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Straighter shooter

Automatic hone
helps machine
gunners hit
their mark.

Lawrence Kren
Senior Editor

HTB-2000 tube hones from
Sunnen Products Co., St. Louis,
let a maker of .50-caliber machine
gun barrels beat MIL-Spec accu-
racy by a factor of two and meet
demanding production sched-
ules. U.K.-based Sabre Defence
Industries switched to the HTB-
2000 when a manual-lapping ma-
chine created a production bot-
tleneck as orders leapt from
about 100 to 1,200 barrels/month
in the wake of the Iraq War. The
upgrade has the added benefit of
turning out barrels able to shoot
straighter than the company’s
manually lapped barrels.

From its U.S. plant in Nashville,
Sabre produces two 50-caliber
barrel models: a heavy barrel for
the M2 Browning machine gun;
and a lighter, shorter version for
the Browning M3 aircraft machine
gun. A heavy barrel starts as a
73-1b piece of MIL-5-46047 bar
stock 45-in. long and 2.625 in. in
diameter. MIL-S-46047 is a special
alloy with extra vanadium for long
life. Aircraft and commercial bar-
rels are of MIL-S-11595. Sabre pur-
chases these steels by mill run. In
the case of the heavy barrel, the
mill cuts the material to length
and heat treats it.

After preliminary prep, a Sabre
machinist gun-drills the chamber
end with a 0.75-in. hole about 11-in.
deep. A temporary liner goes in the
drilled hole, and the remainder of
the barrel is gun-drilled with a
0.490-in. hole. Reaming slightly en-
larges the hole and brings bore tol-
erances to £0.001 in., though a sub-
sequent stress-relief operation can
change bore diameter. Honing is
the next step.

The HTB-2000 uses Borazon
CBN stones, a traveling steady
rest, and whip-guide bushings.
Whip-guide bushings, as the
name implies, support the long

hone tool and prevent it from
whipping around as it enters a
barrel. An automatic-gaging sys-
tem checks the bore after every
stroke, giving operators hands-off
control of hole size, roundness,
and straightness to +0.0005 in.
“Such high accuracy at the
honing stage helps us stay well
below the MIL-Spec of +0.004 in.
on bore dimensions over a length
of 33 in.,” explains Sabre Plant
Manager Garry Hogan. “It also off-
sets small variations introduced
by later button-rifling and
chrome-plating operations.”
Sabre’s experience isn’t unusual,






