ULTRA-DEX" 910
STEALTH® ANTI-VIBRATION
MODULAR BORING BAR

TECHNICAL BOOKLET

Tunable internal damping
technology provides optimal
dynamic stability and significant
increases in performance.

Modular heads with

serrated and imperial
connection types
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ULTRA-DEX 910
STEALH BORING BARS

Choosing the largest possible bar size with the shortest overhang will provide rigidity
to minimize vibrations.

Make sure to allow clearance for chips.

5:1 Stealth bars are recommended for grooving and threading where forces are
higher than in turning.

Proper clamping of the bar is crucial to performance. Set screws should not come in
contact with the bar.

Stealth bars ¢1.0” and larger have a flat
located on the gold ring to indicate the insert on
center line.

* Overhang is measured from cutting edge to face of boring bar holder.
» Bars should not be extended past the specified diameter to length ratio.
» The Bars can be modified to reduce overall length .

» To compensate for bar deflection due to extended overhangs, rotating the insert above center line will help.
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SETUP RECOMMENDATIONS

SPLIT COLLAR SYSTEM

To assure the best rigidity of the boring bar, the Split Collar
System is the best holder. This process is achieved by
locking the bar 360°on the diameter.

SPLIT BUSHING SYSTEM

If set screws are to be used,a split bushing must be
placed on the bar before placing in the machine. Set
screws will contact the bushing and tighten around
the bar.

SET SCREW LOCK SYSTEM

Do not lock in the boring bar with set screws.
This creates very poor rigidity when there is one point of contact.



ULTRA-DEX 910
STEALH BORING BARS

For Bars 8.75” and Smaller

. Make a test cut with the bar.

. Insert supplied T-handle wrench into the end of the bar.

. If the pitch of the chatter was high, tighten the adjust screw 1/16 turn.(+)
. If the pitch of the chatter was low, loosen the adjust screw 1/16 turn.(-)

. Make a test cut with the bar.

. Repeat step 3 until the desired performance is achieved. —-;’H_’;_"'——'\

For Bars 91.0” and Above

1. Make a test cut with the bar.

Loosen lock screw two complete turns in the negative direction.

If the pitch of the chatter was high,t ighten the adjust screw 1/2 digit.(+)
If the pitch of the chatter was low, loosen the adjust screw 1/2 digit.(-)
Make a test cut with the bar.

Repeat step 3 until the desired performance is achieved.
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Tighten lock screw. DO NOT over tighten lock screw.
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Cutting Tools®
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HANGOUT SPECS JEI T —
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DCONms OHN OHX LF Weight (LBS)
1.000 5.750 7.50 9.00 4.5
2.000 6.375 10.00 12.00 10.7
2.500 6.750 12.50 16.00 22.8
1.000 5.000 7.00 10.00 2.2
1.250 5.000 8.75 12.00 4.1
1.500 5.750 10.50 15.00 7.5
1.750 6.000 12.25 18.00 11.3
2.000 6.375 14.00 20.00 18.0
2.500 6.750 17.50 27.00 42.0
3.000 12.500 21.00 31.00 63.0
1.000 6.000 10.00 14.00 3.1
1.250 6.750 12.50 16.00 57
1.500 9.000 15.00 19.00 11.0
. 1.750 10.625 17.50 23.00 17.0
2.000 12.375 20.00 26.00 25.0
2.500 15.875 25.00 33.00 42.0
3.000 19.375 30.00 40.00 88.0
4.000 26.375 40.00 50.00 182.0




ULTRA-DEX 910
STEALH BORING BARS
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HANGOUT SPECS

CARBIDE REINFORCED

14:1 Ratio

DCONms OHN OHX LF Weight (LBS)
1.000 9.250 12.00 16.00 5.9
1.250 12.160 15.00 18.00 9.0
1.500 14.750 18.00 22.00 16.4
1.750 16.435 21.00 25.00 25.4
2.000 17.750 24.00 29.00 37.7
1.000 9.250 14.00 18.00 6.9
1.250 12.160 17.50 22.00 10.9
1.500 14.750 21.00 25.00 18.6
1.750 16.435 24.50 29.00 31.0
2.000 17.750 28.00 33.00 442




Aw—__—- -
== SETUP RECOMMENDATIONS
Cutting Tools®

REDUCE. REUSE. RECON360.

_ o _ SUBMIT A QUOTE
RECON360 is a reconditioning service that reduces end-user

tooling cost§ by up to 50°/.o.wh.ile simultaneous!y increasir)g. the Er' -QE

manufacturing sector’s utilization of raw materials. Submit images

and specifications of any brand of used insert, indexable cutter body, ﬂ 'E.ll

tool holder, or solid round tool, and our team will provide a quote for E;‘ﬂ'ﬂ'
A |

serviceable items, or a pathway to recycling if they are not.

RETIP REPAIR

Braze new carbide, CBN, PCD, or ceramic edge Restore damaged areas of indexable
on inserts & round tools cutting tool bodies to like new condition

RECONDITION REGRIND
Replicate the original geometry of solid Clean-up worn areas on inserts, indexables
round tools farther down the shank and solid round tools by regrinding

RESIZE RECOAT
Grind inserts or solid round tools down for use Strip and reapply coating to tools to increase tool life,
in a different size, shape or application improve process security, and reduce friction



YOUR COMPLETE TOOL MAKING AUTHORITY®

ARCH Cutting Tools is more than an American manufacturer of metal cutting tools. We
are engineering the future.

We draw on over 100 years of collective engineering expertise and innovative materials
to provide solutions for complex manufacturing processes, viewing every challenge as an
opportunity to collaborate and design cutting-edge solutions that maximize the end-user
environment.

Whether it's a standard product, complex custom, reconditioned tool, or a complete
tooling package, our solutions enable end-users to run longer, cut faster, and machine

with greater precision.

We are Your Complete Tool Making Authority®.

www.archcuttingtools.com | 888-390-2050 | ARCHCTSales@archct.com Aﬁﬁﬁ
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