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AR T]

Reamer With Removable Insert

——— O (1 H A€

E k4L Basic structure:
JIFF, 713k Holder, Insert

EIELEH) Connection structure:

SFEEES EMM High precision repeatable positioning mechanism

O=REBREEEUNMG, BRIEER. FMRAE. RIETASEE —B4E

High precision simple repeated positioning mechanism, simple operation, easy replacement, to ensure the
consistency of tool replacement accuracy

OBRERBEAERRT], FERZA

Replace the traditional integral structure reamer, reduce the cost

OBRERIEEARIIREER. ReTJES. B

Replace the traditional welding reamer coating problem, improve tool life, reduce costs

OBkshAElF T, TJEBEHRNK. B TARERSIRIE

The runout is not adjustable, and the tool accuracy is guaranteed by the machine tool and the existing tool system

ERLBEF
National invention patent
EfEE R ES U

High precision repeatable
positioning mechanism

[z FASEE Application:

BRERRKERGS. BERT], RaRIIBE. BENE. ReTIESHw,

Replace the traditional solid carbide, welding reamer, improve tool change accuracy, reduce cost, improve tool life
BAEIIIZ, EeNE. BT HIIRES,

Replace boring tool process, improve efficiency, adapt to industrial scale production
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Reaming Insert Holder

o [ e S AP ..
- Ll .
- L2 -
715 L1 L2 D1
Insert range/mm
40 100 14
$15<p<p16 70 120 14
100 150 14
54 100 15
$16<p<19 80 130 15
120 170 15
54 120 18
$19<P< P23 95 150 18
150 200 18
30 120 22
$23<P< P28 30 150 22
30 200 22
30 120 27
$28<d<P33 30 150 27
30 200 27
$33<dp<h38.5
$38.5<p<p44.5
$44.5<p< P51

Q@ 03

D2

16

16

16

20

20

20

20

20

20

20

20

20

25

25

25

iTE50rder number

QPBDY.0-16-L40-L100
QPBD9.0-16-L70-L120
QPBD9.0-16-L100-L150
QPBD10.4 (5) -20-L54-L100
QPBD10.4 (5) -20-L80-L130
QPBD10.4 (5) -20-L120-L170
QPBD12-20-L54-L120
QPBD12-20-L95-L150
QPBD12-20-L150-L200
QPBD15-20-L120
QPBD15-20-L150
QPBD15-20-L.200
QPBD17-25-L120
QPBD17-25-L150

QPBD17-25-L200

RIEFS Z=EH

Customized upon request.

[E1Estock

mEz
In stock

RRENEER RS

Modular Rigid Connection System F n H n E
|

=AKEMLEH Three basic structures:
FHH. E#EL. T3k Holder. Adaptor. Insert

FAAIEEL R Two connected structures::
AR E S, SR EE A

Adjustable rigid connection mechanism, high precision repeated positioning mechanism

O=RBERRES EMUNMAEREGNE. TUHISRAEM

High-precision simple repetitive positioning mechanism provides the basis for intelligent manufacturing and
professional manufacturing

ORFESE. WEFE 07 EMEXR, 5 DHEIREERFT. BREEA

Simple operation, 0 basic requirements for customers, 5 minutes to master adjustment, replacement and so on

E%k Adaptor

ERABEF
National invention
patent
EfEEREEEUNG
High precision
repeatable
positioning @&
mechanism

3 #% Toolholder

T13% Insert

[z F3SERE Application:

EARER. BE. BESHRERFLERENL,

Suitable for hole finishing with special requirements of diameter, roundness and cylinder

AZGAET. BES. RE. BTNER, ENAMKE, fkk. SeeEr

The system is adjustable, high precision, stable and simple to adjust. Adapt to large-scale, assembly line, intelligent
production
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BRRUENEERRSE —RR E4

Modular Rigid Connection System-Features Toolholder

BT %51
BT Series
1. {§ 5 Easy
FATHEE, BMTIASIRE 0.002mm BUA, fERF)IETE
BRBENE, EEEH, TRBHITET
SREEEEA 0.003mm, ZEEL = P
WNEFEZREEER (EFXTIMN)
Simple adjustment, easy to achieve system error within 0.002mm, simple training can be
First adjustment, normal use, no need to adjust again |
High precision repeated positioning 0.003mm, easy to master L
No redundant requirements for customers (No need tool presetter)
R~Fsize D1 L 1T524% S Order number FEtFstock
BT30 50 52 QPA50-BT30
= BT40 65 57 QPA65-BT40
2. 37 Stable H#In stock
XHRRRMIREE —ERIMELERE BT50 65 60 QPA65-BT50
47532 \ 4 %ﬁ 5 N N =2
fzft\ﬁlae% 0.002mm L/(ljj] ) %r*ﬁ*:u , BTIKERANRTF, R ANFm BT50 80 60 QPA80-BT50
TI3K4EE 0.003mm, JIKERZR—E 0.002mm
BIORYOEERE, MY, RINISHEMEARERE
It has the ability to correct the radial error of the machine tool HSK %5“
The system error is less than 0.002mm, the system is stable, and the torque wrench is used to replace the insert HSK Series
to avoid human influence
Insert accuracy 0.003mm, tool head diameter consistency 0.002mm (] j— o
The entire system is characterized by stable connections and high rigidity, ensuring that the geometric il
tolerance of the machined parts remain stable. | 3
Life stability 1 / ;1
I
L | LUl =]
L
3. = Efficient R=fsize D1 L 115524 S Order number FEfFstock
V=50~150m/minfz=0.07~0.3mm
TSR, =HANSYMT HSK40A 50 52 QPA50-HSK40A SO
. . . - . RE il Customize
To achieve high speed, high feed efficient processing HSK50A 50 59 QPA50-HSK50A
HSK63A 65 59 QPAG5-HSK63A I ERIn stock
HSK80A 65 59 QPA65-HSK80A TE il Customized
HSK100A 80 62 QPA80-HSK100A 52 In stock

® 05
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=L ERT

Straight Shank Series

D1

D1 D2

50 20

50 25

50 32
— kUi Sk

One-Piece Adaptor

TI35EE
Insert range/mm

PI5<P<p16
PL6<p<Pp19
®19<p<23
$23<p<h28
$28<p <33

$33<p<P38.5

$38.5<p<p44.5

$44.5<p<p51
P51<p< P58
$58<p <68
P68<P<PT8
PT8<P< P89

$89<P<P100
$100<d<Pp140

® o7

D2

L1

L2

D1

14
15
18
22
27
32
37
43
48
55
65
76

L1
60
60
60

D2

20
20
25
22
27
32
37
40
55
55
55
55

D3

65
65
65
65
65
65
65
65
80
80
80
80

L2
7
7
7

L1

40
48
54

30
30
30
30
30

JT54% S Order number
QPA50-20
QPA50-25
QPA50-32

L1

02

L2

L2

82
82
82
82
92
95
115
115
115
115
115
115

iT#8S0rder number

QPB9.0-65-1L40-L100-15
QPB10.4-65-L48-L100-15
QPB12-65-L54-L100-18
QPB15-65-L82-1L100-22
QPB17-65-L92-L110-27
QPB22-65-L95-L110-32
QPB24-65-L115-L130-37
QPB27-65-L115-L130-43
QPB34-80-L115-L130-48
QPB42-80-L115-L130-55
QPB52-80-L115-L130-65
QPB62-80-L115-L130-75

ERERMERTIRIES =E
The rest of the above sizes are customized upon request

RIEF R E HCustomized upon request
RIEF R E HCustomized upon request

FONHAE

E1Estock

EfllCustomized

E1Estock

I In stock

FIRE
Pre-ordered

RRUEMEERRE

Modular Flexible Connection System

—— - O (1 H A€

H k44 Basic structure:
TINF, FMEEELEM, T3k Holder, Flexible adaptor, Insert

&L Connection structure:

FMEIERELEM Flexible connection structure

OFMERMBANAKBEIA. BHEEKR. #HIFEETEFRIEL MR

The flexible connection solves the problem that the machine tool has large runout, difficult adjustment, and the feed
accuracy cannot guarantee the working condition

OREHEES

Customized upon request

[z FASEE Application:

&R 10 f&. 20 fBEZE 50 &, RFLEHEIMNT,;

REFoheEs, SYIRFLIIEIETIRE;

MBS ERETEIER, #IIIERTIEBE T ERIEFLERAIN T,

Suitable for 10 times, 20 times or even 50 times, deep hole reamer processing

Adopt floating structure, no correction function to the bottom hole

Especially suitable for lathe adjustment runout difficult In the process of feeding, the tool accuracy cannot guarantee
the hole reaming
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AES

Insert

B

~

ERART
Conventional
series

EHIRS
Custom
series

EHIRT
Custom
series

EHIRT
Custom
series

@ 09

TXKER

Insert diameter/mm

P12<p< P15

P15<p<P16
P16<p<Pp19
P19<p<23
$23<p<h28
$28<dp <33
$33<p<$38.5

$38.5<p < p44.5

$44.5<p <51
P51<p< P58

$58<p <68

P68<P<PT8

PT8<P<H89

$89<p<p100

$100<p <140

P12< < D15
P15<p<Pp16

P16<p<Pp19

P19<p<23

$23<p<28

$28<p<33

$33<p<P38.5

$38.5<p < p44.5

$44.5<p<p51
P51<p< P58

$58<p <68

P68<P<PT8

PT8<D< P89

$89I<p<p100

$100<p <140

mE
TH/mm

6.5

6.6

6.78

8.33

10

10.3
11.3

13.0

155

6.5
6.6
6.78

8.33

10.3
11.3

13.0

155

RIEF R E HCustomized upon request

TJ#Number EiTE/H 1T&S
of blades MOQ Order number
6 10 15T1-¢
6 10 16T1-¢
6 10 19T1-¢
6 10 23T1-¢
6 10 28T1-¢
8 5 33T1-¢
8 5 38.5T1-¢
8 2 44.5T1-¢
8 2 51T1-¢
8 2 58T1-¢
8 2 68T1-
8 2 78T1-¢
8 2 89T1-¢
10 2 100T1-¢

HR¥EH Z=E HCustomized upon request
6 10 15T1-¢
6 10 16T1-¢
6 10 19T1-¢
6 10 23T1-¢
6 10 28T1-¢
8 5 33TL-¢
8 5 38.5T1-¢
8 2 44.5T1-¢
8 2 51T1-¢
8 2 58T1-¢
8 2 68T1-d
8 2 78T1-¢
8 2 89T1-
10 2 100T1-¢

FONHAE

EE MR
stock material
FE
pending
Fhk
semi-
finished
roducts
PR SR
if=
cermet
E
Customized
F
semi-
finished
products
BEfR
a
Solid
carbide
]
Customized

Wi

Accessaries

Correcting Unit

EaTIXER

Match the insert diameter/mm

$15 <¢ <P16
$16<p <P19
$19<¢p <Pp23
$23<¢p <P28
$28<dp <P33

$33<d <Pp38.5

$38.5<¢p <P44.5

$44.5<p <p51
$51<p <P58
$58<d <68
$68<d <P78
d78<d <P89

$89<p <P100

=]

=

QPDB16
QPDB19
QPDB23
QPDB28

QPDB33

QPDB38.5

QPDB44.5

QPDB51
QPDB58
QPDB68
QPDBT78

QPDB89

QPDB100

Order number

FONHAE

[EEfEstock

I In stock

TE fllCustomized
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Adjustable Ring F n H n E
|
IR . Ut 2 RERF Fefzstock

Adjustable ring Matches the toolholder code Matching wrench

QPA50-20 QPA50-25
QPE50 65 50 QPA50-32 QPA50-BT30
QPA50-HSK40 QPA50-HSK50

(i} B
QPAG5-BT40 QPAG5-BT50 4% 140 In stock
QPE6S 82 & QPAG5-HSK63 QPAG5-HSKS0
QPESO 100 80 QPAS0-BT50 QPAS0-HSK100
PPS ES
Insert Wrench

RFHRS KBS PRPVA: ) 322 R HE EetEstock
Wrench type Batch head type = Corresponding screw  Corresponds to the torque value
T6 M2.0X8 0.65-0.7N.m
1/4 T8 M2.5X8 1.25-13N.m HL1In stock
0.4-2.6N.m ’ ’ T -
T10 M3.0X10 2.1-2.2N.m

0 11

AP 311

Insert Screw F n H n E
|

S o ST o
Insertjgifmge{czr/mm Ordg%\lu?nber Ord:{%\luTnber Fefzstock
¢15<¢p <16 M2.5X 8 T8
¢16<dp <Pp19 M2.0X 8 T6
¢19<p <23
$23<p <28 M2.5X8 T8
$28<dp <33
$33<p <$38.5
$38.5<p <p44.5 M3.0X 10 T10 I #2In stock

$44.5<p <P51
P51<dp <58
$58<d < P68
P68<Pp <P78 M4X 10 4X70
d78<d <P89

$89<d <p100

12 @



tRENES ##1Fism

— FONHAE o FONHAE
| |

(1] FENAREMESE, MERTHRITEHAEAE, EREFLBEI< 0.02mm, N
&S5 A IRAMILER IR ZE o
After cleaning the spindle cone hole of the machine tool, use the dial gauge to beat the
inner cone hole of the spindle as shown in the figure. If the inner cone hole pulsation is
less than 0.02mm, the system can make up for the machine tool error

(2] BEEMELIHENEEE, BEMNLETNRER L.
After cleaning the toolholder, install the it on the machine tool spindle.

TIKER IRENRRIAR [EREEFIAE
Insert diameter/mm Remove rod specification Base specification RE#zstock
¢15<p <P16 I
$30%95 (3] MEPRETARITEERNEE L, FRENT e 180° B b, EEBkEH/)
() S B 75 T B 225 AR
$19<p <d23 As shown in the figure, put the dial gauge on the smooth surface of the toolholder,
remove the toolholder, rotate 180° and install it on the spindle, select the direction with
$23<p <28 the least runout to reinstall the toolholder
$28<d <33
$33<p <P38.5
(4] REETIF, WEROIRLEIEE AT IR BT I ENE,
$38.5<¢ <Pp44.5 $S0X15X 9.5 P EIn stock Install the adjusting ring and adjust the limit screw so that the rotating adjusting ring is
P5X4 relatively smooth
$44.5<p <Pp51 #3095
¢51<dp < P58
$58<p <68 (5] BEEELELE, NMEREATSELE (MEHL) MEELERBY, HEn

BHEZTTENE,

Clean the flange surface of the connector and install six spring washers (convex face
d78<p <h89 up) and the adaptor pressing screw as shown in the figure. The spring washers should
be slightly deformed

P68<Pp <PT8

$89<p <100

® 13 14 @



##1Fism

Instructions F n H n E
|

(6] BERWKRER M. #7, (FETERSEWR—THRELY) HRENERFE
NREEEIRZE, FRESBLERELEEEEREL DRHBIRTI kR,
Clean the section of the correcting unit, steel ball, cone hole, (after cleaning, use an
air gun to blow the effect is better) , press the steel ball into the check head without
marking surface, and use the pressing screw to fix the check head to the adaptor and
gradually lock the insert screw

(7] WEFIRT ORI KIGEREAFEMUE, RESREIKFRE,
Align the dial needle with the middle position of the correcting unit as shown in the
figure, and place the dial needle horizontally with the correcting unit

(8] e XM EIRER, FRATHNATRLEEIRESREARAR, FANSAER
FHITAT, WDENRARIN—F, EEMNSE, BEBE <0.002mm,
Rotate the spindle to find the highest point, and rotate the adjusting screw of the
adjusting ring to the highest point in the same direction, adjust with the hex wrench,
adjust the amount to half the maximum runout, repeat this step until the runout <
0.002mm

(0] RXXEE 6 MERKERBL; BRBIARSGBEI< 0.002mm,
Cross-tighten 6 adaptor pressing screws;Check that the system runout < 0.002mm

(10] #FEMREEAH ZETIK, MEHBIRERBZL, BRBIARZB< 0.003mm,
Remove the correcting unit and install the insert. Gradually lock the pressing screws and
confirm that the system runout is less than 0.003mm

LA BIZR U HRESBIETN RS, EERRFAZL, SuETIIRIERIIHRITI]F.

2. RS PRB R EEIRHRINTIAE, Y1EREEaEE—ikH.

JRFKIPFTTER, AT, BERAGBLAT ERRE, AT,

4 HRFKIRERAN, MENBLEERITE, HRERFKD.

5. ARRELN, SHARFKLELMNIEE.,

1. Strictly follow the preceding steps to adjust the system. If the details are not specified, follow the
on-site operation training

2. All parts of this system are specially processed, do not use other products to replace any part

3. After the adjustment of the system is completed, remove the adjustable ring and ensure that all
screws are in the tightening state before processing

4. When the system is not used for a long time, all screws need to be tightened again, and check the
system runout

5. Pay attention to the change of temperature, resulting in thermal expansion and cold contraction of
the system affecting the machining accuracy

® 15
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Processing Example Connecting Rod Small Head Hole

— O (1 H (€

W TAARL

Processed material

FERRAES
System model

8’7]
Reamer
V (m/min)
N (r/min)
fz (mm)
F (mm/min)
ap (mm)

Ra (um)
BEEE
cylindricity (mm)

En
life (m)

QPB12-65-L82

®22 (+0.021/0) X20mm
fEAWNIER Use a machine tool: BT40
FRIL% Central internal cooling

C70S6

23T1-22

124
1800
0.15
1600

0.2

0.2-0.4

0.005

100

I SEf SERLE

Processing Example Automobile Steering Gear

WAk

Processed material

FRRKES
System model

)]
Reamer
V (m/min)
N (r/min)
fz (mm)

F (mm/min)

Ra (um)

BT
cylindricity (mm)

HEHE

perpendicularity
(mm)

Fan ()

life (pieces)

$15.03 (+0.01/-0.01) x48
fERLER Use a machine tool: BT40
A% internal-cooling

C70S6
QPB9-65-1L82

19T1-15.03

72
1500
0.09
800

0.4-0.8

0.005

0.05

2500 f4pcs

16 @



IS SR
Processing Example Oil Pump

$27.94 (+0.021/0) X70mm

#WhnTate
Processed material QT550-7 fEFHER Use a machine tool: BT40
L4 Central internal cooling
ERERES

System model QPB15-65-L110-24

$17]
Reamer 28C0-27.94
V' (m/min) 175
N (r/min) 2000
fz (mm) 0.08
F (mm/min) 1000
ap (mm) 0.22
Ra (um) 0.4
S a0
life (m) 63
TG R’EHS
Processing Examples Of Hydraulic Parts
W TAz#t QT400 ®45 (+0.021/0) X65mm

Processed material {EAMER Use a machine tool: HSK100A

ERRAUS A% internal-cooling
System model QPB27-65-L91-L110
2Pl 51C0-45
Insert
\Y (m/min) 120
fz (mm) 0.15
F (mm/min) 1020
Rz (Um) 10
EHEE
cylindricity (mm) 0.01
FEHE
perpendicularity 0.05
(mm)
Ein
life (m) 100

® 17

PN SEf &2 iR ELEH

Processing Exampleair Conditioning Compressor

— O (1 H (€

W TaARL

Processed material

ERERES
System model

ER7IA

Insert
V' (m/min)
N (r/min)
fz (mm)
F (mm/min)
Rz (um)

BEtEE
cylindricity (mm)

®16 (+0.012/+0.003) X58mm
HT250 BN Use a machine tool:
EH| Specialized machine

QPB9.0-65-L70-L88

16T1-16

100
2000
0.08
1000

0.4-0.8

0.003

PN ZG R ELLE

Processing Case Hydraulic Cylinder

W TapkL

Processed material

FRRAKES
System model

ER7IA

Insert
V. (m/min)
N (r/min)
fz (mm)
F (mm/min)
Ra (um)

BEtEE
cylindricity (mm)

Hn
life (m)

®16 (£0.01) X115mm
45# T fEAWNLEK Use a machine tool: BT40

QPB9.0-65-1120-150

16T1-16

90
1800
0.075
800

0.4

0.005

60

18 @



TG 255 RS

$18.5 (+0.009/-0.003) X14mm

WAtk [a] & b 8] 2 j
Processed material QT500-7 fEFNLER Use a machine tool: BT40 qulejsft%on ﬁﬁﬁoﬁn qulejsxt%on ﬁiiﬁf
u =
el QPBLOA-G5-182-L100 ABA L BERAIRE HEETIE LIERGIRE
Hole too large 2. BRIREIRE Retention marks in hole 2B TIKERR
EBETE 3. g Indtsa JJERERAMRKE
5. A ERRE 5.F&RIRTIERE
V' (m/min) 17.5 6. IETIKER 1.Reduce error
7. @A TILR~T 2.Check insert wear
N (r/min) 300 1.Reduce error 3.Reduce depth of cut
2.Reduce cutting speed 4.Use a larger chamfer
fz (mm) 0.167 3.Increase feed insert
. 4.Reduce depth of cut 5.Reduce pull back speed
F- (mm/min) 0 5.Increase coolant mix
Ra (um) 0.8 6.Check insert wear
7.Adjust insert size
 EEE 0.003
cylindricity (mm) .
H#FL 1. BIRARIRE HEB LIS HNRRE
5an 100 Taper hole 2. BRIREERE Chip removal difficulty QMRS HBEKE
life (m) 3. FFEBAE 3B TIKER
4. BN RE AT TIERAE

PN S W5tk

Processing Instance Nozzle

WO TARL

Processed material

FRRKES
System model

ER7IA

Insert
V (m/min)
N (r/min)
fz (mm)
F (mm/min)
Ra (um)

A
ST

life (m)

® 19

17-4 55
17-4 Stainless steel

KMEEERS
Flexible connection
system

QPDYX8-6.82

4.3

200

0.01
10

0.6-0.8

20

$6.82 (+0.05/0) X180mm
{ERHER Use a machine tool:
EIBZEFRR center lathe

FLABIRE
Hole shows chatter marks

5. 3G TR E NIt

6. LR T E S5 EBIAIFL
(RN

T EHRERMA M
1.Reduce error

2.Reduce cutting speed
3.Reduce feed

4.Reduce machining
allowance

5.Improve workpiece
clamping

6.Compare bore in
clamped and unclamped
condition

7.Check chip flow

1. BRIRRSEIRE

2. BT EIRAE

3. BN TR AN

4. FRRLERE

5. 1E AN

1.Reduce error
2.Change chamfer angle
3.Improve workpiece
clamping

4.Reduce cutting speed
5.Increase feed rate

LR/
Hole too small

REREAFER
Surface quality
unsatisfactory

P —

1.Reduce coolant mix
2.Increase depth of cut
3.Check insert wear
4.Change chamfer angle

18Tk

2 BRRENRRE
JEMAFBRKE
4IREHRE

5. RS E
1.Changeinsert
2.Reduce coolant mix
3.Increase depth of cut
4.Increase cutting speed
5.Reduce feed rate

1LETILER
2BRRRFIZRE
3AFERARARYIE

4 38008 FRRE
1.Check insert wear
2.Reduce error

3.Use coolant machine
4.Increse coolant mix

20 @



NAKRAZRETIAMENXE—D, RITHENTARSHURREFER, BEAILURE
AEPHMINE, BRMAE, BEBENARANZS. EFE—IETNA, FENMISHMN
RS, ERABERERER.

MEEATEBRARN], PRHS5EEMEF

Application technology is a key step to test tool performance. Whether the tool designed and

manufactured can meet customer requirements, whether it can improve customer processing

efficiency and reduce costs, all need the support of application technology. The same tool,

different processing parameters and strategies, the results may be very different.

If you have any needs, please contact us and look forward to cooperating with you.
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