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(54) TOOL UNIT FOR REAMING VERY PRECISE HOLES

(87)  Tool unit for reaming of very precise holes com-
prising a clamping body provided with a clamping cylin-
drical cavity for fixing a tool shank, the main cooling me-
dium channel passing through the shank, where two op-
posite transverse grooves (23) are formed on the clamp-
ing shank (5) of the working tool (6), into which the arms
(27) of the horseshoe-shaped drive element (11) the form
of which is due to the inner central recess (22), are in-
serted with their side faces, whereas a transverse groove
(21)is formed on the lower face (15) of the clamping body
(1) into which the front projections (20) created on the
upper surface of the drive element (11) fit, whereas the
clamping nut (16) screwed onto the clamping body (1)
abuts the lower face of the drive element (11), whereas
in the upper part (14) of the clamping cylindrical cavity

(4) rests on the face (26) of the cylindrical shank (5) of
the reaming tool (6) a spring-loaded distant pin (12) se-
cured by a cap nut (19), above which a flexible element
(7) is arranged delimiting the axial play of the working
tool (6) and resting from above against the shoulder in
the cavity of the clamping body (1), whereas the main
channel (8) for guiding the cooling medium is arranged
for the pressure of 40-100 bar, from which the coaling
pressure medium is distributed to the connecting central
channel (9), which mouths in the cutting part (17) of the
tool (6) and furtherinto the transverse channel (10), which
mouths into the annular cavity (18) between the shank
(5) and the cavity (4) of the clamping body (1) and from
here further into cylindrical cavity (4).
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Description
Technical field

[0001] The invention deals with a new design of a tool
unit for CNC machines, containing a working tool and a
clamping body, designed for reaming of very precise
holes, especially from 3 to 32 mm in diameter and depths
up to 120 mm from accuracy level IT5, which allows
swinging floating movement of the working tool in radial
degree of freedom, in the order of thousandths of mm.

State of the art

[0002] Currently known tools and machining concepts
applied on modern automated CNC machines do not
guarantee in many cases reproducible accuracy of work-
piece production, in which it is required to machine very
precise holes with the accuracy level ITS - [T6 especially
from @ 3 to 32 mm, depth up to 120 mm, surface quality
from Ra = 0.6p.m, with high shape and position accuracy,
especially in hydraulic components of the aerospace and
automotive industry.

[0003] All this leads in some cases to large production
losses due to downtime of very expensive multifunctional
robotic machines and also to a large proportion of scrap.
[0004] In order to achieve the required accuracies, in
some cases, due to the above-mentioned problems, the
machining of holes must be completed in an abrasive
manner, i.e. for instance by honing or grinding at other
workplaces at the expense of several times higher pro-
duction costs.

[0005] One of the major influences on these problems
is that the tool units consist of a replaceable work tool
and a clamping tool, which is a connecting member for
connecting the work tool to the spindle of the machine
tool.

[0006] In particular, it concerns clamping tools for axial
tools with a cylindrical shank, which must meet the fol-
lowing basic requirements:

- Sufficient torque transfer from machine to tool

- Reliable reproducibility of high-precision tool center-
ing relative to the machine spindle axis of rotation

- Sufficient pivoting flexibility and rigidity of the
clamped work tool in the machine spindle

- Sufficient supply of working fluid to the cutting part
of the working tool

- Sufficient static and dynamic balance of the tool unit

- High service life of clamping tools

[0007] Currently are used clamping tools for work tools
with a cylindrical clamping shank and their advantages
and disadvantages are as follows:

Weldon and Whistle-Notch clamping tools:

These are the simplest and therefore most affordable
clamping tools. They are used to clamping tools with a
cylindrical shank provided with a corresponding side sur-
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face. Weldon clamping tools use for clamping one or two
screws perpendicular to the tool axis, Whistle-Notch
clamping tools use one or two screws inclined by 2°. In
order to suppress the eccentricity due to the unilateral
action of the clamping force, the inner diameter of the
clamping tool is ground with accuracy level H4 and at the
same time the use of tools with a precision shank h6 is
required. However, the disadvantage of these simple me-
chanical clamping tools is the relative value of the imbal-
ance. Non-uniform weight distribution is due to the prin-
ciple of clamping with a radial screw. The radial screw,
in turn, preferably keeps the tool in the correct position
and prevents the tool from being pulled out of the clamp-
ing tool or slipped into it.

Collet chucks

[0008] Collet chucks belong to the group of clamping
tools based on the mechanical principle of clamping of
the tool. The principle of collet chucks consists in pushing
the collet (replaceable insert) into the conical cavity of
the chuck by means of a cap nut. The collet chuck is
provided with notches around the circumference, which
allow small elastic deformation and thus clamping of the
tool. During the long-term use of collet chucks, their max-
imum technical perfection has been achieved. Neverthe-
less, today they are often replaced by other clamping
methods due to lower clamping force and worse values
of axial and radial runout. The clamping range of each
insertis 0.5 to 1 mm. Itis therefore necessary to prepare
collets of the required diameters for the clamping tool, or
a whole set of collets (e.g. 2-25 mm). The advantage is
the possibility of clamping any diameters (within the
range), i.e. cheaper tools. The disadvantage is the very
unreliable reproducibility of the exact centering of the tool
when it is replaced in the clamping tool.

Hydraulic clamping tools

[0009] These clamping tools work on principle of de-
formation of the thin inner wall of the clamping cavity by
the pressure of hydraulic medium. Hydraulic clamping
tools can be divided into two groups. They are divided
according to the method of activation the clamping force.
Disadvantages - relatively short service life of the hydrau-
lic mechanism, which results in high production costs,
especially for large-scale production.

Thermal clamping tools

[0010] Thermal clamping sleeves are made of special
materials and work on principle of thermal expansion of
the material. Heating of the clamping sleeve allows the
tool to be inserted and after cooling a very perfect and
rigid clamping is achieved. To remove the tool, the chuck
must be reheated. For heating it is necessary to use spe-
cial devices usually operating on principle of induction
heating and also fast air cooling is hecessary. The heat-
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ing of the clamping sleeve to a temperature of around
250°- 350° C is in the order of a few seconds. At this
temperature, there are no structural changes in the ma-
terial and it is important that it is not heated to a higher
temperature. Attemperatures around 500° C, tempering
can occur and the housing material loses its mechanical
properties and the thermal clamping tool can no longer
perform its function.

[0011] The biggest advantage of thermal clamping
tools is the minimal dimensions of the clamping system,
which allows the construction of very slim clamping tools
for deep milling. High demands are again made on tool
shanks - selected diameters and high accuracy. For
clamping it is necessary to use special devices with hot-
air or inductive heating and fast air cooling. Tools with a
side face can also be clamped into thermal clamping
tools, and when used correctly, the manufacturers de-
clare that the thermal sleeves can manage more than
5,000 clamping cycles. The disadvantage is the need for
additional equipment for clamping and unclamping the
tool, and also from the point of view of work safety it is
not ideal that there are components with high tempera-
ture in production process.

[0012] The main disadvantage of all known tool units
is that they do not provide radial and swinging flexibility
ofthe clamped reaming tool, especially with a short over-
hang of its cutting part, which in many cases causes di-
mensional and shape inaccuracies of the reamed holes.
The aim of the invention is to achieve a defined flexibility,
rigidity and positional accuracy of the clamped reaming
tool by means of a tool unit, which is designed especially
for reaming of very precise holes in the diameter range
of 3-32mm atcutting speeds up to 250 m/min. on modern
fully automated machining centers.

Summary of the invention

[0013] The above mentioned deficiencies are eliminat-
ed by the tool unit for reaming very precise holes accord-
ing to the invention, which is characterised by the fact
that two opposite transverse grooves are formed on the
clamping shank of the working tool into which the arms
ofthe horseshoe-shaped drive element the form of which
is due to the inner central recess, are inserted with their
side faces, whereas a transverse groove is formed on
the lower face of the clamping body into which the front
projections created on the upper surface of the drive el-
ement fit, whereas the clamping nut screwed onto the
clamping body abuts the lower face of the drive element,
whereas in the upper part of the clamping cylindrical cav-
ity rests on the face ofthe cylindrical shank of the reaming
tool a spring-loaded distant pin secured by a cap nut,
above which a flexible element is arranged delimiting the
axial play of the working tool and resting from above
against the shoulder in the cavity of the clamping body,
whereas the main channel for guiding the cooling medi-
umis arranged for the pressure of 40-100 bar, from which
the cooling pressure medium is distributed to the con-
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necting central channel, which mouths in the cutting part
of the tool and further into the transverse channel, which
mouths into the annular cavity between the shank and
the cavity of the clamping body and from here furtherinto
cylindrical cavity.

[0014] In preferred embidiment the flexible element is
formed by disc springs, helical spring or resilient mass.
[0015] In another preferred embidiment the outer di-
ameter of the drive element corresponds to the inner di-
ameter of the clamping nut screwed onto the clamping
body.

[0016] In another preferred embidiment the working
tool is made of structural steel, preferably with a tensile
strength of 900-1000 MPa, with a scoldered monolithic
cutting part made of sintered carbide or cermet provided
with an abrasion-resistant coating.

[0017] In another preferred embidiment the working
tool is made of structural steel, including tooth grooves,
in the cutting part of which cutting tips made of cubic
boron nitride or diamond polycrystal are soldered.
[0018] In another preferred embidiment the cylindrical
shank of the working tool is made of structural steel, in
the center of shank is a permanently pressed sintered
carbide cylinder, at the outer end of which a cutting part
is formed and continuous channels are formed on the
surface of the cylinder for supply of cooling medium from
the central channel to the cutting part.

Brief description of the drawings

[0019] The invention will be further described using
drawings, where Fig. 1 shows a tool unit according to the
invention intended for reaming blind holes, Fig. 2 shows
atool unit according to the invention intended for reaming
through holes, and Fig. 3 is a tool unit according to Figs.
1 and 2 in an exploded view.

Detailed description of the invention

[0020] The tool unit 13 concerns tool clamping for ma-
chining high-precision holes in the accuracy level IT5 on
high-precision CNC machines with tool rotation, at a cut-
ting speed of up to 250 m/min.

[0021] It is obvious from the exemplary embodiment
of the tool unit 13 according to Figs. 1 to 3 that it consists
of a clamping body 1, at the upper end of which a conical
part 2 is formed for mounting into a machine tool spindle
(not shown). The clamping body 1 is provided with a cy-
lindrical clamping cavity 4 and its face 15 is adapted for
driving connection to a cylindrical shank 5 of a reaming
tool 6 by means of a horseshoe-shaped drive element
11 with arms 27 which engages by the front projections
20 with the transverse groove 21. It can be seen in detail
in Fig. 3, whereas the transverse groove 21 is created
on the face 15 of the clamping body 1.

[0022] As can again be clearly seenin Fig. 3 an inner
recess 22 is provided on the drive element 11, by means
of which the two arms 27 are formed and through which



5 EP 3 838 457 A1 6

the drive element 11 is deposited in two opposite trans-
verse grooves 23 formed on the cylindrical shank 5 of
the reaming tool 6. Furthermore, the upper part 14 of the
clamping cylindrical cavity 4 is adapted to freely accom-
modation of the cylindrical clamping shank 5 of the ream-
ing tool 6. In the upper part 14 of the clamping cylindrical
cavity 4 a pre-loaded distance pin 12 is adapted for en-
gagement with the front of the cylindrical shank 5 of the
reaming tool 6, the distance pin 12 is secured by the cap
nut 19 and is partialy pre-loaded with the flexible element
7, which are disc springs which define the axial play of
the reaming tool 6.

[0023] The working tool 6 is preferably made of struc-
tural steel, preferably with a tensile strength of 900-1000
MPa, with a soldered monolithic cutting part made of sin-
tered carbide or cermet, provided with an abrasion-re-
sistant coating.

[0024] In the assembled state of the tool unit 13, the
drive element 11 is firmly pressed against the face 15 of
the clamping body 1, whereby by means of tightening of
the clamping nut 16, whose inner face 28 abuts the lower
part of the drive element 11 and the arms 27 of which
are inserted into the transverse grooves 23, the face 26
of the clamping shank 5 engages with the face of the
distance pin 12, so by firm tightening of the clamping nut
16 the flexible element 7 is compressed by a force of
400-800 N.

Further axial compression of the flexible element 7, in
this embodiment made as disc springs, takes place by
means of the clamping nut 16, which rests frontally
against the drive element 11 extending into transverse
grooves 23 formed on the cylindrical shank 5 of the work-
ing tool 6.

[0025] In the longitudinal direction, a main channel 8
for guiding the cooling medium at a pressure of 40-100
bar is formed in the axis of the clamping shank 5 of the
reaming tool 6, from which the pressurized cooling me-
dium is distributed to the central channel 9, which mouths
in the cutting part 17 of the tool 6 and the pressurized
cooling medium is further distributed from the main chan-
nel 8 to the transverse channels 10, which mouth into
the annular cavity 18 and further into the cylindrical cavity
4, whereby due to the action of the uniform overpressure
of the cooling medium in the cylindrical cavity 4 of the
clamping body 1, the axis of the clamping cylindrical
shank 5 of the working tool 6 will be set without play into
the ideal axis with the axis of the cylindrical clamping
cavity 4.

[0026] Thedriveelement 11 hasan outerdiameter cor-
responding to the inner diameter of the clamping nut 16.
[0027] Fig. 2 shows an embodiment where the cylin-
drical shank 5 of the working tool 6 is made of structural
steel, in the center of clamping shank 5 there is a per-
manently pressed on sintered carbide cylinder 25, at the
outer end of which a cutting part 17 is created and con-
tinuous channels 24 are provided on the cylinder surface
for supply of cooling medium from the central channel 9
to the cutting part 17.
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[0028] The present invention is characterized in that
the tool unit consists of a clamping body with a very pre-
cise concentric cylindrical hole, in which the cylindrical
clamping part of the working tool with aradial play of 5-10
pwm is arranged. The working tool is rotatably connected
to the clamping body by means of a drive element which
rotatably connects the body to the clamping part of the
reamer and axially secures its position with a defined
force axial spring loading. The design of the tool unit al-
lows the swinging (floating) movement of the clamping
part of the working tool in radial degree of freedom in the
order of thousandths of millimeter during reaming, thus
setting the cutting part of the reaming tool into the so-
called ideal reaming axis, i.e. when all cutting edges re-
move the same chip. The overpressure of the cocling
medium is used for this purpose, and the process fluid
inlet pressure of the cooling medium must be at least 40
bar.

[0029] Advantages of the new solution compared to
known technical solutions:

- The arrangement of the reaming unit is solved as
ergonomically and user-friendly as possible with re-
gard to the simplicity and speed of clamping the
reaming tool

- High service life of clamping tool

- Higher operational reliability

- Higher accuracy of reamed holes

- Higher cutting tip durability

List of reference signs

[0030]

1 clamping body

2 conical part of clamping body
3 lower part of the body

4 cylindrical cavity

5 cylindrical shank

6 working tool

7 flexible element

8 main channel

9 central channel

10  transverse channel

11 drive element

12 distance pin

13 tool unit

14 upper part of the clamping cavity
15  face of the clamping body
16  clamping nut

17  cutting part

18  annular cavities

19  capnut

20  projections

21 transverse groove

22 innerrecess

23  tranverse groove

24 continuous channels
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25  sintered carbide cylinder

26  clamping shank face

27  drive element arms

28 innerface of the clamping nut

Claims

1. Tool unit for reaming of very precise holes compris-

ing a clamping body provided with a clamping cylin-
drical cavity for fixing a tool shank, the main cooling
medium channel passing through the shank, char-
acterized in that two opposite transverse grooves
(23) are provided on the clamping shank (5) of the
working tool (6), into which the arms (27) of the
horseshoe-shaped drive element (11), the form of
which is due to thr inner central recess (22), are in-
serted with their side faces, whereas a transverse
groove (21) is provided on the lower face (15) of the
clamping body (1) into which the front projections
(20) created on the upper surface of the drive ele-
ment (11)fit, whereas the clamping nut (16) screwed
onto the clamping body (1) abuts the lower face of
the drive element (11), whereas in the upper part
(14) of the clamping cylindrical cavity (4) rests on the
face (26) of the cylindrical shank (5) of the reaming
tool (6) a spring-loaded distant pin (12) secured by
a cap nut (19), above which a flexible element (7) is
arranged delimiting the axial play of the working tool
(6) and resting from above against the shoulder in
the cavity of the clamping body (1), whereas the main
channel (8) for guiding the cooling medium is ar-
ranged for the pressure of 40-100 bar, from which
the cooling pressure medium is distributed to the
continuing central channel (9), which mouths in the
cutting part (17) of the tool (6) and also further into
the transverse channel (10), which mouths into the
annular cavity (18) between the clamping shank (5)
and the cavity (4) of the clamping body (1) and from
here further into cylindrical cavity (4).

Tool unitaccording to claim 1, characterized in that
the flexible element (7) is formed by disc springs,
helical spring or resilient mass.

Tool unitaccording to claim 1, characterized in that
the outer diameter of the drive element (11) corre-
sponds to the inner diameter of the clamping nut (16)
screwed onto the clamping body (1).

Tool unitaccording to claim 1, characterized in that
the working tool (6) is made of structural steel, pref-
erably with a tensile strength of 900-1000 MPa, with
a soldered monalithic cutting part made of sintered
carbide or cermet provided with an abrasion-resist-
ant coating.

Tool unitaccording to claim 1, characterized in that
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the working tool (6) is made of structural steel, in-
cluding tooth grooves, inthe cutting part (17) of which
cutting tips made of cubic boron nitride or diamond
polycrystal are soldered.

Toolunit according to claim 1, characterized in that
the cylindrical shank (5) of the working tool (6) is
made of structural steel, in the center of shank (5) is
a permanently pressed on sintered carbide cylinder
(25), at the outer end of which a cutting part (17) is
created and continuous channels (24) are provided
on the surface of the cylinder (25) for supply of cool-
ing mediumfrom the central channel (9) to the cutting
part (17).
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