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HYDRAULIC GUILLOTINE SHEAR
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1. Adopting rolling guild way with three-point support,culting accuracy could
be maintained well

2. Rectangular balde has four edges to extend service life.

3. The cutting angle could be adjusted lo reduce the amount of deformaltion of
the sheet,

4. Blade gap could be adjusted accurately and rapidiy;the top blade stroke
could be adjusted stepless to improve culling rate.

5. Matching variety of back gauges and blade gaps which controled by CNC

system.
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| Guillotine shear backgauge
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QC11Y-6=x2500
QC11Y-6x4000
QC11Y-8x3200

QC11Y-10%3200

Qaci1

2x3200

QC11Y-16x2500

QC11Y-20%2500

QC11Y-25%2500

QC11K-6x6000

QC11K-10x8000

QC11K-10%8000

C11K-13%8000

QC11K-20x6000

QC11K-25x4000

QC11K-30%x2500
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6x2500
6x4000 0.5° -2° 20 10 20-600 11
[ Bxzs00 | 08t -2 44
8x3200 0.6% ~2° 16 8 20-600 11
1o | 20.600
10%3200 0.5° ~2° 15 8 20-600 15
12%3200 0.6° -2.5° 15 8 20-800 15
los® -—25° 20 8 | 20800 22
16x2500 D.5° ~3° 12 7 20-800 22
20%2600 0:5° -3° 12 20-1000 30
ot =isn [qs oso
25%2500 0.5* -3¢ 12 5 20-1000 45
[ost -2e | 0 48 | 2800 76
8%6000 0.5° ~2° 26 7 20-1000 15
lost .20 | 26 7 | 20000 22
10%8000 D.8* -2° 26 7 20-1000 22
L ost-20 88
10%8000 0.5% ~2° 40 2 20-1000 45
lest-2r [ 2ze 7 [ zo-i000 | @0
13%8000 0.5° -2° 40 & 20-1000 75
Toss —zies e
20%6000 0.5° -2.5° 20 4.5 20-1000 55
LSt -3 [ a8 4| 20-1000
25%4000 0.5° -3° 20 4 20-1000 45
30%2500 0.5° - s° 20-1 uoo 55

subject to

10800
15200
20700
22800
26000
49000
62800
47000

31000

27000

3880%1630%2000
3975%1800%2205
;sssn1sso-zzas
3235%1950%2345
3355%2220%2470
3975%2280%2865
6910%2351%2730
6860%2435%2985
9310%2700%3430
9255%3050%3545
7345x2820%3355
5110%2590%3200

3755=2500=3000
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