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Adjustable Boring System for Ultra-precision Finish
Achieved by High-precision Feeding
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Screwed Type N  Drive key
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The head is screwed into the shank.
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The secure connection method ensures high rigidity. The
built-in target value for the phase with the drive key is 5°.
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Stable locking with inserted locking pad.
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Maintenance Hole
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The body has an opening for cleaning and filling.
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Air for cleaning is injected and oil is supplied via the
maintenance hole, ensuring continuous stable
movement of the slide.
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The slight clearance between the slide al

the body hole is properly adjusted. e e
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All products support extensions and reductions (See page 26 for details).
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Eliminating the Staggering of Blade Edge Dimensions Reinforced Machining Stability
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The blade edge does not stagger even when the slide is locked. IMTHEIFC=ET,
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In order for the body to securely absorb the cutting resistance force, it is
equipped with a polished guide groove to keep the blade fixed, thus
absorbing the component force and improving machining stability.
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Direct reading accuracy of 0.01 dia.
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The dial is very easy to read because a gear is incorporated to widen the calibration pitch. In addition, its structure eliminates backlash, thereby
improving its operability. We fabricate products with 0.005 dia. precision upon request (as 0.005 dia. products are optional,except for ABH-SB18).
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Accurate feeding is maintained via the high-precision feed screw.
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The feed screw, an essential point of feeding precision, has been polished with high precision after heat treatment.
For this reason, it will maintain a highly accurate feed, allowing the user to reliably correct dimensions on the machine.

I—S5 A )IV—3Fis  Support for through-coolant
TENERGI—5 Y haia,

Coolant is reliably supplied to the blade edge.
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Through a steady supply of coolant, chippings are easily expelled and both the blade edge and
machined area of workpieces can be prevented from heating up. This has the following benefits:
@Improved tip lifetime

@Higher cutting speed/cutting feed

®Improved surface roughness of workpieces

@Improved dimensional accuracy of workpieces

As a result, you can expect accurate machining at high efficiency.




