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YICHANG CHANGJIANG MACHINE TECHNOLOGY CO.,LTD

Hhiik(Add)db B E & KA1 1S (443003)

(NO.1, Changji Rd, Yichang, Hubei, 443003, China)
FHE AL (Hot line):0717-6076866, 6076869 (E)

22 B) M3t (Website):www.cjmt.com.cn

&8 F#p %+ (E-mail):market@cjmt.com.cn
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Value:

Customer Success, Excellence Pursued;
People-Centric, Action-Driven;

Integrity in Collaboration, Harmony in Progress.
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Vision:
Customer Satisfaction, Employee Pride, Beautiful Environment, Social
Admiration.
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To strive for the prosperity of our nation by endeavoring to create a
world-class "category king" in gear cutting machines.
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2 Business Philosophy:
£ Committed to the long-term, focused on machine tools,

driven by technology, innovating while upholding core values. i s % ﬁ,ﬁ Eﬂ: ﬁ 13 / 28
INTEGRATED PRODUCT DEVELOPMENT
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2k Service Fields: .
o Gears are pivotal components in transmitting motion and power across £ » *ﬂ, ﬁ E %IJ 1=
Al modern mechanical systems. As a leading manufacturer of CNC gear 95/ 96
'| : . i - : ; REFURBISHMENT
machine tools, we provides precision equipment essential for producing
gears and assembling gear transmission systems. These solutions power
critical applications in diverse industrial sectors including marine
gt engineering, automotive & motorcycle manufacturing, agricultural Sy . A Al
B machinery, machine tool production, construction equipment, rail AT ﬁ"Z mg A 1/5 1* ‘H: 97

transportation, material handling systems, metallurgy, power generation, STRATEGIC PARTNERSHIPS
petrochemical operations, home appliances, and precision instrumenta-

tion. Through cutting-edge technology and engineering expertise, we

drive mechanical innovation that propels industries forward.
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Yichang Changjiang Machine Technology Co., Ltd. (Abbr.: CJMT), was established in 1968 and originated from the Changjiang
Machine Tool Factory, a key backbone enterprise of the former Ministry of Mechanical Industry. Over the years, the company has
been honored with numerous prestigious titles, including National High-Tech Enterprise, National Single Champion Cultivation
Enterprise, National Manufacturing Single Champion Product, National “Specialized and Innovative” Key Little Giant Enterprise,
National Intellectual Property Demonstration Enterprise, National Model Workers' Home, MIIT Intelligent Manufacturing Excel-
lence Award, 5G-enabled Factory, Hubei Province Civilized Unit, Hubei Province Advanced Industrial Enterprise, Standardization
Good Behavior Enterprise, Yangtze River Quality Award Nomination, Hubei Province Manufacturing Single Champion Enterprise,
First “Hubei Premium” Machine Tool, and Provincial Intelligent Manufacturing Pilot Demonstration Enterprise. The company
currently employs over 500 staff members, has total assets exceeding 1 billion yuan, holds an AAA bank credit rating, and occupies a
total area of 220,000 ' (330 mu), including 130,000 " of factory building area.

CJMT’s Technology Center has been recognized as a National Industrial Design Center, Hubei Province Outstanding Enterprise
Technology Center, Hubei Province Engineering Technology Center, and Hubei Province Industry-Academia Joint Innovation
Center. Through technological innovations in precision, CNC, multifunctional, intelligent, and interconnected technologies, the
company is committed to providing comprehensive gear processing solutions across the entire industrial chain.
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BRIEF HISTORY

KB ERET AR AR, T B XREENE—HNEM L, = RZ T HREREN. PRal. &E.

BUNF, EARBRAERRIICERSHEECHIRHAG B,

On the foundation of continuously upgrading its gear shaping machines, and securing the top market share in China, CJMT has
gradually expanded its product range to include hobbing machines, milling machines, skiving machines, grinding machines, and

more. As a result, the company has developed into the nation's most comprehensive manufacturer of serialized gear machine tools.
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Ia; iﬁ 1,5% "The environment is fundamental to survival and a key part of life quality". We're dedicated to creating a green, healthy, and inviting
FRIENDLY ENVIRONMENT workplace. We integrate environmental protection into every aspect of our operations, following the ISO14001 standard. From site
planning to production, we maximize greening and adopt a scientific layout to foster a space that benefits employees' well-being and
spurs innovation. Through comprehensive energy - saving and emission - reduction steps, we optimize resource use, cut waste,

“MEREFNRE, BREMRENEEAMRI D . RARNTHE— N EEB.REEEE XN NN IEIFE, lessen our environmental footprint, and enhance our reputation and social responsibility. CJMT stands not merely as an efficient
MRIESE\ A EEENE — NS M KR B4R 512, AR $11TIS01400 1 IME B IBIA R, B AT manufacturing powerhouse, but evolves into a thriving green habitat where industrial precision converges with ecological vitality.
FUEL, FEEME, EEHBEN TR T B O RN AL eI B4R =8 @i SEHE 2 E R T REBHHER, (T
HRRECE, BAIRER, BN EE T XNFRHENE, TRA T ATHNFREEN TR RERK KIBRANE—TE
MEVEFEM, BR—NEAENSENNZERE,
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STRIVER-CENTRIC PHILOSOPHY

IR RTEFFK BRATIHNBHRE, EFAIRERFARRNRNE . KIBRBLINE R TEHR AR
EERNME, BEENTOREATHNRIENS BN BITEENANEESXE, BB, UEFEAR, K
AN ER, MR R THRAEMENMN, BAOTILEUR TRATIE HFRI—XsEHSBREEN R T f,

FARITI R BERE T KENZRIRBMN LW HIIRBLRERE], RN R TEBA S KRS
T AT, B RERFHIEN A REME AN TR AT #ITR A, LULER R TIEREAR LRSS TEHRBIAL
A kE# AR BEARREF—MHELSHITUIREBERAEMADN T W AT AME, IR ARG S @R .

The enterprise is the foundation of employees' livelihoods and also their spiritual home. Treating employees well means nurturing
the company’s future." CJMT consistently regards employees as its most valuable asset, respecting and fully leveraging their creativi-
ty and potential. We emphasize respect and care for individuals, encourage interactive communication, implement motivational
management centered on strivers, stimulate employees’ maximum initiative, and strive to ensure every employee works happily
while building a highly united and elite workforce.

The development of the machine tool industry relies on long-term accumulated experience and professional expertise. We adopt a
company-wide contract system, expecting outstanding employees to serve the company lifelong or long-term. Through an
honor-awarding system, we recognize talents who make exceptional contributions to the company, thereby motivating employees to
pursue technical excellence and professional dedication. Our goal is to cultivate a team of highly influential professionals in both
society and the industry, driving technological innovation and quality enhancement.
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CUSTOMER-CENTRIC CLOSED-LOOP QUALITY MANAGEMENT SYSTEM

BERBRRINTKIENER. AR "REREWMEZ T HRERNE ™", “UEAMEEN I ZNmRE™RR

AR AU A NEXFE WRBIER BELERBEREN, AT E5. MERPOCAMEIF N TIES A S MM ERE,

Sk S RFBEXREH, FFEGFREN RL2REEE; S5KKIG, @RS mBEX A AMELA R NEES T, BIUE
LEBEALEFTEERE P AR REEEER, bl SRELE . ¢
MEMENE B Gt FE, Bl 15k B2 REEHIER, MNAB K. EL*“ N0\ e e 2 b D
AR PR P ORE TSNS E A, B RIEIR R T IS TIR, (RIS 807 Bk i
RENRUASTRER, B2 RE5NREEE, BAOTERR +FRITEH "SR REEEE. [
ICy
¢ Customer satisfaction is our eternal pursuit. Our company upholds the quality philosophy that "quality is the dignity of both the ‘fﬁg
LE + enterprise and its employees" and that "superior performance and reliable quality are crucial for product competitiveness." Adhering A=

B AF L. o to Total Quality Management principles, we emphasize preventive measures, economic efficiency, collaboration, and the PDCA

wr. 4 3 @ or BB GNRER T %R N s cycle methodology alongside an excellence performance management model. Fr
e B oA _'f‘[ I ) 5 o o e A Our management policy advocates pursuing excellence and continuously innovating in quality, environmental, safety, and health =
4 [ Lk Tk 37 B B LA ARHRL ok i R management while being pragmatic and striving for precision to promote harmonious development with stakeholders. We have A
: § . established a customer-centric closed-loop quality management system aimed at driving high-quality corporate growth. Bl

From raw material intake to finished product delivery, we implement a stringent full-process quality control system utilizing various

inspection methods such as self-inspection, mutual inspection, specialized inspection, initial inspection, patrol inspection, and final

inspection. Our Product Testing Center is equipped with advanced testing equipment and technology, capable of simulating 1
real-world usage environments for performance testing, ensuring high-quality standards.

The establishment of our Corporate Social Responsibility Department encourages participation from all employees in quality

management. We are committed to developing "excellence-level” quality management capabilities within the next decade.
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Digital Transformation for Enhanced Efficiency EXCELLENCE IN APPLICATION, GLOBALLY TRUSTED
REEIHEBEBFUHTERARAT S, FRFURRE TZRN. EFEBNREBEFFZOIAEES, TERNEEV RN NEE, B R ERESHEEFNIES T AR, Rt A2KER RIHRTiEY
ST £ RN ER LS BELER ARMNARLART W ERRS (ERP) = REDEABERRL (PLM). 10,0008 BB AR w2 AT
B o — - o % 2 S J = = ‘n 2 g e 7!:\ 4 g_;t' . "
RIEX R SRR (SRM) 2 U AP BT ER RS (MES)  BIEERRSL (WMS) IEAHRI5 BB RS ?fgz - HID?Ejﬂfiﬁfﬁggﬂf&ﬁ;m@%
~ \ o - Py —_ \ . ST N 14 : == ~ /A AE % EH“\!E%\ Y )
(APS) , KM R AZIMES DB BIEEF EEEFHTHNERIERE, BRAERYIARFUERMR KT BT i o e . . s
e e § ’ " BERE N AR . BARG ERL T RLIEE; .
SN BRI RS R ERS IR, B R AL RAEGH INEBAEHIE. RABR BOWRRILTBER, o
IN=3E O i = 4 i R = #* BB 2k SO = mAl 3 = = 82 ) _ ) _ _ ) _ ¥
ARSI N ARMEB MRS (FMS) , 18R EEMEBUEEMHEZaE), FM=4rMHREIES EEEEE As aleader in gear machine tools, our products deeply empower high-end equipment manufacturing and industrial development, Z
B ENE, 1@ TERPAL SN IAE S . with over 10,000 high-precision machines delivered globally. Applications include:
N Advanced Manufacturing: Ships, rail transit, smart agricultural machinery, robotics. [E
5 Paip 8 b
By integrating digital manufacturing systems, we combine digital technology with process optimization, production management, }Endustrlgtllf ound-a(t:llo n: Construction macigmery, metallu_rglcal :l F avy 1:1du?ltry, _hftlmg A OO PRSI A A L ;b‘\
and quality control, achieving comprehensive optimization and intelligent management in production processes. Leveraging ERP, e e b ek L il i AR et gt ] A i . . @
PLM, SRM, MES, WMS, and APS systems, we facilitate information and data sharing from planning inputs to task assignments and Livelihood Economy: Automotive and motorcycle manufacturing, home appliances, port logistics, modern transportation systems. 15
CNC program management, enhancing digital integration levels within workshop logistics. Real-time monitoring platforms oversee
machine tool statuses and manufacturing processes, ensuring efficient production. Utilizing Flexible Manufacturing Systems (FMS), TENK =
we strengthen information and data interoperability, provide 3D visualized assembly guidance, significantly improve assembly T
quality and efficiency, and achieve industry-finance integration through the ERP system. Z
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Core Technology

ucts.As one of the primary drafting units for national standards in the machine tool industry, we have drafted and participated in
formulating more than 40 national and industry standards.

INTEGRATED PRODUCT DEVELOPMENT REZFTERNARZORARBIL, $3T SN TEMFHRE K, Bi5 B RGNS X BER, R %
MR F . AN AE —XBERA T WA A RBRBIER, 755 130K B ERIRFNE F, ERABEETF40R %&
N . . " ~ - i -~ —++ == FiES — /—\ , T l

KANEHE R LA P BREHN B ERL RN E SEFLAH, TESBHEMRMLER (PD)”, BB AT oL 3R, AT K H R T 300RME AR TZ, HEHI0RAERE, B &o ADRHFTLER
ERIBIET L A RS, RUERT I BRNES BR, RIEATN KWL ELERBRREF, 5HIEH R RN ERES S — BERHSSHIERSIMANTLATE0RT, *
- 2 ~ L O k L L" h_z
EOE BT ARIR A, RIFARF @BV LTRSS, CJMT focuses on the R&D of core technologies for gear machine tools, insisting on independent research, development, and manu- s
facturing of key components tailored to the specific requirements of gear processing, thereby continuously enhancing the market %

CJMT adopts a demand - driven R & D model. It focuses on independent innovation while collaborating with others, and uses an competitiveness of our products.We have a team of over 100 professional R&D personnel, holding more than 130 patents with

efficient IPD. This helps our company grasp industry trends and market needs, ensuring R & D is practical and drives product independent intellectual property rights, including over 40 invention patents. In recent years, the company has successfully devel-
innovation and upgrades. oped and implemented more than 300 new technologies and processes, launching over 10 national and provincial-level new prod- E
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Industry-University-Research Collaboration I=*

REWES SR AR T UNNEFESZRENSIER AR, FEMERSEPRR A GBI T KR AR
BHRARE  ZMNBTAFE ZIRKFEFSFHRREE, HHEIRBIRARR RN AT 157, HREHERERTIARTTIL

2
iSpriiks 8 :
CJMT integrates various resources to build a multi-channel cooperative R&D system with universities, research institutes, profes- 3
sional organizations, etc. We will continue to strengthen cooperation with prestigious universities such as Huazhong University of :
Science and Technology, Hubei University of Technology, Henan University of Science and Technology, Lanzhou University of 5 jﬁ &

Technology, and China Three Gorges University, to promote the technological research and talent cultivation in gear machine tools, o —— 4
and jointly advance the progress of the gear machine tool industry. :
3
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Electronic Helical Guide Technology Hydrostatic Tool Post Technology
S5ESGNINSIEL, B FRIESINRARELTRE: B TS T E 2 B R B R IER P AR HR R, (5 R AR NI E RIE T HE T SR A R LA E . 1% %
LERERFH, BICNCRI AR AR A EBIREAINT; RARS 7 HEEN T HE A8 IR E, T RIRRE RACSM/minRESERES FREERE M RN, AT f)ﬁ:
2. iR BLERE, T T A B HAEAE ERVEEERHREN. I
3CE&HEIEARIEINEE, THAMIBT A AMEINEE, = miEEES, By precisely controlling the gap between the tool spindle and its sleeve in the gear shaping machine’s tool post, a hydraulic oil film of -3
) . . . . _ . . specific thickness is generated. The stiffness of this oil film ensures the geometric accuracy of the tool spindle within the tool post. JJE,V,
Compared with traditional r_nechamcal guides, electroglc_ helical gl_.ude technology offers the following advantages: This technology enhances the stroke speed of the tool spindle assembly, achieving an average stroke speed of up to 65 m/min, while o
1. No neec! to replace the guide, CNC enables the machining of helical gears at any angle. maintaining stability and reliability at high speeds. It is applied across the full range of cylindrical gear shaping machines. =
2. Convenient product changeovers, shorter development cycles.
3. Equipped with a helix angle correction function to compensate for workpiece thermal deformation, ensuring higher
product accuracy. E
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ERTA BRI, Bearing Worktable Technology
7 Ly by e -— . = 3
/B RN, THFeseh (TIFG) KA M AE AL 18, A AR AL E 1S, BRHES :
oh, BRI/, TRFRFBE S, RRERRFF LS, Bir R E SRR NER, BEREME R,
4
» — - In medium and small-sized CNC gear shaping machines, the workpiece rotation axis (worktable) is positioned and supported by .
O omrvens MO | @ M7 emnn newsisr | @ oM cmmnme YRWSEN . | i . . . T S > & : . s £
s = = e spindle bearings, replacing the traditional tapered hole positioning structure. By using rolling instead of sliding, this technology
1 5‘; | ;g?ﬁiﬁa’ s T zhEe - . e e adacr—= reduces motion resistance, achieves high rotational accuracy, and ensures excellent precision retention. It better meets the demands
5 e o el [ e 2 ! . 2 s | of high-speed rotation while offering a longer service life. 5
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Precision Hydrostatic Worktable Technology

RENKNEIHR T FEHTAREX, HXRATHEERE, SAHZUKN, BEFTEFNPRHELFERE
FEAHZUEENFET  STFaAHAERLN, A E T EEENERMUBEFRBLALUBENES, RIRE
RIERAREN DS EIEEHIRIEHISS, SSEIXY R A ERIER, MR TSR B EN T,

PSR ARBRAN REN EVFIR, THEFH (TIFE) RBBELFERAR, DEAE R HEFLE AL
.5 ETEe BBEmE/NIHEEF/ N RESTE AHEN K JERBES RSN KEFN <o

For large gear machine tools, the rotary worktables are equipped with load-relief devices due to their heavy loads. When load
variations are significant, manual adjustment is typically required. Hydrostatic worktables can self-adapt to load changes: When the
worktable load varies, eddy current displacement sensors installed in the oil chambers detect positional changes and transmit
signals to the hydraulic servo power and pressure proportional valve controller, which regulates pump output flow to achieve
adaptive adjustment of the worktable.

For medium to large gear shaping machines, gear hobbing machines, gear milling machines, and similar machine tools, the work-
piece rotation axis (worktable) adopts hydrostatic worktable technology to replace traditional taper hole positioning structures.
Hydrostatic worktables offer advantages including low motion resistance, reduced power consumption, wide speed range, high load
capacity, superior rotational accuracy, and extended service life.

o TTiEIFR{E B A

Zero-Clearance Transmission Technology

EWHBRER RN REBEIRAANE T HMERBIIRG, LI SREEREIRERKTIZREM, RPTIR
FHERIFE AR RAABRERBRLEN, T2 ERME IR, RIENRINTE BRI iR R E R
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Differential Gear Backlash Elimination:The main motion of the hobbing tool post is driven by a high-power spindle servo motor
and transmitted through a high-precision gear pair to the hobbing tool post spindle. The end transmission gear of the hobbing tool

post spindle adopts a large-diameter differential gear backlash elimination structure, completely eliminating transmission clearance.

This ensures sufficient rigidity, vibration resistance, and precision retention during machining. (Patented technology)

Dual Worm Gear Backlash Elimination:In large worktables, dual worm gear technology is used to eliminate backlash in the worm
gear transmission, ensuring efficient and high-precision machining.

Guide Rail Backlash Elimination:Steel-inserted guide rails are combined with rolling elements to ensure zero backlash in the linear
axis motion during the cutting process of heavy-duty machine tools.
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Large/Small Stroke Automatic Adjustment Technology
B FIEHIRA SRR, KB BENARIMTIEBEEE, IRARBER T AT ERHFGTEE,

Through digital control technology and servo adjustment mechanisms, automatic adjustment of large and small strokes in CNC gear
shaping machines is achieved, significantly reducing the labor intensity of manual adjustments.

o JIFEEBH HIRIEHIFAK

Direct-Drive Torque Motor Control Technology

EBFERERSIIEEN. B AN SVRP, €RZ M NERNEEERD, @ HHLEEENRSBESS, &
I TABERLAGBS R X ARIKIT T KPR F " ZHE P IRELFIR A

In machine tools such as electronic helical guide gear shaping machines and skiving machines, multiple torque motors are used for
direct drive. This achieves higher rotational accuracy and synchronization precision of the spindle, enabling gear machining accura-
cy to reach GB5 standards. The technology has been awarded an invention patent for “Multi-Axis Synchronous Error Control
Technology”

o HEj ETFHRHIXAR

Automatic Loading and Unloading Technology

REBIRM BN B (B ) HIZR KTV AR BN LALFRRA R, W THEIIEOHT TInEW,
DR ELRY 8], SR AR A E P MBS

We provide solutions for single-machine automation (material bins), gantry systems, articulated robots, and automated production
line integration. Standardized workpiece clamping interfaces have been implemented to reduce changeover time, maximizing
efficiency and enhancing customer value.

KHE"
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o BEINTIERAR

Automatic Gear Tooth Alignment Technology

B BRIk B AR U X, R8T R
A BIERI AN FSBALR L, LRI BB
HINEE, Al EEBAS NI BEEMNTE
B

By using probes or non-contact switches on
high-efficiency CNC gear shaping machines and
CNC skiving machines, automatic gear tooth
alignment functionality is achieved. This meets the
requirements of roughing and finishing combined
machining, as well as hard gear surface machining.
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o BIIAWERETIMITHRA

Cylindrical Cutter Machining Technology for Skiving Machines

FETZEANEEIESETINIIZ0E, AIKMEEAERZETINT, SEANES 8L, EFUTRS:
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We have developed specialized software for cylindrical cutter and skiving tool machining processes, enabling the machining of
cylindrical cutters without a relief angle. Compared to traditional conical cutters, this technology offers the following advantages:

1. Cylindrical cutters can be reground more times, reducing machining costs.

2. The gear profile accuracy of cylindrical cutters remains consistent before and after regrinding, eliminating the need for machine
parameter adjustments.

3. Workpiece gear profile machining accuracy is highly stable, making it especially suitable for machining the arc teeth of RV reducer
needle shells.

o TELMMIRA

Online Detection Technology
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By integrating digital probes into the CNC system through
secondary development, in-process monitoring function- .
ality is achieved for real-time inspection of pitch deviation Wy s
and cumulative pitch errors. The inspection results align e e
with coordinate measuring machine (CMM) accuracy,
with a pitch measurement deviation of 1-2 pm.

o SFEIMRIEFIRA

High-Precision Grating Scale Control Technology

B SRR ENMRITHIRARNBR S, BUTEEN S 7 REER (215N EMFEE2.5um, EEENIE
E1.5um; i B2 (Y13 I E B EL Tum, EE EAFE0.8um; TIES (Yi) £1+2000mm, EAIAEE4.3um, B
EEfﬁZTumo

Through the adjustment and optimization of high-precision grating scale control technology, CNC gear grinding machines achieve
the following precision levels:

- Positioning accuracy of the grinding wheel dressing axis (Z1 axis): 2.5 um, with a repeatability positioning accuracy of 1.5 pm.

- Positioning accuracy of the grinding wheel dressing axis (Y1 axis): 1.7 pm, with a repeatability positioning accuracy of 0.8 pm.

- Positioning accuracy of the worktable (Y axis) over a full length of 2000 mm: 4.3 um, with a repeatability positioning accuracy of
2.7 pm.
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Gear Manufacturing Software Development Technology

RFEBIERATF XA RBRREMNEE S, IR 2%t 7 BEBEAIRFR " BRANERII T T Z0H R4, &
SRIREAMIHIER, RAREEBEAA MELSHRINI, AE “TaeiRz". "B Bi212” F1h8k,

Through the exploration and efforts of our CNC technology development team, we have independently designed an "Embedded
Gear Machining Process Software" system with proprietary intellectual property rights. This system achieves user-friendly operation
while meeting the machining needs of customized parts to the greatest extent. Built-in functions such as "Energy-Saving Mode" and
"Power-Oft Memory" further enhance usability.
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o RIEATZHKAR

Hobbing-Milling Compound Machining Technology

E—aVR LR RERT. %7, BB ERAN T BEGRF, — XL HE RETFNES,
AR BB R ACAIIN T iR BN TR BB PR 7 I LAk A<, (ENE )

ot

By simultaneously installing hobs and milling cutters on a single machine tool and leveraging our self-developed specialized control
software, compound processes such as gear milling and hobbing can be completed in one setup, automatically achieving the machin-
ing of large precision gears. This innovation improves machining efficiency while reducing costs. (A domestic first)

o HEEMIUIERS

Intelligent CNC System

LEEATRIINER N, BEMAHMIRE, 18IT ZRE. ZEFHANRE, SURBBERANER, FRERR
ERNE WER N EIERGHT RFR, BEASHUFEIRE N TRFICE AR EREMNSIRE. THRTEEH
EVEHRERINTIENRE, BEERSVRNARET

Tailored to different functional requirements, our self-developed HMI interface is designed for ease of operation and maintenance,
minimizing differences between various CNC systems and lowering the professional skill requirements for operation. Through
secondary development of the CNC system, features such as parametric programming, machining selection settings, intelligent gear
meshing settings, workpiece size temperature compensation, and special gear machining are enabled, significantly enhancing the
machine's application capabilities.
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o FAESMIITZ/RA

Skiving Compound Machining Technology

ERIEN ERETIE, AEEE T BRG] BAIRT)F, ST UNMS AN B4, BB EMANT A
M, —REFENSE MR ER RS EHE AAFESIT, RUEETZERMINT, BRI EE
BR— U T, # =PRSS TRERNRE.

By equipping skiving machines with tool magazines and configuring turning tools, roughing and finishing skiving cutters, chamfer-
ing tools, and more, combined with industrial robots and automated production lines, our self-developed specialized software
enables compound machining processes such as turning, rough skiving, finish skiving, and chamfering in a single setup. This
achieves intelligent skiving processes, automatically completing integrated precision gear machining, further improving machining
efficiency and quality.
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o BIEHIKIEHIFHA

Hydraulic Direct Drive Control Technology

RIEEREREFIRABRGRESBIZERS, A BN REES L, B RIEIEESEBVBERKAT IR,
WIS E L AR ARSI RIE, SUEIR IR, KA ZE S RAFES], SR MR PR EIRE, 1Z
BARBHAEERAS, XFHERER, EBERARKERSRE.

Integrating hydraulics with CNC systems, hydraulic direct drive servo control technology enhances response speed and intelligence,
preventing precision loss and overshooting caused by command delays. By optimizing the control principle of high-frequency
reversing proportional servo valve banks, improving spool design, and employing multi-layer pilot closed-loop control, this tech-
nology achieves rapid and precise directional changes in servo cylinders. Compatible with gear manufacturing expert systems, it
supports intelligent management and control, significantly enhancing system performance and stability.
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o EXEhHMLIMIRA

Linked Axis Switching Technology

EEMUR AN _EN AR HER ST K, RIEE TSR Y5 B C. Z4HEXE), SSHLREREI RS ET),
HERIN TR0 A 7] RE B THFBE IR MH.
Applied on horizontal gear hobbing machines, the linked axis selection and switching technology enables the tool feed motion

Y-axis to work in conjunction with the B, C, and Z axes. This allows for uniform tool feed during hobbing, eliminating the impact of
tool wear on workpiece machining accuracy when processing long spline shafts.

o A\FNBIXPIMIHEAR

Automatic Centering Technology for Herringbone Gears

ENURENEB AFE BT MIEAR, A Bpl
ENTAFEIANEERO, SHRIERGFEINPOL
R T BRI RIE, RIMAFEB X INT,

Horizontal gear hobbing machines feature automatic centering
technology for herringbone gears. This technology automatically
measures the reference center of the herringbone gear workpiece
and compares it with the center coordinate point established in the
CNC system for automatic correction, enabling automatic centering
during the machining of herringbone gears.

o ImIFLEIF RS RA

Remote Maintenance Service Technology

nEEE = XK ERTRE S 4BIETERSE, KATHERMEARMAREN A5 R R,
SRIVERHE SRAY ia 4% 73 I 2 IRRA 0 4, SREL BT A PREPE BBV DT FNRER, M CE B P SRRV ER
30, 128 R MR R I THRAGHEIMEN, e SR A] S 1% E seFER N,

Our company utilizes a cloud platform to remotely collect multidimensional data during the use of machine tools. With advanced
detection technologies and rapid testing and optimization techniques for machine reliability, we achieve real-time monitoring,
classification, summary, and modular analysis of data. This facilitates efficient monitoring, analysis, and resolution of CNC machine
faults, thereby improving customer experience, increasing good product rates, reducing machining defects and unexpected down-
time, and enhancing the reliability and efficiency of machine tools.

.14189°_CTR[1]*_CTR[3 I%M “me
i |

o e 2
HES R EL T

IFRIZHTE R

¥

b HMk

EEEC/F RS

SISNED



27

= R SIS
o SRERMIIFIT

High-Precision Hob Cutter Head Design

BIZRR AR TN BN, KASBEMNERED, RERERTHRLEN, S HFFREEIR RTIZKB XY
KR EMMEAREN, RT)EHARIKENEERKBAAER VEEHREN, ST2HFFRERIER RIEVIAINIE 2%
BYRINE R PERIGE BIERE 1%

The milling cutter head adopts a high-power variable-frequency motor, high-precision helical gear transmission, and hydraulic
flexible full-backlash elimination structure, completely eliminating transmission backlash. The hob cutter head employs a high-pow-
er water-cooled spindle servo motor, with the transmission gear at the hob spindle end adopting a large-diameter few-teeth-differ-
ence backlash elimination structure, fully eliminating transmission backlash. This ensures the machine tool possesses sufficient
rigidity, vibration resistance, and stability of machining accuracy.

o HLMERERMARS

High-Precision Linear Axis Transmission System

ARSI EAED, HETER
BRI R R R, R MR T AL
T B RE HRAONIZ E, SR AFFREAEH), AL
TAIBEREEH BRI, PR AR A,
R

This system employs high-precision ball screws for linear
motion and utilizes high-precision grating scales for position
feedback, compensating in real-time for mechanical errors
caused by thermal deformation and wear. This achieves full
closed-loop precise control, significantly improving motion
accuracy and stability while reducing maintenance costs and
enhancing production efficiency.

o IR IFEEHIXE

Direct Drive Spindle For Cutter Head and Worktable

IR [C1%% £ A0 TIFa BIF £ 3K B EREA, KA 7RE VAR TES R R RS @I X S B
W RSBHNAIBITH XAMANSEIER. THALANAR. THRTHETEHS RASHNSELE, IRSVIKREE
RYEM TR RN, BEVARSE. SHBIIMLIENX,

Both the rotating spindle for the cutter and the rotating spindle for the worktable employ direct drive technology, enabling the
power source to directly drive the working components of the machine tool. By reasonably controlling the interference fit
between the shaft and the motor rotor, appropriately selecting support bearings, implementing spindle cooling systems, and
properly matching dynamic balancing of the spindle unit and system parameters, we enhance the dynamic sensitivity and opera-
tional reliability of the machine tool, meeting the demands for high-speed and high-precision machining.
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E ' L‘*IJ E Stringent Raw Material Quality Control
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We strictly control raw materials using German Bruker spectrometers, German Zeiss metallographic microscopes, and tensile fr]

il > I e - testing machines. These tools inspect the chemical composition, metallographic structure, and mechanical properties of materials
i é E'L,‘ JIE, like castings, steel, and copper, ensuring reliable quality. =
Half a Century of Devotion E}E{
- Y,

BINAEREBNIZ IFHIERED. EENIERERRRTEENMIRE B, BESLLENINIIRE
500RAE, HIEHUERI0%L L, Edint EE. XE . RE. FRFHORBRERETIOREE, BN XNEE
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We possess comprehensive manufacturing capabilities, a robust process quality control system, and fully equipped machining and _
assembly facilities. We have over 500 advanced processing machines, with a CNC rate exceeding 90%. This includes more than 70 _ i

imported precision machines from Switzerland, Germany, the U.S., the U.K., and the Czech Republic, and over 100 precision EERE R NILN EERSEHEHENE EEWAYGATEBE KK MY
machines from top domestic manufacturers. Our strong processing and inspection capabilities cover rough, semi-precision, and

precision machining for all self-made parts, including machine tool castings, steel parts, copper parts, and sheet metal parts. This

fully meets customer needs for personalized customization and special delivery schedules.
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We use eco-friendly equipment to treat castings, steel parts, and sheet metal parts, ensuring no environmental harm during machine

tool manufacturing. Shot blasting and sand blasting are used for secondary aging, enhancing the mechanical strength and service
FEANGENRNRPE WNARINIUBFTRIN life of components.
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Gasting Stability Technology Heat Treatment Process
HUBRSS 1 R OISR B2 S R BUL AR A SE 1, 2 S5 12— R B SR BT3%. FROR BT S LU — R RN B, 18 HAMEBER N RSIEN X R TR, RI1— BB BT TS, BEENHRER 2T FRXTERLP. H08
SHENFEN AN TR DB UR DB, BRBIRET VKRB ERE % P HREAN P SR RN ENAEF RS SRR EIES,

The stress relief of machine tool castings directly affects the reliability of the machine tool. Key castings undergo one natural aging

: S A : : A ; > ial i hi f: ing, kept in - h 1 . W i
process, two thermal aging processes, and one vibration aging process. This fully releases casting and machining stresses, effectively Eleittreamiedh, & SLACILIbTE TCENING (01 SG RIS g, Has igys DEdr bt in - Hioise alill cantrolisble. Wi ofe 64 ppEd

e sisrie the bracision sehility of sur machine toale with advanced heat treatment facilities, including Aichelin multi - function furnace lines, well - type gas nitriding furnaces, well -
gthep Y ’ type carburizing furnaces, well - type tempering furnaces, high - frequency surface quenching, and glow discharge ion nitriding
equipment.
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Guide Way Machining Process

PRSI EERE 7 HRIMTHNIE #HAREEMBEE RS, BIONWERTNEXBFESNEENS .S
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The machine tool guideway directly determines the rigidity, feed stability, and precision retention of the machine tool. Our gear
machine tools feature hardened or steel-guided guideways. The guideway surface undergoes precision milling by a gantry mill,
semi-precision grinding by a surface grinder, and then ultra-high-frequency quenching to achieve a hardened layer depth of

2 - 3.5mm. After quenching, precision grinding using imported ultra-precision guideway grinders ensures strict compliance with
design requirements for the guideway and nut seat mounting base. The straightness of the guideway can reach 0.003mm/2000mm,
effectively ensuring the precision and service life of the machine tool's linear axes.
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WRIERIMITZ

Worm Gear Pair Machining Process

R RN EIIREBAZ OBE M, ENTHEENNEEERE T ~miBEEN~ . A8 BEERIMNSEE
IR E6A WITERS A BERTITIERMRTITFERS LG BHRIERIESNSE, WILBIBERLEISO2%K,

As the most critical component of gear machines, the precision and efficiency of worm gear pair processing directly determine the
accuracy and production capacity of the product. Our company boasts six high-precision worm gear mother machines from home

and abroad, five worm grinder machines, one German hob sharpening machine, and one hob profile grinding machine. Additional-

ly, we have developed five proprietary worm gear pair meshing testers, achieving a precision level up to ISO Grade 2. This
state-of-the-art equipment ensures superior performance and unparalleled accuracy in our gear machining processes.
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Cutter Spindle Technology
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The accuracy of the machine tool spindle directly determines the installation precision of the cutting tool. Our company is equipped
with a series of high-precision machines, including German Hofler gear grinders, Klingelnberg gear grinders, Hardinge ultra-preci-
sion grinders, spindle grinders, and spline grinders.
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Housing Processing Technology

FaXBEEHTIRE. TS BIR K. UFSENEERIEE, ARRESHNIEXRSI#HT —RTIE
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The precision of key components such as tool holders, workbenches, milling cutter heads, drive boxes, and columns is particularly
crucial. To meet the demands of component processing, we have introduced a series of high-precision box processing machines from
both domestic and international sources. Our equipment includes 5 Swiss DIXI coordinate boring machines, 4 American HAAS
machining centers, a German SCHARMANN horizontal machining center, a French BETTIS vertical grinder, a Taiwanese Buffalo
machining center, an Yawei gantry machining center, and a Kunming machine tool machining center.
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Sheet Metal Processing Technology

IR RRE L mRMehE], NMURFH ™ i E, BEEF NS X UHHRE BEE IR RERAEY
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Product appearance protection, the crystallization of technology, quality, and creativity, not only improves product quality but also
shapes product style and cultural identity. With the increase of environmental requirements, full protection has become the first
choice for customers. Our company has a 10,000 " sheet metal workshop equipped with advanced machines like laser cutters, CNC
press brakes, welding robots, and powder coating lines, enabling the manufacturing of machine tool sheet metal parts.
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Scraping Technology
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Scraping eliminates slight deviations that cannot be addressed by mechanical processing, accurately fine-tuning the mating surfaces
between components. Post-scraping, the surface structure of the workpiece becomes denser, adorned with herringbone patterns,
swallowtail patterns, or fish-scale patterns. This "micron-level" peak and valley structure not only enhances aesthetics but also
ensures ideal lubrication effects, significantly improving the precision retention of machine tools.

For many years, our company has consistently applied scraping technology to critical mating surfaces. We boast a professional team

comprising over ten senior technicians and skilled craftsmen, achieving geometric and dimensional accuracies that even high-preci-

sion machining cannot attain. This dedication to craftsmanship ensures superior quality and performance in all our products.
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Precision Detection, Quality Assurance

:
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Our testing center, authorized by Yichang Quality and Technology Supervision Bureau, operates in accordance with China's Metrol- %I]
ogy Law. It holds a third - party status and specializes in instrument calibration, mechanical part and gear detection, CNC machine 5
tool accuracy detection, and offers technical services, consulting, training, and instrument repair. —
We are equipped with a full range of metrology and testing equipment. Our conventional physicochemical metrology instruments .
include universal tool microscopes, universal measuring machines, metallographic analyzers, hardness testers, and tensile testing I l
machines. Additionally, we have over 40 sets of world - class metrology and testing equipment, such as Klingberg gear measuring "B
centers, Hexagon CMMs, Zeiss CMMs, Renishaw multi - beam laser interferometers, and Keyence automatic image measuring & — i
instruments. 2
Our detection covers the physical property tests, chemical composition analysis, and material heat treatment process inspections of :
incoming raw materials. It also includes the geometric accuracy inspection of parts, the process control and final inspection of
machine tool assembly, and the inspection of purchased components, electrical parts, and component assemblies. This comprehen- 3
sive approach forms a full - process quality control system from parts to complete ma -
We ensure precise detection and strict quality management to make sure each machine eets the highest standards and creates _
outstanding value for customers. ' . 4
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PRODUCT LINEUP
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Machine tools, as industrial mother machines, are the foundation of equipment manufacturing. The ultimate goal of brand building
is to create and dominate a product category, becoming the customer’s first choice and an industry expert—the "category king." Our
company specializes in heavy and large, small and precision-efficient gear machine tools, specialized machine tools, and remanufac-
turing. We enhance product competitiveness in gear shaping machines, gear skiving machines, gear hobbing machines, gear milling
machines, and gear grinding machines, while accelerating the development of honing machines, deburring machines, and gear
machining centers to achieve full - category coverage in gear machine tools.

We have developed various CNC precision gear - cutting machine tools. Key products include CNC gear shaping machines (specifi-
cations 120 - 5,000 mm), CNC gear skiving machines (150 - 650 mm), and CNC cylindrical gear hobbing and milling machines (450
- 8,000 mm). We also offer gear grinding machines and CNC rack - cutting machines (320 - 3,000 mm). For the steering industry, we
have CNC sector gear shaping machines; for the gear - cutting tool industry, we have CNC serration machines. We can provide
customized process equipment and complete gear - cutting solutions, covering cylindrical gears, worm wheels, sprockets, racks, and
complex gear profiles.
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B CNC GEAR SHAPING MACHINE

WE S BENRRIA -

CERTIFICATE

Synonyms for Efficiency and Quality =

mERZ, IBEE, RESRTISHBEHEN, MET Z2EH
BERERIURSERE, ARZ TR PENKIATIHEIT
A EmBREHE " BERIMHE". "FRR F BUIEH AR
TESIAER “FIELRTEES~ MR

With the widest range of categories and the most comprehensive specifications, we offer a full series of highly efficient CNC gear
shaping machines. These machines incorporate years of experience in customer-specific design and customization. Several of our
products have been recognized by the China Machine Tool & Tool Builders' Association with awards such as "Top Ten Product
Quality, "Top Ten Independent Innovation,' and the "Spring Swallow Award." Furthermore, our CNC gear shaping machines have
been designated as "Manufacturing Single Champion Products" by the Ministry of Industry and Information Technology (MIIT).
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SIGIEUNEE e e Syl
CNC HIGH PRECISION (SMALL MODULE) GEAR SHAPING MACHINE

MR =

Machine characteristics

L7JAEMRARESARK, TEEXAIEBIER, BERTIAS THSHKERKD;

2. KERAENMEREELSHT, XMRAFES, H/ MERER N THEHATRK,

3. EEThEI IS INECE R E, B/ )\ WA B B E RO 5 | 2RIFRES, IRESVURS RN TAREN;

4 53 MEEISRIEE NN T, BEEEE AL IO, HRIETIEFAR;

S5 HRTI BRI ERECER T 7 B RRE, %2 iR F5k BN % E AL THRERXGA T BAHRE;
6. YGXS112AE B/ MESIRENHITE ™ RIVER T ZE XK, BN THE LA R ERS R,

1.Cutter spindle with hydrostatic bearing technology and worktable driven by torque motor direct drive ensure high-precision
synchronization between cutter and workpiece.

2.High-rigidity roller linear guides on the machine bed and grating scale closed-loop control meet micro-feed requirements for
small-module gear machining.

3.Counterweight device added to the main motion crank mechanism reduces machine vibration caused by mass eccentricity,
enhancing stability in high-speed machining.

4.Dedicated tool retraction cam specifically designed for small-module gear shaping ensures smoother tool retraction.
5.Magnetic separation precision filtration device integrated into the tool cooling system prevents residual metal particles in coolant
from scratching workpiece surfaces or damaging tools.

6.YGX5112A high-precision small-module gear shaping machine adheres to stricter assembly process standards, achieving gear
machining accuracy up to GB/T 10095.1-2008 Class 5. n

2k
YGX51124

ESEAHBARKERD:

(e R IEr il R KD, et “Yexs2
PR R B R TR 02000 1 -G -k
et Lk

o E R T 2
—o-—%#EA

B AREE THE MAIN PARAMETERS

Dimension

Bs
B4 Type
Description YGX5112A

A TIMEER
rﬁx, external gear diameter mim 120
BAMIAEER mm 100+D7J
Max. internal gear diameter
BAMTIEH o 5
Max. Module
RAINTER mm 30
Max. face width
AT PERE mm 40
Max. stroke length
ﬁﬁﬂmﬁﬁfg str/min 125~500
Stroke speed
WL TIETIE mm =03
Cutter relieving =y
EETRABRAER = = 20
Adjusting amount of stroke position
7IMER
Spindle diameter e 65
TEass
Diafrfge%ﬁwrktabie tam 240
AT OEE T ES AR mm 50~150
Axis distance spindle /worktable
JinEE TEEmES .
Surfaiﬁgdistance spﬁ\die /worktable JEAL Ll
MRS :
Total power kW £920
KBS
Total weight L £94.5
MERINERT (M, KX R XE) m 3.5x3x2.1

Pz
L. ERERCERNESE, RELUTY

I
2 ABRELIENRIET, AFMPER
S @B R AR,
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CNC SMALL GEAR SHAPING MACHINE

MR =

Machine characteristics

L ENMERS 2T MASNEE R, SRR D
2RBRITAABE, ZRHE, 2FFNBRRESRTIHBERM;

3VIAERAIFIE SR 15 2 2E AL R A R RIS AR IR §l AW B E R D TR LUK R

REMERARIENKRESREN.;

4 SER AR THENLR SHERR)N, HERIERABL;
5. T X efhir, kit mE 7R R ER, AR IEmRMR.

1. The high rigidity bed has been completely redesigned
with an increased guide rail cross-sectional area, and
casting structure thermal deformation analysis ensures
superior rigidity.

2. The bed is designed with a large angle for efficient
chip evacuation at multiple points. Full stainless steel
coverage meets the requirements for dry cutting chip
removal conditions.

3.0ptimized closed-loop control feedback, a cooling oil
refrigeration system, stringent process control, and
stainless steel coverage minimize thermal deformation,
ensuring high stability. Closed-loop feedback compen-
sation further enhances performance.

4.Integrated design minimizes the machine tool's
footprint, making it easy to transport and integrate into
production lines.

5.The machining area is fully enclosed, with an optional
oil mist separator that improves filtration and adsorp-
tion efficiency.

T =

Y

E{"’ BRAE A

&

i THEnshfutas g
ETFIE el 3 DA ik el Bl

“YKSS132 Byl ™ Pl dzonst

ME SN B, SRl TR

mug{x&.ﬁaas 2|

S, o .

T hEMBF A0

(TR JE k2 W de ity v, st G
SYRSSI20 B il Wit bae i
| WEEE LR, e R

L

DERE RIS
e EAEA i~

Q (IMT KIER

.h‘?”-‘ii:a

T'KHEIEH

FAREE THE MAIN PARAMETERS

Dimension

"s
BHR Type
Description YKS5132H

YKG5132J YKD5132H YKH5132H
BAMIIMAERE mm 320 320 320
Max. external gear diameter
BANMINEER
Max. internal gear d:fameter ILr 220+D7] 220+D7] 220+D7]
BAMIIEEK
Max. module i 6 8 8
BANMTAR
Max. face width s 90 90 90
WATIHRKE
Max. stroke ingth L 100 100 100
RS T IR i 2 - "
Sl st/min | 150~1250 125~2000 125~2000
BAETILTE
Cutter relieving mm =03 =03 =03
BETTIRERES
Adjusting amount of stroke position thiH 30 30 30
i I REHME R mm 31.743 31.743 31.743
Diameter of cutter neck

E/

ggﬁ:lie Ei%ameter i 85 85 85
TEEEE
Dia‘rﬁeterﬁc} worktable i 325 420/325 420
IEETLE
Diame:tler of worktable bore L 100 120/100 120
IEarRERIAE o 0 0/+12 0
Sloping angle of worktable
ST OEE TIEE ML ZEERS -110~ -110~ 10
Axis distance spindle !\E:rktame fRL 130265 110500 110-250
FHREAETFEMEER - % "
Surface disia:nce spﬁﬂldle Jworktable i 140~270 140~270 140~270
ZRSRZIE S
Hiee kW #4925 #928 £530
MREE
Total weight ’ £35.5 99 £910
HleebPR (Shith wXEx®) | o | 30sexax26 | 35x32x239 3X2.51%3

=
1. ER RS RERSE, BELISRY

Pk H

2 MR S PR, 2 0R1R, P aliRiE
EIRR BT,

L AERFEMFNRET, EFRPER
FIF= s g i,
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AREE CAE TS ]!

CNC MIDDLE GEAR SHAPING MACHINE

RS =

Machine characteristics

1.8 T 3K B SRR ST R BTN A R, IRSFE E, TIHIRE AA90m/min, SEH SR HIEHIEK;
2 A/ BRETLIES BEhbE S/, URERE 158, T E S, BiFtH R RN EXK;

3. 7)H R EIINAE: 4558 T =ATIERTIE), 128 T AN T RER ; (D)

4. AIMS BB BohbIZE S, RIEA S, RS BINE ; (EE)

S ESHAHFEER DRUMRED, BRRISS, RSEIIEE, 185RNIM4,

1.0il film support reduces frictional heat generation and enhances precision. Cutting speed reaches

90m/min, meeting high-speed stroke requirements.

2 Bearing/Hydrostatic Worktable: Low motion resistance, strong anti-tilting capability, and high

rotational accuracy, optimally satisfying high-speed rotation demands.

3.Spindle Quick Return Function: Reduces non-cutting idle time and improves machining efficiency.
(options)

4 Internal/External Gear Automatic Switching: High automation level with user-friendly operation,

significantly enhancing setup change efficiency. (options)

5.Backlash Elimination in Transmission Gearbox: Reduces vibration, lowers noise, improves transmis-

sion accuracy, and enhances rigidity.

2 -
i s e e -
; x . Lk 1
24 45 oo et

ThenMmAEMAARS

“YRSTS0 SR a0 eiE 1y
PN AL, SR Ll N

SRNETATEHE
—O—LERA

Py e —

R
A B9 '

| ABERARTRAMLA
; ERRERERRGEDD, GRG
“ YK5150DSKER& M " ®iFH20138E |

| EFREERE, WRTLEE.
=

FAREEN THE MAIN PARAMETERS

B=
gﬁ{ Type
Description

YKH5150N YK5150J YK5180C YK5180D
RAMIIMEER
ﬁzx. external gear diameter e 600 600 1100 1100
BRAIIAREER
Max. internal gear diameter L 500 500 800 800
AN TR
Max. module mm 10 10 12 12
B mm 200 200 250 250
Max. face width
HRETIHIERE
Max. stroke ingth L 220 220 270 270
AT AR sw/min | 40~600 40~600 30~400 30~400
Stroke speed
7L )&
Cutter relieving mm 20.5 20.5 =05 =0.5
EHTITIR BB o o o o »
Adjusting amount of stroke position
BT REWMTER S 44.413 44443 44443 A
Diameter of cutter neck : * " -
JHE®R
Spindle diameter mm 120 120 120 140
TEEER
Dia‘rﬁg‘eraoﬁvorktable mm 700/600 700 900 900
THEEFE
Diamé:tler of worktable bore it 140 140 320 320
TEaafmfpiAaE o
Slopinmg angf& of worktable 0/£10 0 0 0
BETTMOSETECHMOSETE | on | 404400 0 = o
Axis distance spindle /worktable
I E LFSEER mm | 255525 255525 285605 285605
Surface distance spindle /worktable
HARSINE
L kw 435 435 435 4942
HFREE
Total we%ht ¢ £912 £499 £916 £4916
MRTMRT (B KXEXE) | m | 405%36x325| 4x24X33 | 462x421X35 4E2XA21X365

&

1. ERNERCEENSE, BEUEY
JIHE;

2 5NABAIP BRI 2851, BPERIE
EIRRBHITIER,;
3ABRELIFNFIET, EFMPER
S RsHERgiit.

50

ZishH Ak

5
D
o
&
[
iC)
]
=



* Eg ﬂyé&j:gg j:ai JIJA:I *}'L EARSEL THE MAIN PARAMETERS

i
CNC LARGE GEAR SHAPING MACHINE L Type s
Description +=
YK51125E YK51160D YK51250E YK51350 F2
MK = il
Machine characteristics mfzft]e:rf;wgf:ﬁiameter mm 1250 1600 2500 3500 e
! . kT e 3 i . RAIMNLTAEER EE
2. A TR A SHBIR REIE, BRELA TR, . %
. S BAMLEL mm 16 16 25 30
3R FRIEITIZEB AR, RIFA BRE; May. module =
3 . - A = b b ~ = 2
1.High Rigidity: The machine adopts a large-column feed structure to ensure high rigidity. %ﬂ!
2.Smooth Feed Motion:The feed guideway assembly is equipped with a load-relief mechanism, BETHERE mm 330 330 430 530 =
Max. Stroke length
guaranteeing smooth feed motion. i gt
3.User-Friendly Operation:Features automatic stroke adjustment for convenient and efficient R T SR :
operation. Stroke speed stmin | 15~150 15~150 15~120 15~120
4 High Load Capacity:Incorporates a unique hydrostatic load-relief design on the worktable, :
enabling exceptional load-bearing capability. éﬁu?‘iﬁ;ﬁg%g mm 20.5 =0.5 20.5 =0.5
BATHTIEERES
Adjusting am:wnt of stroke position mm 50 50 60 60
o 27 ’_-zc
S Tl UM E mm | 8891016 8891016 | 889/10L6 889/1016
Lprmah o THEE
i Spindle diameter AL 140 140 160 180
L mm | 1300 1600 2100 3000

Diameter of worktable

; 3
IfEaTE mm 300 300 500 600 ~

Diameter of worktable bore

HRATHOEE TIFRMOLEERE

e o it Sl Naarktab e mm 0~800 0~1000 240~1500 750~2100 :
E EEEEE DUSSEIZTFOEIR e | mm | 250~630 370~750 260~750 460-1050 |

@ﬁ%‘ﬂf KW 2550 24550 2550 4552 ;i;nmmﬁﬁﬁgsﬁ@t#,ammm .

| L t £30 #4136 £945 #4955 S BRI i

" MRS @HIE KXEXHE) m | 6x5.2044 6X5.7x4.6 | TX6.6X5 0GES5E | coi et TR '

(o 2E A=

52
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CNC LIFTING GEAR SHAPING MACHINE

KR

Machine characteristics

L RN IRTH AL PR B R R T 185, (T2 ERE S E;
2 5B ERBINER ZEAENN T, 5] —REHRTH,

1. The lifting mechanism drives the shaping housing with the spindle to move up and down
along with the vertical guides, easy to adjust actual cutting position.

2. For cutting double and multi-connected gears with gear angular position requirements, it
can be clamped at one time.

A D il
T LNARABA % .Uﬂ o oC |
S LAY K TSSO A bR yKT518
Al b R L N SO CMT20100: 884, 3F
AL I s ETMT Mg

P A
PMARLALE R
SO—=0R BN

FAREE THE MAIN PARAMETERS

Dimension

e
% ﬂ‘ Type
Description
YKT5132A | YKT5150C | YKT5180C | YKT51125C | YKT51160C
RANMIIMEER
ri'lﬁéx. external gear:giameter mm 320 500 800 1250 1600
= 12
e L mm | 2204073 | 600 1100 1600 2100
RAINIEE
Max. module mm 8 10 12 12 16
ifgﬂiﬁf mm 90 200 250 250 350
HEATIPRERKE
Max. Stroke i'n gth HIH 100 220 270 270 380
ET) R B y i i
Stroke speed str/min | 125~1250 | 40~400 30~240 30~240 20~150
WEETIET)E
Cutter relie\firf SLiL =03 =0.5 =0.5 20.5 =20.5
TIGRBHIATIRZ
Axial slide travelof cutter head m 300 400 500 500 500
ST REMNE R
Diameter of cutt:r neck mm 31743 31743 44443 44.443 885
gﬂ%ﬁamaef mm 85 100 120 120 140
TEEER
Dia{r’rf el?er 01 worktable mm 420 700 900 1300 1600
£,
:D]%a{r)ﬁé?e?%ﬁworktable bore mm 120 140 320 300 300
EETOAE TIFEMOSIERE | mm | 110265 | 40450 |  0~640 0~800 0~1000
Axis distance spindle /worktable
7ISIRE E LIFS ERE mm | 85~485 | 150~770 | 200~970 | 420~1190 | 550~1430
Surface distance spindle /worktable
BRI : ,
Total power kw £930 £935 £4942 £950 4979
VKES
Total weight t £912 £916 #4921 #4931 4947
HURSMERST (EMIfF, KXBEXE)  m |355x326%29]432%42x39 | 452428345 | 6x535%452 | 64x633%552

=
1 ERUERSEENSE, RELTY

bok:H

2 SMIBAIR S B IP. 2Bh1P, AP BIRIB
KIFMEBRATIERE;
3ARRRAIFNFIRIT, A FMPER
S RsiERiit.

Tip M

FECF  RESHS AR

(o 2E A=



J3 RERFTHE LA,

CNC HELICAL GUIDE GEAR SHAPING MACHINE

MER =

Machine characteristics

1. BB FRE S | 1R Te A T 45 ZSEREINBVIRIE LS, A GAAX SREI T,

2 MR EE TN TSR IRZ B IR AN BN A, 1t Tz REREN B, FahHEiE, NI1teT, ¥ E R 5,
\ReAFENE, AEHBEIRYE, BIRFEBRL TR ERIFE,

4. ghiRih B A B s FEIhae, HFREsh I ERRRO T, (RESINT;

5. BohEIZER, BFA & CHMMmEXEh, A& ATIEE AR JIRBAI R EARIL T FINEE;

6. EE IR IEZETEABITNEE. fHRE (IR TR MFHRE) RE B3 7T 1A T R LA AL BT E 5 (8] SR th 3 N FIKS B,
HIMNERT LR —MHBFRE AMR(E, MAMRREE R AANIETTY, RIEFEE Al AR R o

1. Electronic helical guide:allows the operator to change the work-
piece helix angle(= * 45°)by simply entering the lequiled valyes in
the dialog program.

2. The spindle motion and the cutter rotating motion are driven
directly by torque motor.The cutter relieving movement also driven
directly by the servo motor, short transmission chain,good rigidity
and reliable precision.

3. High safety and reliability, with power off retracl functior,to ensure b
that the tool is not damaged under abnormal circumstances.

4. The crank shaft has automatic balance function, which eliminates
the eccentric force in the process of movement and ensures efficient
machining.

5. High automation, easy for operating, the machine with 7 CNC and
have 4 CNC linkage, stroke length automatic adjusting, shaping
housing lifting and cutter servo relieving and other functions.

6. Correcting helix angle function. The value fH § (helix tilt devia-
tion) can be easily input and accurately calibrated when adjusting the
gear shaping machine. In addition, can be set one fH 3 reserved
compensation value to compensate for the subsequent heat treatment
deformation. The correction accuracy can reach the microns class.

w7 BB
YKW‘ET 65A

RO E R GE S

LR -
DEEmnE®R i I

rrl-b

LKL NS

FAREE THE MAIN PARAMETERS

. t]M?'Ki‘lH&

LilR=
gﬂ‘ Type
Description
YKW5132 | YKW5165A [YKW5180A | YKW51125A | YKW51160 | YKCW51160 |YKW51250

BANMTMSERE mm| 320 | 650 | 800 | 1250 | 1600 | 1600 | 2500
ax. external gear diameter
o RS mm | 20007 | 800 | 1100 | 1600 | 2100 | 2100 | 2500
ﬁzﬂﬂﬁfi mm| g 12 12 20 20 20 20
BAIMIGR
o fa idin mm | 100 200 200 350 350 420 420
BET)HIEKE
i Stroke loneth mm| 120 230 | 230 380 380 | 450 450
fhth 7 iR ki u § p ; ¥
W e st/min|125~1250| 40~600 | 40~600 | 10~200 | 10~200 | 15~150 | 15~150
sy AR
Cutterrelontie mm| >03 | =05 | =05 | =05 | =05 | =05 | =05
TIBRERHIATIE
Lift?i’l:g slide travel of cutter head AL 300 400 400 500 500 500 500
7] R E 2 mm | 31.743 | 31.743 |31.743| 889 | 889 | 889 | 889
Diameter of cutter neck
Q?fﬁi,im mm| 85 100 120 140 140 140 | 140
TERER
O e mereFonitalie mm| 420 700 900 | 1300 | 1600 | 1600 | 2100
IER#iE
Diame?er of worktable bore T 120 140 320 300 300 300 500
iﬁ,ﬁﬂm‘*ﬁﬂ'ﬁ@*‘t‘gﬁ% mm | -110~265 | 40~450 | 40~650 | 0~800 | 0~1000 | 0~1000 |140~1400
xis distance spindle /worktable
TR EE I FEEES
B e sl narktable | ™™ | 115~535 | 370~1000 | 300~930 | 435~1315 | 370~1250 (300~1250 |265~1215
iﬂ’ﬁ\lﬂﬁ KW | #4985 | #9100 | 49100 | £49120 | #9120 | #9120 | 49130
otal power
HRER t | 2915 | 4922 | 4930 | 450 | 24960 | 465 | 470
Total weight
g{ﬁiﬁfnﬂ\—ﬂ%ﬂ#’ 'I;":XE"'-_,X%) m | 4.4x3.5%3.78 | 4.65%4.2x4.58| 5.3x4.4x5.6 | 6.86x5.4x5.9 | 73x5.T%59 | 7.3x5.7x62 | Tx6.3x6.2

=
1. EREMTERNSE, RELEY

S

2. 5M0BAER 53 #8510, 253, AP EIRIE
KIAMBHITIER,;
VATREEIFNFRIE, A FMPER
SIF B HAE RN .
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CNC HYDRAULIC STROKE GEAR SHAPING MACHINE

MR =

Machine characteristics

LBARAERNT, &AM TEREET750mm;
2 FiEapEiRRERELLRED, 7] B E B ehiRBM 2 LI IE;
3. EARLLT], RIPE ST,

1.Large face width processing, with the maximum width of 750mm.
2.The main motion is driven by servo hydraulic cylinder, with auto-

matic cutter position adjustment and quick return features.

3.Column servo tool black-off, with better rigidity.

I
CIMT

FAREE THE MAIN PARAMETERS

Main Machine Dimension

s
% *ﬂ"f Type
Description

YKY51160 YKY51250
BRAIMIINGERR mm 1600 2300
Max. external gear diameter
SAINIRNEER
Max. internal gear diameter nm 2100 2500
Max. module
RANMIAR
Max. face width s 30 50
BATHIEKE
Mafstrokeﬁangth mm 800 800
B TR AR S
Max. cutting speed of cutter frmin 3 5
}Eﬁﬂ%?‘(ﬁ@ﬁg m/min 40 40
Max. return speed of cutter
&)L & mm =0.5 20.5
Cutter relieving ' ’
AT REMMER mm 88.9/101.6 88.9/101.6
Diameter of cutter neck ’ ’ ' ’
THER
Spindle diameter HiR 180 180
ITEERF
Diamgler of worktable Al 1600 2100
TEEFE
Diamt;?er of worktable bore mm 500 500
Axis distance spindle /worktable
TnEEE LFAmEESR "
Surface dlsi:ncespmd!e{worktable mm 350~1150 850~1650
i&rﬁifﬁ% kw £980 £4980

B

‘:F;Ltlﬁwe%ht & £936 £943
MURSIMER T (S M, KX 3 X&) m 8.3x6.3x6.25 8.3x6.3x6.5

=2
LERNEREEENSE, AELIKY

ol

25N RBSIR 3 B IR 2RI, AP ETIRIE
LIFMBHITIER
LABRSAIFNFELT, FFRPEFR
S B HERER N .
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CNC SECTOR GEAR SHAPING MACHINE

RS =

Machine characteristics

LEHELTH, RETIREHIIEINE;
2. AR FEIRED, K
VHIATEE LM, BohfE /), Tede At E R, FR R, SSIMEXINT;
4 ERICIRE, I TELL. L RO REE M
5.8mfiZES I EE, THBEBIE;
6. YK5612D : HLERXEAH Y4 S0 K A 728 A FEFZ 0%, BB 158 WU M B £ RE;
YK5612E  HARXMRAEFHREELSM, HEEEIMR, cREVRMEHLAEEE, RE N TR HRET G E,

1. Heavy-duty linear guideway to ensure the cutting rigidity.
2. Main movement with big torque by driving gearbox.
3. Machine table with bearing, low motion resistance and high speed and rotation precision, high efficient machining,.
4, CNC software for machining rocker shaft of constant ratio, variable ratio, eccentric ratio etc.
5. High automation, and machine column automatic locked and workpiece automatic located.
6. YK5612D: The X-axis and Y-axis guide rails of the machine tool adopt quenched rectangular steel rails, providingstrong rigidity
and wear resistance.
YK5612E: The X-axis of this machine tool is equipped with heavy-duty rolling linear guides and a grating scale, enhancing
micro-feed performance and improving machining accuracy for special gear profiles.

gﬂglﬂﬁ 0 comr
,ﬁllﬁ

FAREE THE MAIN PARAMETERS

Dimension

oS
%'ﬂ? Type
Description
YK5612E/YK5612D

BRATHER mm 150
Max. workpiece diameter
BAITIES o "
Max. module
RAINTERE mm %0
Max. face width
RETIBA K mm %
Max. stroke length
FIEThHIEEL str/min 60~600
Stroke speed
YIHI s
Cutting angle 0~10
TMARE
Cutter adjusting H 50
EA#LE o
Rotary f::ding TS 0~2
WS 7IiL T8 mm =03
Cutter relieving
IEEER mm
Diamger of worktable 300
TEaRE mm 70
Diameter of worktable bore
X3h1742
X-axis?-t:vel i 125
XEE&[‘ﬁ}i&éﬁiﬁE mm/min 0~3000
Speed of X-axis radial feed
YitiTi2 mm 260
Y-axis travel
Vit e LR IR E mm/min 0~2250
Speed of Y-axis tangential feed
LS SSIES kw £930
Total power
MRES
Total weight t £99.5
MERINERST (S, KX TEXE) m 4.1x2.45x3.01

A

3

1\\\'\{{"

-

P
1. ER Sl ENESE, BELSY
FE;

250 TMBAIP SRR 1R. 2051, F P EIREE

IR BB TR

3VAERSIEERIR I EFRHER
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ﬂ;&j:?é )Z;.E : *ﬂ) AR S THE MAIN PARAMETERS
= |

=
CNC SERRATION MACHINE ==
AR Type X
Description gj
m,ﬂ-ﬁ 5 ZX300B i
R1FR
Machine characteristics BATIMEER frm 300
Max. gear outer diameter %
1\ TIGREERIR AL, INTHRMYF; BT HIMGER o - 0 M7 KINTI IR Eﬁﬁ
2 HERRIESE, TR IESR, hSBES; Mincgravolter IRmEter ZX300B s
IR EEA S, RIELERBHE, Mloztf?ﬁi?ﬁ mm -
A HFIEHRER R, RIFAERE, I
Eklﬁﬁfg mm 50 L)
1. Shaping housing lifting with strong maching flexibility. [aas Wice %ﬁ!
2. Strong rigidity, good anti-vibration resistance and high precision dynamic. T A EE i =
3. Machine guard & protect safe and easy for operation and maintenance. Halicakanolaranes +35
g g
4. CNC control steady and reliable, easy to operate.
Spvi G - >
Amount of transplacement between adjacent slot =
PR HELE L2 >1
Helix start
r ﬂ?ﬁ?ﬁ?ﬁﬁﬁ mm 150
9 (j,ﬂf‘l’iﬁﬂﬁ Lift travel of cutter head
ZX3008 AR i .
' Oour . Amount of transplacement between left and right slot =0
Uity
ﬁ FELPIR LR SIg B
] Starting increment of adjacent helix il 20
" EEE s 100-600
FHIEB AT =
— Spindle power kw 11 (fRIRR3E=4h)
e — Tt R é -
B IE ‘ = N Spindle indexing accuracy 001 (fEHFR)
| reswmwamgesa — B £ BB E S AR i don
w;;:}' ﬁiiﬁiﬁﬂﬂﬁﬁzﬁr r,] ' S Resetting precision of transplacement moving axis ’
Y MEFEUR. - T 6
AT i HRBINE KW 4257 i :
TRl . ¢ Tatal nowsr L BB RHIERENSE, RELULY ,
MAREE t 411 - I
Total weight - 2. 5MMBAIP S B £ AP, AP BRI H
Sk i s IEMBHETHSE; i)
\ g{'ﬁfﬁ; R (B, KX T XH) m 4.3x3.8x3.1 3 ABSEOFHFIG T, FFMFER P
S B A R .
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B CNC GEAR SKIVING MACHINE

e E = R R I T
EE%ZJIFEEH

Experience High-Precision, High-Efficiency, and High-Flexibility Machining
Advantages with Us

BTEHA.FA . P E. EEN. ZREFINT, AL EfamER. TR 7IEMI. BT 2
T.BWAEMI. B3 &N T CREMRFINEE, 2S5 RN TRENMITLEE,

Designed for the machining of straight, helical, crown, taper, and multi-link gears, our machines offer functionalities such as tooth
profile and tooth direction modification, no-rake slot processing, cylindrical cutter machining, hard gear surface machining, auto-
matic tooth alignment and tool setting, temperature compensation, and more. These features make our machines the best choice for
industries including automotive, reducers, and construction machinery.
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CNC GEAR SKIVING MACHINE

MR =

Machine characteristics

1. =R R mdt a5 R A R SAALREHAHPR R, THEFRHLER 11 TR BYE]BR ;
2. 2R EE MR AE TR B RIPTHEE, B % T ARIMAIE;

JVERWIZE S NARSH S RENEM, ERRERAFAIT R SBOREINT
4.YK81508 & B ik TITHAE, SSEUAE. 500 T B b4k, BRI B

5. 7JEXHMAEHOFLEHKINEE, RAOEBIIA, RS TR S,

6. = K | &SN TR EIES TR AEE I 5 A TERTIE, RANIRES 7 INTHER, YECIESER3~5(E, A#t
EMTEGLFNE,

1. SREE RAWNEBNER, RRES, EEMATRES TEE;

8\ Xt ENN T, LEhIHIE MR E, MEES;

9VRTITIRLLRE /), @A T/ NETINIMAFERINT ;

10. THRREHEEELLEES,

1.High rigidity: Radial feed shaft adopts steel-inlaid guideway and rolling body clearance technologies to eliminate the clearance in machin-
ing.

2.High reliability : Automatic cutter protection function to avoid cutter damage.

3.High modularization: The machine structure is similar with gear hobbing machine, after changing the hobbing accessories, and the
machine can realize hobbing with high efficiency.

4 Machine YK8150 with automatic cutters changing function, and also can automatically change between rough and finish machining and
reduce the cutter cost.

5.The spindle center hole with water out function, which can fully lubricate the cutter and improve the cutter life.

6.High efficiency, when skiving, the cutter will be in high-speed cutting along with the gear profile & lead, which greatly increasing the
machining efficiency, 3 ~5 times faster than shaping, and more economical for the mass machining.

7.High precision: Double torque motors direct driving, high rotation precision, roughness and pitch accuracy higher than shaping.
8.More flexible and higher precision than broaching for batch processing.

9.Small return distance than hobs, and suitable for high speed cutting of external gears with small gap space.

10.The surtace roughness quality is better than shaping.
|-':|,-“

e
ST e

2R E 45

RERLME Y RAIELE:
(Ekp S FE IR S B R e, Pl * YRB1SD
SR E T T 2003 6 e, TR

WE
TSI R4

AR YRGS ER" £ 8
BER “BAK" TRRHRFreffaisg.

s ”
AT
AT, HEYETAT e
[F ipg—ii{-:vfdj-&h)f &‘:. Eiﬁ -ﬁl
=REENF =4

FAREE THE MAIN PARAMETERS

=
:8 ﬂ‘ Type
Description

YK8115 YK8132 | YK8132A | YK8150 YK8165
RAMTERE mm 150 320 320 600 650
Max. workpiece diameter
BRI TiEEL
Max. module mm 2 4 4 8 10
TR E T EES
Surjfz ce distance spindle/worktable e 180~430 50~700 200~550 180~830 200~750
Eﬂﬁﬁﬁq mm | HSK-C100 | HSK-C100 | HSK-C100 | HSK-B160 | HSK-B160
IEAEER
Diameter of worktable mm 220 350 350 600 650
ITEaREKE
Max.speﬁ of the worktable P 3000 1000 2000 1000 500
g KW 31 416 416 58 53
iﬁifﬁ%m rpm 3000 3000 3000 2200 1600
fpﬁfﬂﬂf KW 293 293 293 58 58
ggﬁggfnﬁif head ° £25 +25 95 +25 25
ﬁf%ﬁﬁﬁm mm 190 350 300 500 500
&ﬁ%z\f{eﬁ}ﬁ-ais mm 200 400 300 400 400
ﬁmﬂ?kﬁﬁ mm 250 650 350 650 550
ﬁﬁff t £98 £916 912 416 916
MERSHERS (B KXBEXE) ) | 304%334%3(5.40x5%3.36 LXATIX33T | 5.54X5.62X336| 361X5.02X347

Dimension

i
1. ERERSRESENESE, RELUTY

T,
2. A B ERIE I, EFMPER
5= Rssigisaiit.

IsBH Ak

FEEC/A RESHS AR
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B CNC GEAR MILLING MACHINE

RENAYEZ AT EEME
AEAGBHITIEHARENSRERNEK

Explore and Discover More Possibilities
Crafted with artisanal precision, our high-efficiency machine tools are designed
to open up new horizons for gear manufacturing

TILRAE. MG, BENFHENG, FRVUEANEFLE SR, AESATHEMNIEZREMI, M
450mmEI8000mm By BELS M, Bl &R aEIZ it BE IR,
EINN=mEEE R AN EERNGEEEFREE, AILRAZEF E#.

Whether you require internal or external gears, straight or helical gears, soft or hard tooth surfaces, for roughing or finishing
processes, we design, manufacture, and provide solutions for milling machines ranging from 450mm to 8000mm.

Our CNC milling machines are highly versatile and capable of meeting a wide array of customer needs, making them a trusted
choice for many. With our dedication to excellence and precision, customers can be confident in achieving superior results across
various applications.
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%" j;i"‘i' %ﬁ '/L_ *}'L B AR S THE MAIN PARAMETERS

CNC GEAR MILLING MACHINE 8BS

ZFR Type X
Description :-F\
m . | I 5 YK832008 | YK83300C | YK83300D | YK83400 | YK83400A | YK83500 | YKB3500A | YK83600 | YK83800 ﬁ’%
* i B mm | 26 26 26 2 2 k?) 32 k?) 40
PR DN Hﬁﬁmﬁgfﬁﬁﬂm, MM | 2400 | 3400 | 3200 | 4600 | 4600 | 5400 | 5200 | 6700 | 8100 &=
LMERXBIRRIX 5%, Bilg B EIE, RIS, RikMER; ke L . mm | 2200 | 3200 | 3000 | 4500 | 4500 | 5200 | 5200 | 6500 | 8400 g%
2. kR RM LRGN, FERAYINITIE, RS IHRE, RS EE, BRI NASS; T o | o0 | 100 | 1o | w0 | w0 | 0 | 200 | 20 | a0 i
3. ATARIE R T AL A0HE R & IR B BRI THEa ; RogEaEs) mm | 200 | o0 | soo | 1s0 | 100 | 10 | a0 | 20 | 400
4. TIZRHRNE RN R A ERR TSN, RAEAREN. K BIEHI2R . BNERZMARRERS; e o | %25 | #25 | 425 | 425 | k25 | 425 | 425 | 425 | HIS [E
s = 5 . i Ity
5. P REN KN FEN SIS RAPIROEW AR, BB LERR, SRIERNS <. e mm | 600 | 600 | 600 | 600 | 60 | 600 | 60 | 600 | 1100 )
o, o mm | 1000 | 1000 | 1000 | 1000 | 1000 | 1000 | 1000 | 1000 | 1200 e
1.The main body of the machine tool is —— g;%)
made of hlgh-quallty gray cast il'Ol'l, Max. 3 nnular thickness of the workpiece for Intenal mm 270 370 30 310 310 310 370 310 520
reasonable layout of the bar grid, good B IR LR icaliscenththecutiercenter | MM | 700 | 700 | 700 | 700 | 700 | 700 | 700 | 700 | 1200 P;Z
:;g:'}_c!lty and Strong VIbratlon absorp- ﬁeﬁ?;ﬁiﬁ%ﬁ%fgﬁfmmi face with the cutter Center mm 600 600 600 600 600 600 600 600 795 %?E':
2. The milling head features a fully mlﬁmr mm | 1850 | 2500 | 2500 | 3000 | 3000 | 3500 | 3500 | 3500 | 5500 5l
backlash-free flexible structure, THAEE t 820 | s | 220 | 40 | Bso | 450 | #50 | 4510 | 150

Max. load for the table

transfers large cutting power, reduces 2
ANTOETFOMER @ obecner | MM [400~1550(400~1570|370~1520/590~1750{550~1700 5301680 550~1650| 550~1650| 5002000

cutting noise, improves tooth surface

finish, and improves tool life; - PYRHTIRALE TAEAOIBR mm | 0~1075 [330~1540|320~1460(490~2190|470~2190 720~2600|815~2500 980~3220 [1550~3950
3.According to the characteristics of PRSP TR A R
different industries can be equipped S comer | MM [270~1355/610~1820600~1730]770~2470| 750~24701000-2880)1100~2850| 1260~3500 21004500
with single/double worm gear A MM | 420~440 | 420~440 | 420~440 | 440~500 | 440~500 | 440~500 | 440~500 | 440~500 |450~500
high-precision and high-rigidity table; TEEE ol % % v Il ey | | T
4The tool holder axial movement Milling cutter width m
adopts international advanced struc- IRIE: ox et mm [ 9 90 9 | 100 | 100 | 100 | 100 | 100 | 100
ture, using right-angle reducer, power bR mmymin| 0~350 | 0~350 | 0~350 | 0~350 | 0~350 | 0~350 | 0~350 | 0-350 | 0~350
loss controller, motor lock to ensure Cuting speed
safety; B A i mm/min| 0~1800 | 0~1800 | 0~1800 | 0~1800 | 0~1800 | 0~1800 | 0~1800 | 0~1800 | 0~1500
5.The medium and large machine tool Ao pm | 02 |0125 | 02 | 012 [ 0~125 | 0~125 | 01 | 0~15 | 0~1
is the structure of hardened steel guide T
rail and rolling block, with no gap, i portor speed rpm | 70~140 | 70~140 | 70~140 | 70~140 | 70~140 | 70~140 | 70~140 | 70~140 | 70~140
high rigidity. e mm | oo1 | oor | oor | oo1 | oor | oo1 | oor | oo1 | oo1
Erehne kw | a5 45 45 55 55 55 55 55 65
ik gme kw | @78 | w100 | 0 | 478 | 4115 | 4115 | 478 | 4120 | 4150
T YFSmR t | war | wes | @2 | we2 | w5 | ts0 | w73 | w97 | gueo | E 1
] TR L ERRERERENSE, REURY i
FRRRHBAREEL Ditrension m T5x5X5 | B5X8X55 |BIXT9X55| 9x68X5 |10X68X55 |10X75x55| 10x8x5 |125X95X6 |15X12X65 i ﬁ
¢ (e 2P R A 22 DL R R "YK8320004) 2 5MMBAIP S £ BR. 265iP, B P EIRE &
! :zﬂm PRI, LT IR EHTIEE; 15
sna e 3 ATFEAFNEG T AFHEEF
by pori S RBRBIHRM L.
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B CNC GEAR HOBBING MACHINE

CERTIFICATE
AT &)
Sl

Tl 195 =R E SGRIAH
HEESMIZ

We Will Redefine Hobbing Machines, Pioneering Efficient Processes

VHHIERANAFANATEMHEL HE EEAFEERIMNTI, BT LUERARTIZREL
ERUHRTDERRERNGLNSRINT, BIMAFEMRETUEIMAFEMT,

Our vertical CNC hobbing machines are not only designed for the machining of various types of gears including straight, helical,
and taper gears, but they also offer versatility for efficient internal gear machining by allowing the replacement of external hobbing

head with internal hobbing or internal milling head. Additionally, the attachment for herringbone gears enables the precise machin-
ing of such complex gear forms.

® RV MR AR E K o T1E& RAAHINMEmASTE, o \FiE ki

EE S E AR AR T RIS SS I, MMRIET B E IR SR RIS T, RIET
RERRERE, {FEFSIRMTIERS) Tt

o AT THRAANEL AT MERE
URzh, TRIFE, (E AR A,
STVEHE. BRI BB E T
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CNC VERTICAL GEAR HOBBING MACHINE

MR =

Machine characteristics

L @RI AR FHGRTIZR. TS FE A LB LT s A, HER T UIHIE 2P iREh, (REEEZIH!;
LRMESTZ  TIREHMA UENRERTINRT], BTN LR8I BEhE TIRIMEINT;

3. BaiRER RS MEshI B R AREBAIKE, #1F5 &, AR BB T UK BB E;

4. =2 HKREEETEBEIRINEE, ARIMER FRIUBRRIFTIR;

5. RBYE IR L R # R TIA USRI F R KA, FBIFMR;

6. FRAR BN R AN S MINREIRNEMER, BB LEIR. SRR <.

1.High Rigidity: Zero-backlash drive technology applied to machine guideways, hob carriage, and worktable eliminates vibration
during cutting, ensuring efficient machining.

2.Hobbing-Milling Compound Process: The tool spindle can simultaneously mount milling cutters and hobs. Rough machining with
milling cutters followed by automatic tool shifting achieves precision finishing.

3.High Automation: All axes are driven by servo motors, enabling user-friendly operation with automatic tool shifting and angle
adjustment.

4. Enhanced Safety: Power-off retraction function protects tools effectively in emergency situations.

5. Dry Hobbing Capability: Machine rigidity combined with indexable hobs enables environmentally friendly dry gear hobbing.

6. Medium/Large Machine Structure: Hardened steel guideways with rolling blocks provide zero backlash and exceptional rigidity.

7K .

LIMT KIER
o YK3150

ARSI THE MAIN PARAMETERS

=
gﬂ‘ Type
Description
yk31s0 | YK3L8OA | vyay1o5n | YK31160A | YK31200A | YK31300 | YK31400 | YK31600
YK31808
AMLI LR mm 500 800 1250 1600 2000 3000 4000 6000
Max. workpiece diameter
AR
s e T I L e e T I
= T
h;'éi_tlege Wﬁf mm 400 600 800 800 800 800 1600 1600
ﬁfﬁ?ﬁ%ngle ¢ +45 +45 +45 +45 +45 +45 +45 +35
e a
RIIFOE 40~450
Rotation speed of hob rpm 40~450 | 50-150 | 20~150 | 20~150 | 20~150 | 20-250 | 10~200 | 10-200
RIZBKER
Max. diameter of hob i 270 350 450 450 450 450 450 450
ﬁ?ﬁ?ﬁfob mm 300 500 700 700 700 700 700 700
~ e =~
iﬁﬁ;‘;ﬁiﬁgﬁ;ﬁi mm 50~410 | 50~600 | 150~870 |150~1050 | 300~1300 | 300~1750 | 400~2300 | 1200~3500
Y~ L,
gﬁgiﬁik‘;ﬁﬁﬁﬂggﬁm mm | 250~800 |400~1200 | 500~1600 | 500~1600 | 500~1600 | 700~1800 | 900~2700| 900~2700
TEERARE
Max. load bearing of worktable kg 500 2000 10000 | 10000 | 20000 | 20000 | 40000 | 120000
L, =4
%ﬁﬁﬁ,ﬁmmble mm 500 800 1300 1500 1850 1850 2500 3500
TEEFLE
Diameter of worktable bore LAt 140 200 300 300 500 500 600 1000
A
%ﬁgﬁf% aiyshE rpm 0~20 0-15 0~10 0~10 075 | 0-75 0~5 0~2
: 25
ﬁﬁﬁ;’ﬁﬁd mm/min | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000
ﬁ{g?ﬁ?ﬁ% mm/min | 0~1000 | 0~1000 | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000 | 0~3000
s E:wme? kw 70 | w0 | 00 | #100 | oo | @00 | 120 | 160
ﬂg Ee%% t £916 £920 840 | 24 £945 £446 4980 | #9100
mﬁfav(ﬁﬂﬁf%kxﬁx%} M | 456135 | 54x55x45 | 9x7x5.2 | 9xTx5.2 | 9.5x7x5.2 | 10x8x6.5 | 10x8.5x7.5| 1x798x644

*:
1 ERERSRERESE, AL

Pk

2 SRR S PR 2 0R1R, BFEliRE
KRR BT
AEREMFNEE T, EFRPER
P RB Mg RN,
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CNC HORIZONTAL GEAR HOBBING MACHINE

RS =

Machine characteristics

L. BRI RS INGRTIE R TR AEF X R A TRIRE S AR, BRUHERTIH S 2 RIRE, MMRESEIH

HIEKTIEFF6S;
2. Bo R ES AR MEEh IR FERR B, IS MIN T IR FHNREY BB T UKk BohERHE, BRER X
78R,

EeM S VIKARUBELRINEE, ERIMER T UBERRIPTIE;

4 FEIFME: I UEMFRAE;

S5NBLENUREN R SR ARDELSNE, EMRES ; PABRENURENKSI A ERNSNINRTIRNE
=, BB LER. = NI E4F =o

1.High Rigidity: Key components such as machine tool guides, hob carriers, and worktables utilize zero-backlash transmission
technology, effectively eliminating vibrations during the cutting process, thereby ensuring efficient cutting and extending tool life.
2.High Level of Automation: All axes of the machine tool are driven by servo motors, enabling synchronous automatic tool shifting
and automatic angle adjustment during the machining process, with automatic adjustment of tailstock clamping force.

3.High Safety: The machine tool is equipped with a power-off retraction function, which can effectively protect the tool in case of
unexpected situations.

4.Environmentally Friendly: Capable of dry hobbing.

5.Guide machine tools: Small products mainly use rolling linear guide pairs for high positioning accuracy; medium and large
machine tools adopt a structure of hardened steel guides with rolling blocks, featuring zero backlash and high rigidity.

ARSI THE MAIN PARAMETERS

s
B Type
Description

YK3620 | YK3650 | YKC3650| YK3680 | YK36125
EALHIHER
ﬁx, wojl?;iecj— d iajneter mm 200 500 500 800 1250
oame mm | 1200 | 3200 | 15000 | 4000 | 5000
AN TR mm 6 20 20 25 2
Max. module
RALHES 20000
Max. workpiece weight ke 300 3000 12000 15000 (FHHE%R)
T REFHES THEHRAIES mm | 40~180 | 100~430 | 100~430 | 100~650 | 100~850
Axis distance between cutter and workpiece
R/ 3RS R E i < % X
T E mm/min|  0~5000 | 0~2000 | 0~2000 | 0~3000 | 0~3000
Piea rpm | 20~1200 | 20-250 | 20~250 | 20~250 | 25~250
peed of hob
P pm | 01-200 | 01-20 | 01~20 | 0.1-20 | 0.1~20
peed of workpiece
RARTNER
Max. diameter of hob mm 140 350 350 450 450
BRARTIKE
Max.length of hob i 200 400 400 400 400
TIRhedsAE
Rotstional angle of cutter head ° +45 +£45~90 | £45~90 | +£45~90 +45~90
EEERZRAITIE
Max. travel of tailstock sleeve HIm 70 100 100 100 100
HAR B 2h kw 4950 | #4966 | #4996 | 4100 | #9132
Total power
MRS ER
R t 412 | #4935 | #4995 | 468 | 4988
LARIE R SR, X0 ) m | 432808 | 83638 066138 10x7x4 [1095x7.8.2

b
L ESHETRESEREE, ATy

Pak:H

25N MBAIR S # P, £0iR, AP R
RERREHITIER,

3. ABFEIRHRIZIT, EFMPER
Tl @B s RaNL.

76

iR H Mk

&=
X
i
x
=
iIC)
&)
=

ESNED ]

=

(ot S 81 S =5




7

s I= Bl

Bl CNC GEAR GRINDING MACHINE

TETZORARNFF AR
HEHS~H. 88X SREN
IR

Focus on the Development of Core Technologies, Delivering High-Output,
High-Efficiency, and High-Precision Machining Results.

KA NE ARE S RREBIITHER,
UNEEERE. S NMEE. GETE REFIETE BREEEFRR,
ANEFBEIEMAREIZR,

Focus on the development of core technologies, delivering high-output, high-efficiency, and high-precision machining results.

We adopt a design philosophy that emphasizes high rigidity, thermal stability, and modularity. This ensures our CNC gear grinding
machines are precise, efficient, robust, stable, and reliable, with comprehensive software functionalities and user-friendly operation.
By doing so, we enable our customers to achieve superior outcomes.
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BEAREE THE MAIN PARAMETERS

SUEIRITRDEC BN

79

CONTINUOUS GENERATING GEAR GRINDING MACHINE P BE *x
L Type

Description %

m,ﬂ. ﬁ = YK7232 fI]
RTFR
Machine characteristics ifiﬁpiece P o $320 %
1. BRI R B AT BB R AR AEN RIS 450, @I A R o, RENIER. AR REWRE HiF BALE ot
B 5 M Tace widh s S &
2. SR BH £ 4515 %E Al 5, NIMEAIRE B 4T RIB DR A B o) FRME AT RR, chF AR A LI L T4, BADTHREX i 6
\ = =h—% = == = » o ap, = = — Max.
B> IR RS B RERE, B RS RASLUIX EH SR IT, e e AR I (B EEANEEHIBY B Eh3Y 7], RRYF LERD :;;01&:&;5‘,@% %
=4 o
WO E, Max. workpiece helical angle +45 %ﬁg
3 EBETERET: STAEH IIRIEE P BEREHE A NGRS, SHRET BT R 2 T EEAT e ——————— e
Iﬁ: EH] |'I‘=l—] i&gﬁ EHEE%EJJ, 1@}% bDI.ﬂE:E )'_‘1 Fﬁ %E(J EQE, Horizontal center distance grindingwheel /worktable(X-axis) Lt 70~3%0 Fi
4 ARIR S B (U EHITHAE (X BRI R @ 15 R 5t % WX B R T BB ISR , 2PN —Fh IR E O ACER , M EE A 4L 0 gﬁ&fﬁ%ﬁﬁﬁ(xm mim/min 10000 AT
SRS AR E R E MR Ep——— 2
v ; b BRABHNE

1.High rigidity: The bed, column and slide seat all adopt Max. travel of grinding wheel channeling(Y-axis) B 250
the whole frame symmetrical design structure. Through R
finite element analysis, it has the characteristics of high &p;e¢;bxgu;fﬁe_a@§§&§g(zsm) ; mm 135~525
rigidity, good thermal symmetry and good structural e calenterdisnce grindlog wheel ord-bie 2:auis)
stability; BIRRAREE () S 10000
2. High precision grinding spindle : stable and reliable Max. speed of slide(Z-axis)
structure, good rigidity and precision. At the same time, : -
the tool holder has built-in dynamic balance and acoustic E%EEE%E};% 7?{_8?3) i rpm 7000
emission system. The dynamic balance system realizes S e pripir ol )
the online balance of the grinding wheel, reduces the TIFamEEE(Ch)
spindle vibration and improves the grinding surface Max. rotation speed of worktable(C-axis) L 500
quality. The acoustic emission system realizes the moni- ; :
toring of the grinding process, which can complete the ' ﬁﬁfﬁzﬁf{giﬁl_ms} rpm 3000~-6000
dressing of the grinding wheel and the automatic tooling | ‘ - -
during grinding, while preventing the collision of the | BURC EHRTHER (BAh) KW 38
grinding wheel ; Spindle power of the grinding wheel(B-axis)
3. Arbitrary tooth profile and axial modification: The B O
tooth profile modification diamond dressing roller can be G/rind{:lr:‘g e opre Shaft Interface HSK—C80
customized according to customer requirements. The 6
axial modification can be realized by the radial feed of BLACHUAG (IME X IR X KE) o $280X 115X 160 :
the workpiece and the axial feed axis of the workpiece Dimension of grinding wheel S
through the numerical control program, and the modifi- M M= L ERVERERENSE, ALY #l
cation is processed to the requirements of the customer. Total ;;wer kw £9110 ok PR
4. Low noise shift function : In the grinding process, the 2 ATHSEARHFRIR T ZFMPER 7
grinding texture is changed by the multi-axis linkage of RER ' 4412 Bl GBI i)
the control system to form a micro-texture of the tooth Tatalwiaight ] s
surface, so that the noise during gear meshing is signifi- A< T
cantly reduced. @iﬁﬁﬁﬂ'(éﬁﬁ% KXEXE) f 6.5x4.4x3.2
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CNC FORM GRINDING MACHINE

HUARTF =

Machine characteristics

LANRR BILRIX 553k, BB RIT 2. (1L, RABESNESFEGHNEN, RE RIFHNNIEFRBIRIERE;

2. B ESHBEHTAEMEHTN R THERREEL S, SENELICMRAFES], BL#A 84T RE ),
IEER, F 5 &R T AR ERIINT;

VEHEHXARERIEE OB EH, SMRER S, NIMEMBER. B TRRN B FENE LN RL, s FERS
SCIRD R TE LR 1, BV E IR ED, IRS B RERE;

4 BRI THRAREEOSEBIH, RAARTEERE REEEDEEFEEMNIRANBESE, AIH 53!
EATHBINI, RN FRRELFEER, RIHEERE,

1. The machine tool adopts high-quality grey cast iron. Through finite element analysis and optimization, it uses a structure com-
bining honeycomb and double - wall multi - hole, ensuring good rigidity and vibration - damping performance.

2. Itis equipped with high - precision Swiss Schneeberger roller linear guides with preload. The HEIDENHAIN linear scale closed -
loop control ensures small inertial movement of the linear feed components, fast acceleration, and suitability for forming grinding.
3. The grinding spindle uses a German - made electric spindle, offering stable, rigid, and precise performance. The tool holder has
built - in dynamic balancing and acoustic emission systems. The dynamic balancing system enables online wheel balancing, reduc-
ing spindle vibration and improving surface quality.

4. The dressing wheel spindle uses an imported high - speed electric spindle and a large - size dressing wheel. The flexible dressing
program with various parameters meets different roughing, finishing, and surface finish requirements, ensuring dressing accuracy.
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FAREE THE MAIN PARAMETERS

e
g ﬂ‘ Type
Description
YK7350 YK73300
el A mm 500 3000
HIEL (Y= b

LR mm 0 300 IR BAEE)
ﬁ?ﬂ%ﬂfﬁ mm 10 1~45
AN LIER
rﬁx. gear dept;ﬁ mm 30 100
W2 A
Helixangle +45 +45
FiEBHRAIHER
Spindle poﬁr kW 38 37
BDIE EMRATIR t/min 3000~4000 3000~4000
Spindle speed
%*wﬁge\n%g mm 160 130

MR ALRIRE
i B s 50 50

b ?
%hiege Em%t‘gi; range i 185~300 210~450

kb HEHT ; ;
%E nEEIle ﬁ%&ﬁfﬁﬁ mm 127 (Sinch) 127 (5inch)
e mm 500 1550
X M A a R E mm/min
Mf}?ﬁﬁis feeér m 3000 6000
Y - axis travel
Y R AR R E .
e i 6000 6000
s mm 1100 1500
B AOH LG R E )

5 ﬁ gﬁ—ja(x:%;f—e‘:le:lclzF;F mm/min 6000 6000
BERREKER mm 160 120
Dressing wheel diameter
i L2
Diaﬁo%nﬁ%eﬁﬁgl{e diameter Ll 52 35

\ \‘ L i
g%s@ﬁé%r&?nlw?ﬁél: c@}%gr% table 4l 600~1700 550~2050
IEG =
Tian mm 600 1850
Max. load
HREEZ
Total we%ht t £916 £955
LARSHER T (S, & X T XH) m 6.35%6.77x4.2 11x8.5%6
Dimension

:1.

o)

2 AEHFEAIRIIER R T, EFMHER

= B AR L.

1B HREEER 2%, RIELIEY

IsBH Ak
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B CNC RACK GEAR MACHINE SERIES

fa. 3 BIAaF 2R YR
NEPRBEAFIMIAERRTSE

Complete Series of Rack Gear Manufacturing Machines: Shaping, Milling, and
Grinding

ERTERFHEFNME/NENBGMTNREEE, URSETL, TENMITILFHH%
WHFRHE, N EIN TR SER

EHREAFMIESTUIRESES, BN ——XEN EFEFABEN. AFREVHEREL
AT AL A RE B 1L

We provide full-process rack machining solutions for standard transmission racks and specialized industrial applications. Our
systems support precision grinding and tailored processing across high-volume, small-batch, or single-piece production, meeting
stringent requirements in automotive and construction machinery sectors. Capabilities extend to high-efficiency power grinding for
hardened racks and customized profiles.

As the standard-setting authority in China's rack machining equipment industry, we are the sole domestic manufacturer leading the
development of national industry standards for gear rack shaping machines, gear rack milling machines, and gear rack grinding
machines.
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CNC RACK GEAR SHAPING MACHINE

MR =

Machine characteristics

YKS8RFN IR FIGANE B TR ARNMBEBIEEZTRAMINK, I ZNAFMIRZRELE BHER, FiiE
PN B AINAR SRS AR BE R, el MAUmEIS W S e Mt ERINT,

CNC rack gear shaping machine YK58 series are new type of special developed machines by CIMT. They have been widely used to process all
kinds of spur and helical rack gears, and especially suitable for mass produaction of engineering machinery, elevators and machine tool
manufacturing, they can also be used for single piece or small batch proceeding in mechanical manufacturing industry.

o L Vo
IMr oy

FARE% THE MAIN PARAMETERS

Gl
g *ﬂ{ Type
Description

YKR5832 YK58125 YK58200 YK58300
BEANMIESEKE
Max. length of rack straight i 300 1250 2000 3000
ST
;in;x. module mm % 12 12 12
PTG R hE o
e +20 +30 +30 +30
A TR AEKE
Max. cutter strokeE[ength SLEY 100 160 160 160
Lales stymin | 125~1250 | 60~300 60~300 60~300
AT TR RRE
Adjusting anfount of cutter travel il 30 50 50 50
E{’F%tﬂﬁiﬁﬁﬁg(YEQ) mm/min 0~3000 0~1000 0~1000 0~1000

eed speed of worktable

AT & mm 03 >05 >05 >05
Cutter relieving
HRIAT) R E L mm | 31743 31,743 31.743 31743
Diameter of cutter neck
T mm | 740x400 | 1350x490 | 2150x4%0 | 3150x4%0
BETREFAETFEMEES
Surface dista ncﬁpinéﬁe(workt?ble mm 190~320 160~370 160~370 160~370
MRS INE
ol kW £98.5 £4930 £4930 £930
HKRER
L e t £96 411 #4913 £915
EMIRRT (KX X H) m [35x32X29| 5%33x3 | 6x33X3 | 9x33x3
Dimension

*:
1 ER TR ENSE, BELRY
FE

2. 50 BAEP S B IR £ 051, F P EIRIE

SRR B TR
\AEIFHESIIERIRIT, EFRFER
S mB g RN .
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1 =
CNC RACK GEAR MILLING MACHINE 2 £S
Type X
Description ==
YK85125A YK85200A {%
RS AT A ()
4 A T TH<E
Machine characteristics ,ﬁix‘ workpiece length(straight rack) L 1250 2000 =3
LARESNIMER @R E S G SHIMUIRT, KRS FRE NSNS REDELEN, LURBEED R 5 - Pl
BRANN TR M 30 30 BR
*: B%‘[%g*ﬂzlﬁl MJ'&, Max. module ﬂi
2. BFEEE NS EH : 2HRE ORI FEN, iBSAREMEN, SMSEIBEE S SR HHL; TR . +25 +25
e & ’ waie N e . e ax. helical angle
3. BRIHIBETT LR EHEEA85%F A, “i‘é‘ﬁéﬁ#‘%% RESRIUIHIR S R, E
438 AEERME : SIEMENS 828DHUIZ R 4. = ST IEHERB . £/ £ 51831 R B shLISBRThEE, R S T mm 400 400 o
RABHRER; — &
=3
5. 2EREMHF TIARFSRFPEE, BRM TN R TR, Max.load for worktable e 3000 5000
1. High-rigidity machine structure: high-strength castings and topology-optimized design, hardened steel guideways with rolling TSR
element structure, and follow-up locking technology ensure overall machine rigidity. Woirkizbla dlitision mm 600x1250 805x2300
2. High-precision rigid spindle:full backlash elimination transmission chain and double-support structure, combined with servo .
spindle motor, achieve high rotational accuracy and efficient power output. BBARST mm ®320~190+2fF R D320~190+2fF R
3. High-efficiency cutting capability: The spindle motor achieves an 85% utilization rate, integrated with safety protection devices, Max. stzeof milling cutter
ensures powerful cutting efficiency and operational safety. BARETIRE
4. Strong adaptability: SIEMENS 828D CNC system, three-stage chip filtration, full/semi enclosure design, and optional automation Max. mounting width of milling cutter L2 300 300
functions meet diversified application scenarios.
5. Comprehensive safety protection: tool protection and safety devices ensure reliable and secure machining processes. %}iﬁ;fﬂf‘g% KW 37(S1) 37(S1) ;
FHER rpm 40~350 40~350
Spindle speed 3
0 omrvaRR FHRTIHER :
Diameter of cutter neck i ®60 ®60
4
TIR L EE : _
Cutter long?tudl:;na{ feed speed (A 1200 1200
TIEEEHGIRE mm/min 1200 1200 ’
Cutter vertical feed speed ‘
TEatER#EHLS RE i -
Worktable transverse feed speed mm/min 2000 2000 féi{z{#ﬁiﬁ@ﬁﬂﬁ%%, BTy
e z -, g ——— == | - . : |_-_<:1 )B:E)
5 8 AE A = - sry e g ﬂgf %fg‘ht t 417 £921 2 SNBSS R IR, 2B51R, B AR ol
u,uwmﬂufa % 4] '_ | I ' IR (S W, K X5 X H) RIRBERITIERE; %
TR RS BRINE R (S M, KX EXE 3 ABRASIHER T A ERDER :
;;;,fill,':jj; RO, Dimension m coElla A PP R BB R Tﬁ_ﬂ

PEEREIRT oS
(=
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CNC POWER RACK GEAR MILLING MACHINE 2
%ﬁ_ﬁ Type 5‘&
Description -'-F\
YK8532A %
ﬁnrﬁ"“ i AT
achine characteristics AL mm 12 .
& — o g o i - - ” o BRANTIIHKE . 300 g%
L AVERRIMET AR R AR 1 FE MR RIS I BT SR 7D B SIRE SR MRS 758, 38 M. lengt p
EhHhA. TR ER E A SZ 12, SIEMENSEIAR 35 BN 3R 5D, 71 5E45 1457 ; T
2. NRBES  EHIREHICR AR E, MO EES ; AARIEF T, TIHIFEEGLR; Max. helical angle - E
3 HUEREIHIRE 2 - MR E HEAR FBAN3TKW (S L), RIS AT5£85%; i3t T AR RS RIP L E, MEATIREE e k o o
j][]Ijj ﬁyé’ Spindle power ! 3761 B
A HFRBERE  MURAIZ RYRASIEMENS 828D; BB RAE = Bod i 2 b, AT 4 2. A8 R RHAOB 4] I o s
793 ANEEL R A B BRI ETHF, 2plidiespead
S-S . . . o . RARTIBE
1. The machine rigidity is good: machine structure parts using high-strength castings, topology optimization design; Insert steel Mak cutter width mm 300
guide rail, follow-up lock; Tool spindle drive adopts full anti-backlash transmission chain, double support of rolling bearing and
hydrostatic bearing, SIEMENS servo spindle motor drive, good torque characteristics; BTIIMNEBER o D180+ 2AETTR~D320
2. High precision machine tool: spindle drive wheel with independent support, spindle rotation accuracy is high; AA rack milling Milling cutter diameter
cutter, cutting accuracy of 6 levels;
3. The machine tool cutting efficiency is high: the machine tool spindle motor 37KW(S1), the utilization rate can reach 85%; Design FHERTIFER P 60
tool protection and safety protection device to ensure the safety of large deep high-speed machining tools; Milling cutter arbor diameter
4. Machine tool adaptability: machine tool CNC system using SIEMENS 828D; Chip removal system with three-stage filtration issvia
purification, large flow cooling, chip flushing; Ensure that machine washing and cooling are sufficient; Optional fixture, single XHBAHLRE mm/min 1200
machine automatic loading and unloading, etc. Max. feeding speed of X axis
XEERAITIE
Yon Max. travel of X axis LAY 500
ocmreeat -
ZHIRKITIE
Max,Htfaveljc-)f? axis Wt 400
Zﬁ]ﬁﬁiﬁ?ﬁﬁfg ) mm/min 500
Max. feeding speed of Z axis
PR ZINZ
Total power kw £951
MNEKSESE t 4 ;
i £910 *:
tealelt L E R RHERE 5%, ALY
] - e o]
fﬂﬂfﬁﬁ_‘r CRXEXS) m 5X3.6%2.8 2 ATBROITHRG I, AFHPER
SRR L.
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ACK GEAR GRINDING MACHINE

MR =

Machine characteristics

L AUBRBVAC AR E 2 BB P ) F E 3 R AR BB A 3K B, R E )TN, BapailFHSRIab a5 h 14,
EE‘EQTE%%EEJEHU ;

HVRRECAE BTN TI RS

WREEESNRIECKABEMEIR, DEENARENES;
4\%%7@%@?1?\@*5@?97‘@*@%\, ;
5. HRHB R AR 7 EH R E B RITH;
6. HlK A UreE BEhOiRIhEE, BRILKZITTHR 2.

1. The spindle is driven by Siemens servo motor, built-in dynamic balancing instrument to automati-
cally minitor and ralize the automatic balance of grinding wheel. And keep Constant linear grinding
speed.

2. Machine with AE automatic cutter match system.

3. Grinding wheel dressing diamond roller adopts direct drive by motorized spindle with high rotation
accuracy and reliability.

4. Equipped with high sensitivity and high precision online measure system.

5. The chip conveyor realizes the constant temperature control for grinding oil.

6. Automatically retract function when power off to ensure the machine safety.

R ] "ty
HRAE S
o | LTMT KB
TRRARTMAACA | ] V8200

iR RER “YETS200 LRSS
WA ST e RS (TS i

TEY. LR )
'Plh‘f;';'k-?t
=Q-AwmA ey

@

552
4R AL
F AL E IS AR AS

&)

FHHRERR: e ghaEean

BEAREEN THE MAIN PARAMETERS

) =2
Description

YK78200
g mm 18
if\}:gip%c{jlifh mm 2000
by +£20
Sy K 45
g}ni‘%%g%ﬁﬁf spindle speed Pm 1~4000
r%fﬁfﬁﬁ? Er%ng wheel width mm 105
gfiied%;\%heel diameter mm $220~400
Mioﬁ?ﬁﬁejigrifr%ﬁind{e grinding wheel hole it 152.4(6inch)
%ﬁu:ﬁﬁﬁﬁng wheel of golden steel mm $200
s o 500
ﬁﬁ%ﬁ%ﬁ?ﬁ%m mamin 6000
v o i m 2000
ol 2 i mm 400
b LI mm 105
T mm 125
i&g ﬁiﬂ;ﬁ kW £9110
i t 423
%ﬂfﬁiﬂﬂﬁxﬁx&} 1 6.95X6X4

LERNHREEEN2E, BELIRY
HHE;

2 REFENRIRIT, EFRPER
I B HE R .
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CNC POWER RACK/SECTOR GEAR GRINDING MACHINE

MERY =

Machine characteristics

L. SHEEDR T IV EMBA A FEHMERENIKE, REFEY, BahmlH SR8 T, 25K

B IBLRIRE FEH;

2. BEIX IR S R EEAE BN TR S, MR THEEMNME,

. BRENNAS EESRHE. SRENENARLS, BRI IHRE,;
4B RHBRR NKHBRAAELNEY REEIERES, A MIREN;
5. RE2RIFTHEE VIR A B W Brp0iRThEE, MERIEITREd 5.

1. High-Precision Grinding Wheel Spindle:
The grinding wheel spindle is driven by a
Siemens servo spindle motor, integrating a
built-in dynamic balancer that automatically
monitors and balances the grinding wheel,
enabling constant peripheral speed grinding.
2. Automatic Tool Setting System: The grinding
wheel is equipped with an AE-based automatic
tool setting system, ensuring machining
accuracy and efficiency.

3. High-Sensitivity Inspection System: A
high-sensitivity, high-precision in-process
inspection system is integrated to guarantee
machining quality.

4. Thermostatic Chip Removal System: The
machines coolant circulation system maintains
thermostatic temperature control of the
grinding oil , enhancing process stability.

5. Safety Protection Function: Features power
failure automatic retraction to ensure safe and
reliable operation.

R E ik 45
EBRIHLARLERS:

Pl B REREA, “YRTERZ B G
FE PSR R CMT 204G S, P
WL,

BEHMETATEHhE
—o-@gnA

e 9/ Tﬁi[ﬂ B

) CIMT KRB
YK7832

ke

BEAREE THE MAIN PARAMETERS

e
27 ==
Description

YK7832 YKAT832
e mm 20 1
R e m 320
e an 110 50
iﬁggﬁdﬁ R rpm 1~3000 1~3000
EE’EgE F%E[;ﬁﬁ% R rpm 4500 4500
I%aik:mﬁnﬁ;:heel width 1] 240 240
g N, mm 600 500
Mioﬁ?ﬁﬁ?igmfefr%?i[ndle grinding wheel hole iU $203.2(8inch) ©203.2(8inch)
thop mm 1250 1250
m.%z(mﬁﬁﬁﬁfx-ax;s m/min 10 30
e, m 450 480
ety o mjmin 5 5
o D mm 450 450
ﬁf%ﬁ:ﬁﬁﬁﬁf Z-axis Ll 10 10
S mm 160 160
e mm 200680 200~680
%Jxﬁgh%ﬁﬁa(ﬁn%ﬁ%ﬁgngm X width) mm 1250X375 1250X375
ﬁxﬂ%g bea%‘l?ci%lty of workbench Keg 1500 1500
?%53?&%&% t £912 912
EHIMER T (RXTEXE) m 315X3.3X324 3.15X3.3X3.24

=
lLERVERTESENSE, BELEY
ﬁa:’é;
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REFURBISHMENT

BHisHi{E, SRR

Smart Value Creation, Green Future Building

VARBEISREINAfERA, BE N EN B IREENNERBIRE LRI EE, DURF IR MERE.
REEF MR TR R RIS 5 B VRSB R E M A B, BSOS RBINIRIEER E. MR BHE
AN BRIEKAREREF D, I’ B AR MIIN(E, Eae RN KIS T SUSHAEBIRME R,

KAEHZ B SIS OB 2004512 8 I LUK, B AR E s 1T U RIRNMEN (. X BT 71100
UEWEENEBIER, BFELRFENHT BT REARER, IS8 ZIRNKES EFEEH R,

KB T T EEVR2Em B ERE, RHEIE KME BT U AREF L2 HUBHIERS, KSEEE
ROEIMELARSS o AT KANBHZ AR AR EREMN L ZRR, Tl S HERUR R VLAR B FIS7HE A, ER IR M, 14 EtatniR
EHVLER, AP HERSMENLEAINRIZE, BiO® el &, B DRI

Refurbishment is enhancing machine tool performance, boosting efficiency, saving energy and raw materials, and cutting pollution
by technically upgrading the existing equipment structure or adding new components. The used castings of old machine tools are
stable and deformation-free, ensuring high precision of the upgraded machine tools. Remanufacturing not only extends the service
life and value of machine tools but also offers insights for their design, renovation, and repair, achieving lifecycle extension with
minimal costs and resources.

Since its inception in December 2004, the CJMT’s Refurbishment Center has been committed to prolonging the life of machine tools
and unlocking industrial residual value. It houses nearly 100 skilled repair professionals, including experienced fitters, electricians,
and technical experts, who craft customized rebirth solutions for each old machine tool.

CJMT specializes in the full - lifecycle management of gear machine tools, offering comprehensive remanufacturing services ranging
from item repair, major overhaul, and numerical control upgrade to equipment relocation outsourcing. Backed by CJMT’s robust
technical, equipment, and process resources, we precisely unlock the remanufacturing potential of old machine tools, enabling them
to be swiftly rejuvenated with performance indicators comparable to new ones . This delivers high - cost - effective machine tools to
customers, supporting sustainable enterprise development, and reducing environmental damage.
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STRATEGIC PARTNERSHIPS

KR LUKERR m s m, BOEESEH, FEIHN B EENE R XA EE, KE—H AN SN
BREF. (HI2F 73 %iE)

CJMT focuses on long-term interests and carefully selects partners. By implementing effective supplier management and customer
relationship management, we aim to build strategic supplier and customer relationships, fostering mutually beneficial growth and
sustainable development. (without ranking preference)

hx b= P

strategic customers

7y OO0 mmsse csse  grmue JIER koFON
NS -/ TP

bk

SHUANGHUAN COMPANY

TRANSPOWER

TCSync A_ WLY rem  APMC A gié%—,— : l“') S2T18

bk B 15 I 7

strategic suppliers
SIEMENS jIER Member IMC Group j; "‘V‘MGL|§j€ﬂ 55_*"]—3“! 7 Y 4
o=l =z A YT

coizenson BEWE

==y NTY U Ko
YELCNC & # 545" o % S'rllfm{(‘n gt KQFON ﬂjﬁ-fﬂﬁi® z/'}-
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