16 Mandrels Automatic Size Control Probes

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone Surface Finish Stone Surface Finish

to use pm  pin to use um
Fast removal: deburred, bored, ground, reamed holes

12,45mm -16,10mm (.490"-.634")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Material

ONINOH ¥3ANITAD

(SaANIHOVIN 00+2Z/0€/SL-AS)

Aluminum Y16-YY16-J57 | 1,38 | 55 — 125 | 50 : -
Brass, Soft Y16-YY16-63 | 0,83 | 33 Y16/YY16-063 | 0,83 | 33 d;argtgr' SS es p:g_e}'8.4 for complete list
py— Bronze Y16-YY16-057 | 138 | 55 Y16/YY16-57 | 1,38 | 55 OPA.5.%. Sensing Tips.
) Carbide — — — 050 | 20 Sensing | Nominal Diameter Range
** 2nd choice. Cast Iron Y16-YY16-057 | 050 | 20 — 2,00 | 80 part o, ,'7’1;:"“";' . nl;ow o mn"q"gh o
Use if ASS Ceramic — — — — 1,00 | 40
does not cut. Glass — —— — 175 70 ASC-0500 12,7 [1/2_|12,45].490]12,93].509 -
Steol Soft VeI AsT | 065 | 25 — 125 50 ASC-0516 |13 133/64[12,83(.505|7337].524 | -
Steel, Hardened” | YI6-YY16-A55 | 045 | 18 — 100 | 40 ASC-0531 |13,50117/32113,23|.521173,72|.540 = Foi
Stesl Hardened™ | YIoYWi6A63 | 030 | 12 — — ASC-0547 |14 _|35/64]13,72|.540[14,20[.559 | — -
= P - ASC-0562 | 14,29]9/16 |14,02[.552|14,50[.571 | =
s i e e e ASC-0578 | 14.68[37/64|14,43|.568 14,97 667 ||
Aluminum Y16-YY16095 | 030 | 12 — 083 | 33 ASC-0594 |15 |19/32|14,81].583]15,29] 602 |~ -
Brass, Soft Y16-YY16-J83 | 040 | 16 Y16/YY16-083 | 040 | 16 ASC-0609 [15,48[30/6415.22].599 [ 15,70 616 |1
Bronze Y16-YY16-J95 | 0,30 | 12 YA6/YY16095 | 0,30 | 12 ASC-0625 1588158 1562 615[76.70( 634 |~
Carbide — — — — 008 | 3 1] g
Cast Iron Y16-YY16-09 | 0,13 | 5 — 013 5 o
Ceramic — — — — 038 | 15
Glass — — — — 038 | 15
Steel, Soft Y16-YY16+-J95] 0,10 0,40
Steel, Hardened | Y16-YY16+-J83| 0,13

ONIT00L 2
S3AISYIEVY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com




Y20

. . Adaptor Mandrel Stone Truing Typical Cross Section
Ke Wa H O n I n g U n ItS \J X Sleeve of Keyway Honing Unit
yway e
) - - Y20-W K
O | e 52 ) 2
H . uide [ (43g") ————> 55
Diameter Range: ! ssemm | I o | fremm M &
15,72 mm - 19,68 mm q s 47
" " = Guide Shoes Mandrel
.6 7 9 - .77 Retainer Guide Shoes

are integral part of mandrel.

. . NOTES: Standard Keyway Mandrels
Order 1-5 For Complete Y20 Keyway Honing Units not suitable for blind holes. Blind

. . Hole Keyway Mandrels and Stones
Diameter Range Y20 Mandrel Truing Adapter Alignment Honing | are available on special order basis.
15,72 mm - 19,68 mm Sleeve Bushing Stone Contact Customer Service
619" - . 775" Includes wedge These honing units are designed to be
With Standard Shank With stone retainer | For machines with fully used for honing bores with keyways,
mm inches Choose One Suffix and wedge guide | adjustable spindle nose S:tle”r,reus;; tp:'gs and other surface
|/ 1 .
1 5,72-1 6,51 .619-.650 | Y20-619B | S | H | B* S-619 Y20-A C-619 See All Keyway Mandrels must be trued
& 16,51-17,30 | .650-.681 | Y20-650B | S | H | B* S-650 Y20-A C-650 Stone accurately to keep the honing stone
0 o 17,30-18,11 | .681-.713 | Y20-681B | S | H | B* S-681 Y20-A C-681 Tables fron.1 hanging up in t.he keyway. Size
=¥ | 18,11-18,90 | .713-744 | Y20-713B | S [H [B*| S-713 Y20-A C-713 Next Page | -ving Sleeve to a diameter between
S [ 18,90-19,68 | .744-775 | Y20-744B | S | H |B* | _S-744 Y20-A C-750 9€ | the desired finish bore size and 127
g i) mm (.005") under.
=
a1 -~
<8
& E' Adaptor Mandrel Stone Truing Typical Cross Section
[a] Wed ) Sleeve of Keyway Honing Unit
@ Keyway Honing Units T b
i > 1 mm Keyway /'
' i 1 1 Wedge <712‘: ;/a ") SVZ')I(:\?n
i 1 Guide (Shank Length) (Stone Lenglh) (32"
Diameter Range: Ei 4—(2 1/2 )#(1 7Ig") —»| Worgs \%/‘
AAY20- Guide Sh
19,69 mm — 25,25 mm 7y 1 uide Shoes Mandrel
Stone Guide Shoes
. 775 e . 994 " Retainer are integral part of mandrel.
. . NOTES: Standard Keyway Mandrels
Order 1-5 For Complete AAY20 Keyway Honing Units not suitable for blind holes. Blind

Hole Keyway Mandrels and Stones

Diameter Range AAY20 Mandrel Alignment I Honing | are available on special order basis.

19,69 mm - 25,25 mm

Truing
Sleeve

]

Bushin g -t Stone Contact Customer Service.

775" -.994" Includes wedge These honing units are designed to be
With Standard Shank With stone retainer | For machines with fully used for honing bores with keyways,
mm inches Choose One Suffix and wedge guide | adjustable spindle nose x’m t’l):r:? and other surface
19,68-20,47 | .775-.806 |AAY20-775B|S |H |B* S-775 AAY20-A C-750 Keyway Mandrels must be trued
20,47-21,29 | .806-.838 |AAY20-806B|S |H [B* S-806 AAY20-A C-750/C-812 See All accurately to keep the honing stone
21,29-22,07 | .838-.869 |AAY20-838B|S |H [B* S-838 AAY20-A C-812 Setine f’OI{' hanging up in the keyway. Size
22,07-22,86 | .869-.900 |AAY20-869B|S |H |[B*| S-869 AAY20-A C-812/C-875 Tabl Truing Sleeve to a diameter between
22,86-23,65 | 900-931 | AAY20-900B| S | H [B*|  5-800 AAY20-A C-875 Riat | o dested finih bore size and 127
: : At Right | mm(.005") under.
23,65-24,43 | .931-.962 |AAY20-931B|S [ H |B* S-931 AAY20-A C-875/C-937
24,43-25,25 | .962-.994 |AAY20-962B|S | H [B* S-962 AAY20-A C-937
Mandrel Option S S = Steel Mandrel w/ soft shoes for honing most materials.
for Y20 and AAY20 H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
B = Bronze Mandrel for very fine finishes and honing exotic metals.
# Alignment Bushing Select the bushing whose bore diameter is just under finish size. When setting up the job for the first time, the undersize
for AAY20 alignment bushing can be honed out to finish size with the same tooling used for honing the workpiece.
Y20/AAY20 Mandrel Replacement Parts | Extended Shank Mandrels* CBN and Diamond Stones for
Y20-W Wedge Replace when wear begins to show Available for honing parts that are too long to be Keyway Mandrels*
LN-3688A Stone Retainer honed with a standard mandrel. These Stones consist of a single stone
LN-3218A  Wedge Guide mounted centrally in a metal holder.
Tandem “In-Line” Mandrels*
Superabrasive Stone Inserted Used to size two or more “In-Line” or tandem bores
Guide Shoe Mandrels* in perfect alignment. Special tandem mandrels can
For applications where a long lasting mandrel generally be supplied for those applications which
is needed and the material being honed reacts have too long a tandem distance for honing with
negatively with a hardened mandrel. Made from a standard or altered mandrels. See page 12.4 for
bronze mandrel. Single or double insert mandrels in information on how to hone tandem bores.

either CBN or diamond are available.

1-800-325-3670

2.60




Y20

Keyway Honing Units

In some cases, stones other .

than the RECOMMENDED All Available Stones e
STONES may hone faster Grit Size
or last longer. For long or 80 150 280 320 400 500
repetitive production runs, it Aluminum Oxide Stones (A) - 12 per box
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard

600

Y20-A63
Y20-A45 | Y20-A55 | Y20-A65
Y20-A47 | Y20-A57 | Y20-A67
Y20-A49

34INS NOILD3T3S
LINN ONINOH

Hard----Soft

stones. & Silicon Carbide Stones (J,C) - 12 per bo
8 Y20-J63 Y20-J83
o . i Y20-J65 Y20-J85 Y20-J95 | Y20-CO5f
Additional abrasive S Y20-047 | Y20-057 | Y20-J67 Y20-087 | Y20-097
specifications available to %

hone difficult materials.

Please contact Customer
Service or your Sales &
Application Engineer.

Diamond (D) & CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond -1

Y20-NM55 Y20-NM85
Y20-NM57

per box

SANIHOVIN 1v1s3d3d

(9971 %2 ‘9din ‘03 “1IN ‘HS)

Hard-Soft

tFor best results, use with bronze mandrel

Recommended Stones for Y20 Mandrels Automatic Size Control Probes

Low-Volume High-Volume
Approx. Ra Approx. Ra
Stone Surface Finish Stone Surface Finish
to use pm  pin to use pm  pin

Fast removal: deburred, bored, ground, reamed holes

15,62mm - 19,69mm (.615"-.775")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Material

ONIT001 d31vid
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g"r‘;':si”‘é’;‘ﬂ ggjgg (1)'22 gg T (1)52 gg diameter. See page 8.4 for complete list of

* 15t choice Bronze Y2057 | 1,38 | 55 Y20-J57 138 | 55 A'S‘(?' Sensing T'ps' .

Carbide — — — — 050 | 20 Sensing Nominal Diameter Range »

** 2nd choice. Cast Iron V20357 | 050 | 20 - 200 | 80 pamp | Diameter | Low High — [500)
Use if A55 Ceramic — — — — 100 | 40 mm in mm | in | mm | in o #
does not cut. Glass — —— — 175 170 ASC-0625 | 15,88| 5/8 |15,62|.615|16,10[ 634 | ==

Steel, Soft Y20-A57 | 065 | 2 Y20-NV57 125 | 50 ASC-0630 | 16 | — |1575[.620]76,23]639 | =
I_> { Steel, Hardened* Y20-A55 | 045 [ 18 Y20-NM57 1,00 | 40 ASC-0641 | 16,27| 41/64 | 16,03|.631]| 16,57|.650 ;:

Steel, Hardened™ | Y20-A63 | 030 | 12 — — | = ASC-0656 | 16,67| 21/32 | 16,41].646] 16,89 665 | = =

Fine finishing: previously honed holes ASC-0672 | 17 |43/64|16,79|.661|177.27).680 ‘;’ ;

Aluminum Y20-J95 0,30 12 — 0,83 [ 33 ASC-0688 | 17,46| 11/16 | 17,22|.678| 17,70|.697 ﬁ (2]

Brass, Soft Y2083 | 040 | 16 Y20-J83 040 | 16 ASC-0703 | 18 |45/64 |17,70|697|18,19] 716 |

Bronze Y2095 | 0,30 | 12 Y20-J95 030 | 12 ASC-0719 | 18,26 23/32 [ 18,01].709] 18,49] 728

Carbide - — — - 008 | 3 ASC-0734 | 18,65| 47/64 | 18,39|.724| 18,87|.743

Cast Iron Y2009 [ 013 ] 5 - 013 1 5 ASC-0750 | 19 | 3/4 |18,80|.740] 19,28] 759

Ceramic - -1 = = 038 | 15 ASC-0766 | 19,45 49/64 | 19,20].756] 19.69] 775

Glass — — — — 0,38 | 15

Steel, Soft Y20-095 | 0,10 — 040

Steel, Hardened Y20-J83 0,13 0,18

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
S3AISYIEVY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com




Adaptor Mandrel Stone Truing

—— Slecve
—

203.2mm

Typical Cross Section
of Keyway Honing Unit

YY24

Keyway Honing Units

Wedge
v

[ vvaaw

@< }'Ht< Wedge

Guide

(Shank Length ) ( (Stone Length )
101.6 mm 101.6 mm
) )]

YY24-

Wedge /\’;/

Guide Shoes

Diameter Range:
15,72 mm — 25,25 mm
.619"-.994"

A Mandrel
Guide Shoes are integral part of mandrel.

Retainer

NOTES: Standard Keyway
Mandrels not suitable for
blind holes. Blind Hole

Order 1-5 For Complete YY24 Keyway Honing Units

Diameter Range YY24 Mandreht Truing Adapter Alignment Honing Keyway Mandrels and
15,72 mm - 25,25 mm Sleeve Bushingi' Stone Stongs are avallall)le on
619" - .994" Includes wedae special order basis. Contact
) ) With Standard g s ank See All Customer Service.
: St Wit sione el | barmachines uih 1) | Stone Tables | These honing unis are
mm inches Choose One Suffix 9e g g P At Right designed to be used for
15,72-16,51 | .619-.650 | YY24-619B_ -F16X |S*[—| S-619 YY24-A C-619 YY24- X393 | honing bores with keyways,
16,561-17,30 | .650-.681 | YY24-650B_-D56X |S*|H*| S-650 YY24-A C-650 YY24- SPL'f';eS: P‘t’”s a’;f’ other
Py [17,30-18,11 | 681-713 | YY24681B_-D56X |S*[H*[  S-681 YY24-A C-681 YY24- suriace intemupfions.
-l | 18,11-18,90 | .713-.744 | YY24-713B_-D56X_|S*|H*| _S-713 YY24-A C-713 YY24- Keyway Mandrels must be
4l [ 18,90-19,68 | .744-775 | YY24-744B S |[H| s-744 YY24-A C-750 YY?24 trued accurately to keep
Elad Al LT - - - - - the honing stone from
Y [ 19.68-20,47 | .775-806 | YY24-775B s*|H*  s775 YY24-A C-750 YY24- hanging up in the keyway.
==Y | 20,47-21,29 | .806-.838 | YY24-806B s [H S-806 YY24-A C-750/C-812 YY24- Size Truing Sleeve to a
o) | 21,29-22,07 | .838-.869 | YY24-838B S |H S-838 YY24-A C-812/C-875 YY24- diameter between the
el | 22,07-22,86 | .869-.900 | YY24-869B S [H| s869 YY24-A C-875 YY24- desired finish bore size
3 = > : - . and ,127 mm (.005") under.
=l | 22,86-23,65 | .900-.931 | YY24-900B S |H S-900 YY24-A C-875 YY24-
o | 23,65-24,43 | .931-.962 | YY24-931B S [H S-931 YY24-A C-875/C-937 YY24-
e | 24,43-2525 | .962-.994 | YY24-962B S [H S-962 YY24-A C-937 YY24-

S = Steel Mandrel w/ soft shoes for honing most materials.
H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
1 Not available in bronze.

Mandrel Options

Select the bushing whose bore diameter is just under finish size. When setting up the job for the first time, the undersize
alignment bushing can be honed out to finish size with the same tooling used for honing the workpiece.

# Alignment Bushing

Please note that the YY24- -X393 stones are on non-reusable holders.

YY24 Mandrel Replacement Parts
YY24-W-F16X
Wedge for YY24-619BS-F16X

Superabrasive Stone Inserted Guide

Shoe Mandrels
For applications where a long lasting mandrel is

CBN and Diamond Stones for Keyway

Mandrels
Metal Bond

YY24-W Wedge for YY24-650B__-D56X needed and the material These Stones consist of a single stone mounted
thru YY24-962B__ Mandrels being honed reacts negatively with a hardened centrally in a metal holder.

LN-3687A  Stone Retainer mandrel. Made from a bronze mandrel. Single or

LN-3218A  Wedge Guide double insert mandrels in either CBN or diamond

* Special Order - Contact Customer Service

are available.

1-800-325-3670




YY24

Keyway Honing Units

In some cases, stones other .
than the RECOMMENDED All Available Stones

STONES may hone faster Grit Size
or last longer. For long or 80 150 220 280 320 400 500 600 1200
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

Aluminum Oxide Stones (A) - 1 per box
YY24-A45 YY24-A63
YY24-A47 | YY24-A55 YY24-A65
YY24-A57 YY24-A67
YY24-A55X393+
YY24-A57X393+

34INS NOILD3T3S
LINN ONINOH

Silicon Carbide Stones (J,C) - 1 per box

YY24-J63 YY24-J83
YY24-J57 | YY24-J65 YY24-J85 YY24-J95 YY24-C005%
YY24-J67 YY24-J87

Ad(ditional abrasive
specifications available to
hone difficult materials.

YY24-J65X393+ YY24-J83X393+ | YY24-J95X393+

Diamond (D) &

CBN Stones (N) — Metal (M), Resin (R), Vitrified (V) Bond -1 per box

Please contact Customer YY24-NM85+
Service or your Sales &

Application Engineer.

YY24-NM57
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1For best results, use with bronze mandrel
Automatic Size Control Probes

15,62mm - 25,63mm (.615"-1.010")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Recommended Stones for YY24 Mandrels

Low-Volume High-Volume
Approx. Ra Approx. Ry
Stone Surface Finish Stone Surface Finish
to use pm  pin to use um

Fast removal: deburred, bored, ground, reamed holes

Material

ONIT001 d31vid

(SaNIHOVIN SSA 2 INOX)

Aluminum YY24-057 | 138 55 — 125 | 50 diameter. See page 8.4 for complete list of
Brass, Soft YY24-063 | 083 | 33 YY24-J65 083 | 33 A.S.C. Sensing Tips.
. Bronze YY24-057 | 1,38 | 55 YY24-J57 138 | 55 Sensing | Nominal Diameter Range
* 1st choice Carbide — — — — 050 | 20 Tip Diameter Low High
** 2nd choice. Cast Iron YY24-057 | 050 | 20 - 2,00 | 80 PartMo. | mm| in_| mm | in | mm | in__ 7

Use if A55 Coramic — = — 700 |40 ASC-0625 | 75,88/5/8 |15,62] .615[16,10[.634 |
s el @il Sl — — — 7570 ASC-0630 16 | — [7575].620/16,23.639 |
Steel, Soft warsT o | 5 — 125 50 ASC-0641 [16,27/41/64]16,03].631/16,57].650 | =~
I > Steel, Hardened” | YY24-A5 | 045 | 18 - 1,00 | 40 ASC-0656 [16,6721/32]16,41| .646176,69].665 |-
Steel. Hardened™ | W24-A63 [ 030 | 12 — —— ASC-0672 |17 |43/64|176,79|.661]|17,27|.680 | 1
= A - ASC-0688 |17,46|11/1617,22| .678|17,70|.697 | = -
Fine finishing: previously honed holes ASC-0703 |16 |45/64]17.70| 697[16.79] 716 |- -
Aluminum YY24-095 | 030 | 12 - 083 | 33 ASC-0719 | 18,26|23/32[18,01|.709]18,49]| 728 | = -
Brass, Soft YY24-083 | 040 | 16 YY24-J83 040 | 16 ASC-0734 |18.65|47/64|18,39] .724|18.87|.743 =

Carbide — - | = - 008 | 3 ASC-0766 | 19,45|49/64]19,20| .756|19,69|.775

Cast Iron YY24J95 | 013 | 5 - 013 | 5 ASC-0781 [20 [25/32[19,69].775|20,17].794

Ceramic - e - 0,38 | 15 ASC-0797 | 20,24|51/64|19,99|.787|20,47|.806

Glass — - | = - 038 | 15 ASC-0812 | 20,64|13/16]20,37|.802|20,85|.821

Steel, Soft YY24-J95 | 010 | 4 - 040 | 16 ASC-0828 |21 |53/64]20,78|.818|27,26|.837

Steel, Hardened YY24-083 | 0,13 0,18 ASC-0844 |21,43|27/32|21,18] .834]21,67|.853

ASC-0859 |22 |55/64|21,67|.853|22,15|.872
ASC-0875 [22,22|7/8 |21,97|.865|22,45|.884
ASC-0891 |22,62|57/64|22,38|.881]|22,86 .900
ASC-0906 |23 |29/32|22,76|.896|23,24|.915
ASC-0922 |23,42|59/64|23,17{.912|23,65|.931
ASC-0938 |24 [15/16]|23,67)|.932|24,16].951
ASC-0953 |24,21|61/64|23,95|.943|24,44|.962
ASC-0969 |24,617|31/32|24,36|.959|24,84|.978
ASC-0984 |25 |63/64|24,69(.972|25,17(.991
ASC-1000 | 25,40|1 25,15(.990]25,63(1.010

S3IAISVIEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
S3AISYIEVY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com




Y32

Keyway Honing Units

Diameter Range:
25,20 mm — 34,93 mm
.992"-1.375"

Mandrel Stone Truing

—V Sleeve Typical Cross Section
Tension Block P%ﬂ @ of Keyway Honing Unit
Wedge Pm—w

1222 mm
(4 1345")
(Shank Length )  (Stone Length )
101.6 mm 101.6 mm
(2 7he") —wi—(2 3/g") —|

I gl

Diameter Range

Y32 Mandrel

]

Guide Shoes
F———)(Guide Shoes (2 Require
= <« Shoe Clamps (4 Required)
3 7 NOTES:
Order 1-4 For Complete Y32 Keyway Honing Units Standard
Keyway

2 Truing 3 Alignment 4 ] Replacement Guide Shoes 2requied Marcrol ot
: suitable for
Sleeve Bushing} Stone Bronze Hardened Steel | blind holes.

25,20 mm - 34,93 mm Supplied with a
.992" . 1.375" Y32-A Adapter !
and Wedge . ) General Purpose | For hard, rough parts or | Blind Hole
) ) For machines with fully Furnished carbide, ceramic, etc. | Keyway Mandrels

mm inches With Standard Shank adjustable spindle nose with Mandrel Order Separately and Stones are
25,20-26,97 | .992-1.062|  Y32-1000PB S-994 C-1000 PB-B PB-H Z;ﬂfa‘}’f,,‘;’;,
26,77-28,57 [1.054-1.125| _ Y32-1062PB S-1062 C-1062 See All PB-B PB-H basis, Contact
28,37-30,15 ({1.117-1.187 Y32-1125PB S-1125 C-1125 Stone PB-B PB-H Customer
29,95-31,75 (1.179-1.250 Y32-1187PC S-1187 C-1187 Tables PC-B PC-H Service.
31,55-33,32 [1.242-1.312 Y32-1250PC S-1250 C-1250 At Right PC-B PC-H
33,12-34,92 (1.304-1.375 Y32-1312PC S-1312 See note below PC-B PC-H

o
Qo
E_I
=

o
<m
==
_l..
< O
= W
(4
us
25

T
“o

# Alignment Bushing
Mandrel Options

the workpiece.

Superabrasive Stone Inserted Guide Shoes for situations where a
longer life shoe is needed. (See NOTE below) diameter between the desired finish bore
Contact Customer Service for price and availability. size and ,127 mm (.005") under.

Select the bushing whose bore diameter is just under finish size. When | These honing units are designed to be used
setting up the job for the first time, the undersize alignment bushing for honing bores with keyways, splines, ports
can be honed out to finish size with the same tooling used for honing

and other surface interruptions.

Keyway Mandrels must be trued accurately
to keep the honing stone from hanging up
in the keyway. Size Truing Sleeve to a

Y32 Mandrel Replacement Parts

Y32-W
LN-1617A

LN-1627A

LN-1575A
LN-1545A

Wedge Replace when wear begins to show

Shoe Clamp Set
For Mandrels with PB Suffix.
4 clamps with screws

Shoe Clamp Set
For Mandrels with PC Suffix.
4 clamps with screws

Tension Block
Set Screw Only (Pkg. of 2)

* Special Order - Contact Customer Service

NOTE:

Superabrasive Stone Inserted Guide Shoe Mandrels*

For applications where a long lasting mandrel is needed and the material
being honed reacts negatively with a hardened mandrel. Made from a
bronze mandrel. Single or double insert mandrels in either CBN or diamond
are available.

CBN and Diamond Stones for Keyway Mandrels
Metal Bond
These Stones consist of a single stone mounted centrally in a metal holder.

1-800-325-3670



Y32

Keyway Honing Stones

In some cases, stones other :
than the RECOMMENDED All Available Stones

STONES may hone faster Crit Size
or last longer. For long or 70 80 100 150 220 280 320 400 500 600 1200
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

Aluminum Oxide Stones (A) - 2 per box

Y32-A63
Y32-A45 | Y32-A55 | Y32-A65
Y32-A47 | Y32-A57 | Y32-A67
Y32-A49 | Y32-A59

34INS NOILD3T3S
LINN ONINOH

Hard----Soft

Silicon Carbide Stones (J,C) - 2 per box

Y32-J63 Y32-J83
Y32-J45 | Y32-J55 | Y32-J65 Y32-J85 | Y32-J95
Additional abrasive Y32-J57 | Y32-J67 Y32-J87 | Y32-J97

Hard---Soft

specifications available to
hone difficult materials.
Diamond (D) & Borazon/CBN Stones (N) — Metal (M), Resin (|

R), Vitrified (V) Bond - 1 per box
Please contact Customer

Service or your Sales &
Application Engineer.

Y32-NM55 Y32-NM85
Y32-NM57

SANIHOVIN 1v1s3d3d

Hard-Soft
(9971 %2 ‘9din ‘03 “1IN ‘HS)

Recommended Stones for Y32 Mandrels Automatic Size Control Probes

Low-Volume High-Volume
Approx. Ra Approx. Ra
Stone Surface Finish Stone Surface Finish
to use um  pin to use um

Fast removal: deburred, bored, ground, reamed holes

25,15mm - 38,00mm (.990"-1.500")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Material

ONIT001 d31vid
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Aluminum Y32-J57 1,38 55 — 1,25 | 50 ; ;
Brass, Soft 32463 | 083 | 33 V32363 083 | 33 gf’&ngtg' sS::s?nagg%gf for complete list
& i e Bronze Y32-J57 1,38 55 Y32-J57 1,38 | 55 '. U ) : .
Carbide — — — — 0,50 20 Sensing Nominal Diameter Range
** 2nd choice. Cast Iron 32057 | 050 | 20 — 2,00 | 80 Tip | Diameter Low. High [
Use if AS5 Ceramic — — — — 1,00 | 40 PartNo. | mm| in | mm | in | mm 4 in Ta
does not cut. Glass — — — — 175 [ 70 ASC-1000(25,40| 1 |25,15|.990|25,63|1.010 Q <
Steel, Soft Y32-A57 0,65 25 — 125 | 50 ASC-1016| 26 |(1-1/64|25,68(1.011]|26,76|1.030 55
|_> Steel, Hardened* Y32-A55 | 045 | 18 Y32-NM55 1,00 | 40 ASC-515 | — [ — 126,00{1.000[32,00[1.250 |~ =
Steel, Hardened** Y32-A63 0,30 12 Y32-NM55 — — ASC-528 | — | — |32,00]1.250{38,00(1.500 |= =
Fine finishing: previously honed holes n " . :(g> t:g
- § Requires the use of ASC-50 setting fixture. Specify 0z
Aluminum ¥32-095 | 030 | 12 — 083 | 33 ASC-50M for metric applications. Iz
Brass, Soft Y32-J83 0,40 16 Y32-J83 040 [ 16 % ]
Bronze Y32-J95 0,30 12 Y32-J95 0,30 | 12 ()
Carbide — — — — 008 | 3
Cast Iron Y32-J95 0,13 5 — 013 | 5
Ceramic — — — — 0,38 | 15
Glass — — — — 038 | 15
Steel, Soft Y32-J95 0,10 — 0,40
Steel, Hardened Y32-J83 0,13 0,18

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
S3AISYIEVY NOLSND

* Special Order - Contact Customer Service

www.sunnen.com
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2.66

YY32

Keyway Honing Units

Diameter Range:
25,25 mm - 31,50 mm
.994" - 1.240"

7 7 NOTES: Standard Keyway Mandrels not suitable
Order 1-4 For Complete YY32 Keyway Honing Units for blind holes. Blind Hole Keyway Mandrels and

Stones are available on special order basis. Contact
Diameter Range YY32 Truing Alignment Honing Customer Service.
25,25 mm - 31,50 mm Mandrel Sleeve Bushingt Stone These honing units are designed to be used for
.994" - 1.240" Includes Wedge honing bores with keyways, splines, ports and other
Steel Mandrel with surface interruptions.
Standard Shank For machines with fully
mm inches Choose One Suffix adjustable spindle nose Keyway Mandrels must be trued accurately to keep
the honing stone from hanging up in the keyway.
25,25-26,04 .994-1.025 | YY32-994B [S |H ST-1000 C-1000 Size Truing Sleeve to a diameter between the
26,04-26,82 | 1.025-1.056 | YY32-1025B | S*|H* ST-1000 C-1000 desired finish bore size and ,127 mm (.005") under.
26,82-27,64 |1.056-1.088 | YY32-1056B | S*|H* ST-1062 C-1062 See All
27,64-28,42 | 1.088-1.119 | YY32-1088B |S*|H* ST-1062 C-1062 Stone Tables
28,42-29,21 | 1.119-1.150 | YY32-1119B |S*|H* ST-1125 C-1125 At Right
29,21-30,00 | 1.150-1.181 | YY32-1150B |S*|H ST-1125 C-1125
30,00-30,78 |1.181-1.212 | YY32-1181B |S |H* ST-1187 C-1187
30,78-31,50 |1.212-1.240 | YY32-1212B |S*|H* ST-1187 C-1187

# Alignment Bushings S = Steel Mandrel w/ soft shoes for honing most materials.
Mandrel O p tions H = Steel Mandrel w/ hardened shoes for production honing or hard, rough parts, carbide, ceramic, glass.
Select the bushing whose bore diameter is just under finish size. When setting up the job for the first time, the
undersize alignment bushing can be honed out to finish size with the same tooling used for honing the workpiece.

LN-1102A Tension Block Stone LN-1109A Latch Set TrUIng
(supplied with mandrel) w‘s l (supplied with mandrel) Sleeve
YY32-W Wedge my,

(suppliea with mandre) == ~ /1
Mandrel E;@\—'\ l
(includes wedge, mounted ! !
Keyway Honing Units N T |
: | ) 1
tension block and Iatch set) Length) i (Stone Length) |
! 123.8 mm i
1 1
1

W I t h G U I d e S h OeS Spindle Sleeve 7?331/?)1» (47/g")y ——»

(should be with the machine, |

y for mandrel to fit
spindle nose. Order LN-570A — ‘ Yv32 :@
Concentric Sleeve for MBC, ,_ l? 5

D[ameter Range: MBB and MBH machines. S\<— LN-1161A Shim Set
LN-0116A Eccentric sleeve / / (supplied with mandrel)
—_ f Il oth hi 3
3 7,50 mm 38, ] 0 mm or all other machines.) (1L2N 1251Akshoessac2reV:Is @4— TTA-B Guide Shoe
" n per package, x 3/g [ T 1 2 ired, lied
7.240 - 7. 500 flat head iron machine screw) —>§ <§ 5 ¢ r:;;i:_:r:‘a::sla) a

Order 1-5 For Complete YY32 Keyway Honing Units

Diameter Range 'I YY32 2 Truing 3 Alignment 4 [FEY "I Replacement Guide Shoes 2required
31,50 mm - 38,10 mm ]
A g e Mandrel Sleeve Bushing Stone Bronze Hardened Steel
1.240" - 1.500 Includes G
eneral Purpose For hard, rough parts or
. ~ Wedge Furnished carbide, ceramic, etc.
mm inches With Standard Shank with Mandrel Order Separately
31,50-33,33 [1.240-1.312]  YY32-1250TTA ST-1187 or ST-1250 | C-1187/C-1250 See All TTA-B TTA-B-JQ6X*
33,07-34,93 |1.302-1.375]  YY32-1312TTA ST-1250 or ST-1300 | See note above Stone TTA-B TTA-B-JQ6X*
34,67-36,50 |1.365-1.437| YY32-1375TTA ST-1300 or ST-1375 — Tables TTA-B TTA-B-JQ6X*
36,25-38,10 |1.427-1.500| YY32-1437TTA ST-1375 — At Right TTA-B TTA-B-JQ6X*
Truin g Sleeve Select the truing sleeve whose bore diameter is just under finish size.
Hone or bore this sleeve ,127 mm (.005") from finish size.
# Alignment Bushings Select the bushing whose bore diameter is just under finish size. When setting up the job for the first time, the undersize
alignment bushing can be honed out to finish size with the same tooling used for honing the workpiece.

* Special Order - Contact Customer Service

1-800-325-3670



YY32

Keyway Honing Units

YY32 Mandrel Replacement Parts Swmopabrosietienedaocriad | Ol ond Diespend Dlenes Soe
YY32-W  Wedge Guide Shoe Mandrels+ Keyway Mandrels+ @
Replace when wear begins to show For applications where a long lasting mandrel e
LN-1102A  Tension Block is needed and the material being honed reacts Metal Bond ';."', Cz>
LN-1545A  Set Screw Only (pkg. of 2) negatively with a hardened mandrel. Made from These Stones consist of a single stone =
LN-1161A  Shim Set (pkg. of 4) a bronze mandrel. Single or double mounted centrally in a metal holder. g @
LN-1251A  Shoe Screws (pkg. of 12) insert mandrels in either CBN or diamond o) §
LN-1109A Latch Set are available. g 3
m

In some cases, stones other
than the RECOMMENDED
STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

All Available Stones
Grit Size

70 80 100 150 220 280 320 400 500 600 1200
Aluminum Oxide Stones (A) - 1 per box

YY32-A55 |YY32-A63*
YY32-A57 |YY32-A67

(9971 %2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

Additional abrasive
specifications available to Silicon Carbide Stones (J,C) - 1 per box
hone difficult materials. YY32-J63+ YY32-J83+

YY32-J55 | YY32-J65 YY32-J85 | YY32-J95

Please contact Customer YY32-J57 | YY32-J67

Service or your Sales &
Application Engineer.

ONIT001 d31vid

Automatic Size Control Probes
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Recommended Stones for YY32 Mandrels

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone Surface Finish Stone Surface Finish

to use um  pin to use pm
Fast removal: deburred, bored, ground, reamed holes
Aluminum YY32-J57 | 1,38 55 — 1,25 | 50
Brass, Soft YY32-J63 | 0,83 33 YY32-J63 083 | 33
Bronze YY32-J57 | 1,38 55 YY32-J57 1,38 | 55

25,15mm - 38,00mm (.990"-1.500")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list
of A.S.C. Sensing Tips.

Material

ONINOH ¥3ANITAD

* 1st choice - Sensing Nominal Diameter Range
» _ Carbide — — - - 050 | 20 Tip Diameter Low High
2nd choice. Cast Iron YY32-J57 | 0,50 20 — 2,00 | 80 Part No. | mm in | mm| in | mm in

Use if A55
does not cut.

Ceramic — — — — 1,00 | 40
Glass — — — — 1,751 70

(SaANIHOVIN 00+2Z/0€/SL-AS)

ASC-1000 |2540| 1 |25,15|.990|25,63(1.010
ASC-1016 | 26 |1-1/64|25,68(1.011|26,76{1.030

Steel, Soft YY32-A57 | 065 | 25 — 125 | 50
I_» Steel, Hardened” | YY32-A5 | 045 | 18 — 1,00 | 40 ASC-515 | — | — ]26,00]1.000]32,00]1.250
Steel, Hardened™ | YY32-A63 | 030 | 12 — — | = ASC-52§ 32,001.250] 38,00/1.500

- Einsifintshivgpsevioustvibonediboles § Requires the use of ASC-50 setting fixture. Specify
Aluminum YY32-J95 | 030 | 12 - 083 | 33 ASC-50M for metric applications.
Brass, Soft YY32-J83 | 0,40 16 YY32-J83 040 | 16
Bronze YY32-J95 | 0,30 12 YY32-J95 0,30 | 12
Carbide — — — — 0,08 | 3
Cast Iron YY32-J95 | 0,13 5 — 013 | 5
Ceramic — — — — 038 ] 15
Glass — — — — 038 | 15
Steel, Soft YY32-J95 | 0,10 — 0,40
Steel, Hardened YY32-J83 | 0,13 0,18

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
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* Special Order - Contact Customer Service

www.sunnen.com




Y44

Keyway Honing Units

Diameter Range:

34,67 mm — 44,45 mm

1.365"-1.750"

Order 1-3 For Complete Y44 Keyway Honing Units

NOTES: Standard Keyway
Mandrels not suitable for blind

. . . . . holes. Blind Hole Keyway Mandrels
Diameter Range Y44 Truing Honing Replacement (uide Shoes 2 required and Stones are availg:;e};n special
34,67 mm - 44,45 mm Mandrel Sleeve Stone order basis. Contact Customer
1.365" - 1.750" Bronze Hardened Steel | ¢ " =
General Purpose For hard, rough parts or i . .
Furnished carbide, ceramic, etc. These honing units are designed
mm inches With Standard Shank with Mandrel Order Separately to be used for honing bores with
keyways, splines, ports and other
@ 34,67-38,10 |1.365-1.500| Y44-1375PD ST-1375 See All PD-B PD-H surface interruptions.
3 il | 37,85-41,28 [1.490-1.625| Y44-1500PD ST-1500 Stone Tables PD-B PD-H Keyway Mandrels must be trued
g Ll | 41,02-44,45 |1.615-1.750| Y44-1625PD ST-1625% At Right PD-B PD-H accurately to keep the honing
< g stone from hanging up in the
== keyway. Size Truing Sleeve to a
;:' %) Truing Sleeve Select the truing sleeve whose bore diameter is just under finish size. diameter between the desired finish
P w Hone or bore this sleeve ,127mm (.005") from finish size. bore size and ,127 mm (.005")
-
ué = Superabrasive Stone Inserted Guide Shoes are available where a longer life under.
a5 shoe is needed. Contact Customer Service for ordering information. (See NOTE below)
Y44 Mandrel Replacement Parts CBN and Diamond Stones for NOTE:
Y44-W Wedge Keyway Mandrels* i i
Replace when wear begins to show Meél Bglnd Superabrasive Stone Inserted Guide
These St ist of a sindle st Shoe Mandrels*
Y44L-W Wedge Plate (Low) eset done? c;|3n§|s o atsllnhg ‘Iads one For applications where a long lasting mandrel
Y44H-W  Wedge Plate (High) mounted centrally In & metal holder. is needed and the material being honed reacts
LN-1637A  Shoe Clamp Set negatively with a hardened mandrel. Made from a
4 clamps with screws bronze mandrel. Single or double
LN-1685A Tension Block :rie:vr;};r:)clj;els in either CBN or diamond
LN-1545A  Set Screw Only (pkg. of 2) '

* Special Order - Contact Customer Service

1-800-325-3670

2.68




Y44

Keyway Honing Units

In some cases, stones other :
than the RECOMMENDED All Available Stones

STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard

Grit Size
70 80 100 220 280 320 400

Aluminum Oxide Stones (A) - 2 per box

Y44-A63
Y44-M5 | Y44-A55 | Y44-AG5
Y44-M4T | Y44-AST | Y44-AGT
Y44-A49

1INN ONINOH

Hard--Soft
3dIN9 NOILD313S

Y44-427 Y44-047 | Y4057 | Y44-067 Y44-J87

Additional abrasive
specifications available
to hone difficult
materials.

stones. 5 Silicon Carbide Stones (J,C) - 2 per box
@ Y44-J63 Y44-J83
B Y44-345 | Y44-J55 | Y44-J65 Y44-J85 | Y44-J95 | Y44-CO5
(1]
T

Please contact Customer
Service or your Sales &
Application Engineer.

(9971 %2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

Recommended Stones for Y44 Mandrels Automatic Size Control Probes

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone  Ssurface Finish Stone Surface Finish

to use pm pin to use pm
Fast removal: deburred, bored, ground, reamed holes
Aluminum Y44-J57 | 138 | 55 - 125 | 50
Brass, Soft Y44-J63 083 33 — 0,83 33

Bronze Y44-J57 1,38 55 Y44-J57 1,38 55
Carbide — — — — 0,50 20

32mm - 45mm (1.250"-1.750")

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish
diameter. See page 8.4 for complete list of
A.S.C. Sensing Tips.

Material

ONIT001 d31vid
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* 1st choice

Diameter Range

*k H s H T' .
2nd choice. Cast Iron V44057 | 050 | 20 — 200 | 80 Port Moo mmL"W o mmHIgh o
Use if A55 Ceramic — — — — 100 40
does not cut. Glass _ _ — — 175 70 ASC-528 32 [1.250] 38 |1.500
Steel, Soft Y44-A57 0,65 25 — 125 50 ASC-538 38 |[1.500| 45 | 1.750

Steel, Hardened* Y44-A55 045 18 — 1,00 40
Steel, Hardened** Y44-A63 0,30 12 — — — §Requires the use of ASC-50 Setting Fixture.

L

ONINOH ¥3ANITAD

(SaNIHOVIN 00¥2/0€/SL-AS)

Fine finishing: previously honed holes Specify ASC-50M for metric applications.

Aluminum Y44-J95 0,30 12 — 0,83 33

Brass, Soft Y44-J83 0,40 16 Y44-J83 0,40 16

Bronze Y44-J95 0,30 12 Y44-J95 0,30 12

Carbide — — — — 0,08 3

Cast Iron Y44-J95 0,13 5 — 0,13 5

Ceramic — — — — 0,38 15

Glass — — — — 0,38 15

Steel, Soft Y44-J95 0,10 0,40

Steel, Hardened Y44-J83 0,13

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d

ONIT00L 2
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YY48

Keyway Honing Units

Diameter Range:
37,85 mm — 65,08 mm
1.490" - 2.562"

NOTES: Standard Keyway
Mandrels not suitable for

Order 1-3 For Complete YY48 Keyway Honing Units

. ) blind holes. The Blind Hole
Diameter Range 'I YY48 2 Truing 3 LA Replacement Guide Shoes 2 required Keyway Mancreis and Stones
- are availlapble on special oraer
37, 8154’33:'. _ g%gg..mm Mandrel Sleeve Stone Bronze Hardened Steel | pasis. contact lestomer
General Purpose For hard, rough parts or | Service.
) ) l_:urnished carbide, ceramic, etc. These honing units are designed
mm inches With Standard Shank with Mandrel Order Separately 9 ; gne
to be used for honing bores with
py | 37,85-39,67 [1.490-1.562|YY48-1500TTB | ST-1500 TTB-B TTB-B-JQ6X* | keyways, splines, ports and
Cl-l | 39,42-41,28 [1.552-1.625|YY48-1562TTB | ST-1500 TTB-B TTB-B-JQ6X* | other surface interruptions.
;;‘ 41,02-42,85 |1.615-1.687|YY48-1625TTB | ST-1600 TTB-B TTB-B-JQ6X* | Keyway Mandrels must be trued
S | 42,60-44,45 [1.677-1.750| YY48-1687TTB*| ST-1600 TTB-B TTB-B-JQ6X* | accurately to keep the honing
=43 [44,20-46,02 [1.740-1.812| YY48-1750TTB | _ST-1700 TTB-B TTB-B-JQ6X*+ | stone f'°g3 "a;g"_"g w in "'te
PRE] | 45.77-47,63 [1.802-1.875|YY48-1812TTB*| _ST-1700 TTB-B TTB-B-JABX* | gromeer botweon the desied
i | 47.37-49,20 [1.865-1.937|YY48-1875TTB | ST-1875 TTB-B TTB-B-JQ6X* | finish bore size and ,127 mm
"8=Y | 48,95-50,80 [1.927-2.000| YY48-1937TTB | ST-1875 See All TTB-B TTB-B-JO6X* | (.005") under.
) | 50,55-52,37 [1.990-2.062|YY48-2000TTC*[ ST-2000 _f;:::; TTC-B TTC-B-JQ6X*
i | 52,12-53,98 [2.052-2.125|YY48-2062TTC*| ST-2000 At Right TTC-B TTC-B-JQ6X*
53,72-55,55 |2.115-2.187 | YY48-2125TTC | ST-2100 TTC-B TTC-B-JQ6X*
55,30-57,15 |2.177-2.250| YY48-2187TTC*| ST-2100 TTC-B TTC-B-JQ6X*
56,90-58,72 |2.240-2.312|YY48-2250TTC*| ST-2200 TTC-B TTC-B-JQ6X*
58,47-60,33 |2.302-2.375| YY48-2312TTC*| ST-2200 TTC-B TTC-B-JQ6X*
60,07-61,90 |2.365-2.437|YY48-2375TTC*| ST-2375 TTC-B TTC-B-JQ6X*
61,65-63,50 |2.427-2.500| YY48-2437TTC*| ST-2375 TTC-B TTC-B-JQ6X*
63,25-65,07 |2.490-2.562|YY48-2500TTC*| ST-2500 TTC-B TTC-B-JQ6X*

Select the truing sleeve whose bore diameter is just under finish size.

Hone or bore this sleeve ,127mm (.005") from finish size.

Superabrasive Stone Inserted Guide Shoes are available for situations where a
longer life shoe is needed. Contact Customer Service for ordering information.
(See NOTE below)

Truing Sleeve

CBN and Diamond Stones for

B
Sizes 37,85 - 50,80 (1.490" - 2.000")
YY48-WL  Wedge

Replace when wear begins to show

LN-1162A  Shim Set
LN-1251A  Guide Shoe Screws

(12 per package)
LN-1122A  Tension Block
LN-1545A  Set Screw Only (pkg. of 2)
LN-1110A  Latch Set

Sizes 50,55 - 65,07 (1.990" - 2.562")
YY48-W Wedge

Replace when wear begins to show

LN-1163A  Shim Set
LN-1252A  Guide Shoe Screws

(12 per package)
LN-1122A  Tension Block
LN-1545A  Set Screw Only (pkg. of 2)
LN-1110A  Latch Set

* Special Order - Contact Customer Service

Keyway Mandrels

Metal Bond
These Stones consist of a single stone
mounted centrally in a metal holder.

NOTE:

Superabrasive Stone Inserted
Guide Shoe Mandrels*

For applications where a long lasting mandrel
is needed and the material being honed
reacts negatively with a hardened mandrel.
Made from a bronze mandrel. Single or
double

insert mandrels in either CBN or diamond
are available.

1-800-325-3670



In some cases, stones other
than the RECOMMENDED
STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

Additional abrasive
specifications available
to hone difficult
materials.

Please contact Customer
Service or your Sales &
Application Engineer.

All Available Stones

70

80

100 150

YY48-A47

Silicon

YY48-J45

220

YY48-A55
YY48-A57

Carbide

YY48-J55
YY48-J57

YY48

Keyway Honing Units

Grit Size
280

Aluminum Oxide Stones (A) - 1 per box

Stones

YY48-J65
YY48-J67

(J,C) - 1

320 400

per box
YY48-J83*
YY48-J85
YY48-J87

YY48-J95

*NOTE: Stone may have to be ground down slightly to fit into small diameter bore.

Recommended Stones for YY48 Mandrels

Low-Volume

High-Volume

Automatic Size Control Probes

Material

Approx. Ra
Stone surface Finish
to use pm pin

Stone
to use

Fast removal: deburred, bored, ground, reamed holes

Approx. Ra
Surface Finish
pm [

32mm - 51mm (1.250°

Control Probe based ol

600 1200

YY48-C05

|_2.0u)1_

For use on machines with Automatic Size
Control units. Select the appropriate Size

n workpiece finish
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Aluminum YY48-J57 | 138 | 55 — 125 | 50 diameter. See page 8.4 for complete list of
Brass, Soft YY48-J67 | 0,83 33 YY48-J67 0,83 33 A.S.C. Sensing Tips.
Bronze YV48-J57 | 138 | 55 | YV48-J57 | 138 | 55 .
* 1st choice Carbide — — — — 050 20 Sensing Ti LD|ameter Ranlgeh -
: ensin i i
G et Cast Iron YY48.057 | 050 | 20 _ 200 | 80 part Mo e A I A -
i i — - = — 700 | 40 2
Sse A Lot - - - - T ASC-527 32 |1250] 38 | 1.500 | -
: 2 =)
Steel, Soft YY48-A57 | 065 | 25 - 125 | 50 ASC-53% 38 |1.500] 45 |1.750 Feg
I 3 Steel, Hardened” | YY48-A55 | 045 | 18 — 700 | 40 ASC-541 1750 57 |2.000 | =fu
Steel, Hardened** YY48-A57 | 0,30 15 — — — =T
Fine finishing: previously honed holes t Agtomaf,t;c size(go&t)rol probes not available § 2
Aluminum YY48-J95 [ 030 [ 12 — 08 | 33 above o1 mm (2.U°). N =z
Brl;SS' léoft Yvag-is3 040 1 16 VVa-I53 040 T 76 1 Requires the use of ASC-50 Setting Fixture. =®
Bronz;a YY48-495 | 0,30 7 YY48095 0.30 D) Specify ASC-50M for metric applications. @
Carbide — — — — 0,08 3
Cast Iron YY48-J95 | 0,13 5 — 0,13 5
Ceramic — — — — 0,38 15
Glass — — — — 0,38 15
Steel, Soft YY48-J95 | 0,10 — 0,40
Steel, Hardened YY48-J83 | 0,13 0,18

S3AISYEV INOH
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Y56

Keyway Honing Units

Diameter Range:
44,20 mm — 57,15 mm
1.740" -

2.250"

Order 1-3 For Complete Y56 Keyway Honing Units

NOTES: Standard Keyway Mandrels
not suitable for blind holes. Blind

X ) Hole Keyway Mandrels and Stones
Diameter Range ’I Y56 2 Truing 3 Honing Replacement (EV AN  are available on special order basis.
44,20 mm - 57,15 mm Contact Customer Service.
1.740" - 2.250" Mandrel Sleeve Stone o Brtngze :Iahrddene‘i Strteel These honing units are designed to be
. eneral Purpose | For hard, rough parts or d for honing b ith ke y
. With Standard Furnished carbide, ceramic, etc. ::;neg’rp:;;ngjdogf:e:v;urf:‘{:/ s,
mm inches Shank with Mandrel Order Separately interruptions.
44,20-47,63 |1.740-1.875| Y56-1750PE ST-1700 See All PE-B PE-H Keyway Mandrels must be trued
47,37-50,80 |1.865-2.000| Y56-1875PE ST-1875 Stone PE-B PE-H accurately_to kee;_) the honing stor_m
50,55-53,98 [1.990-2.125| Y56-2000PE ST-2000 Tables PE-B PE-H ’;m"? hf‘js';gmg up in the kteyvza}t';v Size
; a ¥ 3 At Right 3 3 ruing Sleeve to a diameter between
53,72-57,15 |2.115-2.250| Y56-2125PE ST-2100 9 PE-B PE-H the desired finish bore size and 127

Select the truing sleeve whose bore diameter is just under finish size. Hone or bore mm (.0057) under.

this sleeve ,127mm (.005") from finish size.

Superabrasive Stone Inserted Guide Shoes are available for situations where a
longer life shoe is needed.

Contact Customer Service for price and availability. (See NOTE below)

Truing Sleeve
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Y56 Mandrel Replacement Parts CBN and Diamond Stones for
Y56-W Wedge Keyway Mandrels*
Replace when wear begins to show Metal Bond
Y56L-W Wedge Plate (Low) These Stones con_sist of a single stone
Y56H-W Wedge Plate (High) mounted centrally in a metal holder.
Replace when wear begins to show
LN-1647A  Shoe Clamp Set NOTE:
4 clamps with screws Superabrasive Stone Inserted Guide
LN-1337A  Tension Block Shoe Mandrels*
LN-1545A  Set Screw Only (pkg. of 2) For applications where a long lasting mandrel
is needed and the material being honed reacts
negatively with a hardened mandrel. Made from a
bronze mandrel. Single or double insert mandrels
in either CBN or diamond are available.

* Special Order - Contact Customer Service

1-800-325-3670




Y56

Keyway Honing Units

In some cases, stones other
than the RECOMMENDED

STONES may hone faster All Available Stones
or last longer. For long or Grit Size
repetitive production runs, it 70 80 100 220 280 320 400 600 1200

may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

Aluminum Oxide Stones (A) - 2 per box

1INN ONINOH

Y56-A63
Y56-A45 | Y56-A55 | Y56-A65

3dIN9 NOILD23T3S

Y56-A47 | Y56-A57

Hard----Soft

Y56-A49

Silicon Carbide

Stones per box

Y56-J63 Y56-J83
Y56-J45 Y56-J55 Y56-J65 Y56-J85 Y56-J95 Y56-C05
Y56-J47 Y56-J57 Y56-J67 Y56-J87 | Y56-J97

Additional abrasive
specifications available
to hone difficult
materials.

Hard--Soft

Please contact Customer
Service or your Sales &
Application Engineer.

(9971 %2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

Recommended Stones for Y56 Mandrels Automatic Size Control Probes

Low-Volume High-Volume
Approx. Ra Approx. Ra
Stone surface Finish Stone Surface Finish
to use um pin to use pm

Fast removal: deburred, bored, ground, reamed holes

38mm - 51mm (1.500"-2.0")1

For use on machines with Automatic Size
Control units. Select the appropriate Size
Control Probe based on workpiece finish

Material

ONIT001 d31vid
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above 51 mm (2.0").
I Requires the use of ASC-50 Setting Fixture.

Aluminum Y56-J95 | 030 | 12 — 083 | 33 Specify ASC-50M for metric applications.
Brass, Soft Y56-J83 | 0,40 16 Y56-J83 0,40 16

Fine finishing: previously honed holes

Aluminum iggjg; :)gg gg VI3 ;Eg gg diameter. See page 8.4 for complete list of
. . Y56.J57 | 1,38 | 55 Y56-J57 138 | 55 A.8.C. Sensing Tips.
1st choice — — _ — 050 20 i i Diameter Range
" 2nd choice. Y56-457 1 050 20 — 1,50 60 S?’nas;tna::lp mmLoW in mmngh in
Use if A55 _ - - - 100 |40 5
does not cut. Glass _ _ _ — 1,50 60 ASC-53% 38 1.500 45 11.750 #
Steel, Soft Y56-A57 | 065 | 25 - 125 | 50 ASC-54+ 45 (1750 | 57 |2.000 Z
I > Steel, Hardened* Y56-A55 | 0,45 18 — 1,00 40 — ; ﬁ
Steel, Hardened** Y56-A63 | 0.30 12 — _ _ T Automatic size control probes not available X
: ' =
]
=
=
©

(SaNIHOVIN 00¥2/0€/SL-AS)

Bronze Y56-J95 | 0,30 12 Y56-J95 0,30 12
Carbide — — — — 0,08 3

Cast Iron Y56-J95 | 0,13 5 — 0,13 5

Ceramic — — — — 0,38 15
Glass — — — — 0,38 15
Steel, Soft Y56-J95 | 0,10 — 0,40
Steel, Hardened Y56-J83 | 0,13 0,18

S3AISYEV INOH
349Nl ® SdIN ‘319vLid0d
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Y72

Keyway Honing Units

Diameter Range:
56,90 mm — 69,85 mm
2.240"-2.750"

Order 1-3 For Complete Y72 Keyway Honing Units

NOTES: Standard Keyway
Mandrels not suitable for
blind holes. The Blind Hole

Diameter Range 'I Y72 2 Truing 3 [{13:111+4 Replacement Guide Shoes 2 required Keyway_,n/‘lsndrels and IStoZes
56,90 mm - 69,85 mm are available on special order
2.240" - 2.750" Mandrel Sleeve Stone Bronze Hardened | basis. Contact Customer
With Standard General Purpose Steel Service. 3 3 3
mm inches Shank Furnished with Mandrel These honing units are designed
to be used for honing bores with
56,90-60,32 |2.240-2.375| Y72-2250PF ST-2200 See All PF-B PF-H keyways, splines, ports and other
60,07-63,50 |2.365-2.500| Y72-2375PF ST-2375 Stone PF-B PF-H surface interruptions.
63,25-66,27 |2.490-2.625| Y72-2500PF ST-2500 Tables PF-B PF-H Keyway Mandrels must be trued
66,42-69,85 [2.615-2.750| Y72-2625PF ST-2625 At Right PF-B PF-H accurately to keep the honing

stone from hanging up in the
keyway. Size Truing Sleeve to
a diameter between the desired
finish bore size and ,127 mm
(.005") under.

Select the truing sleeve whose bore diameter is just under finish size. Hone or
bore this sleeve ,127mm (.005") from finish size.

Superabrasive Stone Inserted Guide Shoes are available for situations where a
longer life shoe is needed.

Contact Customer Service for price and availability. (See NOTE below)

Truing Sleeve
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Y72 Mandrel Replacement Parts CBN and Diamond Stones for
Y72-W Wedge Keyway Mandrels*
Replace when wear begins to show Metal Bond
Y72L-W Wedge Plate (Low) These Stones con_sist of a single stone
Y72H-W Wedge Plate (High) mounted centrally in a metal holder.
Replace when wear begins to show
LN-1657A  Shoe Clamp Set NOTE:
4 clamps with screws Superabrasive Stone Inserted Guide
LN-1337A  Tension Block Shoe Mandrels*
LN-1655A Main Slot Wear Plate For applications where a long lasting mandrel
Not shown is needed and the material being honed reacts
negatively with a hardened mandrel. Made
LN-1545A  Set Screw Only (pkg. of 2) from a bronze mandrel. Single or double
insert mandrels in either CBN or diamond
are available.

* Special Order - Contact Customer Service

1-800-325-3670




In some cases, stones other
than the RECOMMENDED
STONES may hone faster

or last longer. For long or
repetitive production runs, it
may be economical to choose
a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

Additional abrasive
specifications available
to hone difficult
materials.

Please contact Customer
Service or your Sales &
Application Engineer.

* 1st choice

** 2nd choice.
Use if A55

does not cut.

b {

Y72

Keyway Honing Units

All Available Stones
Grit Size

70 80 100 150 220 280 320 400 500 600 1200

Aluminum Oxide Stones (A) - 2 per box
Y72-A63
Y72-A45 | Y72-A55 | YT72-A65
YT72-A47 YT72-A57
Y72-A49

Carbide Stones
Y72-J63*
Y72-J65 Y72-J85 Y72-J95

Y72-087

Silicon per box

Y72-J47 Y72-J57

Hard--Soft Hard--Soft

Recommended Stones for Y72 Mandrels

Low-Volume High-Volume

Approx. Ra Approx. Ra
Stone Ssurface Finish Stone Surface Finish

to use um pin to use pm pin
Deburring: rough holes, all materials

Material

[ yoomar ] — | — 1 vyomr | — [ —
Fast removal: deburred, ground, reamed holes

Aluminum Y72-J57 | 1,38 55 — — —
Brass, Soft Y72-J65 | 0,83 33 Y72-J65 083 | 33
Bronze Y72-J57 | 1,38 55 Y72-J57 1,38 | 55
Carbide — — —
Cast Iron Y72-J57 | 1,20 | 48 — — —
Ceramic — — — — — —
Glass — — — — — —
Steel, Soft Y72-A57 | 065 | 25 — — —
Steel, Hardened* Y72-A55 | 0,45 18 — — —

Steel, Hardened** Y72-A63 | 0,30 12 — —

Fine finishing: previously honed holes
Aluminum Y72-J95 | 0,30 12 — 083 | 33
Brass, Soft Y72-J85 | 0,40 16 Y72-J85 0,40 16
Bronze Y72-J95 | 0,30 12 Y72-J95 0,30 12
Carbide — 008 | 3

Cast Iron Y72-J95 | 0,13 5 — 013 | 5
Ceramic — — — — 0,38 15
Glass — — — — 0,38 15
Steel, Soft Y72-J95 | 0,10 4 040 | 16
Steel, Hardened Y72-J85 | 0,13 5 0,18 7

www.sunnen.com
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Y88

Keyway Honing Units

Diameter Range:
69,60 mm — 82,55 mm
2.740" - 3.250"

Order 1-3 For Complete Y88 Keyway Honing Units

Diameter Range 'I Y88 2 Truing 3 LY Replacement Guide Shoes 2required
69,60 mm - 82,55 mm

2.740" - 3.250" Mandrel Sleeve Stone Bronze Hardened Steel

’ ’ General Purpose For hard, rough parts or
Furnished carbide, ceramic, etc.
mm inches | With Standard Shank with Mandrel Order Separately
69,60-73,02 |2.740-2.875| Y88-2750PG* ST-2750 See All PG-B PG-B-JQ6X*
72,77-76,20 [2.865-3.000| Y88-2875PG* ST-2875 Stone PG-B PG-B-JQ6X*
75,95-79,37 [2.990-3.125| Y88-3000PG* ST-3000 Tables PG-B PG-B-JQ6X*
79,12-82,55 [3.115-3.250| Y88-3125PG* ST-3125 At Right PG-B PG-B-JQ6X*

Truing Sleeve

Hone or bore this sleeve ,727mm (.005") from finish size.

Select the truing sleeve whose bore diameter is just under finish size.

NOTES: Standard Keyway
Mandrels not suitable for
blind holes. The Blind Hole
Keyway Mandrels and Stones
are available on special order
basis. Contact Customer
Service.

These honing units are designed
to be used for honing bores with
keyways, splines, ports and other
surface interruptions.

Keyway Mandrels must be trued
accurately to keep the honing
stone from hanging up in the
keyway. Size Truing Sleeve to a
diameter between the desired
finish bore size and ,127 mm

Superabrasive Stone Inserted Guide Shoes are available for situations where a
longer life shoe is needed. Contact Customer Service for price and availability.
(See NOTE below)

(.005") under.
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Y88 Mandrel Replacement Parts
Y88-W Wedge

Replace when wear begins to show
Y88L-W Wedge Plate (Low)
Y88H-W Wedge Plate (High)

Replace when wear begins to show
LN-1667A  Shoe Clamp Set

4 clamps with screws
LN-1695A  Tension Block
LN-1545A  Set Screw Only (pkg. of 2)
LN-1665A  Main Slot Wear Plate

Not shown

* Special Order - Contact Customer Service

CBN and Diamond Stones for
Keyway Mandrels*

Metal Bond
These Stones consist of a single stone
mounted centrally in a metal holder.

NOTE:

Superabrasive Stone Inserted Guide
Shoe Mandrels*

For applications where a long lasting mandrel

is needed and the material being honed reacts
negatively with a hardened mandrel. Made

from a bronze mandrel. Single or double insert
mandrels in either CBN or diamond are available.

1-800-325-3670



Y88

Keyway Honing Units

In some cases, stones other :

than the RECOMMENDED All Available Stones Grit Si

STONES may hone faster s SIS

or last longer. For long or 70 80 100 150 220 280 320 400 500 600 1200

repetitive production runs, it

@
I
mo
may be conomical to choose £ Aluminum Oxide Stones (A) - 1 per box ) ;
a stone slightly harder or "’ V88-A45 | Y88-A55 Y88-AB3* g 2
softer, coarser or finer. As a B : Y88:A57 Q=
general rule, hard materials £ €5
require soft stones; soft ﬁ
materials require hard stones; %’ Silicon Carbide (J,C) - 1 per box
rough holes require hard 7}
stones. o V88085 | Y88-J95 R
= Y88-J57 G
Additional abrasive o
specifications available a >
P o
fga':g;;ae,g’ Ficult Recommended Stones for Y88 Mandrels ==
. . o>
Low-Volume High-Volume o 2
PIea.?e contact Customer Approx. Ra Approx. Ra ® =
Service or your Sales & Material Stone  surface Finish Stone  Surface Finish om
Application Engineer. touse um pin to use um  pin w

Fast removal: deburred, ground, reamed holes

Aluminum Y88-J57 | 1,38 55 — - -
Brass, Soft Y88-J63* | 0,83 33 — - -
Bronze Y88-J57 | 1,38 | 55 Y88-J57 1,38 | 55
Carbide — — — - — -
Cast Iron Y88-J57 | 0,50 20 — - -
Ceramic — — — - - -
Glass — — — - — -
Steel, Soft Y88-A57 | 0,65 25 — — —
Steel, Hardened* Y88-A55 | 045 18 — - —
Steel, Hardened** Y88-A63 | 0,30 12 — — —

Fine finishing: previously honed holes
Aluminum Y88-J95 | 0,30 12 — 0,83 33
Brass, Soft Y88-J85 | 0,40 16 Y88-J85 040 | 16
Bronze Y88-J95 | 0,30 12 Y88-J95 030 | 12
Carbide — — — — 0,08 3
Cast Iron Y88-J95 | 0,13 5 - 013 | 5
Ceramic — — — — 038 | 15
Glass — — — — 0,38 15
Steel, Soft Y88-J95 | 0,10
Steel, Hardened Y88-J85 | 0,13

* 1st choice

** 2nd choice.
Use if A55
does not cut.

b {
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Y104

Keyway Honing Units

Diameter Range:
82,30 mm — 98,42 mm
3.240" - 3.875"

. . NOTES: Standard Keyway Mandrels
Order 1-3 For Complete Y104 Keyway Honing Units not suitable for blind holes. Blind

X ) Hole Keyway Mandrels and Stones
Diameter Range 'I Y88 Truing YT Replacement Guide Shoes 2 required are available on special oder basis.
82,30 mm - 98,42 mm Mandrel Sleeve Stone ontact Customer Service.
’ w_ag7Em Bronze | Hardened Steel - :
. -J. Th h t: de ed to b
e oo | et s | nes oy b i,
mm inches With Standard Shank with Mandrel Order' Separatély . ?nptg’r,reus;)t':?:r;:s and other surface
82,30-85,72 |3.240-3.375| Y104-3250PH+| ST-3250 See All PH-B PH-B-JQ6X* Keyway Mandrels must be trued
85,47-88,90 |3.365-3.500| Y104-3375PH*| ST-3375 Stone PH-B PH-B-JQ6X* accurately to keep the honing stone
@ g 88,65-92,07 |3.490-3.625| Y104-3500PH ST-3500 Tables PH-B PH-B-JQ6X* from hanging up in the keyway. Size
§=) | 91,82-95,25 [3.615-3.750 Y104-3625PH* | ST-3625 | A< R PH-B PH-B-JQ6X* | Truing Sleeve to a diameter between
£ ight the desired finish bore size and ,127
= o 95,00-98,42 |3.740-3.875| Y104-3750PH+| ST-3750 PH-B PH-B-JQ6X* mm (.005%) under.
<m
E = [ Truing Sleeve Select the truing sleeve whose bore diimeter Is just under finish size.
<9 Hone or bore this sleeve ,127mm (.005") from finish size.
E i Superabrasive Stone Inserted Guide Shoes are available for situations where a
o= longer life shoe is needed. Contact Customer Service for price and availability.
oz (See NOTE below)
Y104 Mandrel Replacement Parts CBN and Diamond Stones for
Y104-W  Wedge Keyway Mandrels+
Replace when wear begins to show Metal Bond
Y104L-W  Wedge Plate (Low) These Stones con§ist of a single stone
Y104H-W  Wedge Plate (High) mounted centrally in a metal holder.
Replace when wear begins to show
LN-1677A  Shoe Clamp Set NOTE:
4 clamps with screws Superabrasive Stone Inserted Guide
LN-1695A  Tension Block Shoe Mandrels+
LN-1545A  Set Screw Only (pkg. of 2) For applications where a long lasting mandrel
LN-1665A Main Slot Wear Plate is needed and the material being honed reacts
Not shown negatively with a hardened mandrel. Made from

a bronze mandrel. Single or double insert
mandrels in either CBN or diamond are available.

* Special Order - Contact Customer Service

1-800-325-3670




Y104

Keyway Honing Units

In some cases, stones other
than the RECOMMENDED
STONES may hone faster

All Available Stones
Grit Size

or Ias_tllonger, Fo|.' long or . 70 80 100 150 220 280 320 400 500 600 1200
repetitive production runs, it Aluminum Oxide Stones (A) & Silicon Carbide (J)
may be economical to choose Y104-A63

a stone slightly harder or
softer, coarser or finer. As a
general rule, hard materials
require soft stones; soft
materials require hard stones;
rough holes require hard
stones.

1INN ONINOH

Y104-A47 | Y104-A57

Y104-J63

3dIN9 NOILD23T3S

Y104-J95

Y104-J67

Additional abrasive
specifications available
to hone difficult
materials.

Recommended Stones for Y88 Mandrels

Low-Volume
Approx. Ra
Stone  surface Finish
touse um pin

High-Volume
Approx. Ra
Stone Surface Finish

Material
to use pm

Please contact Customer
Service or your Sales &
Application Engineer.

Fast removal: deburred, bored, ground, reamed holes
Aluminum Y104-J63 | 1,85 55 —

(9971 2 ‘9din ‘03 “1IN ‘HS)
S3ANIHOVIN 1v1S3a3ad

Brass, Soft Y104-J63 | 0,85 33 Y104-J63 0,83 33
Bronze Y104-J63 | 0,85 33 Y104-J63 0,85 33

Fine finishing: previously honed holes
Y104-J95 | 0,30 12 — 0,83 33
Y104-J95 | 0,30 12 Y104-J95 0,30 12
Y104-J95 | 0,30 12 Y104-J95 0,30 12

& " =
1st choice Carbide — — — — 050 | 20 2 -
** 2nd choice. Cast Iron — - — — - | = ~ >
Use if A5 Ceramic — — — — — — <m
does not cut. Glass — — — _ — — 3 o
Steel, Soft Y104-A47 | 0,95 38 — 1,25 50 = 3
I 3 Steel, Hardened* Y104-A47 | 0,50 20 — 1,00 40 g 'c_:»
Steel, Hardened™ Y104-A57 | 045 18 — — — ==
Z o

m

)

Aluminum
Brass, Soft
Bronze

Carbide — — — — 0,08 3
Cast Iron Y104-J95 | 0,13 5 — 0,13 5
Ceramic — — — — 0,38 15
Glass — — — — 0,38 15

Steel, Soft
Steel, Hardened

Y104-J95 | 0,10
Y104-J95 | 0,08

(SaNIHOVIN 0012/0€/S1-AS)
ONINOH ¥3ANITAD

S3AISYEV INOH

349Nl ® SdIN ‘319vLid0d

ONIT00L 2
S3AISYIEVY NOLSND

www.sunnen.com




M Series

Mandrel Sets Diametes fange:

{.120"-.245"

The Easy Way To Order
Buying in sets, using a single part number, simplifies
ordering and assures having the right Honing Unit
needed for the job at hand. Each set covers a particular MLS-125S (Soft) or MLS-125H (Hardened) Mandrel Unit
size range. 25 Honing Units
K4-120 thru K4-145 K6-185 thru K6-240
K5-150 thru K5-180
2 SL-30 Mandrel Racks

Each Honing Unit is supplied with a wedge and adapter.
A truing sleeve is included for each Honing Unit.

You also save money, compared to list price of individual

items, by ordering Mandrel Sets. SLN-125 Stone Assortment each of the following stones:

The Mandrel Units and Stone Assortments are sold 12 K4A63 Stones 12 K5J63 Stones
separately. 12 K4A65 Stones 12 K5J67 Stones
NOTE: Components not assembled 12 K4A67 Stones 12 K&J83 Stones
12 K4A69 Stones 12 K5J95 Stones
& 12 K4J65 Stones 12 K6A413 Stones
0o . 12 K4J67 Stones 12 KBA55 Stones
; W Diameter Range: 12 K4J85 Stones 12 KBA57 Stones
Sa 1,52 mm - 2,03 mm 12 K4J95 Stones 12 K6AB3 Stones
=4 {.060"-.080" 12 K5AB3 Stones 12 K6J57 Stones
0 12 K5A65 Stones 12 K6J63 Stones
% f 12 K5A67 Stones 12 K6J83 Stones
== 12 K5A69 Stones 12 K6J95 Stones
w =
L un

MLS-260H (Hardened) Mandrel Unit

10 Honing Units D2A-060 through D2E-078
1 SL-30 Mandrel Rack

Diameter Range:
6,22 mm — 18,90 mm
{.245" - .744"}

Diameter Range:
2,03 mm — 2,54 mm

{.080"-.100"} MLS-2508 (Soft) or MLS-250H (Hardened) Mandrel Unit
36 Honing Units
K8-245 thru K8-300  K16-495 thru K16-588
K10-308 thru K10-362  K20-619 thru K20-713
K12-370 thru K12-479

MLS-280H (Hardened) Mandrel Unit 3 SL-30 Mandrel Racks

10 Honing Units D2F-080 through D2F-098

1 SL-30 Mandrel Rack SLN-250 Stone Assortment consists of the following

stones:
12 K10A413 Stones 12 K16J57 Stones
12 K10A55 Stones 12 K16J63 Stones
. 12 K10A57  Stones 12 K16J83 Stones
Diameter Range: 12 K10A63 Stones 12  K16J95  Stones
{’700,,_ 726,,} 12 K10J57 Stones 12 K20A413  Stones
) ) 12 K10J63 Stones 12 K20A55 Stones
12 K10J83 Stones 12 K20A57 Stones
12 K10J95 Stones 12 K20A63 Stones
12 K12A413  Stones 12 K20J57 Stones
12 K12A55  Stones 12 K20J63 Stones
MLS-100S (Soft) or MLS-100H (Hardened) Mandrel Unit 12 K12A57 Stones 12 K20J83  Stones
10 Honing Units K3-100 through K3-118 12 K12A63  Stones 12 K20J95  Stones
1 SL-30 Mandrel Rack 12 K12J57 Stones 12 K8A413 Stones

12 K12J63 Stones 12 K8A55 Stones

12 K12J83 Stones 12 K8A57 Stones

SLN-100 Stone Assortment consists of the following 12 K12J95 Stones 12 K8A63 Stones
stones: 12 K16A413 Stones 12 K8J57 Stones
24 K3A65 Stones 12 K3J65 Stones 12 K16A55 Stones 12 K8J63 Stones

12 K3A67 Stones 12 K3J67 Stones 12 K16A57 Stones 12 K8J83 Stones

12 K3A69 Stones 12 K3J85 Stones 12 K16A63 Stones 12 K8J95 Stones

12 K3J95 Stones

1-800-325-3670




[ ]
Diameter Range:
18,90 mm — 26,19 mm I

{744"-1.031"}
Mandrel Sets

MLS-744 Mandrel Unit
9 Honing Units AK20-744UA
through AK20-944UC

1 SL-30 Mandrel Rack Diameter Range:
1/4"-1.031

SLN-744 Stone Assortment consists of the following {Fractional Sizes Only}

stones:

12 K20A413 Stones 12 K20J57 Stones
12 K20A55 Stones 12 K20J63 Stones
12 K20A57 Stones 12 K20J83 Stones

ones ones Order M-25S for honing most materials including hard steels;

21 Honing Units

1 K8-245 1 K12-370 1 AK20-744UA
Diameter Range: 1 K8-260 1 K12-400 1 AK20-806UB
25,15 mm — 44,45 mm 1 K8-275 1 K12-432 1 AK20-869UB
{.990" - 1.750" 1 K8-290 1 K12-463 1 AK20-931UC
1 K10-308 1 K16-495 1 AK20-994UC B
- - - I
g"hs'm"g Mandrel Unit 1 mg_g%g 1 Eggg% 2 SL-30 Mandrel Racks §§
oning Units _ i ]
2G-P28-1000VA through 1K10-354 1 K20-681 B,E'
2G-P28-1625WD ; : : ==
1 SL-38 Mandrel Rack :tlz)l;l‘:sf).o Stone Assortment consists of the following = >
! : mo
12G-R28 Blind Hole Wedge 12 K10A413 Stones 12  K16J57  Stones [
1 LN-570A Concentric Sleeve 12 K10A55 Stones 12  K16J63  Stones |44
SLN-1000 Stone Assortment consists of the following 12 K10A57  Stones 12 K16J83 Stones
stones: 12 K10A63 Stones 12 K16J95 Stones
12 P28A413 Stones 12  R28A413  Stones 12 K10J57  Stones 12 K20A413  Stones
12 P28A55  Stones 12 R28A55 Stones 12 K10J63  Stones 12 K20A55 Stones
12 P28A57  Stones 12 R28A57 Stones 12 K10J83  Stones 12 K20A57 Stones
12  P28A63  Stones 12 R28A63 Stones 12 K10J95  Stones 12 K20A63 Stones
12 p28J57 Stones 12 R28J57 Stones 12 K12A413 Stones 12 K20J57 Stones
12 P28J63  Stones 12 R28J63 Stones 12 K12A55  Stones 12 K20J63 Stones
12 P28J83  Stones 12 R28J83 Stones 12 K12A57  Stones 12 K20J83 Stones
12 P28J95  Stones 12 R28J95 Stones 12 K12A63  Stones 12 K20J95 Stones
12 K12J57 Stones 12 K8A413 Stones
. X 12 K12J63 Stones 12 K8A55 Stones
%"9’2?,52’5 6668 mm 12 K12J83  Stones 12 KB8A57 Stones
{1 730"~ 2 625,"} 12 K12J95  Stones 12 K8AG3 Stones
’ ’ 12 K16A413 Stones 12 K8J57 Stones
12 K16A55 Stones 12 K8J63 Stones
: 12 K16A57 Stones 12 K8J83 Stones
k":sirlzfe% T;":;:r! ﬂgl'; 12 K16A63 Stones 12  K8J95 Stones
work—all necessary items
included to convert units for Mandrel Storage Racks
blind hole work. SL-30

For Mandrels requiring separate adapters.
7 Honing Units Eac_;h rack holds 16 honing units. Includes
1 2G-P28-1750WE 1 2H-P28-2250WF drain pan.
1 2H-P28-1875WE 1 2H-P28-2375WG
1 2H-P28-2000WF 1 2H-P28-2500WG

SL-38

1 2H'P2§'2125WF For lifetime honing units with 38,1 mm
1 2G-R28 Blind Hole Wedge (1-1/2") diameter shank. Rack holds 8 units.
1 2H-R28 Blind Hole Wedge Includes drain pan.
1 SL-37 Mandrel Rack
SLN-1000 Stone Assortment consists of the following SL-37
stones: For lifetime honing units with 44,4 mm (1-3/4") diam-

12 P28A413 Stones 12 R28A413 Stones eter shank. Rack holds 7 units.
12 P28A55 Stones 12 R28A55 Stones Includes drain pan.

12 P28A57 Stones 12 R28A57 Stones
12 P28A63 Stones 12 R28A63 Stones
12 P28J57 Stones 12 R28J57 Stones
12 P28J63 Stones 12 R28J63 Stones
12 P28J83 Stones 12 R28J83 Stones
12 P28J95 Stones 12 R28J95 Stones

www.sunnen.com




SRT Multi-Stone Hone Hea

For Diameter Range
Stone Set SRT-1375 SRT-1500 SRT-1600 SRT-2000 SRT-2530 SRT-3000

SRTO00-XXXX | 34.8-37.1 1.37-1.46
SRTO-XXXX | 36.6-38.6 | 1.44-1.52
SRT1-XXXX | 38.1-40.1 1.50-1.58 | 38.1-40.1 | 1.50-1.58 | 39.9-42.2 | 1.57-1.66 | 50.0-53.1 | 1.97-2.09 | 63.5-66.5 | 2.50-2.62 | 74.4-78.2 | 2.97-3.08
SRT2-XXXX | 40.1-42.2 | 1.58-1.66 | 40.1-42.2 | 1.58-1.66 | 41.9-439 | 1.65-1.73 | 52.1-55.1 | 2.05-2.17 | 65.5-68.6 | 2.58-2.70 | 77.5-80.3 | 3.05-3.16
SRT3-XXXX | 42.2-439 | 1.66-1.73 | 42.2-430 | 1.66-1.73 | 43.9-46.0 | 1.73-1.81 | 54.1-57.2 | 2.13-2.25 | 67.6-70.6 | 2.66-2.78 | 79.5-82.3 | 3.13-3.24
SRT4-XXXX 44.2-46.0 | 1.74-1.81 | 46.0-480 | 1.81-1.89 | 56.1-59.2 | 2.21-2.33 | 69.6-72.6 | 2.74-2.86 | 81.5-84.3 | 3.21-3.32
SRT5-XXXX 46.2-48.0 | 1.82-1.89 | 48.0-50.0 | 1.89-1.97 | 58.2-61.2 | 2.29-2.41 | 71.6-74.7 | 2.82-2.94 | 83.6-86.4 | 3.29-3.40
SRT6-XXXX 48.3-50.0 | 1.90-1.97 | 50.0-52.1 1.97-2.05 | 60.2-63.2 | 2.37-2.49 | 77.7-76.7 | 2.90-3.02 | 85.6-88.4 | 3.37-3.48
SRT7-XXXX 50.3-52.1 | 1.98-2.05 | 52.1-54.1 | 2.05-2.13 | 62.2-65.3 | 2.45-2.57 | 75.7-78.7 | 2.98-3.10 [ 87.6-90.4 | 3.45-3.56

HONING UNIT
SELECTION GUIDE

XXXX = Order abrasive type and grit size from chart below.

Diamond (D or R) & CBN (N) — Metal (M) Bond — 6 per Set

DM55*

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

NMG55* NMG85*
NMG37* NMG47% NMG67% NMG87*

1 SRT_NMG47 and NMG67 are standard in all sizes except 0 and 00.

Alignment Bushings

CRC-2120 CRC-2330
CRC-2220 CRC-2370
CRC-2240 CRC-2420
CRC-2270 CRC-2490

o
gz
35
O <
o=
'_
nm
(7]
w>
< 3
2=
iT)
<

Note: For additional sizes contact Customer Service for price
and availability.

Machine Connections

CYLINDER HONING
(SV-15/30/2400 MACHINES)

The standard SRT tool comes ready to
use in run-out adjustable spindles found
on EC/ML/SH* machines. Optionally, SRT
tools can be ordered with either collet or
tapered connections that do not require
run-out adjustments.

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

*Except SH-6000

* Special Order - Contact Customer Service

2 82 1-800-325-3670




AN 600 Hone Head

AN-600 Honing Head The in the stone set number is for the
Diameter Range: 63,5 mm - 165,0 mm (2.500"-6.500") 102 mm 152 mm metal bond abrasive code. This set consists
For use with Sunnen Honing Machine, for honing large (@ (6.0 of two L16 superabrasive stones and two & =
bores. Accuracy to 0,013 mm (.0005"). Uses G25, M27, roughing guides. Select the L16 metal bond mo
N37, W47, GG25, MM33, NN40, WW51, GY25, MY33, superabrasive stone desired from the stone OF=
NY40, or WY51 Stone Sets, depending upon the bore selection guide found on page 2.33. Contact o %
diameter. Honing stone length 102 mm (4"). Order stones Customer Service for price and availability. Zc
separately. Not suitable for power honing over 95 mm ‘c’ §
(3.75") diameter. See above for Recommended Stone o
Chart. m
Finish figures apply only if Sunnen Industrial Honing Oil is used. Resin or Vitrified Bond
. For honing carbide, ceramic, glass and w -

CBN and Diamond Stones hardened steel. Available in 82,55 mm x o
Metal Bond (3-1/4") or 101.6 mm (4") stone length. For E i
Use to increase stock removal rates or abrasive 82,55 mm (3-1/4") length add -85 to stone a ;
life when compared to A or J stones, resin or Master i number. = ;
vitrified diamond and CBN stones. First time Holder s:‘°“°bs°‘ Diameter Range w>
users of metal bond superabrasive stone sets Number umber mm inch Di 4 St CBN Stone 1 B =
must order __-KB5X (G25-KB5X) Master G25-KB5X | 25 _-XGS5 | 6469 | 2527 DV NR53 Resin Bond g
H_older Set. Replacement stone can be ordered M27-KB5X | M27-— XG55 | 69-104 2741 DV57 NR83 Resin Bond = o
without reordering KB5X Master Holders. N37-KB5X | N37-__-XG55 | 89-140 3555 V87 — =
* Special Order - Contact Customer Service WAT-KBOX | WAT--XGS6 | 104533 | 4165 Dvo7 —

Recommended Stone Sets for AN-600

For Holes Without Keyways For Holes With Keyways

ONITOOL a3lvid

(SINIHOVIN SSA 2 INOX)

Keyway Stone Sets
General Purpose Stone Sets Guideless Stone Sets Maximum Keyway Width

(2 Stones and 2 Guides) 22.8mm 30.4mm 35.5mm
(9" (1.2") (1.47)

84 to 102 to 114 to
107mm 142mm | 165.1mm?,
(3.3"-4.2") | (4.0"-5.6") | (4.5"-6.5")7

Fast stock removal: deburred, bored, ground, reamed holes

Aluminum G25-J45 | M27-J45 | N37-J45 | W47-J45 GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45
Brass, Soft G25-J65 | M27-J65 | N37-J65 | W47-J65 GG25-J65 | MM33-J65 | NN40-J65 | WW51-J65 | GY25-J65 | MY33-J65 | NY40-J65 | WY51-J65
Bronze G25-J45 [ M27-J45 [ N37-J45 | W47-J45 GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45
Carbide G25-DV57 | M27-DV57 | N37-DV57 | W47-DV57 — — — — — — — —

Cast iron G25-J45 | M27-J45 | N37-J45 | W47-J45 GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45
Ceramic — — — — — — — — — — — —

Glass — — — — — — — — — — — —
Steel, Soft G25-A45 | M27-A45 [ N37-A45 | W47-A45 | GG25-A45| MM33-A45 | NN40-A45 | WW51-A45 | GY25-A45 | MY33-A45 | NY40-A45 | WY51-A45
Steel, Hardened J G25-A45 | M27-A45 | N37-A45 | W47-A45 | GG25-A45 | MM33-A45 | NN40-A45 | WW51-A45 | GY25-A45 | MY33-A45 | NY40-A45 | WY51-A45

Steel, Hardened
(i A43 does not cut) G25-NR53 | M27-NR53 | N37-NR53 | W47-NR53 — — — — — — — —

ONINOH ¥3ANITAD

(SaANIHOVIN 00+2Z/0€/SL-AS)

Fine finishing: previously honed holes

Aluminum G25-J87 | M27-J87 | N37-J87 | W47-J87 GG25-J87 | MM33-J85 | NN40-J87 | WW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87
Brass, Soft G25-J85 [ M27-J85 [ N37-J85 | W47-J85 GG25-J85 | MM33-J87 | NN40-J85 | WW51-J85 | GY25-J85 | MY33-J85 | NY40-J85 | WY51-J85
Bronze G25-J87 [ M27-J87 [ N37-J87 | W47-J87 GG25-J87 | MM33-J87 | NN40-J87 | WW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87
Carbide — — — — — — — — — — — —

Cast iron G25-J87 | M27-J87 | N37-J87 | W47-J87 GG25-J87 — NN40-J87 | WW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87
Ceramic — — — — — — — — — — — —

Glass — — — — —
Steel, Hard G25-J85 | M27-J85 | N37-J85 | W47-J85 GG25-J85 | MM33-J85 | NN40-J85 | WW51-J85 | GY25-J85 | MY33-J85 | NY40-485 | WY51-J85
Steel, Soft G25-J87 | M27-J87 | N37-J87 | W47-J87 GG25-J87 | MM33-J87 | NN40-J87 | WW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87

S3AISVHEV INOH
39Nl ? SdIN ‘3719V1¥0d

TThese stones require the use of Master Holders.

SNITOOL ®
S3AISVIEY NOLSND

www.sunnen.com
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Retractable Mandrels

The Sunnen KR and BLR
series of honing mandrels
with retractable stone
assemblies ensure greater
efficiency in virtually all
bore sizing and finishing
operations.

The retractable KR
mandrel series is available
for diameter ranges from
.185"-.744” (4,70-18,90
mm). The longer BLR
series of retractable
mandrels is also available
for the same diameter
ranges from .185” - .495”
(4.70 - 12.57 mm).

Retractable mandrel and stone assemblies are available at the same
price as the non-retractable mandrel units.

Benefits of Sunnen’s Retractable Mandrels:

» Stones are retracted from the cutting position for much easier loading
and unloading of parts which increases production and lowers
manufacturing costs.

Stronger mandrels remove stock at a faster rate, increasing production
speeds and lowering cost per part honed.

Units come with extended wear surfaces (shoes) standard, in either
hard steel or plated diamond. This ensures longer service life and
significantly reduces centerline changes from cycle to cycle. Also,
downtime is lowered which increases productivity and reduces

unit costs.

Mandrel units have hardened wedges to prolong wedge life. This
assures high performance honing from start to finish for better cost
efficiency.

The stone retraction feature is ideal for use in automated applications
facilitating loading and unloading, reducing labor costs.

Retraction marks and scratches that can occur when taking the part
off the mandrel after honing are greatly minimized. This ensures a
consistently higher-quality end product.

Mandrel
Adapter
Stone

Wedge Guide Wedge

Retractable Mandrel Options

Diamond Plated Super Mandrels —
Designed to provide a long-wearing guide shoe to increase mandrel life in
some applications...plus faster stock removal in difficult materials (chrome,
carbide). Plated with 220 grit diamond.

Carbide Shoe Mandrels —

(Available on Special Order)

Two types of Carbide Shoe Mandrels are available for high-production
applications. Available in either Round Carbide Rod Inserted and Full
Carbide Shoe Mandrels. In the correct application they will last significantly
longer than standard hardened mandrels and prevent galling in exotic
materials such as 303 stainless steel. When ordering full-carbide type
specify starting and finish diameter.

Extended Shank Mandrels —

(Available on Special Order)

Extended Shank Mandrels are available for honing parts that are too long to
be honed with a standard mandrel.

Metal Bond Superabrasive Insert Mandrels —

(Available on Special Order)

For applications where a long lasting mandrel is needed and the materials
being honed reacts negatively with either a hardened or carbide shoe
mandrel. Single or double insert mandrels in either CBN or diamond are
available.

How To Order

To order a retractable KR-16 13,36 mm - 14,15 mm (.526"-.557”") diameter mandrel, simply add “R” after the “K” (or after the “BL”) from the corresponding table
on pages 2.14 - 2.44 in this catalog. SEE EXAMPLE BELOW (from page 2.30 of catalog):

Order 1-5 For Complete K16 or J-K16 Honing Units

Diameter Range K16 J-K16 Truing Adapter Alignment Honing
12,57 mm - 15,72 mm Mandrel Mandrel Sleeve For J-K16 mandrels Bushing Stone
.495” - .619” Includes wedge Includes wedge order J-K16-A adapter
Mandrel With Steel Mandrel With ) ) ) )
) Standard Shank Extra-Long Shank With stone retainer For machines with fully
mm inches Choose One Suffix Choose One Suffix and wedge guide adjustable spindle nose
12,57-13,36 | .495-.526 | K16-495A |S|H|B| J-K16-495A [S|H |B|  S-495 K16-A C-495
13,36-14,15 | .526-.557 | (K16-526A> [S|H|B| J-K16-526A [S|H*[B]  S-526 C_K16-A D C-526 Contact Customer
14,15-14,94 | 557-.588 | K16-557AR [S|H|B| J-K16-557A [S|H*|B| S-557 /[ K16-A C-557 SAevraVi',g?)”Fit‘;r
14,94-15,72 | .588-.619 | K16-588A |S|H|B| J-K16-588A [S[|H*[B]  S-588 / _KI16-A C-588
/
Example: KR16-526AH KR16-A KR16-__

* Special Order - Contact Customer Service

1-800-325-3670



CGT KROSSGRINDING®

Plated diamond tools

INTRODUCTION

CGT KROSSGRINDING® tools are free-cutting, full contact tools that provide
extreme accuracy, excellent stock removal capability and durable diamond
grit for long tooling life. These tools provide consistent bore size and
unparalleled roundness, holding tolerances to within 0,00025 mm (0.000010
inch). The plated diamond tooling expands during the honing process and
provides cutting rates superior to grinding or other bore sizing processes.
Tool wear is reduced to a point next to zero per piece, and the process can
provide a controlled or even plateau surface finish with a crosshatch pattern
similar to that produced by the standard honing process.

APPROXIMATE SURFACE FINISHES

The surface finishes shown in the following chart are approximate. Actual
surface finish will vary, depending on your particular operation, type and
hardness of material being finished, and tool condition.

34INS NOILD3T3S
LINN ONINOH

(gg1 %2 ‘9din ‘03 “1N ‘HS)
S3ANIHOVIN 1v1S3a3ad

Approximate Surface Finish

Grit Size
D5 (220 Grit)

Material D1 (70 Grit) D3 (100 Grit) D7 (320 Grit) D8 (400 Grit) D00 (1200 Grit)

Surface Finish in Micrometers - ym and Microinches - p" Ra

www.sunnen.com

Soft Steel 1,17-2,39 0,69-1,52 0,36-0,89 0,25-0,69 0,15-0,51 0,05-0,28

Hard Steel | 0,51-1,52 | 20-60 | 0,30-0,97 | 12-38 | 0,18-0,53 | 7-21 0,13-0,41 | 5-16 | 0,08-0,21 | 3-11 | 0,02-0,10 | .80-4
Aluminum 0,97-2,46 | 38-97 | 0,61-1,93 | 24-76 | 0,30-1,02 | 12-40 | 0,25-0,69 | 10-27 | 0,18-0,41 | 7-16 | 0,08-0,13 | 3.00-5
Cast Iron 0,61-2,39 | 24-94 | 0,38-1,52 | 15-60 | 0,23-0,89 | 9-35 | 0,15-0,71 | 6-28 | 0,10-0,56 | 4-22 | 0,03-0,33 | 1.30-13
Bronze 0,94-2,84 | 37-112 | 0,61-1,80 | 24-71 | 0,25-0,99 | 10-39 | 0,20-0,71 | 8-28 | 0,10-0,53 | 4-21 | 0,02-0,20 | .80-8
Carbide 0,79-0,97 | 31-38 | 0,43-0,61 | 17-24 | 0,18-0,36 | 7-14 | 0,10-0,28 | 4-11 0,05-0,18 | 2-7 0,01-0,03 | .25-7
Copper 0,94-2,84 | 37-112 | 0,61-1,80 | 24-71 | 0,25-0,99 | 10-39 | 0,20-0,71 | 8-28 | 0,10-0,53 | 4-21 | 0,02-0,20 | .80-8
Brass 1,07-2,84 0,61-1,80 0,28-0,99 0,23-0,71 0,13-0,53 0,03-0,20
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KROSSGRINDING® Tooling and Alignment Bushing

Superabrasive KROSSGRINDING® Tools
Selection Guide

How to Use Selection Guide
» Select Diameter Range
* Located Tool Part Number: CGT 36 - 1125- D*

KROSSGRINDING?® Tool
Tool Family
Nominal Size
Grit Size (D - Diamond)
* Grit Sizes Available
(See D* in the following Selection Guide):

D1 = 70 Grit D7 = 320 Grit
D3 =100 Grit D8 =400 Grit
D5 =220 Grit DO =600 Grit

Alignment Bushings

For aligning tool with adjustable spindle nose, use
Sunnen Runout Indicator Assembly

(CGM-4005).

Accurate centering of Sunnen KROSSGRINDING®
Tools requires a concentric Alignment Bushing. The
ID of the bushing should be the same as the starting
diameter of the workpiece.

For workpieces whose starting diameters fall between
the diameters listed, the bushing should be honed out
to the workpiece starting diameter.

Allow two weeks delivery for CGT Tools

KROSSGRINDING' Tool/Alignment Bushing Selection Guide

Diameter
Range
of Tool

Nominal

Size (D*-See How
to Use)

Part No.
CGT7-218-D*t

mm
5,46-5,59

mm| in

Tool A
Shank
Length

mm| in

Diameter
Range
of Tool

Nominal
Size

B Align-
Abrasive ment
Length Bushing

mm | in | PartNo.
CGC-215

mm

8,00-8,15

mm | in
.315-.321

Tool A B
(D*-See How
to Use)

Part No.
CGT10-318-D*

Standard CGT tools are designed to produce
bores within 0,005 mm straight and round in
uninterrupted bores of abrasive length after
sizing a reasonable number of bores to find the
optimum operating setup. CGT tools may pro-
duce bores within 0,001 mm straight and round
with the limited use of a Diamond Conditioning
sleeve (DCS). These conditioning sleeves only
remove or flatten a fraction of the percentage
of the available grits so no great loss of tool life
is expected. Results will be dependent on appli-
cations. Sunnen will verify tools to produce
required straight and round specification on a
test bushing for an added charge. There may
also be an added one-time charge for tooling

if the projected sales of the specific tool is not
large enough for Sunnen to absorb the added
capital expense.

Align-
ment
Bushing

Part No.
CGC-315

Shank
Length

mm | in
44,45

Abrasive
Length

mm | in
47,62

5,61(.221| 5,54-5,66 -.223| CGT7-221-D*t (34,92

1.375

41,3 {1.626| CGC-218 § 8,15 |.321| 8,08-8,23 |.318-.324

CGT10-321-D*

44,45(1.750|47,62|1.875| CGC-318

5,69(.224| 5,61-5,74 -.226| CGT7-224-D*t (34,92

1.375

41,3 {1.626| CGC-221 § 8,23 |.324| 8,15-8,31 |.321-.327

CGT10-324-D*

44,45(1.750(47,62|1.875| CGC-321

5,77(.227| 5,69-5,82 -229| CGT7-227-D*t (34,92

1.375

41,3 [1.626| CGC-224 § 8,31 |.327| 8,23-8,38 |.324-.330

CGT10-327-D*

44,45(1.750(|47,62|1.875| CGC-324

5,84|.230| 5,77-5,89 -.232| CGT7-230-D*t |34,92

1.375

41,3 [1.626| CGC-227 |§ 8,38 |.330| 8,31-8,46 |.327-.333

CGT10-330-D*

44,45|1.750(47,62|1.875| CGC-327

5,92|.233| 5,84-5,97 -.235| CGT7-233-D*t+ [34,92

1.375

41,3 [1.626] cGc-230 )| 8,46 [.333] 8,38-8,53 [.330-.336

CGT10-333-D*

44,45(1.750(47,62|1.875| CGC-330

5,99|.236| 5,92-6,05 -.238| CGT7-236-D*t+ |34,92

1.375

41,3 11.626| CGC-233 § 8,53 |.336| 8,46-8,61 |.333-.339

CGT10-336-D*

44,45(1.750(47,62|1.875| CGC-333

6,07 .239| 5,99-6,12 -.241| CGT7-239-D*t (34,92

1.375

41,3 {1.626| CGC-236 § 8,61 [.339| 8,53-8,69 |.336-.342

CGT10-339-D*

44,45(1.750|47,62|1.875| CGC-336

6,15(.242| 6,07-6,20 -.244| CGT7-242-D*t (34,92

1.375

41,3 [1.626| CGC-239 |} 8,69 |.342| 8,61-8,76 |.339-.345

CGT10-342-D*

44,45(1.750|47,62|1.875| CGC-339

6,22 |.245| 6,15-6,27 -.247| CGT7-245-D*t (34,92

1.375

41,3 [1.626| CGC-242 § 8,76 |.345| 8,69-8,84 |.342-.348

CGT10-345-D*

44,45(1.750|47,62|1.875| CGC-342

6,30|.248| 6,22-6,35 -.250| CGT7-248-D*t (34,92

1.375

41,3 11.626| CGC-245 | 8,84 |.348| 8,76-8,92 |.345-.351

CGT10-348-D*

44,45(1.750(47,62|1.875| CGC-345

6,35|.250| 6,27-6,40 -.252| CGT8-250-D*t (44,45

1.750

44,45(1.750| CGC-247 |y 8,92 |.351| 8,84-8,99 |.348-.354

CGT10-351-D*

44,45(1.750(47,62|1.875| CGC-348

6,43|.253| 6,35-6,48 -.255| CGT8-253-D*t+ |44,45

1.750

44,45|1.750| CGC-250 |y 8,99 |.354| 8,92-9,07 |.351-.357

CGT10-354-D*

44,45(1.750(47,62|1.875| CGC-351

6,50 [.256| 6,43-6,55 -.258 | CGT8-256-D*t (44,45

1.750

44,45|1.750| CGC-253 |§ 9,07 |.357| 8,99,9,14 |.354-.360

CGT10-357-D*

44,45(1.750(|47,62|1.875| CGC-354

6,58 [.259| 6,50-6,63 -.261| CGT8-259-D*t (44,45

1.750

44,45(1.750| CGC-256 § 9,14 |.360| 9,07-9,22 |.357-.363

CGT10-360-D*

44,45(1.750|47,62|1.875| CGC-357

6,65 (.262| 6,58-6,71 -.264| CGT8-262-D*t (44,45

1.750

44,45(1.750| CGC-259 § 9,22 |.363| 9,14-9,30 |.360-.366

CGT10-363-D*

44,45(1.750|47,62|1.875| CGC-360

6,73|.265| 6,66-6,78 -.267| CGT8-265-D*t |44,45

1.750

44,45|1.750| CGC-262 j§ 9,30 |.366| 9,22-9,37 |.363-.369

CGT10-366-D*

44,45(1.750(47,62|1.875| CGC-363

6,81|.268| 6,73-6,86 -270| CGT8-268-D*t+ |44,45

1.750

44,45|1.750| CGC-265 j§ 9,37 |.369| 9,30-9,45 |.366-.372

CGT10-369-D*

44,45(1.750(47,62|1.875| CGC-366

6,88 (.271| 6,81-6,93 -273| CGT8-271-D*t (44,45

1.750

44,45|1.750| CGC-268 j§ 9,45 |.372| 9,37-9,53 |.369-.375

CGT10-372-D*

44,45|1.750(47,62|1.875| CGC-369

6,96 [.274| 6,88-7,01 -276| CGT8-274-D*t (44,45

1.750

44,45(1.750| CGC-271 § 9,53 |.375| 9,42-9,63 |.371-.379

CGT12-375-D*t

46,02(1.812(50,80|2.000| CGC-371

7,04(.277| 6,96-7,09 -279| CGT8-277-D*t |44,45

1.750

44,45(1.750| CGC-274 § 9,63 |.379| 9,53-9,73 |.375-.383

CGT12-379-D*t

46,02(1.812|50,80{2.000| CGC-375

7,111.280| 7,04-7,16 -.282| CGT8-280-D*t |44,45

1.750

44,45|1.750| CGC-277 |§ 9,73 |.383| 9,63-9,83 |.379-.387

CGT12-383-D*

46,02(1.812|50,80{2.000| CGC-379

7,19(.283| 7,11-7,24 -.285| CGT8-283-D*t |44,45

1.750

44,45|1.750| CGC-280 §§ 9,83 |.387| 9,73-9,93 |.383-.391

CGT12-387-D*

46,02(1.812(50,80{2.000| CGC-383

7,26|.286| 7,19-7,32 -.288| CGT8-286-D*t+ |44,45

1.750

44,45|1.750| CGC-283 j§ 9,93 |.391]| 9,83-10,03 |.387-.395

CGT12-391-D*

46,02(1.812(50,80{2.000| CGC-387

7,34 (.289| 7,26-7,39 -.291| CGT8-289-D*t |44,45

1.750

44,45(1.750| CGC-286 § 10,03|.395| 9,93-10,13 |.391-.399

CGT12-395-D*

46,02(1.812(50,80|2.000| CGC-391

7,42(.292| 7,34-7,47 -.294| CGT8-292-D*t |44,45

1.750

44,45(1.750| CGC-289 §10,13|.399(10,03-10,24 | .395-.403

CGT12-399-D*

46,02(1.81250,80{2.000| CGC-395

7,49 (.295| 7,42-7,54 -.297| CGT8-295-D*t |44,45

1.750

44,45(1.750| CGC-292 §10,23|.403 | 10,13-10,34 | .399-.407

CGT12-403-D*

46,02(1.812|50,80{2.000| CGC-399

7,57|.298| 7,49-7,62 -.300| CGT8-298-D*t |44,45

1.750

44,45(1.750| CGC-295 §10,34|.407 | 10,24-10,44 | .403-.411

CGT12-407-D*

46,02(1.812|50,80{2.000| CGC-403

7,65(.301| 7,57-7,70 -.303| CGT8-301-D*t+ |44,45

1.750

44,45|1.750| CGC-298 4 10,46|.412|10,36-10,57 | .408-.416

CGT12-412-D*

46,02(1.812(50,80{2.000| CGC-408

7,72|.304| 7,65-7,77 -.306| CGT8-304-D*t+ |44,45

1.750

44,45|1.750| CGC-301 10,56 |.416|10,46-10,67 | .412-.420

CGT12-416-D*

46,02(1.812(50,80{2.000| CGC-412

7,80(.307| 7,72-7,85 -.309| CGT8-307-D*t+ |44,45

1.750

44,45(1.750| CGC-304 §10,67|.420(10,57-10,77 | .416-.424

CGT12-420-D*

46,02(1.812|50,80{2.000| CGC-416

7,87(.310| 7,80-7,93 -.312| CGT8-310-D*t |44,45

1.750

44,45(1.750| CGC-307 §10,77|.424|10,67-10,87 | .420-.428

CGT12-424-D*

46,02(1.812|50,80{2.000| CGC-420

7,92(.312| 7,85-8,00 -.315| CGT10-312-D* [44,45

1.750

47,62(1.875| CGC-309 §10,87|.428|10,77-10,97 | .424-.432

CGT12-428-D*

46,02(1.812|50,80{2.000| CGC-424

7,92-8,08 CGT10-315-D*

NOTE:

consult your Sunnen Field Engineer.

For bore diameter sizes below 5,46 mm (.215") and above 31,50 mm (1.260"),

CGC-312 10,87-11,07 | .428-.436

TNOTE: Not available in D1 (70 Grit).

1-800-325-3670

CGT12-432-D*

46,02 50,80 CGC-428

*NOTE: See How to Use Selection Guide



KROSSGRINDING® Tooling and Alignment Bushing

KROSSGRINDING® Tool/Alignment Bushing Selection Guide

Nominal Diameter Tool A B Align- Nominal Diameter Tool A B Align-
Range (D*-See How Shank Abrasive ment Size Range (D*-See How Shank Abrasive ment
of Tool to Use) Length Length Bushing of Tool to Use) Length Length Bushing
Part No. i i Part No. mm in mm in Part No. mm in mm in Part No.
10,97-11,20| .432-.441| CGT14-437-D* |52,37 CGC-432 |4 18,86 .743 [18,67-19,05| .735-750 | CGT22-743-D* | 85,70 (3.374| 8255 |3.250| CGC-735
11,07-11,30 | .436-.445| CGT14-441-D* |52,37 CGC-436 [ 19,04 | .750 {18,82-19,25| .741-758 | CGT24-750-D* | 92,05 [3.624 88,90 |3.500| CGC-741
11,20-11,43 | .441-.450| CGT14-446-D* |52,37 CGC-441 19,27 .759 | 19,05-19,48| .750-.767 | CGT24-759-D* | 92,05 |3.624| 88,90 [3.500| CGC-750
11,33-11,56 | .446-.455| CGT14-451-D* |52,37 CGC-446 19,50|.768 |19,28-19,71| .759-776 | CGT24-768-D* | 92,05 |3.624| 88,90 [3.500| CGC-759
11,46-11,68 | .451-.460| CGT14-456-D* |52,37 CGC-451 }§19,73|.777 |19,51-19,94| .768-785 | CGT24-777-D* | 92,05 |3.624| 88,90 [3.500| CGC-768
11,58-11,81 .456-.465| CGT14-461-D* |52,37 CGC-456 19,96 .786 [19,74-20,17| .777-794 | CGT24-786-D* | 92,05 [3.624| 88,90 |3.500| CGC-777
11,71-11,94 | 461-.470| CGT14-466-D* |52,37 CGC-461 420,08 .795 [19,96-20,40| .786-803 | CGT24-795-D* | 92,05 [3.624| 88,90 |3.500| CGC-786
11,84-12,07 | .466-.475| CGT14-471-D* |52,37 CGC-466 20,31 .804 {20,19-20,62| .795-812 | CGT24-804-D* | 92,05 [3.624| 88,90 |3.500| CGC-795
11,96-12,19|.471-.480| CGT14-476-D* |52,37 CGC-471 20,64 | .813 |20,40-20,88| .803-822 | CGT26-813-D* | 98,40 |3.874| 9525 [3.750| CGC-803
12,09-12,32|.476-.485| CGT14-481-D* |52,37 CGC-476 420,89 .823 |20,65-21,13| .813-832 | CGT26-823-D* | 9840 |3.874| 9525 [3.750| CGC-813
12,22-12,45|.481-.490| CGT14-486-D* |52,37 CGC-481 21,17 .834 |20,93-21,41| .824-843 | CGT26-834-D* | 98,40 |3.874| 9525 [3.750| CGC-824
12,34-12,57 | .486-.495| CGT14-491-D* |52,37 CGC-486 421,32 | .844 [21,18-21,67| .834-853 | CGT26-844-D* | 9840 (3.874 9525 |3.750| CGC-834
12,47-12,70|.491-500| CGT14-496-D* |52,37 CGC-491 ] 21,70 .855 [21,46-21,95| .845-864 | CGT26-855-D* | 98,40 (3.874 95,25 |3.750| CGC-845
12,57-12,83.495-.505| CGT16-500-D* |66,65 CGC-495 21,96 | .865 |21,72-22,20| .855-874 | CGT26-865-D* | 98,40 |3.874| 9525 [3.750| CGC-855
12,70-12,95|.500-.510| CGT16-505-D* |66,65 CGC-500 22,23 | .875 |21,97-22,48| .865-885 | CGT28-875-D* |104,75|4.124{101,60(4.000| CGC-865
12,83-13,08|.505-.515| CGT16-510-D* (66,65 CGC-505 22,49 .885 |22,23-22,73| .875-895 | CGT28-885-D* |104,75|4.124{101,60(4.000| CGC-875
12,95-13,21|.510-.520| CGT16-515-D* |66,65 CGC-510 422,34 | .895 [22,48-22,99| .885-905 | CGT28-895-D* |104,75(4.124(101,60|4.000| CGC-885
13,11-13,36 | .516-.526 | CGT16-521-D* |66,65 CGC-516 4 23,02| .906 |22,76-23,27| .896-916 | CGT28-906-D* |104,75[4.124]101,60({4.000| CGC-896 |
13,23-13,49|.521-.531| CGT16-526-D* (66,65 CGC-521 | 23,30| .917 [23,04-23,55| .907-927 | CGT28-917-D* |104,75(4.124(101,60|4.000| CGC-907 é
13,36-13,61|.526-.536 | CGT16-531-D* |66,65 CGC-526 [ 23,55|.927 |23,29-23,80| .917-937 | CGT28-927-D* |104,75|4.124{101,60(4.000| CGC-917 i
13,49-13,74|.531-.541| CGT16-536-D* |66,65 CGC-531 23,81 .937 | 23,55-24,05| .927-947 | CGT30-937-D* |104,75|4.124{101,60({4.000| CGC-927 g
13,61-13,87|.536-.546 | CGT16-541-D* (66,65 CGC-536 [} 24,06 | .947 |23,80-24,31| .937-957 | CGT30-947-D* |104,75|4.124{101,60{4.000| CGC-937 N
13,74-14,00|.541-.551| CGT16-546-D* |66,65 CGC-541 [ 24,34 | .958 [24,08-24,59| .948-968 | CGT30-958-D* |104,75(4.124(101,60|4.000| CGC-948 E
13,87-14,12| .546-.556 | CGT16-551-D* |66,65 CGC-546 [ 24,62 | .969 [24,36-24,87| .959-979 | CGT30-969-D* |104,75(4.124(101,60|4.000| CGC-959 g
14,00-14,25|.551-.561| CGT16-556-D* |66,65 CGC-551 24,90 .980 |24,64-25,15| .970-990 | CGT30-980-D* |104,75(4.124(101,60|4.000| CGC-970 rzn
14,12-14,40| .556-.567 | CGT18-562-D* |73,00 CGC-556 [} 25,15|.990 | 24,89-25,40(.980-1.000 | CGT30-990-D* |104,75|4.124{101,60{4.000| CGC-980 G
14,27-14,55|.562-.573| CGT18-568-D* |73,00 CGC-562 [} 25,41(1.000|25,15-25,65| .990-1.010 | CGT32-1000-D* |104,75|4.124{101,60{4.000| CGC-990
14,43-14,71|.568-.579| CGT18-574-D* |73,00 CGC-568 | 25,66 (1.010|25,40-25,91(1.000-1.020{ CGT32-1010-D* |104,75|4.124|101,60({4.000 | CGC-1000
14,61-14,88|.575-.586 | CGT18-581-D* |73,00 CGC-575 | 25,94 |1.021(25,68-26,19(1.011-1.031| CGT32-1021-D* |104,75(4.124|101,60|4.000| CGC-1011
14,76-15,04|.581-.592| CGT18-587-D* |73,00 CGC-581 | 26,19(1.031|25,93-26,44|1.021-1.041| CGT32-1031-D* |104,75(4.124|101,60|4.000| CGC-1021
14,91-15,19|.587-.598 | CGT18-593-D* |73,00 CGC-587 | 26,45(1.041|26,19-26,70(1.031-1.051| CGT32-1041-D* |104,75|4.124|101,60(4.000 | CGC-1031
15,09-15,37|.594-.605| CGT18-600-D* |73,00 CGC-594 | 26,73|1.052|26,47-26,97(1.042-1.062| CGT32-1052-D* |104,75|4.124|101,60({4.000 | CGC-1042
15,24-15,52| .600-.611| CGT18-606-D* |73,00 CGC-600 [ 26,98 1.062|26,72-27,23(1.052-1.072| CGT34-1062-D* |104,75|4.124|101,60({4.000 | CGC-1052
15,39-15,67|.606-.617| CGT18-612-D* |73,00 CGC-606 [ 27,26(1.073|27,00-27,51(1.063-1.083| CGT34-1073-D* |104,75|4.124|101,60({4.000 | CGC-1063
15,54-15,82|.612-.623| CGT18-618-D* |73,00 CGC-612 27,54 |1.084|27,28-27,79(1.074-1.094| CGT34-1084-D* |104,75|4.124|101,60({4.000 | CGC-1074
15,70-16,03|.618-.631| CGT20-625-D* |79,35 CGC-618 | 27,79|1.094|27,53-28,04(1.084-1.104| CGT34-1094-D* |104,75|4.124|101,60{4.000 | CGC-1084
15,88-16,21|.625-.638| CGT20-632-D* |79,35 CGC-625 | 28,07|1.105|27,81-28,32(1.095-1.115| CGT34-1105-D* |104,75|4.124|101,60({4.000 | CGC-1095
16,05-16,38|.632-.645| CGT20-639-D* |79,35 CGC-632 | 28,33|1.115|28,07-28,58(1.105-1.125| CGT34-1115-D* |104,75|4.124|101,60({4.000 | CGC-1105
16,23-16,56 | .639-.652| CGT20-646-D* |79,35 CGC-639 | 28,58 1.125|28,32-28,83(1.115-1.135| CGT36-1125-D* |104,75|4.124|101,60({4.000 | CGC-1115
16,41-16,74 | .646-.659| CGT20-653-D* |79,35 CGC-646 | 28,74 |1.135|28,58-29,081.125-1.145| CGT36-1135-D* |104,75|4.124|101,60{4.000 | CGC-1125
16,59-16,92|.653-.666 | CGT20-660-D* |79,35 CGC-653 | 29,11|1.146|28,85-29,36(1.136-1.156| CGT36-1146-D* |104,75|4.124|101,60{4.000 | CGC-1136
16,76-17,09|.660-.673| CGT20-667-D* |79,35 CGC-660 ¥ 29,39|1.157|29,13-29,64(1.147-1.167| CGT36-1157-D* |104,75|4.124|101,60{4.000 | CGC-1147
16,94-17,27.667-.680 | CGT20-674-D* |79,35 CGC-667 | 29,65(1.167(29,39-29,90(1.157-1.177| CGT36-1167-D* |104,75(4.124|101,60|4.000| CGC-1157
17,12-17,45|.674-.687 | CGT20-681-D* |79,35 CGC-674 §29,90(1.177|29,64-30,15(1.167-1.187| CGT36-1177-D* |104,75|4.124|101,60({4.000 | CGC-1167
17,27-17,65|.680-.695| CGT22-688-D* |85,70 CGC-680 | 30,16|1.187|29,90-30,40(1.177-1.197| CGT38-1187-D* |104,75|4.124|101,60{4.000 | CGC-1177
17,45-17,83|.687-.702| CGT22-695-D* |85,70 CGC-687 | 30,31(1.197|30,15-30,66(1.187-1.207| CGT38-1197-D* |104,75|4.124|101,60{4.000 | CGC-1187
17,65-18,03|.695-.710| CGT22-703-D* |85,70 CGC-695 | 30,66|1.207|30,40-30,91(1.197-1.217| CGT38-1207-D* |104,75|4.124|101,60{4.000 | CGC-1197
17,86-18,24|.703-.718| CGT22-711-D* |85,70 CGC-703 | 30,94 1.218[30,68-31,19(1.208-1.228| CGT38-1218-D* |104,75(4.124|101,60|4.000| CGC-1208
18,06-18,44|.711-.726 | CGT22-719-D* |85,70 CGC-711 | 31,22|1.229|30,96-31,47(1.219-1.239| CGT38-1229-D* |104,75|4.124|101,60({4.000 | CGC-1219
18,26-18,64|.719-.734| CGT22-727-D* |85,70 CGC-719 | 31,50(1.240|31,24-31,75(1.230-1.250| CGT38-1240-D* |104,75|4.124|101,60({4.000 | CGC-1230
18,47-18,85|.727-.742| CGT22-735-D* (85,70 CGC-727 | 31,76(1.250(31,50-32,00(1.240-1.260] CGT38-1250-D* |104,75|4.124101,60|4.000 | CGC-1240

NOTE: For bore diameter sizes below 5,46 mm (.215") and above 31,50 mm (1.260"), consult your Sunnen Field Engineer.
CGT16 & Larger Tools for use in SV Machines, consult your local Field Representative.

www.sunnen.com

*NOTE: See How to Use Selection Guide
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HPH

High-Precision Helix Single Stroke Honing® Tools

INTRODUCTION

The Single Stroke Honing® process is a fast and accurate method

of sizing certain bores to final size. With the high-precision helix tool,
the efficient process is now available for high production applications.
Sunnen’s high-production helix tools incorporate an expandable,
superabrasive sleeve mounted on a tapered mandrel for precision
bore sizing and finishing.

The mandrels and pilots of Sunnen’s high-precision helix, Single
Stroke Honing® tools are designed for maximum accuracy and fast
cycle times. Sunnen stocks a wide variety of high-precision helix tools,
ready to ship, for most applications.

It should be pointed out that the Single Stroke Honing® process is
limited with respect to the types and volumes of material that can be
removed. The size and volume of chips removed must be no more
than there is clearance for between the diamond grits on the sleeve.
Therefore, the Single Stroke Honing® process is best suited for honing
operations that produce a relatively low volume of chips, such as
interrupted or short bores, and is most successful in honing cast iron
and powdered metals.

HONING HINTS - SELECTION HINTS

Although actual stock removal capability of the grit sizes offered will
vary with your particular application, the following table is provided as a
starting point. It lists the abrasive grits and the stock removal range
found useful on various applications of the Sunnen Single Stroke
Honing® Tools in the past.

TOOL DIMENSIONS

The Sunnen High-Precision Helix Single Stroke Honing® Tools are
recommended for use in selected materials, where speed and accuracy
are important.

To aid you in adapting your machine(s) for use of the Sunnen Single
Stroke Honing® Tool, the following Tool Dimensions Table is provided.
Mandrel dimensions may be altered using common metal cutting tools.

PLATED TOOLING

GRIT STOCK REMOVED
SIZE (Cast Iron)
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D1 .001 - .003 in. (0,08 - 0,13 mm)

D3 .0005 -.002 in. (0,01 - 0,05 mm)

D5 .0001 - .001 in. (0,003 - 0,03 mm)

SURFACE FINISH

The surface finish produced by a particular grit is affected by many
variables, such as type of material, material hardness, and tool
sharpness. The following table is offered as a guide:

HOW TO ORDER
To avoid errors use the Part Numbers and Descriptions given in the
Selection Guide.

EXAMPLE
Starting Diameter:
Finish Diameter:
Material:

Surface Finish Req:

.501 in. (12,73 mm)
.502 in. (12,75 mm)
Cast Iron

32 pin Ra (0,8 ym Ra)

A. Using the tool dimension table, on the following pages to locate the
diameter range under which the tool you need will fall.
NOTE: In this example the tool falls into the
499 - 502 in (12,68 - 12,75 mm) diameter range.

B. To purchase individual components, use the selection guide

on the following pages depending on the style mandrel - flat or
round - you need. Move horizontally across the table and select
the proper Abrasive Sleeve, Pilot, Pilot Foot and Mandrel (items
1-4).

NOTE: In this example, we will order all
components for a complete tool:

Item 1 - Abrasive Sleeve 6HPH500D5S
(We chose D5 - 220 grit)

Item 2 - Pilot 6HPH500P

Item 3 - Pilot Foot 6HPH500F

Iltem 4 - Mandrel 6HPHD7MR (round chucking shank)

NOTE: If a flat on the mandrel is required (item 4) you would
order 6HPHD7MRRA9X as shown on page 3.7.

C. When entering the order for parts:

1. Use the Item Name used under the
Number Columns Headings in the
Selection Guide on the following pages.
(Items 1-4 used in step B above).

1.Either the part to be honed or the tool itself must be allowed to float.

2. A continuous flow of Sunnen Industrial Honing Oil or Coolant must
be provided during the honing operation to flush the chips out of
the bore.

3.Honing Speed can vary from 50 to 300 surface feet per minute, based
on your particular application and honing process.

4.Feed Rate can vary from 5 to 200 inches per minute, based on your
particular application and honing process.

5.Stock Removal should be consistent with the grit size of the sleeve and
the surface finish requirements of the bore, based on your particular
application and honing process.

3.4

o Honing Soft Material Honing Hard Material 2. Use the Item Numbers listed under those Columns.
Grit Size Micrometer R, Microinch R, Micrometer R, Microinch R,

D1 2,29-3,56 | 90-140 | 0,51-1,52 20 -60

D3 1,14 - 2,41 45 -95 0,25 -0,64 10 - 25

D5 0,71 - 1,07 28 -42 0,20 - 0,41 8-16

1-800-325-3670




HPH

High-Precision Helix Single Stroke Honing® Tools

FINISHED DIAMETER TOOL RANGE 11 L2 D1 s P
mm \ in. mm in. mm in. mm in. mm In. mm in.
6,325 - 6,401 .249 - 252 269,9 10.63 66,68 2.625 9,525 0.375 76,2 3 34,925 1.375
6,985 - 7,061 275 - 278 269,9 10.63 66,68 2.625 9,525 0.375 76,2 3 34,925 1.375
7,912 - 7,988 3115 - .3145 269,9 10.63 66,68 2.625 9,525 0.375 76,2 3 34,925 1.375
7,976 - 8,052 314 - 317 269,9 10.63 66,68 2.625 9,525 0.375 76,2 3 34,925 1.375
9,500 - 9,576 374 - 377 269,9 10.63 66,68 2.625 12,7 0.5 76,2 3 28,575 1.375 % -
9,982 - 10,058 .393 - .396 269,9 10.63 66,68 2.625 12,7 0.5 76,2 3 28,575 1.125 E %
11,100 - 11,176 437 - 440 269,9 10.63 66,68 2.625 12,7 0.5 76,2 3 28,575 1.125 ; g
11,963 - 12,040 AT1 - 474 295,3 11.63 66,68 2.625 15,875 0.625 101,6 4 28,575 1.125 § g
12,675 - 12,751 499 - 502 295,3 11.63 66,68 2.625 15,875 0.625 101,6 4 28,575 1.125 E ®
13,462 - 13,538 530 - .533 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125 -
13,970 - 14,046 .550 - .553 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125
14,262 - 14,338 .5615 - .5645 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125
14,973 - 15,050 .5895 - .5925 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125
15,850 - 15,926 .624 - 627 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125
15,977 - 16,053 .629 - .632 295,3 11.63 66,68 2.625 19,05 0.75 101,6 4 28,575 1.125
16,967 - 17,043 .668 - .671 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
17,437 - 17,513 .6865 - .6895 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
17,971 - 18,047 7075 - .7105 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
18,974 - 19,050 747 - 750 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
19,025 - 19,101 .749 - 752 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
19,977 - 20,053 .7865 - .7895 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
20,612 - 20,688 .8115 - .8145 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
21,971 - 22,047 .865 - .868 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
22,200 - 22,276 874 - 877 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
23,978 - 24,054 .944 - 947 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125
24,981 - 25,057 .9835 - .9865 320,7 12.63 66,68 2.625 19,05 0.75 127 5 28,575 1.125

Additional Diameter and Grit Size Available - Contact Customer Service.

www.sunnen.com




ABRASIVE SLEEVE

High-Precision Helix Single Stroke Honing® Tools |
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Round Shank Tool Selection Guide HANDRE:

Sunnen High-Precision Helix Single Stroke Honing® Tools Round Shank
Diameter Range 6,35 - 25,0 mm (0.250 - .984 in.)

For sizes not listed, contact Sunnen Customer Service

Nominal Size Finished Diameter Abrasive j Pilot Foot Mandrel Sleeve
Tool Range Sleeve Round Shank Removal Tool

2-HPH-250-D

6,35 | 0.250 | 6,325-6,401 |.249-.252 2-HPH-250-D
2-HPH-250-D

HONING UNIT
SELECTION GUIDE

2HPH250P 2HPH250F 2HPHD7MR 2HPHRCX

3-HPH-276-D
7,0 0.276 6,985 -7,061 |.275-.278 3-HPH-276-D
3-HPH-276-D
3-HPH-313-D
7,94 | 0.313 7,912-7,988 |.3115-.3145| 3-HPH-313-D
3-HPH-313-D
3-HPH-315-D
8,0 0.315 7,976 - 8,052 | .314 - .317 3-HPH-315-D
3-HPH-315-D

3HPH276P 3HPH276F

3HPH313P 3HPH313F 3HPHD7MR 3HPHRCX

3HPH315P 3HPH315F

4-HPH-375-D
9,63 | 0.375 9,500 - 9,576 | .374 - .377 4-HPH-375-D
4-HPH-375-D
5-HPH-394-D
10,0 | 0.394 | 9,982 -10,058 |.393 -.396 5-HPH-394-D
5-HPH-394-D
5-HPH-438-D
11,1 | 0.438 | 11,100 - 11,176 | .437 - .440 5-HPH-438-D
5-HPH-438-D
6-HPH-472-D
12,0 | 0.472 | 11,963 - 12,040 | .471 - .474 6-HPH-472-D
6-HPH-472-D
6-HPH-500-D
12,7 | 0.500 | 12,675- 12,751 | .499 - .502 6-HPH-500-D
6-HPH-500-D
7-HPH-531-D
13,49 | 0.531 | 13,462 - 13,538 | .530 - .533 7-HPH-531-D
7-HPH-531-D
7-HPH-551-D
14,0 | 0.551 | 13,970 - 14,046 | .550 - .553 7-HPH-551-D
7-HPH-551-D
7-HPH-563-D
14,29 | 0.5625 | 14,262 - 14,338 | .5615 - .5645 | 7-HPH-563-D
7-HPH-563-D

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3- 4HPH375P 4HPH375F 4HPHD7MR 4HPHRCX

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-
7-HPH-591-D1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

1-

3-

5-

S5HPH394P 5HPH394F S5HPHD7MR 5HPHRCX

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

S5HPH438P 5HPH438F 5HPHD7MR S5HPHRCX

6HPH472P 6HPH472F

6HPHD7MR 6HPHRCX
6HPH500P 6HPHS500F

7HPH531P 7HPH531F

THPH551P 7HPH551F
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7THPH563P 7HPH563F

7THPHD7MR 7HPHRCX

15,0 | 0.591 | 14,973 - 15,050 | .5895 - .5925 | 7-HPH-591-D
7-HPH-591-D
7-HPH-625-D
15,88 | 0.625 | 15,850 - 15,926 | .624 - .627 7-HPH-625-D
7-HPH-625-D
7-HPH-630-D
16,0 | 0.630 | 15,977 - 16,053 | .629 - .632 7-HPH-630-D
7-HPH-630-D
8-HPH-669-D
17,0 | 0.669 | 16,967 - 17,043 | .668 - .671 8-HPH-669-D
8-HPH-669-D
8-HPH-688-D
17,46 | 0.6875 | 17,437 - 17,513 | .6865 - .6895 | 8-HPH-688-D
8-HPH-688-D
8-HPH-709-D
18,0 | 0.709 | 17,971 - 18,047 | .7075 - .7105 | 8-HPH-709-D
8-HPH-709-D
8-HPH-748-D
19,0 | 0.748 | 18,974 - 19,050 | .747 - .750 8-HPH-748-D
8-HPH-748-D
8-HPH-750-D
19,05 | 0.750 | 19,025 - 19,101 | .749 - .752 8-HPH-750-D
8-HPH-750-D
9-HPH-788-D
20,0 | 0.787 | 19,977 - 20,053 | .7865 - .7895 | 9-HPH-788-D
9-HPH-788-D
9-HPH-813-D
20,64 | 0.8125 | 20,612 - 20,688 | .8115 - .8145 | 9-HPH-813-D
9-HPH-813-D
9-HPH-866-D
22,0 | 0.866 | 21,971 -22,047 | .865 - .868 9-HPH-866-D
9-HPH-866-D
9-HPH-875-D
22,23 | 0.875 | 22,200 - 22,276 | .874 - .877 9-HPH-875-D
9-HPH-875-D
10-HPH-945-D1-
24,0 | 0.945 | 23,978 - 24,054 | .944 - 947 10-HPH-945-D3-
10-HPH-945-D5-
10-HPH-985-D1-S
25,0 0.984 | 24,981 - 25,057 | .9835 - .9865 | 10-HPH-985-D3-S 10HPH985P 10HPH985F
10-HPH-985-D5-S

7THPHG625P 7HPHG625F

7THPHG30P 7HPHG630F

CYLINDER HONING
(SV-15/30/2400 MACHINES)

8HPHG69P 8HPHG69F

8HPHG88P 8HPHG88F

8HPH709P 8HPH709F 8HPHD7MR 8HPHRCX

8HPH748P 8HPH748F

8HPH750P 8HPH750F

HONE ABRASIVES

9HPH788P 9HPH788F

PORTABLE, MPS & TUBE

9HPH813P 9HPHB813F

9HPHD7MR 9HPHRCX
9HPHB866P 9HPHB866F

9HPH875P 9HPH875F

& TOOLING
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10HPHD7MR 10HPHRCX

CUSTOM ABRASIVES

*Adapter Sleeve is necessary for use on Sunnen Multi-Spindle VSS™ systems. Additional Diameter and Grit Size Available - Contact Customer Service.

1-800-325-3670
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Flat Shank Tool Selection Guide

Sunnen High-Precision Helix Single Stroke Honing® Tools Flat Shank
Diameter Range 6,35 - 25,0 mm (0.250 - .984 in.)

For sizes not listed, contact Sunnen Customer Service

Nominal Size Finished Diameter Abrasive Pilot Foot Mandrel Sleeve Adapter
Tool Range Sleeve Flat Shank Removal Sleeve
i i Tool

2-HPH-250-D
6,35 | 0.250 | 6,325 - 6,401 .249 - 252 2-HPH-250-D
2-HPH-250-D
3-HPH-276-D
7,0 | 0.276 | 6,985 - 7,061 275 - 278 3-HPH-276-D
3-HPH-276-D

L1INN ONINOH

2HPH250P 2HPH250F 2HPHD7MRRA9X 2HPHRCX

3din9 NOILO3T3S

3HPH276P 3HPH276F

3-HPH-313-D
7,94 | 0.313 | 7,912 -7,988 .3115 - 3145 | 3-HPH-313-D
3-HPH-313-D
3-HPH-315-D
8,0 | 0.315 | 7,976 - 8,052 314 - 317 3-HPH-315-D
3-HPH-315-D
4-HPH-375-D
9,53 | 0.375 | 9,500 - 9,576 .374 - 377 4-HPH-375-D
4-HPH-375-D
5-HPH-394-D
10,0 | 0.394 | 9,982 -10,058 |.393 - .396 5-HPH-394-D
5-HPH-394-D
5-HPH-438-D
11,1 | 0.438 | 11,100 - 11,176 |.437 - .440 5-HPH-438-D
5-HPH-438-D
6-HPH-472-D
12,0 | 0.472 | 11,963 - 12,040 |.471 - 474 6-HPH-472-D
6-HPH-472-D
6-HPH-500-D
12,7 | 0.500 | 12,675 - 12,751 |.499 - .502 6-HPH-500-D
6-HPH-500-D
7-HPH-531-D
13,49| 0.531 | 13,462 - 13,538 |.530 - .533 7-HPH-531-D
7-HPH-531-D

3HPH313P 3HPH313F 3HPHD7MRRA9X 3HPHRCX HPH23

3HPH315P 3HPH315F

4HPH375P 4HPH375F 4HPHD7MRRA9X 4HPHRCX

5HPH394P 5HPH394F 5HPHRCX HPH45
5HPHD7MRRA9X

5HPH438P 5HPH438F S5HPHRCX

(g91 2 ‘ag ‘03 “TN ‘HS)
SANIHOVIN 1v1s3a3ad

6HPH472p | BHPHAT2F

6HPHD7MRRA9X 6HPHRCX HPH6
6HPH500p |  BHPH500F

7HPH531p | THPHS31F

1-
3-
5-
12
3-
5-
1
3-
5-
1-
3-
5-
1
3-
5-
1-
3-
5-
1-
3-
5-
1
3-
5-
1-
3-
5-
1-
3-
5-
7-HPH-551-D1-
14,0 | 0.551 | 13,970 - 14,046 |.550 - .553 7-HPH-551-D3-
7-HPH-551-D5-
7-HPH-563-D1-
14,29 0.5625 | 14,262 - 14,338 |.5615 - .5645 | 7-HPH-563-D3-
5-
1-
3-
5-
1
3-
5-
1-
3-
5-
1-
3-
5-
1-
3-
5-
1
3-
5-
1-
3-
5-
1-
3-
5-
1-
3-
5-
1-
3-
5-
10
3-
5-
1
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7HPHse3p |  THPHS63F
7-HPH-563-D
7-HPH-591-D
15,0 | 0.591 | 14,973 - 15,050 |.5895 - .5925 | 7-HPH-591-D
7-HPH-591-D
7-HPH-625-D
15,88 | 0.625 | 15,850 - 15,926 |.624 - 627 | 7-HPH-625-D
7-HPH-625-D
7-HPH-630-D
16,0 | 0.630 | 15,977 - 16,053 |.629 - .632 | 7-HPH-630-D
7-HPH-630-D
8-HPH-669-D
17,0 | 0.669 | 16,967 - 17,043 |.668 - 671 | 8-HPH-669-D
8-HPH-669-D
8-HPH-688-D
17,46 | 0.6875 | 17,437 - 17,513 |.6865 - .6895 | 8-HPH-688-D
8-HPH-688-D
8-HPH-709-D
18,0 | 0.700 | 17,971 - 18,047 |.7075 - .7105 | 8-HPH-709-D
8-HPH-709-D
8-HPH-748-D
19,0 | 0.748 | 18,974 - 19,050 |.747 - .750 | 8&-HPH-748-D
8-HPH-748-D
8-HPH-750-D
19,05| 0.750 | 19,025 - 19,101 |.749 - 752 | 8-HPH-750-D
8-HPH-750-D
9-HPH-788-D
20,0 | 0.787 | 19,977 - 20,053 |.7865 - .7895 | 9-HPH-788-D
9-HPH-788-D
9-HPH-813-D
20,64 |0.8125 | 20,612 - 20,688 |.8115 - .8145 | 9-HPH-813-D
9-HPH-813-D
9-HPH-866-D
22,0 | 0.866 | 21,971 - 22,047 |.865-.868 | 9-HPH-866-D
9-HPH-866-D
9-HPH-875-D
22,23| 0.875 | 22,200 - 22,276 |.874 - 877 | 9-HPH-875-D3-
9-HPH-875-D5-

10-HPH-945-D1-
24,0 | 0.945 | 23,978 - 24,054 |.944 - .947 10-HPH-945-D3- 10HPH945P 10HPH945F
10:-HPR-995-05-2 10HPHD7MRRA9X |  10HPHRCX
25,0 | 0.984 | 24,981 - 25,057 |.9835 - .9865 | 10-HPH-985-D3-S | 10HPH9ssp | 10HPH985F
10-HPH-985-D5-S

7HPHD7MRRA9X 7HPHRCX
7HPH591p | THPHS91F

7HPHe25P |  7HPHG25F

7HPHe3op |  THPHE30F

ONINOH ¥3ANITAD

gHPHeeop | B8HPHBE9F

(SaANIHOVIN 00%2Z/0€/SL-AS)

8HPHeggp | BHPHGBSF

8HPH709F 8HPHD7MRRA9X 8HPHRCX
8HPH709P HPH710

8HPH74gp | BHPH748F

gHPH750P | BHPH750F

SIAISYHEY ANOH
39Nl ® SdIN ‘3719V180d

9HPH7ggp | 9OHPH788F

9HPHg13p | 9OHPHB13F
9HPHD7MRRAX 9HPHRCX

9HPHgeep | 9HPHBEEF

9HPHg7sp | OHPHB7SF

DODOONDOODNDDDNDNDDNNNDNDNDNDNDNDNDNUNDNDNRUNNNDNDDNNDNDNDODDNDNDNDNDNNDNNDNDNDNDNDNDNNDNUNNNUNNNNONONNOOHNNNNNn N

SNITOOL ®
S3AISVIEY NOLSND

(N7

*Adapter Sleeve is necessary for use on Sunnen Multi-Spindle VSS™ systems. Additional Diameter and Grit Size Available - Contact Customer Service.

www.sunnen.com




Singrle Stroke Honing®

A-Type Tooling and Accessories

Introduction

Single Stroke Honing®. This process is a fast and accurate method of

sizing certain bores to final size. The Sunnen Single Stroke Honing® Tool
used is an expandable, superabrasive sleeve mounted on a tapered arbor.
The sleeve is expanded to size during setup. The rotating Single Stroke
Honing® Tool is pushed through the bore only once. Only periodic expansion
adjustments are necessary to compensate for tool wear after initial setup.

HONING UNIT
SELECTION GUIDE

It should be pointed out that the Single Stroke Honing® process is limited
with respect to the types and volumes of material that can be removed. The
size and volume of chips removed must be no more than there is clearance
for between the diamond grits on the sleeve. Therefore, the Single Stroke
Honing® process is best suited for honing operations that produce a
relatively low volume of chips, such as interrupted or short bores, and is
most successful in honing cast iron and powdered metals.

A-type tools have more abrasive grit than HPH and have the potential
for longer life, but flushing of chips is harder and loading of tools is more
common.
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Selection Hints
For most Single Stroke Honing® applications D5-220 grit diamond roughing

sleeves, and D8-400 grit diamond finishing sleeves, are all that is required. Surface Finish

CUSTOM ABRASIVES
& TOOLING

$Use rougher grit sleeve or sleeves first to qualify bore.

1-800-325-3670

il Other grits are available for applications where stock removal and/or surface The surface finish produced by a particular grit is affected by many
(ZD % finish requirements indicate their need. variables, such as type of material, material hardness, and tool sharpness.
g o The following Table is offered as a guide.
o ‘E‘ Although actual stock removal capability of the grit sizes offered will vary with
'S My your particular application, the following table is offered as a starting point. ] ] ] .
el It lists the abrasive sleeves and the stock removal range found useful on Honing Soft Material Honing Hard Material
:; .} various applications of the Sunnen Single Stroke Honing® Tools in the past. Micrometer Ry Microinch Ry Micrometer Ry Microinch Ry
a=
ag 2,29-3,56 90-140 ,51-1,52 20-60
X "
=0 Adapter Sleeves for AH, MHS, VSS Machines 1,14-2,41 45-95 ,25-,64 10-25
— Part Number . D5 ,71-1,07 28-42 ,20-,41 8-16
] D7 ,51-,89 20-35 ,13-,36 5-14
oz 5,92-9,35 :233-.368 D8 25-,58 10-23 08-,25 3-10
zz 9,35-10,90 .368-.429 '20"46 - — -
oE A14S+ 10,90-12,47 429-.491 '15"33
®9 A16S+ 12,47-14,05 .491-.553 S
2 § A18S+ 14,05-15,57 .553-.613
E 2 A20S+ 15,67-17,17 .613-.676 Stock Removed
] ; A22S+ 17,17-18,31 .676-.721 Grit Size
[ - -
— A24S+ 18,31-20.29 721799 D1 (70 Grit Diamond) 0,03-0,13 .001-.005
A26S+ 20,29-21,79 .799-.858 P
w D3 (100 Grit Diamond) 0,03-0,10 .001-.004
g A28S+ 21,79-23,42 .858-.922 -
= 23 42-24 92 922-.981 D5 (220 Grit Diamond) 0,01-0,08 .0005-.003
: % 24‘92-26,39 -981--1 039 D7 (320 Grit Diamond) 0,01-0,06 .0005-.0025
g é : : : : D8+ (400 Grit Diamond) 0,001-0,013 .00005-.0005
w-g +Special Order - Contact Customer Service. D0+ (600 Grit Diamond) 0,0006-0,005 | .000025-.0002
o w D00+ (1200 Grit Diamond) | 0,0006-0,0013 | .000025-.00005
<
&2
o
[



Single Stroke Honing®

A-Type Tooling Selection

Tool Dimensions

The Sunnen Single Stroke Honing® Tools are recommended for use in selected materials, where speed and accuracy are important.
To aid in adapting your machine(s) for use of the Sunnen Single Stroke Honing® Tool, the following Tool Dimensions Table is provided.
Mandrel dimensions may be altered using common metal cutting tools.

Letters across the top of the table refer to the Lettered Dimensions on Figures A & B.

NOTE: For bore diameter sizes below 5,92 mm
(.233") and above 52,20 mm (2.055"), or for
special designed high production tools, consult
your Sunnen Field Engineer
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Single Stroke Honing" Tool Dimensions

Diameter Range@ Series Fig. L1 L2 D1 D2 S P .‘£ r?l
of Tool . No. E g
mm in mm in mm in mm in mm in mm in mm in ‘rrl f_”|
05,92-06,68 0.233-0.263 A8A A 230,17 9.062 34,93 1.375 579 0.228 7,54 0.2970 | 47,63 1.875 29,13 1.147 o .2
06,68-07,57 0.263-0.298 A8B A 230,17 9.062 34,93 1.375 6,55 0.258 7,54 0.2970 | 47,63 1.875 29,13 1.147 5 E
07,57-08,46 0.298-0.333 A10A A 230,17 9.062 34,93 1.375 7,44 0.293 7,54 0.2970 | 47,63 1.875 29,13 1.147 o 2
08,46-09,35 0.333-0.368 A10B B 230,17 9.062 34,93 1.375 8,33 0.328 7,54 0.2970 | 47,63 1.875 29,13 1.147 f_e =
09,35-09,88 0.368-0.389 A12A A 304,44 | 11.986 54,76 2.156 9,25 0.364 9,36 0.3685 57,15 2.250 25,25 0.994 g m
09,88-10,39 0.389-0.409 A12B B 304,44 | 11.986 54,76 2.156 9,78 0.385 9,36 0.3685 57,15 2.250 25,25 0.994 -
10,39-10,90 0.409-0.429 A12C B 304,44 | 11.986 54,76 2.156 10,29 0.405 09,36 0.3685 57,15 2.250 25,25 0.994 =
10,90-11,53 0.429-0.454 A14A A 337,14 | 13.273 54,76 2.156 10,79 0.425 10,93 0.4305 66,68 2.625 29,41 1.158 2 2
11,53-11,99 0.454-0.472 A14B B 337,14 | 13.273 54,76 2.156 11,43 0.450 10,93 0.4305 66,68 2.625 29,41 1.158 R0 5
11,99-12,47 0.472-0.491 A14C B 337,14 | 13.273 54,76 2.156 11,88 0.468 10,93 0.4305 66,68 2.625 29,41 1.158 é g
12,47-13,18 0.491-0.519 A16A A 362,97 | 14.187 54,76 2.156 12,36 0.487 12,53 0.4935 76,20 3.000 33,27 1.310 = 6‘
13,18-14,05 0.519-0.553 A16B B 362,97 | 14.187 54,76 2.156 13,08 0.515 12,53 0.4935 76,20 3.000 33,27 1.310 3 |9
14,05-14,78 0.553-0.582 A18A A 399,69 | 15.736 54,76 2.156 13,92 0.548 14,08 0.5545 85,73 3.375 36,45 1.435 E g
14,78-15,57 0.582-0.613 A18B B 399,69 | 15.736 54,76 2.156 14,66 0.577 14,08 0.5545 85,73 3.375 36,45 1.435 m
15,57-16,48 0.613-0.649 A20A A 431,67 | 16.995 54,76 2.156 15,47 0.609 15,68 0.6175 95,25 3.750 39,90 1.571 =
16,48-17,17 0.649-0.676 A20B B 431,67 | 16.995 54,76 2.156 16,38 0.645 15,68 0.6175 95,25 3.750 39,90 1.571 v
17,17-18,31 0.676-0.721 A22A A 463,40 | 18.244 54,76 2.156 17,04 0.671 17,26 0.6795 | 104,78 4125 43,08 1.696 f (3]
18,31-18,82 0.721-0.741 A24A A 500,23 | 19.694 54,76 2.156 18,14 0.714 18,78 0.7395 | 114,30 4.500 49,83 1.962 § ;
18,82-19,76 0.741-0.778 A24B A 500,23 | 19.694 54,76 2.156 18,64 0.734 18,78 0.7395 | 114,30 4.500 49,83 1.962 E (=]
19,76-20,29 0.778-0.799 A24C B 500,23 | 19.694 54,76 2.156 19,58 0.771 18,78 0.7395 | 114,30 4.500 49,83 1.962 S g
20,29-21,31 0.799-0.839 A26A A 531,98 | 20.944 54,76 2.156 20,14 0.793 20,38 0.8025 | 123,83 4.875 53,01 2.087 ,g, g
21,31-21,79 0.839-0.858 A26B B 531,98 | 20.944 54,76 2.156 21,16 0.833 20,38 0.8025 | 123,83 4.875 53,01 2.087 ‘;E ;
21,79-23,42 0.858-0.922 A28A A 560,55 | 22.069 54,76 2.156 21,64 0.852 21,96 0.8645 | 133,35 5.250 54,61 2.150 ?1 2}
23,42-24,92 0.922-0.981 A30A A 593,52 | 23.367 54,76 2.156 23,27 0.916 23,53 0.9265 | 142,88 5.625 59,06 2.325 @
24,92-26,39 0.981-1.039 A32A A 625,25 | 24.616 54,76 2.156 24,77 0.975 25,11 0.9885 | 152,40 6.000 62,23 2.450 -
26,39-27,91 1.039-1.099 LH9X-_-1062 B * * 57,15 2.250 26,24 1.033 25,10 0.9885 | 152,40 6.000 62,23 2.450 = ;?7
27,91-29,67 1.099-1.168 LH9X-_-1125 B * * 57,15 2.250 21,76 1.093 25,10 0.9885 | 152,40 6.000 63,83 2.513 g ;
29,62-31,14 1.166-1.226 LH9X-_-1188 B * * 57,15 2.250 29,46 1.160 25,10 0.9885 | 152,40 6.000 63,83 2.513 : E
31,14-32,66 1.226-1.286 LH9X-_-1250 B * * 57,15 2.250 30,99 1.220 25,10 0.9885 | 152,40 6.000 63,83 2.513 % ‘g
32,66-34,47 1.286-1.357 LH9X-_-1312 B * * 57,15 2.250 32,51 1.280 31,37 1.2350 | 152,40 6.000 65,41 2.575 5 3
34,47-35,89 1.357-1.413 LH9X-_-1375 B * * 57,15 2.250 34,32 1.351 31,37 1.2350 | 152,40 6.000 65,41 2.575 ﬁ R
35,89-37,64 1.413-1.482 LH9X-_-1438 B * * 57,15 2.250 35,74 1.407 31,37 1.2350 | 152,40 6.000 65,41 2.575 (7] E'
37,62-39,14 1.481-1.541 LH9X-_-1500 B * * 57,15 2.250 37,47 1.475 31,37 1.2350 | 152,40 6.000 65,41 2.575 %
39,14-40,67 1.541-1.601 LH9X-_-1562 B * * 57,15 2.250 38,99 1.535 31,37 1.2350 | 152,40 6.000 65,41 2.575
40,67-42,19 1.601-1.661 LH9X-_-1625 B * * 57,15 2.250 40,51 1.595 31,37 1.2350 | 152,40 6.000 65,41 2.575 o
42,19-43,99 1.661-1.732 LH9X-_-1688 B * * 57,15 2.250 42,04 1.655 31,37 1.2350 | 152,40 6.000 65,41 2.575 g
43,99-45 49 1.732-1.791 LH9X-_-1750 B * * 57,15 2.250 43,84 1.726 31,37 1.2350 | 152,40 6.000 65,41 2.575 ’: g
45,49-47,02 1.791-1.851 LH9X-_-1812 B * * 57,15 2.250 45,34 1.785 31,37 1.2350 | 152,40 6.000 65,41 2.575 8 >
47,02-48,54 1.851-1.911 LH9X-_-1875 B * * 57,15 2.250 46,86 1.845 31,37 1.2350 | 152,40 6.000 65,41 2.575 E ;
48,54-50,37 1.911-1.983 LH9X-_-1938 B * * 57,15 2.250 48,39 1.905 31,37 1.2350 | 152,40 6.000 67,44 2.655 (2} 5
50,37-52,20 1.983-2.055 LH9X-_-2000 B * * 57,15 2.250 50,22 1.977 31,37 1.2350 | 152,40 6.000 67,44 2.655 a
§Diameter range refers to a group (Series No.) of tools having a common mandrel. *Refers to pages 3.11-3.12 for overall length dimensions of LHOX Single Stroke Tools.

www.sunnen.com




Singrle Stroke Honing®

A-Type Tooling Selection

Dlameter Range' Note: For bore diameter sizes below 5,92 mm
5 92 mm—12.47 mm (.233") and above 52,20 mm (2.055"), or for

4 4 special designed high production tools, consult
233 " 49 1 " your Sunnen Field Engineer.

Order 1-4 For A Complete Tool

Diameter Range 1 2 3 4 Replacement Parts
5,92 mm - 12,47 mm for Mandrel Assembly

.233" - 491"

Abrasive Sleeve Pilot Mandrel Sleeve Adjusting
Nominal Size Diameter Range of Tool Assembly & Removal Tool Regulating
mm | in mm in Roughing | Finishing Tip ‘ Key ‘ Screw
0.235 | 5,92-6,05 | 0.233-0.238 | ABA235-D5 | A8A235-D8 | A8A235P
0.240 | 6,05-6,17 | 0.238-0.243 | ABA240-D5+ | A8A240-D8+ | ABA240P+
0.245 | 6,17-6,30 | 0.243-0.248 | ABA245-D5+ | A8A245-D8+ | ABA245P+
6,0 |0.250 | 6,30-6,43 | 0.248-0.253 | A8A250-D1 ABAM
0.250 | 6,30-6,43 | 0.248-0.253 | ABA250-D3
0.250 | 6,30-6,43 | 0.248-0.253 | ABA250-D5 | A8A250-D8 | ABA250P
0.255 | 6,43-6,55 | 0.253-0.258 | ABA255-D5+ | ABA255-D8+ | ABA255P+
6,5 |0.260 | 6,55-6,68 | 0.258-0.263 | ABA260-D5+ | ABA260-D8+ | A8A260P+
0.265 | 6,68-6,81 | 0.263-0.268 | ABB265-D5+ | A8B265-D8+ | A8B265P+
0.270 | 6,81-6,93 | 0.268-0.273 | A8B270-D5+ | A8B270-D8+ | A8B270P+
0.275 | 6,93-7,06 | 0.273-0.278 | A8B275-D5 | A8B275-D8 | A8B275P
0.280 | 7,06-7,19 | 0.278-0.283 | ABB280-D5+ | A8B280-D8+ | A8B280P+ A8BM
0.285 | 7,19-7,32 | 0.283-0.288 | A8B285-D5+ | A8B285-D8+ | A8B285P+
0.290 | 7,32-7,44 | 0.288-0.293 | A8B290-D5+ | A8B290-D8+ | A8B290P+
7,5 |0.295 | 7,44-7,57 | 0.293-0.298 | ABB295-D5+ | A8B295-D8+ | A8B295P+ Not Applicable
0.300 | 7,57-7,70 | 0.298-0.303 | A10A300-D5+ | A10A300-D8+ | A10A300P+
0.305 | 7,70-7,82 | 0.303-0.308 | A10A305-D5+ | A10A305-D8+ | A10A305P+
0.310 | 7,82-7,95 | 0.308-0.313 | A10A310-D5 | A10A310-D8 | A10A310P
0.315 | 7,95-8,08 | 0.313-0.318 | A10A315-D1
80 | 0315 7,95-8,08 | 0.313-0.318 | A10A315-D3 A10AM A810F+
0.315 | 7,95-8,08 | 0.313-0.318 | A10A315-D5 | A10A315-D8 | A10A315P
0.320 | 8,08-8,20 | 0.318-0.323 | A10A320-D5+ | A10A320-D8+ | A10A320P+
0.325 | 8,20-8,33 | 0.323-0.328 | A10A325-D5+ | A10A325-D8+ | A10A325P+
0.330 | 8,33-8,46 | 0.328-0.333 | A10A330-D5+ | A10A330-D8+ | A10A330P+
0.335 | 8,46-8,59 | 0.333-0.338 | A10B335-D5+ | A10B335-D8+ | A10B335P+
0.340 | 8,59-8,71 | 0.338-0.343 | A10B340-D5+ | A10B340-D8+ | A10B340P+ A10BM
0.345 | 8,71-8,84 | 0.343-0.348 | A10B345-D5+ | A10B345-D8+ | A10B345P+
0.350 | 8,84-8,97 | 0.348-0.353 | A10B350-D5+ | A10B350-D8+ | A10B350P+
0.355 | 8,97-9,09 | 0.353-0.358 | A10B355-D5 | A10B355-D8 | A10B355P
9,0 |0.360 | 9,09-9,22 | 0.358-0.363 | A10B360-D5+ | A10B360-D8+ | A10B360P+
0.365 | 9,22-9,35 | 0.363-0.368 | A10B365-D5+ | A10B365-D8+ | A10B365P+
0.370 | 9,35-9,47 | 0.368-0.373 | A12A370-D5+ | A12A370-D8+ | A12A370P+
0.375 | 9,47-9,60 | 0.373-0.378 | A12A375-D1
95 |0.375| 9,47-9,60 | 0.373-0.378 | A12A375-D5 | A12A375-D8 | A12A375P
0.380 | 9,60-9,73 | 0.378-0.383 | A12A380-D5 | A12A380-D8+ | A12A380P+
0.385 | 9,73-9.88 | 0.383-0.389 | A12A385-D5+ | A12A385-D8+ | A12A385P+
0.391 | 9,88-10,01 | 0.389-0.394 | A12B391-D5 | A12B391-D8 | A12B391P
0.396 10,01-10,13| 0.394-0.399 | A12B396-D5 | A12B396-D8 | A12B396P
10,0 1 0.401 |10,13-10,26| 0.399-0.404 | A12B401-D5+ | A12B401-D8+ | A12B401P+
0.406 [10,26-10,39| 0.404-0.409 | A12B406-D5+ | A12B406-D8+ | A12B406P+
0.411 |10,39-10,52| 0.409-0.414 | A12C411-D5+ | A12C411-D8+ | A12C411P+
0.416 {10,52-10,64 | 0.414-0.419 | A12C416-D5+ | A12C416-D8+ | A12C416P+
105 | 0.421 [10,64-10,77| 0.419-0.424 | A12C421-D5+ | A12C421-D8+ | A12C421P+
0.426 [10,77-10,90| 0.424-0.429 | A12C426-D5+ | A12C426-D8 | A12C426P+
0.431 [10,90-11,05| 0.429-0.435 | A14A431-D5 | A14A431-D8 | A14A431P+
0.437 [ 11,05-11,20 | 0.435-0.441 | A14A437-D1
11,0 | 0.437 | 11,05-11,20 | 0.435-0.441 | A14A437-D5 | A14A437-D8 | A14A437P ey
0.443 [ 11,20-11,38 | 0.441-0.448 | A14A443-D5+ | A14A443-D8+ | A14A443P+ AT4AMA AO43T-RC-X AN4AT*
0.450 | 11,38-11,53 | 0.448-0.454 | A14A450-D5+ | A14A450-D8+ | A14A450P+
0.456 | 11,53-11,68 | 0.454-0.460 | A14B456-D5+ | A14B456-D8+ | A14B456P+
11,5 | 0.462 | 11,68-11,84 | 0.460-0.466 | A14B462-D5+ | A14B462-D8+ | A14B462P+ A14BMA A0468-RC-X+ A14BT+ | A1414K A1414R
0.468 | 11,84-11,99 | 0.466-0.472 | A14B468-D5+ | A14B468-D8+ | A14B468P+
0.474 [11,99-12,14 | 0.472-0.478 | A14C474-D5 | A14C474-D8 | A14CA474P
12,0 | 0481 [12,14-12,32| 0.478-0.485 | A14C481-D5+ | A14C481-D8+ | A14C481P+ A14CMA A0481-RC-X+ A14CT+
0.487 [12,32-12,47| 0.485-0.491 | A14C487-D5+ | A14C487-D8+ | A14C487P

7,0

PLATED TOOLING
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8,5

A12AMA A0375-RC-X+ A12AT+

A12BMA A0393-RC-X+ A12BT+ A1212K A1212R

A12CMA+ A0416-RC-X+ A12CT+

*+ Special Order - Contact Customer Service.

1-800-325-3670




ingle Stroke Honing®

A-Type Tooling Selection

Diameter Range:
12,47mm — 26,39mm
491"-1.039"

Order 1-4 For A Complete Tool

1201gmeter2§a3r;ge 'I 2 3 4 Replacement Parts
Tt 0k for Mandrel Assembly

Abrasive Sleeve Pilot Mandrel Sleeve Adjusting
Nominal Size Diameter Range of Tool Assembly & Removal Tool Regulating
mm| in mm in Roughing | Finishing Tip Key Screw
0.493 | 12,47-12,65 | 0.491-0.498 |A16A493-D5+ |A16A493-D8+ | A16A493P+
13,0 0.500 | 12,65-12,83 | 0.498-0.505 [A16A500-D5 |A16A500-D8 | A16A500P
0.507 | 12,83-13,00 | 0.505-0.512 [A16A507-D5 |A16A507-D8 | A16A507P
0.514 | 13,00-13,18 | 0.512-0.519 |A16A514-D5+ |A16A514-D8+ | A16A514P+
0.521 | 13,18-13,34 | 0.519-0.525 [A16B521-D5+ |A16B521-D8+ | A16B521P+
0.527 | 13,34-13,51 | 0.525-0.532 [A16B527-D5+ |A16B527-D8+ | A16B527P+
14,0 | 0.534 | 13,51-13,69 | 0.532-0.539 |A16B534-D5+ |A16B534-D8+ | A16B534P+ A16BMA A0531-RC-X+ A16BT+
0.541 | 13,69-13,87 | 0.539-0.546 |A16B541-D5+ |A16B541-D8+ | A16B541P+
0.548 | 13,87-14,05 | 0.546-0.553 |A16B548-D5 |A16B548-D8 | A16B548P
0.555 | 14,05-14,22 | 0.553-0.560 |A18A555-D5+ |A18A555-D8+ | AT8A555P+
0.562 | 14,22-14,43 | 0.560-0.568 [A18A562-D5+ |A18A562-D8 | A18A562P+
0.570 | 14,43-14,61 | 0.568-0.575 |A18A570-D5+ |A18A570-D8+ | A18A570P+ ATBAMA ADSEZ-RCX ATBAT*
0.578 | 14,61-14,78 | 0.575-0.582 | A18A578-D5+ |A18A578-D8+ | A18A578P+ A1818K
0.585 | 14,78-14,99 | 0.582-0.590 |A18B585-D5+ |A18B585-D8+ | A18B585P+
0.593 | 14,99-15,19 | 0.590-0.598 [A18B593-D5 |A18B593-D8 | A18B593P
0.601 | 15,19-15,37 | 0.598-0.605 [A18B601-D5+ |A18B601-D8+ | A18B601P+ ATBBMA ADS94-RCX ATBBT
0.608 | 15,37-15,57 | 0.605-0.613 |A18B608-D5+ |A18B608-D8+ | A18B60OSP+
0.616 | 15,57-15,80 | 0.613-0.622 [A20A616-D5+ |A20A616-D8+ | A20A616P+
0.625 | 15,80-16,03 | 0.622-0.631 [A20A625-D5 |A20A625-D8 | A20A625P
0.634 | 16,03-16,26 | 0.631-0.640 [A20A634-D5+ |A20A634-D8+ | A20AB34P+ AZ0AMA ADB25-RCX A20AT
0.643 | 16,26-16,48 | 0.640-0.649 |A20A643-D5+ |A20A643-D8+ | A20A643P+ A2020R
0.652 | 16,48-16,71 | 0.649-0.658 |A20B652-D5+ |A20B652-D8+ | A20B652P+
17,0 | 0.661 | 16,71-16,94 | 0.658-0.667 |A20B661-D5+ |A20B661-D8+ | A20B661P+ A20BMA A0661-RC-X+ A20BT+ | ponook
0.670 | 16,94-17,17 | 0.667-0.676 |A20B670-D5+ |A20B670-D8+ | A20B670P+
0.679 | 17,17-17,40 | 0.676-0.685 [A22A679-D5+ |A22A679-D8+ | A22A679P+
0.687 | 17,40-17,63 | 0.685-0.694 |A22A687-D5+ |A22A687-D8+ | A22A687P+
18,0 | 0.697 | 17,63-17,86 | 0.694-0.703 |A22A697-D5+ |A22A697-D8+ | A22A697P+ A22AMA A0B87-RC-X+ A22AT+ A2222R+
0.706 | 17,86-18,08 | 0.703-0.712 [A22A706-D5 |A22A706-D8 | A22A706P
0.715 | 18,08-18,31 | 0.712-0.721 |A22A715-D5+ |A22A715-D8+ | A22A715P+
0.724 | 18,31-18,57 | 0.721-0.731 [A24A724-D5+ |[A24A724-D8+ | A24AT24P+

A16AMA A0500-RC-X+ A16AT

A1616K

A1618R

14,5

15,0

16,0
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1851 0734 | 1857-1882 | 0.731-0.741 | A24A734-D5+ | A24AT34-D8+ | A24AT34P+ A24AMAT AD734-RC-X A24AT*
0.743 | 18,82-18.97 | 0.741-0.747 | A24B743-D5+ | A24B743-D8+ | A24B743P+
0.750 | 18.97-19.23 | 0.747-0.757 | A24B750-D3
19.0 | 0.750 | 18.97-19.23 | 0.747-0.757 |A24B750-D5 |A24B750-D8 | A24B750P A24BIA AOTSORCXE .

0.760 | 19,23-19,51 | 0.757-0.768 |A24B760-D5+ |A24B760-D8+ | A24B760P+
0.771 | 19,51-19,76 | 0.768-0.778 |A24B771-D5+ |A24B771-D8+ | A24B771P+ A2426K
0.781 | 19,76-20,04 | 0.778-0.789 |A24C781-D5 |A24C781-D8 | A24C781P

0.792 | 20,04-20,29 | 0.789-0.799 | A24C792-D5+ | A24C792-D8+ | A24C792P+ A24CMA AD787-RC-X* A24CT*
0.802 | 20,29-20,55 | 0.799-0.809 |A26A802-D5+ |A26A802-D8+ | A26A802P+
0.812 | 20,55-20,80 | 0.809-0.819 |A26A812-D5+ |A26A812-D8+ | A26A812P+
0.822 | 20,80-21,06 | 0.819-0.829 |A26A822-D5+ |A26A822-D8+ | A26A822P+
0.832 | 21,06-21,31 | 0.829-0.839 |A26A832-D5+ |A26A832-D8+ | A26A832P+
0.842 | 21,31-21,56 | 0.839-0.849 | A26B842-D5+ |A26B842-D8+ | A26B842P+
0.852 | 21,56-21,79 | 0.849-0.858 | A26B852-D5+ |A26B852-D8+ | A26B852P+
0.862 | 21,79-22,12 | 0.858-0.871 |A28A862-D5 |A28A862-D8 | A28A862P
22,0 | 0.875 | 22,12-22,45 | 0.871-0.884 | A28A875-D5 |A28A875-D8+ | A28A875P+ A28AMA A0875-RC-X+ A28AT | A2832K
0.888 | 22,45-22,76 | 0.884-0.896 | A28A888-D5+ |A28A888-D8+ | A28A888P+
0.900 | 22,76-23,09 | 0.896-0.909 | A28A900-D5+ |A28A900-D8+ | A28A900P+
0.913 | 23,09-23,42 | 0.909-0.922 |A28A913-D5+ |A28A913-D8+ | A28A913P+
0.926 | 23,42-23,70 | 0.922-0.933 | A30A926-D5+ |A30A926-D8+ | A30A926P+
0.937 | 23,70-24,00 | 0.933-0.945 |A30A937-D5+ |A30A937-D8+ | A30A937P+
24,0 | 0.949 | 24,00-24,31 | 0.945-0.957 | A30A949-D5+ |A30A949-D8+ | A30A949P+ A30AMA A0937-RC-X+ A30AT
0.961 | 24,31-24,61 | 0.957-0.969 |A30A961-D5+ |A30A961-D8+ | A30A961P+
0.973 | 24,61-24,92 | 0.969-0.981 |A30A973-D5+ |A30A973-D8+ | A30A973P+ A2832K A3032R+
250 | 0.986 | 24.92-2527 | 0.981-0.995 |A32A986-D5 | A32A986-D8 | A32A986P
1.000 | 25,27-25,65 | 0.995-1.010 |A32A1000-D5 |A32A1000-D8+ | A32A1000P+
26,0 | 1.015 | 25,65-26,01 | 1.010-1.024 |A32A1015-D5+| A32A1015-D8+ | A32A1015P+
1.029 | 26,01-26,39 | 0.024-1.039 | A32A1029-D5+| A32A1029-D8+| A32A1029P+

+ Special Order - Contact Customer Service.

A2428R
A26AMA* A0812-RC-X+ A26AT+

A26BMA A0852-RC-X+ A26BT+

A28AMA A0875-RC-X+ A28AT+

A32AMA A1000-RC-X+ A32AT+

www.sunnen.com




Single Stroke Honing®

Non-Standard A-Type Tooling Selection

Diameter Range:
26,39 mm — 37,64 mm
1.039" - 1.482"

Order 1-4 For A Complete Tool

Diameter Range Non-Standard Replacement Parts
3,78 mm - 5,84 mm and for Mandrel A bl
26.39 mm - 37.64 mm or Mandrel Assembly
149" - 233" and 1.039" - 1.482" . .
Abrasive§ Pilot Mandrel* Removal
Nominal Size Diameter Range of Tool Sleeve Assembly Tool . Regulating
mm | in mm in Body Tip Key Screw
1044 | 26,39-26,77 | 1.039-1.054 | LHOX-_ 10445 | LHOX-1044P
1.059 | 26,77-27,15 | 1.054-1.069 | LH9X-_ _-10595 | LH9X-1059P N
210 | {074 | 27152753 | 10601084 | LHoX. 10745 | LHox-074p | LHOX-_-10B2AMAT | A1062-RC-X | LHOX-_+1062AM | LHOX-1062T A3032R
1.089 | 27,53-27,91 | 1.084-1.099 | LH9X-_ _-10895 | LH9X-1089P
1104 | 27,91-28,30 | 1.099-1.114 | LHOX-_ _-1104S | LHOX-1104P
28,0 | 1119 | 28,30-28,68 | 1.114-1.129 | LHOX-_ -1119S | LHOX-1119P | LHOX- -1125AMA*" | A1125-RC-X | LHOX-_-1125AM |LHOX-1125T
1134 | 28,68-29,06 | 1.120-1.144 | LHOX-_ -1134S | LHOX-1134P
20,0 | 1147 | 20.06-20.30 | 1.1424.157 | LHOX-_ _-1147S | LHOX-1147P
" | 1.158 | 29,39-20,67 | 1.153-1.168 | LHOX-_ -11585 | LH9X-1158P
1171 | 20,62-30,00 | 1.166-1.181 | LHOX-_ -1171S | LHOX-1171P
30,0 | 1186 | 30,00-30,38 | 1.181-1.196 | LHOX-_ _-1186S | LHoX-1186P . LH9X-1125R
g | %0 | 1201 | 30383076 | 1.196-1211 | LHGX-_ 12015 | LHOX1201P | LHOX-_-118BAMA™ | A188-RC-X | LHOX- -1188AM | LHOX-1188T
@ 1216 | 30,76-31,14 | 1.211-1.226 | LHOX-_ -1216S | LH9X-1216P
oz
2l | 510 [ 1281 | 31.143152 [ 1.226-1.241 | LHox_ 12315 | LHox-1231P N N . N _ )
5'§ 71 1.246 | 31,52-31.90 | 1.241-1.256 | LHOX-_ 12465 | LHoX-1246p | LH9%-_-1250AMA™ | A1250-RC-X | LHOX-_-1250AM | LHOX-1250T | LHOX-1062K
Sl | 5, | 1261 31.90-32,28 | 1.256-1.271 | LHOX-_ 12618 | LHOX-1261P
A | | 1276 [ 3228-3266 | 1.271-1.286 | LHOX-_ 12765 | LHOX-1276P
>
3 1291 | 32,66-33,05 | 1.286-1.301 | LHOX-_ _-1291S | LHOX-1291P
3s 1.306 | 33,05-33,43 | 1.301-1.316 | LHOX-_ _-1306S | LH9X-1306P
(TN | 33,0 | 1.319 | 33,38-33,76 | 1.314-1329 | LHOX-_ -13195 | LHOX-1319P | LHOX-_-1312AMA | A1312-RCX | LHIX-_-1312AM |LHOX-1312T
= 1334 | 33,76-34,14 | 1.329-1.344 | LHOX-_ _-1334S | LHOX-1334P LHOX-1312R
1347 | 34,00-34,47 | 1.342-1.357 | LHOX-_ -1347S | LHOX-1347P
1362 | 34,47-34,85 | 1.357-1.372 | LHOX-_ 13625 | LH9X-1362P
35,0 | 1-377 | 34,85:35,23 | 1.372-1.387 | LHOX-_ -1377S | LHOX-1377P
1388 | 35,13-35,51 | 1.383-1.398 | LHOX-_ -1388S | LH9X-1388p | LHOX--1375AMA | AT375-RC-X | LHOX-_-1375AM | LHOX-1375T LHOXA312R
1.403 | 35,51-35,80 | 1.398-1.413 | LHOX-_ -1403S | LHOX-1403P
1418 | 35,89-36,27 | 1.413-1.428 | LHOX-_ _-1418S | LHOX-1418P
36.0 | 1.433 | 36,27-36,65 | 1.428-1.443 | LHOX-_ _-14335 | LHOX-1433P | LHOX-_-1438AMA | A1438-RC-X | LHOX-_-1438AM |LHOX-1438T
1446 | 36,60-36,98 | 1.441-1.456 | LHOX-_ -1446S | LHOX-1446P
270 | 1459 | 36.93-37.31 | 1.454-1.469 | LHOX-_ 14505 | LHOX-1459P
1 1.472 | 37,26-37,64 | 1.467-1.482 | LHOX-_ _-14725 | LHOX-1472P

How to Order

Single Stroke Honing® bore sizing tools are
available from 3,78 mm-5,84 mm (.149"-.233")
and larger than 26,39 mm (1.039") diameters.
Tooling in these size ranges is available on

a special order basis requiring a 4-6 week
lead time for delivery. Use the tables above to
order tools in the 26,39 mm-52,2 mm (1.039"-
2.055") diameter range. For 3,78 mm-5,84 mm
(.149"-.233") and larger than 52,2 mm (2.055")
diameter tooling contact Customer Service
Department.

LH9X tools are special order items. Contact
Customer Service Department.

*When ordering LH9X mandrel assembly or mandrel body
select an overall length needed from the chart below and
enter the corresponding number in the __.

-1=360,35mm (14.187")
-2=411,15mm (16.187")
-3=461,95mm (18.187")
-4=512,75mm (20.187")
-5=563,55mm (22.187")

Grit Size

§ Indicate abrasive type and grit size in __.
Example: LH9X-D5-1044S (220 Grit Diamond).
t1Requires A32S Adapter Sleeves when used on

Sunnen "AH" machines.

Stock Removed

Example: LH9X-3-1625AMA

mandrel assembly with

461,95mm (18.187")

overall length

NOTE: Overall length

increased 1.86" with
pilot and tip added.

D1 (70 Grit Diamond) 0,03-0,13 .001-.005

D3 (100 Grit Diamond) 0,03-0,10 .001-.004

D5 (220 Grit Diamond) 0,01-0,08 .0005-.003

D7 (320 Grit Diamond) 0,01-0,06 .0005-.0025
D8+ (400 Grit Diamond) 0,001-0,013 .00005-.0005
DO% (600 Grit Diamond) 0,0006-0,005 .000025-.0002
D00 (1200 Grit Diamond 0,0006-0,0013 | .000025-.00005

$Use rougher grit sleeve or sleeves first to qualify bore.

1-800-325-3670



ingle Stroke Honing®

Non-Standard A-Type Tooling Selection

Order 1-4 For A Complete Tool

Diameter Range Non-Standard:
37,62 mm—51,82 mm
1.481"-2.040"

Diameter Range Non-Standard 1 2 3 4 Replacement Parts
37,62 mm - 51,82 mm for Mandrel Assembly
1.481" - 2.040" and 1.039" - 1.482"
Abrasive§ Pilot Mandrel* Removal
Nominal Size Diameter Range of Tool Sleeve Assembly Tool ) Regulating
mm | in mm in Body Tip Key Screw
38,0 | 1.486 | 37,62-38,00 | 1481-1.496 | LHOX_ 14865 | LHOX-1486P
1501 | 38,00-38,38 | 1.496-1.511 | LHOX-_ _-1501S | LHOX-1501P
1516 | 38,38-38,76 | 1.511-1526 | LHOX-_ _-1516S | LHOX-1516p | -H9X-—-1500AMA | AT500-RC-X | LHOX-_-1500AM | LHOX-1500T
39,0 | 1.531 | 38,76-39,14 | 1.526-1.541 | LHOX-_ -1531S | LHOX-1531P
1,546 | 39,14-39,52 | 1.541-1.556 | LHOX-_ _-15465 | LHOX-1546P
1561 | 39,52-39,90 | 1.556-1.571 | LHOX-_ -1561S | LHOX-1561P
400 | 176 | 39.00.4028 | 15711586 | LHOX. 15765 | LHox 1a7gp | LHOX-_-1662AMA | A1562-RC-X | LHOX-_-1562AM | LHOX-1562T
1,591 | 40,28-40,67 | 1.586-1.601 | LHOX-_ -1591S | LHOX-1591P
41,0 | 1.606 | 40,67-41,05 | 1.601-1.616 | LHOX-_ _-1606S | LHOX-1606P
1621 | 41,05-41,43 | 1.616-1.631 | LHOX-_ _-1621S | LHOX-1621P
1.636 | 41,43-41,81 | 1.631-1.646 | LH9X-_ _-1636S | LH9X-1636P | LH9X-_-1625AMA | A1625-RC-X | LH9X-_-1625AM | LH9X-1625T
42,0 | 1.651 | 41,81-42,19 | 1.646-1.661 | LHOX-_ -1651S | LHOX-1651P
1.666 | 42,19-42,57 | 1.661-1.676 | LHOX-_ _-1666S | LHOX-1666P
1,681 | 42,57-42,95 | 1.676-1.691 | LHOX-_ _-1681S | LHOX-1681P ]
43.0 | 1696 | 42.95.43.33 | 16911706 | LHoxX 16965 | LHox160gp | LHOX-_-168BAMA | A1688-RCX | LHOX-_-1688AM | LHOX-1688T | LHOX-1500K | LHOX-1312R
1709 | 43,28-43,66 | 1.704-1.719 | LHOX-_ _-1709S | LH9X-1709P
1722 | 43,61-43,99 | 1.717-1.732 | LHOX-_ _-1722S | LHOX-1722P
1737 | 43,99-44,37 | 1.732-1.747 | LHOX-__-1737S | LHOX-1737P
1751 | 44,35-44,73 | 1.746-1.761 | LHOX-_ _-1751S | LHOX-1751P
011766 | 4473-45.11 | 17611776 | LHOX- 17665 | LHoX-1766p | LHOX--1750AMA | A1750-RC-X | LHOX- -1750AM | LHOX-1750T
1781 | 45,11-4549 | 1.776-1.791 | LHOX-_ _-1781S | LHOX-1781P
1796 | 45,49-45,87 | 1.791-1.806 | LHOX-__-1796S | LHOX-1796P
1.811 | 45,87-46,25 | 1.806-1.821 | LHOX-_ _-1811S | LHOX-1811P
460 | 1’526 | 45.25.46.03 | 18211835 | LHox. 16265 | LHox-ta26p | LHOX-_-1B12AMA | A1812:RCX | LHOX-_-1812AM | LHOX-1812T
1.841 | 46,63-47,02 | 1.836-1.851 | LHOX-_ _-1841S | LHOX-1841P
1.856 | 47,02-47,40 | 1.851-1.866 | LHOX-_ _-1856S | LHOX-1856P
01 571 | 47404778 | 1.866-1.881 | LHOX- 18715 | LHOX-1871p | LHOX-_-187SAMA | A1875-RC-X | LHOX- -1875AM | LHOX-1875T
1.886 | 47,78-48,16 | 1.881-1.896 | LHOX-_ _-1886S | LHOX-1886P
480 | {001 | 45164554 | 18961911 | LHox. 19015 | LHox-1901p | LHOX-_-1875AMA | AT875-RCX | LHOX- -1875AM | LHOX-1875T
1.916 | 48,54-48,92 | 1.911-1.926 | LHOX-__-1916S | LHIX-1916P
4o | 1931 | 48.92:49,30 | 1926-1.941 | LHOX-_ 19315 | LHOX-1931P
| 1.944 | 49,25-49,63 | 1.939-1.954 | LHOX-_ _-1944S | LHOX-1944P | |Hox. -1938AMA | A1938-RC-X | LHOX-_-1938AM | LHOX-1938T
1.959 | 49,63-50,01 | 1.954-1.969 | LHOX-_ _-1950S | LHOX-1959P -
50,0 | 1.973 | 50,01-50,37 | 1.969-1.983 | LHOX-_ -1973S | LHOX-1973P LHOX1936R
1.988 | 50,37-50,75 | 1.983-1.998 | LHOX-_ _-1988S | LHOX-1988P
2.000 | 50,75-51,05 | 1.998-2.010 | LHOX-_ _-2000S | LH9X-2000P
51,0 75-51, . .- A2000-RC-X | LHOX-_-2000AM | LHOX-2000T
2015 | 51,05-5144 | 2.010-2.025 | LHOX-_ 20155 | LHox-2015p | -TOX—2000AMA | A2000-RC oX--20
2.030 | 51,44-51,82 | 2.025-2.040 | LHOX-_ _-2030S | LHOX-2030P
52.0 | 2.045 | 51,82-52,20 | 2.040-2.055 | LHOX- -2045S | LHOX-2045P

Note: For bore diameter sizes below 5,92
mm (.233") and above 52,20 mm (2.055"), or
for special designed tools, contact Customer

Service.

*When ordering LH9X mandrel assembly or mandrel body select
an overall length needed from the chart on page 3.11.
§ Indicate abrasive type and grit size in __.

Example: LH9X-D5-10448 (220 Grit Diamond).
t1Requires A32S Adapter Sleeves when used on Sunnen “AH”

machines.

www.sunnen.com

LH9X tools are special order item.
Contact Customer Service.
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Notes
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GHSS-1480/1950 Hone Head

GHSS

Tooling 1480/1950

GHSS-1480/1950 Hone Head

Diameter Range:
38,10 mm - 63,75 mm {1.50 = 2.51 in.}

Stone Sizes

1 Other abrasive grades available - Contact Customer Service.
*Additional stone sizes can be made to tailor the working range to the application.

Diameter Stone Size Abrasive Grade
Range Prefix Suffix 53

(6 Stones/Set) | Diamond (D, G, R) CBN (N)
38,10 - 40,39 | 1.50 - 1.59 GH258-1-

40,13 -42,42 | 1.58 - 1.67 GH258-2- NMG37
42,16 -44,45 | 1.66-1.75 GH258-3-

CHSS-1480 204623 | 174-182 | GH2564- GMGS55

46,23 - 48,26 | 1.82-1.90 GH258-5- GMG85 NMG85
48,26 - 50,29 | 1.90 - 1.98 GH258-6-

50,04 - 55,88 | 1.97 - 2.27 GH258-3- NMG05
GHSS-1950 54 10-59,69 | 2.13-242 GH258-5-
GH258-7-

Diameter Range:
37,85 mm = 68,33 mm {1.49 - 2.69 in.}

Brush Sets Sizes

Brush Set
Prefix

Diameter
Range

(4 Brushes/Set)

37,85-4445 | 1.49-1.79 GH258-1

39,88 -46,48 | 1.57-1.83 GH258-2

4191-4851 | 1.65-1.91 GH258-3

GHSS-1480 43,94 -50,55 | 1.73-1.99 GH258-4
45,97 - 52,58 | 1.81-2.07 GH258-5

48,01-54,61 | 1.89-2.15 GH258-6

49,78 - 60,20 | 1.96 - 2.37 GH258-3

GHSS-1950 | 53,85-64,26 | 2.12-2.53 GH258-5
GH258-7

Il'o_ JI

Common Repair Parts - GHSS-1480 / GHSS 1950 (see X-GHSS-4402F for detailed repair parts)

Abrasive Grade

Suffix

PHT231 (80 Grit)

PHT731 (320 Grit)

| e | o a
1 G13B10616 G13B1066 1 Expander Plates (set of 6)

2 G12B354 G12B353 1 Expansion Cone

3 G17B405 G17G184 1 Expansion Screw

4 G15A175 G15A173 1 Universal Block

5 G16A210 G16A203 4 Universal Block Screw/Pin

6 G17C176 G17C177 1 Universal Joint & Rod

7 F40925 F40926 2 Retaining Spring for Stones

8 G24A127 G24A127 3 Spring Retainer

N/S PSP547 PSP547 — Spring Tool

9 — — 6 Stone Assembly (See Charts Above)
N/S — F47538 1 Thrust Bearing

10 G20A189 F47537 1 Thrust Washer

N/S GH80049 GH80049 — Truing Grit (70 Grit)

N/S: Not Shown

www.sunnen.com
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HONING UNIT
SELECTION GUIDE
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PLATED TOOLING
(KGM & VSS MACHINES)

CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

GHSS

Tooling GHSS 2440/2800

GHSS-2440/2800 Hone Head GHSS-2440/2800 Hone Head Brush Sets
Diameter Range: Diameter Range:
62,48 - 88,90 mm (2.46 - 3.50 in.) 65,02 -101,09 mm (2.56 - 3.98 in.)

Brush Sets Sizes
Diameter Brush Set
Range Prefix
i (4 Brushes/Set)

Stone Sizes

Diameter Stoneholder MB Superabrasive
Range (6 Holders) Suffix
i Diamond (D, G, R) CBN (N)

Abrasive Grade
Suffix

62,48 — 64,26 | 2.46 - 2.53 | G14C251-1-S6* | GH236GMG35E 65,02 - 75,95 2.56 - 2.99 GH251-1-
GHSS-2440(H) | 65,79 - 67,31 | 2.59 - 2.65 | G14C251-2-S6* | GH236GMG55E GHSS-2440(H) | 68,07 - 78,99 2.68-3.11 GH251-2-

68,83-70,36 | 2.71-2.77 | G14C233-1-S6* | GH236DMB55E 71,37 - 82,30 2.81-324 GH233-1- PHT331 (120 Grit)

71,63-76,45 | 2.82-3.01 | G14C233-1-S6* GH236NMG65E 73,91 - 88,39 2.91-348 GH233-1-

7544 - 80,01 | 2.97 -3.15 | G14C233-7-S6 | GH236GMG75E GHSS-2800(H) | 80,26 - 94,74 X . GH233-4- PHT731 (320 Grit)
GHSS-2800(H) | 77,98 - 82,55 | 3.07 - 3.25 | G14C233-4-S6* | GH236GMGS5E | GH236NMG8S5E 86,61 - 101,09 - 3. GH233-3-

80,52 - 85,09 [ 3.17-3.35 | G14C233-2-S6 | GH236RMGO5E

82,30 - 86,87 | 3.24 - 3.42 | G14C233-8-S6 | GH236RMGO5E | GH236NMGO5E

84,33-88,90 | 3.32-3.50 | G14C233-3-S6* | GH236RMGO05E

NOTES: § GHSS-2440/2800 are kits comprised of (1) hone head & (3) Stoneholder sets (marked “*”). “H” suffix represents the hone head without stoneholder sets.

1 Other abrasive grades available - Contact Customer Service.
*Additional stone holder or stone sizes available to optimize the working range.

13) (14
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Common Repair Parts - GHSS-2440 / GHSS2800 (see X-GHSS-4402F for detailed repair parts)

Nor Cpart Nor Cpart No. aty Description

1 G11C445 G11C444 1 Body

2 G13A2836 G13A2826 1 Expander Plates (set of 6)

3 G12B348 G12B347 1 Expansion Cone

4 G17G184 G17G184 1 Expansion Screw

5 G15A173 G15A171 1 Universal Block

6 G16A203 G16A202 4 Universal Screw/Pin

7 F43937 F43936 1 Universal Joint Boot

8 F5121GH2 F5121GH2 2 Universal Joint Boot Tie Strap
9 G17G185 G17G185 1 Universal Joint & Rod

10 F5043GH2 F5042GH2 2 Retaining Spring for Stones
11 G24A126 G24A126 3 Spring Retainer

N/S PSP547 PSP547 — Spring Tool

12 6 Stoneholder (See Charts Above)
13 F47538 F47538 1 Thrust Bearing

14 F47537 F47537 2 Thrust Washer

N/S GH80049 GH80049 — Truing Grit (70 Grit)

N/S: Not Shown

1-800-325-3670



GHSS-3410/4410/5410/6410 Hone Head

Diameter Range:
87,12- 188,47 mm (3.43-7.42in.)

Stone Sizes

Diameter
Range

3.43-3.62

87,12-91,95

Stoneholder
(8 Holders)*

G14C233-7-S8*

89,92 - 94,49 | 3.54-3.72

G14C233-4-S8

93,98-9855 | 3.70-3.88

G14C233-8-S8*

GHSS-3410(H) [96,27 - 100,84 | 3.79-3.97

G14C233-3-S8

100,84 - 10541 | 3.97 - 4.15

G14C233-9-S8*

102,62 - 107,19 | 4.04-4.22

G14C233-6-S8

107,70 - 112,27 | 4.24-4.42

G14C233-10-S8*

112,52 - 117,09 | 443 -4.61

G14C233-8-S8"

114,81 - 119,38 | 4.52-4.70

G14C233-3-S8

119,38 - 123,95 | 4.70-4.88

(G14C233-9-88"

GHSS-4410(H) [121,16 - 125,73 | 4.77 - 4.95

G14C233-6-S8

126,24 - 130,81 | 4.97-5.15

G14C233-10-S8*

129,79-134,11 | 5.11-5.28

G14C233-16-S8

133,10 - 137,67 | 5.24-542

G14C233-11-88*

GHSS-5410(H)

ranges are 254 mm (1.00in) larger than the GHSS4410 ranges

GHSS-6410(H)

ranges are 50,8 mm (2.00in) larger than the GHSS-4410 ranges

GHSS

Tooling — GHSS 3410/4410/5410/6410

MB Superabrasive
Suffixi:

Diamond (D, G, R)

GH233GMG35E
GH233GMG47E
GH233GMG55E

GH233GMG75E

GH233GMG85E

GH233RMG95E

GH233RMGO5E
GH233RMGO05E

CBN (N)

GH233NMG57E
GH233NMG65E

GH233NMG85E

GH233NMGO5E

GHSS-3410/4410/5410/6410 Hone Head Brush Sets

Diameter Range:
86,87- 200,66 mm (3.42-7.90in.)

Brush Sets Sizes

Brush Set
Prefix
(4 Brushes/Set)

Diameter
Range

Abrasive Grade

86,87 - 100,33 | 3.42-3.95 GH233-1
89,92 - 104,39 | 3.54-4.11 GH233-7
GHSS-3410(H) | 96,27 - 110,74 | 3.79-4.36 GH233-8
102,62 - 117,09 | 4.04 - 4.61 GH233-9
109,22 - 123,70 | 4.30 - 4.87 GH233-10
117,09- 131,32 | 461-5.17 GH233-11
112,27 - 125,22 | 4.42-4.93 GH233-4
114,81-129,29 | 4.52-4.89 GH233-8
GHSS-4410(H) | 121,16 - 135,64 | 4.77 - 5.09 GH233-9
127,76 - 142,24 | 5.03 - 5.60 GH233-10
135,64 - 149,86 | 5.34 - 5.90 GH233-11

GHSS-5410(H)

ranges are 25,4 mm (1.00 in) larger than the GHSS-4410 ranges

GHSS-6410(H)

ranges are 50,8 mm (2.00 in) larger than the GHSS-4410 ranges

Suffix

PHT331 (120 Grit)

PHT731 (320 Grit)

NOTES: § GHSS-3410/4410/5410/6410 are kits comprised of (1) hone head & (4) Stoneholder sets (marked “*”). “H” suffix represents the hone head without stoneholder sets.

1 Other abrasive grades available - Contact Customer Service.
*Additional master holder or stone sizes available to optimize the working range.

Common Repair Parts - GHSS-3410/4410/5410/6410 (see X-GHSS-4402F for detailed repair parts)

Nor “Part Nov “Part Nov CPart Nov “Part Nov aty Description

1 G11C459 G11D320 G11G575 G11G626 1 Body

2 G13A2898 G13A2918 G13A2918 G13A2918 1 Expander Plates (set of 8)

3 G12B337 G12B337 G12G380 G12G412 1 Expansion Cone

4 G17B341 G17B341 G17B341 G17B341 1 Expansion Screw

5 G15A167 G15A167 G15A167 G15A167 1 Universal Block

6 G16A182 G16A182 G16A182 G16A182 4 Universal Block Screw/Pin

7 F43927 F43927 F43927 F43927 1 Universal Joint Boot

8 F5121GH2 F5121GH2 F5121GH2 F5121GH2 2 Universal Joint Boot Tie Strap
9 G17C159 G17C159 G17C159 G17C159 1 Universal Joint & Rod

10 F5041GH2 F5045GH2 F2075 F2075 2 Retaining Spring For Stones
11 G24A125 G24A125 G24A125 G24A125 8 Spring Retainer

N/S PSP547 PSP547 PSP547 PSP547 — Spring Tool

12 6 Stoneholder (See Charts Above)
13 F47530 F47530 F47530 F47530 1 Thrust Bearing

14 F47531 F47531 F47531 F47531 2 Thrust Washer

15 G20A177 G20A177 G20A177 1 Spacer

16 G18C222 G18C222 G18C222 G18C222 1 Driveshaft

N/S GH80049 GH80049 GH80049 GH80049 — Truing Grit (70 Grit)

N/S: Not Shown

www.sunnen.com
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HONING UNIT
SELECTION GUIDE
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PLATED TOOLING
(KGM & VSS MACHINES)

CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

GHTS

Tooling GHTS 2440/2800

GHTS-2440/2800 Hone Head

Diameter Range:
60,71 -92.46 mm (2.39 - 3.64 in.)

Stone Sets

Diameter

Range
in

Size
Prefix*

60,71-6528 | 2.39-257 | GT62- 4 6
64,26 - 69,34 -273 | GT71- 4 6
GHTS-2440 | 69,09 - 74,17 -2.92 | GT76- 4 6
73,91-78,74 -3.10 | GT81- 4 6
78,74 - 83,57 -329 | GT86- 4 6
71,37 -78,23 -3.08 | GT71- 4 6
GHTS-2800 | 75,44 - 82,80 -326 | GT76- 4 6
80,26 - 87,63 -345 | GT81- 4 6
85,09 - 92,46 -364 | GT86- 4 6

Abrasive Suffix::

Diamond (D, G, R)

GMG35
GMG55
GMG57
GMG75
GMG85

RMG05

NMG57

NMG05

GHTS-2440/2800 Hone Head Brush Sets

Diameter Range:
61,21 - 100,08 mm (2.41 - 3.94 in.)

Brush Sets Sizes&

Diameter

Range Abrasive Suffix 53

Set Qty.
(4 or 6)

61,21-7315 | 2.41-2.88 GT62- 4 6
65,02 - 76,71 2.56 - 3.02 GT71- 4 6
GHTS-2440 | 69,85-81,53 | 2.75-3.21 GT76- 4 6 PHT331 (120 Grit)
74,68 - 86,36 | 2.94-3.40 GT81- 4 6
79,50-9119 | 3.13-3.59 GT86- 4 6
71,37-8560 | 2.81-3.37 GT71- 4 6
GHTS-2800 | 76,20-9042 | 3.00 - 3.56 GT76- 4 6 PHT731 (320 Grit)
4 6
4 6

NOTES: § Abrasive Stone Set Part Numbers are a Size Prefix + Set Qty. + Abrasive Suffix, e.g., GT62-6-GMG85 or GT71-4-PHT731.

1 Other abrasive grades available - Contact Customer Service.
*Additional stone sizes available to optimize the working range.
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Common Repair Parts - GHTS-2440 / GHTS2800

Item

GHTS2440

GHTS2800

No. Part No. Part No. aty Description

1 G11C553 G11C499 1 Body

2 G13A333-4/6 G13A30810 1 Expander Plates (set qty of 4, 6, or 10)
3 G12C241 G12C232 1 Expansion Cone

4 G17B500 G17B436 1 Expansion Screw

5 G15A173 G15A171 1 Universal Block

6 G16A203 G16A202 4 Universal Block Screw/Pin

7 F43937 F43936 1 Universal Joint Boot

8 F5121GH2 F5121GH2 2 Universal Joint Boot Tie Strap

9 G17C212 G17C168 1 Universal Joint & Rod

10 F5127 F5127 2 Retaining Spring for Stones

N/S PSP547 PSP547 — Spring Tool

11 --- .- 4 0or6 Stone Assembly (See Charts Above)
12 F47538 F47538 1 Thrust Bearing

13 F47537 F47537 2 Thrust Washer

N/S GH80049 GH80049 — Truing Grit (70 Grit)

N/S: Not Shown

1-800-325-3670



GHTS-3410/4410/5410 Hone Head

Diameter Range:
86,12-172,72 mm (3.43 - 6.80 in.)

Stone Sets$S

Diameter
Range

Size

Abrasive Suffix:

Prefix Diamond (D, G, R) CBN (N)
87,12-101,35 | 3.43-3.99 | GH261-1- 6
GHTS-3410 |_93.98-108,20 3.70-4.26 | GH261-2- 6 GMG37
100,84-11506 | 3.97-4.53 | GH261-3- 6 GMG57 NMG57
107,70-121,92 | 4.24-4.80 | GH261-4- 6 GMGT75
112,52 - 126,75 | 4.43-4.99 | GH261-1- 6 GMG85
GHTS-4410 | 119,38-13360 | 4.70-526 | GH261-2- 6 RMG95
100,84-11506 | 4.97-5.53 | GH261-3- 6 RMG05 NMG05
107,70-12192 | 5.24-580 | GH261-4- 6 RMG005
GHTS-5410 ranges are 25,4 mm (1.00 in) larger than the GHTS-4410 ranges

GHTS

Tooling — GHTS 3410/4410/5410

GHTS-3410/4410/5410 Hone Head Brush Sets

Diameter Range:
87,12-172,22 mm (3.43 - 6.80 in.)

Brush Sets Sizes&

Diameter

AbrasiveSuffix
120 Grit 320 Grit

87,12-101,35 3.43- GH261-1

GHTS-3410 | 93,98 - 108,20 3.70-426 | GH261-2 6
100,84 - 115,06 | 3.97-4.53 | GH261-3 6 PHT331 (120 Grit)
107,70-121,92 | 4.24-480 | GH261-4 6
112,52 - 126,75 | 4.43-4.99 | GH261-1 6

GHTS-4410 119,38 - 13360 | 4.70-526 | GH261-2 6
126,24 - 14046 | 4.97-553 | GH261-3 6 PHT731 (320 Grit)
133,10-147,32 | 524-580 | GH261-4 6

GHTS-5410 ranges are 254 mm (1.00 in) larger than the GHTS-4410 ranges

NOTES: § Abrasive Stone Set Part Numbers are a Size Prefix + Set Qty. + Abrasive Suffix, e.g., GH261-4-GMG85 or GH261-4-PHT731.

1 Other abrasive grades available - Contact Customer Service.
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Common Repair Parts - GHTS-3410/4410/5410

Item

GHTS3410

GHTS4410

GHTS5410

No. Part No. Part No. Part No. aty Description

1 G11C475 G11D361 G11G556 1 Body

2 G13A30212 G13A31312 G13A31312 1 Expander Plates (set of 12)

3 G12C233 G12C233 G12G373 1 Expansion Cone

4 G17B411 G17B411 G17B411 1 Expansion Screw

5 G15A167 G15A167 G15A167 1 Universal Block

6 G16A182 G16A182 G16A182 4 Universal Screw/Pin

7 F43927 F43927 F43927 1 Universal Joint Boot

8 F5121GH2 F5121GH2 F5121GH2 2 Universal Joint Boot Tie Strap
9 G17C159 G17C159 G17C159 1 Universal Joint & Rod

10 F5049GH2 F50410 F2075 2 Retaining Spring For Stones
N/S PSP547 PSP547 PSP547 — Spring Tool

11 --- --- .- 6 Stone Assembly (See Charts Above)
12 F47530 F47530 F47530 1 Thrust Bearing

13 F47531 F47531 F47531 2 Thrust Washer

14 G20A177 G20A177 G20A177 1 Spacer

15 G18C222 G18C222 G18C222 1 Drive Shank

N/S GH80049 GH80049 GH80049 — Truing Grit (70 Grit)

N/S: Not Shown

www.sunnen.com
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DH-Series

Diamond Honing System

Multi-Point Cutting Action for a Truly Round Bore!

With multiple points of cutting action, Sunnen’s
DH Diamond Hone Head offers truly round cylin-
der bores — superior to any product on the market.
Two designs of stones are offered - an economi-
cal one with 8 points of contact for rough boring
applications or double 16 points for optimum bore
tolerance.

HONING UNIT
SELECTION GUIDE

No matter which model you chose, Sunnen’s DH
Hone Head uses a central drive shaft assembly.
This design gives you the flexibility to change
diameter ranges by simply switching the body and
stone assembly. You can purchase the complete
system or only the diameter range you need.

Sunnen offers the largest range of diamond hone
heads in the industry - from 2.75 in. to 5.555 in.
(69.9- 141.1 mm). It is versatile, as well. You can

use metal bond superabrasives and PHT plateau . .
brushes. Sunnen’spDH tooling, stones andpholders 4 Stone - 8 Cutting Edges 4 Stone - 16 Cutting Edges
are made as one which reduces initial truing time.
With Sunnen’s precision abrasives, there is no
need to flip stones ... another time saver.

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

Complete System for DHTKIT
(2.75" - 5.55") Includes:

(1) DH-DA Drive shaft assembly
(2) DH-70 hone body

(3) DH-93 hone body

(4) DH-117 hone body
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CYLINDER HONING
(SV-15/30/2400 MACHINES)

Individual Components

HONE ABRASIVES

Part

PORTABLE, MPS & TUBE

Number Description
DH-DA Drive shaft assembly only. Common to all hone bodies.
DHT-70 Hone body and drive shaft. Range 2.75"-3.68" (69, 85-93, 47 mm)
DHT-93 Hone body and drive shaft. Range 3.68"-4.62" (93, 47-117, 34 mm)
) DHT-117 Hone body and drive shaft. Range 4.62"-5.55" (117, 34-141 mm)
§ DH-224 Stone retaining spring
8 DH-228A Diamond dressing stick
'—
o3

Optional accessories for industrial use:

CUSTOM ABRASIVES

DH-206 (drive shaft tube) and DH-208 (feed hex rod) are available to lengthen the standard DH-DA drive assembly
from 13.5" to 24.5". (Requires stone assemblies shown in table.) High Force cone and stone assembly, see next page.

1-800-325-3670




DH Honing Tool

Components and Abrasives

DH Diamond Hone Head

2 Edges 4 Edges per Minimum Maximum Available
per Stone Stone + PHT Brush | inches | inches Stones

DH1B-1-534 69,9 2.750 77,7 3.062 - -
DH70 DH28S-2 N/A DH1B-2-534 77,7 3.062 85,7 3.374 NMH55+ 220
DH70 DH2W-3 DH4S-3 DH1B-3-534 85,7 3.374 93,6 3.686 - - (7]
DH93 DH2W-4 DH4S-4 DH1B-4-534 93,6 3.686 101,5 3.998 GMH45+ 150 E g
DH93 DH2W-5 DH4S-5 DH1B-5-534 101,5 3.998 109,5 4.310 GMH55 220 ‘_'.’ ;
DH93 DH2W-6 DH4S-6 DH1B-6-534 109,5 4.310 17,4 4.622 GMH75 320 o6
DH117 DH2W-7 DH4S-7 DH1B-7-534 17,4 4.622 125,3 4.933 GMH85 400 : g
DH117 DH2W-8 DH4S-8 DH1B-8-534 125,3 4.933 133,2 5.244 RMH95 500 g S
DH1B-9-534 RMH05* m

Order example: DH2S-1xxx (stone #), DH2S-1NMH55 Contact Customer Service for price and availability.

DHH Diamond Hone Head

High-force Feed Cone and Stone Sets +

Stone and Brush Configurations
DH2S and DHH +

Part
Number

Description
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DH229 High-Force Feed Cone
DHH6 Diamond Stone Set (Range 3.680"-3.880")93, 47-98, 55 mm
DHH7 Diamond Stone Set (Range 3.880"-4.080")98, 55-103, 63 mm
DHH8 Diamond Stone Set (Range 4.080"-4.280")103, 63-108, 71 mm
DHH9 Diamond Stone Set (Range 4.280"-4.480")108, 71-113,79 mm DH2W =
DHH10 Diamond Stone Set (Range 4.480"-4.680")113, 79-118, 87 mm 2 z
DHH11 Diamond Stone Set (Range 4.680"-4.880")118, 87-123, 95 mm -J 5
DHH12 Diamond Stone Set (Range 4.880"-5.080")123, 95-129 mm é g
-
=0
DHHB-6534 PHT Brush (Range 3.680"-3.880")93, 47-98, 55 mm g 9
DHHB-7534 PHT Brush (Range 3.880"-4.080")98, 55-103, 63 mm N % =
DHHB-8534 PHT Brush (Range 4.080"-4.280")103, 63-108, 71 mm @% DH4S + , m o
DHHB-9534 PHT Brush (Range 4.280"-4.480")108, 71-113,79 mm i‘(‘)‘;:rg;rp‘;‘s’ip\};mzz dr;’:;“:)’:s‘sibne =
DHHB-10534 PHT Brush (Range 4.480"-4.680")113, 79-118, 87 mm will last longer, 16 cutting edges =
DHHB-11534 PHT Brush (Range 4.680"-4.880)118, 87-123, 95 mm versus 8. f o
DHHB-12534 PHT Brush (Range 4.880"-5.080")123, 95-129 mm ‘a" ﬁ
SLC
\ N S
NOTE: GMH-55, GMH-75 and RMH-95 abrasive grades will be set up initially. s
s DH1B and DHHB E g
DH2S and DHH* oz
(2) abrasive edges per stone provide good geometry and free-cutting perfor- E g
mance. m
DHH available only with abrasive edges directly over holder supporting higher =
feed forces generated by DH229 cone. =
(]
DH2W 3
(2) abrasive edges per stone provide good geometry and free-cutting perfor- . . ) z 5
mance with a wider spacing than DH2S stones in larger bore sizes. Special order-Contact Customer Service : =
o
DH4S 2=
(4) abrasive edges per stone provide superior roundness and longer-life but [
with less free-cutting performance. ﬁ ‘:
wc
w
m

Plateau Honing Tool (PHT) Brush
PHT brushes fitted to DH tools provide a convenient means to improve bore fin-
ish and create a plateau finish.

DHH Notes:

The DH229 high-force feed cone and DHH stones allow machines with limited
feed systems to access the advantages of superabrasives and allow machines
with good feed systems to amplify the cutting forces and hone the hardest
workpieces.

ONIT00lL 2
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DHH stones are available with GMH55, GMH75 & RMH95 abrasive grades.

www.sunnen.com




CV-2400 Midget Hone Tooling

Parts and Accessories

Diameter Range:
50,8 mm - 76,2 mm
2.0"-3.0"

CV-2400 Midget Hone Unit

CV-2405A N:l::er Su:’?tl'l‘ed Description
CV-2405A | 1 Midget Head and Tube Assembly
CK-2035A | 2 sets | Master Stoneholder Set (2 per set)
50,8-66,04 mm (2.0"-2.6") dia.
CK-2075 - 2 sets | Master Stoneholder Set (2 per set
CK20428  CK3105A clez0teh 66,04-76,2 mm (2.6"-3.%")pdia. )
CK-2042A | 4 Stone Shim, 3,17 mm (1/8") (1 per package)
CK-2049A | 2 sets Stone Shim Set, 7,14 mm (9/32") (2 per set)
CV-2050A | 2 Main and Centering Guides (Includes CK-2080)
CV-2080 — Guide Shoe and Screw Set (2 shoes per set)
(Included with CK-2050A)
CV-2060A | 2 Main and Centering Guides (1 per package)
(Includes CV-2070)
Diameter Range: 50,8-66,0mm (2"-2.6") CV-2070 — Guide Shoe, with Screws
CK-2093A | 2 Guide Shim 4,75 mm (3/16") (1 per package)
cl203sA CH2125A cv-2080 CK-2115A | 1set | Alignment Guide Set (2 per set)
50,8-66,0 mm (2.0"-2.6") dia. (Includes CK-2120)
CK-2115A CK-2120 — Ali?znn?fnt Guide ?hoe and Screw Set
CK-2120 shoes per set
CV-20508 CK-2135A | 1 set Alignment Guide Set (2 per set)
Diameter Range: 66,0-76,2mm (2.6"-3") 66,0-76,2 mm (2.6"-3.0") dia. (Includes CK-2140)
CK-2140 — Alignment Guide Shoe and Screw Set
CK-2125A (2 shoes per set)
CK-2125A | 4 Clamp (1 per package)
CK-2045A CK2049A  CK-2003A CRZ13SA - cv.2060a gi;g;?A ; ::IS Gugjlidsehg:i nSj; c(:;)nsisting of:
- per set)
CK-2072A | 2 sets Guide Shim #2 (4 per set)
@ CK-2073A | 2 sets Guide Shim #3 (4 per set)
© E Superabrasive Stoneholders CK-2074A | 1 set Guide Shim #7 (4 per set)
g 2 For CV-2400 Midget Hone Head 61-76,2 mm (2.4"-3.0"). CK-2076A | 1 set Guide Shim #11 (4 per set)
b Not available for diameters less than 61 mm (2.4"). CK-2077A | 1 set Guide Shim #15 (4 per set)
E § E.ach set consists of two Master Stoneholders that use P20 . CK-3105A | 1 Shim Rack
2 g dlamo.nd or CBN stones (select stones from the P20 superabrasive
<) selection chart on page 2.45). CK-2035A-LF4X 61-66 mm (2.4"-2.6")
B ﬁ CK-2045A-LF4X 66-76,2 mm (2.6"-3.0") 2 stones required per set.
Z Contact Customer Service for price and availability.

Repair Parts for CV-2400 Midget Hone Head

N::'l':er ﬁ ty I::_er Description
PERMA MR 200, achine
CV-2405A 1 Midget Head and Tube Assembly
—_ AR CV-2420A 1 Drive Tube-Lower Half includes:
"ﬁ @ & o _,_és:_‘“ CK-2033A* 1 set Universal Ring with Four Screws
jH i : CK-2423A 1 set (2) SHCS (5/16-24x3/16")
i B -0 o PHS-698A 1 set (2) SHCS (5/16-24x3/8")(Not Shown)
D CV-2450A 1 Lower Feed Rod & "U" Joint Assembly with
| 1 PBR-26A 1 Thrust Bearing (Neiman #FT-015)
- et CK-2010C 1 Midget Hone Head Assembly with
CK-2015A 1 Wedge Assembly (Not Shown)
CV-2405A Midget Hone Head CK-2020A 1 Push Pin Set (4 Pins)

*Not recommended to be purchased separately.

1-800-325-3670




CV-2400 Midget Hone Tooling

Parts and Accessories

Accessories

(Not included with CV-2400 Midget Hone Unit)

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical

Diameter Range: 50,8 mm - 66,04 mm {2.0" - 2.6"}

All C20 Available Stones

Grit Size
80 150 220 280

320 400 500 600

34INS NOILDO3T3S
L1INN ONINOH

& Silicon Carbide Stones (J,C)

to choose a stone v°,

slightly harder or [ C20-A57

softer, coarser or g

finer. As a general S C20-54 020485 | ca0.105+

. rule, hard materials - - —

CK-2040A Midget require soft stones; g:’ i
Storage Rack soft materials require =0
For orderly storage of Stoneholders and hard stones; rough o
Alignment Guides. (Order separately.) holes require hard . 7] T m

stones. 9 Diameter Range: 66,04 mm - 76,2 mm {2.6" - 3.0"} ; E

Additional abrasive All C24 Available Stones ® §

specifications Grit Size =2

i m
available to hone 80 150 220 280 320 400 500 600 §B&

difficult materials. - -
Silicon Carbide Stones (J,C)

C24-A55
C24-A57

Please contact C24-A45

C24-C05

CK-3155A Setting Gage

Indicates shims required to set Guides

Customer Service
or your Sales &
Application Engineer.

C24-J54
C24-J55

C24-J25 | C24-J45 C24-J65

C24-J6591

Hard---Soft

to cylinder diameter. Also used to adjust
Alignment Guides. (Order separately.)

CK-3355A Stone Inserter
Changes Stones easily in seconds.
Includes mounting bracket.

(Order separately.)

Replacement Parts for CK-3355A
Stone Inserter:
CK-3373A
CK-3372A

Spring Retainer
"In/Out" Slide

CK-2570 Hard Guide Shoe

Long life for high production.

(Not recommended with 400 grit or finer
stone sets.)

Order CK-2060A for diameters
66,09-76,2 mm (2.6"-3").

+Special Order-Contact Customer Service

Minimum purchase quantity 6 sets.

C24-J85

C24-J87

Recommended Stones for CV-2400 Midget Hone

Most
Commonly
Used Stones

Operations and
Materials

Approximate R,
Surface Finish

Fast removal: deburred, bored, ground or reamed holes

Aluminum C20/C24-J54 1,38 55
Brass, Soft C20/C24-J54 1,38 55
Bronze C20/C24-J54 1,38 55
Cast iron C20/C24-J54 0,50 20
Steel, Soft C20/C24-A57 2,00 80
Steel, Hardened C20/C24-A55 0,45 18
Fine finishing: previously honed holes

Aluminum C20/C24-J95 0,30 12
Brass, Soft C20/C24-J95 0,30 12
Bronze C20/C24-J95 0,30 12
Cast iron C20/C24-J95 0,10 4
Steel, Soft C20/C24-J95 0,10

Steel, Hard C20/C24-J95

PHT Plateau Honing Tools

Used as a final finishing step, after initial
honing to provide a plateau surface on
cylinder walls.

For Diameter Range

mm in (320 Grit)
50,8-60,9 | 2.00-2.40 C20-PHT-732
58,4-73,7 2.30-2.90 C24-PHT-732

www.sunnen.com
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CV-3000 Junior Hone Tooling

Parts and Accessories

Diameter Range:
76 mm — 102 mm
3.0"-4.0"

CV-3000 Junior Hone Unit

Part Supplied L
CK-3105A Number with Description
CK3003A  CK-3042A  CK-3049A  CK-3120 CV-3005A | 1 Junior Head and Tube Assembly
/\ CK-2635A | 2 sets | Master Stoneholder Set (2 per set)
76,2-88,9 mm(3.0"-3.5") dia.
CK-3035A | 2 sets | Master Stoneholder Set (2 per set)
CK-2715A 88,9-102 mm (3.5"-4.0") dia.
CK-3042A | 4 Stone Shim, 6,35 mm (1/4") (1 per package)
CK-3049A | 2 sets | Stone Shim Set, 11,1 mm (7/16") (2 per set)
CK3125A CV-2650A | 1 Main Guide
V2635 v CV-3070 76,2-88,9 mm (3.0"-3.5") dia. (Includes CV-3070)
z CV-3050A | 1 Main Guide
\ 88,9-102 mm (3.5"-4.0") dia. (Includes CV-3070)
CV-3070 — Guide Shoe, with Screws
CV-2690A | 1 Centering Guide (Includes CV-3070)
CK:3120 cvasn cvaoson cvzsn || CHCZTTSR | T oot | Ao e e ey i (Includes CK-3120)
CK-3115A | 1 set Alignment Guide Set (2 per set) (Includes CK-3120)
CK-3120 — Guide Shoe and Screw Set (2 shoes per set)
CK-3125A | 4 Clamp (1 per package)
CK-3115A CK-3105A | 1 Shim Rack
CK-3075 1 set Guide Shim Set, consisting of:
CK.3035A CK-3075 CK-3071A | 2 sets Guide Shim #1 (4 per set)
CK-3072A | 2 sets Guide Shim #2 (4 per set)
CK-3073A | 2 sets Guide Shim #3 (4 per set)
CK-3074A | 1 set Guide Shim #7 (4 per set)
CK-3076A | 1 set Guide Shim #11 (4 per set)
& CK-3077A | 1 set Guide Shim #15 (4 per set)
o= CK-3078A | 1 set Guide Shim #19 (4 per set)
E 5 CK-3030A Superabrasive Stoneholders
o For CV-3000 Junior Hone Head.
(=) Each set consists of two Master Stoneholders that use P28 diamond or CBN
g E stones (select stones from the P28 superabrasive selection chart on page 2.50).
23 .
(>3 § Two stones required per set.
>
(2

Repair Parts for CV-3000 Junior Hone Head

Number Machine Description
e £ At Sl CV-3005A 1 Junior Head and Tube Assembly
CV-1820A 1 Drive Tube-Lower Half includes
CK-3033A* 1 Universal Ring with
AN-621C 1 Set Screws (Package of 4) consists of:
AN-621A 1 Set (2) SHCS (5/16-24 x 15/32")
PHS-698A 1 Set (2) SHCS (5/16-24 x 3/8")(Not Shown)
CV-1850A 1 Lower Feed Rod & "U" Joint Assembly with
CK-1861A 1 Bushing
CK-1860A 1 Thrust Bearing
CK-2610C 1 Junior Hone Head Assembly with
CV-3005A Junior Hone Head CK-3015A 1 Wedge Assembly (Not Shown)
CK-2620A 1 Push Pin Set (4 Pins)

*Not recommended to be purchased separately.

1-800-325-3670




CV-3000 Junior Hone Tooling

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Accessories

(Not included with CV-3000 Junior Hone Unit)

CK-3040A
Standard Storage Rack

For orderly storage of Stoneholders and
Alignment Guides. (Order separately.)

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

CK-3155A Setting Gage

Indicates shims required to set Guides
to cylinder diameter. Also used to adjust
Alignment Guides. (Order separately.)

CK-3355A Stone Inserter
Changes Stones easily in seconds.
Includes mounting bracket.

(Order separately.)

Replacement Parts for CK-3355A
Stone Inserter:
CK-3373A
CK-3372A

Spring Retainer
“In/Out” Slide

CK-3570 Hard Guide Shoe
Long life for high production.

(Not recommended with 400 grit
or finer stone sets.)

For CK-3570 Hard Guide Shoes order:
CK-2650A Main Guide

for dia. 76,2-88,9 mm (3.0"-3.5").
CK-3050A Main Guide

for dia. 88,9-102 mm (3.5"-4.0").

Parts and Accessories

All C30 Available Stones

80 150

J3 C30-A24

LA C30-A25 | C30-A45
= C30-A47
==

=

o]
(/2]

H C30-J25 | C30-J45
° C30-J46
(1]
I

Grit Size
220 280 320 400 500 600
Aluminum Oxide Stones (A)
C30-A53
C30-A54
C30-A55 C30-A65
C30-A56
C30-A5681
C30-A5681A

C30-A57
Silicon Carbide Stones (J,C)
C30-J63 €30-J83 €30-C05
C30-J54 | C30-J64 C30-J84 | C30-J93
C30-J55 | C30-J65 C30-J85 | C30-J95 |C30-C0381
C30-J56 C30-J86 C30-C0391
C30-J57 C30-487

Minimum purchase quantity 6 sets.

Recommended Stones for CV-3000 Junior Hone

Material

Fast removal: deburred, bored, ground or reamed holes

Approximate R,

Stone to Use Surface Finish

Aluminum C30-J57 1,38 55
Brass, Soft C30-J55 1,38 55
Bronze C30-J57 1,38 55
Cast iron C30-J57 0,50 20
Steel, Soft C30-A25 2,00 80
Steel, Hardened C30-A55 0,45 18

Fine finishing: previously honed holes

Aluminum C30-J95 0,30 12
Brass, Soft C30-J95 0,38 15
Bronze C30-J95 0,38 15
Cast iron C30-J95 0,10 4
Steel, Soft C30-J95 0,18

Steel, Hardened

cylinder walls.

mm | in

PHT Plateau Honing Tools

Used as a final finishing step, after initial
honing to provide a plateau surface on

For Diameter Range

C30-J95 0,13

(320 Grit)

73,7-86,4

www.sunnen.com

2.90-3.40

C30-PHT-731

34INS NOILDO3T3S
L1INN ONINOH

SANIHOVIN 1v1s3d3d

(gg1® ‘agin ‘03 “1IN ‘HS)

ONIT001 d31vid

=
@
H
%
<
@
173
=
>
o
I
=
m
g

(SINIHOVIN 00+2/0E/SL-AS)
ONINOH ¥3ANITAD

S3AISYEV INOH

349Nl ® SdIN ‘I19vLid0d

ONIT00lL 2
S3IAISYIEVY WNOLSND




CV-3300 Standard Hone Tooling

Parts and Accessories

Diameter Range:
84 mm— 127 mm
3.3"-5.0"
CV-3300 Standard Hone Unit
N:::er Su‘ﬂp&l‘l‘ed Description
CK-3075 CV-3305A | 1 Standard Head and Tube Assembly
CK-3035A | 2 sets | Master Stoneholder Set (2 per set)
CV-3050A 84-104,8 mm (3.300"-4.125") dia.
CK-3045A | 2 sets | Master Stoneholder Set (2 per set)
CK-3070 104,8-127 mm (4.125"-5.000") dia.
CK-3042A | 4 Stone Shim, 6,35 mm (1/4") (1 per package)
CK.3035A CV-3060A CK-3049A | 2 sets | Stone Shim Set, 11,1 mm (7/16") (2 per set)
CV-3050A | 1 Main Guide 84-104,8 mm (3.300"-4.125") dia.
(Includes CV-3070)
CV-3060A | 1 Main Guide 104,8-127 mm (4.125"-5.000") dia.
(Includes CV-3070)
CV-3090A CV-3070 — Guide Shoe, with Screws
CV-3090A | 1 Centering Guide (Includes CV-3070)
>cx-31zo CK-2715A | 1 set Alignment Guide Set (2 per set)
CK-3045A 84-95,2 mm (3.300"-3.750") dia. (Includes CK-3120)
CK2T15A CK-3115A | 1 set Alignment Guide Set (2 per set)
95,2-127 mm (3.750"-5.000") dia. (Includes CK-3120)
CK-3120 | — Guide Shoe and Screw Set (2 shoes per set)
CK-3120< CK-3125A | 4 Clamp (1 per package)
CK-3093A | 1 Centering Guide Shim 9,5 mm (3/8")
CK-3042A CK-3115A CK-3105A | 1 Shim Rack
CK-3075 1 set Guide Shim Set, consisting of:
CK-3071A | 2 sets Guide Shim #1 (4 per set)
CK-3125A CK-3072A | 2 sets Guide Shim #2 (4 per set)
CK-3073A | 2 sets Guide Shim #3 (4 per set)
CV-3305A CK-3049A CK-3093A CK-3105A CK-3074A | 1 set Guide Shim #7 (4 per set)
CK-3076A | 1 set Guide Shim #11 (4 per set)
CK-3077A | 1 set Guide Shim #15 (4 per set)
CK-3078A | 1 set Guide Shim #19 (4 per set)

CK-3030A Superabrasive Stoneholders

(83,8mm-117,5 3.3"-4.625")

For CV-3300 Standard Hone Head. Each set consists of two Master Stoneholders
that use P28 diamond or CBN stones (select stones from the P28 superabrasive
selection chart on page 2.50).

CYLINDER HONING

o
w
z
I
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<
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Two stones required per set.

Repair Parts for CV-3300 Standard Hone Head

Number Mathine Description
CV-3305A 1 Standard Head and Tube Assembly
CV-1820A 1 Drive Tube-Lower Half includes
CK-3033A* 1 Universal Ring with
AN-621C 1 Set Screws (Package of 4) consists of
AN-621A 1 Set (2) SHCS (5/16-24 x 15/32")
PHS-698A 1 Set (2) SHCS (5/16-24 x 3/8")(Not Shown)
CV-1850A 1 Lower Feed Rod & "U" Joint
CK-1861A 1 Assembly with Bushing
CK-1860A 1 Thrust Bearing
CK-3010C 1 Standard Hone Head Assembly with
CV-3305A Standard Hone Head CK-3015A 1 Wedge Assembly (Not Shown)
CK-3020A 1 Push Pin Set (4 Pins)

1-800-325-3670




CV-3300 Standard Hone Tooling

Parts and Accessories

Accessories

(Not included with CV-3000 Junior Hone Unit)

CK-3040A

Standard Storage Rack

For orderly storage of Stoneholders and
Alignment Guides. (Order separately.)

CK-3155A Setting Gage

Indicates shims required to set Guides
to cylinder diameter. Also used to adjust
Alignment Guides. (Order separately.)

CK-3355A Stone Inserter

Changes Stones easily in seconds. Includes
mounting bracket.

(Order separately.)

Replacement Parts for CK-3355A
Stone Inserter:
CK-3373A
CK-3372A

Spring Retainer
"In/Out" Slide

CK-3570 Hard Guide Shoe

Long life for high production.

(Not recommended with 400 grit or finer
stone sets.)

For CK-3570 Hard Guide Shoes order:
CK-2650A Main Guide

for dia. 84-104,8 mm (3.3"-4.125").
CK-3060A Main Guide

for dia. 104,8-127 mm (4.125"-5.0").

In some cases,
stones other than the
RECOMMENDED
STONES may hone
faster or last longer.
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or
finer. As a general
rule, hard materials
require soft stones;
soft materials require
hard stones; rough
holes require hard
stones.

Additional abrasive
specifications
available to hone
difficult materials.

Please contact
Customer Service

or your Sales &
Application Engineer.

www.sunnen.com

All C30 Available Stones
Grit Size
220 280 320 400 500

Aluminum Oxide Stones (A)

80 150

& C30-A53
R C30-A24 C30-A54
i C30-A25 | C30-A45 | C30-A55 C30-A65
S C30-A56
& C30-A47
T C30-A5681
C30-A5681A

C30-A57

Silicon Carbide Stones (J,C)

Minimum purchase quantity 6 sets.

600

b= C30-J63 C30-J83 C30-C05
3 C30-J54 | C30-J64 C30-J84 | C30-J93

O C30-J25 | C30-045 | C30-J55 | C30-J65 €30-J85 | C30-J95 | C30-C0381
° C30-J46 | C30-J56 C30-J86 C30-C0391
8 €30-J57 €30-J87

Recommended Stones for CV-3000 Junior Hone

Approximate R,

Material Stone to Use

Fast removal: deburred, bored, ground or reamed holes

Surface Finish

PHT Plateau Honing Tools

Used as a final finishing step, after initial
honing to provide a plateau surface on
cylinder walls.
For Diameter Range

mm | in
73,7-86,4 | 2.90-3.40

(320 Grit)
C30-PHT-731

Aluminum C30-J57 1,38 55
Brass, Soft C30-J55 1,38 55
Bronze C30-J57 1,38 55
Cast iron C30-J57 0,50 20
Steel, Soft C30-A25 2,00 80
Steel, Hardened C30-A55 0,45 18
Fine finishing: previously honed holes

Aluminum C30-J95 0,30 12
Brass, Soft C30-J95 0,38 15
Bronze C30-J95 0,38 15
Cast iron C30-J95 0,10 4
Steel, Soft C30-J95 0,18

Steel, Hardened C30-J95 0,13
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CV-4000 Large Hone Tooling

Parts and Accessories

Diameter Range:
102 mm — 203 mm
4.0"-8.0"

CV-4000 Large Hone Unit (Shipped complete with items listed in Fig. 1; Fig. 2 order separately)

w

o -
ES Part Sup!)hed Description
Z0 ) . i " o Number with
S Figure 1 - Diameter Range: 102-152mm (4"-6")
03 CV-4005A | 1 : _
ZE CK-4035A | 2 sets | Stone Shim 19,05 mm (.75") (2 per package)
S Clamp (1 per package)
T - CV-4005A CV-4050A | 2 Shim Rack

’ CV-4070 — Guide Shim Set, consisting of:
CV-4070 CK-4035A CK-4115A 1 set Guide Shim #1

»@ CK-3120 — Guide Shim #2
wg CK-4042A | 2 Guide Shim #3
z : CK-4043A | 2 Guide Shim #7
§ g CV-4050A CK-4049A | 2 Gu!de Sh!m #11
21 5 CK-4125A | 2 Guide Shim #15
s CK-3105A | 1 Guide Shim #19
i d CK-4043A CK-4042A CK-4049A CK-4075 1 set
o u:n:,' CK-4071A | 8 ea. Master Stoneholder Sets (2 per set)

CK-4072A | 8 ea. Stone Shim Set 19,05 mm (.75") (2 per set)
CK-4125A CK-4073A | 8 ea. | Main and Centering Guide Shims (1 per package)

o g CK-4074A | 4 ea. | Alignment Guide Set (Includes CK-3120) (2 per set)
§ T CK-4076A | 4 ea. | Guide Shoe and Screw Set (2 per set)
o 2 CK-3105A CK-4075 CK-4077A | 4 ea.
2= CK-4078A | 4 ea.
& 2 Figure 2 (Not included with CV-4000)
=
< ; CK-4045A | 2 sets
5 e CK-4049A | 2 sets

= CK-4093A | 2

= CK-4135A | 1 set
o ﬁ Figure 2 - Diameter Range: 152-203mm (6"-8") CK-3120 _
Z3 CK-3120
=5 CK-4093A
o<
I=
¥ o

(=)
8
29 CK-4135A
= CK-4049A CK-4045A
> 16
o3

(@ Superabrasive Stoneholders

For CV-4000 Large Hone Unit. CK-4035A-JD7X
g Each set consists of two Master Stoneholders that use 2 P28 diamond  103,2-165,1 mm (4 1/16"-6.5")
=) or CBN stones per holder (select stones from the P28 superabrasive CK-4045A-JD7X
o3 E selection chart on page 2.50). 154,0-215,9 mm (6 1/16"-8.5")
nn
o< .
=c Repair Parts for CV-4000 Large Hone Head
w <
= Part Qty per .
2 g s Number Machine Description
e et CV-4005A 1 Large Head and Tube Assembly
2 CV-4002A 1 Drive Tube-Lower Half includes
_ t CK-3033A* 1 Universal Ring with
[ i AN-621C 1 Set Screws (Package of 4) consists of

@ - : s AN-621A 1 Set (2)SHCS (5/16-24 x 7/32")
> ot PHS-698A 1 Set (2)SHCS (5/16-24 x 3/8")(Not Shown)
ﬁ g CV-4006A 1 Lower Feed Rod & "U" Joint Assembly
g 3 CK-1861A 1 with Bushing
< 8 Cvad A HAHA R CK-1860A 1 Thrust Bearing
g L CK-4010C 1 Large Hone Head Assembly with
= - CV-4005A Large Hone Head CK-4015A 1 Wedge Assembly (Not Shown)
3 CK-4020A 1 Push Pin Set (4 Pins)

*Not recommended to be purchased separately.

1-800-325-3670




CV-4000 Large Hone Tooling

Parts and Accessories

: In some cases, .
Tl Al Available Stones

(Not included with CV-3000 Junior Hone Unit) RECOMMENDED Grit Size
STONES may hone 80 150 220 280 320 400 500 600
faster or last longer. Aluminum Oxide Stones (A)
For long or repetitive
production runs, it
may be economical
to choose a stone
slightly harder or
softer, coarser or

L1INN ONINOH

C40-A25 | CA40-A45 | C40-AS5

34INS NOILDO3T3S

C40-A47 | CA40-A57

CK-4040A finer. As a general
Standard Storage Rack rule, hard rﬁaterials
For orderly storage of Stoneholders and require soft stones;
Alignment Guides. (Order separately.) soft materials require

Silicon Carbid

hard stones; rough e Stones (J,C)
holes require hard

stones.

C40-J25 | CA40-J45 | C40-J55 C40-J85 | C40-J95 | C40-C05
C40-J56

Additional abrasive

(gg1® ‘agin ‘03 “1IN ‘HS)
SIANIHOVIN 1v1S3a3ad

P C40-J57 | C40-J67 C40-J87

specifications

available to hone

difficult materials.

All'in stock C40 stones sold in individual sets.

CK-4155A Setting Gage zleatse constad.
Indicates shims required to set Guides g Recommended Stones for CV-4000 Large Hone
to cylinder diameter. Also used to adjust or your Sales & Approximate R
Alignment Guides. (Order separately.) Application Engineer. Material Stone to Use Surface Finish’

Hum | pin
Fast removal in deburred, bored, ground or reamed holes

ONIT001 d31vid
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Aluminum C40-J57 1,38 55
Brass, Soft C40-J55 1,38 55
Bronze C40-J55 1,38 55
Cast iron C40-J57 0,50 20 =
Steel, Soft C40-A25 2,00 80 < o
Steel, Hardened C40-A55 0,45 18 o =<
Fine finishing in previously honed holes g E
CK-4355A Stone Inserter Ao 20095 030 - NG
Changes Stones easily in seconds. uminum - , s
Includes mounting bracket. Brass, Soft C40-495 0,30 10 =T
(Order separately.) Bronze C40-J95 0,30 10 g g
Replacement Parts for CK-4355A Cast iron C40-495 0,10 4 E g
Stone Inserter: Steel, Soft C40-J95 012 z
CK-3373A  Spring Retainer Steel, Hard C40-J95 0,08 2

CK-4372A "In/Out" Slide

PHT Plateau Honing Tools

Used as a final finishing step, after initial
honing to provide a plateau surface on
cylinder walls.

For Diameter Range

S3AISYEV INOH
349Nl ® SdIN ‘I19vLid0d

mm in (320 Grit)
CK-4570 Hard Guide Shoe 101,6-152,4| 4.00-6.00 C40-PHT-731
Long life for high production shops. 152,4-203,2| 6.00-8.00 | C40-PHT-731

Recommended for use if honing with
diamonds.

(Not recommended with 400 grit or
finer stone sets.)

ONIT00lL 2
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HONING UNIT
SELECTION GUIDE

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)
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CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

Portable Hones

Fast and efficient for all kinds of bore-sizing work.

Corrects undersize, taper, out-of-round, barrel or bellmouth
shape and misalignment to tolerances of ,013mm (.0005") in
diameters from 31,8-914mm (1.250"-36"). Larger sizes up to
1524mm (60") available on special order. Ideal for honing
parts too big or awkward to bring to a machine tool.

What will Sunnen Portable Hones do for you?
» Repair production equipment on the spot

with minimum delay

Repair worn or scuffed air and hydraulic cylinders
Resize bearings

Recondition compressors, engines, pumps

Pull tandem holes into line

Repair hydraulic valves

Remove tool marks from cylinders

Hone 1.D.’s for fit during machine assembly
Clean up assembly or heat-treat distortion
Correct I.D. errors in reject parts

Sunnen Portable Hones are capable of honing open,
shouldered, blind, keyway, splined, tandem, or rifled
bores to a uniform surface finish of .08-1.5 micrometer
Ra (3-60 microinches Ra) in aluminum, welded, drawn
or hardened steel, brass, ceramic, carbide, etc. They
can be run in an electric drill, air drill, drill press, or
honing rig.

How to select the Power Source for your
Sunnen Portable Hone.

Sunnen Portable Hones may be driven by a heavyduty
electric drill, air drill, or drill press. Optimum RPM is
calculated by dividing 1200 by the bore diameter in
inches... for example: 1200 + 6 inches = 200 RPM; or
dividing 30,000 by the bore diameter in millimeters...
for example 30,000 + 150 millimeters = 200 RPM.

If the power source is a drill press or other rigid stroking
device, make sure your portable hone is equipped with
two universal joints to provide full floating action at the
honing head.

Remote feed hones should always be used in a rig,
either horizontally or vertically.

Choose the Proper Portable Hone for Your
Application from pages 5.3-5.18.

1-800-325-3670



For Portable Use of Machine Tooling

Universal Joint

Included with Remote Feed Portahone but must be ordered separately for
Hand-Feed Portahones. Universal Joint is required on a hand-held unit to
provide full floating action in a setup where the part and power source are
rigidly mounted.

Order as follows:

AN-70

Universal Joint for Remote Feed Portahones with part numbers
R_G-P28-1000VA through R_G-P28-1375WC and Hand-Feed
Portahone with part numbers P_G-P20-750UA through
P_G-P28-1375WC

AN-670

Universal Joint for Remote Feed Portahones with part numbers
R_G-P28-1500WD through R_K P28-5875SD and Hand-Feed
Portahones with part numbers P_G-P28-1500WD through
P_K-P28-5875SD

Quick Coupler

The quick couplers provide instant coupling or uncoupling of the Portahone
and the drive motor — leaves hands free to gage the bore, or insert or
remove the Portahone from the work.

Order as follows:

AN-80

Quick Coupler for Remote Feed Portahones with part numbers
R_G-P28-1000VA through

R_G-P28-1375WC and Hand-Feed Portahones with part numbers
P_G-P20-750UA through P_G-P28-1375WC

AN-85

Quick Coupler for Remote Feed Portahones with part numbers
R_G-P28-1500WD through

R_K-P28-5875SD and Hand-Feed Portahones with part numbers
P_G-P28-1500WD through

Driving Power

12,7 mm (1/2") chuck capacity required for Remote Feed Portahones
diameter range 25,4 mm (1") through 66,68 mm (2.625") and for
Hand-Feed Portahones diameter range 18,90 mm (.744") through
38,10 mm (1.500"). 15,0 mm (5/8") chuck capacity required for Remote
Feed Portahones diameter range 66,68 to 152,4 mm (2.625" to 6.000")
and for Hand-Feed Portahones diameter range 37,60 to 152,40 mm
(1.480" to 6.000").

Open and Blind Hole Conversion
All Portahones 25,4 mm (1") size or larger can be easily converted for
blind or open hole work. Call Customer Service Department for details.

www.sunnen.com

AN-1055 Drill Motor Kit (220V, 50Hz)
(Does not come equipped with electrical plug)

AN-1060 Drill Motor Kit (115V, 60Hz)
For Sunnen Portable Equipment and Cylinder Hones

Sunnen Portable Hones may be driven by a wide variety of power
units such as air drills, electric drills, hydraulic motors, radial drills,
drill presses, etc.

The heavy duty, slow speed electric drill is one of the more popular
methods of driving these hones. The AN-1055/1060 Drill Motor Kit is
available from Sunnen for honing bores larger than five inches.

Furnished with Sunnen Quick Coupler, which has both AN-97 and
AN-87 Yoke Adapters for direct connection to most Sunnen portable
honing tools.

This drill motor kit is geared for the lower speeds and, as a result, has
high torque. As a safety precaution, some method should be provided
to take the honing torque off the operator.

The AN-1055/1060 Drill Motor is suggested for use with the AN-815
Portable Hone in the diameter range of five inches and larger. It may
also be used with the AN-815 and other Sunnen Portable Hones for
bores smaller than 127 mm (5"). However, better performance is
usually obtained in smaller bores by using a drill motor having

faster rpm.

AN-1075 Speed Control Unit
(Not available in 50Hz)

Bore sizes of about 203 mm (8") will
hone satisfactorily at the 165 rpm
full-load speed of the AN-1060 Drill
Motor Kit (shown at the top of the page).
For larger bores the use of the AN-1075
Speed Control Unit will provide even
slower rpm from the drill motor.
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The AN-1075 Speed Control Unit maintains approximately constant
torque (not constant horsepower) of the drill motor as the speed is
reduced. However, electric drill motors are fan cooled and the lower
rpm does reduce the flow of cooling air. For this reason, we suggest
that any electric drill be operated no slower than one-half of the full-load
rpm. Considering this limitation, the AN-1075 Speed Control used with
the AN-1060 Drill Motor will operate as slow as 82 rpm and will provide
correct rpm for honing diameters as large as 381 mm (15").

Also may be used for speed control of other AC-DC drill motors and
motors (brush-type only) where nameplate ampere rating is 15 amps
or less.
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SELECTION GUIDE

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

PLATED TOOLING
(KGM & VSS MACHINES)

CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

SNJ-10 Porta

Hand Feed

I.D. Range:
31,8 mm — 45 mm
1.250"- 1.770"

SNJ-10 Portable Hone shown assembled with
Stone Set and AN-26A Drive Shank. Will hone
bores up to 457 mm (18") long as shown; order
additional Shaft Extensions for longer bores.
Requires 13 mm (1/2") chuck capacity.

Shaft Extensions

Part
mm in Number
305 12 AN-2411
610 24 AN-242
1220 48 AN-244

Drive Shanks

le Hone

PHT Plateau Honing Tools

Sunnen’s PHT tools are used as a final
finishing step, after initial honing to
provide a plateau surface on cylinder

Part
mm in Number
76 3 AN-26AT

1 Supplied with hone

How To Order

Specify SNJ-10 Basic Hone (includes 76 mm (3")
Drive Shank, 205 mm (12") Extension, Yoke and
Hone Head) See I-SNJ-100B for detailed repair
parts.

Additional Shaft Extensions may be ordered from
table below to make up any practical length. Drive
Shank can be used with any combination of
Extensions

See Stone Sets Table at right.

Accessories

AN-70  Universal Joint
AN-80  Quick Coupler
See page 5.2

In some cases, stones other
than the RECOMMENDED
STONES may hone faster or
last longer. For long or repetitive
production runs, it may be
economical to choose a stone
slightly harder or softer, coarser
or finer. As a general rule, hard
materials require soft stones;
soft materials require hard
stones; rough holes require hard
stones.

—{

* 1st choice

** 2nd choice.
Use if A45
does not cut.

3rd choice.
Use if A43
does not cut.

walls.

For Diameter Range

Abrasive Sets

All Available Stones

Grit Size

150

31,75-36,50mm
1.250"-1.437"

36,02-40,74mm
1.418"-1.604"

Aluminum Oxide

SNJ1-A43 SNJ2-A43
SNJ1-A45 SNJ2-A45
SNJ1-A47 SNJ2-A47

Silicon Carbide

mn in (320 Grit)
38,1-42,9 1.50-1.69 SNJ1-PHT-732
42,4-472 1.67-1.86 SNJ2-PHT-732
44.4-493 1.75-1.94 SNJ3-PHT-732
48,5-53,3 1.91-2.10 SNJ4-PHT-732
52,8-57,6 | 2.08-2.27 SNJ5-PHT-732

40,13-45,00mm
1.580"-1.770"

SNJ3-A43
SNJ3-A45
SNJ3-A47

SNJ1-J87 SNJ2-J87

Recommended Stones Sets

Material

Stone Sets®
(Consists of 3 Stones)
For General Purpose Honing

31,75-36,50mm | 36,02-40,74mm | 40,13-45,00mm
1.250"-1.437" 1.418"-1.604" 1.580"-1.770"

Fast removal: deburred, bored, ground, reamed holes

SNJ1-J45 SNJ2-J45 SNJ3-J45
SNJ1-J63 SNJ2-J63 SNJ3-J63
SNJ1-J85 SNJ2-J85 SNJ3-J85

SNJ3-J87

Approximate
Ra Surface
Finish

pm

1-800-325-3670

Aluminum, Bronze SNJ1-J45 SNJ2-J45 SNJ3-J45 2,00 80
Brass, Soft SNJ1-J63 SNJ2-J63 SNJ3-J63 0,83 33
Carbide — — — — —
Cast Iron SNJ1-J45 SNJ2-445 SNJ3-J45 0,80 32
Ceramic, Glass — — — — —
Steel, Soft SNJ1-A45 SNJ2-A45 SNJ3-A45 0,88 35
Steel, Hardened* SNJ1-A45 SNJ2-A45 SNJ3-A45 0,50 20
Steel, Hardened** SNJ1-A43 SNJ2-A43 SNJ3-A43 0,50 20
Steel, Very Hard*** SNJ1-J63 SNJ2-J63 SNJ3-J63 0,30 12
Fine finishing: previously honed holes
Aluminum, Bronze SNJ1-J87 SNJ2-J87 SNJ3-J87 0,38 15
Brass, Soft SNJ1-J85 SNJ2-J85 SNJ3-J85 0,38 15
Carbide — — — — —
Cast Iron SNJ1-J87 SNJ2-J87 SNJ3-J87 0,15 6
Ceramic, Glass — — — — —
Steel, Soft SNJ1-J87 SNJ2-487 SNJ3-487 0,18 7
Steel, Hardened SNJ1-J85 SNJ2-J85 SNJ3-J85 5




Drive Shanks

Part
mm in Number
76 3 AN-26A*

SN-75 Portable Hone

Shaft Extensions

Part
mm in Number
305 12 AN-241*
610 24 AN-242
1220 48 AN-244

* Supplied with hone

Hand Feed

I.D. Range:
44 mm - 51 mm
1.750" - 2"

SN-75 Portable Hone shown assembled with
Stone Set, Drive Shank, and 305 mm (12")
Shaft Extension. 102 mm (4") stone length. Will
hone bores up to 533 mm (21") long as shown;
order additional Shaft Extensions for longer
bores. Requires 13 mm (1/2") chuck capacity.

How To Order

Specify SN-75 Basic Hone, (includes 76 mm
(3") Drive Shank, 305mm (12") Extension one
Universal Joint and Honehead.See page 5.8 for
repair parts.).

Additional Shaft Extensions may be ordered from
table below to make up any practical length.

Drive Shank can be used with any combination of
Extensions.

See Stone Sets Table on Page at right.

SNR-185 Portable Hone

Shaft Extensions

Remote-Feed Midget Hone

Part
mm in Number
305 12 JNR-441
610 24 JNR-442
914 36 JNR-443
1219 48 JNR-444
1524 60 JNR-445
1829 72 JNR-446

Drive Shanks

) Part
mm in Number
76 3 AN-26A*

* Supplied with hone.

www.sunnen.com

I.D. Range:
44mm — 51mm
1.750" - 2"

SNR-185 Remote-Feed Midget Hone shown
as supplied, except for Stone Set, which must
be ordered separately. Will hone bore lengths
up to 279 mm (11") as shown. Additional Shaft
Extensions available for honing longer bores.
Requires 13 mm (1/2") chuck capacity.

How To Order

Specify SNR-185 Remote-Feed Midget Hone,
(includes AN-70 Universal Joint, JNR-110A Upper
Feed Assembly, JNR-215A Feed Clutch and SNR-
80 Midget Hone Head Assembly). See X-AN-
5036B for detailed repair parts.
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Shaft Extensions listed in table below may be
used alone or combined to make up any practical
length. Shaft Extensions are installed between
Remote-Feed Unit and Hone Head Assembly.

See Stone Sets Table on Page at right.

Larger diameters from 51-66 mm (2.0"-2.6")
can be honed by changing to larger Hone Head
Assembly. To order, specify JNR-85 Hone Head
Assembly.




SN-75/SNR-185

Accessories and Stone Sets

Accessories Mk SLL Nl  Recommended Stones Sets

"'QJ STONES above may hone Stone Sets” Approximate
== AN-70 faster or last longer. For (2 Stones Ra Surface
% o . . long or repetitive production & 2 Guides) Finish
o g Universal Joint runs, it may be economical Material For General

= P Purpose Honing
ZE to choose a stone slightly
S harder or softer, coarser or Fast removal: deburred, bored, ground,

I finer. If the stone wears out reamed holes
» 100 fast, use a harder stone: Aluminum, Bronze $18-J45 2,00 80
stone ’ Brass, Soft S18-J63 0,83 33
" . . ’ Carbide — — —
@ o Or_der ?]n as?\clilggr!al USI}ﬁSI‘Sﬂ Joint V;:hen Contact Customer Service Cast Iron $18-J45 080 32
wa L!s!gg ¢ ek. -d ina U" presls or 0’; Sr. for price and availability. Ceramic, Glass — — —
E - rigi stroking device. Use in place of Drive Steel, Soft S18-A45 0,88 35
ey Shank AN-26A Steel, Hardened" S18-A%5 0,50 20
o Steel, Hardened™ S18-A43 0,50 20
4 &S Steel, Very Hard*** S18-J63 0,30 12
E = * 1st choice Fine finishing: previously honed holes
"~ AN-80 . Aluminum, Bronze S18-J87 038 15
o : A diees, Brass, Soft 518085 0,38 15
=~ Quick Coupler Use if Ad5 ot :

= AN-79A Replacement does not cut. arbide — — —

AN-87 Replacement Coupler Sleeve Cast Iron S18-J87 0,15 6

™ Yoke Adapter / *** 3rd choice. Ceramic, Glass — —_ —

o g Use if A43 Steel, Soft $18-J87 7

§ = \ does not cut. Steel, Hardened 518-J85 5
52

=
'—

@ 3
E g Provides instant coupling or uncoupling Available Stones Grit Si
':1 1 of hone from drive motor. Install between s 1242
i —  Drive Shank and Shaft Extension, or 70 80 150 220 280 400

g between Drive Shank and Hone Head on Aluminum Oxide

= short bores. S18-A43

S18-A45 | S18-A55 | S18-A65
S18-A47 | S18-A57 | S18-A67

PHT Plateau Honing Tools

$18-A25

Hard--Soft

S18-A49

For SN/SNR Hone
Sunnen’s PHT tools are used as
a final finishing step, after initial

Silicon Carbide

CYLINDER HONING
(SV-15/30/2400 MACHINES)

(320 Grit) $18-417

honing to provide a plateau surface :9; $18-J43 $18-J63
on cylinder walls. i S18-J45 | S18-J55 | S18-J65 | S18-J85 $18-J95
For Diameter Range Abrasive Sets g $18-447 $18-J67 $18-J87
I

mm | in

54,6-60,9 | 2.15-2.40 SN-PHT-732

m NOTE: For extremely rough bores use S18-XM51-X735 36 grit resin-bond aluminum oxide.
m
20
Fw
3 % Superabrasive Stone Sets for Portable Hones
R
s
W4 Metal Bond Diamond and Diamond and Resin CBN Sets
= T CBN Stone Sets "r"'::":: Stons Set | Diameter Range For honing carbide, ceramic, glass and
25 U ) ‘ | brasi Numk Num mm in hardened steel. Available in 82.55 mm
= Use to increase stock removal rates or abrasive ~ ~ (3-1/4") or 101.6 mm (4") stone length.
2 life when compared to A or J stones, resin or S18-KV1X S18-_ XG94 44 -51 | 1.75-2.00 For 82.55 (3-1/4") length add -85 to stone

vitrified diamond and CBN stones. First time - - numbe.r

users of metal bond superabrasive stone sets The ____in the stone set number is for the metal '
@ must order S18-KV1X Master Holder Set. bond abrasive code. This set consists of two L12 _
w superabrasive stones and (6) SNG66AFG roughing Diamond Stone Borazon Stone
7 .| Replacement stone can be ordered without guides. Select the L12 metal bond superabrasive DV-47* NR53* Resin Bond
é ~| reordering KV1X Master Holders. stone desired from the stone selection guide — —
m a' found on page 2.29. Contact Customer Service — —
; 'c_) for price and availability. DV-07* —
o
"3 - * Special Order - Contact Customer Service
=
o

1-800-325-3670




How To Order

Specify JN-95 Basic Hone (includes 76 mm
(3") Drive Shank, 305 mm (12") Extension,
one Universal Joint and Hone Head). See
page 5.8 for repair parts.

Additional Shaft Extensions may be ordered
from table below to make up any practical
length. Drive Shank can be used with any
combination of Extensions.

See Stone Sets Table on Page at right.

How To Order

Specify JNR-210 Remote -Feed Junior Hone,
(includes AN-70 Universal Joint, JNR-110A
Upper Feed Assembly, JNR-215A Feed Clutch
and JNR-85 Junior Hone Head Assembly). See
X-AN-5036B for detailed repair parts. Shaft
Extensions listed in table below may be used
alone or combined to make up any practical
length. Shaft Extensions are installed between
Remote-Feed Unit and Hone Head Assembly.

See Stone Sets Table on Page at right.
Smaller diameters from 44-51 mm (1.750"-2")
can be honed by changing to smaller Hone
Head Assembly. To order, specify SNR-80
Hone Head Assembly.

Shaft Extensions

Part
mm in Number
305 12 JNR-441
610 24 JNR-442
914 36 JNR-443
1219 48 JNR-444
1524 60 JNR-445
1829 72 JNR-446

JN-95 Portable Hone

Shaft Extensions Drive Shanks

Hand Feed

I.D. Range:
51 mm — 66 mm
2" -2.600"

JN-95 Portable Hone shown assembled with
Stone Set, Drive Shank, and 305 mm (12")
Shaft Extension. 102 mm (4") stone length. Will
hone bores up to 533 mm (21") long as shown;
order additional Shaft Extensions for longer
bores. Requires 13mm (1/2") chuck capacity.

Part Part
mm in Number mm in Number
305 12 AN-241* 76 3 AN-26A*
610 24 AN-242 . ) .
1220 48 AN-244 Supplied with hone

www.sunnen.com

JNR-210

Remote-Feed-Junior Hone

I.D. Range:
57 mm — 66 mm
2" -2.600"

JNR-210 Remote-Feed Junior Hone as
shown supplied, except for Stone Set,
which must be ordered separately. Will
hone bore lengths up to 305mm (12")
as shown. Additional Shaft Extensions
available for honing longer bores.

Requires 13 mm (1/2") chuck capacity.

Drive Shanks

Part
mm in Number
76 3 AN-26A*

*Supplied with hone.

o
2
35
o5
mw

©
>
23
& o
éw
o
v1)
m




JN-95/JNR-210

Accessories and Stone Sets

Available Stones

Grit Size

Yoke Adapter

T20-A25

U22-A25

V24-A25

T20-C05

@
$ z
X o T20-A43 | U22-A43 | V24-Ad3
SOl 150 T20-A45 | U22-Ad5 | V24-Ad5
. Accessories PHT Plateau Honing Tools E T T2O-AT | U22AT | V24-A4T
»
= For JN/JNR Hone NS 220 | T20-n85
= g AN-70 Sunnen’s PHT tools are used as a final _§, T
=} - - finishing step, after initial honing to = @
=z H -, -, -
03 Universal Joint provide a plateau surface on cylinder g i T20-A65 | U22-A65 | V24-A65
= '5 walls.
N For Diamater Rangs | Altaze artt) ® T2 | U221 | Vet
o 2N 70 | 20017 | U20:917 | vas-dt7
60,9-66,0 | 2.40-2.60 | JNO-PHT-732
86,0-71,1 | 2.60-280 | JN1-PHT-732 @ 150 T | asas | Vo
1 Order an additional Universal Joint 711762 | 280-3.00 | JN2-PHT-732 g T T20-447 | U22-047 | voa-ga7
12| when using the JN-95 in a drill press 2 o0
E .. or other rigid stroking device. Use in NOTE: For extremely rough bores 8 T 220 T20-055 | U22:055 | V24-J55
2 g‘ place of Drive Shank AN-26A T20-XM51-X735 36 grit = 0 20463 U22.063 V24l63
== resin-bond aluminum oxide CRE 280
<_f.l o stone sets are available. é’ T 12065 | U22:J65 | V24-J65
= il-)
@ AN_'8° @ 400 | TR | U285 | V248
=~ Quick Coupler T T20-087 | U22-087 | V24-J87
E T AN-79A Replacement
@, AN-87 Replacement Coupler Sleeve (I’I’

a \
gz Recommended Stones Sets
a' [T} Stone Sets®(2 stones and 2 Guides) Approximate
o ; . . . For General Purpose Honing Ran_"_"f:ce
| s umm |
w g of hone from erve Material 2"-2.2 2.2"-2.4 2.4"-2.6 Hm
:’. ] motor. Install between D_rlve Fast removal: deburred, bored, ground, reamed holes
= Shank and Shaft Extension, or . >
g between Drive Shank and Hone Aluminum, Bronze T20-J45 U22-J45 V24-J45 ,00 80
=1 Head on short bores. Bras§, Soft T20-J63 U22-J63 V24-J63 0,83 33
Carbide* — — — — —
n Cast Iron T20-J45 U22-J45 \V24-J45 0,80 32
o % Ceramic, Glass* — — — — —
ZX Steel, Soft T20-A45 U22-A45 V24-A45 0,88 35
% 2 Steel, Hardened T20-A45 U22-Ad5 V24-A45 0,50 20
= Steel, Hardened T20-A43 U22-A43 V24-A43 0,50 20
E § Steel, Very Hard T20-J63 U22-J63 V24-J63 0,30 12
2 g Fine finishing: previously honed holes
§ % Aluminum, Bronze T20-J87 U22-J87 VV24-J87 0,83 15
o ; Brass, Soft T20-J85 U22-J85 V24-J85 0,38 15
[2) * In some cases, stones other than those Carbide™ — — — — _
recommended above may hone faster or Cast Iron T20-J87 U22-J87 V24-087 0.15 5
g last Io_r:ger. I;or long or !'eplettitiVﬁ productiton Ceramic, Glass® — — — — —
runs, it may be economical to choose a stone
E 8 slightly hariler or softer, coarser or finer. If the Steel, Soft 120-087 U22-J87 v24-J87 0,18 7
CN  stone wears out too fast, use a harder stone; Steel, Hardened 120-J85 U22-85 V24-J85 0,13 5
2 2 if it does not cut, use a softer stone.
=3
a : Superabrasive Stone Sets for Portable Hones
)
=9 i Diamond and Resi
w4 Metal Bond Diamond and Master Stone Set Diameter Range iamond and Resin
Q CBN Stone Sets polder Number ) Borazon/CBN Sets
i mmher - menes For honing carbide, ceramic, glass and
Use to increase stock removal rates or + + or , )
@ abrasive life when compared to A or J TZO'KWX_'_ Tzo'—XG94+ 51-%6 20-22 hardened steel. Available in 82.55 mm
w stones, resin or vitrified diamond and U22-KV1X U22-__XG94 56 - 61 22-24 (3 1/4") or 101.6 mm (4") stone length.
% o CBN stones. First time users of metal voakvix® | vea- xces® 61-66 24-26 For 82.55 (3 1/4") length add -85 to stone
§ — | bond superabrasive stone sets must order number.
m 5‘ a KV1X Master Holder Set. Replacement The ____in the stone set number is for the metal
= stone can be ordered without reordering bond abrasive code. This set consists of two L12 Diamond Stone Borazon Stone
E : KV1X Master Holders. superabrasive stones and (6) JN66AFG (T20), DV-47* NR53 Resin Bond*
7 JINB7AFG (U22) or JN63AFG (V24) roughing DV-57* _
3 guides. Select the L12 metal bond superabrasive DV-87+ —
" ) ) stone desired from the stone selection guide found DV-07+ —
Special Order - Contact Customer Service

on page 2.29.

1-800-325-3670




Portable Hones & Repair Parts

SN-75 Portable Hone JN-95 Portable Hone
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SN-11 JN-30 JN-23A JN-11 JN-30 JN-23A - ;

=
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SN-11 Hone Body JN-11 Hone Body N

JN-30 Universal Joint Complete JN-30 Universal Joint Complete

JN-23A  Adjusting Nut and Washer JN-23A  Adjusting Nut and Washer

AN-815 Portable Hone
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AN-604 AN-3A AN-650 AN-16

AN-604 Hone Body

AN-3A Body Gear Set

AN-650  Universal Joint Complete
AN-16 Center Pinion Adjustment
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AN-112 Portable Hone

Hand Feed For Occasional Light-Duty Portable Honing

I.D. Range:
64 mm — 778 mm
2.5"_7"

AN-112 Portable Hone shown
assembled with Stone Set, (includes
76mm (3") Drive Shank, 305mm (12")
Shaft Extension, Universal Joint and
Hone Head) shown. 102mm (4")
stone length. Requires 13mm (1/2")
chuck capacity. See page 6 for repair
parts.

Order 1-5 For Complete AN-112 Portable Hone

%Lamr?‘t?q %ag%e Basic Master Stone Stone Shaft
25" 7" Hone Holder Sets Support Set Extension

General Psu;?sose ?tone Gwd«raTléatsos;1 ?rgei(seyway Single Double

mm in m in Length  Length See tables on
64-140 2555 64-142 2.55.6 AN-112 None None None  |Pa0es e e | For holes longer than
104-160 4.1-6.3 114-165 4565 AN-112 AN-345 None None stone sets. | ___ S08mm (207
119-178 4.7-7.0 130-183 51-7.2 AN-112 AN-355 | AN-855 None extensions.

Drive Shanks Shaft Extensions

AN-70 Universal Joint

Order an additional Universal Joint
when using the AN-112 in a drill press

) N Palt')t ) Part or other rigid stroking device. Use in
mm in umber mm in Number place of Drive Shank.
76 3 AN-26A* 305 12 AN-241*
610 24 AN-242
1220 48 AN-244

* Furnished with 76mm (3") Drive Shank and 305mm (12") Shaft Extension. Other shanks or extensions may be
selected from the table above to make up any practical length (either drive shank can be used with any combination

w of extensions).
[
=
= > Master Holder Sets
»n
o< .
=¥ Stone Stones AN-80 Quick Coupler
i
c_n' : AN-79A Replacement
< (z) AN-87 Replacement Coupler Sleeve
E I Yoke Adapter
9 \
o
Provides instant coupling or uncoupling
Single Length Double Length of hone from drive motor.
Master Holder Master Holder

Master Holder Sets, listed in the table above, are used
with Type W47, WW51, and WY51 Stone Sets. Double
Length Master Holders require two stone sets— use when
it is necessary to bridge interruptions in the bore. Each
Master Holder Set consists of two holders for stones and
two holders for guides.

1-800-325-3670
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Order 1-5 For Complete AN-815 Portable Hone

AN-815 Portable Hone

Hand Feed For Occasional Heavy-Duty Portable Honing

I.D. Range:

64 mm — 533 mm

2.5"-21"

AN-815 Portable Hone (includes 152 mm (6")
Drive Shank, 305 mm (12") Shaft Extension,
Universal Joint and Hone Head) shown assembled
with single length master holder set and stone set.
Requires 16 mm (5/8") chuck capacity for 63,5-
127 mm (2.5"-5") diameter. Requires 19 mm (3/4")
chuck capacity for 127-381 mm (5"-15") diameter.
Requires 25,4 mm (1") chuck capacity for larger
than 381 mm (15") diameter. See page 5.8 for

repair pa

rts.

%’fmete’ Range Basic Master Stone Stone Shaft
mm - 533 mm .
2.5".21" 1 Hone Holder Sets Support 4 Set 5 Extension
General Purpose Guideless and Keyway Stone
Stone Sets Sets Single Double

mm in mm in Length Length
64-140 2555 64-142 2.5-5.6 AN-815 None None None
104-160 4.1-6.3 114-165 4.5-6.5 AN-815 AN-345 None None See tables For holes
119-178 4.7-7.0 130-183 5.1-7.2 AN-815 AN-355 AN-855 None on pages longer than
152-229 6.0-9.0 163-234 6.4-9.2 AN-815 AN-365 | AN-865 AN-260 5.15-5.16 508mm (20")
206-305 8.1-12.0 213-310** | 8.4-12.2** AN-815 AN-375 | AN-875 AN-280 for portable | see table below
279-381 11.0-15.0 | 284-386** | 11.2-15.2** AN-815 AN-385 | AN-885 AN-290 hone stone for Shaft
356-457 14.0-18.0 | 363-465** | 14.3-18.3** | AN-815* AN-395 AN-895 AN-340 sets. Extensions.
432-533 17.0-21.0 | 437-538** | 17.2-21.2** | AN-815* AN-415 | AN-915 AN-450

* For light work only in this diameter range.
** Do not use WW (Guideless) Stone Sets in this range due to lack of stability.

Drive Shanks Shaft Extensions

AN-670

Universal Joint

Order an additional Universal Joint

when using the AN-815 in a drill press

or other rigid stroking device.

Part
Part mm in Number
mm in Number 152 6 AN-840
76 3 AN-608A 305 12 AN-841+1
152 6 AN-618At 610 24 AN-842
+ Suppled with hone. 1220 48 AN-844

AN-85

Quick Coupler

Provides instant coupling or uncoupling
of hone from drive motor.

AN-97 Replacement
Yoke Adapter

AN-89A Replacement
Coupler Sleeve

Master Holder Sets

Stone Stones Stone Support

Single Length
Master Holder

Double Length
Master Holder

Master Holder Sets, listed in the table above, are used with Type W47,
WW51 and WY51 Stone Sets. Double Length Master Holders require two
stone sets— use when it is necessary to bridge interruptions in the bore.
Each Master Holder Set consists of two holders for stones and two holders
for guides.

Stone Supports are required to give rigidity to the hone assembly when
honing bores larger than 178 mm (7") diameter.
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ANR-275 Wide Range Hone

Remote Feed- For Heavy-Duty Production Honing -
to be used in a machine or honing rig

I.D. Range:
64 mm — 533 mm
2.5"-21"

ANR-275 Portable Hone (includes Universal
Joint, Upper Feed Assembly, Feed Clutch and
Hone Head) shown assembled with Stone
Support, Single Length Master Holder Set and
Stone Set. 102 mm (4") stone length (203 mm
[8"] when two sets of stones are used with
Double Length Master Holder Set.) Requires

16 mm (5/8") chuck capacity for 63,5-127 mm
(2.5"-5") diameter. Requires 19 mm (3/4") chuck
capacity for 127-381 mm (5"-15") diameter.
Requires 25,4 mm (1") chuck capacity for larger
than 381 mm (15") diameter. See I-ANR-275D
for repair parts and operatng instructions.

Order 1-5 For Complete ANR-275 Portable Hone

%zameter Range Basic Master Stone Stone Shaft
mm - 533 mm .

2.5".21" 1 Hone Holder Sets Support 4 Set 5 Extension

General Purpose Guideless and Keyway Stone

Stone Sets Sets Single Double

mm in mm in Length Length
64-140 2.5-55 64-142 2.5-5.6 ANR-275 None None None
104-160 4.1-6.3 114-165 4.5-6.5 ANR-275 AN-345 None None See tables For holes longer
119-178 4.7-7.0 130-183 5.1-7.2 ANR-275 | AN-355 | AN-855 None onpages | .o omm ?9")
152-229 6.0-9.0 163-234 6.4-9.2 ANR-275 | AN-365 | AN-865 AN-260 5.15-5.16 see table below
206-305 8.1-12.0 213-310** | 8.4-12.2** ANR-275 | AN-375 | AN-875 AN-280 for portable for Shaft
279-381 11.0-15.0 | 284-386** | 11.2-15.2** | ANR-275 | AN-385 | AN-885 AN-290 hone stone Extensions.
356-457 14.0-18.0 | 363-465** | 14.3-18.3** | ANR-275 | AN-395 | AN-895 AN-340 sets.
432-533 17.0-21.0 | 437-538** | 17.2-21.2** | ANR-275" | AN-415 | AN-915 AN-450

* For light work only in this diameter range.
** Do not use WW (Guideless) Stone Sets in this range due to lack of stability.

Drive Shanks Shaft Extensions

AN-85
Part Part Quick Coupler
mm in Number mm in Number Provides instant coupling or uncoupling of
76 3 AN-608AL 235 9.25 ANR-741 hone from drive moter. Reptacement
152 6 AN-618A 483 19.00 ANR-742 AN-97 Replacement Coupler Sleeve
1086 4275 ANR-744 Yoke Adapter
1835 72.25 ANR-746 \

T Furnished with 76 mm (3") Drive Shank ANR. Other shanks or extensions may be selected from the table above to
make up any practical length (either drive shank can be used with any combination of extensions).

Master Holder Sets, listed in the table at
Master Holder Sets left, are used with Type W47, WW51, and
WY51 Stone Sets. Double Length Master

Stone Stones Stone Support Holders require two stone sets— use when
it is necessary to bridge interruptions in the
bore. Each Master Holder Set consists of
two holders for stones and two holders for
guides.

Stone Supports are required to give rigidity
to the hone assembly when honing bores
larger than 178 mm (7")

diameter.

HONE ABRASIVES
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Single Length Double Length
Master Holder Master Holder
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GNH Giant Portable Hone

Hand Feed- For large diameter or heavy-duty

Hand-Feed Giant Hones

Shipping Weight

Diameter Range

honing above 254mm (10")

I.D. Range:
254 mm — 1524 mm
10"_60"

GNH-1510 Hand-Feed Giant Hone shown assembled with honing
stones and drive shank. Order additional shaft extensions for longer
bores. All giant hones require 2 sets of W47 or WY51 stones to load
the hone. (See Tables on pages 5.15-5.16 for Stone sets for GNH
Hones.)

Drive Source

Drive motors of 2.2-3.7KW (3 to 5 HP) provide adequate torque to
turn the hone. These hones may be driven by a rigidly mounted
power source such as a radial drill press or a large lathe; 29 mm
(1-1/8") chuck capacity is required. A second universal joint, AN-970,
is needed between the machine spindle and the drive shaft to allow
for full floating action of the head.

To Order:

Select the correct Giant Hone, drive shaft extension (for bore length
304 mm [12"] or longer and universal joint, if needed).

Drive Shaft Extensions

Part

mm in Number
152 6 GNH-6*

305 12 GNH-12+
610 24 GNH-24+
915 36 GNH-36*
1220 48 GNH-48*
1524 60 GNH-60*
1830 72 GNH-72*

mm inches Part Number | kg | Ibs.
254-381 10-15 GNH-1010 6 13
381-508 15-20 GNH-1510 8,2 18
508-711 20-28 GNH-2010 19 42
711-914 28-36 GNH-2810 31 68

914-1118 36-44 GNH-3610*

1118-1321 44-52 GNH-4410*

1321-1524 52-60 GNH-5210*

* Special Order - Contact Customer Service

Remote Feed Conversion for hand-feed hones:
Hand-Feed Giant Portable Hones may be converted
to remote feed operation by ordering the following:

GNR-920 Remote-Feed Drive Unit
ANR-210A  Pinion Adjustment Assembly

Drive Shaft Extensions for Remote Feed Hones
are listed on the following page.

Recommended RPM: To establish optimum RPM for
your application, divide 1,200 by bore diameter in inches.
EX: 1,200+10=120(RPM).

Or, divide 30,000 by bore diameter in mm.

EX: 30,000+254=118(RPM).

www.sunnen.com
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GNR Giant Portable Hone

For large diameter work on deep bores, production honing, or parts with limited access
for stone adjustment in diameters larger than 254mm (10")

I.D. Range:
254 mm = 1524 mm
10"_60"

GNR-1010 Remote-Feed Giant Hone shown assembled with honing
stones. Will hone bores up to 304mm (12") long as shown. Order
additional drive shafts for longer bores. All giant hones require 2 sets of
W47 or WY51 stones to load the hone. (See Tables on pages 5.15-5.16
for Stone sets for GNR Hones.)

The remote feed permits the operator to expand the stones at any time
while the honing head is running in the bore, as well as when the hone
is stopped. The operator controls the amount of stone expansion and the
honing pressure by braking the feed wheel while the hone is turning. The
remote feed also permits the operator to quickly retract the stones and
remove the hone from the bore when the hone is stopped.

Drive Source

Drive motors of 2.2-3.7KW (3 to 5 HP) provide adequate torque to turn
the hone. These hones may be driven by a rigidly mounted power source
such as a radial drill press or a large lathe; 29 mm (1-1/8") chuck capacity
is required.

Remote-Feed Giant Hones are equipped with two universal joints which
allow the honing head to align itself with the
workpiece.

Recommended RPM: To establish optimum RPM for your application,
divide 1200 by bore diameter in inches.

EX: 1,200+10=120 (RPM).

Or, divide 30,000 by bore diameter in mm.

EX: 30,000+254=118 (RPM).

To Order:

Select the correct Giant Hone, drive shaft extension (for bore
length 304 mm [12"] or longer and universal joint, if needed).

Remote-Feed Giant Hones

Diameter Range Shipping

A Weight

mm in Part Number kg | Ibs.

254-381 10-15 GNR-1010 13,2 | 29.5

381-508 15-20 GNR-1510 15,7 | 34.5

508-711 20-28 GNR-2010 26,5 | 58.5

711-914 28-36 GNR-2810 38,4 | 845
914-1118 36-44 GNR-3610*
1118-1321 44-52 GNR-4410*
1321-1524 52-60 GNR-5210*

* Special Order - Contact Customer Service

Additional Hone Heads Extend the Diameter Range

A complete Remote-Feed Giant Hone consists of a GNR-920 Remote-Feed
Giant Drive Unit and a Giant Hone Head, as illustrated. The GNR-920
Remote-Feed Giant Drive Unit can be used with other Giant Hone Heads to
extend the diameter range. Select additional Hone Heads as needed from
the table below.

GNR-920 Remote-Feed

Giant Hone Head Giant Drive Unit

Additional Hone Heads

Diameter to be Honed |  Part Number |  Shipping
. for Giant Hone Weight
mm inches Head** kg | Ibs.
254-381 10-15 GNR-1025 4.1 9
381-508 15-20 GNR-1525 6,4 14
508-711 20-28 GNR-2025 17,3 | 38
711-914 28-36 GNR-2825 29,1 64
914-1118 36-44 GNR-3625%
1118-1321 44-52 GNR-4425*
1321-1524 52-60 GNR-5225%

** These Hone Heads can be converted to complete Giant Hones at
any time by purchasing GNR-920 Remote-Feed Giant Drive Unit.

* Special Order - Contact Customer Service

Drive Shaft Extensions

Giant Hones will handle bore lengths up to 305mm (12") without Drive
Shaft Extensions. When Extensions are necessary, they can be used
one at a time or in multiples, making it possible to hone practically any
bore length. All Drive Shaft Extensions are installed between the hone
head and the feed wheel as illustrated above. The feed wheel remains
outside the bore being honed, accessible for stone expansion.

Drive Shaft Extensions

Extension Length Shipping
mm in Part Number ) Weight
(o Ibs.

152 6 GNR-940 14 |3
305 12 GNR-941 24 |5
610 24 GNR-942 4,8 [10.5
915 36 GNR-943 64 |14
1220 48 GNR-944 82 |18
1525 60 GNR-945 96 |21
1830 72 GNR-946 10,6 [23.25

1-800-325-3670



Piloted Portable Hones

Use to hone one bore in line with another
bore on the same axis.

Three models cover the diameter range
of 44,5-533,4mm (1.75"-21").

AN-815-A40X Piloted Portable Hone
Diameter Range: 63.5mm-533.4mm (2.50"-21")

The SN-75-887X and JN-95-887X Piloted Portable Hones are furnished
with a 25,4 mm (1") diameter pilot bar. The AN-815-A40X is furnished with
a 38,1 mm (1-1/2") diameter pilot bar. The pilot bar must be long enough so
that it will not stroke out of the pilot bushing during the honing operation.
BE SURE TO SPECIFY PILOT LENGTH BAR on your order.

The pilot bushing is made by the user. It must be made to fit the bore
before and after honing. The bushing O.D. should be tapered to fit the bore
opposite the bore being honed. The bushing I.D. should be ,025 mm (.001")
larger than the diameter of the pilot on the hone.

The hone is used first in one bore with the pilot bushing positioned in the
other bore. When this bore is finished, the pilot bushing is placed in the
honed bore and the hone is entered from the other side to finish the second
bore. Both outside ends of the tandem bores must be accessible.

SN-75-887X Piloted Portable Hone, 44,5 mm-50,8 mm (1.75"-2.00")
diameter range, includes 76,0 mm (3") drive shaft, 304,8 mm (12") shaft
extension, and 25,4 mm (1") diameter pilot bar up to 610 mm (24") long
(does not include stone sets).

JN-95-887X Piloted Portable Hone, 50,8 mm-60,0 mm (2.00"-2.60")
diameter range, includes 76,0 mm (3") drive shaft, 304,8 mm (12") shaft
extension, and 25,4 mm (1") diameter pilot bar up to 610 mm (24") long
(does not include stone sets).

Extra length 25,4 mm (1") diameter pilot bar for SN-75-887X or JN-95-887X
hones will be supplied at an added price per foot or portion thereof, over the
610 mm (24") furnished with the hone.

AN-815-A40X Piloted Portable Hone, 63,5 mm-533,4 mm (2.50"-21.00")
diameter range for light duty use in diameters larger than 381 mm (15"),
includes 152,4 mm (6") drive shaft, 304,8 mm (12") shaft extension, and
38,1 mm (1.5") diameter pilot bar up to 610 mm (24") long (does not include
stone sets, stone supports or master holder sets).

Extra length 38,1 mm (1.5") diameter pilot bar for AN-815-A40X hone will
be supplied at an added price per foot or portion thereof, over the 610 mm
(24") furnished with the hone.

www.sunnen.com

The SN-75-887X Piloted Portable Hone uses the same S18 stone sets as
the SN-75 Portable Hone. The JN-95-887X Piloted Portable Hone uses
the same T20, U22 or V24 stone sets as the JN-95 Portable Hone. See
page 5.7 for stone selection. Stone sets, stone supports and master holder
sets used with the AN-815-A40X Piloted Portable Hone are found on page
5.10.

These hones may be driven by a heavy duty electric or air drill, or used in
a drill press. To establish optimum rpm for your application, divide 1200
by the hole diameter in inches. Example: 1200+6" = 200 (RPM). Or, divide
30000 by bore diameter in mm. Example: 30000+150 mm = 200 (RPM).

- Recommended Drill
Hole Size Chuck Size
mm in mm in
44,45-127,0 1.75-5 15,8 5/8
127,0-381,0 5-15 19,0 3/4
381,0 and up 15 and up 25,4 1

A universal joint is built into each of these piloted portable hones.

A second universal joint is required when the driving power is obtained 8
from a drill press, or other rigid stroking device to provide the necessary g ’_°|
i i i : >

full floating action at the honing head as shown below: I_zl_I o
> m

For Piloted Order Additional A=

Portable Hone Universal Joint 5 3

SN-75-887X AN-70 <@

JN-95-887X AN-70 e

AN-815-A40X AN-670 (Heavy-Duty) ﬁ




Recommended Stones
For AN, ANR, GNH, GNR Portable Hones

For Holes Without Keyways For Holes With Keyways
w
a
ES
=z
52
90
ZF
Z0
ou
% General Purpose Stone Sets Guideless Stone Sets Keyway Stone Sets
(2 Stones and 2 Guides) (Not recommended for use above 254mm & 10°) Maximum Keyway Width
20.3mm  22.86mm 30.48mm  35.56mm | Approx. R,
o (.8") (.9 (1.2") (1.4") Surface
& o ole 64 to 69 fo 89to 104 to 64 to 84 to 102 to 114 to 64 to 84to 102t  114to Finish
=z o - 69mm 104mm 140mm  1524mm 84mm 107mm 142mm 1524mm 84mm 107mm  142mm  1542mm i m
o (25%2.7" (2.7"4.1") (3.5"55") (4.1-60") | (25™3.3") (3.3"4.2") (4.0"5.6") (4.5"60"%F | (25"3.3") (3.3"4.2") (4.0"56") @45"60"F | MM M
; o Fast removal: deburred, bored, ground, reamed holes
| i— Aluminum G25-J45 | M27-J45 | N37-J45 | W47-J45 | GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45 | 2.00 | 80
ﬁ' w Brass, Soft G25-J65 | M27-J65 | N37-J65 | W47-J65 | GG25-J65 | MM33-J65 | NN40-J65 | WW51-J65 | GY25-J65 | MY33-J65 | NY40-J65 | WY51-J65 | 0.83 | 33
ﬂ - Bronze G25-J45 | M27-J45 | N37-J45 | W47-J45 | GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45 | 2.00 | 80
= Carbide - = = = = = = = = = — [0 30
o % Cast Iron G25-J45 | M27-J45 | N37-J45 | W47-J45 | GG25-J45 | MM33-J45 | NN40-J45 | WW51-J45 | GY25-J45 | MY33-J45 | NY40-J45 | WY51-J45 | 0.80 | 32
= Ceramic — — — — — — — — — — — 1.00 | 40
= Glass — — — — — — — — — — — 1.80 | 70
ﬂ Steel, Soft G25-A45 | M27-A45 | N37-A45 | W4A7-A45 | GG25-A45 | MM33-A45 | NN40-A45 | WW51-A45 | GY25-A45 | MY33-A45 | NY40-A45 | WY51-A45 ] 0.88 | 35
g =z Steel, Hardened* G25-A45 | M27-A45 | N37-A45 | W47-A45 | GG25-A45 | MM33-A45 | NN40-A45 | WW51-A45 | GY25-A45 | MY33-A45 | NY40-A45 | WY51-A45 | 0.50 | 20
gs Steel, Very Hard** | G25-NR53 | M27-NR53 | N37-NR53 | W47-NR53 — 1.00 | 40
E ‘Et Fine finishing: previously honed holes
a g Aluminum, G25-J87 | M27-J87 | N37-J87 | W47-J87 | GG25-J87 | MM33-J87 | NN40-J87 | WwW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87 | 0.38 | 15
|“_-' > Brass, Soft G25-J85 | M27-J85 | N37-J85 | W47-J85 | GG25-J85 | MM33-J85 | NN40-J85 | Ww51-J85 | GY25-J85 | MY33-J85 | NY40-J85 | WY51-J85 | 0.38 | 15
j ; Bronze G25-J87 | M27-J87 | N37-J87 | W47-J87 | GG25-J87 | MM33-J87 | NN40-J87 | Ww51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87 | 0.38 | 15
a5 Carbide — — — — — — — — — — — — 018 ] 7
X Cast Iron G25-J87 | M27-J87 | N37-J87 | WA47-J87 | GG25-J87 | MM33-J87 | NN40-J87 | WwW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87 [ 015 | 6
Ceramic — — — — — — — — — — — — 050 | 20
n Glass — — — — — — — — — — — — 075 | 30
o % Steel, Soft G25-J87 | M27-J87 | N37-J87 | W47-J87 | GG25-J87 | MM33-J87 | NN40-J87 | WwW51-J87 | GY25-J87 | MY33-J87 | NY40-J87 | WY51-J87 | 0.18 | 7
; E Steel, Hardened G25-J85 | M27-J85 | N37-J85 | WA47-J85 | GG25-J85 | MM33-J85 | NN40-J85 | Ww51-J85 | GY25-85 | MY33-J85 | NY40-J85 | WY51-J85 | 0.13 | 5
: = *1st choice
=4 **2nd choice. Use if A43 does not cut.
2 g TThese stones require the use of Master Holders.
= Superabrasive Stone Sets
oY
> R M <4 - . e .
%) Metal Bond Diamond and Master tone Set. | D Range Vitrified Bond Diamond and
" CBN Stone Sets Number mm n Resin CBN Sets
+ +
= ” Available in G25, M27, N37, and W47 stone G25-KB5X | G25- XG55 | 64-69 | 25-27 For honing carbide, ceramic, glass and
; w sizes. These stones can be used to increase M27-kBsx+ | M27- xc55T | 69-104 | 2.7-4.1 hardened steel. Available in 82,55 mm (3.25")
—8 stock removal rates or abrasive life when + + or 101,6 mm (4") stone length. For 82,55 mm
7] : . 89-140 | 3555
4 é compared to A or J stones or Resin or Vitrified NS7-KBOX ™ N37___XGS5 - (3.5") length, add -85 to stone number.
S Diamond or CBN stones. First time users of WA7-KBSX _ |WA47-__ XG55 | 104-533 | 4.1-21
mil  metal bond superabrasive stone sets must H o the st ¢ number is for th
) e in the stone set number is for the
F4 order -KB5X (G25-KB5X) Master Holder — ¢ ) "
E ) Set. Replacement stones can be ordered metal bond abrasive code. This stone set D'“"E)‘:/'::;““e NR;B:e:EOE:n =
i i ists of two L16 super-abrasive stones
o without reordering KB5X Master Holders. consis P DV5T+ NRS3 Resin Bond®
o and (6) A43CFG (G25), AN43BFG (M27), DV-a7*+
ANB2BFG (N37), or AN341AFG (W47) DV-07+ —
* Special Order - Contact Customer Service roughing guides. Select the L16 metal bond - —

superabrasive stone desired from the stone
selection guide found on page 2.33.

CUSTOM ABRASIVES
& TOOLING

1-800-325-3670




Stones
For AN, ANR, GNH, GNR Honing Units

Maximum Keyway Width

- 20,3mm 22,8mm 30,4mm 36,5mm
General Purpose Guideless (.8" (9" (1.2") (1.4

(Z(] 69 to 89 to 104 to 64 to 84 to 102 to 114 to 64 to 84 to 102 to 114 to
69mm 104mm 140mm 1524mm 84mm 107mm 142mm 1524mm 84mm 107mm 142mm 1524mm
(2.5"2.7")  (2.7"-4.1")  (3.5"-5.5") (4.1"-60") (2.5"-3.3")  (3.3"4.2") (4.0"-5.6") (4.5"-60") (2.5"3.3")  (3.3"4.2") (4.0"-56") (4.5"-60")

Aluminum Oxide Stones

G25 Mm27 N37 w4rt GG25 MM33 NN40 WW51¢ GY25 MY33 NY40 WYs1t f"l_n’ T
m O

GG25-XM51 | MM33-XM51 | NN40-XM51 GY25-XM51 | MY33-XM51 | NY40-XM51 | WY51-XM51 |1 ;

G25-A23 M27-A23 N37-A23 W47-A23 WY51-A23 o6
G25-A25 M27-A25 N37-A25 W47-A25 | GG25-A25 | MM33-A25 | NN40-A25 | WW51-A25 | GY25-A25 | MY33-A25 WY51-A25 Zc
G25-A27 M27-A27 N37-A27 W47-R25 ez
W47-A27 Sha

W47-R27 m

G25-A43 M27-A43 N37-A43 WAT7-A43 GG25-A43 | MM33-A43 | NN40-A43 | WW51-A43 | GY25-A43 | MY33-A43 NY40-A43 | WY51-A43
G25-Ad5 M27-A45 N37-A45 WAT7-A45 GG25-A45 | MM33-A45 | NN40-A45 | WW51-A45 | GY25-A45 | MY33-Ad5 NY40-A45 | WY51-A45
G25-A45N | M27-A45N | N37-A45N | WAT7-A45N | GG25-A47 | MM33-A47 | NN40-A47 GY25-A47 | MY33-A47 NY40-A47 | WY51-A47
G25-Ad7 M27-A47 N37-A47 WAT-A4T
M27-A49 N37-A49 WA47-A49
- M27-A55 N37-A55 WA47-A55
WA47-A57

M27-A63 WA47-AG3

G25-A65 M27-A65 N37-A65 WA47-ABS GG25-A65 | MM33-A65 | NN40-A65 | WW51-A65 | GY25-A65 | MY33-A65 | NY40-A65 | WY51-A65
G25-A67 M27-A67 WA4T7-AGT

2

Silicon Carbide Stones

m27 N37 W47t GG25 MM33 NN40 Wws1t GY25 MY33 NY40 WY51t
M27-J11 N37-J11 WA47-J11
M27-J13 N37-J13 WA47-J13
G25-J15 M27-J15 N37-J15 W47-J15 GG25-J15 | MM33-J15 NN40-J15 | WW51-J15 | GY25-J15 MY33-J15 NY40-J15 WY51-J15

(gg1 2 ‘9din ‘03 “1IN ‘HS)
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G25-J17 M27-J17 N37-J17 WA47-J17 GY25-J17 WY51-J17
W47-J19

M27-J43 N37-J43 WA47-J43 WY51-J43

G25-J45 M27-J45 N37-J45 WA47-J45 GG25-J45 | MM33-J45 NN40-J45 | WW51-J45 | GY25-J45 MY33-J45 NY40-J45 | WY51-J45

G25-J47 M27-J47 N37-J47 WA47-J47 GY25-447 MY33-J47 WY51-J47

G25-J55 M27-J55 N37-J55 WA47-J55
M27-J57 N37-J57

ONIT001 d31vid

=
(2]
H
%
<
7
173
=
>
o
I
=
m
g

(G25-J63 M27-J63 N37-J63 WA47-J63 MM33-J63

G25-J65 M27-J65 N37-J65 WA47-J65 GG25-J65 | MM33-J65 NN40-J65 | WW51-J65 | GY25-J65 MY33-J65 NY40-J65 | WY51-J65

G25-J67 M27-J67 N37-J67 WA47-J67 GY?25-J67 MY33-J67 WY51-J67
WA47-J83

G25-J85 M27-J85 N37-J85 WA47-J85 GG25-J85 | MM33-J85 NN40-J85 | WW51-J85 | GY25-J85 MY33-J85 NY40-J85 WY51-J85
G25-J87 M27-J87 N37-J87 WA47-487 GG25-J87 | MM33-J87 NN40-J87 | WW51-J85 | GY25-J87 MY33-J87 NY40-J87 WY51-J87

G25-J95 M27-J95 N37-J95 WA47-J95 GG25-J95
WA47-J97
M27-C05 N37-C05 W47-C05 GG25-C05 | MM33-C05 | NN40-C05 | WW51-C05

220

G25-C05
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1These stones require Master Holder Sets.

In some cases, stones other than the RECOMMENDED STONES may hone faster or last longer. For long or repetitive production runs, it may be
economical to choose a stone slightly harder or softer, coarser or finer. If the stone wears out too fast, use a harder stone; if it does not cut, use a
softer stone.

(SaNIHOVIN 00+2Z/0€/SL-AS)

Contact Customer Service for price and availability.
Additional Portable Accessories

Teflon-Mounted Hone Holders for %
Portable Hones Teflon-Mounted Hone Holders Available

Used to “finish” oil-free air compressor cylinder Diameter Range

PHT Plateau Honing Tools
For AN, ANR, GNH and GNR Hones

S3AISYHEV INOH
39Nl ® SdIN ‘3719VL1d0d

finishing stone. The recommended procedure when
using Teflon stones is to use them dry and with
light pressure. Eight full passes up and down the
cylinder wall is usually sufficient.

. PR ” . 4 Stri ri Sunnen’s PHT tools are used as a final finishing step, after initial
Isslecec;ﬁ;a Eé?g'\?vﬁﬁ gl"ezlcl)?'npﬁ(?:er-lr—;fg;n &%aé[;nggt;?t mm in Strips 8 Strips honing to provide a plateau surface on cylinder walls.
15% glass filled Teflon and are use(l:l on Sunnen 64-84 2.5-3.3 | GG25-XB25* | GY25-XB25* Abrasive Sets | Abrasive Sets
+ + G I P Production
Model AN-112, AN-815, and ANR-275 Portable 84107 | 3.3-4.2 |MM33-XB25T | MY33-XB25™ For Diameter Range | 4 Brushes | 8 Brushes
Hones. (Smaller sizes are available for JN/JJNR, 102142 | 4.0-56 [NN40-XB257 | NY40-XB25 mm in (320 Grit) (320 Grit)
and SN/SNR Portable Hones on a special order  [114-1524.0 | 4.5-60 |W47-XB25" | WY51-XB25" | W'757-960 | 298378 | GG-PHT-732 GYPHT732 |
basis. Call Sunnen Products, Customer Service ~ * Special Order - Contact Customer Service 9601189 | 9.78-4.68 | MM-PHT-731 MY-PHT-731 —
Department for information.) 11381544 | 4.48-6.08 | NN-PHT-731 NY-PHT-731 g
These Teflon Hones are used following a 400 grit 126,5-1524,0 | 4.98-600 WW-PHT.731 WY-PHT-731 E
©

S3IAISYIEVY NOLSND
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P-180/P-200

Portable Machine Tooling

I.D. Range:
4,70 mm — 35 mm
.185"-1.375"

P-200 Sidewinder

P-180 Assembled with Assembled with
BL12 Mandrel Unit K16 Mandrel Unit
P-180 Honall® P-200 Sidewinder
A portable mandrel driver for sizing and finishing holes in work too bulky or Similar to the P-180 Honall®, the P200 Sidewinder floats on ball bearings
heavy to take to the honing machine. Uses the same mandrels and stones with no universal joint required. Tool does not whip during honing or when
used on Sunnen Honing Machines. The adapters listed below must be removing tool from hole. Ideally suited for short bore honing. Recommended
used as they are different from the adapters used on Sunnen Machines. power source is a drill press, milling machine or any other rigid drive unit
A quick-release lever retracts the stone and speeds removal of tool from with a 13 mm (1/2") chuck capacity.

the work. Power source should be a 10 mm (3/8") chuck capacity drill with
approximately 350 RPM. Each Honall® is furnished with 7 mm (1/2") and
10 mm (3/8") solid drive shafts and a 10 mm (3/8") drive shaft with build-in
universal joint.

Ordering Information for P-180 Honall® and P-200 Sidewinder
Refer to Section 2 for selection of items 3, 4 and 5.

Order 1-6 For Complete P-180 or P-200 Unit

j Honing Mandrel
gl?orn ne"tﬁ’: ?53 g,,gnf Head Mandrel Adap ter When ordegng a mandrel in the 4,70-6,22mm (.185"-.245") range add the prefix "S" to the
. " " and For Use For Use number. SK6-XXXYY. The shank of an SK6 mandrel is 25mm (1") shorter than the shank of
.185" -1.375 Driver with J-K with L s standard K6 mandrel. SK6 mandrels are available in hard steel only. Mandrels with integral
mm . BAL M K‘dBLI‘ AK Y Mandrels Mandrels Mandrels adapters cannot be used with P-180 or P-200. Use GGN-150 Mandrel Driver for applications
andrels requiring integral adapter mandrels.
4,70-6,22 .185-.245 PSK6-A* NA NA NA . . .
470622 |.185-245 PK6-A NA | LN-3590A | LN-3590A 4 zgé "'/-Z 5 I;?onr;gg g?lnmg
6,22-7,82 .245-.308 PK8-A PK8-A LN-3608A | LN-3608A
7,82-9,40 .308-.370 PK10-A PK10-A | LN-3608A | LN-3608A
9,40-1257 |.370-495 | P-180 | PK12-A |[PK12-A |LN-3702A [LN-3658A See Section
12,57-15,72 | 495-619 or PK16-A | PK16-A | LN-3703A [ LN-3690A See Stone 11 for the
15,72-18,90 | .619-.744 P-200 | PK20-A |PK20-A |LN-3704A | LN-3692A Tables in correct
18,90-19,69 |.744-.775 PAK20-A | PAK20-A | LN-3704A | LN-3692A Section 2 Honing Oil
19,69-26,19|.775-1.031 PAK20-A | PAK20-A | LN-3704A | LN-3692A for your
26,19-31,75[1.031-1.250 PAK20-A | PAK20-A | LN-3704A NA application.
31,75-34,93 [ 1.250-1.375 NA PAK20-A NA NA

* For PSK style mandrels only.

GGN-150

w
o0
= .
== Mandrel Driver
e
i
3w GGN-150 Assembled with 2H-P28-2500WG I.D. Range:
<
k2 19 mm — 98 mm
() n n
& | o 744"-3.87

The GGN-150 is a portable mandrel driver for honing larger bores where the How to order

hone must be taken to the work. Uses same honing units as Sunnen Honing For complete honing tool, order:

Machine. Especially designed for holes 19,05 mm (.75") and larger, where 1. GGN-150 Mandrel Driver (includes one Universal Joint)

the bore length is at least three times the diameter. 2. Order complete Honing Unit as would be required if the

job were to be done on a Sunnen Honing Machine.

Features include spring-loaded adjustable cutting pressure, easy-to-use (Refer to Section 2 for tooling.)

stone feed-up control, and quick-release lever to retract stone for removal of 3. If GGN-150 is to be used in a rigid stroking device,

honing unit from the work. Includes LN-0116A Eccentric Sleeve. Suggested order additional Universal Joint AN-70.

driving power should be at least a 12,7 mm (.5") heavy-duty drill with a 4. For instant coupling or uncoupling of drive shaft, order

275-450 RPM range. Quick Coupler AN-80.

5 17 1-800-325-3670




Portahones

Hand-Feed and Remote-Feed Portahones for Portable Use of Machine Tooling

I.D. Range:
18,90 mm — 152,4 mm
.744"-6.000"

Portahones Remote-Feed Portahones: 25,15 - 38,1 mm (.99" - 1.50")
Portahones are complete portable honing units, ideally suited for honing Features a stone feed control which is actuated by a feed wheel located close
internal diameters in long tubing, bulky work or other parts too heavy to the power source. The remote feed allows the operator to expand the stones
for the honing machine. The Stone and Guide Shoe section is similar any time, even while the Portahone is turning or deep in the bore. This design
to the P20, P28 or the P Mandrels used with the honing machine. provides for faster stock removal than the hand-feed design by eliminating any
However, Portahones are portable tools with a drive shaft, universal joint, need to stop honing for stone adjustment and is necessary for applications
stone feed-up mechanism and cutting pressure adjustment. The entire having limited access (example: bores located deep in a counterbore).
Portahone head and extensions will enter the work piece being honed.
Drive shaft extensions make it possible to hone any reasonable bore All drive shaft extensions are installed between the Portahone head and the
length. The guide shoes are replaceable on all Portahones assuring long feed wheel. The feed wheel remains outside the bore being honed, and is
tool life. always accessible for stone feed. Remote-Feed Portahones are designed for
use in a honing rig where both part and driving source are fixed. Two universal
Portahones are furnished in two basic configurations: joints are supplied with each Remote-Feed Portahone to provide floating action
* Remote-Feed at the honing head. 25,15-152,4 mm (.990"-6.000") Hand-Feed and Remote-
* Hand-Feed Feed Portahones use standard P28/R28 size honing stones and guide shoes

found on pages 2.46 - 2.51.
Contact Customer Service for price and availability.

U-Joint
P Portahone o Drive Shaft
- Head i Extension /
Clutch \ Feed
U-Joint Assembly Wheel
Remote-Feed Portahone
Example: 37,59-41,27mm (1.480"-1.625") 5-Stone Portahone for open hole work with drive shaft extension installed.
Hand-Feed Portahones: 18,9 - 152,4 mm (.744" - 6.00") (2.605") and larger can be converted at the factory to the remote-feed

Features a stone feed adjustment located at the Portahone head. An configuration.
adjustment wrench is provided with each Portahone. The stone adjustment
is not accessible when the tool is deep in the bore and the honing operation 18,90-25,40 mm (.744"-1.000") Hand-Feed Portahones use standard P20

Decrease

must be stopped to make the adjustment. At the time the stone adjustment size honing stones and guide shoes found on pages 2.46-2.48.
is made, an additional stone feed of up to ,127 mm (.005") may be set into
these Portahones. The feed is maintained under tension to compensate 25,15-152,4 mm (.990"-6.000") Hand-Feed and Remote-Feed Portahones
for stock removal and stone wear. Portahones with a range of 66,17 mm use standard P28-R28 size honing stones and guide shoes found on pages
2.46 - 2.51. Available 4-6 weeks after receipt of order. -
;OU
. E
Cutting z>
Pressure Nut M
2
Drive 3=
Shaft ]
<
F
W
m

Adjustment
Wrench ——
Hand-Feed Portahone
Example: 63-66,7mm (2.480"-2.625") 5-Stone Portahone for open hole work.

See Catalog X-AN-5020 for more details.

www.sunnen.com




GH Tooling

For Heavy-Duty Horizontal and Vertical Systems

For information about GH Honing
Tools (for use with Sunnen Heavy-
Duty Horizontal and Vertical Honing
Machines), call 1-800-325-3670 and
ask for the GH Tooling and Abrasive
Selection Guide, X-GH-2900.

HONING UNIT
SELECTION GUIDE

In addition to the basic selection
guide, information is included on:
» Adapter Shank
* Drive and Adjusting Head Adapters
* Driveshaft Shank End
* Driveshaft
* Driveshaft Socket End
* Hone Head Driveshank
* Flange Type Tool
* Slotted Type Tool
 Stoneholders
» Abrasives

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

o
gz
35
O <
o=
'_
ntIJ
(7]
w>
< 3
2=
iT)
<

CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

1-800-325-3670




MPS Modular Tool System

For HTA / HTB - Type Systems

MPS-H50 Hone Head Module

MPS-355A

MPS-M1050

MPS-M1060

MPS-H50

MPS-T10

Part

Diameter Range:

50mm — 76 mm (1.98"3.0")

Description

Number

MPS-H50 Hone Head Assembly includes:

MPS-355A Pinion Adjustment Assembly

MPS-57A Body Gear (Not shown)

ANR-170A Inner Feed Assembly (Not shown)

MPS-285A Drive Shaft End and Yoke (Not shown)
Master Stoneholder Sets (2 per set)

MPS-M1050 Diameter Range: 50-61 mm (2.0" 2.375")
Master Stoneholder Sets (2 per set)

MPS-M1060 Diameter Range: 61-76 mm (2.375"-3.0")

MPS-T10 Swaging Tool

MPS-2085
MPS-H70
MPS-M2085
MPS-2073
MPS-455A
MPS-M2073
MPS-T10 MPS-2075

Order stones from the H50 Stone Selection Guide found on page 5.29.

Double length Hone Heads available as a special. Contact Customer Service.

Part

Diameter Range:

73mm— 111 mm (2.9"-4.4")

MPS-H70 Hone Head Module

Description

Number
MPS-H70 Hone Head Assembly includes:
MPS-455A Pinion Adjustment Assembly
MPS-57A Body Gear (Not shown)
MPS-79A Pins (Not shown)
ANR-170A Inner Feed Assembly (Not shown)
MPS-M2073 Master Stoneholder Set (2 per set)
Diameter Range: 73-89 mm (2.9"-3.5") includes:
MPS-2073 Stone Master Holder Assembly
MPS-2075 Guide Master Holder Assembly
MPS-M2085 Master Stoneholder Set (2 per set)
Diameter Range: 87-111 mm (3.4"-4.4") includes:
MPS-2085 Stone Master Holder Assembly
MPS-2090 Guide Master Holder Assembly
MPS-T10 Swaging Tool

Order stones from the H70 Stone Selection Guide found on page 5.29.

Double length Hone Heads available as a special. Contact Customer Service.

www.sunnen.com
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MPS Modular Tool System

For HTA / HTB - Type Systems

Diameter Range:
85mm— 177 mm (3.4"-7.0")

MPS-H85 Hone Head Module

Part

MPS-M3125 Number Description
- "gJ MPS-H8S MPS-H85 Hone Head Assembly includes:
= 3 MPS-3125 MPS-455A Pinion Adjustment Assembly
3 g MPS-57A Body Gear (Not shown)
; E MPS-79A Pins (Not shown)
ou MPS-3130 ANR-170A Inner Feed Assembly (Not shown)
o MPS-M3085 | Master Stoneholder Set (2 per set)
Diameter Range: 86,4-111,8 mm (3.4"-4.4") includes:
MPS-M3100 MPS-3085 Stone Master Holder
@ E MPS-3090 Guide Master Holder
24 MPS-M3100 | Master Stoneholder Set (2 per set)
=1 MPS-3100
5 . Diameter Range: 101,6-139,7 mm (4.0"-5.5") includes:
e - MPS-3100 Stone Master Holder
30 MPS-3105 Guide Master Holder
i MPS-3105 MPS-M3125 | Master Stoneholder Set (2 per set)
= S Diameter Range: 127-177,8 mm (5.0"-7.0") includes:
o g MPS-3125 Stone Master Holder
= MPS-M3085 ;
MPS-455A MPS-3130 Guide Master Holder
& MPS-T10 Swaging Tool
ol MPS-3085
=z E Order stones from the H70 Stone Selection Guide found on page 5.29.
40
O <
g = Double length Hone Heads available as a special. Contact Customer Service.
a MPS-T10 MPS-3090
Qo
ws
<
23
=

Diameter Range:
165 mm — 216 mm (6.5"-8.5")

m

w
gz MPS-H165 Hone Head Module
Z 0
g é MPS-H165 MPS-M1660 N::‘:e' Description
[ ) : -
g MPS-H165 Hone Head Assembly includes:
gs y
Z9 MPS-1700A Yoke Assembly
g &
> MPS-1600 Cage Assembly
ox 9

= MPS-95A Hone Body Assembly includes:

MPS-1641 MPS-1660 MPS-57A Body Gear (Not shown)
e MPS-1600 MPS-79A Pin (Not shown)
=] MPS-2221A Output Drive Adapter
2= MPS-455A Pinion Adjustment Assembly
% 3 MPS-M1620 Stone and Guide Adapter Set includes:
,__,IJ- a MPS-1621 MPS-1680 MPS-1630 Stqne Extensi.on Support (2 per set)
oY MPS-1650 Guide Extension Support (2 per set)
E o MPS-455A  MPS-95 MPS-1621 Stone Adapter Block (2 per set)
o MPS-M1620 MPS-1641 Guide Adapter Block (2 per set)
MPS-M1660 Stone and Guide Adapter Set includes:
MPS-1660 Stone Master Holder Assembly (2 per set)

g MPS-1680 Guide Master Holder Assembly (2 per set)
= MPS-1630 - i
g g MPS-1700 MPS-T10 Swaging Tool
E g‘ MPS-T10 Order stones from the H70 Stone Selection Guide found on page 5.29.
=
L Mps-2221 Double length Hone Heads available as a special. Contact Customer Service.
& MPS-1650
)

1-800-325-3670




MPS Modular Tool System

For HTA / HTB - Type Systems

Diameter Range:
203 mm —299mm (8"-11.5")

MPS-H200 Hone Head Module*

Part .
MPS-H200 Number Description
MPS-M1820 MPS-H200 Hone Head Assembly includes: @
MPS-1700A Yoke Assembly Lo
MPS-1800A Cage Assembly ) ;
MPS-95A Hone Body Assembly includes: g ©
MPS-57A Body Gear (Not shown) o) 2
MPS-M1850 MPS-79A Pin (Not shown) g=
MPS-95A MPS-1800A MPS-2221A Output Drive Adapter H
MPS-455A Pinion Adjustment Assembly
MPS-M1820 Stone and Guide Extension Set includes: o
MPS-1850 Guide Extension Support Assembly (2 per set) T E
MPS-1830 Stone Extension Support Assembly (2 per set) = m
MPS-T10 Swaging Tool m =
MPS-1700A Order stones from the H70 Stone Selection Guide found on page 5.29. 'g ;
[}
MPS-455A MPS-1830 * Order single length or double length Master Holder and Adapter Block Sets for o §
MPS-H200 Hone Head separately. '9_" =
MPS-T10 For larger diameter MPS style hone heads, request product bulletin P-39071. 3 m
MPS-2221
ES
23
. 0 . r
MPS-M1870 Single Length Stone and Guide Master JS9X Cage Assembly and Stone and Guide =3
Extension Set for the MPS System Sm
Holder and Adapter Block Set Diameter Range 279,4 m-381,0 mm (11.0"-15.0") *S
Part L Increases the diameter range of the MPS-H165 and E 8
Number Description MPS-H200 hone head modules to 279,4 mm-381,0 mm o=
MPS-1680 MPS-1641 , ) s
MPS-M1621 [Single Length Adapter Block Set (11"-15"). Customers who currently have an MPS-H165 Z0
(1 per set) includes: or MPS-H200 hone head need to order the following: E
MPS-1641 Guide Adapter Block JS9X-1 Cage Assembly @
(2 per set) JS9X-45 Stone and Guide Extension Set <
MPS-1621 Stone Adapter Block a%
MPS-M1660 MPS-M1621 (2 per set) g E
- For customers who do not have an MPS-H165 or MPS-H200 N O
MPS-M1660 |Stone and Guide .Master Holder the following items need to be ordered for a complete unit. § %
Set (1 per set) includes: =T
MPS-1680 Guide Master Holder Set MPS-1700A Yoke Assembly =
(2 per set) MPS-95A Hone Body Assembly =
. MPS-455A Pinion Adjustment Assembly ﬁl @
MPS-1660 Stone Master Holder Set MPS-M1870 Single Length Stone and Guide @
MPS-1660 MPS-1621 (2 per set) Master Holder and Adapter Block
Set or
MPS-M1880 Double Length Stone and Guide

MPS-M1880 Double Length Stone and Guide Master

Holder and Adapter Block Set

www.sunnen.com

Master Holder and Adapter Block Set

Order stones from H70 Stone Selection

S3AISYIEGV INOH
39Nl ® SdIN ‘3719VL1d0d

MPS-1680  MPS-1841 N::"I:er Description Guide found on page 5.29.
MPS-M1821 |Double Length Adapter Block Set
(1 per set) includes:
MPS-1841 Guide Adapter Block
(2 per set)
MPS-1821 Stone Adapter Block (2 per set) 2
MPS-M1660 MPS-M1821 MPS-M1660 [Stone and Guide Master Holder g.g
Set (2 per set) includes: 5' =
MPS-1680 Guide Master Holder Set <] >
(4 per set) g g
MPS-1660 Stone Master Holder Set =
(4 per set) &
MPS-1660  MPS-1821
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HONE ABRASIVES
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MPS Modular Tool System

For HTA / HTB - Type Systems

NH6X Cage Assembly and Stone and Guide Extension
Set for the MPS System

Diameter Range 381,0m-889,0mm (15"-35")

Increases the diameter range of the MPS-H165 and MPS-H200 hone head
modules to 381,0mm-889,0mm (15"-35"). Customers who currently have a
MPS-H165 or MPS-H200 hone head need to order the following:

Diameter Range: Cage Stone and Guide Extensions
381mm-508mm(15"-20") NH6X-1520-1 NH6X-1520-45
508mm-635mm(20"-25") NH6X-2025-1 NH6X-2025-45
635mm-762mm(25"-30") NH6X-2530-1 NH6X-2530-45
762mm-889mm(30"-35") NH6X-3035-1 NH6X-3035-45

For customers who do not have an MPS-H165 or MPS-H200 the following
items need to be ordered for a complete unit.

1.) 381mm-508mm (15"-20")  NH6X-1520
508mm-635mm (20"-25")  NH6X-2025
635mm-762mm (25"-30")  NH6X-2530
762mm-889mm (30"-35")  NH6X-3035

2.) MPS-1700A Yoke Assembly

3.) PHS-633 Screws (4 Req.)
PG-587A Washers (4 Req.)
MPS-1608 Spacers (2 Req.)

4.) Stone and guide master holder and adapter block sets must be ordered
seperately. MPS-M1870 Single Length or MPS M1880
Double Length)

Adapter Sets
For use with Drive and Feed Extensions

MPS-2235A MPS-2230A
MPS-2220A

MPS-2233A

MPS-ER22

MPS-2200 Adapter Set
For use with MPS-H70 and MPS-H85 Hone Head Modules and
MPS-1000JU5X Mandrel Driver.

Replacement Parts for Adapter Set

MPS-2220A Output Flange
MPS-2230A Input Yoke
MPS-2235A Universal Cover
MPS-2232A Trip Dogs (Package of 2) (Not shown)
MPS-2233A Pins (Package of 2)
MPS-ER22 Disassembly Rings (Package of 6)
MPS-2235A MPS-2230A
MPS-2222A
MPS-2233A
MPS-ER22

MPS-2201 Adapter Set
For use with MPS-H50, MPS-H165 and MPS-H200 Hone
Head Modules.

Replacement Parts for Adapter Set

MPS-2230A Input Yoke

MPS-2235A Universal Cover

MPS-2222A Output Feed Adapter

MPS-2232A Trip Dogs (Package of 2) (Not shown)
MPS-2233A Pins (Package of 2)

MPS-ER22 Disassembly Rings (Package of 6)

Drive and Feed Extensions for H50, H70, H85, H165
and H200 Hone Head Modules

Select proper Drive and Feed Extension(s) for your application
from the following:

MPS-E20151 Length 150 mm (5.9")

For honing lengths up to 406 mm (16")

Shipping Weight: 1,1 kg (2.5 Ibs.)

Length 399 mm (15.7")

For honing lengths up to 660 mm (26")

Shipping Weight: 1,6 kg (3.5 Ibs.)

Length 998 mm (39.3")

For honing lengths up to 1244 mm (49")

Shipping Weight: 3,0 kg (6.5 Ibs.)

Length 1600 mm (63")

For honing lengths up to 1844 mm (73")

Shipping Weight: 4,0 kg (8.8 Ibs.)

Length 1750 mm (68.9")

For honing lengths up to 1981 mm (78")

Shipping Weight: 4,5 kg (10 Ibs.)

MPS Drive Tubes can easily be connected when honing lengths longer

than 1981 mm (78").

1 Each Drive & Feed Extension comes with two Disassembly Rings. Should
additional rings be required order the following Part Number: MPS-ER22
Disassembly Rings (package of 6).

MPS-E20401

MPS-E21001

MPS-E21601

MPS-E21751

Drive Shafts can be bolted together by ordering one each of the
following per Drive Shaft ordered.

MPS-2211A Input Drive Adapter
MPS-2212A Input Feed Adapter
MPS-2221A Output Drive Adapter
MPS-2222A Output Feed Adapter

GNR Drive Shaft Adapters
for "Heavy Duty" Applications

These adapters allow GNR Drive Shaft Extensions to be used in place of
MPS Drive Shaft Extensions in diameter 88,9 mm (3.50") and larger. The
GNR Drive Shaft Extensions are stronger than MPS Drive Shaft Extensions
and should be used in more demanding applications.

When ordering adapters for standard MPS tooling above 88,9 mm (3.50")
order the following two items:
MPS-1720A Input Adapter and MPS-1740A Output Adapter

(Order (1) MPS-2211A Input Drive Adapter and (1) MPS-2212A Input Feed
Adapter when Drive Shaft Adapters are to be used with MPS-H165 or
MPS-H200 hone heads.)

When ordering adapters for GNR drive shafts and standard MPS tooling
above 88.9 (3.50") Order the following items:

MPS-1720A Input Adapter

MPS-1740A Output Adapter

(This tooling combination is recommended for rough, out-of-round holes,
large diameters, or heavy duty applications.)

When quick change-over of hone heads is desired order:
MPS-2211A Input Adapter

MPS-2212A Feed Adapter

These components allow for the drive shaft and hone head to be
easily unbolted from each other. (Not recommended for rough,
out-of-round holes, large diameters, or heavy duty applications.)

1-800-325-3670



MPS Modular Tool System

For HTA / HTB - Type Systems

Stone and Guide Sets H50 and H70 Metal Bond

H50 Stone Sets for use with MPS-H50 Hone Head Superabrasive Stone Sets

Each set consists of two stone assemblies. H50 and H70 Metal Bond Superabrasive Stone Sets are available
Stones in parentheses available 2 weeks after receipt of order. for use on MPS-H50, MPS-H70, MPS-H85, MPS-H165, MPS-H200

and MPS-H200 with JS9X Extension Sets.

1INN ONINOH

Grit Size
80 150 220 280 400 500 600

Abrasive Type Aluminum Oxide Stones (A)

H50-A43
H50-A44N
H50-A25 | H50-A45 H50-A65
H50-A45N
H50-A47

3diN9 NOILD313S

Grit Size
70 100 150 220 400 600 1200

Abrasive Type Diamond (D)

Hard----Soft

H50-A67

Abrasive Type CBN (N)
H50-NM15 | H50-NM35 H50-NM55 | H50-NM85 | H50-NM05

Abrasive Type Silicon Carbide Stones (J,C)

H50-J45 H50-J65 | H50-J85 | H50-J95 | H50-C05
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Hard----Soft

H50-J67 | H50-J87 | H50-J97

Each set consists of two stone assemblies and two guides.
Contact Customer Service for price and availability.

Grit Size =

70 100 150 220 400 600 1200 S

. . Abrasive Type Diamond (D) H

H70 Stone and Guide Set for use with MPS-H70, (]
H70-DM35 | H70-DM45 | H70-DMS5 | H70-DM85 | H70-DM05

MPS-H85, MPS-H165 and MPS-H200 Hone Heads H70-DM17 | H70-DMS37 | H70-DMAT | H70-DMS57 | H70-DMS7 | H70-DMO7 §

5

5}

Abrasive Type CBN (N)
H70-NM15 | H70-NM35 H70-NM55 | H70-NM85 | H70-NM05

(SINIHOVIN SSA 2 INOX)

Grit Size
80 150 220 280 400 500 600

Abrasive Type Aluminum Oxide Stones (A)

H70-A23 |H70-A43 H70-A63
H70-A25 |H70-A45 H70-A65
H70-A25N | H70-A45N
H70-A27 |H70-A47 H70-A67
H70-A49

Hard----Soft
ONINOH ¥3ANITAD

Abrasive Type Silicon Carbide

Stones (J,C)

(SINIHOVIN 00¥2/0€/SL-AS)

&z
8 H70-J63
H H70-J15 H70-J45 H70-J65 | H70-485 | H70-J95 | H70-C05 g
g H70-J47 | H70-J57 | H70-J67 | H70-J87 | H70-J97 g El
T =>
m r
S
A=
& o
Miscellaneous Accessories & Tooling SC-B-HL Heavy-Duty Bronze Guide Shoe <®
MPS-1000-JUSX Mandrel Driver For use with H70 Diamond or CBN Honing Stones when (7=
For honing bores with interruptions, cross holes, undercuts which standard guide shoes wear excessively. Also used for special ,i".i,
standard MPS tools will not bridge. MPS-1000-JU5X adapts to the finishing applications. (2 required per stone set used.)

MPS drive and feed extensions and can be used with standard
P28/R28 tooling for the diameter range of 66 mm — 144 mm

(2-5/16"-6"), where the mandrel driver has to enter the part.
(Smaller mandrels may be used if the mandrel driver does not
have to enter the part.)

ONIT00L 2
S3IAISYIEVY WNOLSND

Order mandrels and stones from the
P28/R28 section on pages 2.46-2.51.

MPS-1000-JU5X available 4
weeks after receipt of order.

www.sunnen.com




MPS Modular Tool System

MPS Portahones and Drive Extensions

Diameter Range:

25,15 mm — 66,68 mm (.990"-2.625")

Portahones are to be used in applications below the MPS-H50 Hone Head diameter range or in situations where longer stone length is required to bridge

ports or other interruptions that cannot be bridged with H50 length stones. (For applications where longer stone length is required in

diameters larger than 66,68 mm [2.625"] use MPS-1000-JU5X with standard P28 mandrels.) All Portahones use standard P28 or R28 stones and guide
shoes. (See pages 2.46-2.51 for Stone and Guide Shoe Selection.)

This style of Portahone is specifically designed for use in MPS applications. They incorporate all the features of standard portahones, but are used with drive
tube extensions that are more suited for “power” honing.
Available 4-6 weeks after receipt of order.

For special application hone heads down to 1/2", contact your Sunnen sales representative for additional information.

Diameter Range: 25,15 mm - 38,1 mm (.990"-1.500")

Open Hole: Order 1, 2, 4, 5, 6 For Complete MPS Honing Unit

Blind Hole: Order 1, 3, 4, 5, 6 For Complete MPS Honing Unit

1 Mandrel

Diameter Range

Number mm in 2-Stone 3-Stone 4-Stone 5-Stone*
25,15-26,97 | .990-1.062| 2-MPSP-1000VA-NZ3X | 3-MPSP-1000VA-NZ3X | 4-MPSP-1000VA-NZ3X | 5-MPSP-1000VA-NZ3X
26,72-28,58 |1.052-1.125| 2-MPSP-1062VA-NZ3X | 3-MPSP-1062VA-NZ3X | 4-MPSP-1062VA-NZ3X | 5-MPSP-1062VA-NZ3X
28,32-30,15 |1.115-1.187| 2-MPSP-1125VB-NZ3X | 3-MPSP-1125VB-NZ3X | 4-MPSP-1125VB-NZ3X | 5-MPSP-1125VB-NZ3X
29,90-31,75 |1.177-1.250| 2-MPSP-1187VB-NZ3X | 3-MPSP-1187VB-NZ3X | 4-MPSP-1187VB-NZ3X | 5-MPSP-1187VB-NZ3X
31,24-34,93 |1.230-1.375| 2-MPSP-1250WB-NZ3X | 3-MPSP-1250WB-NZ3X | 4-MPSP-1250WB-NZ3X | 5-MPSP-1250WB-NZ3X
34,40-38,10 |1.355-1.500| 2-MPSP-1375WC-NZ3X| 3-MPSP-1375WC-NZ3X| 4-MPSP-1375WC-NZ3X | 5-MPSP-1375WC-NZ3X

Mandrel Reach Length: Indicates longest bore length that can be honed without extensions.

Open
2 Hole

Drive
5 Extension

w
z " — 236,5 mm ( 9-5/16") 319,8 mm ( 12-19/32") 403,2 mm ( 15-7/8") 486,6 mm ( 19-5/32")
Fw
2= Blind
eg Hole — 261,9 mm (10-5/16") 345,2 mm (13-19/32") 428,6 mm (16-7/8") 512 mm (206-5/32")
=
W
oz Portahone | MPS-2230A Input Yoke
e 2 4 Adapter MPS-2235A Universal Cover (Not Shown) Order separately.
2
MPS-E2015 150 mm (5.9") supplied with 2 MPS-ER22 Disassembly Rings. Required for hookup to MPS drive motor.

DFA-NZ3X-1 (3)
DFA-NZ3X-1 (6)
DFA-NZ3X-1 (9)
DFA-NZ3X-1 (12)

914 mm (3 ft.) length
1829 mm (6 ft.) length
2743 mm (9 ft.) length
3657 mm (12 ft.) length

Drive
Extension
Assembly

* Longer than 5-Stone Length Mandrels are available on special request. Contact Customer Service.
NOTE: When ordering, specify for open or blind hole honing.

5.25

1-800-325-3670




MPS Modular Tool System

MPS Portahones and Drive Extensions

I.D. Range:
37,6 mm — 44,45 mm
1.480"-1.750"

LINN ONINOH

(7
m
-
m
3]
=
o
z
@
=
o
m

=z
(]
5
83
==
83
=
3 @
Open Hole: Order 1, 2, 4, 5, 6 For Complete MPS Honing Unit =
Blind Hole: Order 1, 3, 4, 5, 6 For Complete MPS Honing Unit e p
¥
'I Mandrel Diameter Range § L
Number mm in 2-Stone 3-Stone 4-Stone 5-Stone* § §
37,6-41,3 |1.480-1.625| 2-MPSP-1500WD-NZ3X | 3-MPSP-1500WD-NZ3X | 4-MPSP-1500WD-NZ3X | 5-MPSP-1500WD-NZ3X g [
40,8-44,5 |1.605-1.750| 2-MPSP-1625WD-NZ3X | 3-MPSP-1625WD-NZ3X | 4-MPSP-1625WD-NZ3X | 5-MPSP-1625WD-NZ3X | | = g
m
2 Open Mandrel Reach Length: Indicates longest bore length that can be honed without extensions. 2
Hole
— 236,5 mm ( 9-5/16") 319,8 mm ( 12-19/32") 403,2 mm ( 15-7/8") 486,6 mm ( 19-5/32") 2
L0
Blind a E
Hole — 261,9 mm (10-5/16") 345,2 mm (13-19/32") 428,6 mm (16-7/8") 512 mm (206-5/32") sz
SR
(=]
Portahone | MPS-2230A Input Yoke E g
4 Adapter MPS-2235A Universal Cover (Not Shown) Order separately. & ;
Set E )
Drive MPS-E2015 150 mm (5.9") supplied with 2 MPS-ER22 Disassembly Rings. Required for hookup to MPS drive motor. -
5 Extensions 3
T A
o3
Drive DFA-NZ3X-2 (3) 914 mm (3 ft.) length 5 @
Extensions | DFA-NZ3X-2 (6) 1829 mm (6 ft.) length Zm
Assembly | DFA-NZ3X-2(9) 2743 mm (9 ft) length 2=
DFA-NZ3X-2 (12) 3657 mm (12 ft.) length 7
55
* Longer than 5-Stone Length Mandrels are available on special request. Contact Customer Service. %
m

NOTE: When ordering, specify for open or blind hole honing.

ONIT00L 2
S3IAISYHEVY NOLSND
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MPS Modular Tool System

MPS Portahones and Drive Extensions

Diameter Range:

43,94mm — 66,68mm

1.730"-2.625"
MPS-E2015 (SHOWN)
MPS-E2040

MPS-2230A MPS-ER22 MPS-E2100

MPS-E2160 MPS-ER22 AG-0 MPSP-1750WE THRU MPSP-2500WG
MPS-E2 175

LN-7120 2 REQ’D LN-7278A LN-7374A

FEED AND ADAPTER
ASSY. MANDREL END

DRIVE EXTENSION ASSEMBLY

LN-7377A 4 REQ'D
ASSEMBLE WITH
LOCTITE

P- 144A

REQ D

Open Hole: Order 1, 2, 4, 5, 6 For Complete MPS Honing Unit

Blind Hole: Order 1, 3, 4, 5, 6 For Complete MPS Honing Unit

'I Mandrel Diameter Range

Number mm in 2-Stone 3-Stone 4-Stone 5-Stone*
43,94-47,62 | 1.730-1.875 2-MPSP-1750WE 3-MPSP-1750WE 4-MPSP-1750WE 5-MPSP-1750WE
47,12-50,80 | 1.855-2.000 2-MPSP-1875WE 3-MPSP-1875WE 4-MPSP-1875WE 5-MPSP-1875WE
50,29-53,97 | 1.980-2.125 2-MPSP-2000WF 3-MPSP-2000WF 4-MPSP-2000WF 5-MPSP-2000WF
53,47-57,15 | 2.105-2.250 2-MPSP-2125WF 3-MPSP-2125WF 4-MPSP-2125WF 5-MPSP-2125WF
56,64-60,32 | 2.230-2.375 2-MPSP-2250WF 3-MPSP-2250WF 4-MPSP-2250WF 5-MPSP-2250WF
59,82-63,50 | 2.355-2.500 2-MPSP-2375WG 3-MPSP-2375WG 4-MPSP-2375WG 5-MPSP-2375WG
62,99-66,67 | 2.480-2.625 2-MPSP-2500WG 3-MPSP-2500WG 4-MPSP-2500WG 5-MPSP-2500WG

Open
Hole

Mandrel Reach Le

ngth: Indicates long

est bore length that can be honed without extensions.

236,5 mm (9-5/16")

319,8 mm (12-19/32")

403,2 mm (15-7/8")

486,6 mm (19-5/32")

Blind
Hole

261,9 mm (10-5/16")

3452 mm (13-19/32")

428,6 mm (16-7/8")

512 mm (20-5/32")

Portahone
4 Adapter
Set

MPS-2230A

MPS-2235A

Input Yoke

Universal Cover (Not shown) Order separately.

w

[

2 @ Drive Supplied with 2 MPS-ER22 Disassembly Rings. Required for hookup to MPS drive motor.
: % 5 Extensions MPS-E2015 150 mm (5.9")

; § MPS-E2040 399 mm (15.7")

ui ﬂ MPS-E2100 998 mm (39.3")

o = MPS-E2160 1600 mm (63.0")

2 g MPS-E2175 1750 mm (68.9")

[

o LN-7120

Feed and Adapter
Assembly Note: Will also adapt to SNR & JNR Tooling

(Mandrel End)

*Longer than 5-Stone Length Mandrels are available on special request. Contact Customer Service.

1-800-325-3670




MPS Modular Tool System

[ 1-MPSP-1000VANZ3X thru [ ]-MPSP-1375WCNZ3X

[ -MPSP-1000VANZ3X [ 19-MPSP-1 Replacement Wedget
[ -MPSP-1062VANZ3X [ ]J-MPSP-2  Replacement Wedget
[ -MPSP-1125VBNZ3X [ 1J-MPSP-3  Replacement Wedget
[ -MPSP-1187VBNZ3X [ ]J-MPSP-4  Replacement Wedget
[ 'MPSP-1250WBNZ3X [ J-MPSP-4  Replacement Wedget
[ -MPSP-1375WCNZ3X [1J-MPSP-5  Replacement Wedget

DFA-NZ3X-FN1Feed Nut
PBR-65NZ3X Thrust Bearing
LN-7311 Feed Screw

°Note: Specify Blind or Open Hole.

These Portahones have precision fit wedges. It is recommended that the entire
unit be returned to the factory for wedge replacement.

[1is the space left for the number of stones.

Repair Parts List for Portahones

[ -MPSP-1500WDNZ3X thru [ ]-MPSP-1625WDNZ3X

[-MPSP-1500WDNZ3X [ ]J-P28-MPSP Replacement Wedget

[]-MPSP-1625WDNZ3X [ ]J-P28-MPSP Replacement Wedget
DFA-NZ3X-FN2 Feed Nut

PBR-66A Thrust Bearing
LN-7361 Feed Screw
LN-7366 Wedge Block
LN-7262A Ring

TNote: Specify Blind or Open Hole.

These Portahones have precision fit wedges. It is recommended that the entire
unit be returned to the factory for wedge replacement.

[1is the space left for the number of stones.

[ -MPSP-1750WE thru [ ]-MPSP-2500WG
[ -MPSP-1750WE [ ]J-P28-MPSP Replacement Wedge*
]-MPSP-1875WE [ JPH-P28-MPSP Replacement Wedge*

[

[ -MPSP-2000WF [ IPH-P28-MPSP Replacement Wedge*
[ -MPSP-2125WF [ IPH-P28-MPSP Replacement Wedge*
[ -MPSP-2250WF [ IPH-P28-MPSP Replacement Wedge*
[ -MPSP-2375WG [ IPH-P28-MPSP Replacement Wedge*
[ -MPSP-2500WG [ IPH-P28-MPSP Replacement Wedge*

LN-7358 Feed Nut

PBR-66A Thrust Bearing
LN-7357 Feed Nut End
LN-7361 Feed Screw
LN-7366 Wedge Block
LN-7278A Fork

LN-7374 Ring

LN-7377 Screws (4 Required)

*For blind hole application, change "P28" to "R28."
[1is the space left for the number of stones.

Repair Parts List for Obsolete Style Portahones

[G]-MPSP-1000VA thru [G]-MPSP-1375WC

[G]-MPSP-1000VA [ J-MPSP-1 Replacement Wedget
[G]-MPSP-1062VA [ J-MPSP-2 Replacement Wedget
[G]-MPSP-1125VB [ J-MPSP-3 Replacement Wedget
[G]-MPSP-1187VB [ J-MPSP-4 Replacement Wedget
[G]-MPSP-1250WB [ J-MPSP-4 Replacement Wedget
[G]-MPSP-1375WC [ J-MPSP-5 Replacement Wedget
LN-7308 Feed Nut
PBR-65A Thrust Bearing
LN-7307 Feed Nut End
LN-7311 Feed Screw

TNote: Specify Blind or Open Hole.

These Portahones have precision fit wedges. It is recommended that the entire
unit be returned to the factory for wedge replacement.

[1is the space left for the number of stones.

[G]-MPSP-1500WD thru [G]-MPSP-1625WD

[G]-MPSP-1500WD [ ]J-P28-MPSP Replacement Wedget
[G]I-MPSP-1625WD [ ]J-P28-MPSP Replacement Wedget
LN-7358 Feed Nut
PBR-66A Thrust Bearing
LN-7357 Feed Nut End
LN-7361 Feed Screw
LN-7366 Wedge Block
LN-7277A U-Joint Fork
LN-7262A Ring
LN-7279A Screws

TNote: Specify Blind or Open Hole.

These Portahones have precision fit wedges. It is recommended that the entire
unit be returned to the factory for wedge replacement.

[1is the space left for the number of stones.

[G]-MPSP-1750WE thru [H]-MPSP-2500WG

[G]-MPSP-1750WE [ ]J-P28-MPSP  Replacement Wedge*
[HI-MPSP-1875WE [ ]JPH-P28-MPSP Replacement Wedge*
[H]-MPSP-2000WF [ ]PH-P28-MPSP Replacement Wedge*
[H]-MPSP-2125WF [ ]PH-P28-MPSP Replacement Wedge*
[HI-MPSP-2250WF [ ]JPH-P28-MPSP Replacement Wedge*
[H]-MPSP-2375WG [ ]PH-P28-MPSP Replacement Wedge*
[H]-MPSP-2500WG [ ]PH-P28-MPSP Replacement Wedge*

*For blind hole application, change "P28" to "R28."

LN-7358 Feed Nut

PBR-66A Thrust Bearing
LN-7357 Feed Nut End
LN-7361 Feed Screw
LN-7366 Wedge Block
LN-7278A Fork

LN-7374 Ring

LN-7377 Screws (4 Required)

[1is the space left for the number of stones.

www.sunnen.com
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SELECTION GUIDE

PEDESTAL MACHINES
(SH, ML, EC, MBB, & LBB)

PLATED TOOLING
(KGM & VSS MACHINES)

CYLINDER HONING
(SV-15/30/2400 MACHINES)

PORTABLE, MPS & TUBE
HONE ABRASIVES

CUSTOM ABRASIVES
& TOOLING

HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

HB - Series Hone Heads

The HB Series Modular Tool System
is ideal for the honing of midsize -
to - large bore hydraulic cylinders
or similar components. Typical
tolerances of IT8 can be achieved
with HB honing tools (for tighter
tolerances choose GH honing tools).
The diameter range for the standard
HB series is 76 - 1375 mm (2.99 -
54.13"), and optional up to 1524 mm
(60”). The HB-SL Series is for blind

bores.

HB Tooling for Diameter Range: 76 - 100 mm (2.99 - 3.94 inch)

Bore
Diameter

Machine
Coupling

HONE HEADS for stock removal rate in soft steel up to 750 cm3h (45.78 inch3/h)

Shaft Extension

Length mm (%)

Hone Body

Masterholder / Cage

Stone Sets
(Double Length)

g mm
(inches)
1,000 (39.37") MPSE2100 @ 76 - 87 (2.99-3.42")
MPS2200 1,600 (62.99”) MPSE2160 MH-076 with:
1,750 (68.89") MPSE2175 H50 Stone Series
76 - 100 For Rouging
(2993947 | EA-102 HB-76 and Finishing @ 85- 100 (3.34-3.94")
9979 for HTB 3,000 (118.117) SEM-300 (3.34-3.
or 4,000 (157.48”) SEM-400 2 Sets are Needed with:
EA-202-D 5,000 (196.85") SEM-500 H70 stone series
for HTH & HTC (without guide shoes)

HB Tooling for Diameter Range: 99 - 205 mm (3.90 - 8.07 in)

HONE HEADS for stock removal rate in soft steel up to 750 cm3/h (45.78 inch3/h)

Shaft Extension

Bore Machine Stone Sets
Diameter Coupling Length mm (%) Hone Body Masterholder / Cage (Double Length)
g mm
(inches)
MH-097
99 - 125 For Roughing ;IESM-I(-)\SII\ECK
(3.90-4.92") and Finishing
EA-102 1,500 (59.05") SE-152 2 Sets are Needed H70?§'~; '2\‘2555’ A45N
for HTB » )
125 - 154 2,000 (78.74") SE-202 HB-97 MH-125 E45 E45N
(4.92-6.06") or 3,000 (118.117) SE-302 (Includeds 2 Sets of J45. K63
4,000 (157.48") SE-402 or MPS-M1660) NM37, NM57
- ’ ’ DM37, DM57
EA-202 5,000 (196.85) SE-502 97 MH-150
for HTH HB-97-UL2
& HTC 5,700 (224.40") SE-572 with U-Lock ('“C"\:ged;lf Sets of FINE FINISHING
150 - 20? See “ADDITIONAL” S- 660) H70J85, J87, Jos
(5.90-8.07") [ EA2S-SE-60 OPTIONAL: J97, JOTXH61
for HTS Shaft extensions are assembled MHC-178 cage for )c(;'(\)A5746§2AX7:€);(1H61
P ID 178 - 205 mm ,
end to end for longer applications. (7.00 - 8.07") NM85, NMO5
See “ADDITIONAL” DM85, DMO05

1-800-325-3670




HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

HB - Series Hone Heads

HB Tooling for Diameter Range: 195 - 1,375 mm (7.67 - 54.13 in)

HONE HEADS for stock removal rate in soft steel up to 750 cm?®h (45.78 inch®/h)

(7]
Bore Machine Shaft Extension Stone Sets mr
Diameter Coupling Length mm (%) pronelE gy a=ieboliagicans (Double Length) E Cz)
BE
oo
Zc
Q=
0 :
mm
(inches) &
®
R}
195 - 260 _195.R* md
1023 1,500 (59.05") SE-152 MHC-195-B oz
(7.67-10.23") HB-195 =
2,000 (78.74") SE-202 - ==
3,000 (118.11") SE-302 o3
(1%62%_1%%') 4,000 (157.48") SE-402 °' MHC-260-B* o2
2o 5,000 (196.85”) SE-502 HB-195-BA -z
5,700 (224.40") SE-572 with U-Limiter © @
340 - 450 6,200 (244.107) SE-622 MHC-340-B* -
(13.38-17.71") o
FAST STOCK X
For longer applications, use REMOVAL g b
450 - o . r
(1757(1-25%3“) Base Shaft extension: MHC-450-C H70A25, A45, A45N ) 3
71-22. A47, AB5 Sm
EA-102 6,000 (236.22") SEB60-600 E45, E45N S
560 - 670 for HTB * J45, J63 o)
MHC-560-C
(22.04-26.37") AND ADD: NM37, NM57 g 'C_)
or DM37, DM57 Iz
Zo
670 - 780 EA-202-D 2,000 (78.74) SEB60-200 MHC-670-C* @
(26.37-30.707) for ke 3,000 (118.11) SEB60-300
& HTC 4,000 (157.48") SEB60-400 FINE FINISHING %
780 - 890 5,000 (196.85") SEB60-500 MHC-780-C* H70J85, J87, J95 Ta
(30.70-35.04") EA2S-SE-60 J97, JO7TXH61 @ <
for HTS XM74 S C
For HB-450 HB-450 XM74’XH61 Sz
. N U
890 - 1000 (Shaft extensions OD 88 mm) MHC-890-C* C05. CO5XH61 3 g
(35.04-39.37) NM85, NM05 e
2,000 (78.74") SE88-200 DM85, DM05 ‘:; g
1000 - 1125 3,000 (118.11") SE88-300 MHC-1000-C* Iz
(39.37-44.29") 4,000 (157.48") SE88-400 % ]
4,500 (177.16") SE88-450 ()
R 5,000 (196.85") SE88-500
(112259_ 4;22?0) 5,500 (216.53") SE88-550 MHC-1125-C* 3
' ' 6,000 (236.22") SE88-600 T
od
>
z
1250 - 137? Shaft extensions are MHC-1250-C* m 2
(49.21-54.13") > m
assembled end to end w =
for longer applications. (*includes 2 sets g g
of MPS-M1660) <
m 4
When using SUNNEN HB tooling on HTB or HL-Machines change gear set in MPS-100. 2 %
Order Part No. HDUF25-120-BLS. m

ONIT00L 2
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HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

HB - SL Series Tooling for Blind Bores

w

[=]
ES
4
52
90
E
55
To
(2]

o
(7} . . . .
w3 HB-SL Tooling for Diameter Range: 76 - 100 mm (2.99 - 3.94 inch) blind bore tools
T 3
5 o HONE HEADS for stock removal rate in soft steel up to 400 cm3/h (24.42 inch3/h)
<m
== )

- Bore Machine Shaft Extension Stone Sets

E 8 Diameter Coupling Length mm (%) AL L St hleyiCage (Double Length)
(Y
as
[ =

T
= (23 J mm

(inches)

n
oz
§ g 1,000 (39.37") MPSE2100 3 76 - 87 (2.99-3.42")
O« MPS2200 1,600 (62.99") MPSE2160 076 with:
o= 1.750 (68.89) MPSE2175 MH-076-SL H50 Stone Series
a 8 76 - 100 For Rouging

> 304" EA-102 HB-76-SL inishi w
: = (2.99-3.94") or HTE 3,000 (118.117) SEM-300 and Finishing 2 85- 100. (3..34-3.94 )
7= or 4,000 (157.48”) SEM-400 2 Sets are Needed with:

g EA-202D | 5,000 (196.85") SEM-500 H70 stone series

~ for HTH & HTC (W|thout gwde shoes)

HB-SL Tooling for Diameter Range: 99 - 205 mm (3.90 - 8.07 inch) blind bore tools

m
w
oz
Zx
g 2 HONE HEADS for stock removal rate in soft steel up to 400 cm3h (24.42 inch3/h)
o Shaft Extensi
xe Bore Machine art Extension Stone Sets
§ g Diameter Coupling Length mm (%) Hone Body Masterholder / Cage (Double Length)
58
5%
>
2
@ mm
& (inches)
=]
o3 >
22
s
w2 MH-097-SL
o w 99 - 125 For Roughing FAST STOCK
<Z (3.90-4.92") » ] and Finishing REMOVAL
'E g EA-102 1,500 (59'05") SE-152 2 Sets are Needed H70A25, A45, A45N
2 for HTB 2,000 (78.74") SE-202 A47, AB5
3,000 (118.11" SE-302 -97- MH-125-SL E45, E45N
125 - 154 or ( ") HB-97-SL (Includeds 2 Sets of J45, J63
(4.92-6.06") 4,000 (157.48") SE-402 or MPS-M1660) gmg;, gmg;
g EA-202-D 5,000 (196.85") SE-502 ’
B o for HTH 5,700 (224.40") SE-572 HB-97-SL-UL MH-150-SL FINE FINISHING
<z & HTC with U-Lock (Includeds 2 Sets of
3 See “ADDITIONAL” MPS-M1660) H70.85, J87, J95
o J97, JO97XH61
<o 150 - 205 EA2S-SE-60 OPTIONAL: XM74,
= 5.90-8.07" for HTS Shaft extensions are assembled : XM74XH61
o (5.90-8.07") N MHC-178-SL cage for
E % end to end for longer applications. 1D 178 - 205 mm C05, C05XH61
[72] NM85, NM05
T (7.00 - 8.07") DM85, DM05
See “ADDITIONAL”

1-800-325-3670




HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

HB - SL Series Tooling for Blind Bores

HB-SL Tooling for Diameter Range: 195 - 780 mm (7.67 - 30.70 inch) blind bore tools

HONE HEADS for stock removal rate in soft steel up to 400 cm3/h (45.78 inch3/h)

(/)
Bore Machine Shaft Extension Stone Sets mr
Diameter Coupling Length mm (%) LT asileholiec oy (Double Length) ﬁ Cz)
d=
oo
Zc
oz
€5
g mm %
(inches)
7]
195 - 260 F o
- 1,500 (59.05” SE-152 -195-SL* md
(7.67-10.23") 2000 §78 74,,; SE-202 MHC-195-SL FAST STOCK s
’ : REMOVAL =
260 - 340 EA-102 3,000 (118.117) SE-302 ==
(10.23-13.38") for HTB 4,000 (157.48”) SE-402 MHC-260-SL* H70A45, A45N RS
e o 5,000 (196.85") SE-502 éj;’ éggN 2 ;
5,700 (224.40") SE-572 ' - &
340 - 450 . HB-195-SL 24081 * J45, J63 @D
(13.38-17.71) EA-202-D 6,200 (244.107) SE-622 MHC-340-SL NM37, NM57 L]
fgr:l";g' For longer applications, use or DM37, DM57 o
450 - 560 Base Shaft extension: MHC-450-SL* A
(17.71-22.04") HB-195-SL-BA FINE FINISHING gx
- EA2S-5E-60 6,000 (236.22") SEB60-600 with U-Limiter H70J85. J87. J95 >
560 - 67 * ] g <m
(22.04-26.37") AND ADD: MHC-560-SL s 2rXHeT %o
, XM74XH61 o
670 - 780 2,000 (78.74") SEE60-200 . >0
30.70" 3,000 (118.11")  SEE60-300 MHC-670-SL €05, COSXHE1 | Kalim
(26.37-30.70") NM85, NM05 Iz
4,000 (157.48") SEE60-400 DM85. DMO5 zZo
5,000 (196.85”) SEE60-500 (includes 1 set : m
of MPS-M1660) -

(SINIHOVIN 00¥2/0€/SL-AS)
ONINOH ¥3ANITAD
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39Nl ® SdIN ‘319V1y0d

ONIT00L 2
S3IAISYYEVY NOLSND

www.sunnen.com




HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

Parts and Accessories

3-Stone Master Holder set.

w

a
E 3 Only for MHC’s diameter range 195 - 1,250 mm
== (7.67 - 49.217)
o 2 HB-203
Zo0 Including: 3 of MPSM1660
o

) NOTE:

Increases min. diameter of MHC by 28mm

o
4 o
E L] HB-97-3 3-Stone version of HB Hone Heads

o
é 2 HB-195-3 All HB Hone Heads from diameter range
<'r.' Ity 99 - 1,000 mm (3.90 - 39.37”) are available
= HB-450-3 as 3-stone version (on request)
w -
o=
¥

MPSM1660 Stone & Guide Support Set

o
=
-
o
o
[t
[=]
w
=
<
-
o

7
w
=
=
o
<
=
(24
[
>
o3
=
o
=

Stone & Guide Support Set (as MPSM1660)
reinforced with MPS1680 guide holder
MPSM1660-SA2
USE:

1 of MPS3148A guide set H70 (2 per set)

CYLINDER HONING
(SV-15/30/2400 MACHINES)

Stone & Guide Support Set (as MPSM1660)
to clamp conventional stones with size

10 x 13 x 102 mm with MPS1680 guide holder
MPSM1660-KK (as H116AVBCFH [GC150-07-V2-S5])

USE:
1 of MPS3148A guide set H70 (2 per set)

PORTABLE, MPS & TUBE
HONE ABRASIVES

Stone and Guide Support Set

(as MPSM1660) to clamp conventional

stones with size 1/2 x 1/2 x 4”, Shell mounted
! (as GCAWO09K06BFOKD [AW120K6V3SP])

MPSM1660-KH with MPS1680 guide holder

USE:

1 of MPS3148A guide set H70 (2 per set).

& TOOLING

CUSTOM ABRASIVES

1-800-325-3670




HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

Parts and Accessories

SA-MPSM1660

Stone and Guide Support Set

(as MPSM1660) to clamp superabrasive
stones with size 4.75 x 6.35 x 102 mm
(0.187” x 0.250” x 4”), unmounted

(as GHNO9MAD19PG [NMA37-187-250-40])
with MPS1680 guide holder

USE:
1 of MPS3148A guide set H70 (2 per set)

SA-MPSM16600G

Stone support set (as SA-MPSM1660)
without MPS1680 guide holder

USE:
2 of MPS1680 Guide Masterholder assembly

USE:
1 of MPS3148A guide set H70 (2 per set)

HB-97-UL2
Option with Universal Lock
or
Included 1 of Unlocking tool (HB-1080)
HB-97-SL-UL
MHC-178 Masterholder Cage ID
178 - 205 mm for HB-97
or
Masterholder Cage ID
MHC-178-SL 178 - 205 mm for HB-97-SL

www.sunnen.com
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HB Modular Tool System

For HTB, HTC, HTH, HTS, HTD - Type Systems

Recommended Abrasives

HB Modular Tool System - Recommended Roughing Stones

w
=3 Approx. Surface Finish (Ra)
=2 Material Abrasive Type Abrasive Code

% g Micro Meter Micro Inches

2 g Deburring in Rough Bores Conventional H70A47N, H70A49, H70XM51 14-2.0 55 - 80

= for all Materials Superabrasive Not Recommended

=3 a Fast stock removal in deburred, bored or reamed bores

Aluminum. Bronze Conventional H70J57, H70J65 1.5-20 60 - 80
' Superabrasive H70DM57, H70DM87* 2.0-3.0 50 - 120

0 g Brass, Soft Conventional H70J55, H70J63 14-18 56 - 70

w -

Z :5' Carbide Superabrasive H70DM15, H70DM35, H70DMB55* 1.0-25 40 - 100

I

Om Conventional H70J45, H70J57 0.75-1.25 30-50

<m Cast Iron -

=s Superabrasive H70DM37, H70DM57* 2.0-3.0 80 - 100

.- -

ﬁ. 3 Ceramic, Glass Superabrasive H70DM57, H70DM87* 0.75-1.25 30-50

3 ) Conventional H70A25N, H70A45, H70A45N, H70E45N 1.3-20 52 - 80

a= Steel, Soft -

E < Superabrasive H70NM37XM84, H7ONM57* 20-25 80 - 100
e Stainless Steel. Soft Conventional H70R25, H70R45, H70E45N, H70E45, 1.0-15 40 - 60
= ’ Superabrasive H70NM37XM84, H7ONM57* 15-2.0 60 - 80
n
w Conventional H70R25, H70R45 0.75-1.25 30-50

0z Steel, Hardened :

§ 5 Superabrasive H70NM37XM84, H7ONM57, H7ONMG57* 0.75-1.25 30-50

8 g Hard Chrome Plating Superabrasive H70DM37, H70DM57, H70GMG37* 0.5-0.85 20-33

'—

a 3 * For superabrasive stone sets use SCBHL guide shoes

E > (order 2 for one H70 stone set) instead of the standard H70 guide shoes

ﬁ ; (also MPS3148-SA01 with 4,5 mm width can be used instead of standard H70 guide shoes)

o
o
X

HB Modular Tool System - Recommended Finishing Stones

m
w
0z
ZI Approx. Surface Finish (Ra)
g 2 Material Abrasive Type Abrasive Code
Is Micro Meter Micro Inches
(=]
§ S Fine finish in previously honed bores
N
Z § . Conventional H70J87, H70J97, H70J97-XH61 0.3-0.5 12-20
; S Aluminum, Bronze -
o~ Superabrasive H70DM97, H70DMO05 0.75-1.0 30-40
i Brass, Soft Conventional H70J87, H70J97, H70J97-XH61 0.3-0.5 12-20
W Carbide Superabrasive H70DM97, H70DMO05 0.1-0.15 4-6
o Conventional H70J87, H70J97, H70J97-XH61 0.15-0.3 6-12
2o Cast Iron -
" g Superabrasive H70DM97, H70DMO05, H70DM005 0.3-0.8 12-36
@ 2 Ceramic, Glass Superabrasive H70DM97, H70DMO05, H70DM005 02-04 8-16
= EE Conventional H70J87, H70J95, H70F253-XH61 02-04 8-16
i
= : Steel, Soft Conventional H70XM74-XH61, Q11-H70-03 0.15 6
,‘E 5 Superabrasive H70NMO05, H7ONMO005 0.1-0.25 4-10
g 25 Conventional H70J63 0.1
o
Steel, Hardened Conventional H70J85, H70E73 0.08 3
Superabrasive H70NM95, H7ONMO05, H70NM005 0.1-0.25 4-10
Hard Chrome Plating Conventional H70R45, H70E73, Q11-H70-01 0.07 - 0.1 3-4
g Stones with the appendix XH61 are stone sets with stones instead of guide shoes
g Order Example: X70J87-XH61
o
'—
o3

CUSTOM ABRASIVES

1-800-325-3670




MMT and PH Tools

MMT Tools

Multi-stone mandrels provide superior speed and accuracy on applications
using a variety of high-production machines, including the Sunnen SH, ML,
SV, and KGM Series machines plus other major brands. These mandrels are
for bore diameters ranging from 3,8 to 31,7 mm (.150 in. to 1.250 in.). For
sizes above 31,7 mm (1.250 in.) consult your Sunnen Field Engineer.

3diNS NOILD3T3S
LINN ONINOH

Key Features

* Per-part honing costs can be reduced by 30 percent in some applications
versus conventional honing tools.

« Available with high-quality metal-bonded CBN or diamond precision
graded superabrasive stones.

« Can be used with either water or oil-based coolants depending on
application.

« Manufactured from high-strength steel to ensure long life.

(gg1 %2 ‘adin ‘03 “1N ‘HS)
SIANIHOVIN 1v1S3a3ad

« Precision machined, ensuring proper fit of superabrasive stones and
generating bore geometry to meet your close-tolerance demands.

« Faster honing cycle times and improved stone life.

» Superabrasive stones can be specified for optimization on any application.

« Superior bore geometry out of the box - no need for truing the stones.

« Superior performance in distorted parts from heat-treat operations.

ONIT001 d31vid
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« Available quick-change design minimizes tool changeover time (for Sunnen
machines only).

PH Tools
Ideal for diesel cylinder liners, automotive and light truck engine block cylinder bores, small engine cylinder bores, aircraft cylinder bores, gears, pump
bodies and liners, hydraulic cylinders and other mid- to high-production applications of bore diameters ranging from 3.00 in. (76,2 mm) to 7.5 in. (190,5 mm).

ONINOH ¥3ANITAD

Key Features

(SINIHOVIN 00¥2/0€/SL-AS)

« Integral air gage available for in-process measurement for optimum control
of the bore diameter

« Uses superabrasives, conventional abrasives or plateau honing tools

« Can be customized for any application — can use various abrasive
dimensions to meet the diameter and bore length requirements of specific
applications

« Engineered with high-quality steel for extended operating life

S3AISYHEV INOH
349Nl ® SdIN ‘319vLid0od

« Ideal for blind bore applications

» Match ground internal components for the ultimate in precision operation
« Designed for fast changeover and ease of installation

« For optimum roundness and straightness, tool can hold up to 12 stones

« End cap designed to guide the tool into the bore to prevent tool damage

ONIT00lL 2
S3AISYHEVY NOLSND

« Can be used with Sunnen SV-Series Vertical honing systems

» Can be adapted to use on many honing machines manufactured by others

www.sunnen.com




LBT

For Use In HTC/HTE Machines

LBT Tool Key Features:
+ Capable of producing bore ID’s within 0,0025 mm
(.0001 inch) variation over an entire shift

LBT - Series multi-stone tools and abrasives are designed . Field Reloadable abrasives design

for use in small diameter, long bore tube hone applications

and especially where an HTC- or HTE- series tube hones. + Made from thru-hardened tool steel for long service life
There are (7) families of tools that share common elements +  Different tool sizes use common abrasive sizes to
in their design. reduce number of abrasive sets needed
LBT 3 J 295 Cc 39 B
Common | | Stones per Stone Geometry Start Diameter . . . .
Prefix Head Code 1,001 in] Machine Connection Shank Length [in] Alteration
D | .04 X1.00" | | To0ls finish .005” | | C  HTC/HTE Std lengths by [blank] | Open Bore
E | .056X1.25" N 17 mm Collet start diameter B Blind-Bore
G | 06x150 Iargelr than start 42" <.232" dia
J | .07 X1.50 diameter 46" 232" - .384”
L | .08X1.75" 60" >.384” dia
M | .10 X 2.00”
P | .10 X 2.00”

Use the part number scheme above to specify tools used in HTE and HTC small-bore applications.
The following chart shows the seven LBT families and their ranges, and the tools that are Catalog Stock tools.

Nominal (Starting) Diameter Finish Diameter Feed Parameter
LBT Part Number [in]smal[lsi] [in]Larg([e;tm] [in]Larges[;tnm] Wedge Angle Mach Parameter
LBT-2-D-...-C-## 165 4,19 .188 4,77 +.005 +0,13 1° 0.034910
LBT-2-E-...-C-## .168 4,27 211 5,36 +.005 +0,13 1° 0.034910
LBT-2-G-...-C-## 212 5,38 292 7,42 +.005 +0,13 1° 0.034910
LBT-3-J-...-C-## .293 7,44 .384 9,75 +.005 +0,13 1° 0.034910
LBT-4-L-...-C-## .385 9,78 574 14,58 +.005 +0,13 1.25° 0.043640
LBT-4-M-...-C-## 570 14,48 743 18,87 +.005 +0,13 2° 0.069757
LBT-4-P-...-C-## 743 18,88 .800 20,32 +.005 +0,13 2° 0.069757
For the chart above, in the family part numbers, the “...” designates the nominal or starting diameter and the “##” designates

the shank length in inches. Unless there is an important reason to deviate, please use the standard shank lengths of,

42” for nominal diameters .168-.232” (4,27-5,89 mm); covering bore lengths 21-35" (5633-889 mm)
46” for nominal diameters .232- .384” (5,89-9,75 mm); covering bore lengths 25-39” (635-991 mm)
60" for nominal diameters .384-.500" (9,75-12,70 mm); covering bore lengths 39-53” (991-1346 mm)

Catalog (Stock) Tools

g Bore Diameter Recommended Bore Length Limits

TR0 LBT Part Number Smallest Finish Largest Finish Shortest Longest

<

% § [in] [mm] [in] [mm] [in] [mm] [in] [mm]

; 'cc:_) LBT-2-G-215-C-42 215 5,46 .220 5,59 21.0 533 35.0 889

O LBT-2-G-231-C-46 231 5,87 .236 5,99 25.0 635 39.0 991

g LBT-3-J-295-C-46 .295 7,49 .300 7,62 25.0 635 39.0 991
LBT-3-J-325-C-46 .325 8,26 .330 8,38 25.0 635 39.0 991

1-800-325-3670




LBT

For Use In HTC/HTE Machines

Abrasives

The abrasives are single-angle back assemblies grouped in seven (7) family sizes. Available in metal-bond
superabrasive, field-reloadable only. The abrasives are specified per the chart below.

For other abrasive types, please contact Sunnen Customer Service.

LBT 3 J NMGO05 01A S
Common | | Stones per Stone Geometry . : Common
Prefix Head Code' MB Abrasive Code? Alteration3 Suffix

(E; 82 ; 128 NMG95 | 500 grit cBN [blank] Open Bore

J 07 X 1.50" NMGO05 600 grit cBN 01 Blln.d-Bore, no har(.:Itlp
L | os8x1.75 01A Blind-Bore, hardtip
M | .10 X 2.00”

1 These are the only codes available and are sold only in sets for the stones per head of a given size.
2 Contact Sunnen Customer Service for more info on MB Abrasive Codes. The codes shown are the only Catalog Stock abrasives.
3 The only alterations available will be full-length blind-bore alterations with or without an “A” hardtip end. Alterations will not be Stock.

Bushings for use in the HTE are specific to the tool’s start diameter and are ordered separately from the
tool. The bushings designed for the HTE are different than those typically used on an HTC. The part number
above will not work with an HTC machine with the normal steady rest. The steady rest that comes
standard with an HTC (SR-1010-P1) has an ID of 30 mm, whereas the bushing collar (HTE-1866) used by
the HTE has an ID of 28 mm.

When using these tools in an HTC, contact Customer Service regarding either a special steady rest or a
special bushing.

LBT 295 B
Common Nominal (Start) Diameter )
Prefix .01 in] Common Suffix

Same diameter as the tool B Bushing

-0
-]
o
o
=
z
9}
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SMT Tools

SMT Series Small Bore Metal-Bond Tools

SMT Series semi-customizable tools are available for tight-tolerance
bore finishing between 2,0 - 12,5 mm (.079 - .500 inch). These
multi-stone, retractable tools do not require runout adjustment, and
are available in three styles for normal, long-reach, and blind-bore
applications. SMT tools are useful when there are tight finish, size,
or geometry applications, and where the incoming size is controlled.
Generally, the incoming bore should be no more than 0,02 mm
(-0008 inch) smaller than the finished size. Non-blind bore tools
are available for diameter above 12,5 mm (.500 inch)... please call
Sunnen Customer Service for details. If the incoming bore is more
than 0,02 mm (.0008 inch) smaller than the finish size, specify the
tool using a nominal finish size that is 0,02 mm (.0008 inch) larger
than the incoming bore size.

SMT Tool Key Features:
For use on MBB, SH, SSH
and SV Series machines
Quick Tool changeover

No spindle alignment required
for tooling changeover...

SMT tools run true

Diameter repeatabilility up to
0.00025 mm (.000010 inch)
Ideal for protyping and medium
production due to economical
cost per part

SMT Part Numbering Code

SMT N 2120 NMGO05 9
Common Mandrel/Alteration Finish Diameter ; ;

Prefix Style 0001 in] MB Abrasive Code Alteration Length
N Normal non-HT Tools start NMG67 280 grit cBN [blank] None
P | Normal HT .0008” smaller NMG87 400 grit cBN 1 10% Length
A | Blind non-HT than finish NMGO05 600 grit cBN
B Blind HT diameter GMG67 | 240 grit diamond 01A | 90% Length
L | Long non-HT GMG87 | 400 grit diamond
M | Long HT RMGO05 | 600 grit diamond

If the standard features and dimensions will not work, then the part number for a Custom SMT will use an “X” in the
Mandrel/Alteration Style position and a non-significant number where in the position usually reserved for the Finish
Diameter. For example: SMT-X-0001-NMGO05 could be a special tool that does not conform to the standard features.

Overall Length

Nominal Diameter

Normal-Reach (SMT[N/P]...) Tools

Nominal Diameter Overall Length Reach Abrasive Length | # Abrasives

1,95 - 3,09 mm (.077 - .122 in) 80,0 mm (3.15in) | 21,5 mm (.85 in) 10,0 mm (.39 in) 3
@ 3,10 - 3,49 mm (.122 - .137 in) 100,0 mm (3.94in) | 350mm (1.38in) | 16,0 mm (.63 in) 3
2 © 3,50 - 4,39 mm (.138 - .173 in) 110,0 mm (4.33in) | 42,0mm (1.65in) | 16,0 mm (.63 in) 3
§ z 4,40 - 5,59 mm (.173 - .220 in) 117,0 mm (4.61in) | 450mm (1.77in) | 16,0 mm (.63 in) 3
; é’ 5,60 - 6,79 mm (.220 - .267 in) 1250 mm (4.92in) | 48,0 mm (1.89in) | 21,0 mm (.83 in) 3
O 6,80 - 8,59 mm (.268 - .338 in) 130,0 mm (5.121in) | 50,0 mm (1.97in) | 21,0 mm (.83 in) 3
3 8,60 - 10,79 mm (.339 - .425 in) 1350 mm (5.31in) | 54,0 mm (2.13in) | 21,0 mm (.83 in) 4
°© 10,80 - 12,59 mm (.425 - .496 in) 140,0 mm (5.51in) | 56,0 mm (2.20in) | 21,0 mm (.83 in) 4

1-800-325-3670




SMT Tools

SMT Series Small Bore Metal-Bond Tools

Overall Length

Long-Reach (SMT[L/M]...) Tools

Nominal Diameter

Nominal Diameter Overall Length Reach Abrasive Length | # Abrasives
1,95 - 3,09 mm (.077 - .122 in) 90,0 mm (3.54in) | 32,0 mm (1.261in) | 10,0 mm (.39 in) 3
3,10 - 3,49 mm (.122 - .137 in) 116,0 mm (4.57 in) 50,5 mm (1.99 in) 20,0 mm (.79 in) 3
3,50 - 4,39 mm (.138 - 173 in) 125,0 mm (4.92in) | 57,5mm (2.26in) | 24,0 mm (.94 in) 3
4,40 - 5,59 mm (.173 - .220 in) 140,0 mm (5.51in) | 70,0 mm (2.76in) | 40,0 mm (1.57 in) 3
5,60 - 6,79 mm (.220 - .267 in) 150,0 mm (5.911in) | 77,0 mm (3.031in) | 42,0 mm (1.65 in) 3
6,80 - 8,59 mm (.268 - .338 in) 160,0 mm (6.30 in) 83,0 mm (3.27 in) | 42,0 mm (1.65 in) 3
8,60 - 12,59 mm (.339 - .496 in) 170,0 mm (6.69 in) 89,0 mm (3.50in) | 42,0 mm (1.65 in) 4

Overall Length
Nominal
Diameter
Blind-Bore (SMT[A/B]...) Tools

Nominal Diameter Overall Length Reach Abrasive Length | # Abrasives
2,30 - 4,09 mm (.091 - .161 in) 100,0 mm (3.94in) | 50,0 mm (1.97in) | 10,0 mm (.39 in) 4
4,10 - 5,19 mm (.161 - .204 in) 100,0 mm (3.94 in) 50,0 mm (1.97 in) 12,0 mm (.47 in) 6
8,20 - 10,29 mm (.205 - .405 in) 100,0 mm (3.94 in) 50,0 mm (1.97 in) 16,0 mm (.63 in) 6
10,30 - 12,59 mm (.406 - .496 in) 120,0 mm (4.72 in) 70,0 mm (2.76 in) 21,0 mm (.83 in) 6

Adapters

The SMT tools screw into different adapters depending on the machine/spindle connection.

SMT-SM-ML-ADAPT:

SMT tools less than 12,59 mm (.496 in) used in EC/ML or SH machines

using the standard runout adjustable spindle nose with wedge-hook feed.

SMT-SM-17MM-ADAPT:

17 mm (.669 in) collet and ball-coupler wedge connection.

SMT-LG-ML-ADAPT:

23 mm (.905 in) collet and ball-coupler wedge connection.

SMT-LG-23MM-ADAPT:

For SMT tools less than 12,59 mm (.496 in) used in any machine with the
SMT tools greater than 12,59 mm (.496 in) used in any machine with the

SMT tools greater than 12,59 mm (.496 in) used in EC/ML or SH

machines using the standard runout adjustable spindle nose with
wedge-hook feed.

www.sunnen.com
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Abrasives

For Sunnen Machines and Other Brands

Abrasives for Sunnen Machines

Sunnen Products Company is the world’s foremost authority
on honing and has incorporated more than 95 years of
experience into research and development of honing
abrasives. Sunnen honing abrasives increase performance,
whether you use a Sunnen system or use other honing
equipment. Sunnen’s superior line of honing abrasives can
be tailored to
be compatible
with any
finishing tools
or finishing
equipment.
Sunnen
technicians
grade and
qualify all
honing
stones, before
shipping them, to ensure that industries receive honing stones
of the most enduring and exacting quality standard in precision
honing performance.

Superabrasives for Sunnen Machines

Sunnen offers a wide range of superabrasive honing stones
and diamond plated tools. They outperform ordinary abrasives
and overcome the most difficult bore-sizing and finishing
problems.

Sunnen offers two basic types of superabrasives:

1) Diamond—essential in the honing of glass, quartz, and the
many varieties of tungsten carbide and ceramic material, plus
cast iron.

2) CBN (cubic boron nitride)—resists chemical attrition when
honing steel. Essential in honing steel, hardened cast iron,
inconel, stellite and titanium.

Three types of superabrasive bonds are available: vitrified,
metal, and resin. The many combinations of hardness and
bond strength enable you to handle virtually any sizing or
finishing application with extreme levels of precision and
accuracy.

Tooling & Abrasives for Other Brands of Honing Machines

Sunnen’s conventional abrasives, GH Abrasives and
Superabrasives are available for all Sunnen honing
systems as well as Barnes, Nagel, Kadia, Gehring,
Micromatic, Rottler, Engis, OTW and most honing
machines manufactured by other companies. The line
includes silicon carbide and aluminum oxide un-mounted
stick abrasives as well as mounted abrasives in a broad
range of grit sizes and dimensions for mid-volume and
low-volume production application.

Quality Sunnen abrasives offer performance, long life,
reliability and consistency. When you purchase Sunnen
abrasives you'll receive technical service and support backed
by more than 95 years experience in precision abrasive bore
sizing and finishing.

For more information on how Sunnen abrasives can help solve
your bore sizing problems, no matter which machine you are
using, call Sunnen Customer Service.

1-800-325-3670



External Hones and Accessories

O.D. Range:
3 mm — 1 75 mm
.120"-4.500"

Honing Tools for Finishing External Diameters

For low production — tool room — salvage — maintenance.

* Recommended for almost any material, including hardened
steel, carbide, ceramic and glass.

* Removes “cloverleaf’ centerless grind pattern and
chatter marks.

« Corrects waviness and "rainbow" warpage, barrel, taper,
and out-of-round.

* Many times faster and cleaner than lapping.

ONITOO0L B SIAISVHEY
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Adapter Chucks
Fit Sunnen Honing Machine spindles. Hold work being rotated
for external honing operations.
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FB-E External Hone Body with MB-750 External
Adapter Chuck in MBB-1660 Horizontal Hone.

MB-748 MB-750 MB-770
Part Diameter Range
Number mm in
MB-748 0-10 0-3/8
MB-750 5-19 3/16 - 3/4
MB-770 3-127 1/8 -5
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External Hones and Accessories

Tooling Selection

O.D. Range:
3 mm — 1 75 mm
.120"-4.5"

O.D. Range:
3 mm — 38 mm
.120"-1.5"

For Bow Removal
and Alignment of

M4 For Sizing and Finishing Order 1-3 For Sizing and Finishing
M=l When surface finishing or precision
= 8 sizing is the reason for using the Diameter Hone Guide Honing PREIGIIE L
g ; externgl hone, use a single stone Range 1 Body 2 Shoest 3 Stone or Guide Shoe
® o and guide shoe in the proper hone 3 mm-115 mm For Use with
E g body. 120" - 4.5" For All Diamond or CBN/
E® ) ] ) or Borazon Stones .
&8l \When correction of bow or waviness mm In Metals only mm inches
9,: 9.5 is the reason for external honing, FA-E Weight: FA4-B* FA4-BB* 13 1/2
&l select tooling from table below. 3-6 -120-.240 2 kg (.5 Ib) FEA4-B* FEA4-BB* 25 1
6-8 .240-.300 FA8-B FA8-BB 19 3/4
8-10 .300-.400 FA10-B FA10-BB 25 1
10-15 | .400-.580 FB-E Wt: FB13-B FB13-BB 25 1
15-20 |.580-.800 ,9 kg (2 Ibs) FB19-B FB19-BB 38 1-1/2
FC-E FC26-B* FC26-BB* 51 2
20-28 | 800-1.100 | \iy. 5 5 g FFC26-B* | FFCo6-BR* | SeeStone | 455 | 4
28-38 | 1.100-1.500 | (5.5 Ibs) FC36-B_ | FC36-BB Tables. 64 | 2172
38-51 | 1.500-2.000 | FD-E FD48-B FD48-BB 76 3
51-70 |2.000-2.750 | WE 4.7 kg FD64-B | FD64-BB 102 | 4
(10.3 Ibs)
FD-E-N88X
70-115 | 2.750-4.500 | wt: 4,8 kg FD64-B FD64-BB 102 4
(10.5 Ibs)

*When a choice of a stone and shoe length is available, use
stone and guide shoe closest to length of part to be honed.

Order 1-4 For Bow Removal and Alignment of Tandem Lands

Tandem Lands Diameter Hone Multiple Guide Shoest Honing BRWEIRIIG
For correction of bow 3 mga_“gse mm Body I;oldgr d Stone Max. Quantity
or waviness, the stone 120" - 1.5" (2 required) For use with Gﬁiﬁ;’;‘essh‘;;s
and guide shoe length ) - Max. |For use with all| Diamond or | Mgy
should be 1-1/2 times mm in Qty. metals CSBtc’f,ﬁE‘s’rgﬁf;” Qty. mm in
the length of the work, = -
if possible. 3.6 | 120-.240 5 | FA4-B FA4-BB 5 64 | 2-1/2
. . FB-E FB-FA 3 | FFA4-B** | FFA4-BB** 3 76 3
Hone bodies, guide 6-8 [.240-.300 4 | FA8-B FA8-BB 4 76 3
shoes, and honing 8-10 |.300-.400 3 | FA10-B [FA10-BB 3 S 76 3
stones are the same ee
as above. 10-15 |.400-.580 FC-E FC-FB 4 | FB13-B FB13-BB 4 Stone 102 4
15-20 |.580-.800 3 | FB19-B FB19-BB 3 | Tables. | 114 4-1/2
4 | FC26-B** | FC26-BB** 4 203 8
20-28 1.800-1.100 | pp g FD-FC 2 | FFC26-B** | FFC26-BB™ | 2 203 | 8
28-38 |1.100-1.500 3 | FC36-B FC36-BB 3 190 | 7-1/2

** Where a choice of stones and guide shoes can be used, the FFA4- and FFC26- are more economical.

1 Note that when you use diamond stones to hone carbides, ceramics and glass, order guide shoe as listed for that application.

This guide shoe is twice as wide as the regular guide shoe, for greater stability when using narrow diamond stones.

1-800-325-3670




External Hones and Accessories

Abrasives Selection

External Honing Stones >
Grit Size 2o
. Hone Body 5>
Diameter Range | ith muitiple| Hone 150 220 280 320 400 500 0z
mm in Holders Body !
Aluminum Oxide (AA) - 2 per box : :
) FAE Single FA4-AAQ3 o)
36 120-240 FBF': :’:h Length FA4-AAT5 FA4-AA95 e 7
- Double FFA4-AAT3* FFA4-AAQ3* cm
Length FFA4-AA95 (9]
FAB-AAT3*
6-8 240-.300 FASAADS
' X >
&10 -300-400 FA10-AAT5 FA10-AA95 9=
FB-E FB13-AA73 FB13-AA93 m >
- - | i (7]
1015 | .400-.580 FC-E with FB13AA95 &2 g
FC-FB oz
1520 550.500 FB19-AA73 FB19-AA93 A5
) o FB19-AAT5 FB19-AA95 m
: FCE Single FC26-AAT3 FC26-AA93*
2028 | .800-1.100 F[;-DE ;v(;th Length FooB AT
’ Double FFC26-AAT3"
Length FFC26-AA75 FC26-AA95™
238 ] 11061500 FC36-AATS FC36-AAG5*
FD48-AAT3 FD48-AA93
38-51 | 1.500-2.000 N/A
5170 | 2.000-2.750 FO-E
- FD64-AA45 FD64-AA73+ FD64-AAQ3F
70-115 | 2.750-4.500 N/A FD-E N&gX FDELAATS* FDBLANGS*
Silicon Carbide (JJ/CC) - 2 per box
Single
36 120-.240 FB-E with EAE Length
Double T
FB-FA Length FFA4-CCO5* :
6-8 240-300 FAS-JJ95* | FA8-CCO5* B
w
8-10 300-.400 FA10-JJ95* | FA10-CCO5*
1015 | 400-.580 FB13-CCO5*
FC-E with FB-E FB13-4163 FB13-JJ95%
15-20 .580-.800 FC-FB FB19-CC05*
FB19-JJ95* *5
20-28 .800-1.100 Single FC26-JJ93% | FC26-CC05* 8 =
FD-E with FC-E Length 9z
. Double + R
FD-FC poutl FFC26-CC05* | e
28-38 1.100-1.500 FC36-JJ93* | FC36-CC05™ Rg
38-51 : FD48-JJ93% | FD48-CCO5*
1.500-2.000 NA FDE
5170 | 2.000-2.750 FD64-JJ93* | FDp4-CCO5*
70-115 | 2.750-4.500 N/A FD-E N88X

Note: If double length stone is used (FFA4- or FFC26-), you must use guide shoes with identical prefix.
Example: Use FFA4-AA73 stone with FFA4-B shoe.

* Special Order - Contact Customer Service

V1va 1VvOINHO3L
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ADAPTERS & OTHER
ABRASIVES & TOOLING
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FILTERS

HONING FLUIDS
& COOLANTS

TECHNICAL DATA

External Hones and Accessories

Abrasives Selection

Superabrasive Diamond and CBN Superabrasive Selection Chart
Superabrasive Diamond and CBN stones are available Grit Size
for honing hardened steels, carbide, ceramic, and glass. 100 150 220 400 600
CBN Metal Bond
Diameter Vitrified Bond Diamond Stones NMS5* | NMm85* | NMOs* | NMO05*
Range NM57+
120-.240 Diamond Metal Bond
3-6 .120-.240 DM45+ DM55+ DM85 DM05* | DMoo5*
6-8 | .240-.300 DMo7*
8-10 .300-.400 FA10-DV87+ | FA10-DV07 -
10-15 | .400-580 | FB13-DV57* FB13-DV07 CBN/Borazon Resin B
15-20 |.580-.800 FB19-DV07 NR53* NR83*
20-28 |.800-1.000 | FC26-DV57+ FC26-DV07*
20-28 | .800-1.000 Diamond Resin Bond
28-38 | 1.100-1.500 FC36-DV07
38-51 | 1.500-2.000 | FD48-DV57+ | FD48-DV87* | FD48-DV07*
2.000-4.500 | FD64-DV57* FD64-DVO07

* Special Order - Contact Customer Service

Recommended Stones

In some cases, stones other than the
RECOMMENDED STONES may

Material

Fast removal: deburred, bored, ground, reamed holes

NOTE: Usually the softest grade of stone is most effective.

Approximate Ra
Surface Finish

hone faster or last longer. For long or

repetitive production runs, it may be g'“m'”gmﬁ 22;2 ggg g;
economical to choose a stone slightly Bzzz’e 0 AT 0’68 >
harder or softer, coarser or finer. As Carbide DV57 0’50 20
a general rule, hard materials require Cast Iron AATS 0’50 20
soft stones; soft materials require Ceramic DV57 1:00 20
hard stones; rough holes require hard Glass DV87 175 70
stones. Steel, Soft AAT75 0,63 25
Steel, Hardened* AA73 0,45 18
I Steel, Hardened™* NR53+ 0,75 30
* 1st choice Fine finishing: previously honed holes

- ) Aluminum AA95 0,30 12
iy Brass, Soft AAZ5 0,30 12
does not cut. Bronze AA95 0,30 12

Carbide DVO07 0,08 3

Cast Iron AA95 0,13 5
Ceramic DVO07 0,38 15
Glass DVO07 0,38 15

Steel, Soft AA95 0,05 2

Steel, Hardened* AA95 0,03 1

I > Steel, Hardened*™* 0,18

* 1st choice

* Available on special order

** 2nd choice.
Use if AA95
does not cut.

NOTE: Some recommended stones are special orders.
Please contact Sunnen for availability.

1-800-325-3670



Micro Deburring Brushes

Workpiece Deburring Brush
Minimum

Inside B Cc

Diameter

Overall Length

Y3H1O0 ® Sy3ldvav
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6,350 | .250 DB-255 6,477 | .255 50,8 2.0 127,0 | 5.0
7,137 .281 DB-288 7,315 | .288 50,8 2.0 127,0 [ 5.0
7,925| .312 DB-321 8,153 | .321 50,8 2.0 127,0 | 5.0
8,712 .343 DB-355 9,017 | .355 50,8 2.0 127,0 | 5.0
9,525| .375 DB-389 9,881 | .389 50,8 2.0 127,0 | 5.0
10,31| .406 DB-422 10,72 | 422 50,8 2.0 127,0 | 5.0
11,10| .437 DB-455 11,56 | .455 50,8 2.0 127,0 | 5.0
11,91 .469 DB-489 12,42 | .489 50,8 2.0 127,0 | 5.0
9,5 .375 DB-500 12,7 | .500 50,8 2.0 127,0 | 5.0 .
111 [ 437 | DB563 | 143 | 563 |08 | 20 [1270 50 _ Selection

12,7 | .500 DB-625 15,9 625 50,8 2.0 127,0 | 5.0 The proper brush diameter to use for a given part size
13,4 | .531 DB-688 17,5 | .688 63,5 25 139,7 | 55 depends on the purpose of the deburring operation.
14,7 | 578 DB-750 19,1 .750 63,5 2.5 139,7 | 5.5 For general surface conditioning and edge breaking
15,5 | .609 DB-813 20,6 | .813 63,5 2.5 139,7 | 5.5 choose a brush with large interference to promote

15,9 | .625 DB-875 22,2 .875 63,5 2.5 139,7 | 5.5 cutting on the sides of the bristles. For an application
16,3 | .641 DB-938 23,8 | .938 63,5 2.5 139,7 | 5.5 such as thread deburring, choose a brush with a small
16,7 | .656 DB-1000 | 254 | 1.000 | 63,5 25 139,7 | 5.5 amount of interference in the part in order to cut mostly
183 | .719 | DB-1125 | 286 |1.125 [ 1016 | 4.0 | 254,0 | 10.0  on the bristle tips. Refer to the chart at left for the

20,2 797 DB-1250 31,8 1.250 101,6 4.0 254,0 10.0 proper app|ication.

22,2 | .875 DB-1375 | 34,9 1.375 | 101,6 4.0 254,0 | 10.0

23,8 | .938 DB-1500 | 38,1 1.500 | 101,6 | 4.0 254,0 | 10.0 . . . .
246 | .060 | DB-1625 | 41.3 | 1.605 | 101.6 | 4.0 | 254.0 | 700 An inexpensive alternative for micro

26,6 | 1.047 | DB-1750 | 44,5 | 1.750 | 101,6 | 4.0 | 254,0 | 10.0 deburring of threads and bore interruptions.

28,6 | 1.125 | DB-1875 | 47,6 | 1.875 | 101,6 | 4.0 | 254,0 | 10.0 ) ) )
29,4 | 1.156 | DB-2000 | 50,8 | 2.000 | 101,6 | 4.0 254,0 | 10.0 Sunnen’s “DB” Series Deburring Brushes can quickly

32,9 | 1.297 | DB-2250 | 57,2 | 2.250 | 101,6 [ 4.0 254,0 [ 10.0 .
36,9 | 1.453 | DB-2500 | 63,5 | 2.500 | 101,6 4.0 2540 | 10.0 debur bores from ,762 to 63,5 millimeters (.030" to 2.5").

40,9 | 1.609 | DB-2750 | 69,9 | 2.750 | 101,6 | 4.0 254,0 | 10.0
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Micro deburring offers many unique advantages in
NOTE: For additional sizes larger than 63,5mm (2.5")  machine shops, manufacturing plants, and automotive
refer to PHT brushes on page 5.16. engine rebuilding shops.

* Gentle wiping action of bristles produces a slight
edge radius across bore interruptions.

» Flexible, nylon bonded, silicon carbide abrasive is
effective on most materials.

SINV1009D 2
Saind OSNINOH

» Lighter cutting action of brush reduces surface
stress on workpieces.

* Mounts in a hand drill or automatic machines.

I
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Notes

1-800-325-3670
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MBB/MBC/EC/ML/SH Series

SH-6550 Runout Indicator
For SH-4000, 5000, 6000 Machines

EC-6550A Runout Indicator
For EC, ML, SH 2000 Machines

MBC-400A Runout Indicator
For MBB/MBC Machines

KKN-100 Honing Fixture
A precision fixture for use when
honing very short holes - where
diameter of bore is more than
three times the length, and the
part has a flat face. Permits
honing parts that otherwise are
too short to be stabilized on the
honing tool. Order face plates
separately. Recommendation of
Sunnen Field Engineer suggested.
Fits MBB-1650 and later models.

Accessories for Square Honing on Power-Stroked Machine
KKN-615A Flex Pad can be used to hold part tight against faceplate.

KKN-265A Lineup Faceplate may be ordered for use as a fixture
component.

EC-7100 Square Honing Fixture

This fixture is similar to the universal honing fixture which is supplied with
the EC and ML Machines. The fingers move in the same scissors type
motion as on the universal fixture. Also, the fingers automatically hold the
workpiece against the faceplate with the start of the honing cycle and
release at the end.

Accessories for Square Honing on ML Machine

EC-7150 Square Honing Conversion Kit:

This fixture kit will convert the standard universal fixture to the EC-7100
Square Honing Fixture.

EC-7080 Faceplate Mounting Kit:

The Mounting Kit consists of the parts required to fasten and adjust the
faceplates on the stroker carriage. This new finger knob design allows
for faster and easier adjustments of the faceplates. A mounting kit may
be purchased for each faceplate to make changing setups faster.

EC-7000 Series Faceplates:
The EC-7000 Series Faceplates are a set of thirteen faceplates covering the
same range as the KKN Faceplates. The faceplate numbers are as follows:

SNOTE: When ordering Faceplates

for use on Precision Honing Machines,
order one EC-7080 Square Honing
Faceplate Mounting Kit and one KKN-260A
Indicator Support Bar. (Only one Kit and

EC Series Faceplates for
EC-ML Honing Machines

Faceplate Faceplate Faceplate

D Number

EC-7001§ Indicator Support Bar is required for all
10,0 398 6,3 248 EC-7002§ EC-7000 series faceplates. An EC-7080
120 | 472 | 7.8 | .307 | EC-7003§ {(it me:(y b?w ordgred fctJr ea(]:,r; facelpltate,
0 make changing setup of faceplates on
128 ggg 13’2 ggg Eg;gggg stroker carriage quicker).
24,0 | .945 [ 17,0 | .670 | EC-7006§
29,5 [1.160] 21,4 [ .843 [ EC-7007§
37,0 | 1.457| 26,9 | 1.060 | EC-7008§
44,2 11.740| 33,0 | 1.300 | EC-7009§
53,0 |2.087| 39,9 | 1.570 | EC-7010§
63,0 [2.480| 44,7 | 1.880 | EC-7011§
. EC-7012§
EC-7013§

www.sunnen.com

Accessories and Supplies

Optional Automatic Size Control Kit

For ML & SH Power-Stroked Honing Machines

The automatic size control unit attaches quickly and easily to the honing
machine. Features automatic positioning which moves the probe into
position at the beginning of the honing cycle and retracted at the end

of the cycle so that a new workpiece can be installed. Uses standard
A.S.C. probes. (See page 8.4)

ML and SH-2000: SH-4250A
SH-4000 and SH-6000: SH-4515A

MB-2333A Extra-Long Offset Torque Bar

584 mm (23") Long

Useful for absorbing torque on workpieces which are too long for
the standard 330 mm (13") torque bar. Easy to install in seconds.
Shipping Weight: 2,04 kg (4.5 Ibs.)

Loop-Grip Holding Fixtures

Especially useful for hard-to-hold parts such as thinwall tubes,
glass barrels, valve spools, small parts with smooth surfaces,
and parts with sharp projections such as milling

cutters. A must for absorbing torque on

most Power Stroker jobs. Uses emery

cloth to grip the part securely without

distortion. Parts can be inserted and

removed easily. Fixture handle rests on

torque bar to absorb honing torque and reduce

operator fatigue. Each fixture handles diameters

as shown in chart (let out loop as needed).

Fixture Part
Number

Minimum Dimensions of

Parts to be Honed Replacement

Emery Cloth
7,6 m
(25 ft. Length)

Includes
,9 m (3 ft.)
of emery cloth

Outside
Diameters

mm | in. | mm in.

12,7 3,1 1/8

Length

HF-110

50,0 95 [ 38 HF-210

76,2 19,0 | 3/4 HF-310*

Set of all three fixtures above.

All others 240 Grit.

*NOTE: HF-320 Heavy Duty Abrasive Cloth 7,6 m (25 ft. length) is available for

use in the HF-300 Holding Fixture and must be ordered separately. 120 Grit is more
tear resistant and is suggested for those applications which use higher pressure
control settings on the honing machine or where the rough hole in the workpiece
makes the heavy duty cloth more desirable.

KKN-980, KKN-990, KKN-995
Heavy Duty Gimbal Fixtures

The Sunnen KKN-980, KKN-990 and Heavy Duty
KKN-995 Gimbal Fixtures attach to the Power Stroking
Arm of any Sunnen Power Stroked Honing Machine.
Used with a customer manufactured workholding
fixture. Allows the workpiece to float freely on the
mandrel, absorb torque, and provides ease in loading
and unloading fixture. Refer to the following chart for
workholding fixture design.

Maximum Maximum Pivot Pin
Workholder Pivot Pin
0.D. Length

mm in. mm in. mm in, mm in.

KKN-980 49 [ 115/16 | 46 | 11316 | 6,5 | 1/4 5 3/16
KKN-990/995 | 70 | 23/4 | 66 | 258 | 6,5 | 1/4 5 3/16
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MBB/MBC/EC/ML/SH

Accessories and Supplies

MAN-700 Diamond Dresser
Essential to keep honing stones sharp and
free cutting - saves time and labor costs.
When cutting action of stone slows down,
a light stroke with the Diamond Dresser
breaks the glaze on the stone and restores
honing

efficiency. Especially recommended when
honing hard alloy steels. (Not for use with
CBN/Borazon or diamond honing stones.)

LBN-700 Abrasive Stick

(Silicon Carbide, 220 Grit) For dressing
CBN/Borazon and diamond honing stones
only; for cleaning stones loaded with brass,
bronze, or aluminum; for shaping a keyway
stone; and for shortening a stone for blind
hole work or to eliminate bellmouth.

MBB/MBC Spindle Sleeves
Concentric

LN-570A Spindle Sleeve. Required for
assembled P20 and smaller P28 type
mandrels into spindle nose of MBB/MBC
machine.

Eccentric

LN-0116A Spindle Sleeve.

Similar in purpose to concentric sleeve
above. Can be indexed to reduce mandrel
runout in older machines equipped with
non-adjustable spindle nose.

Work Light

Provide excellent glareless illumination.
Completely adjustable. Mounts on Honing
Machine. Supplied as shown with extension
cord, on-off switch.

MBC-200 For MBB Honing Machines

MB-2410 Work Tray

For MBB-1660. Package of 2.

Attaches to left and right side of machine
work tray. Keeps work area of machine free
of parts while honing.

MB-2418A Replacement Pad for
MB-2410 Tray. Package of one.

Side Tray-EC/ML Machines

EC-6510A Side Tray, Mat, Spacer

EC-6519A Replacement Mat for EC-6510A Side Tray
EC/ML Machines

GH-80049 Truing Grit
Aids in truing in metal bond superabrasives. 70 grit (1pt.)

Replacement Belts for SH/ML/EC
PDB-320A Stroker Belt All EC, ML & SH Machines
PDB-206A Timing Belt All EC, ML & SH Machines
PDB-326A Spindle Belt EC-3500 & ML-3500

Only
PDB-340 Spindle Belt for ML-2000, 4000 &

5000

For All MBC and MBB-1800 Power-Stroked
Machines

MBB-1830A Drive Motor Belt MBB-1840A
for 60 Hz machines

MBB-1833A Drive Motor Belt MBB-1823A
for 50 Hz machines KKN-444A

For MBB-1690 Power-Stroked Machines
MBB-2620A Drive Pulley V-Belt MB-2292C
for Serial No. 82550 & Greater

MBB-969A

MBB-2720A Drive Pulley V-Belt
for Serial Nos. prior to 82550 KKN-444A

For MBB-1660 Manual Honing Machines
MBB-2620A Drive Motor Belt MBB-969A
MBB-910 Spindle Drive Belt MB-2292C

Spindle
Drive Belt
Brake Strap
Stroker Belt

Oil Pump
Belt

Brake Strap
Set

Gear Box
Pulley Belt

Brake Strap
Oil Pump Belt

Touch Up Paint

90293A Flat Black
90403A RAL9002 Grey
MBC-90411A  Pearl Grey
MBC-90412A  Pewter Grey

Machine tool lacquer in 1 pint aerosol spray can.

NOTE: No longer available for export due to shipping
restrictions for aerosol cans.

MB-2328C Replacement Anti-Splash Pads
MBB Honing Machines.

Package of 2 (upper and lower). Shipping Weight: ,9 kg (2 Ibs.)

2.5X Magnifying Glass

Ground optical glass. Ideal for identifying numbers on small stones, for
close examination of fine details. Available in convenient leather case.

LN-150 Magnifying glass in leather case

LBN 462A Mandrel Wrench
For MBB/LBB/SV-10/SV-310
1/4" Hex Key and Wedge removal tool.

Hex Key Wrench Kits with Vinyl Pouch

PHS-50A 3/32, 3/16, 1/8, 5/32, 5/16, 5/64, 7/32, 1/4, 3/8, 7/64.

PHS-50M 1.5, 2,25, 3,4, 5, 6,8, 10 mm.

1-800-325-3670



MBB/MBC/EC/ML/SH

Accessories and Supplies

KKN-750 Universal Honing Fixture

For MBB/MBC

Accommodates almost any workpiece or fixture. Easily and quickly installed
or removed. Takes the thrust on forward and back strokes. Includes two
pairs of fingers with long-wearing, adjustable carbide pads (including pair of
KKN-720A Fingers at rear), two pairs of driving fingers for use with external
hones, and 305 mm (12") long rods. (For longer workpieces, 457 mm (18")
long KKN-778A Rods can be ordered separately.)

KKN-720A

e

304.8 mm
(12") Rod

304.8 mm
(12") Rod \ /

KKN-141A

KKN-800 Part Support

Makes it easy to hone heavy workpieces on the MBB The KKN-800
supports workpieces weighing up to 7 kg (15 Ibs.), and is recommended
whenever the size of the mandrel is too small to adequately support the
workpiece being honed. The KKN-800 is quickly and easily attached to
the stroking arm of the machine.

KKN-631A Part Support
Clamp Block with Four Screws and Washers

MMT/KRQ Adapters for EC/ML
ML7210 Adapter Kit Consisting of Adapter/Alignment Bar, Collet Nut,
Spanner Wrench and Extraction Tool.
NOTE: Either MMTSC1 or MMTSC2 Collet required for use of alignment
bar.
NOTE: Must order tool collet separately -
MMTSC1 for 17mm shank tool,
MMTSC2 for 23mm shank tool,
MMTSC3 for 256mm shank tool,
MMTSC4 for 16mm shank tool,

www.sunnen.com

EC-ND5X Part Support
For EC/ML/SH Honing Machines
Similar to the KKN-800 Part Support. Allow 4 weeks for del.

EC-6031A Manual Torque Arm Kit-EC/ML
ML-6190 Standard Torque Arm

EC-7190 Long Fixture Support Bars

For EC/ML/SH Machines

Attaches to the ML-6100 Stroker Arm of the EC/ML Machines and allows
the honing of parts up to 357 mm (14") in length.

3
0=
a3

KKN-600 Honing Fixture for Small Parts oz

Accommodates most 33

parts. Especially useful KKN-627a  KKN-720A Finger Set o

for small pieces. Easily (1 pair) KKN-613A

and quickly installed or

removed.

KKN-626A KKN-620
(1 pair)

Includes long-wearing,
adjustable carbide pads
on fingers, two pairs of
support rods, and clamp.

See photo to identify
replacement parts. KKN-613-N-LFIX
Nylon Pads

CK-267 / KKN-610A
(1 pair)

Spring

MBC-365 Fully Adjustable Spindle Nose Kit

For MBB-1660 Manual Honing
Machines Kit Includes:

Adjustable Spindle Nose, Spindle Nose Cover,
Indicator and Mounting Hardware.
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ASC

Sensing Units and Setting Fixture

For Use with EC-4500 Automatic Size Control
Unit on EC/ML Machines

Automatic Size Control Sensing Tips
3,18 mm - 25,8 mm (1/8" - 1-1/64")
Diameter Sensing Tips

Sensing Tips consist of a split plug with central
adjusting screw. Adjustment compensates for
wear—extends the life of the sensing tip. You
can also use the same sensing tip for rough
and finish honing. Useful diameter range is
approximately ,38 mm (.015"). Special probes
are available for high production applications.
Contact Sunnen Customer Service.

Nominal

Sensing Tip Diameter

Part No.

ASC-0500
Sensing Tip

Sensing Units and Setting Fixture
26 mm - 51 mm (1" - 2") Diameter

The ASC-50 Micrometer-Type Setting Fixture
is used to set the four radial adjusting screws
centrally and to rough size. Final setting is
accomplished by adjusting center screw in the
split plug body.

Sensing Unit Diameter Range

Part Number
ASC-51
ASC-52
ASC-53
ASC-54

in
1-11/4
11/4-11/2
11/2-13/4
13/4 -2

mm

32-38
38 -45

Nominal
Diameter

Sensing Tip
Part No.

Diameter Range

ASC-51
Sensing Unit

ASC-50
Setting Fixture

High

ASC-0125 . ASC-0594

ASC-0141 3,57 9/64 3,42 135 3,91 154 ASC-0609 15,48 39/64 15,22 .599 15,70 .618
ASC-0156 4 5/32 3,81 .150 4,29 169 ASC-0625 15,88 5/8 15,62 .615 16,10 .634
ASC-0172 4,36 11/64 4,22 .166 4,70 185 ASC-0630 16 15,75 .620 16,23 .639
ASC-0188 4,76 3/16 4,57 180 5,05 199 ASC-0641 16,27 41/64 16,03 .631 16,51 .650
ASC-0203 5 13/64 4,85 191 5,33 .213 ASC-0656 16,67 21/32 16,41 .646 16,89 .665
ASC-0219 5,56 7132 5,36 211 584 .230 ASC-0672 17 43/64 16,79 .661 17,27 .680
ASC-0234 6 15/64 5,74 .226 6,22 .245 ASC-0688 17,46 11/16 17,22 .678 17,70 .697
ASC-0250 6,35 1/4 6,10 .240 6,58 .259 ASC-0703 18 45/64 17,70 .697 18,19 .716
ASC-0266 6,75 17/64 6,50 .256 6,99 .275 ASC-0719 18,26 23/32 18,01 .709 18,49 728
ASC-0281 7 9/32 6,83 .269 7,32 .288 ASC-0734 18,65 47/64 18,39 7124 18,87 743
ASC-0297 7,54 19/64 7,29 287 7,77 .306 ASC-0750 19 3/4 18,80 .740 19,28 .759
ASC-0312 8 5/16 7,72 .304 8,20 .323 ASC-0766 19,45 49/64 19,20 .756 19,69 175
ASC-0328 8,33 21/64 8,08 .318 8,56 .337 ASC-0781 20 25/32 19,69 775 20,17 794
ASC-0344 8,73 11/32 8,48 .334 8,97 .353 ASC-0797 20,24 51/64 19,99 787 20,47 .806
ASC-0359 9 23/64 8,81 .347 9,30 .366 ASC-0812 20,64 13/16 20,37 .802 20,85 .821
ASC-0375 9,53 3/8 9,27 .365 9,75 .384 ASC-0828 21 53/64 20,78 .818 21,26 .837
ASC-0391 10 25/64 9,73 .383 10,21 .402 ASC-0844 21,43 27132 21,18 .834 21,67 .853
ASC-0406 10,32 13/32 10,06 .396 10,54 415 ASC-0859 22 55/64 21,67 .853 22,15 .872
ASC-0422 10,72 27/64 10,47 412 10,95 431 ASC-0875 22,22 7/8 21,97 .865 22,45 .884
ASC-0438 1 716 10,82 426 11,30 445 ASC-0891 22,62 57/64 22,38 .881 22,86 .900
ASC-0453 11,51 29/64 11,25 443 1,74 462 ASC-0906 23 29/32 22,76 .896 23,24 915
ASC-0469 12 15132 11,71 461 12,19 .480 ASC-0922 23,42 59/64 23,17 912 23,65 .933
ASC-0484 12,3 31/64 12,04 A74 12,52 493 ASC-0938 24 15/16 23,67 .932 24,16 .951
ASC-0500 12,7 112 12,45 490 12,93 .509 ASC-0953 24,21 61/64 23,95 .943 24,44 .962
ASC-0516 13 33/64 12,83 .505 13,31 .524 ASC-0969 24,61 31/32 24,36 .959 24,84 .978
ASC-0531 13,50 17132 13,23 521 13,72 .540 ASC-0984 25 63/64 24,69 972 25,17 991
ASC-0547 14 35/64 13,72 .540 14,20 .559 ASC-1000

ASC-0562 ASC-1016

ASC-0578

Alignment Bushings

For Mandrel Centering with adjustable
spindle nose

Accurate centering of the mandrel requires a
concentric bushing whose 1.D. falls within the
finish bore limits of the workpiece. Sunnen
truing sleeves are not suitable for this
purpose. Table at right lists the bore diameter
and part number of standard alignment bushings.

For bores whose finish size falls between the
diameters listed in the table, select the bushing
whose bore diameter is just under finish size.
When setting up the job for the first time, the
undersize alignment bushing can be honed out

to finish size with the same tooling used for honing
the workpiece. For bushing diameters outside the
standard range, call your Sunnen representative.

Bore Size

C-619

C-165

C-625

C-170

C-650

C-175

C-681

C-180

C-687

C-187

C-713

C-190

C-750

C-195

C-812

C-200

C-875

C-205

11,35 .

C-937

C-210

11,76 |.

C-1000

C-215

12,17].

C-1062

C-220

12,57 .

C-1125

C-225

12,70].

C-1187

C-1250

1-800-325-3670




CV616/5V-10/5V-15

SV-10/SV-15 Replacement Belts

Part Number  Description
PDB-341 Stoker Drive Belt
PDB-342 Spindle Drive Belt
CK-252 Timing Belt

Accessories and Supplies

CV-616 Replacement Belts

Part Number  Description
CK-252A Timing Belt
CK-192A Flat Belt
CK-209A "V" Belt, Upper
CK-498A "V" Belt, Lower

CK-448A Gearbox Oil

CK-448A is a sulphur free gearbox lubricant used in the
CV-616/SV-10/SV-15 transmission case. Use of 90 weight
hypoid lubricant will cause premature gearbox wear and is
not recommended.

CV-1100 Fiber Mats

These mats remove the coarse swarf produced
during honing before it enters the machine sump.
They extend the time between cleaning the machine
sump and also extend filter and pumping system life.
Five to the standard package.

Measures 134 x 86 cm (53" x 34").

FL6X-20 MPS or Portable Tooling Adapter
for CV-616/SV-10/SV-15
For use on applications
larger than 8" in diameter or for parts with keyways, ports or other
interruptions where standard CV/CK tooling will not work. Order MPS
or ANR hone heads
separately - Special
Order.
FLX6X-20 shown with MPS-H70 Hone Head.
Please call Sunnen for
availability.

Feed System-CV-616/SV-10/SV-15
CK-125A Feed Ratchet Pawl Replacement Kit
Replaces work Feed Ratchet Pawl.

CV-6080A 1/2 Rate Pawl Kit

Reduces feed rate by 1/2 for applications (superabrasives and carbide or
tool steel) which the standard feed rate does not advance slow enough for
wear and load builds. Replaces standard on machine feed pawls.

CK-234A Gear Set (package of 4)
Replacement Fiber planetary gear set for the
CV-616/SV-10/SV-15 handwheel assembly.

Cover for Operator Station Screen
CV-6058 for SV-10 CV-6225-6 for SV-15
Replacement protective cover for screen.

PF-244A
Gasket for filter canister lid CV616/SV-10/SV-15.

Stroke Scale Plates
SV-10/SV-15

Stroke Scale Plates for Cylinder King

Stone
Length

3.5" (88, 9 mm)
45" (114, 3 mm)
6" (152, 4 mm)
9" (228, 6 mm)

PNP-1350

PNP-1450

PNP-1600
CV-1285

For metric, add "M" to the part number.

www.sunnen.com

CV-1010 Mandrel Adapter

The CV-1010 adapts
standard mandrels in
applications where the
standard hone heads
do not apply. Minimum
diameter 19 mm (.75").

CV-1010 shown with 2G-P28-2000WF Mandrel

Mandrel not included.

CV-1220A Cradle Counterweight Kit

Attached to the CV-616/SV-10/SV-15 cradle, this kit reduces the effort
required to shift the cradle when changing from its vertical or
horizontal positions.
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CV616/5V-10/5V-15

Accessories and Supplies

CK-6200 Clamp Kit includes:

Item No. | Part No. Qty. | Description Item No. | Part No. Qty. | Description
1 CH-585A 1 | Change Bar Assembly 6 CK-1206A 1 Plate & Block Assembly
Includes 1a, 1b (pkg of 1 includes 8, 9, 10,11)
1a CH-585 1 | Clamp Bar, Inside 7 CK-1206 1 Plate, lower
1b CH-590 1 Clamp Bar, Outside 8 CK-1207 1 Block
2 CK-1195A | 2 | Cross Bar Assembly 9 CK-1211 1 Clamp Plate, Top
m 2a PHP-555 1 Pin, Groove 10 PHS-528 2 | Screws, .375-16 x 2.5 in. Hex
wi Hd. Cap
§§ 3 CK-1220 4 | Block, Riser 11 CK-1208A | 2 Stud (Pkg. of 1 includes 13)
§§ 4 CK-1215A | 1 | Crank Assembly 12 PHN-107 2 | Locknut (Flwxloc #31FK-918)
< 5 CK-1213A | 2 | Clamp Nut (Pkg of 1) 13 CK-3275A 1 Hook Rule (inch & metric Scales)
14
1b
1 1 >
a
4
12
11
3
2
8
7
12 2a
13
9

1-800-325-3670




SV-1000/2000/2100 Series

Tooling Adapters and Accessories

Tooling Adapters

NOTE:
Tooling selection is application dependent. Prior to selecting tooling and adapters, consult with a Sunnen application expert.

>
>
MMT Single Stroke % g
Part Number  Description Part Number  Description 7} 3
MMT-SCN Collet Nut SV-39230 Floating Tool Holder for Single Stroke Tooling ﬁ g
MMT-SCE Collet Extractor z ()
MMT-SCW Collet Nut Wrench . g
MMT-SC1 17mm Tool Shank Collet Standard Tooling - K, KR, L, LR, BL, D2, JK, AK, Y, P20, a 9
MMT-SC2 23mm Tool Shank Collet P28 E ﬁ
MMT-SC3 25mm Tool Shank Collet Part Number  Description Gz_, P
MMT-SC4 16mm Tool Shank Collet SV-39030 Standard Tooling Adapter
SV-39150 Runout Adjustable Collet Adapter
(for use with MMT-SCX collets)
SV-39170 Runout Adjustable Large MMT Adapter Spindle Tool
(50mm shank) Part Number  Description E
SV-39210 Floating Tool Holder - MMT Up to 17mm Shank SV-39080 Used to Remove Ball Coupler for CGT Installation and to g §
SV-39220 Floating Tool Holder - MMT Up to 25mm Shank Lock Spindle While Tightening MMT Collet Nut g 2
5z
CGT Tool Alignment Indicator m
Part Number  Description Part Number  Description
SV-39010 CGT Spindle Adapter SV-39040 Mounts to column

PWM-300 Torque Wrench (pre set to 45 ft-lbs)
PWM-301 7/8" Wrench Head (for use with PWM-300)
PWM-306 Hook Spanner

@
[} >
@
— =z
SV-400/2400 Series |
CV-1010 SV-51117
Mandrel Adapter - Adapts standard mandrels to spindle T-Slot Table — Mounts to Base of Machine. Allows for Use of
T-Nuts to Mount Work Piece Fixtures. Optional for SV410/2410
only. -',='I
SV-21110 m
Fixture Frame for SV-23610 o
Mounting Custom MPS Tooling Spindle Adapter [
Work Piece Fixtures SV-26250

Manual Rollover Cradle
SV-26220

Servo Rollover Cradle

NOTE: SV21115 fixture

frame is available for SV410/2410
machines

and includes T-slot base

SINV1009D 2
Saind OSNINOH

Iltem
Number

Order by o
Part Number Qry. Description

- SV-21110 - - Fixture Frame, Optional includes

1 PHSM-452 4 - Screw, M12 x 1.75 x 35mm SHCS

2 PHSM-809 6 - Screw, M12 x 80mm SHCS

3 PHWM-408 6 - Lockwasher, M12 ;l'

4 PHWM-549 6 - Flatwasher, M12 g

5 SV-21102 2 - Fixture Support z

6 SV-21103 2| - Fixture Anchor 9

7 SV-26093 2 - Rail i~
Optional SV26220 1 Servo Rollover Cradle (2) SV21102 fixture supports E
Optional SV26250 1 Man. Rollover Cradle (2) SV21102 fixture supports ;
Optional CK6200 - Clamp Kit can be used with any of these fixtures

www.sunnen.com




SV-1000/2000/2100/400/2400 Series

Accessories and Supplies

SV Maintenance Belts

Part Number  Description Part Number  Description

90123 Ball Screw Grease - Kluberplex 1 kg Can (SV-1000/310) SV-23119 SV-310 Motor Belt (upper)

SV-32820A Replacement Way Cover (SV-1000/310) SV-23118 SV-310 Spindle Belt (lower)

PFC-150-1 Replacement Air Filter for MVH-7120 Air Unit PDB-217 SV-1000 Series Spindle Motor & Ball Spline Belt

(2 REQD per column)

ADAPTERS & OTHER
ABRASIVES & TOOLING

()
,_u'-'_J
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VSS & VSS Series 2

Tooling Adapters (VSS and VSS Series 2)
Part Number  Description

VSS-9110 Runout Adjustable Spindle Adapter
VSS-9115 Floating Tool Holder Adapter

Tool Alignment Indicator
SV-39040 for VSS Series 2.

(7]
4
w .
=
= Maintenance
Belts Lubrication
VSS: VSS:
Part Number  Description Part Number  Description
- PDB-215 Column Timing Belt VSS-84/64/86 SML-130 VSS-84/64 Spindle Gear Case
= . PDB-107 Intermidiate Spindle Drive Belt VSS-86 SML-150 VSS-84/64/86 Indexer Oil
= :z: PDB-106 Main Spindle Drive Belt VSS-86 SML-160 Column Ball Nut
w
)
& = VSS Series 2: VSS Series 2:
~— © Part Number Description Part Number  Description
g /| PDB-220 Spindle Drive Belt VSS-284/64 90056 Column Grease
PDB-219 Spindle Drive Belt VSS-286 SML-150 Indexer Oil
Column Drive Shear Pin

VSS-4273 (VSS machines only)

TECHNICAL DATA

1-800-325-3670




PG Bore Gaging System

The Sunnen “PG” Bore Gaging
System is a unique mechanical
gaging system that makes I.D.
Gaging simple, reliable, and
economical. Eliminates buying
and maintaining costly master
rings and air gage probes. Both
gage and setting fixture are
built for everyday use making
them ideal for “in-process”
inspection. Available in ,001
mm or ,0025 mm (.00005" or
.0001") reading

scales.

PG-710E Small Bore
Precision Gage with
PG-400E Setting
Fixture

PG-700E Small Bore
Precision Gage
Diameter Range:

2,29 mm-9,63 mm
(.090"-.379")*

Direct reading scale with,

13 mm (.005") range divided
into increments of ,001 mm
(.00005").

Order PG-700EM for metric
applications.

Dimensions (without fingers):
267 mm x 197 mm x 165mm
(10.5" Hx 7.75" W x 6.5" D)

*Covered with complete set of
gaging fingers. Individual finger
sets can be ordered for specific
sizes. Order individual finger sets
from the complete list at right.

PG-710E Small Bore Precision Gage

Identical to PG-700 except direct reading scale is
,24 mm (.010") wide and divided into increments of
,0025 mm (.0001"). Order PG-710EM for metric
applications.

www.sunnen.com

Diameter Range:
2,29 mm — 109,47 mm

.090"-4.310"

Gaging Fingers for PG-700 or PG-710 Precision Gage

To order individual finger pairs, consult the table below for size ranges and
part numbers.

Each pair of gaging fingers is stamped with its size range and comes nested
in an impact-resistant box. Available for sale only.

*If bore can be measured from both ends, bore length can be double the gaging

Diameter Range Gaging Depth® Accessory
mm | inches mm | inches Fingers

2,29-2,51 .090-.099 7,14 .281 PG-1090
2,61-2,77 .099-.109 7,14 .281 PG-1099
2,77-3,05 .109-.120 7,14 .281 PG-1109
3,05-3,35 .120-.132 12,70 .500 PG-1120
3,35-3,68 .132-.145 12,70 .500 PG-1132
3,68-4,04 .145-.159 15,87 | .625 PG-1145
4,04-4,42 .159-.174 15,87 | .625 PG-1159
4,42-4,83 .174-.190 19,05 .750 PG-1174
4,83-5,26 .190-.207 19,05 .750 PG-1190
5,26-5,72 .207-.225 22,22 .875 PG-1207 o
5,72-6,20 .225-.244 22,22 .875 PG-1225 5
6,20-6,71 .244-.264 25,40 1.000 PG-1244 g
6,71-7,24 .264-.285 25,40 1.000 PG-1264
7,24-7,80 .285-.307 31,75 1.250 PG-1285
7,80-8,38 .307-.330 31,75 1.250 PG-1307
8,38-9,00 .330-.354 38,10 1.500 PG-1330
9,00-9,63 .354-.379 38,10 1.500 PG-1354
COMPLETE SET of all Gaging Finger Pairs.
Each finger set comes in an individual PG-1401
plastic case.

depth shown.

Blind Hole Gaging Fingers for PG-700/PG-710 Gages

Special Blind Hole Gaging Fingers are available on special order basis.
These fingers are non-adjustable and can only be used for a specific
diameter size. These altered blind hole fingers can measure to within 1,02
mm (.040") of the bottom of the blind end of the bore. Recommend customer
use a ring gage to set size on the gage.

How to order blind hole gaging fingers:
- HMOX The first

________ is the four-digit number of
the standard gaging fingers for the diameter needed to be measured. The
second _ _ _ _ is the finished diameter of the bore to be measured, either
in English or Metric units.

2,89 mm diameter. Order: PG-1109-2,890-HMOX
.2092" diameter. Order: PG-1202-2092-HMOX

Examples:




PG Bore Gaging System

PG-800E Precision Bore Gage

Diameter Range: 9,4 mm — 38,1 mm {.370" - 1.500"} Diameter Range: 2,29 mm — 38,3 mm {.090" - 1.500"}

Direct reading scale with,13 mm (.005")
range divided into increments of ,001 mm
(.00005"). Overall size range is divided
into two subranges 9,4 mm-19,05 mm
(.370"-.750") and 19,05 mm-38,1 mm
(.750"-1.500"). Replaceable carbide
gage points which can be rotated

for long life. Size range can be

increased to 74,3 mm (2.9") by

ordering PG-250 Extension

Finger Set.

Order PG-800EM PG-400E Setting Fixture

for metric applications. This Setting Fixture is used to set the PGE-3000, PG-800, PG-810, PG-700
Dimensions: 267 x 197 x 213 mm and PG-710 Precision Bore Gages. Dimensional accuracy is guaranteed to
(10-1/2" H x 7-3/4" W x 8-3/8" D) be within £ ,0006 mm (.000025") of nominal reading over the entire range
Gaging Depth: of the instrument. Comes in a carrying case with a master calibrating ring
Small Side - 24,6 mm (.968") traceable to the Bureau of Standards.

Large Side - 42,06 mm (1.656") Order PG-400EM for metric applications.

With PG-250 - 41,27 mm (1.625") PG-800E

PG-810E Precision Bore Gage PG-S00E Setting Fixture

Not pi _similar to PG-4
Identical to PG-800 except direct reading scale is ,24 mm (.010") wide and (Not pictured-similar to PG-400)

divided into increments of ,0025 mm (.0001"). Order PG-810EM for metric )
applications. ( ) Diameter Range: 37,7 mm — 74,3 mm {1.500" - 2.900"}

Similar to PG-400, except for higher range. Used to set PG-800 or PG-810

PG-250E Extension Finger Set Precision Bore Gage when equipped with PG-250 Extension Fingers. Comes
in a carrying case with a master calibrating ring traceable to the Bureau of
Used with the PG-800 and PG-810 Precision Bore Gages. Extends the Standards. Includes PG-2090 Auxiliary Faceplate.
PG-800/PG-810 measuring range from Order PG-500EM for metric applications.
38,1 mm (1.500") to over 76.2 mm
(3.000") diameter. Consists of two pairs PG-810-Z08X Precision Bore Gage

of carbide extension points which mount Available f h lv.PG-810-208X is simil
onto the fingers of the PG-800/PG-810. variable for purchase on'y. 'S simitar

Mounting screws are permanently - Diameter Range: 76,2 mm — 114,3 mm {3.0" - 4.5"}
attached to extension points to avoid
their loss. to the PG-810 Precision Bore Gage.

Diameters 76,2 mm-95,25 mm (3.0”-3.750") are measured
on one side.

GAGE LEASING PROGRAM . R
Sunnen PG-700, PG-800 Series Gages, Setting Fixtures, and PG-250 Diameters 95,25 mm-114,3 mm (3.750"-4.5") are measured on
Extension Fingers are also available on a unique lease plan. Leasing the opposite side.

the Sunnen bore gaging system includes maintenance and updating

by Sunnen. Contact KS & C Industries 1-800-247-7098 for complete Dimensions':' 267 x 19{ x 222
leasing information. )r;ng1 21/2;152) Hx 7-3/4°W PG-810-208X

Note: This program is not available outside of the United States.

Order PG-810M-Z08X for
metric applications. PG-500-U100Z

CERTIFIED GAGE OPTION

Sunnen PG and Dial Bore Gages and setting fixtures (with the
exception of the 3000 series and special length dial bore gages) may
be ordered with an optional certification which provides a certificate of
calibration listing linearity and hysteresis measurements taken over the
range of the gage (for dial bore gages the measurements are taken
over the first 1 and 1/3 indicator revolutions). To order this option add
“LFC” to the part number.

1-800-325-3670




PG Bore Gaging System

PG-500-U100X Setting Fixture for PG-810-Z08X
(Similar to PG-500 Setting Gage.)

Diameter Range: 73,40 mm — 109,47 mm {2.890" - 4.310"}

Used to set 76,2 mm-109,47 mm (3.0"-4.310") diameter range on
PG-810-Z08X.

Also used with PG-800 Series Gage with PG-250 Extension Fingers and
PG-2090-AM1X Auxiliary Face Plate to set diameters 73,4 mm-76,2 mm
(2.890"-3.0"). Setting size on PG-810-Z08X from 109,47 mm-114,3 mm
(4.310"-4.5") must be done utilizing ring gages or gage blocks.

Order PG-500M-U100X for metric applications.

PG-845 Tilting Gage Stand

A recommended accessory for the PG-810-
Z08X Precision Gage. Lets the gage faceplate
support the majority of the part weight.

Used also with PG-800/PG-810. Attaches to
MB-2370 Gage Mounting Bracket.

PG Bore Gaging Accessories
Replacement Gage Points for PG-800 and PG-250

PG-712A Consists of Three Carbide Gaging and

Point Set Three Mounting Screws for 18,8 mm-38,1 mm (.740"-1.500")
diameter gaging fingers. Also used on non-centralizer gaging
fingers on PG-250 Extension Finger Set.

PG-714A Consists of Three Carbide Gaging and Three Point Set
Mounting Screws for 9,4-mm-18,8 mm
(.370"-.740") diameter gaging fingers.

PG-1007 Eccentric Centralizer with carbide ring used on both
centralizer extension fingers of the PG-250 Extension
Finger Set.

PG-110A Gage Point Removal and Installation Tool 9,4 mm-18,8 mm
(.370"-.740").

PG-90A Gage Point Removal and Installation Tool 18,8 mm-38,1 mm
(.740"-1.500").

PG-120A Tolerance Flag Adjusting Wrench.

Blind Hole Gaging Points for PG-800 and PG-250

PG-702A Consists of Three Points and Screws 18,8 mm-38,1 mm
Blind Hole (.740"-1.500"). Also used on non-centralizer gaging
Point Set fingers on PG-250 Extension Finger Set.

PG-704A Consists of Three Points and Screws 9,4 mm-18,8 mm
Blind Hole (.370"-.740") diameter gaging fingers.

Point Set

PG-LR6X For PG-250 Extension Finger Set

Blind Hole 38,1 mm-74,3 mm (1.5"-2.9")

Point Set

Note: Blind hole point sets measure to within 0,25 mm
(.010") of the bottom of the blind hole.

www.sunnen.com

PG-2130 Flexible Hex Wrench
Use to dampen vibration when centralizing PG-400 on the PG-700/710
Precision Gage.

PG-2110 Clip-On Auxiliary Faceplate
For PG-700/710 Precision Gage.

Additional PG Gage Faceplates.

PG-4A Auxiliary Faceplate for PG-700/PG-710. A flat
plate with ten holes designed to slip over the gaging
fingers of a PG-700/PG-710. Reduces the opening
size of the PG-2110 faceplate making it easier to
measure thin walled parts. Hole sizes on PG-4 vary
from 2,77 mm-8,71 mm (.109"-.343").

PG-4A

PG-10A Auxiliary Faceplate set for PG-800/PG-810
Precision Gage. Consists of one PG-5 and PG-6
Faceplate similar to PG-4. PG-5 hole size 18,3 mm
(.720"), 20,8 mm (.820"), and 23,4 mm (.920"). PG-6
hole size 9,7 mm (.380"), 10,9 mm (.430"), 12,2 mm
(.480"), 13,5 mm (.530"), 14,7 mm (.580"), 16,0 mm
(.630"), and 17,3 mm (.680").

PG-5

PG-6

Gage Mounting Brackets

Recommended when any Sunnen Precision Bore Gage is used on a Sunnen
Honing Machine. Mounting brackets reduce lost motion and fatigue and reduce
runoff of honing oil.

Available for either right or left side mounting. All models adjustable for
easiest access to gage.

To order, specify from chart.

Model No.
MB-2370

Description

For Left or Right Side of
MBB-1650 or MBB-1660;

Left Side of MBB-1670, MBB-1680,
MBB-1690, MBB-1800,MBC-1800,
MBC-1801, MBC-1802, MBC-1803,
MBC-1804, MBC-1805.

MB-1250 For Left Side of MB-1290,

MBB-1290, MBB-1600.

SH-6680 For ML and SH Series, replaces EC-7170
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Dial Bore Gages

GR-3000 Dial Bore Gage Accessories

Diameter Range:
1,37 mm — 304,8 mm
.054"-12.0"

FAST  EASY « ACCURATE-gages and setting fixtures.

All Sunnen Dial Bore Gages read out in ,002 mm (or .0001")* and feature
all-carbide gaging points, wear-proof ball crank, and adjustable centralizers.
Each gage comes packed in its own sturdy box with all tools and wrenches
required for setup and adjustment.

*(,010 mm [.0005"] reading gages are also available.
Contact Customer Service for price and availability.)

Model CF-1126 Setting
Fixture, shown with
GR-2121 Gage.

Model CF-502 Setting
Fixture, shown with

Model CF-502 Setting GR6121 G
- age.

Fixture with CF-540
size setting adapter
for use as shown with
GR-3000 Gage.

GR-9121
Gage GA-4101

Gage

Diameter Range: 1,37 mm - 13,6 mm {.054" - .535"}

GRM/GR-3000 Dial Bore Gage
Assembly consists of a ,002 mm reading

indicator, probe retractor and probe retainer
bushing in a reinforced nylon insulating shroud.

Order GR-3000 for .0001" reading.

Gage Probes and Transfer Pins

Probes and pins must be ordered separately.
Diameter ranges, gaging depths and part numbers are listed below.

Probe and Matching Transfer Pins
For GRM/GR-3000 (order separately)

G-3005A

Probe and Transfer Pin Storage Case

Transfer
Pin No.

Diameter Range

1,37-1,55 |. . .
1,60 - 1,90 |.059 -.075| G-1070 16 |.63 | 174 (6.9
1,80-2,20 |.071-.087 | G-1080 | G-2059 | 16 | .63 |174|6.9
2,05-245 |.081-.096 | G-1090 16 |.63 | 1741 6.9
2,25-2,75 |.089-.108 | G-1100 21 |.82 | 179 7.1
2,50 - 3,00 |.098-.118 | G-1110 21 1.82 [ 179| 7.1
2,75-325 |.108-.128 | G-1120 21 |.82 | 179 7.1
3,00-350 |.118-.138 | G-1130 | G-2089 | 21 |.82 |179|7.1
3,25-3,75 |.128-.148 | G-1140 21 1.82 [ 179| 7.1
3,60-4,00 |.138-.157 | G-1150 21 |.82 | 179 7.1
3,75-4,25 |.148-.167 | G-1160 21 1.82 [179(7.1
4,20-4,80 |.165-.189 | G-1180 39 | 1.53(195|7.7
4,70-530 |.185-.209 | G-1200 39 | 1.53(195|7.7
5,20-580 |.205-.228 | G-1220 39 | 1.53|195|7.7
5,70-6,30 |.224-.248| G-1240 39 | 1.53|195|7.7
6,20 - 6,80 |.244-.268 | G-1260 39 |1 1.53|195|7.7
6,70-7,30 |.264-.287| G-1280 | G-2264 | 39 | 1.53 | 195| 7.7
7,20 - 7,80 |.283-.307 | G-1300 39 | 1.53(195|7.7
7,70 - 8,30 |.303-.327 | G-1320 39 |1 1.53|195|7.7
8,20-8,80 |.323-.346 | G-1340 39 |1 1.53|195|7.7
8,70-9,30 |.343-.366 | G-1360 39 [ 1.53(195|7.7
9,20-9,80 |.362-.386 | G-1380 39 [1.53[195|7.7
9,40 - 10,60 |.370-.417 | G-1400 46 | 1.81|195| 7.7
10,40 - 11,60 | .409 - .457 | G-1440 46 | 1.81|195| 7.7
11,40 - 12,60 |.

12,40 - 13,60 | .

1-800-325-3670



Dial Bore Gages

GR-3000 Dial Bore Gage Accessories

Probe Extension*
Available for probes 8,2 mm (.323") or larger. Probe extensions are
63,5 mm (2'/,") long, and up to three can be assembled together.

Part Number: KZ1X-3500.

Blind Hole Probes and Transfer Pins
Order standard probe and transfer pin number and add -KZ0X to number.
Example: G-1240-KZ0X.

NOTE: G-1055 probe and G-2037 transfer pin not available in blind hole
figuration. Available 4 weeks after receipt of order.

con-

Carbide Inserted Gage Probes and Transfer Pins

For applications where gage points are exposed to extreme wear conditions
such as heavy production, rough workpieces or abrasive materials. Not
available in sizes smaller than 4,2 mm (.165").

Order standard probe and transfer pin number and add -KY5X to number.
Example: G-1240-KY5X.

G-3025 Probe Kit
Consists of 15 probes
and 2 transfer pins.

Transfer
Pin No.

Diameter Range

[\ [} mm [

in

Covers a continuous G-1180 |4,20/4,80 | .165/.189
diameter range from G-1200 | 4,70/530 | .185/.209
42 mm-13.6 mm G-1220 | 520/580 | .205/.228
(.165"-.535"). G-1240 | 570/6,30 | .224/.248

G-1260 | 6,20/6,80 | .244/.268

G-1280 | 6,70/7,30 | .264/.287 | G-2264

G-1300 | 7,20/7,80 | .283/.307

G-1320 | 7,70/830 | .303/.327

G-1340 | 8,20/8.80 | .323/.346

G-1360 | 8,70/9,30 | .343/.366

G-1380 | 9,20/9,80 | .362/.386

G-1400 | 9,40/10,60 | .370/.417

G-1440 | 10,40/11,60 | .409/.457

G-1480 | 11,40/12,60 | .449/.496 | G-2370

G-1520 | 12,40/13,60 | .488/.535

G-3050 Probe Kit
Consists of 6 probes
and 2 matching transfer pins which cover a 4,2 mm-13,6 mm (.165"-.535")
diameter range on even 1/16" increments.

Transfer
Pin No.

Diameter Range

G-1180 | 4,20/4,80 .165/.189

G-1260 | 6,20/6,80 .244/.268 | G-2264
G-1320 | 7,70/8,30 .303/.327
G-1380 | 9,20/9,80 .362/.386
G-1440 | 10,40/11,60 | .409/.457 | G-2370

G-1520 | 72,40/13,60 | .488/.535

www.sunnen.com

CF-540 Size Setting
Adapter

Centers gage probes between
parallel reference surfaces on
CF-502 Setting Fixture. Serves
as an "extra pair of hands" to
help in nulling the gage on both
the horizontal and vertical axis.
Assures fast, accurate setup of
the gage.

Shown with CF-502
Setting Fixture.

Setting Fixtures
CF-502M (metric) 1,37 mm-50,8 mm
CF-502 (inch) .054"-2.00"

For use with 3000, 4000, 6000, and 9000 Series Dial Bore Gages.

CF-502M comes with 0-51 mm micrometer head marked in ,002 mm
increments with precision lapped carbide anvils. Includes a ring gage
checking standard and three interchangeable nests. (Use of CF-502M/
CF-502 with 3000 series gage requires the purchase of CF-540 Size
Setting Adapter.) Setting Master has a rugged, stress-

relieved

cast-iron base and may be

used without removing it

from its protective case.

CF-502 is equipped with

a 0"-2" micrometer head

marked in .0001" increments.

CF-502M/CF-502

Replacement Gage Nests For CF-502M Metric & CF502:

CF-502M 12,6 mm-19,1 mm
18,8 mm-30,2 mm
30,0 mm-50,0 mm
CF-502 CF-550A .495"-750"
CF-560A .740"-1.19"
CF-570A 1.18"-2.00"
CF-137A  Micrometer Adjusting Wrench
CF-138 Spindle Lock Knob
CF-544A  Magnifier
CF-576A  Calibration Ring
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Dial Bore Gages

GAM/GA-4000 Series Gages

Diameter Range:
12,6 mm - 19,0 mm {.495" - .750"}

Non-retractable gage with ,002 mm metric or (.0001") reading
indicator. Capable of measuring to within 5,0 mm (.200") of the
bottom of a blind hole. Indicators reading in ,010 mm or .0005"
are available on special order.

Part
Number

Overall
Length

Max.
Gaging
Depth

Shipping
Weight

Inches

GA-4051

Metric

GAM-4051

GRM/GR-6000 Series Gages

Diameter Range:
18,8 mm - 30,2 mm {.740" - 1.190"}

Retractable gage with ,002 mm metric or (.0001") reading indicator.
Capable of measuring to within 6,8 mm (.270") of the bottom of a
blind hole. Indicators reading in ,010 mm or .0005" are available on
special order.

Overall
Length

Max.
Gaging
Depth

Shipping
Weight

Inches

GR-6071

Metric

GRM-6071

GAM-4101 | GA-4101

GRM-6121 | GR-6121

GAM-4141 | GA-4141

Replacement Parts For GAM/GA-4000 Series Gages:

G-275MA Quick Setting Wrench (Metric reading)

G-275A Quick Setting Wrench (Inch reading)

G-285A Indicating Ball Removal Tool

G-289A Indicating Finger Clamp

PBR-505A Indicating Ball (1/16" Diameter Carbide)

G-222A Centralizer Points (Package of 2)

G-261MA #1 Point Assembly (metric) 12,6 mm-14,7 mm diameter
G-261A #1 Point Assembly (inch) .495"-.580" diameter
G-262MA #2 Point Assembly (metric) 14,7 mm-16,9 mm diameter
G-262A #2 Point Assembly (inch) .580"-.665" diameter
G-263MA #3 Point Assembly (metric) 16,9 mm-19,0 mm diameter
G-263A #3 Point Assembly (inch) .665"-.750" diameter

G-249A Nuts for Point Assembly (Package of 3)

G-249MA Metric Nuts for Point Assembly (Package of 3)

Special Length Dial Bore Gages are available on a special order basis.
GA/GAM-4000 Indicator cannot be peaked at lengths longer than
175 mm (7") therefore gage accuracy is compromised.

To order special length dial bore gages, specify as follows:
GA/IGAM-4_1X.

The _is the desired gaging
length multiplied by 2 (in inches).

CF-502 Setting Fixture

Metric version CF-502M
has a 0 to 51 mm

Micrometer head marked in
.002 mm increments. Supplied
in a sturdy, nested box.

CF-502 for .054" to 2.000"
diameters is equipped with
a large micrometer head with
range of 0" to 2" marked in
.0001" increments.

Shown with
GR-6121 Gage.

GRM-6241 | GR-6241

Replacement Parts For GRM/GR-6000 Series Gages

G-375MA Quick Setting Wrench (Metric reading)

G-375A Quick Setting Wrench (Inch reading)

G-385A Indicating Ball Removal Tool

G-389A Indicating Finger Clamp

PBR-506A Indicating Ball (3/32" Diameter Carbide)

G-327A Centralizer Points (Package of 2)

G-361MA #1 Point Assembly (metric) 18,8 mm-22,6 mm diameter
G-361A #1 Point Assembly (inch .740"-.890" diameter
G-362MA #2 Point Assembly (metric) 22,6 mm-26,4 mm diameter
G-362A #2 Point Assembly (inch) .890"-1.04" diameter
G-363MA #3 Point Assembly (metric) 26,4 mm-30,2 mm diameter
G-363A #3 Point Assembly (inch) 1.04"-1.19" diameter

G-349A Nuts for Point Assembly (Package of 3)

G-349MA Metric Nuts for Point Assembly (Package of 3)

Special Length Dial Bore Gages are available on a special order basis.
GR/GRM-6000 Indicator cannot be peaked at lengths longer than
305 mm (12") therefore gage accuracy is compromised.

To order special length dial bore gages, specify as follows: GR/GRM-6_1X.
The _ is the desired gaging length multiplied by 2 (in inches).

Gage

Diameter Range
Point No. i

| in

1 50-60 2.000-2.375
2 60-70 2.375-2.750
3 70-79 2.750-3.125
4 79-89 3.125-3.500
5 89-98 3.500-3.875
6 98-108 3.875-4.250
7+2 108-117 4.250-4.625
7+3 17-127 4.625-5.000
7+4 127-137 5.000-5.375

5.375-5.750

5.750-6.000

1-800-325-3670



GRM/GR-9000 Series Gages
Diameter Range:

30,0 mm — 50,8 mm {1.18" - 2.0"}

Retractable gage with ,002 mm metric or (.0001") reading
indicator. Capable of measuring to within 8,5 mm (.335") of the
bottom of a blind hole. Indicators reading in ,010 mm or ,0005"
are available on special order.

Overall
Length

Part
Number

EVE
Gaging
Depth

Shipping
Weight

Inches

GR-9071
GR-9121
GR-9241

Metric

GRM-9071
GRM-9121
GRM-9241

Replacement Parts For GRM/GR-9000 Series Gages:

G-475MA Quick Setting Wrench (Metric reading)

G-475A Quick Setting Wrench (Inch reading)

G-485A Indicating Ball Removal Tool

G-489A Indicating Finger Clamp

PBR-503A  Indicating Ball (1/8" Diameter Carbide)

G-427A Centralizer Points (Package of 2)

G-461MA #1 Point Assembly (metric) 30,0 mm-35,2 mm diameter
G-461A #1 Point Assembly (inch) 1.18"-1.385" diameter
G-462MA #2 Point Assembly (metric) 35,2 mm-40,4 mm diameter
G-462A #2 Point Assembly (inch) 1.385"-1.59" diameter
G-463MA #3 Point Assembly (metric) 40,4 mm-45,6 mm diameter
G-463A #3 Point Assembly (inch) 1.59"-1.795" diameter
G-464MA #4 Point Assembly (metric) 45,6 mm-50,8 mm diameter
G-464A #4 Point Assembly (inch) 1.795"-2.0" diameter

G-449A Nuts for Point Assembly (Package of 4)

G-449MA Nuts for Point Assembly (Metric) (Package of 4)

Special Length Dial Bore Gages are available on a special order basis. GR/
GRM-9000 Indicator cannot be peaked at lengths longer than 635 mm (25")
therefore gage accuracy is compromised.

To order special length dial bore gages, specify as follows: GR/GRM-9_1X.
The _is the desired gaging length multiplied by 2 (in inches).

Note: Sunnen 2000 Series Dial Bore Gages can be extended to
304,8 mm (12") by adding oversize centralizer points and additional
gage point extensions.

For gaging diameters in the range of 152,4 mm-304,8 mm (6"-12")order:

G-822A Gage Extension Kit. Consists of: Two Oversize Centralizer Points,
G-632A #7 Gage Point Extension, G-634A #8 Gage Point Extension.

2000 Series Gages assembled with G-822A Gage extension set cannot be
used with CF-1126 setting fixture when set for diameters above 203,2 mm
(8"). Alternative methods of setting gage must be used.

G-822C Centralizer Point Only.

www.sunnen.com

Dial Bore Gages

GAM/GA-2000 Series Gages (Non-Retractable)
GRM/GR-2000 Series Gages (Retractable)

Diameter Range:
50 mm - 150 mm {2.0" - 6.0"}

Non-retractable gage with ,002 mm metric or (.0001") reading indicator.
Capable of measuring to within 13 mm (.500") of the bottom of a blind
hole. Indicators reading in ,010 mm or .0005" available on special
order.

Part Max. Overall Shipping
Number Gaging Length Weight
Depth

GAM-2031
GAM-2061
GAM-2121
GAM-2241*

GA-2031
GA-2061
GA-2121
GA-2241*

150 | 6
300 | 12

2,7
2,7

DO |O®

Extension sleeves are available for converting GAM/GA-2000
Series Gages to different lengths. The following extension sleeves
are available:

GA-203 Accessory Extension Sleeves 75 mm (3")
GA-206 Accessory Extension Sleeves 150 mm (6")
GA-212 Accessory Extension Sleeves 300 mm (12")
GA-224 Accessory Extension Sleeves 600 mm (24")

Retractable gage with ,002 mm metric or (.0001") reading indicator.

Capable of measuring to within 13 mm (.500") of the bottom of a blind
hole. Indicators reading in ,010 mm or .0005" available on special order.

Max.
Gaging
Depth

mm | in i kg | Ibs

Part
Number

Overall
Length

Shipping
Weight

Inches

GR-2061
GR-2121
GR-2241*

Metric |

GRM-2061
GRM-2121
GRM-2241*

*Furnished with metal case for accessories only.

Replacement Parts For 2000 Series Gages:

PBR-503A Indicating Ball (1/8" Diameter Carbide)

G-522A Centralizer Points (Package of 2)

G-532MA Nut (Package of 6, metric)

G-532A Nut (Package of 6)

G-640A Indicating Ball Removal Tool

G-610A #1 Point Assembly 50,8 mm-60,3 mm (2.0"-2.375")
G-611A #2 Point Assembly 60,3 mm-69,8 mm (2.375"-2.750")
G-612A #3 Point Assembly 69,8 mm-79,4 mm (2.750"-3.125")
G-613A #4 Point Assembly 79,4 mm-88,9 mm (3.125"-3.500")
G-614A #5 Point Assembly 88,9 mm-98,4 mm (3.500"-3.750")
G-615A #6 Point Assembly 95,3 mm-107,9 mm (3.750"-4.250")
G-632A #7 Point Extension

G-634A #8 Point Extension

G-645A Gage Point Assembly Ball Removal Tool

G-638A Gage Point Assembly Wrench

Special Length Dial Bore Gages are available on a special order basis.
2000 Series Indicators cannot be peaked at lengths longer than 1650 mm
(65") therefore gage accuracy is compromised. To order special length dial
bore gages, specify as follows: G_-2_1X. The second _ is the desired
gaging length (in inches).
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Dial Bore Gages

Setting Fixtures CF-1126M (metric) CF-1126 (inch)

Diameter Range:

51 mm - 203 mm {2.0" - 8.0"}
For use with 2000 Series Dial Bore
Gages. Makes gage setting fast and easy.
Micrometer adjustment allows "dialing

in" sizes. A precision tool, shipped with
convenient storage case.

Eliminates micrometers and
ring gages. Eliminates errors
and "feel" in setting gages. Sets
2000 Series gages in seconds.

Includes ,002 mm (.0001")

E Series Electronic Dial Bore Gages
Features
» 16 Standard Models + Special Lengths.
All 3000, 4000, 6000, 2000 Series
Available - Add "E" Suffix on Part Number
» Peak Reading Feature
* Metric/Inch Conversion ,001 mm or .0001"
Divisions
» Display Swivels 330° for any Gaging Position
+ SPC Capability
« Preset, zero set, +/- direction and Go/No Go
functions.
» Communicates with Computers.
» Wireless Communication Options.

Accessories/Repair Parts

; ) LU2X1 Connecting Cable 2 Meter Length
micrometer head with LU2X2 E Series P ter Setup Kit
precision lapped carbide anvils. er!es grame er e_ up Ki
Comes with a ring gage checking standard and precision setting standards in LU2X31 E Series Wireless Reciever
25,4 mm (1") increments. Setting Master has a rugged, stress-relieved, cast LU2X32 E Series Wireless Transmitter IP67
iron base. May be used without removing from its protective case. LU2X33 E Series Connecting Cable
o Setting Fixtures are shipped complete with setting standards to cover 50
= mm-152,4 mm (2"-6") range. A setting standard is not required to measure in Gage Point Selection Table
2 the 178 mm-203 mm (7"-8") range. When measuring in the For Diameter Range
n_=7n . I
o 152 mm-178 mm (6"-7") range order: Use Gage
CF-360A 152-178 mm (metric) CF-260A 6"-7" (inch) Point Number
CF-1126M Replacement Setting Standards: 2.000 - 2.375 50 - 60
CF-320A*  50-75 mm CF-340A*  100-125 mm 2 2.375 - 2.750 60-70
CF-330A*  75-100 mm CF-350A*  125-150 mm 3 2.750 - 3.125 70-79
CF-360A 152-178 mm 4 3.125 - 3.500 79 - 89
*Included with CF-1126M 5 3.500 - 3.875 89 - 98
2 CF-1126 Replacement Setting Standards: 6 3.875 - 4.250 98 - 108
E CF-220A* 2"-3" CF-240A*  4"-5" 7+2 4.250 - 4.625 108 - 117
o CF-230A* 34" CF-250A*  5"-6" 7+3 4.625 - 5.000 117 - 127
ncluded with CF-1126 CF-260A  6'-7 7+4 5.000 - 5.375 127 - 137
c"':c ”4:AW’ - CF215A  Colibrating R 7+5 5.375 - 5.750 137 - 146
-5 agnifier -215, alibrating Ring _ _
CF-137A Spanner Wrench 5.7506.725 146 - 156

1-G-101

41| Replacement Indicators for Sunnen Dial Bore Gages
S5
ot -
g 8 Description
=0 -——— - | Dial Indicator Assembly includes
Qe G595A 1 | Indicator (.0005 in. Reading)

G595MA 1 Indicator (0,01 mm Reading)

G795A 1 Indicator (.0001 in. Reading)

G795MA 1 Indicator (0,002 mm Reading)
< G596A 1 Screw
g G597 T | Nut
3 G59513A | 1 Bezel Clamp and Screw - Flat Style Lens
& G595-5A | 1 Bezel and Crystal Assembly - Round Style Lens
E G595-3A 1 Bezel Clamp and Screw - Round Style Lens
H G795-1 1 Bezel and Crystal Assembly - Flat Style Lens with Blue Bezel
L G795-2 T | Bezel Clamp and Screw - Flat Style Lens with Blue Bezel

1-800-325-3670




Filters

Coolant Systems/Filter Units/Filters/Filter Paper

between coolant changes.
¢ Installs in 15 minutes or less.
® Automatically shuts off when
filter element reaches
maximum capacity.

PF Filter Cartridges Sunnen PF-150 Grit Guard® Filtering Unit
Available in two filtration grades; fine and extra fine. Helps to keep honing oils and water based coolants free of metal :E >
Order: chips and other foreign materials, thus ensuring bore quality and § ;c,
PF-105-4 Extra Fine Filter (oil only) (Pkg. of 4) surface finish. %’ i
PF-110-4  Fine Filter (oil only) (Pkg. of 4) , m =
PF-104  Extra Fine Fiter (o or water) (Pkg. of 1) Sunnen’s PF-150 P
e ) oil filtering system: £
PF-160 Fine Filter (oil or water) (Pkg. of 1) =0
* Saves you money and down 8 =
time by increasing the time [ ﬁ
Gz'l A

For EC/ML, CV616, CK-21, HTE, SV10,SV15, SV20, SV25, SV30, SH
Series, KGM machines and PF-150, PF-400, PF-401, SVF15 units.

¢ Filter element can easily be ?,
PF-401 Filter Unit Kit for changed in just minutes. (@ §
STH & HT Series Tube Hone Machines * Filters available from stock. 29
Provides additional filtration for difficult applications. g =
Specifications &m
Specifications Flow Capacity: 5,7 L/min @ 1.7 bar (]
Flow Capacity: 18,9 L/min @ .31 MPa (1.5 gal/min @ 25 Ib/in?)
(5 gal/min @ 45 psi) Sludge Capacity: 1230 cm® 75 inch?)
Sludge Capacity: 1460 cm?® /150 inch®) Coolant Capacity: 13,3L (3.5 gal)
Coolant Capacity: 26,6 L (7 gal) Width: 762 mm (30")
Filter Capacity: Paper, 58,6 cm? Depth: 381 mm (15")
(9100 in?) Height: 838 mm (33")
Voltages Available: 230v; 60Hz, (3 phase) Pump Motor: 0,37 kW (1/2HP) . e
380v; 50Hz, (3 phase) Filter Capaclt_y: Paper,_29,3 cm? (4550 in?) 3
Voltages Available: 115v single phase, 230v; 60Hz, =
For HT-Holder HTW-503 needed for Sunnen (single and 3 phase) @
supplied paperbed filters. 380v; 50Hz, 460v; 60Hz.
(3 phase)

Filter Paper for HTA Machines
PFC 234 40 - 45 Micron for Oil Applications

Filter Paper for SVF15 Coolant Systems
PFC 371 40 Micron for Oil & Water Applications

2 ENRIE]

Filter Paper

Part Number

Roll Width
Inches

Roll Length
Yards

Micron Size Core Size

F322064 10 18 100 2
F322073 20 39.5 150 2
PFC234 (for oil) 40-45 23.5 100 3
F322038 20.5 250 2 w3
F322053 32 250 2 0z
F322072 36 100 2 e
F322008 50 250 3 Em
F322067 39.5 150 2 =l
F322071 40 250 2 °a
F322020 48 250 2
F322074 2

V1va 1VvOINHO3L
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Notes

1-800-325-3670
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Honing Oils and Coolants

The single largest expense (approximately
90%) of honing cost per part is labor. The
second largest expense (about 10%) is
abrasive consumption. Typically, oil cost

per part is less than one tenth of a percent
of the total, yet, a slight decrease in cycle
time, or a decrease in abrasive consumption
resulting from a better lubricant, repays the
cost of the honing oil many times over.

In many instances the importance of the
honing oil is left out of the equation and that
can be a costly mistake-because the success
of the honing process depends on precision
performance by each of the components of the
honing system ... machine, tooling, abrasive
and honing oil. Use of Genuine Sunnen Honing
Oil is the solution to many honing problems.

Typical Honing Problems

1. Weak honing oil allows welding
of metal chips to the workpiece
which are then sheared off,
causing a larger total surface
roughness than that expected
for a given abrasive grit size.
The consequence is unwanted
random scratches on the
workpiece deeper than those
normally produced during honing
operations. The results are lost
productivity, material waste, part
rejects, and lost profits.

2. Honing oil with low lubricity or
improper chemistry allows metal
chips to lodge in the abrasive
surface, much like mud in a snow
tire. This embedded metal holds
the abrasive surface away from
the workpiece and slows down
the cutting rate. Slower cutting
rates decrease machine and
operator productivity.

. Low performance honing oil

. When metal embedded in the

abrasive surface rewelds to the
workpiece, it is torn away from the
stone. This damages the stone’s
trailing edge because vitrified
bonded abrasive, like concrete,

is weak in tension. If the metal is
embedded near the leading edge
of the stone, it will leave a scratch
in the abrasive surface.

can create catastrophic welding
between the workpiece and the
mandrel shoe when honing soft
materials ranging from stainless
steel to low carbon steels. This
may lead to serious and very
costly problems such as: ruined
honing tools, machine failure,
part rejects and lost profits.

=
")
0z
oz
'C_)Q
>
S¢E
» O
(7]

Check the Sunnen Honing QOil and Coolant Selection/Information Charts on page 11.5
to properly match the right Sunnen Oil to your specific application.
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Honing Oils and Coolants

MB-40 Honing Oil
SPECIFICATIONS

Chemistry: Mineral Oil, sulfur,
chlorine, phosphorus

Viscosity: 43cSt@40°C

Hazardous OSHA/DOT: Yes/No

VOC: 194 gramsl/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums

FEATURES & BENEFITS

» Works well with plated diamond Single Stroke
Honing® Diamond tools, conventional and
superabrasive honing, and KROSSGRINDING®
applications

« Also useful when fine surface finishes are desired

MB-40 combines the best features of our industrial and automotive honing
oils in one. It is specially formulated for use in severe applications that
encounter problems such as pick up and galling.

MAN-863 Honing Oil
SPECIFICATIONS

Chemistry: Sulfur
Viscosity: 22 cSt@40°C
Hazardous OSHA/DOT: No/No
VOC: 22 gramsl/liter

Size Available: 18.91 L (5 gal) pails, 209.21
L (55 gal) drums, 1255
L (330 gal) totes

FEATURES & BENEFITS
« Suitable for all materials including exotic metals
« Has a mild odor and is very gentle to operator’s skin

MAN-863 was developed to answer the need for a non-hazardous,
ecologically responsible, unregulated alternative to traditional honing oils.
It is composed of natural surface active lubricity agents in combination with
preservatives, a sulfur extreme pressure additive and metal deactivator to
prevent staining of alloys containing copper.

SHO-965 Honing Oil
SPECIFICATIONS

Chemistry: Contains no mineral oil,
sulfur, or chlorine

Viscosity: 25 cSt@40°C

Hazardous OSHA/DOT: No/No

VOC: 30 gramsl/liter

FEATURES & BENEFITS
» Low VOC, super-compliant in California’s SCAQMD

SHO-965 is designed to provide the performance of
MB-30 without the volatile organic compound content
and without the odor.

MB-30 Honing Oil
SPECIFICATIONS

Chemistry: Mineral oil, sulfur
Viscosity: 22 cSt@40°C
Hazardous OSHA/DOT: Yes/No

VOC: 329 grams/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums,
1255 L (330 gal) totes,
1L (1 Quart) bottle

FEATURES & BENEFITS

* Delivers maximum cutting rates and abrasive
life when honing difficult materials like stainless
steel, and features high levels of surface active
lubricity agents.

» Contains metal deactivators to prevent staining of copper containing alloys

* Very effective as a general cutting oil for screw machines, drilling, tapping,
and reaming

» Works on virtually any metal from aluminum to zirconium

MB-30 is Sunnen’s multi-purpose industrial honing oil. For over forty years,
MB-30 has set the standards by which other honing oils are judged. High
performance lubricity agents combine with sulfur extreme pressure additives
prevent welding and tearing of the work piece and keep the abrasive clean.

LP8X Honing Oil
SPECIFICATIONS

Chemistry: Mineral oil, sulfur
Viscosity: 7 cSt@40°C
Hazardous OSHA/DOT: Yes/No

VOC: 370 grams/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums,
1255 L (330 gal) totes

FEATURES & BENEFITS
« Suitable for honing a wide range of materials
« Performs well as a screw machine or general purpose cutting oil

» Compatible with the oil and filter system of all Sunnen honing machines
and other manufacturers’ machine tools in which petroleum oils are
normally used

LP8X is a chlorine-free version of MAN-845 honing oil. LP8X is petroleum
based and contains a highly effective sulfur additive in combination with
lubricity agents to produce slightly higher honing performance than MAN-845
in automotive machine shop applications.

SHO-500

SPECIFICATIONS

Chemistry: Contains no mineral oil,
sulfur, or chlorine

Viscosity: 22 cSt@40°C

Hazardous OSHA/DOT: No/No

VOC: 19 grams/liter

FEATURES & BENEFITS
« Petroleum-free, ideal for general use.

« Ideal for honing applications where additives
cannot be used, such as nuclear and some
aerospace parts, or where company policies
discourage use of fluids with such additives.

» Does not contain material derived from animals.

« Can be used with conventional vitrified honing
abrasives and metal-bond superabrasives.

+ U.S. Dept. of Agriculture BioPreferred®.

1-800-325-3670



Honing Oils and Coolants

MAN-852 Honing Oil
SPECIFICATIONS

Chemistry: Contains no mineral oil,
sulfur or chlorine
Viscosity: 28 cSt@40°C

Hazardous OSHA/DOT: No/No

VOC: 1 grams/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums,
1255 L (330 gal) totes

FEATURES & BENEFITS

« Approved by Boeing Aircraft Company and used to
hone critical parts where classic cutting oil additives
such as sulfur or chlorine have been shown to cause
microcorrosion, resulting in part failure

» Has a mild odor and is very gentle to operator’s skin. Very popular with
operators who are sensitive to additives used in regular cutting oils

Man-852 is a non-hazardous, ecologically responsible, unregulated

honing oil composed entirely of natural surface active lubricity agents.
Because this product does not use additives, it is ideally suited for
applications where additives are restricted, such as the aerospace and
nuclear industries. MAN-852 hones most materials satisfactory, however,
when used with materials such as soft copper, may produce stone loading.

KG3X Honing Oil
SPECIFICATIONS

Chemistry: Contains no mineral oil,
sulfur or chlorine
Viscosity: 21 cSt@40°C

Hazardous OSHA/DOT: No/No

VOC: 13 grams/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums

FEATURES & BENEFITS

« Typically used to hone critical parts where classic
cutting oil additives such as sulfur or chlorine have
been shown to cause microcorrosion, resulting in part
failure

» Has a mild odor and is popular with operators who are sensitive to additives
used in regular cutting oils

» U.S. Dept. of Agriculture BioPreferred®

KG3X is a non-hazardous, ecologically responsible, unregulated honing oil.
Like MAN-852, it is additive free and is composed entirely of surface active
lubricity agents, but is formulated to a lower viscosity. Because this product
does not use additives, it is ideally suited for applications where additives
are restricted, such as the aerospace and nuclear industries. KG3X hones
most materials satisfactory, however, when used with materials such as soft
copper, may produce stone loading.

www.sunnen.com

MAN-845 Honing Oil
SPECIFICATIONS

Chemistry: Mineral oil, sulfur,
chlorine
Viscosity: 7 cSt@40°C

Hazardous OSHA/DOT: Yes/No

VOC: 380 grams/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums,
1255 L (330 gal) totes

FEATURES & BENEFITS

« Low viscosity creates less oil “carry off” and
makes cleaning easier

« Also an excellent screw machine and general purpose cutting oil

« Compatible with the oil and filter system of all Sunnen honing machines
and other manufacturers’ machine tools in which petroleum oils are
normally used

MAN-845 is formulated for general purpose automotive machine shop
honing. It is excellent for con rods, piston pins, king pins, or general shop
honing. MAN-845 can be boosted if necessary for occasional honing of
more difficult materials (like aluminum or high nickel cast iron) by adding
a small amount of Sunnen Industrial Honing Oil. It is petroleum based,
containing high performance lubricity agents in combination with both
sulfur and chlorine extreme pressure additives.

CK-50 Honing Oil
SPECIFICATIONS

Chemistry: Mineral Qil,
sulfur, chlorine
Viscosity: 4.4 cSt@40°C

Hazardous OSHA/DOT: Yes/No

VOC: 428 gramsl/liter

Size Available: 209.21 L (55 gal)
drums

FEATURES & BENEFITS

« Low viscosity creates less “carry off” of oil on the motor block and is easily
cleaned in hot tanks or spray washers

« Compatible with the oil and filter system of all Sunnen Honing Machines
and other manufacturers’ machine tools in which petroleum oils are
normally used

CK-50 is specially formulated for honing cast iron automotive and truck
engine blocks and should not be used to hone other materials. It is petroleum
based, containing high performance lubricity agents in combination with both
sulfur and chlorine extreme pressure additives.
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Honing Oils and Coolants

LT9X Honing Oil Concentrate
SPECIFICATIONS

Chemistry: Contains no mineral oil,
sulfur or chlorine

Viscosity: 108 cSt@40°C

Hazardous OSHA/DOT: Yes/No

VOC: 4 grams/liter

CONCENTRATE
FEATURES & BENEFITS

* Also an excellent screw machine and general
purpose cutting oi

» Compatible with the oil and filter system
of all Sunnen honing machines and other
manufacturers’ machine tools in which
petroleum oils are normally used

LT9X can be used as a chlorine-free additive to boost performance or
replace depleted additives in a wide variety of honing and cutting oils.
(Mixing LT9X in a one-to-one ratio with mineral oil makes a formulation
similar to MB-30 Honing Oil.)

MAN-C Honing Oil Concentrate
SPECIFICATIONS

Chemistry: Mineral oil, sulfur, chlorine
Viscosity: 437 cSt@40°C
Hazardous OSHA/DOT: Yes/No

VOC: 64 gramsl/liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums,
1255 L (330 gal) totes

FEATURES & BENEFITS

+ Concentrated formula...can be mixed with mineral
oil on-site to make a variety of regular-strength
honing oils

+ Compatible with the oil and filter system of all
Sunnen honing machines and other manufacturer’s machine tools in which
petroleum oils are normally used

» Contains a mixture of sulphurized and chlorinated materials

* Recommended for use with hard-to-hone materials such as stainless steel,
soft 8620, Inconel and Zirconium

* Useful only as concentrate to blend with mineral oil. One pail to one drum
of mineral oil will result in mix similar to MAN845.

MAN-C is a honing oil concentrate, which when mixed at the proper ratios
with customer supplied mineral oil, makes MAN-845 or CK-50 honing oil.
The end user will save on shipping expenses by purchasing the mineral oil
locally and mixing it with MAN-C at their facility.

SCC-100/101 Honing Coolant
SPECIFICATIONS
No mineral oil, sulfur or chlorine

Viscosity: Water

Hazardous OSHA/DOT: No/No

VOC: 39 Gramsl/Liter

Size Available: 0,95 L (1 quart),
3,79 L (1 gal)

FEATURES & BENEFITS

» Foam control makes SCC-100/101 ideal for use
in grinders, especially the Sunnen Valve Refacer
and Tappet Refacer

» Compatible with machine tools that are designed
to use water-based coolant

SCC-100/101 is a general purpose grinding fluid formulated to be very mild
to the operators skin. The coolant is recommended for light duty machining
and grinding of alloy steels, copper alloys and some aluminum.

SCC-205/605 Honing Coolant
SPECIFICATIONS
No mineral oil, sulfur or chlorine

Viscosity: Water
Hazardous OSHA/DOT: No/No
VOC: 1 Grams/Liter

Size Available: 18.91 L (5 gal) pails,
209.21 L (55 gal) drums

FEATURES & BENEFITS

+ Far superior to conventional honing oils in
reducing or eliminating workpiece temperature
build up

+ Suitable as a grinding coolant or general
purpose metal working fluid for both ferrous
and non-ferrous parts

» Contains no dangerous nitrites, nitrates, PCB’s, PTTBA, Mercurials, or
Phenols

SCC-605 and SCC-205 Honing Coolant Concentrates are formulated to
meet the demands of the KROSSGRINDING® System, Single-Stroke®
Honing System and metalbond superabrasive honing.

SCC-605 and SCC-205 are very similar. Select SCC-605 when honing cast
iron. This coolant has the ability to “self clean” which results in longer coolant
life and consistent surface finish. Select SCC-205 when honing hardened
steel using fine grit diamond plated tools or metal bond abrasives.

SCC-900 Coolant Maintenance Kit

Poor housekeeping and improper
coolant concentration are the major
causes of coolant failure, yet simple
daily maintenance will protect and
prolong coolant life.

The Sunnen SCC-900 Coolant
Maintenance Kit provides everything
you will need to check water based
coolant. Kit includes: Instruction and
Record Forms, Refractometer, PH Kit,
Pitcher, Storage Case.

1-800-325-3670



Honing Oils and Coolants

Selection/Information Charts

Recommended Honing Oil > >
x O
MB-40 MB-30 | SHO-965 | LP8X MAN-845 | CK-50 | GHC351 | MAN-852 | MAN-863 | KG3X | SHO-500 | SCC-205 | SCC-605 ; %
=
Honing Y Y Y Y Y Y Y Y Y Y Y Y1) Y1) ﬁ g
(&
KROSSGRINDING™ Y Y Y Y — — Y Y Y Y Y Y Y 2 0o
3o
§ SINGLE STROKE HONING™ Y Y Y Y — — Y Y Y Y Y Y Y 8 E‘
3 Cm
£ | Broaching Y Y Y — — — — Y Y Y Y — — Z 2
@
Gundrilling Y Y Y — — — — Y Y Y Y — —
Milling, Drilling, or Turning Y Y Y Y Y Y Y Y Y Y Y Y Y
3
Material MB-40 | MB-30 [SHO-965 LP8X |MAN-845| CK-50 |GHC351|MAN-852| MAN-863| KG3X SCC-205 SCC-605 It_'n) §
(2 Ne)
gz
Steel (hard) Y Y Y Y Y Y Y Y Y Y Y Y Y g Z
Zm
m
7]
Steel (stainless),
Stelite, Carbide Y Y Y Y Y Y Y Y Y
Ceramic, GIa‘ss, Quartz, v v v _ . _ . v v v v v v
Carbon, Ferrite
Nylon, Plexiglass, v v v _ _ _ _ Y Y Y Y Y Y
Polycarbonate
Aluminum, Brass, bronze,
Steel (soft), Cast Iron (all) Y Y Y Y Y - Y Y Y Y Y Y Y
Specification MB-40 mw LP8X CK-50 [GHC351 me SCC-205(SCC-605
USDA Biopreferred® — — — — — — — — Y Y Y — — ;
Hazardous OSHA Y Y Y Y Y Y Y — — — — Y Y a
Hazardous DOT — — — — — — — — — — — — — =
Mineral Oil Y Y Y Y Y Y Y — — — — — —
=
® | Animal Fat Y Y Y Y Y Y Y Y Y — — —
€
é’ Sulfur Y Y Y Y Y Y Y — — — — —
Chlorine Y — — — Y Y — — — — — — — g0 g
Phosphorus Y — — — — — — — — — — — — § ;
@
VOC (gramslliter) 194 329 30 370 380 428 175 1 22 13 19 1 1 s u
F4
Viscosity (cSt@40°C) 43 22 25 7 7 4.4 35.4 28 22 21 22 Water | Water a‘ g
7
Quart/Liter 1,0 L (1/4 gal) — Y Y — — — — — — — — — —
9 % Pails 18,9 L (5 gal) \% Y \% — — Y Y \4 Y
2 E Drums 209,2 L (55 gal) Y Y Y Y Y Y Y Y Y
Totes 1255 L (330 gal) — Y \4 — \% — Y Y — — — —

(1) Requires metalbond abrasive.
*Estimated Shipping Weight: Pails - 18,2 KG (40 Ibs.) Drums - 182,0 KG (400 Ibs.) Totes - 1180 KG (2600 Ibs.)
Actual Weight depends on type of fluid.
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Now you can place your orders on-line at
www.sunnen.com
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Technical Data

Stone Code Explanation Chart & Surface Finish Guide

K8 — A 5 7
Series Abrasive Grit Hard-
Type Size ness

Abrasive Types

A - Aluminum Oxide

C, J - Silicon Carbide
DM, DR, DV - Diamond
NM, NR - CBN

Grit Size
1-70 8- 400
2-80 9- 500
3-100 0- 600
4- 150 80- 800
5- 220 90- 900
6- 280 10- 1000
7- 320 00- 1200

Hardness
1-  Soft
3-
5-
7-
9-
11-
13-
15-

Hard

Note: For special abrasive needs, contact your Sunnen Field Engineer.

Approximate Surface Finish in Micrometers (um)R,

Material

Abrasive Type

Grit Size
280 | 320 |

400

| 600

Surface Finish Conversions: Millimeter to Inch—To convert one unit of
measure to the other use the following formulas.

Micrometer to microinch: Micrometer x 40 = Microinch

Material

Abrasive Type

Approximate Surface Finish in Microinches (u in)R,

Aluminum Oxide/ -
Hard Steel Silicon Carbide 0,65 0,50 0,45 0,30 0,25 0,12 0,08 0,03
CBN - [1,40*2,00 1,15 1,00 0,70 - 0,50 - 0,18 | 0,05
Aluminum Oxide/ * * * *
Soft Steel Silicon Carbide 2,00 - 0,90*1,40( 0,65 |0,50*0,90| 0,40 |0,18*0,25|0,10*0,20| 0,05
CBN - 11,60*2,50 - 1,25*2,00 - - 0,65 - 0,40 | 0,12
Cast Iron Silicon Carbide 2,50 - 0,75*1,00| 0,50 0,30 0,25 0,15 0,12 0,08
Diamond - - - 2,00 - - 1,27 - 0,50 | 0,30
Aluminum, Silicon Carbide | 4,30 - 2,00 1,40 0,85 |0,70| 0,40 0,30 | 0,05
Brass, Bronze
Carbide Diamond - - 0,75 0,50 - - 0,18 - 0,08 | 0,03
Ceramic Diamond - - 1,27 1,00 - - 0,50 -
Glass Diamond 2,40 1,80 0,75

Formulas for determining minimum stock removal required on
diameter to achieve desired surface finish.

Surface Finish in Micrometers—(um) R,

Existing Finish - Desired Finish _

100

Required
Stock Removal

Example: Existing Finish = 1.25 ym; Desired Finish = 0.25 ym

1.25-0.25

100

Grit Size

=0.01 mm

Surface Finish Conversions: Inch to Millimeter—To convert one
unit of measure to the other use the following formulas.

Microinch to micrometer: Microinch + 40 = Micrometer

*If two values are shown: the first number is for small parts, honed on machines
with one horsepower or less; the second number is for large parts, honed on
machines with two or more horsepower.

Formulas for determining minimum stock removal
required on diameter to achieve desired surface finish.

Surface Finish in Microinches—(u") R,

Existing Finish - Desired Finish _

100,000

Required

Stock Removal

Example: Existing Finish = 50 um"; Desired Finish = 10 ym"

www.sunnen.com

50-10
100,000

= 0.0004 inch

Aluminum Oxide/
Hard Steel Silicon Carbide
CBN - 55*80 45 40 28 - 20 - 7 2
Aluminum Oxide/ " " " "
Soft Steel Silicon Carbide 80 ) 35755 25 20735 16 710 4’8 2
CBN - 65*100 - 50*80 - - 25 - 16 5
Silicon Carbide 100 - 3040 20 12 10 6 5 3
Cast Iron Diamond - - - 80 ; - 50 - 20 | 12
Aluminum, | giicon Carbide | 170 | - 80 55 33 |27 | 16 12 | 2
Brass, Bronze
Carbide Diamond - - 30 20 - - 7 - 3 1
Ceramic Diamond - -
Glass Diamond
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Technical Data

Surface Finish Information

This is what a rough honed surface looks like,
magnified 400 times:

But it usually is shown like this:

The vertical magnification is now 4000 times, so it can be seen better. The
horizontal magnification is now only 40 times, to save paper. Both graphs
show the same surface finish.

Surface Finish Parameters

Modern surface texture analyzers have the capability of measuring a variety
of surface texture parameters. Every parameter has its advantages and
limitations. A summary of some of the more commonly used parameters is
given below.

Ra is the most widely used description of a surface. If you could level all the
peaks to fill in all the valleys you would have a mean line. The arithmetic

average of the deviations up and down from this theoretical mean line is Ra.
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Rt is the distance from the highest peak to the deepest valley. Rt is rarely
specified, but it is useful for detecting honing problems, like pick-up or
areas which have not cleaned up. If Rt is much more than 10 times Ra you
either have a honing problem or a plateau-honed surface. CLA (center line
average) is used in Britain and is identical to Ra.
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Rz DIN, also known as Rtm is the same as Rt, but while Rt is established
over the entire measuring length, Rz DIN divides the measured length into
five equal lengths and then averages the Rt readings of each of the five
lengths. Rz DIN is likely to be a slightly smaller number than Rt because
one deeper scratch is diminished by the finer finish of the other four values.

Rz ISO (ten point high). The average height difference between the five
highest peaks and five deepest valleys. This is the best method for short
surfaces.

Rmax (same as Ry or Rma) is the distance of the highest peak to the
deepest valley in any of the five sections mentioned in Rz DIN.

Rp (maximum peak height above mean line). The height of the highest peak
above the mean line in five sampling distances.

Rpm (mean peak height above mean line). The average of the distances
above the mean line of the five highest peaks in the total sampling distance.

RMS, Rq (root mean square). An obsolete definition; same method as Ra,
but using a different mathematical principle. Results in a value about 15%
higher than Ra.

Rk The main bearing area of a surface, ignoring the highest peaks and
deepest valleys. The magnitude of these peaks and valleys can be defined
as Rpk and Rvk respectively.

Parameter Conversion Formula*

For a one grit size developed surface finish to convert a known Ra value to
a different parameter, use the following formula (These ratios do not apply to
composite grit surface finishes - such as “plateau” or surface finishes from
other machining processes):

Ra x Parameter Factor = Desired Parameter

Ex: 1.0 micrometer Ra x 8.7 (Rt Factor) = 8.7 micrometer Rt

Ex: 40 microinch Ra x 8.7 (Rt Factor) = 348 microinch Rt

*These conversions are approximate values for general information only and
apply only when checking a standard honed finish.

Definition

Parameter

R, Core roughness depth

Reduced peak height

" Reduced valley depth

R
M, Peak material ratio
M

Valley material ratio
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Sunnen honing units have been designed to handle most honing jobs
without alteration. However, as tolerances on the job become closer, it
becomes more essential that tooling comes closer to meeting the ideal
requirement of the bore. Alteration of the stone and guide shoe may be
necessary to provide a honing unit for the particular job. One or more of
three basic types of alteration to honing units may be required on some
applications: (1) for short open holes, (2) for blind holes, or (3) for alignment
of tandem bores. All of these alterations can be made quite easily and very
quickly in your own shop. For long production runs or repeat jobs it may be
advantageous to order altered stones or mandrels from the factory.

How to Alter Stone, Mandrel, and Guide Shoes
When alteration of the honing tool is necessary use the following procedure:

Conventional Abrasives—Aluminum Oxide (A) and Silicon Carbide

(J and C), cut through the abrasive with an old hacksaw blade and break off
the unwanted section with a pair of pliers. Avoid breathing dust. Wash dust
from hands to prevent skin irritation.

Superabrasives—Diamond (D) and CBN (N). Remove the unwanted
section by grinding on a bench grinder. Avoid breathing any mist or dust.
Wash dust from hands to prevent skin irritation.

Do not alter the metal stoneholder (except as described under blind hole
alterations). Use a file or bench grinder to shorten the mandrel guide shoes.
Avoid breathing any metal dust. Wash dust from hands to prevent skin
irritation.

Alteration for Short Open Holes
Completed Alteration for Short Open Holes

Stone [y —

Wedge Contacts

Alteration of
Honing Stone

Alteration of
Integral Guide Shoes

> Remove Guide
Shoes as shown

Remove Guide
Shoes as

shown \"' -
Alteration of
Replaceable Guide Shoes

“"+— Shoes as shown
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Technical Data

Alteration of Honing Units

Alterations for Short Open Holes—Always consider the possibility
of stacking parts with short bores so that they may be honed as one long
bore using standard honing units. Individual parts (if they have at least one
flat face) with bore lengths of 1/4 the diameter, or less, can also be honed by
holding the parts flat against the face plate of the KKN-100 Honing Fixture
(see page 8.1). For precision sizing of short open holes, THE STONE AND
GUIDE SHOE LENGTH SHOULD BE BETWEEN 2/3 AND 1-1/2 TIMES
THE BORE LENGTH to be honed. When alteration is necessary, both the
stone and guide shoes must be shortened by the same amount. Any
alteration of this type should shorten the stone and shoes equally from both
ends so that the honing area remaining is centered over the wedge contacts
on the stoneholder.

If greater accuracy is required than is obtained after the alteration, refer to
the “Honing Guide” in your Honing Machine Operating Instruction Manual.
Additional information can also be obtained by contacting the Customer
Service Dept. and requesting a copy of Data File 102, “Honing Short Bores.”

Alterations for Blind Holes—If at all possible, provide a relief
(undercut) at the closed end of the hole to permit the stone to overstroke the
honed surface. The relief can be cut to a depth that will actually blend in with
the bore when finish honed, but it should be as long as possible, preferably
1/3 the length of the stone.

Sunnen honing units in the K, J-K, AK, J-AK, BL, L, BAL, AL and P28 groups
can be utilized for honing bores that have one end closed. In honing blind
holes, it is necessary for the stone and guide shoes to extend flush with

the tip of the honing unit. If your application utilizes one of the P28 group of
honing units, install the blind hole wedge and R28 Honing Stones and move
end guide shoe flush with end of mandrel (see page 2.51). The remaining
mandrel groups have a tip which extends slightly beyond the front end of
the stone and guide shoes. For blind hole work this tip must be cut off, as
illustrated. Mandrels which have been altered in this manner can still be
used for honing open holes using a full length stone and guide shoes. P20
and D Honing Unit groups are not adaptable for honing blind holes. Blind
Hole Y mandrels are available on a special order basis.

Alteration for Blind Holes
2/3 Bore

Length

Alteration of
Integral Shoe Mandrel

In honing blind holes, the STONE AND GUIDE SHOE LENGTH SHOULD BE
BETWEEN 1/2 AND 2/3 THE BLIND HOLE LENGTH. This is necessary to
provide for proper stroking. When alteration of the stone and shoe length is
necessary, remove material only from the back end as shown.
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Technical Data

Alteration of Honing Units

To maintain stability of the stone in the mandrel, it is important that at least
50% of the stone be behind the forward wedge contact on the stoneholder.
Otherwise the stone could rock, causing bore inaccuracies as the work

is stroked over the honing unit. To avoid any chance for the stoneholder

to “rock” when honing extremely shallow or short blind holes, it may be
necessary to cut back the metal stoneholder (as well as the abrasive),
mandrel, shoes and wedge tip so that only 1,6 mm (1/16") extends beyond
the front wedge contact. Pressure from the wedge is then applied evenly to
the stoneholder.

Some improvement can be obtained in honing blind holes where no relief
is possible at the blind end by using a “HARD-TIP” stone. The front section
of the abrasive has a harder bond than the rest of the stone. This harder
abrasive reduces the excessive wear that the stone tip is exposed to when
no relief is present. Refer to the Available Stone Sections of this catalog for
information on hard-tip stones. Additional information can also be obtained
by contacting the Customer Service Dept. and requesting a copy of Data
File 103, “How to Hone Blind Holes.”

Alteration for Extremely Short Blind Holes

2/3 Bore
Note that at least half v Length
4 o i

of stone length is behind
front wedge contact

e — — ———

1.6mm (1/16") See text —-'I L—-

Tooling for Tandem Bores

Center-to-Center 1
Tandem Distance ™

If stone and guide shoe length
is equal to at least twice tandem
distance, alteration is not required.

In some tandem applications, it is necessary to alter the honing unit by
cutting away the area of stone and guide shoes that would become the
“hump.” Remove from the center of both the stone and guide shoes an
amount equal to the amount they are short of being twice the tandem
distance. For example, a part having a 69,9 mm (2°/,") tandem spacing
would require a 139,7 mm (5'/,") stone and guide shoes, but the honing
unit has a stone and guide length of only 114,3 mm (4'/,"). This honing
unit can be used by removing 25,4 mm (1") from the center of the
114,3 mm (4'/,") stone and guide shoe length. Multiple stone honing
units (P20 and P28) can sometimes be used by setting up the honing
unit to leave out the center stones and shoes.

Alterations for Tandem Holes—Sunnen honing units can be used
to size two or more “in-line” or tandem bores in perfect alignment. Stone
and guide shoes must be of the proper length so that the entire stone
surface will contact one or the other of the bores at some time during

the honing stroke. To keep the honing unit true during the operation, the
STONES AND GUIDE SHOE LENGTH MUST BE AT LEAST TWICE
THE CENTER-TO-CENTER TANDEM DISTANCE OF THE BORES (see
illustration). When the honing unit meets this requirement, alteration is not
required.

Be sure to reverse the part end for end on the honing unit so that
identical bore sizes are obtained. Never stroke either of the tandem
bores completely off the stone and guide shoes. Should the stone
and guide shoe length be less than twice the tandem distance, the
center area of the stone and guide shoes will not wear and a resulting
“hump” in the honing unit will bellmouth the inside ends of both bores
of the tandem.

Alteration for Tandem Bores

Center-to-Center | -
Tandem Distance

T |

If stone and guide
shoe length is less
than twice tandem
distance, alteration is

required (see text). P— Remove_"I
\ =
T

i — R

I-— Remove—-l

Additional information can also be obtained by contacting the Customer
Service Dept. and requesting a copy of Data File 106, “Honing Tandem
Bores.”
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Technical Data

Guide Shoes - Truing Sleeves - Wedges « Runout Correction « Shims

Guide Shoes-Integral Shoe Mandrels—Mandrels up to 19,0 mm
(.750") diameter are solid steel with integral guide shoes — except Keyway
(Y) Mandrels, which are solid steel with integral guide shoes up to 25,4 mm
(1") diameter. Soft shoe mandrels are recommended for all general honing
operations. For honing carbide, ceramic, glass, for extremely rough holes
and for some long production jobs, mandrels with hardened steel shoes are
recommended.

Where extremely fine finishes are required and 600 or 1200 grit stone

is used, solid bronze mandrels with integral shoes are recommended.
Occasionally, unusual specifications do not permit the use of sulfur-based
honing oil and it may be necessary to use bronze mandrels to reduce the
possibility of galling.

Also use a bronze mandrel when a material is very soft or subject to galling.

Production jobs in materials which are prone to galling are best honed by
using a bronze guide shoe in which a metal bonded diamond or Borazon
stone/stones have been inserted into a bronze guide shoe.

Guide Shoes-Replaceable Shoe Mandrels—The guide shoes
supplied as standard with replaceable shoe mandrels have been found to
be best for most honing applications. There are cases, however, where
“other than standard” guide shoes are more suitable.

When the work being honed is unusually rough or out of round, or has burrs
or wire edges, hardened steel guide shoes are usually more economical.
The hardened shoes are also more economical when CBN or diamond
honing stones are being used.

Important: Guide shoes of different materials should never be mixed on a
multi-stone length mandrel. When shoes are removed from a mandrel to be
used later, they should be reassembled in their original position.

Proper Use of Truing Sleeves—lt is essential that honing tools be
kept accurate and true, the same as any other precision tool. The stone and
guide shoes must remain parallel to each other and parallel with the axis of
the mandrel. It is also important that the stone and guide shoe be radiused
to the approximate diameter of the work to be honed. This is especially true
when the job being honed requires good surface finish or high accuracy, and
for smooth operation in bores containing keyways.

To true a conventional abrasive stone (A or J) and mandrel most quickly,
use a truing sleeve. Saturate the stone with honing oil. Hone the sleeve
manually as you would during a normal honing operation, but WITHOUT A
FLOW OF HONING OIL. Reverse the truing sleeve frequently.

To true superabrasive stones (D or N) true as you would a conventional
abrasive stone however, apply a small amount of abrasive grit to the stone
and guide shoe before honing. (Using the abrasive slurry found in the work
tray is acceptable.)

Because a honing unit must be trued closer to the diameter of the work,
excessively worn truing sleeves should be discarded.

www.sunnen.com

Wedges—Wedges are subject to wear, and to assure optimum accuracy
they should be replaced when they begin to show wear.

Wedges supplied with all permanent type mandrels (replaceable guide
shoes) have long life but should be inspected regularly and replaced if
showing any wear. This is especially important in the AK20, BAL20, AL20,
and Y32 honing unit groups.

Wedge Plates—High and low wedge plates are supplied with Keyway
(Y) Mandrels of 34,7 mm (1.365") size and larger, to provide complete
coverage of the mandrel diameter range even when guide shoes and stones
are worn. Use the low wedge plate (e.g., Y56L-W) unless the stone cannot
be expanded far enough to reach the diameter to be honed (within the
range of the honing unit). Use the high wedge plate (e.g., Y56H-W) when
necessary to reach the diameter to be honed.

Inserting Mandrel—Do not overtighten
set screw in spindle nose or adapter.

Honing Unit Runout Correction—In some cases, due to the weight
or shape of the workpiece, the spindle speed, or the requirement of high
accuracy, it is desirable to reduce or eliminate eccentric runout of the honing
unit.

Since 1950, Sunnen Honing Machines have had an adjustable spindle
chuck for runout compensation. Older type machines use an eccentric
spindle sleeve — when runout seems excessive, rotate the sleeve one-half
turn. In addition, on P28 type honing units, mandrel shims can be inserted

under the guide shoes to help reduce runout (see MANDREL SHIMS below).

Mandrel Shims—are furnished with all P28 honing units. They are
inserted between the mandrel body and guide shoes when necessary to
reach the maximum diameter, especially when the guide shoes are worn.
They can also be used to help compensate for mandrel runout.
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Technical Data

Honing Performance Information

“How long should it take to hone my part?”

... is one of the most important questions asked by honing machine
operators when starting a job. Many operators do not have the luxury of
having the number of parts needed to determine the best set up or would
like to know if they should be doing better. A good method of estimating
cycle time is also necessary when bidding on “new”

honing jobs.

Several methods have been developed to assist Sunnen Honing
Machine operators in estimating honing times when parts are
honed by one of the three following Sunnen systems:

1) SH Series Power Stroked Machines
2) “Hand-Powered” Portable Hones
3) Horizontal Tube Hone with H70 Stone Sets

SH Series Power Stroked Machines

This method of estimating cycle times is most accurate when honing low-
alloy steel (hard or soft) using a 220 grit CBN/Borazon stone with Sunnen
Industrial Honing Oil.

Honing Time Equation: Finish diameter x part length x stock removal x
honing time factor = seconds required to hone.

Workpiece Honing
Diameter Time

Workpiece Honing
Diameter Time

mm Factor ] Factor

Example: 1" Diameter, 2" Length, .005" Stock Removal: 1 x 2 x .005 x
1725 = 18 seconds, assuming low-alloy steel, soft or hard, honed with
Superabrasive roughing stone, such as K20-NM55 with MAN-863
Honing Oil.

Cycle times will be 2-5 times longer with 1800 series machines.

“Hand-Powered” Portable Hones

This method of estimating honing times is based on using G25,
M27, N37, W47, or similar Sunnen stone with Sunnen Industrial
Honing Oil.*

Honing Time Equation:

Millimeters:
Length x Diameter x Required Stock Removal
x 0.00076 = Honing Time in Minutes.

Example: 1220 mm x 101,6 mm x ,254 mm
x 0.00076 = 24 Minutes Honing Time.

Inches:
Length x Diameter x Required Stock Removal
x 12.5 = Honing Time in Minutes.

Example: 48" x 4" x .010" x 12.5 = 24 Minutes Honing Time.

*This equation should not be used to estimate “floor-to-floor” time if
the operator manually strokes the hone as it does not include rest
breaks or stops required to feed up stones. It is most accurate in
estimating “floor-to-floor” times when using a remote feed honing
unit and a power drive source.

HTB Horizontal Tube Honing with H70 Stone Sets

This method of estimating cycle time is most accurate when considering
soft low-alloy steel using a roughing aluminum oxide stone (H70-A45) with
Sunnen Industrial Honing Oil.

Honing Time Equation:

Millimeters:

Length x Diameter x Required Stock Removal
x 0.0003 = Honing Time in Minutes.

Example: 1200 mm x 100 mm x 0,28 mm
x 0.0003 = 10 Minutes Honing Time.

Inches:
Length x Diameter x Required Stock Removal
x 5 = Honing Time in Minutes.

Example: 48" x 4" x .010" x 5 = 10 Minutes Honing Time.

H70 Stone Life

Another important factor essential for efficient honing is being able

to estimate the number of workpieces that can be produced with a

set of stones. This number is important when figuring the cost of
honing a part and from the point of insuring that enough stones are
available to complete the job. This formula is based on honing
workpieces using H70 roughing Aluminum Oxide stone sets (H70-A45).

Millimeters:
(Final Diameter? - Starting Diameter?) x Length x 0,0000018 = Sets of
Stones

Example: (101,6 mm? - 101,3 mm?) x 1220,0 mm x 0.0000018 = ,11 Sets of
Stones
1,0 set of stone +,11 = 9 Parts Per Stone Set

Inch:
(Final Diameter? - Starting Diameter?) x Length x .03 =
Sets of Stones

Example: (4.0" - 3.990™) x 48" x .03 = .11 Sets of Stones
1.0 set of stone + .11 = 9 Parts Per Stone Set
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Adapter -A part used with certain mandrels to adapt them to fit the spindle
chuck on the honing machine.

Alignment Bushing - A concentric bushing used to minimize conical
and parallel runout on machines with fully adjustable spindle noses.

Altered Stone - A standard honing stone, which has been shortened or
otherwise changed for a specific application.

Aluminum Oxide - A man-made abrasive most often used in honing soft
and medium hard steel. Designated by the letter “A” in the Sunnen stone
code. Example: K12-A57.

FrrrIrrr

Barrel Shape - A condition where the extreme ends
of a bore are smaller in diameter than the middle.

=

Blind Hole - A bore that is constricted or closed at one end.

== - &

Bond - The material that holds the abrasive grains together in a honing
stone. Conventional Abrasives use fused clay or glass and are know as
Vitrified bonded stones. Superabrasive stones use a metal bond, resinoid
bond, or a vitrified bond.

Bellmouth - A condition where the extreme end or
ends of a bore are larger in diameter than the middle.

CBN - A man-made abrasive (cubic boron nitride) especially useful for hon
ing the tough alloy steels and other abrasive resistant materials. Designated by
the letter “N”in the Sunnen stone code. Example: P28-NM55.

Cork Bond - A bonding material composed of powdered cork and
phenolic resin. Cork bonded honing stones are used where extremely fine
surface finished is required. (Best results are achieved when used with
bronze guide shoes.)

Deburring - A honing process used to remove burrs, sharp edges or
similar materials from rough bores.

Diamond - A very hard abrasive grain, which is essential to the honing
of carbide, glass and ceramic materials. Designated by the letter “D” in
the Sunnen stone code. Example: K8-DV57

Diamond Dresser - A diamond abrasive used to dress honing stones
other than Borazon or diamond.

Fixturing - a method used to hold the workpiece while honing.
Suggestions on different fixturing methods can be found in Data Files #107,
108, and 109.

Glazed Stone - A stone with cutting action impaired because the abrasive
particles failed to break out of the bond when the cutting edges wore off.
This condition shows up when the bond is too hard.

Guide Shoes - A part of the honing unit that stabilizes the bore being
honed on the tool.

Hardness - As applied to a honing stone, describes the strength of the
bond that holds the abrasive grains longer; a soft bond will permit the stone
to “break down” faster, exposing new sharp abrasive grains.

Hard-Tip Stone - A honing stone having a tip or end of harder abrasive than
the body of the stone. Used for honing blind holes where relief cannot be
provided.

Hard-Tip Stones - Used primarily for blind hole applications, the tip of the
stone is engineered to be more wear-resistent than rest of the stone.

www.sunnen.com
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Glossary of Terms

Honing - An abrasive machining process primarily used for stock
removal, precision sizing, and surfaces. It is characterized by the use of a
self-sharpening abrasive stone, a relatively large area of contact with the
work, and relatively low cutting speeds.

Honing Length - The actual length of the surface being honed.

Honing Stone - An abrasive stick consisting of thousands of small
abrasive grains bonded together.

Honing Unit - A complete honing tool consisting of an adapter (if
required), a mandrel and wedge, stone(s), guide shoes, truing sleeve, and
stone retainer or tension block.

Loaded Stone - A honing stone with cutting action impaired due to the
cutting surface being partially covered with a foreign material, usually the
material being honed. This condition is sometimes encountered when
honing soft materials.

Mandrel - That part of a honing unit which holds and positions the honing
stone and guide shoes in their correct relative positions.

Metal Bond - A powdered metal bond often used with diamond or
Borazon abrasives. Designated by the letter “M” in the Sunnen stone code.
Example: P28-NM55.

Overstroke - The distance that the workpiece is stroked beyond the end
of the stone. This distance is generally one-third the length of the stone (or
of the part, whichever is the shortest).

Rainbow (or bow) - Sometimes called camber or banana shape. A
condition where a bore’s diameter may be the same over its full length
but whose axis or center-line is curved. Correction

of rainbow by honing requires a mandrel in which ;L.;L;.r'_r_z_(_;
the stone and guide show length is at least 1-1/2 y 77 777 7T
times the length of the bore.

Relief - An enlargement of diameter at the bottom of a blind hole which
makes it possible for the end of the honing stone to pass beyond the
bottom end of the surface being hones.

Runout - Off-center rotation of the honing unit which causes eccentric
motion of the workpiece.

Silicon Carbide - A man-made abrasive most often used for stock
removal in materials such as cast iron, brass, bronze or aluminum. Also
used for fine finishes in all materials. Designated by the letter “J” in the
Sunnen stone code. Example: K12-J47.

Stacking - A technique for honing short parts. ol A A RN
Faces of the parts must be square with the bore ]
prior to honing. A holding fixture is necessary for

aligning and holding the parts on a common center.

Taper - A bore condition where the diameter of a
bore gradually increases from one end of the bore
to the other.

Truing Sleeve - A cylinder or workpiece whose purpose is to make the
guide shoes and stone straight and parallel to each other, and radiused to
the approximate diameter to be honed.

Waviness - A longitudinal wave, series of waves
or ripple in a bore surface.

:EEEiFF?x
Wedge - The part of the honing unit that expands the honing stone and
applies cutting pressure.
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Hardness Conversion Table

Rockwell Hardness Number Rockwell Superficial Hardness Number

Srinell ] (o3 15-N 15-T 30-T 45-T tensile

10-mm Diamond 1.588-mm Diamond Diamond 3.175-mm 1.588-mm Superficial | Superficial | Superficial 1.588-mm 1.588-mm 1.588-mm

Std. Ball Penetrator 1/16" Ball Penetrator Penetrator 1/8" Ball 1/16" Ball Diamond Diamond Diamond 1/16" Ball 1/16" Ball 1/16" Ball
3000-kgf 60-kgf 100-kgf 150-kgf 100-kgf 100-kgf 60-kgf Penetrator Penetrator Penetrator 15-kgf 30-kgf 45-kgf
load load load load load load load 30-kgf load 30kgfload | 45kgfload load load load
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Phone +7 4952584343

Fax +7 495 258 9175

Email sunnen@sunnen-russia.ru
www.sunnen.ru

Switzerland — Sunnen AG

Phone +41 71649 33 33

Email sales@sunnen.eu
WWW.sunnen.eu

UK - Sunnen Products Ltd.
Phone +44 14423939 39
Fax +44 1442391212
Email hemel@sunnen.co.uk
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