Qﬂﬁ? TB-HT10/TB-HT11 Head tube reaming & facing set

tool excellence

Instruction

Part description

1.Read the instructions before use.
2.Select the correct reamer, facer and guide on the head tube (see picture 2); otherwise, head tube will get damaged.
3.Contact local dealer/distributor for the inquiry of replacement or optional cutters.
4.During the process of using, you will need to apply cutting fluid. Be sure to have some on hand before starting to

work.

Headset Standard

FREIRAE

Headset Cup
Dimension
SERER T

Head Tube Dimensions
[EI=)S)

Required for

Reaming and Facing
BRI RS

(Picture 1)
Model Parts

TB-HT10| Facer 552(64mm) No description Qty
Reamer 655(30.05mm), 656(33.9mm) (D | Body 1
Guide 663(29.8mm), 665(33.7mm), 666(36.8mm), 670(reamer extender) @ Handle 2

TB-HT11| Facer 552(64mm) @ | Hex nuts 1
Reamer 658(43.95mm), 659(55.95mm) (4) | Centeringcone | 1
Guide 668(43.8mm), 669(55.8mm), 670(reamer extender) (B) | Tension spring 1

Optional | Reamer 657(49.6mm) (&) | Thrust washer 1
Cutter sets) 6605(upper/lower)(41.15mm), 6625(upper/lower)(41.95mm),

6650(52.05mm)
Guide 667(49.4mm)
Notes

Required for
Facing Only
BN

1" Traditional-JIS 30.00~30.10 mm O.D. 29.85~29.90 mm I.D. N/A
1" Traditional-Professional 30.20~30.30 mm O.D. 30.05~30.10 mm I.D. 655 663
1-1/8" Traditional 34.05~34.15 mm O.D. 33.90~33.95 mm |.D. 656 665
1-1/4" Traditional 37.05~37.15 mm O.D. 36.90~36.95 mm 1.D. N/A 666
1-1/2" Traditional 49.70~49.75 mm O.D. 49.57~49.61 mm |.D. 552, 657 552, 667
1-1/8" Semi-Integrated 44.05~44.10 mm O.D. 43.95~44.00 mm |.D. 552, 658 552, 668
1-1/2" Semi-Integrated 55.99~56.04 mm O.D. 55.90~55.95 mm I.D. 552, 659 552, 669
41.10~41.2 mm I.D.,
1-1/8" Integrated-IS Top no cup 3.10~3.20 mm Depth,
45 Angle
6605 N/A
41.10~41.2 mm I.D.,
1-1/8" Integrated-IS Bottom no cup 6.90~7.0 mm Depth,
45 Angle
41.95~42.05 mm I.D.,
1-1/8" Integrated-Italian Top no cup 2.8~3.0 mm Depth,
45 Angle 6625 N/A
41.95~42.05 mm |.D.,
1-1/8" Integrated-Italian Bottom no cup 6.60~6.80 mm Depth,
45 Angle
52.05~52.15 mm I.D.,
1-1/2" Integrated-Bottom no cup 7.30~7.50 mm Depth, 6650 N/A
45 Angle

(Picture 2)
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Qﬂﬁ? TB-HT10/TB-HT11 Head tube reaming & facing set

tool excellence Instruction

Assembly

1.Assemble handles® and body@.(see picture 3)

(Picture 3)

Operation

1.Check above specification list (see picture 2) to use the correct reamer, facer and guide . Assemble cutter
as following instruction:
1-a.Facing head tube: Insert facer 552 to body@ (see picture 4), put a guide to body @ and tighten hex
nuts®) to secure facer 552 and guide. (see picture 5)
1-b.Reaming inner tube: Insert extension guide 670 and a reamer cutter to body @ (see picture 4) and
tighten hex nuts® to secure extension guide 670 and reamer cutter. (see picture 6)
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threaded shaft

(Picture 6)

thread shaft 0

(Picture 7)

2.Place thread shaft through head tube of frame and insert centering cone @), then tension spring® and
screw thrust washer® upto secure all components until centering cone @ is aligned with head tube.
(see picture 7)
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3.Apply cutting fluid to cutters and headtube of frame.

4.Turn the handle clockwise and applying additional cutting fluid every two turns. Keep turning handles
until cutters create a clean cut (see picture 8). During the process of turning handles, please screw
thrust washer® properly to ensure centering cone is always aligned with headtube. (see picture 9)

é Note:Please turn
handles clockwise
ONLY. Turning
counter counter
clockwise will get

cutters or head tube
damaged.

thread shaft

(Picture 9)

(Picture 10)

(Picture 8)

5.Remove the parts from thread shaft (see picture 10). Check the surface of head tube is clean and
flat. If not, please repeat steps 4 to 5 until clean face is created.
6.Repeat steps 1-5 for facing the other side of head tube.

Note:1. Wear safety glasses as reaming or facing tubes.
2.Make sure to use a deburr tool or file to remove sharp edges from hea dtube. Otherwise, the
headset may get damaged when installed. Do NOT clean the clippings by air compressor.
3. Cutter parts should be cleaned, wipped with oily cloth and stored in original blow case.
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Headset Standard FleseaeiCup

REIRAE

Dimension
FERR T

Head Tube Dimensions
[E=)S)

Required for
Reaming and Facing
ERREE T EE R

Required for
Facing Only
BN

1" Traditional-JIS 30.00~30.10 mm O.D. 29.85~29.90 mm I.D. N/A
1" Traditional-Professional 30.20~30.30 mm O.D. 30.05~30.10 mm I.D. 655 663
1-1/8" Traditional 34.05~34.15 mm O.D. 33.90~33.95 mm I.D. 656 665
1-1/4" Traditional 37.05~37.15 mm O.D. 36.90~36.95 mm I.D. N/A 666
1-1/2" Traditional 49.70~49.75 mm O.D. 49.57~49.61 mm L.D. 552, 657 552, 667
1-1/8" Semi-Integrated 44.05~44.10 mm O.D. 43.95~44.00 mm |.D. 552, 658 552, 668
1-1/2" Semi-Integrated 55.99~56.04 mm O.D. 55.90~55.95 mm I.D. 552, 659 552, 669
41.10~41.2 mm I.D.,
1-1/8" Integrated-IS Top no cup 3.10~3.20 mm Depth,
45 Angle
6605 N/A
41.10~41.2 mm I.D.,
1-1/8" Integrated-IS Bottom no cup 6.90~7.0 mm Depth,
45 Angle
41.95~42.05 mm I.D.,
1-1/8" Integrated-Italian Top no cup 2.8~3.0 mm Depth,
45 Angle 6625 N/A
41.95~42.05 mm I.D.,
1-1/8" Integrated-Italian Bottom no cup 6.60~6.80 mm Depth,
45 Angle
52.05~52.15 mm |.D.,
1-1/2" Integrated-Bottom no cup 7.30~7.50 mm Depth, 6650 N/A
45 Angle
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