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BAbout Us @E%f\
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Kenturn has been designing, manufacturing, fabricating and marketing machine tool
spindles of all kinds since 1983.

The core of the enterprise is to strive for excellence, grow steadily, and provide custom-
ers with the best solutions. We continue to pursue innovation and breakthroughs to meet
the ever-changing market needs. Move more actively towards smart manufacturing,
digital transformation and ESG goals.

KENTURN
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e~ 5 - BEERETEERT -
Small quantity, diverse, and customized
design and production services.
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B F B R KRB KEMRE -
Mastering key assembly technologies,
equivalent to the production standards of
international spindle manufacturers.
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One-stop in-house production-from machining
to assembly-with an in-house manufacturing

rate over 94%.

© zuwmEnE

MF1Ell CEwERE
AREPESIICEEREETH -

A database of 4,000+ spindle designs enables us
to create custom precision spindles tailored to
each customer’s needs. needs.
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Over 50,000 m? of production space, with an
RC facility and cleanroom assembly.
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Mesting Equipment &858

BETHZAASMITEERE  EREEENERZE  WIRBEMIGARE - €15
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Kenturn spindles are 100% MIT (Made in Taiwan). It builds an exclusive measurement

laboratory and acquire the latest inspection equipment yearly, such as coordinate measuring
machines, roundness measuring instruments, and length measuring machines for precise
control inspection of the spindle production process with the highest standards.

FTERFERE  ZREXXRBEEARGRAE  SFIHELHMESSENRRE
AEPRERE -

Through precise measurements and rigorous inspection processes with professional
equipment, we ensure that each spindle is in optimal condition before delivery,
providing our customers with the strongest support.
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WProducts & Services EmERE -
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Precision Assembly Precision Machining =
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> BB /0 F B AH 2 BomEEZEH =
Spindle assembly Food-grade shaft <

components S

aQ

> B B AR =

Gearboxes iR < E

Spindle test bar %

| A EHIT S

Fan drive components TE#REEEHGE §

Components and key < 3

EREX S parts for machine tools S

> =

Reducers @
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HAh g Other shaft components < -

> BAMAELCT machining and OEM §

Assembly of other %

equipment components E R a4 Q

Semiconductor equipment < E

B RO shaft components z

, ERBEL E8 T =
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key drive components for S

semiconductor equipment

= Bl 22

Spindle Repair
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COMPANY PROFILE
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{E&h A Drive Method 2% Belt Drive iBA I Lubrication MAE Grease {@gh5=0 Drive Method %= Belt Drive iBA I Lubrication MPE Grease
§83% Speed 10,000 rpm #1711 Clamping Force 2KN #83% Speed 8,000-12,000 rpm #1717 Clamping Force 8KN
#F, Taper #30 1% 4R Balance Grade Gl #f Taper #40 / HSK-A63 E#Z% 4R Balance Grade Gl
BUEAE A€ Front Bearing ID @45 T &7 E Working Position 17 Vertical AUEAF A& Front Bearing ID @70 T #7518 Working Position 1% Vertical

KL1212K-B KCA1606
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E {E&)5 Drive Method 2% 3 Belt Drive #i®7A3L Lubrication jHlE Grease E#7%53 Drive Method %= Belt Drive #iB A Lubrication jHfE Grease %
2 ~

2
8 §8E Speed 6,000-12,000 rpm #1717 Clamping Force 7KN ¥4 Speed 6,000 rpm f17]71 Clamping Force 16KN E
2 &y
~ #f, Taper #40 854K Balance Grade Gl #fl Taper #50 E#%4R Balance Grade Gl -
07 AU AL Front Bearing ID @60 T E75 @ Working Position 1% Vertical AU AR Front Bearing ID @80 T {75 @ Working Position 173 Vertical 08
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COMPANY PROFILE
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{@&1/53{ Drive Method K% BeltDrive  i@iB7A = Lubrication MPE Grease @&/ Drive Method B4 Direct Drive  i#EiA = Lubrication MBS Grease
#83% Speed 6,000 rpm #17173 Clamping Force 18KN §#3% Speed 10,000-15,000 rpm #1717 Clamping Force 7KN
i, Taper #50 g% 4R Balance Grade Gl # 4, Taper #40 E %5 4R Balance Grade Gl
AUEHFE A& Front Bearing ID @100 T #&75@ Working Position 1% Vertical BUEAE A 1E Front Bearing ID @60 T &7 @ Working Position I Vertical

KDS0915B KDS1412D
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Q 138 casting’s height cannot exceed over 195 | 138 31 54 Q
Q 556 Q
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E {EE15 X Drive Method E# Direct Drive #iBA L Lubrication Ml Grease {E&15 X Drive Method H# Direct Drive 87 Lubrication B Grease E’é
= ~

2
g #83% Speed 15,000-20,000 rpm #1717 Clamping Force 3KN §83% Speed 12,000-15,000 rpm #1717 Clamping Force 8KN E
2 y
= #fl Taper #30 &% 4R Balance Grade Gl # 7l Taper #40 &% 4R Balance Grade G1 o2
09 BU#H &A1& Front Bearing ID @45 T &7 1@ Working Position 13 Vertical BUSH A1 Front Bearing ID @70 T &7 1@ Working Position 173 Vertical 10
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CNC GRINDING SPINDLES
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KDS1512C-A

#E&15 = Drive Method B4 Direct Drive

#3% Speed 6,000-12,000 rpm
#fl Taper #50
AUEAFE A& Front Bearing ID @75

KDS1810D

E# A= Drive Method BH# = Direct Drive

3 Speed 6,000-10,000 rpm
# . Taper #50
AUEAF A1 Front Bearing ID @90

@B A Lubrication sHBE Grease

#1715 Clamping Force 16KN
8% 4K Balance Grade Gl
T 75 E Working Position 1% Vertical

@B A Lubrication sHBE Grease

#1717 Clamping Force 18KN
€% 4R Balance Grade Gl
T &7 @ Working Position A=/ EAZL

Vertical / Horizontal

KDS2005G

#&5= Drive Method B4 Direct Drive

#8iE Speed 6,000 rpm
#fl Taper #50
AUEHFE A& Front Bearing ID @100

@B A Lubrication
#1717 Clamping Force
FEZ%4R Balance Grade

T &7 @ Working Position

MBP2006A Turn-Mill Application

E# A= Drive Method %3 Belt Drive

#83% Speed 6,000 rpm
BBT50/HSK T100/

83l Taper CAPTO C8

AUEAF A1 Front Bearing ID @100

BB A Lubrication
F#MARE Spindle Brake
F#Z4R Balance Grade

T &7 @ Working Position

jHBE Grease

18KN

Gl

1I = Vertical

HBE Grease

=hABESE
Hirth Coupling Gear

Gl

1I3 Vertical
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E AUl % A #E Front Bearing ID @45 AU # A K Front Bearing ID @65 g
= S
% #iBAR Lubrication HBE Grease / HFOil-Air #BAR Lubrication JmE Oil-Air E
< =S
CE_) {@&17530 Drive Method AW Built-in Motor #1717 Clamping Force 3KN / 9KN {@g1530 Drive Method W Built-in Motor #1711 Clamping Force 18KN 2
I =
§ 3% Speed 24,000/ 30,000 rpm  Ei#Z 4R Balance Grade Gl 3% Speed 20,000 rpm E# % 4R Balance Grade Gl E
=
S 7
¥l Taper #30 / HSK-E40 T &7 @ Working Position I Vertical ¥l Taper HSK-A63 T &7 @ Working Position I Vertical
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% B &l A€ Front Bearing ID @65 AU A€ Front Bearing ID @70 E
~
Q Q
E #iBA X Lubrication HfE Grease B AI Lubrication JBSR Oil-Air E’é
o ~
2,
8 8% Drive Method =t Built-in Motor #17]73 Clamping Force 18 KN @85 Drive Method A% Built-in Motor ~ #17J7 Clamping Force 18-24KN E
< C
= #83% Speed 20,000 rpm g% 4R Balance Grade Gl §#3% Speed 30,000 rpm % 4Kk Balance Grade Gl “
13 #F Taper HSK-A63 T fE731@ Working Position I = Vertical 7L Taper HSK-A63 T {EATE Working Position I Vertical 14
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CNC GRINDING SPINDLES
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MTB1412A

E85 Drive Method A#E I Built-in Motor
##3% Speed 12,000rpm

#fl Taper HSK-T63

MHB2010D

E# 5 Drive Method A#E I Built-in Motor

#3%E Speed 12,000 rpm
#fl Taper #50 / HSK-A100
AUEHF A S Front Bearing ID @100

AUEHFE A& Front Bearing ID @70

@B A = Lubrication jHBE Grease

#1717 Clamping Force 18KN
<5 4R Balance Grade Gl
T ¥EZ 1@ Working Position ALzl / EASY

Vertical / Horizontal

M8 A Lubrication & Oil-Air
#1711 Clamping Force 18KN / 45KN
E#Z% 4R Balance Grade Gl

izt / BAR

R .
TLfF751E Working Position Vertical / Horizontal

KCG1410

E& 5 Drive Method
#E3% Speed

4, Taper

AU EHE A K Front Bearing ID
HiBAL Lubrication
#1717 Clamping Force

E#Z% 4R Balance Grade

KV2006E

E& %X Drive Method
#3i% Speed

#fl Taper

AUERFE A& Front Bearing ID
#BA Lubrication

#1717 Clamping Force

##w 0 Gear Driver
10,000 rpm
#40
@70
jHflg Grease
8KN

Gl

E5#m 0 Gear Driver
6,000-8,000 rpm
#50
@100
jHfBE Grease

20KN

T ¥E71a Working Position

#%4R Balance Grade

T ¥E751a Working Position

iI= Vertical

Gl

13 Vertical
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COMPANY PROFILE
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CNC GRINDING SPINDLES
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KT1208

#Eg)5 = Drive Method
#E3E Speed
£1{% Nose

AUEHE A Front Bearing ID

KT7006G

{#&)1A ™ Drive Method
§3E Speed
£i% Nose

AUEAE A S Front Bearing ID

2% = Belt Drive
8,000 rpm
#20/#25/#32/#42 Collet

@60

%= Belt Drive
6,000 rpm
A2-4

@70

B A Lubrication
#7 Through Hole

54K Balance Grade

T ¥EZ @ Working Position

HiBA Lubrication
#Efl Through Hole

F#%4R Balance Grade

T &7 @ Working Position

sHBE Grease

@43

Gl

EA={ Horizontal

sHPBE Grease

@45

Gl

EA=X Horizontal

KT1605N

E#) A Drive Method EE# = Belt Drive

i Speed 6,000 rpm
2% Nose A2-5
A&l E AR Front Bearing ID @80

KT1605NA

EE)5 X Drive Method #=XZ# Disk Motor

§3E Speed 6,000 rpm
&% Nose A2-5
AUEHF A Front Bearing ID @80

B A Lubrication
&4, Through Hole
FEELR Balance Grade

T ¥EZ 1@ Working Position

MiB A Lubrication
&1, Through Hole

F#E4R Balance Grade

T {EZ 1@ Working Position

jfBE Grease

@56

Gl

BN Horizontal

jHBE Grease

@56

Gl

EA=X Horizontal
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COMPANY PROFILE
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CNC GRINDING SPINDLES
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KT2004E

E815= Drive Method EE# = Belt Drive BB A Lubrication

§53E Speed 4,500 rpm #fl Through Hole
2% Nose A2-6 %5 4R Balance Grade
BUEAF A€ Front Bearing ID @100 T 7™ Working Position

KT2204-A

{E&153 Drive Method %= Belt Drive #E;8A T Lubrication

#g3E Speed 4,000 rpm i@l Through Hole
2% Nose A2-6 g% 4R Balance Grade
AUEAF A 1S Front Bearing ID @110 T &7 @ Working Position

jHBE Grease

266

Gl

EA™X Horizontal

sHfE Grease

@79

Gl

EA=X Horizontal

KT26025C

E815= Drive Method %3 Belt Drive

#83E Speed 3,000 rpm
2% Nose A2-8
AUEAF A& Front Bearing ID @130

KT2803A-A

{#&)1A ™ Drive Method %= Belt Drive

#g%E Speed 2,500 rpm
2% Nose A2-8
AU A £ Front Bearing ID @140

@B A Lubrication
###, Through Hole
F 4R Balance Grade

T 7@ Working Position

M8 A I Lubrication
##l Through Hole
E#Z% 4R Balance Grade

T &7 @ Working Position

sHBE Grease

@92

Gl

EA=X Horizontal

MPE Grease

@105

Gl

EAZ{ Horizontal
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COMPANY PROFILE
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CNC GRINDING SPINDLES
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KT36015

E# 73 Drive Method E# = Belt Drive

§53E Speed 1,500 rpm
2% Nose A2-11
AUEHE A S Front Bearing ID @180

KT4801

E#) 53 Drive Method E%I Belt Drive

3% Speed 1,000 rpm
£i% Nose A2-15
AU AR Front Bearing ID @240

MiB A Lubrication
&1 Through Hole

F &% 4R Balance Grade

T EZ @ Working Position

M8 A Lubrication
##7l Through Hole
F#Z 4R Balance Grade

T 7@ Working Position

jHBE Grease

@134

Gl

EAT™X Horizontal

;e Grease

0182

Gl

EA={ Horizontal

KTV2004

E&153 Drive Method %I Belt Drive

#E%E Speed 4,000 rpm
21% Nose A2-6
AUEHF AR Front Bearing ID @100

KTV26022A

E&153 Drive Method %3 Belt Drive

§53E Speed 2,500 rpm
210 Nose A2-8
AUEAF A Front Bearing ID @130

@B A Lubrication
#&EH, Through Hole
E#%4R Balance Grade

T &7 @ Working Position

BB A Lubrication
###l Through Hole
EEZ 4R Balance Grade

T ¥EF51a Working Position

sHfE Grease

062

Gl

1I=% Vertical

sHBE Grease

@86

Gl

i Vertical
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KTV3402B

COMPANY PROFILE

E&#) 53 Drive Method E# = Belt Drive B A Lubrication

§83% Speed 2,000 rpm ##, Through Hole
2% Nose A2-11 &5 4R Balance Grade
AUEAF A1 Front Bearing ID @170 T &7 @ Working Position

KTV44015B

&N
53
2
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S

S

< {875 Drive Method  F% BeltDrive  EiF/A Lubrication

K

S

O #83% Speed 1,500 rpm #®FL Through Hole

Z

- 210% Nose A2-11/A2-15 F# %4 Balance Grade
BUEAF A 1S Front Bearing ID @220 T &7 @ Working Position

Do
w

sHBE Grease

@100

Gl

I Vertical

sHfE Grease

@100

Gl

I Vertical

KTB1210A

AUEAE A S Front Bearing ID
#HiBAL Lubrication

&5 Drive Method A& Built-in Motor 3%l Through Hole

##3E Speed 10,000 rpm #3548 Balance Grade
2i#% Nose #25 &%, Collet T ¥EZ @ Working Position

KTB1606D

AU A K Front Bearing ID
HiBA Lubrication

E& 5 Drive Method AT Built-in Motor  #&#, Through Hole

§5%& Speed 6,000 rpm % 4R Balance Grade
2% Nose A2-5 T ¥EF51a Working Position

@60
MPE Grease
@25
Gl

EA=X Horizontal

@80

sHfE Grease

@56

Gl

BA=X Horizontal
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KTB1803 KTB2405

COMPANY PROFILE
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BUEH AR Front Bearing ID @90

#iBA Lubrication jHfE Grease {B&15 X Drive Method A& Built-in Motor B8/ Lubrication jMBE Grease
B85 Drive Method A#E I Built-in Motor ##l Through Hole @42 3% Speed 4,500 rpm &3 Through Hole @76
§iE Speed 6,000 rpm &5 Balance Grade Gl £1#% Nose A2-6 &% 4Rk Balance Grade Gl
B1% Nose A2-5 T{E751@ Working Position  EA3{ Horizontal BUEHAAE Front Bearing ID @120 T {£7518 Working Position ~ EAZ Horizontal

KTB2005 KTB28035
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E {E&1530 Drive Method AT Built-in Motor EiBA = Lubrication jHfE Grease {E&15 X Drive Method M Built-in Motor  #8iBA = Lubrication HBE Grease %
= ~
S . , <
(&) L8 SPGEd 5,000 rpm #wBA Through Hole 262 (P2 Speed 3,500 rpm FEH, Through Hole 091 E
2 &
- 2% Nose A2-6 F#% 4R Balance Grade Gl 2% Nose A2-8 @ 4% Balance Grade Gl 2
95 AUEH# A 1E Front Bearing ID @100 T €751 Working Position EAZ\ Horizontal AU#H# A Front Bearing ID @140 T #E7518 Working Position EA=X Horizontal 26




COMPANY PROFILE

CNC TURNING CENTER SPINDLES CNC MACHINING CENTER SPINDLES

CNC GRINDING SPINDLES

GV0504

EEE 5L Drive Method
#53% Speed

AU EH 7 A E Front Bearing ID

PS9059

E&EnA = Drive Method
§83% Speed

BUEAF A€ Front Bearing ID

E2#%3{ Belt Drive
4,000 rpm

@25

BZ% = Belt Drive
10,000 rpm

@25

@B A Lubrication
EE 4Rk Balance Grade

T 7@ Working Position

BB A Lubrication
E#Z 4R Balance Grade

T &7 @ Working Position

sHPBE Grease

G0.4

I3 Vertical

;e Grease

G0.4

BN Horizontal

GH1002

E&En/5 = Drive Method
#%3% Speed

AUEAFE A Front Bearing ID

HP1602C

EEE 5= Drive Method
#E3% Speed

BUEAF A€ Front Bearing ID

%3 Belt Drive
3,600 rpm

@50

%= Belt Drive
3,600 rpm

@80

BB A Lubrication
E#Z% 4R Balance Grade

T ¥EF1a Working Position

M8 A Lubrication
E#% 4R Balance Grade

T &7 @ Working Position

sHPAE Grease

G0.4

EAT{ Horizontal

sHIlE Grease

G0.4

3% Vertical
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COMPANY PROFILE

CNC TURNING CENTER SPINDLES CNC MACHINING CENTER SPINDLES

CNC GRINDING SPINDLES

GHBOG660A

E&E 5 Drive Method

#%3% Speed

GVB0830

E&Eh5 = Drive Method
#83% Speed

AUEHFE A Front Bearing ID

AUEAFE A Front Bearing ID

M8 A Lubrication

A Built-in Motor &% 4R Balance Grade

60,000 rpm T {7 @ Working Position

AL Built-in Motor B8 A = Lubrication

30,000 rpm T %4k Balance Grade
@40 T &7 @ Working Position

@30
s Oil-Air
G0.4

BEA=X Horizontal

S Oil-Air

G0.4

iI / BAZC
Vertical / Horizontal

GVB1606C

EEE 530 Drive Method  A#E I Built-in Motor

#53% Speed 6,000 rpm
AUEHF A Front Bearing ID @80

MVB2010

EE 5 Drive Method WA#E I Built-in Motor

§23% Speed 10,000 rpm
# 3, Taper HSK-A100
AUEHF A Front Bearing ID @100

@B A Lubrication
FEZELR Balance Grade

T ¥E7 1@ Working Position

BB A Lubrication
#1711 Clamping Force
FE&E 4% Balance Grade

T ¥EZ 1@ Working Position

sHBE Grease

G0.4
17/ BAR

Vertical / Horizontal

ms Oil-Air
45KN
Gl

I3 Vertical

ATIHOYd ANVdINOI

SHTANIdS JALINHD ININIHOVI DNO

SHTANIdS Y4INHD IONINYL OND

Q
S
Q
g
S
>
Q
3
E
S
E
0]




	頁面 2
	頁面 3
	頁面 4
	頁面 5
	頁面 6
	頁面 7
	頁面 8
	頁面 9
	頁面 10
	頁面 11
	頁面 12
	頁面 13
	頁面 14
	頁面 15
	頁面 16
	頁面 17

