ADJUSTABLE BORING HEAD
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Screw-in connection (ABHs 18 to 63)
Flange connection (ABHs 83 to BTM420)
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Type A: 60° square shank tool

Type B: 90° square shank tool

Type T: Triangular tip

Type C: Rhomboid tip

We provide a wide variety of shank tools and tips.
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High-rigidity clamp holding structure
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The body and slide part are integrated with a hand-finished dovetail that is aligned to the actual
workpiece and held fixed with clamp bolts. Since it is constrained in two places (the taper area of
the dovetail and the bottom surface) a highly rigid assembly is ensured.
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Use of Precision Screws
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ABHs 18 to 50 employ polished micro adjustment screws that allow fine-tuning with a precision of
0.05 dia. by direct reading, and of 0.01 dia. using a vernier scale.
ABHs 63 to 83/BHBs 125 to 180/BTMs 320 to 420 use polished worms/worm wheels, allowing
fine-tuning with a precision of 0.01 dia. by direct reading.
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Holding clamp bolt
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Coolant hole/nozzle
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Allows reliable feeding to the blade edge.
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We provide a large assortment of blades, including the 60° square shank tool type (type A), 90°

square shank tool type (type B), and throwaway blades (types T and C). (Note that we do not have

brazed tools for ABHs 18B to 50B in stock.) Back boring is also possible by using square shank tool fid) BJ4 (#7v3ay)
type L on ABH type B. Sq 0 . ver (option)

Our throwaway blade product lineup includes type T that employs a triangle tip design and type C ) /
that uses rhombus tips. These blades are designed so that blade edge damage will not immediately

lead to body damage.

ISQ tips are used for all the products, allowing you to select the tips of any blade manufacturer for a

specific workpiece.

* Back cover for back boring requires a separate quotation.
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Radial adjustment screw

B¢ 0.05 N\—=1¢0.01 (ABH18~50)
B ¢0.01 (ABHB3~BTM420)

Direct reading 0.05 dia., vernier scale ¢0.01(ABH 18 to 50)
Direct reading 0.01 dia.(ABH 63 to BTM 420)
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Back boring machining
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Dovetail structure C?.E:%ﬁé}w?’ﬂ?ﬁ?l/—ﬁ Moreover, well-balanced machining can be achieved by simply adjusting the tool thrust-out for rough

iah-rigidi i tuning, and then decreasing the slide opening for fine-tuning.
High-rigidity clamp holding type Type A: 60° square shank tool g g pening g
Type B: 90° square shank tool

Type T: Triangular tip mounting blade

Type C: Rhomboid tip mounting blade
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ABHs 18 to 63 support extensions and reductions (See page 26 for details).
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ABH-18~ABH-50 ABQS83
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@The shank is connected to the body by screwing-in. @51 VIL—BEIZH 0.0 1T,

@®This secure connection method ensures high rigidity. @The slide diameter is larger than ABH-83B. Compared to BHB125 and BHB 180, the weight is lighter and the price is lower.

OA wide range of shanks is provided. @Conventional shank for ABH83 can be used. Conventional shank adopts a flange connection.

@Four types of blade edges are provided for each size. @I you adopt the new shank model, you can incorporate extensions to change effective length freely.
Select the blade edge that matches the workpiece in question. @New shank model can also be used for BGH120.

@Small hole boring bars can be used for type A.(dose not include ABH-18) @The maximum slide travel distance is 20 mm (recommended distance is 10 mm or less).

@The dial graduation is 0.01 mm dia.
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Edge shape Blind hole Through-hole Back hole | Small hole Crude machining Roughing and finishing Finishing Balance Dial Machining range
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@By supplying high-pressure coolant from the tip of the square cutting tool, high-quality surface roughness can be
obtained, elongating the tip life.

@It is especially effective for machining difficult-to-machine materials.

@For the details of this product, please contact us separately.
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@The shank is connected to the body by screwing-in.

C&! Type C TE Type T @A wide range of shanks is provided.

@Four types of blade edges are provided. Select the blade edge that
matches the workpiece in question.

@Calibrated to a direct reading precision of 0.01 dia. using the
worm/worm wheel. @+ VI ERKIFT SV G CRIMEZRIRLTLE D,
@Type A allows the use of boring bars. @ —LEIHA—IRA—LVDEFAT B¢ 0.01BETY
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Edge shape Blind hole Through-hole Back hole | Small hole Crude machining Roughing and finishing Finishing Balance Dial Machining range @Calibrated to a direct reading precision of 0.01 dia. using the
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] * @Equipped with a rapid traverse mechanism.
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Extensions/Reductions (Supporting ABH 18 to ABH 63, ABH-SB 18 to ABH-SB 50, BCH 28 to BCH 90)
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@The shank and the body are connected via a flange to ensure rigidity. OICRINE - BRI UN DT ERIZHED SO L EEA. 77:Eﬂﬁt¢ ABH-SB
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@Calibrated to a direct reading precision of 0.01 dia. using the worm/worm wheel. @Can be used in an emergency and for urgent measures in case the shank is too short.

@Use extensions/reductions only in an emergency and for urgent measures, as they will
reduce rigidity and cause phase shift between the blade edges and drive key.
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Edge shape | Blindhole | Through-hole | Backhole | Smallhole | Crude machining | Roughing and finishing | Finishing | Balance Dial Machining range @®We do not recommend the use of extensions/reductions for any purpose other than in
AT B * an emergency and for urgent measures.
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- Direct readin purpose, as we can quickly make shank shapes matching any workpiece. Reduction
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