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Shanghai - Baoshan R&D Center, Nantong - Tongzhou Bay Production Base, Nantong - Haimen R&D and Production Base

Marketing and Service Network: Chongging , Nantong, Changzhou , Shandong, Zhejiang, Guangdong, Guiyang
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Shanghai Thinkhead M&E Co., Ltd.
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Company Milestones

RISHEOR, b OESND + 2011

01

Obtained export rights and exported
products to foreign markets

AAE-HERLNETE 4 20714

Designed and built the first linear
motormachining center

B RAER + 201 7

Nantong factory put into operation

B BB A B0 + 2021

Establish a research and development
center in Shanghai.

BB I ARk + 2025

Nantong Haimen factory construction
in progress
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¢ 2009 # AaEmsr, Az bET

2013 +

2016 +

2019 +

2023 +

Established Shanghai factory.

BEAFRFKSHERAL
Honored as " High-tech Enterprise”

FEBNEL FiR@Eik

The Nantong factory has commenced construction

PEBESNERARETIRR
Shanghai Thinkhead Certified as Provincial
"Specialized & Innovative" SME

ARFZINFRTREWLIEST, &
SHEAREERRAETIINT PO,

All five series of mainstream products have been
produced on a large scale. The company is
continuing to develop and upgrade the 5-axis
series of machining centers
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Overview Of the Company's Development
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FEEENBERATMIIT2009F, NFEENNLEBEY, FOFHAHEEENKR. FRCBEESER
EIR. BYER. MLPOL=KREFISENARERE, ol ZNATHREE. A, XNB., ¥SEFEHH. BE
BRNETIWAE, £ O8FW. BRENT. B8 IR RKRETEN, REARBIOAFRK, F"HA-
L HE-RS 2L REDIR,

Hal, DEECCRESEIH. sBESEL. EEH. AREE. SERAFZTROTEHHXEEA
SMEF, BEERBEEEUROIARAINRE BN, DEERRELLUFALIFNSIZE, RESS "Shiz
RS EMTIERE" ERRKEALTT, EFLEBARE . REXRZRIKEHRD L, SOUEFTEKEENNE
RASMI "SERMEBBBREGIRE" , NEREARE.

REXRK, LEESRREZERFINBER—MURITANES, DUACKREMMBLDFIENKT, USERE
H. BEREVNSR, UEERAFINAMEARERBI0, BRARRTEMARS, FHREEL, BHR—mKFE
PRI CIFSpES i

Shanghai Thinkhead M&E Co., Ltd. which was established in 2009 as a leading enterprise in profile gringding machine,
dedicates to the research and manufacture of precision machine tools. Its products cover a precision machine tool matrix includ-
ing three series of profile grinding machine,CNC thread grinding machine, and machining centers. It can be widely applied in
industries such as automobile manufacturing, robaotics, wind power, semiconductor components, precision reducers, etc. Three
major R&D and production bases that are situated in Baoshan&Lingang in Shanghai, Tongzhou Bay&Haimen in Nantong, with
a total area of over 100 thousand square meters have composed a complete supply chain "research-development-produc-
tion-sales service"

Currently, Thinkhead has mastered the key technologies of multiple core components including high-speed spindles, high-pre-
cision indexing heads, numerical control systems and so on, and has realized mass production,possessing independent and
controllable full-process R&D and production capabilities. Thinkhead also participated in major national science and technolo-
gy project of "High end CNC machine tools and basic manufacturing equipment’, set up joint research centers with ShanghaiJiao
Tong University and Donghua University,and established the" Joint Laboratory for Complex Surface Grinding" with Spanish Fagor
to push the limits of technology continuously.

In future, Thinkhead will continue to be being guided by Integrated design of electromechanical control and software, support-
ed by micron-level grinding and low-stress manufacturing, highlighted by high-speed spindles and direct-drive heavy cutting,
and take numerical control systems and machine tool materials as the underlying breakthrough directions.Thinkhead possesses
comprehensive technology system. It iterates quickly to advance toward the world-class level.
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Shanghai Baoshan Gear Grinding R&D Center

, fNFEETmEUKX,

Located in Shanghai's Baoshan District.

EBEHRAPL, FEATEENR. RERIL. DERESFHAES.
Gear Grinding R&D Center conducts hardware validation testing, software algorithm optimization and functional
enhancement development.

MARRRPLD, EREFFESW,

Machine Tool Demonstration Center is Open for customer visits with live machining showcases.

Fillply, BEVKERE, HPRE, SRNIFSTUE)IAS.
Technical Training Center covers machine operation certification, maintenance & warranty protocols and precision gear
machining techniques.

EPEEMI, NVHEERA, FamidtlEs,

5 FESBASNMEPEHE BTSN TSRS EY Prototype grinding services, NVH improvement R&D, Trial production machining.

7N o

Co-establishment of "Joint Research Center for Precision Machining Equipment and Technology" with
Shanghai Jiao Tong University school of Mechanical Engineering.

e \ ® BmErER & = = SO = = =
S5REMFLAEEHEXEKI “EXHEERKEIRE . Lean Production Management [ TTIVT A | [ s T e m—m——— &
Co-creation of "United Laboratory for Complex Surface Grinding" with Fagor Automation Espafia. . = - -

y P 9 9 P ® EANHE LS Sy =
. N R . . . Full-cycle R&D Capabilities | prfieiet
REEBATO, BEEFREBNI, EraisiRg, HEBATEMNH. R RKERLES. e .
Thinkhead features a Gear Grinding Center that collaborates with clients on trial grinding ® Et\ﬂﬁﬁmiimm L L U I -
Ite Macninin eam [ ] i
operations, pioneers exploration in advanced fields, and undertakes corporate R&D missions including ? “ onn
hardware testing and software optimization. @ ZRHFTREME o v BN E
Robust Production B ——
Capacity Reserves R } I I I } I } H I I I I I I i 00 o0 mm a:urm owsmm e,

WEEIIIFG, BEVKRERE, #PREZFZIUE)IRS.
The facility houses a Training Center delivering comprehensive programs covering machine operation,
maintenance, warranty services and related technical training.
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Nantong Tongzhou Bay Production Base

FIBEFEMBEETHMINI, FHEA, THELE, HEFE, ERMESVREISHEXNERSDFIETZ,

The Nantong production base encompasses the vast majority of manufacturing processes related to

machine tool production, including casting processing, casting tempering, spindle manufacturing,
oil tank manufacturing, turning, milling, drilling and grinding.

ES—HEWMAHIEENE, NEWE=MIENER L. ER=%1r. ZFREAEMN. BHHHR TEE &N
Trb. BARSHEITIESNEFHER—mNEEENMIESE.

Thinkhead has always attached great importance to the introduction of advanced equipment, and now
owns a range of world-class measuring and machining equipment, including Klingelnberg measuring
centers, Zeiss coordinate measuring machines, Mitutoyo roundness testers, Nicolas gantry-type five-face
machining centers, and high-end industrial machine tools from Japan.

MAFEHEIMEEN HNRAE, ST AIS5EM—RIAKBEENRRAENE, BERIGEEAMA,

The machine tool castings undergo four stress-relief aging treatments, achieving low-stress manufacturing
that is comparable to that of first-class foreign machine tools and ensuring the equipment is durable and
long-lasting.
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Nantong Haimen Production Base

€D e

BUIEFEMTR, RESSANEFEM, SM1508, a#E—F K=ee, HEEF M aEin LU SV THIHE K,
Haimen Production Base is under construction.As Thinkhead’s fourth production base, the 150-acre facility
has the capacity to increase its output to meet market demands for premium gear manufacturing machines.

—HAG 508, PISEM2008 42 BRI 1008 ERNIRNE~Fe. 2026558 F 6™, PISEMB004 mimi AR
Frhe.

Phase | covers an area of 50 mu (approximately 3.33 hectares) and can achieve an annual production
capacity of 200 light machine tools and 100 heavy machine tools. It will start production in May 2026, with
an annual production capacity of 800 high-end machine tools.

[TXRAXPRREMMIRHRGR, SSIMEAHEL, RAZEI ,
The facility utilizes solar power and ground-source heat pumps to achieve low-carbon operations, certified
as a green factory.
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Fine manufacturing quality

B i 8 £ 4

Self-developed electric spindle

FGV650 EEmMtReERBEH, —MNuRRESRHNSRERSORAMIES. THEMRIERE, FIRHAN
B/, RESANNIMERER, KATE LAREKREFH SNFA K FAG MEHK,

FGV650 is equipped with a high-performance Starham electro-spindle, enabling ultra-high-speed cutting and milling with high surface
quality in a single machine.The spindle features a more compact structural design with a smaller span between the front and rear

bearings, resulting in naturally enhanced rigidity of rotating components.It adopts top-quality commercially available ceramic
bearings from SNFA and FAG.

BAERFNBIBENRERE.

Exceptional cutting accuracy and surface quality.

BEBEARY. SRIMHA, RESHITIHIGE

Capable of handling heavy cutting operations with ease.
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Grease Lubrication Method

—_
=]

SMEAEE M/ High Performance Spindle

REEE .
Spindle Speed r/min 20,000
KA
TJj e HSK-A63
ool Interface
E I ES
Spindle Power S1/56-40% kw 18/20
FHHE
Spindle Torque 51/56-40% Nm 43/47
Nhiz Pl NN
Lubrication Method Grease Lubrication
REAH KR
Chiller Type Inverter-Controlled
25 50

/ $6-40% 45 $6-40%
.. 40
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Self-developed electric spindle

BITRSRE, TREARR

Stable operation and excellent working performance

HAGHML, ARBEEEER

Optimized bearing structure with outstanding load-bearing and speed

regulation performance

ENEHEE, ESEEMRE

Precise positioning control and stable repeat positioning

RS EE
Spindle Speed
JIEER

Tool Interface

S IiES

Spindle Power

FHAE
Spindle Torque
HENEDAE:M
Lubrication Method

RENGH

Chiller Type

51/56-40%

51/56-40%

0 5000 10000 15000
F3# (rpm)

20000

FCNm)

&=
i

€D Pixpen

FL195-15100 S##HEZEH/ High torque Spindle

16,000

HSK-A63

27/33

101/123

hAREB
Grease Lubrication

THKE
Inverter-Controlled

5000 10000 15000 20000
FEFE Crpm)
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FISCHERER ¥ 4l

FISCHER Integrated Spindle

45000% CSCHhTR 8]/ 45,000 rpm with CSC

= >
Re &R )
Spindle Speed r/min 45,000
eSS
Tool Interface HSK-E40
=
Spmi‘?ejPJo_\A'/_er 51/56-40% kw 15/18.5
FHHE
Spinfi Torque 51/56-40% Nm 6/7.5
HR7 ik
Lubrication Method Oil-air Lubrication
sl TS
Chiller Type Inverter-Controlled
20.0 8.0
18.0 | ,---J- ----------------------- -—==x_
S ———— —— . Ly e — Pr—————
e s 6.0 NIsa o
14.0 s T NUN S
§ 12.0 . Z 50 N S i -
&= 4 o ~——
5 100 Lo $ a0 —
3 8.0 'r;‘/ ,§ 3.0
6.0 z /
2.0
4.0
20 / 10
0.0 0.0
o 9'000 18'000 27'000 36'000 45'000 0 9'000 18'000 27'000 36'000 45'000

Speed [1/min]
— = Power [kW] 56 - 603 / 2min

Speed [1/min]
— Power [KW] 51 - 100% = =Torque [Nm] S6 - 60% / 2min

= = == Power [kW] S6 - 40% / 2min

Torque [Nm] S1 - 100%
=== aTorque [Nm] S6 - 40% / 2min

360005 CSCHiE 2 #01/36,000 rpm with CSC

REEE .
Spindle Speed r/min 36,000
eSS
Tool Interface HSK-E50
S ES
- 0,
Shindle Power S1/56-40% kw 15.2/20
FHIHIE
- 0,
S S1/56-40% Nm 121/15.9
BB HEEE
Lubrication Method Oil-air Lubrication
REAR KL
Chiller Type Inverter-Controlled
25.0 18.0
16.0 N
\
20.0 "--------------- ------..~“ 14.0 \‘\
—_ S — — — — — — — —_ -
£ 150 ,’;’ =l g 120 NS
= Z.10.0 ~ s
2 SL S g0 S e
5100 . g o = S -
. - X — e
50 4% a0 =
2.0
0.0 0.0
0 6'000 12'000 18'000 24'000 30'000 36'000 0 6000 12'000 18'000 24'000 30000 36'000

Speed [1/min] Speed [1/min]
— Power [KW] S$1 - 100% e e Power [kKW] S6 - 60% / 2min

— - 100 — 609 .
= == = = Power [KW] S6 - 40% / 2min Torque [Nm] S1 - 100% Torque [Nm] S6 - 60% / 2min

= e e » Torque [Nm] S6 - 40% / 2min

oL Hir 1 B8 = 41

FISCHER Integrated Spindle

70

60

€

THINKHEAD

rFieE2s

20000 rpm V100-A20

Re &R
Spindle Speed
Pt

Tool Interface

B ES

Spindle Power

TR
Spindle Torque
HEN=YsE
Lubrication Method

RAIRN

Chiller Type

Power [kW]

S1/56-40%

S1/56-40%

r/min

kw

Nm

20,000

HSK-A63

25/40

87/135

HSEB

Oil-air Lubrication

TS
Inverter-Controlled

S

0 1000 2000 3000 4000 5000 G0OO 7000 8000 9000 10000 11000 12000 13000 14000 15000 16000 17000 18000 19000 20000
Speed [rpm]

0 1000 2000 3000 4000 5000 6000 7000 8000 9000 10000 11000 12000 13000 14000 15000 16000 17000 18000 19000 20000

Speed [rpm]

24000 rpm V100-524

R/

Leistung [kW] / Power [kw]

BE®E ,
Spindle Speed r/min 24,000
ESid
Tool Interface HSK-A63
FHINE
Spindle Power 51/56-40% kw 50/50
FHHIE
Spindle Torque 51/56-40% Nm 95/115
RS S8
Lubrication Method Oil-air Lubrication
REHAER THKE
Chiller Type Inverter-Controlled
180
160 A
E 140
o \
A\
£ ) —S1
% 80 \ 56 40%
E 56 25%
E N S~ 56 max
S \t:\
20  E—]
0

0 2000 4000 6000 8000 10000 12000

14000

16000

Drehzahl [min-'] / Speed [rpm]

18000

20000

22000 24000 0

4000 6000 8000

10000 12000 14000 16000 18000
Drehzahl [min'] / Speed [rpm]

20000 22000 24000
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CNC Controller

P8I JFONE
SIEMENS ONE

e —

:;;- LN
- g {
i ’ fHL I

000 00000 00000
3-Axis / 5-Axis System

BTEINTNC620
HEIDENHAIN TNC 620

o —HARY
3-Axis System

S

Guideway

SCHNEEBERGER

o —H/HIMAS

- BFED KEYa4EEE
- FIARAS TR - EREEEITPAERENN

7ai]F828D
SIEMENS 828D

=Om D80 5O

o =Hi/IMARL 1
3-AXis / 4-Axis System RNAR B8 HE

I§ lu\/yTN C640
HEIDENHAIN TNC 640

o HiHAL
5-Axis System

SCHNEEBERGER.INA.PMI
- HBIER R - BEMRBE

- FARAZRE T A ERAE

- Simple lubrication design

- Wear-resistant and long-lasting precision

- Easy to install and interchangeable

- Suitable for high speed and acceleration within low friction
- High position accuracy

- Super rigidity in all constrained directions

RAEETN]

Technical Capabilities

HIREPRA

Direct-Drive Heavy-Cutting Technology

€D e

BB RN, UERESVME SRR TR R RIER, RHRSHIINEE.,

Linear motors and torque motors eliminate the backlash caused by traditional mechanical transmission systems, providing
extremely high acceleration.

JRFRINIMERN ZThEERYIZI, AR E KEMIVSHE. B R S RERNER M THE R B MR EA
BRSNS %, R &R EEE,

Wwith a uniquely rigid and versatile design, this technology meets the demands of high-precision, high-speed, and high-effi-
ciency heavy machining for long workpieces. The entire CNC machine tool offers exceptional dynamic responsiveness while
maintaining superior vibration resistance.

B4 BINATFREHSRRENFSEZFIERE LE+ORR, BEEH. BYHIRENA L
BHER.

While linear motors are well-established in light-load, high-speed applications such as semiconductor manufacturing
equipment, their adoption in heavy-load, high-power cutting applications has been relatively limited.

I B FEH (ErpEf AT O T (SEREYH) NA, FE AT RIRM—IR, AR T T
AR EIRFBEER. Etﬂﬁum}ﬁﬁflﬁm,ﬁh?iﬁ sEUIH EREEN BB AE R,

Based on applications featuring heavy loads (where moving components are measured in tons) and strong motion control
interference (high-speed heavy cutting), it has established a unique position in the global industry. It has overcome the
technical prejudice in the industry that direct drive systems cannot handle heavy loads and heavy cutting tasks, and has
built a technical system for direct drive motion control applications in heavy-load and heavy-cutting scenarios.

yw

HKEESMHE  Titanium alloy turbine blade EEaEME  High-temperature alloy turbine blade

¢ 3 1 Hl Materials  45#% steel
- ] ' v Tool $80mm
A _ _— 2FSmmi
- Vo Ve 3 - 8 .

E11H|
Heavy cutting

ﬂ]v\ 4mm
27)EHE (#8450)

Depth of cut 4mm
Surface milling with a disk cutter
(Materials 45C)
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Technical Capabilities

RAMEEAR

Thermal Compensation Technology

T RAIMZRRS, THRE B MM RAME. EIHMB,

Proprietary thermal compensation system includes functions such as spindle thermal expansion compensation and
structural compensation.

BRADHTHARARE. EHAHIZ TSR E. S RBEREFRELS, SRR EH. AUREH LUK
MRRREZN, S5 EAHRESERNANFMERL, BRRWEES ENEH TR @ %
ERGBYSERAMEINRENI LUELE, SRIURE E MU BRI BT, #HMLI ST 2. 28R T]
REPSEEEHLTFIRENRETLENRN, EMEFFFAFRIMTHEE,

By utilizing high-precision, highly sensitive temperature sensors distributed across the machine tool body and spindle, the
system monitors real-time temperature variations in the spindle, machine structure, and surrounding environment.
Combined with a tailor-made thermodynamic compensation algorithm for each machine, it dynamically corrects structural
deformations caused by thermal effects through real-time CNC system adjustments. This ensures consistent positioning
accuracy despite temperature fluctuations, maintaining the tooltip's dynamic precision within specified tolerances at all
times and across all working conditions to meet customers' machining accuracy requirements.

Il |z | mz

FHARZEMERIETRRXT L
Comparison of Spindle Thermal Error
Compensation: Before vs. After

L= 53
AT 46,6707

YERAAT 8.8767
ZHAAT 199.5154
x$athE(E

i E(E

W rigiheE

Z4hih (A 57.5

NCHRT

RIS

RTIRS

HRET ()

1 1 1 1 1 1 1 1 1 1 1 1 1 1
2000 4000 6000 8000 10000 12000 14000 16000 18000 20000 22000 24000 26000 28000
iRl (7 )
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Technical Capabilities

BIREA

Direct Drive Technology

BEEERABITERRAK, SfeERAELE, REAH NS B, FMREEREZE), 52
WA, 1758, BEEEERRA,

Direct drive technology refers to the use of linear motors and rotary motors to achieve direct transmission of force and
torque without relying on any intermediate transmission mechanism.

E 9 >

T EER =WITE ZEH)iE RS R EEM

Near zero wear High rigidity Simple structure Low noise Zero backlash

IEMmig it

Forward Design

X3 FEmigit, ERIKIHTAEA, WRIEFR A FERERNHT, DFEMIMILIT IR,

Forward design understands not just the 'how!, but the 'why', requires profound expertise in mathematics, mechanics, and
mechanical design.

ERZEEIERILITEG ENNREL, RERKHLD,

Rare domestic machine tool manufacturers have mastered comprehensive forward design methodologies.

E5ERIEMIZIT, BAY) EEZI&—J,{E'E' BEE, — @8R8, AIUANRENEZEFFENNATR,
FIEHRERRINUR, _JL,(S(TMF“ it R EIXUMIMIRTS EEBIHLR oo

Thinkhead is committed to forward design. While forward design entails higher initial costs, its mastery unlocks universal
adaptability - enabling customized machine tools for diverse applications through iterative optimization, ultimately achiev-
ing engineering excellence.

14
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Technical Capabilities

AR ARERA

Five-Axis Application Turnkey Technology

RN A, B FEARR A IBEI = i AN R TS 2o

Five-Axis Application Center specializes in machine tool problem-solving and process optimization for five-axis machining.

EmERFIRMENERRT R, RHEIIRSS,

Offers pre-sales & after-sales support, including operator training and technical consulting.

NERFIERESRRIIEOERTS o

Providing high-end import substitution solutions for domestic manufacturing.

AR RATE = i A IR e B AR X

Full technical support for 3-axis to 5-axis processes in the civilian industry.

NOISIDSE

ABQ D250

45 LNTD ONINIHOUIN StH

U600/ 800 orteieieionpic sirecron

Cradle Five-axis Machining Center

ERE. SRIESTEMENSRRT

Structural design for high precision, rigidity and stability

FMHEEIN T EFEE £ 0.020 mm, iR EEMNYE. BEREXALEEM. EESFMIBETE R, 500 co/mingjH
JIEMIEREES., “U600/U8S00 #4£& T U600H/USOOHBIMABHIMEN, RiFT L FHNENFREM R, EEXHE/NZ
MWMITRENEM DR TEZHNGRE, FEHSHIERSNLF—BNNEIREREBE. "

5-axis linkage machining contour accuracy £0.020 mm, which can meet the machining accuracy requirements of various
impellers, precision and complex contour parts, molds, etc. 500 cc/min roughing removal capability of single cutter.“The
U600/U800 inherits the excellent mechanical structure of the U600H/U800H and maintains almost all the advantages of the
H-model, and reduces the mass of the crossbeam axis based on appropriately narrowing the Z-axis travel, so that it maintains

almost the same cutting efficiency and accuracy as the H-model.”

BHIR%EH

Five-axis full direct drive structure

A ERE FHBIREN, EEAEHAHITIRERSHND
Mineral casting bed SN, BB EREZTE,

3 linear motor driven axes plus 2 direct drive rotary

TEERBESIRESRENINIRES, AR
HMEMAEMTREMT BRSO EANEKRME, BA
+0.020mm FRBOFMMELT RTCP BERM TR

turntable axes achieve excellent dynamic rigidity,

enabling high feed precision machining effortlessly.

=

Mineral cast structure provides exceptional vibration

suppression damping properties. This provides a jﬁf‘]gggzgg /A

stable system to realise 5 axis precision applications. Gantry dual-drive structure

YR AW IRIKEN, £15E % BIRKEHNER R
7 it HEASSRSRNEMSE, BRIETHEHNSH
- H, EREYH. SBEETHER—aN LBRRIH,
AR REOEMN TR TIRSHME; YRR
HIRZ BHEHITE 5 RUKAR.

Z-axis structure

SRS EBMAS, FEZHELITREEENE
BIFHRIE [EENREEANZATE, Y-axis adopts a dual linear motor driven structure on a 2

High-stiffness saddle & ram combination provide linear guide sets gantry ensures exceptional rigidity during

the Z-axis with full stroke good rigidity. cutting owing to the closed force loop configuration. This
also enables seamless transition between heavy roughing

and high-precision finishing on the same machine.

16
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U600/800

ZHRE L/ 2AKR

Z-axis precision screw/fully closed loop

—_
=%
High-speed

MRFE IR E T[IX60 m/min
BRANMRETA1g

Feed speed: Up to 60~90 m/min
Max.Acceleration Accessible 1g

=EE
High accuracy

ENHEE <5 um
BEEEMBE <3 pm

Positioning Accuracy <5 um
Repeat positioning accuracy < 3 pm

€2
THINKHEAD
ESilmE

\\gf‘

=hRE

Removal rate

EBRFTJiX 500 cc/min

MRR mare than 500 cc/min

HIK, R, SHEERMNI PO

Direct-drive High-speed, High-precision
Cradle Five-axis Machining Center

= D
IEI% op
High durability

TR
PRBES K

Near zero Wear
Sustained Precision

FaNE

U600/UB00/ = mE— = in P R E
BR#MIPL, XASNNE. 55
EMXEXRIEE, KEXAME
TYMEEEmE, ERHenRiR
EMMRIREES; X/ YHBIRBEL
BHIREIRAMNEE, EERNERNHE
RBESSMMNEEE,; KRNANKRE
R, TTZMBAFAREII. 8RR
A, BEERE BERAMZMX. EfY
T}, JERARETESHHMI,

The U600 /U800 is a high-end, medium-sized,
5-axis machining center. The machine features a
high-rigidity and high-stability gantry structure
and a high-quality mineral material casting,
which exhibits excellent thermal stability and
vibration absorption. X/Y axes are supported by
linear motor drive technology, which ensures
excellent dynamic accuracy, high responsive-
ness and excellent human-machine interaction
experience. The U800 is widely used in the
automotive industry, energy  technology,
precision molds, civil aerospace, medical
engineering and tool technology.

BEEREASHR

Configuration and Parameter Table

U600 usoo
ﬁ& Stroke
X/Y/Z 700/ 700/ 550 mm 900/ 900/ 600 mm
B S PN
EHAMELMFOH 160 ~ 710 mm 160 ~ 760 mm

Spindle nose to table surface

HiE%A Rotary Table Y(BEBERTIEERY) Table diameter customizable in specified sizes

AlfTR2

A-axis +120deg +120deg

Cihf772 . N

C-axis N*360 deg N*360 deg
CHEmAR .

Rotary table diameter @5407600 mm 2800 mm
B 500 kg 1,400 kg

Table payload

LR EE Travel Speed

GO MUERFER) (X/Y/2Z)
GO Rapid traverse

60/ 60/ 48(60) m /

min 60/ 60/ 48(60) m / min

GO RBRE (A/C)
GO Rapid traverse

60/ 100 rpm

20/ 70 rpm

Fifspindle *(TTEREMEH) Other spindles optional

FHED AR . )
spindle type B3 EH/Electrical Integral spindle
THRSRR
Spindle speed 16000/20000/ 24000 rpm
2l of::
Spindle taper HSK-A63
EHRHLE (51) 27/25/29 kW
Max. power
FHEBEMINE (S6 - 40%)
Max. torque 33/40 /38 kw

]
ﬁﬁ%ﬁ%ﬂfﬁ G 101/87/69 Nm
RO (56 - 40%) 123/135/90 Nm

TIEE Tool changer

Tu#E
Tool quantity

40T

32/40T

wAR

Tool selection method

BEALEEIE T2/ Random pots

TNE&XER (HB$AET) / £71)

Max. tool diameter (adjacent with/without tool)

75/ 120 mm

TNERAKE
Max. tool length

300 mm(T]FEAHSK100)

JIERKESE

Max. tool weight

8 kg

IR/ SR Power/Air requirement

BiR
Power supply

380V 50Hz 55kVA

380V 50Hz 60kVA

SR
Air supply

0.6MPa 700L/min

iﬁﬁ’EiRﬂ' Weight and size

R~ (8xi®x&)
Dimension (WxDxH)

3100 x 3335 x3875mm

3300 x 3600 x 4000mm

B8
Weight

14000 kg

18000 kg

BiERE

CNC Controller

SEE5TNC640/ 78] JFONE

HEIDENHAIN

TNC 640/SIEMENS ONE

*UB00TiESHEERRE  The Us00 model offers an optional cast iron bed.
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HIE, Si#, SFEBRMMNI PO

U600 Direct-drive High-speed, High-precision
Cradle Five-axis Machining Center

|

ZHEZLT/ 2ARK

Z-axis precision screw/fully closed loop

*ZHEIRIE R P ERE S

Z-axis can be customized according to customer requirements.

THINKHEAD
ft) E== 1A

H3LN3D ONI
SAIE SAEA L34

\\g&

=3t =EE ERE
High-speed High accuracy Removal rate
RIEIRET]IX60 m/min ENFEE <6 pm K SETX 500 cc/min

& @

RANMEEX1g

Feed speed: Up to 60 m/min
Max.Acceleration Accessible 1g

EEFEUREE<4pm

Positioning Accuracy <6 um
Repeat positioning accuracy <4 um

MRR mare than 500 cc/min

=IO
IEI%IID
High durability

TER
HRBESHK

Near zero Wear
Sustained Precision

19

FaNE

UGOOSERBFRAEITIEM, KEX
By ¥EE, AEHENRREN
RN, HERETE., A#H2
BRESHKEER SN
BsM, TZNBTEEER. 58
EEXRERIH. BEMASEMI
Wi, FERXT) EHBIRIERT]
B, URAEN, TUS5REKXT
E—HNRIRE, ANTESH
BFIUWENLINEE,

U600S adopts bridge type gantry structure,
and the machine is made of mineral casting
with excellent thermal stability and vibration
absorption for stable and reliable perfor-
mance. The 5-axis full direct drive gives the
machine high dynamic response characteris-
tics, which is widely used in machining areas
including molds, high-precision and complex
contour parts, hard materials, etc. The
flush-mounted tool magazine is equipped
with an independent tool changer arm, which
can be used to prepare tools in advance and
achieve the same tool change speed as the
disc type magazine, and the right side can be
used with robot to realize automation
functions.

RERKASHE

Configuration and Parameter Table

u600S

1748 stroke

X/Y/zZ

700/ 700/ 550 mm

THBRETFEE

Spindle nose to table surface

150 ~700 mm

HIEH¥ S rotary Table F(AEE

RU[#EER ) Table diameter customizable in specified sizes

AlifTRE

Aoaxis +120deg

CiiTi *

Coaxis N*360 deg
PN P

CHAEER 2540 mm

Rotary table diameter

BAKE 350 kg

Table payload

LR EE Travel Speed

GO BREBH) (X/Y/2Z)
GO Rapid traverse

60/ 60/ 60 m / min

GO REEE (A/C)
GO Rapid traverse

60/ 120 rpm

F#hspindle ¥ (TJ{ERE A EH)

Other spindles optional

FHESHAR ) .
Spindle type BB 4 /Electrical Integral spindle
THRSRR
Spindle speed 16000/20000/24000 rpm
st
Spindle taper HSK-A63
MR (51) 27/25/29 kw
Max. power
FHEBAHINE (S6 - 40%)
Max. torque 33/40/38 kw
EI\Ea%.E%}gLvEfE G 101/87/69 Nm

- 0
Eh%ﬁ.%}cﬂ)lvigfﬁ (56 - 40%) 125/135/90 Nm

TIEE ool changer

TfugE
Tool quantity

40T

wNHR

Tool selection method

REHLFRIE 142/ Random pots

JNERXER (188A7T] / 1)

A ) s 75/ 120 mm
Max. tool diameter (adjacent with/without tool)
TNEZRKE
Max. tool length 300 mm
JNERXEE
Max. tool weight 8kg
HiF/SE power/Air requirement
B8R
Power supply 380V 50Hz 45kVA
SR ,
Air supply 0.6MPa 600L/min
IRJEE R weight and size
R (BxRx)
Dimension (WxDxH) 2800 x 3500 x 3800mm
B8
Weight 18000 kg

;ﬂggﬁ CNC Controller

Y§4E5NTNC640/ Heidenhain TNC 640

20
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I
U700 = % 12 55 7 4 0 T chudy

High-speed Cradle Five-axis Machining Center
|

ZIIS B L4/ = ATF

Z-axis precision screw/fully closed loop

*U70010]3%Z4#500mm
*U700 Optional Z-Axis 500mm

= IE 12 85 1 0 T ol

U 500 High-speed Cradle Five-axis Machining Center

ZWEE 44T/ 2R

Z-axis precision screw/fully closed loop

@

THNKHeAD
BEWF

il

U700—XYEIK

l.:.aﬂﬁ!!ﬂlﬁll.: |

i

U700/U500 2—RpREBER M TP
N, XAENE. SREEXEXL]]
ZH, BNEHGEBRRE®—KE
B, BEEHENRE. RIREMEE
M XESYRERELBNRE, ®8
RSN AEENIRE, EERNEH
NSREENSMAMNEE, ZHXASEE
RIRLF+IPBEARMREN, EEVKE
ERZEHR—R. EENERNNSEE
55mpteE; TZNRETERE. 8%
RES4. BEME. ARNBARLS
SN T &,

U700/U500 is @ medium-sized 5-axis machin-
ing center, which adopts high rigidity and high
stability overhead gantry structure, and the
whole machine structural parts are made of
high-quality cast iron with excellent rigidity,
vibration-absorbing property and stability; the
X-axis and Y-axis are driven by linear motors,
and the rotary table is driven by a high-re-
sponse torgue motor, which provides excellent
dynamic precision and high responsiveness,
while the Z-axis is driven by a high-precision
ball screw + external scale structure, which
makes the machine accuracy comparable to
the international first-class ones. Z-axis
adopts high-precision ball screw + external
scale structure, which makes the precision of
the machine comparable to the international
first-class. It is widely used in fields such as
mold processing, complex contour part
machining, hard material processing, and
five-axis  high-efficiency machining  for
humanoid robots.

EERKRASHE

Configuration and Parameter Table

U700 U500

17%8 stroke

X/Y/Z

700/ 700/ 500 mm 500/ 500/ 400 mm

FHERETFEE

Spindle nose to table surface

150 ~ 600 mm 150 ~ 550 mm

BEIR¥E S Rotary Table (B EERZTIEER ) Table diameter customizable in specified sizes

AmiTRE

Aoaxie +120deg +120deg

Cihf772 * *

Coaxis N*360 deg N*360 deg
P2y 7

CHAEERE 2600 mm 2400 mm

Rotary table diameter

BAKE 500 kg 300 kg

Table payload

WEEE Travel Speed

GO MUERFER) (X/Y/2Z)
GO Rapid traverse

60/ 60/ 48 m / min

GO RBRE (A/C)
GO Rapid traverse

60/ 100 rpm 60/ 100 rpm

FEifispindle  (TTEAEAMEM) Other spindles optional

FEsHAR
Spindle type

B4l /Electrical Integral spindle

THRSEE
Spindle speed

16000/15000 rpm 16000 rpm

FHRH
Spindle taper

HSK-A63

FHEBHINE (S1)

Max. power

27/26 kwW 20 kw

FHEBHINE (S6 - 40%)

Max. torque

33/30 kw 25 kw

FHERLIALE (S1)

Max. power

101/165 Nm 477 Nm

FHEBANHALE (S6 - 40%)
Max. power

123/192 Nm 59.6 Nm

TIEE Tool changer

T E
Tool quantity

40T

wAHR

Tool selection method

BEALFRIE T2/ Random pots

TE&XER (1B$ET) / £7I)

Max. tool diameter (adjacent with/without tool)

75/ 120 mm

TNEEXRKE
Max. tool length

300 mm

JERRAEE

Max. tool weight

8 kg

Eﬂﬁ/ﬁﬂﬁ Power/Air requirement

BiR
Power supply

380V 50Hz 45kVA

SR
Air supply

0.6MPa 500L/min

iﬁﬁEERﬂ' Weight and size

R (BxRx&)
Dimension (WxDxH)

2400 x 3200 x 3200mm 2100 x 3200 x 3200mm

BE
Weight

12000 kg 10000 kg

BiE R

CNC Controller

Y5485 TNC640/ 78 ] FONE
HEIDENHAIN TNC 640/SIEMENS ONE
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SHERERZIINIPO

3-axis direct-drive fixed-beam
gantry machining center

FGV 650

FGV650

(]

THINKHEAD
25l

& © =9

=i mRE ERE Bm&Ew

High-speed High accuracy Removal rate High durability
TRAS IR B2 T IA40 m/min EHEE <3 pm Z LA 500 cc/min P
RANMEETIA1g ESEMBE<2um HRBESHIK
Feed speed: Up to 40 m/min Positioning Accuracy <3 pm MRR moare than 500 cc/min Near zero Wear
Max.Acceleration Accessible 1g Repeat positioning accuracy < 2 pm Sustained Precision

23

FRNE

BAEHXASNMENER RIS
BIXH A1 Z3 A SEERIIZE £, YE AT
BER, THEERE,; BRERCESEN
T RATIEINIMER BB,

REETEEBHIIEAMREHTI008E
BRI BIEmA; HU4XABTEIME
B, REREANZBRE, NREE
RIEEMENEFHSIHAEEN. BE
M, JUEZRETE, BEREES
K,

The overall structure adopts a high-rigidity
fixed-beam gantry structure, where the
X-axis and Z-axis are located on the gantry
frame, and the Y-axis is of a moving table
type with a movable worktable. This solves
the problem of insufficient cutting rigidity
caused by the traditional C-type structure.
Components such as the bed are all cast
from high-quality HT300 cast iron. The
castings use strong and tough reinforcing
ribs to maintain sufficient rigidity of the bed,
thereby ensuring better dynamic response
capability and stability of the overall equip-
ment performance, enabling continuous
and stable operation with a long precision
retention life.

EERKASHE

Configuration and Parameter Table

FGV650
17#8 stroke
X/Y/Z 600/ 500/ 300 mm
FTHERETFEE

Spindle nose to table surface

200 ~ 500 mm

I{E& worktable *(BEERZIIEER) Table diameter customizable in specified sizes

= <
I"E”RT 600 x 500 mm
Table size
BAKE 500 kg

Table payload

RS Travel Speed

GO REBH (X/Y/Z)
GO Rapid traverse

60/ 60/ 48 m / min

THEIRKEE(X/Y/2Z)
Feed rate

30/ 30/ 24 rpm

FHIRGIERE

Rapid traverse speed of the fourth axis

\

4 spindle

FHEHER
Spindle type

B /Electrical Integral spindle

THRSRR
Spindle speed

20000 rpm

st
Spindle taper

HSK-E50

FHEBAINEK (S1)

Max. power

18 kw

FHEBHINE (S6 - 40%)
Max. torque

20 kw

FHEBYLHLE (S1)

Max. power

43 Nm

FHEAIALE (S6 - 40%)

Max. power

47 Nm

TIEE Tool changer

TIEEEE \ . )
Toolﬁagazine type $&2, 71 =/ chain-type tool magazine
TfigE

Tool quantity 24T

EDAN

Tool selection method

RELFRIE I fiZ/ Random pots

TNE&EKXKER (B$ET / £7)

Max. tool diameter (adjacent with/without tool) 75/ 100 mm
TNERXKE

Max. tool length 250 mm
JNERKER k

Max. tool weight 5kg

ﬁiﬁlﬁﬂﬁ Power/Air requirement

R

Power supply

380V 50Hz 45kVA

SR
Air supply

0.6MPa 500L/min

BEEERY Weight and size

RY (BxFRxE)
Dimension (WxDxH)

2800 x 2300 x 2800mm

k=
Weight

6000 kg

SiEZg%

CNC Controller

Y54E3XTNC620/ 78] ]F828D
HEIDENHAIN TNC 620/SIEMENS 828D

24
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SHERERZINIPO

3-axis direct-drive fixed-beam
gantry machining center

FGV 1060

0S0LAD=

IS

& @ =W

=i =RE ERE CE ]
High-speed High accuracy Removal rate High durability
MR ETIX60 m/min BN <4 pm ZERZETIX 500 cc/min FTEER
RANMEEIX1g ESEMBE<3pm PRBEEEHK

Feed speed: Up to 60 m/min
Max.Acceleration Accessible 1g

MRR moare than 500 cc/min Near zero Wear

Sustained Precision

Positioning Accuracy <4 um
Repeat positioning accuracy < 3 ym

FamE

FGV1060K BB RIMREIIEM, EE
NH—RMRER T X AR EER LB
B&/NNZENRZE, RXFYEBTHE 8
BEFNMESE, ZHEERES,
EERBEEERMITREBREENRN
%, BIHNESREZETN. £38
RITBFEDT. TBRRSRIENSRIE
HUREHM, HURBRREZ140, LR
EREMENNRRERL, ARCKER
BERYIER M 7 RS AHLER AR R
R,

FGV1060 adopts a high-rigidity gantry
structure. The integrated beam and column
design ensures minimal Z-axis deviation
when the X-axis load moves along the
beam, and delivers better response charac-
teristics under Y-axis cutting forces.with a
full three-axis direct-drive configuration, all
feed axes achieve extremely high dynamic
rigidity, enabling effortless ultra-high-speed
precision cutting.The high-stiffness machine
structure has been fully verified through
finite element simulation and practical
application. With a total machine weight of
14 tons and a standard-compliant installa-
tion foundation, it provides solid inherent
rigidity for micron-level ultra-high-speed
cutting.

BEEREASHE

Configuration and Parameter Table

FGV1060
17%8 stroke
X/Y/Z 1000/600/500 mm
THRRETIFEE

Spindle nose to table surface

100 ~ 600 mm

If'ﬁﬁ worktable

IFaRY

Table size

1100 x 600 mm

RAKE
Table payload

1000 kg

WEEEE Travel Speed

GO BREBH) (X/Y/2Z)
GO Rapid traverse

60/ 60/ 60 m/min

THIEXEE (X/Y/Z)
Feed rate

30/ 30/ 30 m/min

IERE (X/Y/Z)
Acceleration

30/ 30/ 30 m/s?

Fi#fispindle  *(TEAEAEE) Other spindles optional

FHEHAER ) .
Spindle type B34l /Electrical Integral spindle
THRSRRE

Spindle speed 16000 rpm
o)

Spindle taper HSK-A63
FHEBHMINEK (S7)

Max. power 27 kw
FHEBEHINE (S6 - 40%) 33 kW

Max. torque

FHEBHHALE (S1

Max. power G 10T Nm
FHEAHALE (S6 - 40%

Max. power ( ) 123 Nm

JIEE Tool changer

S - , :
Tool magazine type [E£2 7] %/ Disc tool magazine
e

Tool quantity 24/ 32T

ENAR WU

Tool selection method BEHLAIETI{Z/ Random pots
JNEEXER (WB$FT] / T7)

Max. tool diameter (adjacent with/without tool) 80/ 150 mm
TNEERKE

Max. tool length 300 mm
JERKESE ‘

Max. tool weight 8 kg

HF/SUE power/Air requirement

I?gﬁer supply 380V 50Hz 45kVA
i 0.6MPa 500L/min

Air supply :

BEEERT Weight and size

’;geﬁ’f(ﬁ)[)xm 3280 x 2350 x 4100 mm
%iht 14000 kg
BiERY $SENTNC620/ 7811 7828D

CNC Controller

HEIDENHAIN TNC 620/SIEMENS 828D
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U800 Floor Plan

U600 FmE

U600 Floor Plan
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Optional Configuration
U800 EEO| XX
1 B3I TIMY Laser Tool Setter O
2 Tk Workpiece probe O
3 Bz7i7] Automatic door O
4 SMEUWESS Oil Mist Collector O
5 7K Through Spindle coolant O
ZLHErE 20000
6 EEMH Electrical Integral spindle Lk pm O
TK#2104 24000 rpm O
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Optional Configuration
ue00 rik I X
1 LIS TI{L Laser Tool Setter O
2 THMm3L Workpiece probe O
3 B3] Automatic door O
4 HMEUNEESE Oil Mist Collector O
5 7k Through Spindle coolant O
FH7EN 20000
6 B4 Electrical Integral spindle Gkl rpm o
3%2104 24000 rpm O
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U600S Floor Plan
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U700 Floor Plan
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Optional Configuration

3250
2400
|~ —

1500

730

______________

3100
L1
O

2300

800

U700

i

I X

O
[ O IR i

M |

§§§ ! B = ‘ :ﬂ‘l b, !

| |

N TS |

| I Jll !

| |

+| | |

g |

| |

| e — I |

1 S LI Ilu of i

Sm) ! 1

= | |

___________ /A

|000%) SRR A) o) |

A
o] ixfic &
Optional Configuration
U600S #EEO | XX
1 WIS TI4L Laser Tool Setter O
2 T#MsL Workpiece probe O
3 B8] Automatic door O
4 JMEUESS Oil Mist Collector O
5 g7k Through Spindle coolant O
N Er#h 20000

6 EBEH Electrical Integral spindle Lkl rem O
§3%2104 24000 rpm O

u A W N =

BRI T4 Laser Tool Setter
T/4Mmsk Workpiece probe

Bz Automatic door
SMEIEERS Oil Mist Collector

b H7K Through Spindle coolant

BE# Electrical Integral spindle

& 20000 rpm

Ki®E2104 24000 rpm

O 000000
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U500 FHE

U500 Floor Plan

oJiit s

Optional Configuration
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FGV650 FHE

FVG650 Floor Plan

u A W N =

3T T4 Laser Tool Setter
T#msL Workpiece probe

Bz Automatic door
SMEIEESRS Oil Mist Collector
7K Through Spindle coolant

BF# Electrical Integral spindle

N HFEH 20000 rpm

oJitE S

Optional Configuration

059AD4

3092

4400

' v
Rl
: S
o o0
LN
[s9)
[@N]
I :FEIJ |
')
= |
S 2802(ZMER )
10008 3910 100018 JE
5910

FGV650

O

I X

%3%£2104 24000 rpm

OO0 O0OO00OOO| #

(o) WU, B S VU B O

XS T Laser Tool Setter
T4k Workpiece probe

Bzl Automatic door
SMEWEERE Oil Mist Collector
7K Through Spindle coolant
EHI%E Grinding Device

OO0OO0OOOO| #
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FGV1060 mH E

FVG1060 Floor Plan
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Optional Configuration

FGV1060

O

X

BAXSTIY Laser Tool Setter
Tk Workpiece probe

Bz Automatic door
SHMEUEESE Oil Mist Collector
7K Through Spindle coolant

u A W N =

6 BEH Electrical Integral spindle

BN ET %) 20000 rpm

Ki&2104 24000 rpm

OO0OO0OO00OOO| #

> ERHMIIRE/ ISO Test Piece Inspection Report

2RS¥ EL6 um/Overall accuracy 6um

##l/Material: 6061 Aluminum Alloy /R~F/Size: 320*320*80mm I LAY /Machining Time:59min32s

EErTTEsl
F#E 00055 D ETEEEAET] ECEETAESS] 9wE ool | ¢
—— F#E o6l D
=R e o ESE 00017
f“‘ - LIE5E ) RO fA3E 00021 B
458 0

EEE 00032 B
F$E 00048 D

CEGE | Gl HA&F 00022
.57 00047 B fSE  0.0035 B
EHE 00017
FFE 00031 B HHE 00017
ASE 00011 B
HZ%E 00012
 ——
E4F 00026
E%E 00011 EHE 00022 B
f@$LE 00032 B EZE 00021

F%E 00061 D

> IR E/ Mercedes Benz Workpiece Test

P ERFEE/Contour Accuracy: +9.2 um/-8.8 pm

##}/Material: H13(50HRC)$¥ R~f/Size: 210*145*50mm  AILEYIK/Machining Time:3h30min

S O

3D -0.0051 :
3D -00069

Rz

Cosn 0

3D -0.0088

E
62

=

EE= /

3D -0.0087
TES
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Rz F 5= 4

Applications

B2 ZRAFRAMHE

¢

B2

7Nl g

Workpiece: Multistage inwardly open blade disk
Sin $iTERECE N A il
The Supporting Application Industry of High-end Aircraft
I PN
Machined material : ﬁn@ (TC4)
LIHRT: D230*32.5mm
Workpiece size:
AOLIEYE: 51h15min
Machining time:
NEER: IT4
Tolerance class:
IIXER: EMIMBTCARESE, HH&EE0ITmm,
WA, NEES+ERLNE,
Difficulties: Difficult to process material TC4 titanium alloy,

blade thinnest 0.1mm, open inside Put bladedisc,

six axis linkage + right Angle head mode.

Workpiece: Titanium alloy disk
i 1T AR AL E R A
The Supporting Application Industry of High-end Aircraft

T arH: PN

Machined material : naw (TC4)

THRY: ©298*67mm

Workpiece size:

SN TEYE:

Machining time: 52h

Tolerance class:

MIRER: KESHEXRA "SHSBLTHE" + "BKIIR5
BT, HAKER: 89.9mm, EES2.4mm,
HAREMNEEEN0.OMmM, L8, HFHE
E<012mm EKEHEEERa<0.6um ,

Difficulties: Titanium Alloy Blisk adopts "dynamic trochoidal roug-

B

Workpiece:

hing" + "simultaneous point milling finish machin-

ing". Blade dimensions: Length 89.9mm, width 82.4mm,
minimum thickness 0.9mm. The inspection results show
that the blade profile tolerance is less than 0.12mm

and the surface roughness Ra is below 0.6pym.

HFREABH

Lithography machine precision parts

ISP RENAAE

Semiconductor equipment applications

InTaH: o.a.

Machined material: %n ':'@ (6061Al)

THRT: 295*240*80mm
orkpiece size:

fNTHiE .

Machining time: 13h5min

NEEZR: T4

Tolerance class:

TR RIREERIT4, BEETARERE. FEE,

REEMI, AE&EHELNE0.3mm,
Difficulties: The dimensional tolerances are IT4. Workpiece

with large aluminum alloy removal, thin walls, deep
cavities, and internal thinnest point of only 0.3mm.

Rz F =4

Applications

BHER:

BE=EE

Workpiece: Vacuum chamber
H SR N A it
Semiconductor equipment applications
MIHE: 6061Al
Machined material :
LIHRT: 375*320mm
Workpiece size:
ATt : .
Machining time: 28h30min
NEFR: T4
Tolerance class:
MIXER: EETETRAEXAEMBHFE, mMIT
RE&=300mm, Vc: 754m/min
Fz: 0.6 mm Ap: 40mm ae: 3mm
SCERYIHIBY AN RIS BB el 1:1.03
Difficulties: The aluminum vacuum chamber undergoes

5-axis roughing with a depth capacity of 300mm.
Vc=754m/min, Fz=0.6mm, Ap=40mm, ae=3mm.
Achieved 1:1.13 actual-to-theoretical cutting time
ratio.

A B
A&

2R BEI&E

Workpiece: Precision discs

KR L F e
Precision machinery applications

MIAHE/EE: -
Machined material /hardness: 40Cr/HRC30-40
TR 280*280*140mm

Workpiece size:

NTEE:

1h

Machining time:

Tolerance class:

MIER:

Difficulties:

HHZR:

EERTBE/NF+0.0Tmm, N\ MBS
MENAERINRE/NF£10", BINIEIE
/NF30min,

The accuracy of the slot width is less than +0.01
mm), the cumulative error of the angle of the
eight slot centers to the symmetrical surface is

less than +10", and the finishing time is less than
30 minutes.

PR

Workpiece: Molecular pump
e R R R s
New energy applications
INIAH:
Machined material : 7075
THRY:
Workpiece size: 145*134mm
fnTatiE: .
Machining time: 20h16min
Tolerance class:
MMIXER: SEEERITRETEMIMH,
Difficulties: Multilayer, thin-walled, long blades are difficult to machine.
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Application Area

FRIATENTRAMEEIANESER. EaBE. EXEn, SEH. BRETHE. FRETBIEAT—EAFIE
WRHT2H., EHMNSRIAAR, TZRSTER. EHENREZR. IR, BT RERSM. ¥SEEE. RE
TUEESMHIEW T,

We offer a completely new machine tool blueprint to China's manufacturing sector. Our products are engineered to
deliver higher efficiency and accuracy, longer lifespan, and the ability to handle heavy cutting, ultra high-speed
cutting, and micro-level cutting. We are dedicated to the field of metal cutting and serve a diverse range of manufac-
turing industries including mold-making, compressors, engineering machines, medical equipment, semiconductor,
and the automotive industry.
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Precision Parts/ Components
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High precision requirement for mechanical components,

including medical devices, pumps, valves, precision
hydraulics, and seals.
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The Supporting Sector of High-end
Aircraft
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Highly stable machining capability of
tough material with complex profiles.
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High efficiency requirement in the industries
of large aircraft, UAVs, semiconductors,
engines, and their associated
components. *%%*E/E\_
Precision Molds
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The robot industry, the automotive
industry, etc., require high
precision and high efficiency.

High precision and surface quality is required in large automotive molds,
consumer goods molds, optical modules, medical silicone,
ergonomics, electronics, etc.
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Application Technical Service Training

Ly fere

B 55 IR W

Service principle
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Warranty period
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On-site/ remote support within 24-48 hours

Proactive door-to-door service

Active respond to constructive suggestions
Handle customer calls timely

Implement quality feedback forms

Quality tracking card system

Start counting from the day of acceptance
Free service during the warranty period

Lifetime service out of warranty period
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