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Dihart® tool selection & KOMET

Step 1: Diameter and Tolerance Selection — Using your applications bore diameter and tolerance,
select an IT class from charts below.

Numerical values for tolerance grades in 0.001 mm

IT tolerance class

Nominal dimension range 1T 1 T2 T3 T4 ITs ITe | 117 T8 IT9 1o

1-3mm 08 12 2 3 14 25 40
S3-6mm 1 e < 4 18 30 48
610 mm 1 1.5 25 4 2 36 58
> 10-18mm 12 2 3 3 27 43 70
>18-30mm 15 25 4 6 3 52 84
1530=50 mm| 45 245 % 7 39 62 100
550 -80mm 2 3 5 8 46 74 120
e “  om w
> 120~ 180 mm 35 5 8 12 63 100 160
> 180-250 mm 45 7 10 14 72 115 185
> 250315 mm 6 8 12 16 81 130 210

« Example 1: If your application is @ 32.5 mm with a total tolerance of 0.020 mm, this will be an IT 6 class.
e Example 2: If your application is @ 110 mm with a total tolerance of 0.035 mm, this will be an IT 7 class.

Numerical values for tolerance grades in inch

IT tolerance class

Nominal dimension range  IT 1 T2 T3 IT4 ITS IT7 T8 T9 m10

0.039-0.118 0.00003 0.00005 0.00008 0.00012 0.00016 00024 0.0§039 000055 0.00098 0.00158
>0.118-0.236 000004 000006 0.00010 000016 0.00020 0.06032 0.08047 0.00071 000118 000189
>0.236-0394 0.00004 0.00006 0.00010 0.00016 000024 0.0(035 0.04050 0.00087 000142 0.00228
50394-0709 000005 0.00008 000012 000020 0.00032 0.0(043 0.04071 000106 000169 0.00276

> 0.700-1.181 0. 0.00010 0.00016 0.00024 0.00035 1 008083 0.00130 0.00205 0.00331
2 LEL 002800 00040 8 000154 0.00244 0.00394

> 1.968-3.150 0.00008 0.0012 0.00020 000032 0.00051 0.00075 00§18 000181 000291 0.00472

DO rOB0 i) SO0 09 90005600008 ] 0.00138] 0.00213 0.00343 0.00551
> 47247087 0.00014 0.00020 0.00032 0.00047 0.00071 0.00098 0.00158 0.00248 0.003%4 0.00630
> 7.087-9.84 000018 0.00028 0.00039 0.00055 0.00079 000114 000181 0.00284 000453 000728
> 9.842 - 12402 0.00024 0.00032 0.00047 0.00063 0.00091 0.00126 0.00205 0.00319 0.00512 0.00827

« Example 1: If your application is @ 1.357 inch with a total tolerance of 0.0008 inch, this will be an IT 6 class.
« Example 2: If your application is @ 4.250 inch with a total tolerance of 0.0015 inch, this will be an IT 7 class.
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Dihart® tool selection

Step 2: Tool Selection ~ Based on diametar and tolorance requred, choase recomenended tool series,

+ Example 1: Diametar 20 H7 1o be machined mecommends Reamax® TS System .stmfw'.
* Example 2: Dismatet 1.7500" a 0.0010" cmwumwmwnw '

HHIIE
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Dihart® tool selection & KOMET

Step 3: Tool Recommendation — According to the type of bore and material to be machined, you will be guided to the
appropriate tool. The best cutting geometry (ASG) can be seen in the table *Tool recommendation" in each section.

Example:

Material:
non-alloy steel 1010 f‘DlHART Reamax® TS Example
Bore type: Through bore

Tool Recommendation

Tool recommendation:
DST cutting material
Order No.: 75J.93

Cutting geometry: ASG09

Recommended cutting data:
Cutting speed:
V¢ = 330 — 660 ft/min (100 — 200 m/min)
Feed for 0.7874 inch (@ 20.000 mm)
f, = 0.004 — 0.008 in/tooth

(0.10 = 0.21 mm/tooth)

DIHART® Cutting Data
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Dihart® Program overview Chart

Adapters
DAH® Compensating Holder

HSK adapter DIN 69893 A
»78

ABS® adapter
»78

»79

taper shank JIS B 6339 AD/B
»79

CAT/ MS taper
» 20

DPS Floating Holder
VDI connection DIN 69830
»88

DAH® Hydraullc chuck
For cyiindrical shank tooling
» 86 » 85

DAH® Adapter
For ABS® connection tooling
» 86

DAH® Cylindrical Shank Bushing
For cylindrical shank tooling
» 87

DAH® 50 HS Compensating Holder
HSK adapter DIN 69893 A Reducer sleeve
» 31 » 85

» a1

» 81

» 21

=R

]
. ”'”

Reaming Tools

& oyindrical connsction

# DAH® connection

Reamax® TS
@ 0.7087 -2.5501 inch (@ 18.000 - 65.000 mm)

2 0.7087 - 16535 inch (2 18.000 - 41.999 mm)

21,6535 ~2.5591 inch (@ 42.000 - 65.000 mm)

2 1.2780 - 2.5591 inch {2 35.000 - 65.000 mm)

Reamax®
2 0.4724 - 1.5748 inch (2 12.000 - 40.000 mm)

M @ _ Solid & Expandabl

& KOMET

Page
»17

»18

»19

»19

»27

2 0.2205 - 1.5980 inch (2 5.600 - 40.599 mm) - expandable »34-37

@ 0.2205 - 1.5980 inch (@ 5.600 - 40.599 mm) — solid

Solid Carbide Reamer
@ 0.0551 -0.5000inch (2 1.400 - 12.700 mm)

Cutting Ring
2 0.2858 - 3.9605 inch (@ 60.600 - 100.599 mm)

@ 0.2858 - 4.3543 inch (2 60.600 ~ 110.599 mim)

2 0.2858 - 4.3543 inch (@ 60.600 - 110.599 mm)

PCD Reamer
2 0.1575 -0.7913 inch (@ 4.000 - 20.100 mm)

& PES* correcticn
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»50-51

»57-58

»59

»60
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Dihart® Reamer Geometry / ASG KOMEr
Standard ASG’s




: . & KOMET "
Function Areas of the Cutting Edges

Minor cutting edge

- ‘uﬁ”mg face

Relief surface on the
minor cutting edge

/ Circular land

Primary clearance on the
major cutting edge

Major cutting edge

.-""\‘

Secondary clearance

|



: & KOMET
Different Types of Tool Wear

Flank wear Pitting of chip surface

Reduce cutting speed or use a cutting Reduce cutting speed or use a more
material or coating with higher abrasion positive rake angle

resistance %

Notch wear Build-up on chip surface

Reduce cutting speed or use a cutting Increase cutting speed and use a positive
material or coating with higher abrasion geometry

resistance

e
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Different Types of Tool Wear

Major breakage
Reduce feed rate and stock allowance

Use carbide with coating instead of cermet for

interrupted bores

Fatigue wear
Reduce feed rate, increase stability of the

reamer

=t
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& KOMET

Edge wear
Increase cutting speed or use a more positive
rake angle

e

Hairline cracks
Use enough coolant and inner coolant supply,

reduce cutting speed

e



& KOMET
Influence of Wear

New tooth Minor wear Max. wear

Changes in the shape of the cutting edge because of wear

f.
Cut profile
a \ \ S/ Sporadic cutting

Surface roughness

T e e
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& KOMET’
Examples of Tool Wear
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& KOMET
Examples of Tool Wear
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& KOMET'
Examples of Tool Wear
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& KOMET

Example of Tool Wear

Washout of tool body through -
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DIHART® Measuring

i KOME]"

Unequal angular position!
Only two cutting edges are 180° in opposite line,

BT How to measure a

1o be done at the front of the cutting edge.

gt s e Dihart® reamer!

180°

Mark of measuring teeth
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Manufacturing Tolerance of DIHART*® Reamers

Manufacturing tolerance of expandable reamers

The diameter of an expandable reamer Is ground to the middle of the bore tolerance T.
The expansion feature of these toolks allows for compensation of wear.

max. bore diameter

max. reamer diameter

i

min. reamer diameter

"% 0|, 0

min. bore diameter

T = Tolerance fleld of bore
D = Manufacturing tolerance of reamer

Manufacturing tolerance of solid reamers

The manufacturing tolerance fleld D of the solid reamers fs In the upper third of the bore
tolerance T.

max. bore diameter

max. reamer diameter

min. reamer diameter

:67

min. bore diameter

T = Tolerance fleld of bore
D = Manufacturing tolerance of reamer
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Dihart® Reamer Coating / Substrates

2 Hm

:

g

£

3 osT
TIN
DBG-N

2

3
DBF
DBC

HM 15 a fine-grained carbide, which features high abrasion resistance and achleves good results In standard
materiak.
It Is very sultable for coating, and therefore mainly used also as cutting materlal for coated reamers.

DST Is 2 high-performance cutting material, and very sultable for high-speed reaming. DST Is ideal for 7
machining non-alloyed or low alloyed steels up 10 1200 N/mm? tensile strength. DST Is also excellent for
reaming nodular tron.

TIN Is an Jll purpose coating material. it has a very smeoth surface and has very littie affinity to many
materiak. This avoids structure deformation which gives excellent surface-finish resuits when reaming, and
with considerably higher cutting data than with non coated carbide reamers.

DBG-N Is a coating which offers 3 very high grade of hardness. The coating also has a very high oxidation
resktance, This makes 1t 2 particularly high-performance coating that is very sultable for high cutting
speeds, and ako for use with mist coclant machining.

DiC Is 3 combination of the high-performance cutting material DST and the high-performance coating
DEG-N. With this combination a very high tool life with extremely high cutting data can be reached.

DEF Is 2 coating that exhibits a very high level of hardness and 2 high resistance 10 oxidation, This makes
the coating sultable for cast Iron machining. A very smooth layer means that stainless materials can also be
successfully machined.

DBC Is 3 coating with 2 very high level of hardness and an extremely smooth surface. it is sultable for
machining zluminum and copper alloys.

Additlonal high-tech coatings are avallable for special applicatiors.
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Dihart® performance Data
Cuttina Data's

Guldeline for reaming
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Cutting speed v¢ ft/min {m/min)
Reamers short /3xD Reamers long / 5xD
L e - = i
£ 2 E ; 2 ¥ g 2 |IE g 2
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fiess) (51304 (B0-220) (EO-220) fo15) (50100 (B0-150) {EO-150}
134) 10035 120425 130425 194 10035 120330 132330
10 G0 Ue130) WO} B13 GO0 [40-100) {0100
25 4558 L5%) G530 L5980 B 29150 3950 9050
B18) (13030 (00300030 818 (12013 (120-183 (120-1ECH120-1 60
055 [N BEN 20 2090 A [OSS 2SN D0 BISB
B8 (10025 (103250 0100-250100-2500 B8 (100163 (103160 010-160)[100-1 684
%5 K650 2050 IS HNSW %90 Ko4n 490 290480 260430
#15) @30 [EG-190) (EO-190) HO-160) B15) 50 (E0-190) [BO-150) BO-150)
134 100155 1653 165330 134) 0485 185330 185230 16530
B2 BOEY (50100 (50103} B3 GOS0 (50100 {56100 BO-10H
134) 100230 13425 191425 194 100330 120435 1945 13425
(2] BOTE) UO-120) {13 B3 GO 40-13)) (48120} HO13)
12900 33H050 250660 12100 1065 2H0&)
(030} (100-20 (E-150
e 165480 1785 155390
1620 (50450 o 120
12100 65980 3601060 12100
o2 50300 (110-330) (1030
12100 480930 3601 B0 12100
o3} 51D 1055)) (1830
%5 ADH30 36D TS
By ASI0CH 1649 B2
1315 B
a-60) (-6
101165 101165
@50 255

0.001-0.003

stralght fluted
ASGO7, ASGO106, ASGO3, ASG11, ASG1101

<@04T2 B0472- Osﬂﬂ‘;ﬂi 1968 > @ 1.968

=@12)

min-max:
0.002-0.004 0.003-0.006
0.050.10)  {0.07-0.15)

0.002-0.004 0.003-0.006
0.050.10)  {0.07-0.15)

0.0020.004 0.003-0.008
0.050.1€)  (0.07-0.15)

0.001-0.003
(0.040,08)

0.001-0.003
(0.04.0.07)

C(@12-25)

min-max

0.002-0.005
{0.06-0.12)

0.002-0.004
{0.05-0.11)

0.002-0,004
{0.050.11)
0.001-0.003
(0.040.08)
0.001-0.003
(0.04-0.08)
0.001-0.003
(0.04-0.08)
0.0020.005
{0.060.13)
0.002-0.005
{0.06-0.12)
0.002-0.005
{0.060.13)
0.002-0.005
10.060.13)
0.002-0,065
0.06-0.12)
0.002-0.005
{0.06-0.12)
0.002-0.005
(0.060.12)
0.002-0.005
10.050.12)
0.002-0.005
(0.050.12)
0.002-0.005
{0.050.12)
0.002-0,005
(0.050.12)
0.002-0.005
(0.050.12)
00010003
(0.04-0.0%)

0.003-0.007
(0.07-0.17)
0.002-0.005
(0.06-0.12)
0.002-0.005
{0.05-0.12)
0.002-0.005
(0.06-0.12)
0.003-0.008
{0.08-0.20)
0.003-0.007
{0.08-0.18)
0.003-0.008
(0.08-0.20)
0.003-0.008
(0.08-0.20)
0.003-0.007
{0.08-0.18)
0.003-0.007
{0.08-0.18)
0.003-0.007
(0.08-0.18)
0.003-0.007
(0.07-0.18)
0.003-0.007
{0.07-0.18)
0.003-0.007
(0.07-0.18)
0.003-0.007
{0.07-0.18)
0.003-0.007
{0.07-0.18)
0.002-0.005
{0.06-0.12)
0,002-0.005

(0.040.08) (0.06-0.12)

25-50)
min-ma
0.003-0007
0.090.20)

0.003-0.007
0.090.20)

0.0030007
©.09:0.20)

0.002-0006
©.07-0.18)

0.002-0005
©.060.14)

0.004-0009
0.100.24)
0.003-0006
©0.07-016)
0.003-0006
10.07-0.16)
0.003-0005
{0.07-0.16)
0.004-0010
0.110.26)
0.004-0.009
0.11024)
0.004-0010
©.110.26)
0.004-0010
©.110.26)
0.0040009
10.11-0.24)
0.004-0,009
0.11024)
0.004-0009
©.115.28)
0.003-0000
0.09-0.24)
00030008
©.09024)
0.003-0009
0.09:024)
0.0030009
©.09-024)
0.003-0009
©.090.24)
0.003-0006
0.07-0.16)
0.0030006
0.07016)

Feed fz Inftooth (mm/tooth)

(> @50)
min-max

0.004-0.010
{0.10-0.25)

0.004-0.010
(0.10-0.25)

0.004-0.010
(0.10-0.25)

0.003-0.008
(0.08-0.20)

0.003-0.007
(0.07-0.18)

0.004-0.012
{0.11-0.30)
0.003-0.008
(0.08-0.20)
0.003-0.008
(0.08-0.20)
0.003-0.008
(0.08-0.20)
0.005-0.013
{0.12-0.33)
0.005-0.012
{0.12-0.30)
0.005-0.013
0.12-0.33)
0.005-0.013
(0.12-0.33)
0.005-0.012
{0.12-0.30)
0.005-0.012
{0.12-0.30)
0.005-0.012
(0.12-0.30)
0.004-0.012
(0.10-0.30)
0.004-0.012
(0.10-0.30)
0.004-0.012
{0.10-0.30)
0.004-0.012
(0.10-0.30)
0.004-0.012
{0.10-0.30)
0.003-0.008
{0.08-0.20)
0.003-0.008
(0.08-0.20)

stralght fluted
ASGO9, ASG0O9B, ASG1402

<@0472 @0412- OMH&”‘ -1968 >@ 1.968

(<@12) (@12-25)
min-max minmax

0.003-0.005 0.004-0.008
(0.07-0.14)  (0.10:021)

0.003-0.005 0.004-0.008

(0.07-014) (0.10-:021)

0.003-0.005 0.004-0.008
{0.07-0.14}  (0.18-0.21)

0.002-0.004 0.003-0.007
{0.06-0.11) (0.08-0.17)
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25-50) (@50
minmax:
0.005-0.009
0.12-024)

min-max

0.005-0.012
{0.13-0.30)

0.005-0.009 0.005-0.012
0.12-024) {0.13-0.30)

0.005-0.009 0.005-0.012
0.12-024; (0.13-0.30)

0.003-0.007 0.004-0.009
{0.09-0.19) {0.10-0.24)

& KOMET

left hand spiraled

ASGD501

@0.189 - 0,500
@48-12.7)
min-max
0.0030.005
{0.070.14)

0.0030.005
{0.070.14)

0.0030.005
{0.07-0.14}

0.0020.004
{0.060.11)

0.002-0.005
{0.060.12)
0.002-0.005
{0.060.12)
0.002-0.005
0.060.12)
0.003:0.008
{0.08:0.20)
0.0030,007
(0.080.18)
0.0030,008
(0.08-0.20)
0.0030.008
(0.08:0.20)
0.003-0.007
{0.080.18)
00030007
(0.080.18)
0.003:0,007
(0.080.18)
0.0030.007
(0.070.18)
0.0030.007
(0.070.18)
0.003:0.007
(0.070.18)
0.0030,007
(0.070.18)
0.003:0,007
(0.070.18)




DIHART Reamax® TS

Modular Reaming System

Unlimited flexibility and cost-effectiveness

DIHART Reamax® TS s a uniform damping system
with a standardized separation point for all DIHART®
reaming heads, offering fiexibility and cost-
effectiveness thanks to fast and high-predsion tool
changing.

DIHART Reamax® TS guarantees a maximum of
system modularity thanks to a versatile and dearly
structured range of reaming heads which can handle
all commonly encountered diameter ranges and
machining requirements. Tool costs and logistical
expenditure are thereby reduced to a minimum.

Application:

All current materiais

Through holes and biind bores

Small bere tolerances

Upto5 =D

High speed — up to 985 ft/min (300 nvmin}
- Feed - up t0 0.094 Invrev {2.4 mnvrev)

A connection for maximum production rellabifity

This high-precision connection guarantees safer transfer
of the torque which occurs during reaming and the
concentricity required for precston machining.

DIHART Reamax® TS Is designed for high speed
machining.

JIn

”
Y L
i

BENERATS for you:

[l High-precision ground for guaranteed quality

W Modular tool system for the highest flexibility

B Compensation for wear through simple
readjustment

M integrated concentricity adjustment for short
lengths

W Can be adjusted for extremely small hole

Multi-flute tools

Adjustable for small tolerances

To compersate for wear and to meet tolerances as small
as174, all DIHART Reamax® TS multi-flute tools are
adjustable. Maximum repeatable accuracy Is achleved
without pre-setting, l.e.

- Longer toot ife

- Maximum performance

- Extremely tight bore tolerances

- Less machine down time

with Internal coolant system

The coolant Is supplied through the tool with radial or
central outlet.
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DIHART Reamax® TS

Assembly instructions

Pull stud inciuded
waith the holder

@20

Clean taper/face contact thoroughly (grease free).
Screw pull stud (s} Into reaming head and tighten with
open-end wrench (&).

Open damping |aws 2 with key (3.
Irsert reaming head ).

Dia. Starting
Close damping jaws 2 - 75;'_‘9;757 m?
with key (3), noting (18.000- 19999 (1.5 Nm)
recommended torque. 0.788 - 0.866 22 in-ls

When Inserting the reaming (23-229-?6239) %5".':
- 23 ." -1 n-
head (1) this Is drawn into (22.000.26909 (4 Nm)
Its final position by closing 1.063-1377 44 n-bs
the clamping Jaws (2. {27.000-34.999)  (5Nm)
1.378- 1653 53 n-los
{35.000 - 41.999) (6 Nm)
1.654-2047  EBBinbs
€2000-5199%)  (10Nm)
1.0438- 2559 111 in-lbs
{52.000 - £5.000) {13 Nm)

When removing the reaming head (1) this & pressed out of
Its position by the damping Jaws 2) which allows It to be

easlly removed from the holder: open the damping jaws 2

with the key (3, remove the reaming head (1.

Adjusting to compensate for wear

The smallest bore tolerances of up to IT4 ¢an be achieved
by readjusting with the hexagonal key ).
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Dihart® Reamax® TS
Replaceable reaming Head — adjustable

- Dia. range from @0.7087” — ¢2.5591” (18.000 — 65.000)
- Cutting material / coatings :
Carbide, Cermet/ TiN, DBG-N, DJC, DBF, DBC
- One version for blind hole and through hole coolant
- Straight fluted

- Preferred dia. on stock in Germany
see on page 92/93

& KOMET
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Dihart® Reamax® TS & KOMET
Arbor program

- Metric cylindrical shank
short & long
@0.7087 — @2.5591 (18.000 — 65.000)

- Metric cylindrical shank with DAH® Zero
short & long
@0.7087 — @1.6535 (18.000 — 41.999)

- DAH®81 flange
short & long
?1.6535 — @2.5591 (42.000 — 65.000)

- ABS adaption
?1.3780 — #2.5591 (35.000 — 65.000)




Dihart® Reamax® TS & KOMET

Reamax® TS
Cutting material / coating Order No. QOrder No.
HM 75).21 75H.21
TN 750 75H.71
DBG-N 75).37 75H.37
DST 75193 75H93
DIC 75167 75H.67
DBF 75147 75HA47
DBC 75).17 75H.17
{..J=mm
Dimensions
min. dizmeter
for
face machining
2D @x a 1z No. of @
i < ~ teeth
0.703-0.787 (18000 - 19.999) @D0-0157 (@D-4.0) 0236 (6.0) 0.767 Z0) 3 0.07
0.788 - 0866 (20.000 - 21.999) @D-0157 (D -40} 0236 (6.0 0.787 {20 6 007
0.867-1.062 {22.000 - 26.999) @D-0.165 (@D-43) 0236 (6.00 0.787 {20 3 0.09
1.063 - 1.251 (27.000-31.799) @L-0213 (2D-54; 0236 (6.0) 0.984 (25) 6 0.09
1.252 - 1377 (31,800 - 34.999) @D-023% (@D-6.0 0.236 (6.00 0.984 {25) g 0
1.378 - 1.653 {35.000 - 21.999) @D-0272 (zD-69) 0236 (6.0) 0.984 (25 8 0.29-033
1.654-7.047 (42.000-51.999) @D-029% (@D-7.5) 0236 (6.00 1.181 {300 8 0.44-0.55
2.048 - 2.559° {52 000 - 65.000) @L-0346 (2D-838) 0315 (8.0) 1.378 (35) 10 077093
Preferred range avallable from stock (— price list).
Order example:
Order No. Bore damatar Hore tolerance Material or ASG
75193 @ 0.708{2 18 mm) HE $137 ar ASGO9
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DIHART Reamax *® B KOMET'

The new dimension In high performance reaming Reaming tools

More performance. More flexibility. The modular reaming tool consists of a tool holder
DIHART's high-speed reaming tools Reamax*® provide with oylindrical shaft and the Reamax® -replaceable
maximum cutting capadty through muitiple cutting edges Insert. A high precision short taper ensures the

and offers all the advantages of replaceable cutting Inserts connection between the replacaable insert and the
In one system. coliet. Precise repeatabiiity of the diameters and an

Maximum efficiency and complete process rellability Immediate continuation of machining with a new
Low vibrations during maximum cutting speed Insert are guaranteed.
No re-setting when biades are replaced

Maximum fiexibility for combining cutting materials and

coatings along with diameters and geometry of the replaceable

inserts are avallable and can be chosen for each spectiic

application

Made to measure, avalable within the shoriest time

Precise repeatability

Maximum replacement accuracy

Designed espedally for inner coolant supply and minimal

lubrication
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DIHART Reamax *

Assembly instructions

Clean taperface contact thoroughly (grease free).
Apply light grease on tle bar thread (3).

Locate tle bar (s) on Insert and holder.
Important note: for nominal size 3, 4 and 5, fit with
marking on tle bar and Irsert allgned.

Draw In tie bar with the clamping nut. Before tightening,
turn Insert and tle bar clockwise untll It 5tops.

Tighten the damplng nut as far as possible using the
torgue key to the specified starting torque M.

Dia Range Staring torque M
0.472 -0.629 (12.000 - 15.939) 35- 44 inbs {4-5 Nm)
0630 -0.866 (16.000 - 21.939) 53 - 62 inbs {6-7 Nm}
0.867-1023 (22.000-25.939) 88 -106 n-los (10-12 Nm}
1.024-1259 (26000 -32.000)  159-177 inbs {18-20 Ner)
1.260-1.575 (32.001 - £0.000) 230 - 248 ir-bs {26-28 Nm)

Removing the replaceable Insert:
Loosen the clamping screw.
Pull tle bar from holder and Insert.

Locate operating key (3 In Insert and loosen insert by
turning.
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Dihart® Reamax® & KOMET
Replaceable reaming Head - solid 2

- Dia. range from 20.4724 — 1.5748 (12.000 — 40.000)
- Cutting material / coatings :
Carbide, Cermet/ TiN, DBG-N, DJC
- One version for blind hole and through hole coolant
- Straight fluted
- Left hand spiraled on request — must be quoted

- Preferred dia. on stock in Germany
see on page 92/93




Dihart® Reamax® & KOMET

Arbor style p.

- Cylindrical shank metric
@0.4724 — $1.5748 (12.000 — 40.000)




Dihart® Reamax® & KOMET

Reamax* 2

Cutting materizl / coating Order No. j
HM 64021 -
TiN 640.71
DBG-N 64037
DST 640.93
DIC 640.67
{J=mm
Dimensions
min. damater *
{or
face machining
@0 Bx a f No. of
= - - teeth
0472 -0629 {12.000-15399) @D-0098 @D-25) (0354 3.0 0.02¢ {0.5) 6
0.630 - 0.866 (16.000- 21999 @D-018 @l-30) 0354 (3.0) 0.020 {05) 6
0.867 - 1.023 {22.000 - 25999) @D-0118 (@D-30) 2.354 B.0) 0.020 {0.5) 8
1.024 - 1,259 {26.000 - 32.000) p0-0157 @ D-40) 0354 (3.0) 0.020 {0.5) 2
1.260 - 1.575 {32.001 - 40.000) @D-0157 @2D-40) (0354 3.0 0.02¢ {0.5) 2

preferred range avallable from stock (— price list).
Crder example:

Order No. Bore damatar Bore tolerance Material or ASG
640.93 @ 0.787" (@20 mm} HT S137 or ASGOS
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DIHART Monomax®

DIHART Monomax *

One-piece took — known as monoblocdk tools — are one
of DIHARTS spedalities. The demands which have been
made over decades are reflected in an enormous number
of types and variations. This successful tool program has
been completely revised and standardized by effident
manufacturing.

BENEHATS for you:

W Designed for small hole diameters

H Can be adjusted for extremely small hole tolerance

W Extremely high process reliability through mono
construction
W Precision ground to size
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Dihart® Monomax® & KOMET
Monoblock - expandable 3

- Dia. range from 20.2205 — ¢1.5980 (5.600 — 40.599)
- Cutting material / coatings :

Carbide, Cermet / TiN, DBG-N, DJC
- Blind hole and through hole coolant style
- Straight fluted
- Inch and metric cylindrical shank

- Short and long version

' Preferred dia. on stock in Germany
see on page 94/95 v




Dihart® Monomax® OMET
Monoblock - expandable

Inch shank

preferred range avallable from stock (— price list).

Order example:
.~ OdecNo.  Howdamets  Boewlene MaewloASG
o sme 204727 5137 or ASGOS
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Dihart® Monomax® & KOMET

Monoblock - solid 4

- Dia. range from 20.2205 — 1.5980 (5.600 — 40.599)

- Cutting material / coatings :
Carbide, Cermet / TiN, DBG-N, DJC
- Blind hole and through hole coolant style /

- Straight fluted

- Inch and metric cylindrical shank /

- Short and long version




Dihart® solid carbide reamer (Fullmax) ="V

Full Carbide, solid

5

—_—

- For blind hole application, straight fluted
?0.0551 — @0.5000 (1.400 — 12.700)

- For through hole application, left hand spiraled
?0.1890 — 0.5000 (4.800 — 12.700)

- Cutting Material / coatings :
Carbide / TiN, DBG-N

- Blind hole and through hole coolant style

- Metric cylindrical shank

» New DST version is coming soon !



Dihart® solid carbide reamer (Fullmax) = "°"t"

Full Carbide, solid
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Hightech for smaller diameters

DIHART Fullmax Reamers with cooling
lubricant supply

‘With the 'integaﬁon o'f'coolantzmpp!y, the new
'hlghspeedlearmngofmmugw-holesmsteeland
nodular cast iron.

rounds out the product portfolio of DIHART
Reamax® product offering. Thus, we offer a
comprehensive full tungsten carbide reamer
program for the high speed machine cutting within
the diameter ranges from 1.4 to 40 mm.

New are full-DST reamers in left hand fluted
(Cermet) is a high speed cutting matenial, which'
is suitable for high-speed reaming and particularly
for the treatment of un-alloyed and low-alloy steel
to 1200N/mm firmness as well as for reaming of
nodular cast iron. The new Fullmax reamers with
molantsupplyateavaﬂable within the diameter
ranges from 3.9 to 12.7 mm and as preferred
diameters for 4, 5, 6, 8, 10, 12 mm.

BENEFITS for you:

u For very small hole diameters

® Extremely high rigidity for optimum
machining processes

® Extremely high cutting performance through
DIHART ® cutting edge geometry

| Optimum coolant supply for long tool life
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DIHART*® Cutting Ring

& KOMET
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Dihart® Cutting Ring & KOMET
Replaceable reaming Ring - expandable 6

- Dia. Range from @2.386 - 4.354 (60.600 - 110.599)
- Cutting material / coatings :
Carbide, Cermet / TiN, DBG-N, DJC

i “,. Cutting Ring from 20.6929 - g2.385 (17.60 - 60.59)
and @4.355 — ¢11.811 (110.60 — 300.00)

available only on request




Dihart® Cutting Ring & KOMET

Arbor program - through hole application

- Cylindrical shank inch & metric,
short & long
(32.3858 — 3.9605 (60.600 — 100.599)

- DAH flange
(32.3858 — @4.3543 (60.600 — 110.559)

- ABS adaption
?2.3858 — 4.3543 (60.600 — 110.559)




Dihart® Cutting Ring & KOMET

Arbor program - blind hole application

- Cylindrical shank inch & metric,
short & long
(32.3858 — 3.9605 (60.600 — 100.599)

- DAH flange
(32.3858 — @4.3543 (60.600 — 110.559)

- ABS adaption
?2.3858 — 4.3543 (60.600 — 110.559)




Assembly instructions: Cutting ring for through hole machining

igepes & KOMET"

== [Ight grease

== Face surfaces on holder and cutting ring are grease- USA
free

The position for the drive pins & marked with a lobe or In ﬁ

red.

Before tghtening and adjusting turn the cutting ring

against the direction of machining untd hitting the drive

pins.

Please observe the marking on holder and cutting ring,
check alignment of the coolant bores.
Adjust the diameter to the middie of the tolerance

(counter-clockwise thread).

The diameter can only be measured at the marked cutting
edges due to unegual angular position!

Measure the dlameter

If the diameter was set too large, the conical ring must be
loosened and the cutting ring readjustad.




Indexable inserts technology changes
the rhythm of reaming

We used our entire wealth of experience
for creating the new generation of DIHART
cutting rings

The DIHART cutting ring for reaming of base and
through-holesisestablished and because of its economic
efficiency, often copied. It belongs ta the modular multi
cutting ring is easily exchangeable on the holder. The
user receives a finished tool which is precision ground,
which does not require any further adjustment of the
individual cutters.

The indexable inserts for reaming have two fully usable

expenses and time as well as logistics expenditure
with each set of indexable inserts. Exchanging this
new cutting ring is faster because of the reduction in

rings. Because of this, there is a longer fife span of the
base element which does not get thermally stressed
any longer. In addition the precision and stability of the
base elements continued to improve by optimization
of the basic form.

Various cutting material and coating performances
‘ malmﬂposfbkmaﬁstmereamngwdformunﬂe
applicaﬂonsandperfectforwoddng in different

the flexibility regarding the cutting material and coating
processes. In addition, tolerance changes and

BENEFITS for you:

W New assembly for highest economy

M For large hole diameters

M Modular multi-base tool system

M Compensation for wear through simple re-
adjustment

m A variety of cutting materials and coatings

m Highest flexibility
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& KOMET
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Dihart® Insert reaming & Easy Specials

Request froms

Inquiry Form: Fax to (800) 865-6638
Dasign your awn tool|
Unigque B g weth Ingart T qy
The use of rrertt i sevolud kg o blade raamag o seting rew Srvads 11 precnion, Junction s sconamy
Wl chack Jour spmcifications fOr Wahiscst Seanibiity and reply prompey,

Company Contact
Department: | E-Mall;
Tetaphone Cumtarmmr-No.
Fac DHtrtnton
Dabe:

DDw

Material 15 be rachingd

Connection (Fpe st s

DIHART® Insert Reaming DIHART® Easy Special™

Machinisg mathod

IEE}EKM__

[l ifvough hole | [] bt Acke S i
i . CIHSK.

s o

Inturrapted out
. Oso_
CEMEE e Rt

Bore wkirance osr
— 25165 A0
Required sutface Fnhi :_*"‘"‘ WAS 40387
Sheck aBow00E 0 1A - ODAH
" o cuting Mo, of sty )
[ams TN [J03GH  forcakulating e foed rate "h C1ABS
OosT  [ok | ORD fpteiopshimviponts . _ | | W
Ooe (e o0 z ae inch
[ oher: LRI YT | I 1) oy
R e L . s EXW TR
Ofhar: 39906 - A F421100600- OS] 10 .
R o
A DG - 50500 0E00 - 139500 12 & e 0

Inquiry Form: Fax to (800) 865-6638
Design your own tool!

No standard swohstion within yoer range? Otmamiinns mot whiat you rogete !

Famy Sondad™ makes 1 poakitds 1of you) Crvme youtr own Corpbenation of Sandasd modules i e widesl virety of desernain

Sekect 1 orken, Batine e SI1GCIvE MO Jnd hoots the desrid Jag1e 1o the 1ol

Wall chack your for y and reply ot
Comguny: Contact
Departmant MO
Tihephors Contomenr-MNo..
Fax: Déstributor
Date:
£z
1; :
LB -
o2
I
Matertal ta be machined: &nxv_ﬂt’! Commecton (Tee and sas
Machinmg mathod

EEB oar_|

Clthoughhels ] bisd b CTRwarmase 7§ m -

Langth of bora; 1 t22 29 10t pont 2w e i 1 $ OHSK ___|
. o b

Imtwrrupted cut o m-_ 2
O O = ! g 3 oso

oW T Ao

| osr
ClMonomas  SNPE= b‘ T R

Roes tolarance:

Requirod surface Ninkih:

Stoxck alipwanos on dia ‘I! DODAM

Requirad cutting [ 5ol carbide

Dotk [108GN waar, - — 3 DABS

oo Obk oo . 11

gve Ot O 08 ___ inch

Livhic EEZ T Oig ok
[ Cutting ring - rar OO 1008

Other;

otwt o
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Dihart® PCD Reamer & KOMET
Carbide, solid 7

7l

( JL
Qﬂj’

- Dia.range 2-effective
@0.1574 — @0.7913 (4.000 — 20.100)

- Dia.range 4-effective
@0.3780 — @0.7913 (9.601 — 20.100)

- Blind hole and through hole coolant style

- Metric cylindrical shank




Dihart® Compensation Holder  ROMEY

DAH® Compensation Holder 0

kr"”

- HSK-A adapter
- ABS® adapter

- ISO/JIS adapter
- BT adapter

- CAT adapter

- DAH®50HS Hydraulic adapter
HSK,ISO/JIS, BT, CAT



Dihart® Compensation Holder - RONED

DAH® Bushings 0

- Hydraulic chuck
only for metric diameters

- ABS® bushing

- Cylindrical shank bushing
only for inch diameters




Dihart® Floating Holder & KOMET
Floating holders for lathe applications 9

4_ AN
&»S’T =4

- VDI connection DIN69880

- Cylindrical shank similar to DIN1835




Dihart® Rapid Set Head & KOMET
Replaceable reaming Head - solid

e St

Not anymore in catalogue, but still on price list !

For existing customers and emergencies only !
- Dia. range from 20.3779 — 2.3622 (9.600 — 60.000)
- Straight and left hand fluted

- Cutting material / coatings :
DST, HM / TiN, DBG-N, DJC




Dihart® Rapid Set Head & KOMET
Arbor program — through hole application

[ =i

Not anymore in catalogue, but still on price list !

For existing customers and emergencies only !

g

- Cylindrical shank inch & metric,
short & long
@0.3779 — @2.3622 (9.600 — 60.000)

- DAH flange
short & long
?0.4961 — $2.3622 (12.600 — 60.000)

- ABS adaption
(?2.3858 — #4.3543 (60.600 — 110.559)



What is New or Obsolete & KOMET"

Program Overview new & old

Standard reamer overview

— —
- — — — — — — — — P — — — o o
Pt =l =l =l ol bed=H == = =N o =N N E = = L= = el
A =0 =l = =N ] =R R =R P o = o = = =l o= =2 |23 g§ )

Series Ll B B g - oIk |lgo|So|ro |- s |so || | @Y S5 |22 | Tool connection

e R N Ime s s lad e IR Ns IR e |b9s 26 |9s vs (2o 128 =}

s |leR |||l |loc|loc|los|lean |l |e - -F |=m |~ ~ += =2 |=2

S|P |t P |l e PO TR ITRE TR NGO INO I - Yo |-/®

Cylindrical shank

ﬂi DAH®
L ABS®

Reamax® TS

@ Cylindrical shank
Reama);c'v"“

Cylindrical shank

c}

Monomax™ expandable

Monomax® solid

=l

Solid carbid reamer

Cylindrical shank

Cylindrical shank

Cylindrical shank

S
DAH®
ABS®

Cutting ring

Cylindrical shank

PCD reamer

Rapid set head

Cylindrical shank
DAH®
ABS®
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Competitive comparison = V!

B Mapal Stockoutil

¥ Mapal HSF

W Iscar Bayonet-reamer m

B Urma Circo Tec RX |uk

|
B Seco Prezimaster SECOJ




& KOMET

US4

Special Systems:
‘Machining Bearing
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