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BIG AUTO TAPPER TYPE "B" Awomaicprecision

BIG DAISHOWA

OPERATION MANUAL

Please read these instructions before use and keep them where OPERATION MANUAL DOWNLOAD SITE
the operator may refer to them whenever necessary. https://big-daishowa.com/manual_index.php

HSpecifications TAPPING OPERATION

(D Tapping for through hole
! Tap collet Using the fixed cycle program for tapping (G84), synchronize the feed rate
with the pitch of tap.
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(@Tapping for blind hole

In order to have the same tapping depth using the tapping depth control
F2  Tension (Forward) mechanism of tapper, utilize the dowel function of the machine in the fixed
cycle program for tapping (G84).
The tapping depth control mechanism makes a tap self-feed during tapping
operation. When it self-feeds up to the prescribed depth (Tension F2), the
clutch of the tapper disengages and the rotation of tap stops. (Tension F2

Compression  F1
\

|
F3 Tension (Reverse)
{-ension (Reverse)

Model TappingdCapacity F1 Fo Fs |Tap Collet slightly changes depending upon tap size and cutting condition. If the
accurate tapping depth is needed, conduct cutting test in advance.)
AUTO-B 80 M 3~M 8 5 5 10.5 | TC 8-[] Stop the feed to utilize the dowel function at the position where Tension (F2)
AUTO-B120 M 3~M12 6 6 125 | TC12-0] is subtracted from the required tapping depth.
After only the machine spindle is rotated for fixed time (dowel time), tap
AUTO-B200 M 8~M20 6.5 6.5 13 TC20-[] self-feeds up to tension (F2) so that the required tapping depth is obtained.

AUTO-B300 M20~M30 7.5 7.5 145 | TC30-L]

@Example of program for through hole

HOW TO CLAMP TAP A Stop feed

- - Stop rotation
While aligning the square part of tap with the square hole of collet. Rapid traverse  Tapping feed (f1)

Insert the tap into the bore of tap collet. -~ Reverse rotation
Fix the assembling bar in the slot and tighten the nut securely. Eggg\lg%verse Feed backward (f2)

Slot Square Part  Cutting Edge ‘ G84 X VY[ Z-C1 RI[A] FI[f]

It is possible to use the tapper in the synchronized tapping
1 . cycle program.

™) I 7 |
Assembling -
Bar

Nut Tep Shank @Example of program for blind hole
Starting point Stop feed
_gf tapping Dowel starts (1)

Rapid traverse

Tapping feed (f1)
Dowel ends

- Never tighten the tap while the tap collet is attached in the tapper.
Stop rotation

Otherwise, the tapper may suffer severe damage. Rapid traverse Tap self-feeds (F2)
backward

-

Reverse rotation

Feed backward (f2)

HOW TO CLAMP TAP COLLET ‘(384 X0O YOO 00 R[A] P F

Pull down the clamp-ring in the front side of the tapper. While aligning the
slot of the tap collet and the pin of the tapper, insert the tap collet into the

tapper. Release the clamp-ring so that it automatically returns to the original ft (mm/min) = Pitch of tap (mm) X Machine spindle speed (min™")
position. Now the tap collet is clamped to the tapper. Ensure whether the f=f
clamp-ring is in the original position. F2 Tension (mm)

Dowel time t (sec) = X 60 (sec)

) Machi o
Pitch of tap (mm) x spaeceén(emsiﬁm‘()j e

HOW TO UNCLAMP TAP COLLET
Pull down the clamp-ring and pull out the tap collet.
Clamp-Ring Steo! Bal APPROACHING DISTANCE

When the tap comes out of the workpiece according to the rotation of machine

a spindle and feed, the tapper may be stretched. The starting point of tapping

] (the distance between the tip of tap and workpiece) must be more than the
approaching distance, A, in the table shown below.

Tap Cellet A -
pproaching
CAUTION Tapper Model Distance, A
.“‘ -
! - When unclamping the tap collet, keep your face and etc. away from ! Wﬁ Z AUTO-B 80 MIN.12mm
I etpotiap o colen ey - away 1 LAY AUTO-B120 MIN.13mm
. Starti int
: - This tapper does not have torque limiter. : ofetl;pl)%gin%mn Ltz MIN.14mm
| Thistapper is not used for left-handed thread. 1 AUTO-B300 MIN.15mm
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