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Application: precision adjustable boring heads are used for high-precision machining of previously drilled holes as will as holes 
being prefinished by another way – in the given working range (see Table 1). These heads can be used for boring and milling 
machines, NC-machine tools, etc. Shanks for clamping the head may be dismantled and exchanged, their wide stock enables to 
fulfill almost any requirement quickly.

Boring head specification:
(Numbers of positions refer to the “VH 110”)
These heads are composed of a body (No. 1) and of an exchangeable taper shank (No. 18) which is attached to the head by four 
screws (No. 11). Inside the body, there is a cross-feed slide (No. 3). The screw has two-handed threads of the different diameters 
and pitch. The coarser thread feeds a carrier pin (No. 5) which is fixed in the slide by the screw (No. 8) and ensures the slide 
motion. The finer thread feeds a round nut (No. 4) which is pivoted with the possibility of breaking its motion by tightening the screw 
(No. 10). The choice of coarse or fine feeds of the slide is determined by the arresting screw position (No. 10).

Screw position No. 1.:
The arresting screw (No. 10) is tightened, the round nut (No. 4) is braked to stop, the operating screw feeds both nuts 
(No. 4 and 5), the slide feed refers to the difference of the pitch of both threads.
1 operating screw revolution = 0,2 mm/Ø
1 DIV on the dial = 0,0025 mm/Ø

Screw position No. 2:

The arresting screw (No. 10) is loosened and the round nut being carried by the operating screw, rotates free within the 
body. The brake (No. 7) which is forced to the operating screw thread by the small screw (No. 9) ensures the reliable 
carrying of the round nut. The access to this screw is enabled through the opening in the body of the head with the nut 
suitable turned. In this case, the slide feed is proportional to the size of coarser pitch.
1 operating screw revolution = 1,6 mm/Ø
1 DIV on the dial = 0,02 mm/Ø

After adjusting to the requested position, the slide is arrested by tightening of 2 or 3 screws (No. 12).

Attention: In case of a major extension of the slide, when any of the arresting screws does not touch the body – do not 
tighten the screw!
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Size adjustment
1) Adjust the frictional force of the break in the round nut (No. 4), which must be reliably carried by the operating screw. The check 

and adjustment are done as follows:
a) Loosen the screws (No. 12 and 10).
b) Put in the screwdriver to the screw slot (No. 9).
c) Put on the NAREX wrench “4” (No. 17) to the operating screw head ( No. 3) and turn mildly the screw to the left and to the 

right.
d) Set up the thrust of the brake to such a position that a recognisable resistance is necessary to overcome when turning the 

operating screw.

By the wear of functional surfaces of the brake, the frictional intensity decreases and, therefore, the thrust must be checked.

2) Set up the dial of the operating screw for the fine feed application.
a) Retighten the screw (No. 10)
b) Put the NAREX wrench “4” to the operating screw and turn the screw to the left (anticlockwise). The screw head will be 

pushed out of the recess in the body to such a position that the rear dial face does not exceed the level of the body face.
c) Loosen the screw (No. 10).

3) By turning the operating screw – the screw (No. 10) is loosened – the slide moves at the coarse feed to the required position. By 
retightening the screw (No. 10) the fine feed for the precision adjustment is opted.

Note:
On using the fine feed the maximal extension of the slide is limited to approximately  0,7 mm. When the extension of the slide is 
insufficient, proceed according to item No. 2.
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