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- Before the insert is attached, blow compressed air on the surface of the insert seating to remove chips, dust, oil and etc.

« Wipe the back and side surfaces of the insert thoroughly with a waste.

« Attach the insert on the insert seating surface while pushing lightly, and tighten it with the insert clamping screw.

« Ensure that there is no gap on the seating surface before use.
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: ATBFEEIFMIEDT SV FRIUALMNFERUBWVTLIEE L, - Do not use a clamping screw other than genuine or attached one.  + 1B~ 2{E KT S & AR UMY EEIRET
1 VYRR HETCFEISBVLSERLTEE L, + Be aware of cutting your hand with a cutting edge when - TR E R AR ER I RMG T Fo
h ing the insert.
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1 PR, « Since the insert clamping screw is expendable, exchange
I them periodically.
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In case of TW Head, see the P2.
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In case of EWN Head, see the P4.
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HBREOEHEE MAXIMUM ALLOWABLE SPINDLE SPEED SE A iFHEE
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254 FEY | RREOEREE 254 REY | EROEmEE
Slide Model | Max. speed Slide Model | Max. speed
BERES BEE BERELS BREE
SLN200-270 | 1,600 min™' SLN200-270AL | 3,200 min'
SLN270-340 | 1,200 min' SLN270-340AL | 2,400 min'
SLN340-410 900 min"! SLN340-410AL | 1,900 min™'
SLN410-480 750 min! SLN410-480AL | 1,600 min™'
SLN480-550 650 min"! SLN480-550AL | 1,300 min'
SLN550-620 600 min"! SLN550-620AL | 1,100 min™’
SLN620-690 500 min' SLN620-690AL | 1,000 min'

SLN690-760 450 min"! SLN690-760AL 900 min!
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SLN760-830 400 min-' SLN760-830AL 800 min-! : + This maximum allowable spindle speed is the limit value determined from the structure of the tool. It

1
1
1
1
1
1
1
1
1
1
1

- REICOER7Z 9 BR1IC, BEBDRUNHERICHR >TND T L2 THRET L,

- AESOEGEREFTEDESE ENS<2ZLE TORMETHY. CORSOEmEE CONLZRIES
2BDTIE>HIEE Ao

- RERICUIHIRMZERTE T DIR (S M ETC D — I OB, YV —)LDRS(CK IRBF DR NE DD
TEEIDT. T HICTHEBD I X ARDDUIHIRADSHRA [CEIEREZ EFTL>TZE L,

* NEVER exceed the maximum allowable spindle speed.

+ Ensure that all of the clamping screws must be fastened securely before actually starting to rotate.

is not guaranteed to be applicable for actual boring.

+ The rigidity of machine spindle and workpiece, and the length of boring tool influence the condition
such as vibration, etc. In order to actually determine the cutting condition, increase the speed
gradually starting from the lower cutting condition, while confirming safety.
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ZOfDTEE COMMON CAUTION FOR TW AND EWN HEAD HEXEE
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254 ROELIfIF ASSEMBLY OF SLIDE BZEHZEE

254 REISYIITHERFRILS Iy wRHIRIL
IRTERT BELET . Flange Clamping Screw

B [EIRE #RiE
Mount the Slide to the Flange and
slightly tighten (3) clamping screws.

RRERBEZE A3 EEE
RREMEE,

BB T T TR TR T L o T e e o oumos. % HAISER ST RS ARICK TR 18

PIHIRRZ CSRIEE W, in the [{AISER Boring System catalog.
- CKORT V3V EBRZDMOBEAEICTZ AZ FEH'E + Remove any particles, flaws or rust from the CK or other - YESERY TR OB A BT R RS A 2 IR R B T 5

HEVIES L RS RE T OEREAEENVROIAET + When assembling, wipe each contact face carefully with C ERERKAISER T RS SN R A A 5 .

B8(CR S ERICRBO I 1 EEA T T E 0, a clean cloth or similar before clamping each screw
securely. CMREEFZIRENR S, BFREEA.
- KASER R—U > TV 2T AR EMEGD RV T — .
PR = . Egrir:]ot connect [{AISER BORING SYSTEM with any other IR S R ER S,
g system.
: ’3‘\7|TJ\L%’%\ FRICRVEEZSATRE ERLEL « NEVER continue using the boring head if it has suffered
TLIEEL, strong impact by bumping.

P T ORBPIERSTERICED TEDWIBICHLT. - Wear safety glasses during boring operation.

. A\ T3EE CAUTION i === === m e e e e e e e

- T &EA TONLIETHRNTEE W, + Boring range of the boring head must not be exceeded. F AEBIERAMNIEE,

- PHIRGEICKIN T U REZEEUFE T T3 + It is recommended to conduct trial boring, because - REVHIRGARRNIENARERRELR. BEZH
BIUCEDINTRDEEBEEEABEORBKEEIREUE the actual diameter after boring operation may vary BT,

ns, etc.
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Condition Chart shown - BRINCKEER R E M ES RSB RO HRAE
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G TERELTHS. 254 RO CREEZL
I RIL N 3A AR H LTS
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Mount the Slide/Flange assembly
into the CK shank and fix them
securely with a CK set screw. Finally
tighten (3) clamping screws to fix
the Slide. (Tightening torque: 45N.m)

AR ERIEZ ELREICKE
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@ TWA ok (=mE) TW HEAD (FOR ROUGHING) TWEESL (1852)

IS TR—AOEF1F ASSEMBLY OF CLAMP BASE 1848 FHyZas

- ABORBONEELBDEICLET CHRLDIMTENS A5 ROBLINET SV FAR—2
DEY—IDMBEEDE . RS RICEUS I THMIRILNMATEELET.
#EFRILI17N-m)

ATOBEA—FUYIRRIRIVND TSV FR—AREN SROEIRETIE. 7527
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« Ensure the round face of the Clamp Base should be outward. Select the right boring range
marked on the Slide according to the table below, align it with the tally mark on the Clamp
Base, tighten (4) clamping screws and fix the Clamp Base to the Slide.

(Tightening torque: 17N.m)
Ensure the Cartridge Clamping Screws are securely tightened. If the screw is
sticking out of the face of the Clamp Base, the Clamp Base is not fixed completely
and it may cause an accident in operation or damage to the tool components.

- Assemble the other Clamp Base with (4) clamping screws in the opposite side by choosing
the identical diameter range chosen for the previously mounted Clamp Base.

- SNARBSHASNLZIRIBIR, RIBFENNTERERENILBROFZIEN, BRI ERCH T
RAMNTRIBRLE, FHABIBEEREEE. (BEHEI7N - m)
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FUTNTIvANZT 2
TR SLN200-270ALDIZE Radial Adjust Screw
Boring Range eg. SLN200-270AL EERTERL
MI&E SLN200-270ALRt
- - Dmin=XZ1/RDHx /N INTF
¢ Dmin. ~ ¢ Dmin.+35mm (4200~ ¢235) gDmin.:Min. borinz diameter of the Slide
¢ Dmin.+35mm ~ ¢ Dmin.+70mm (¢ 235~ ¢ 270) ¢ Dmin RS =222 /N INTE

b
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Cartridge Clamping Screw
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Clamping Screw
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Clamp Base(round face outward)
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TWAH— U wIDHEY{HF ASSEMBLY OF TW CARTRIDGE J] K EERyZiE
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ARZAOUAZTUYF CREGSE. GVLWW—JZRER
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- ROSRIDA— Uy DB EERICES I T EE L

FGITIWNTIwANRT) 2
Radial Adjust Screw
REFTIRL

* Mount the Cartridge on the Clamp Base. Rotate the

Radial Adjusting Screw with a T-shape wrench and
adjust the position of the Cartridge to the target
diameter roughly by reading the reference scale with
the tally mark.

- Slightly tighten the Cartridge Clamping Screws with

fingers until the bellevlle spring is rightly depressed.

- Rotate the Radial Adjusting Screw and adjust the

position of the Cartridge to the exact target position.

« Tighten the Cartridge Clamping Screws alternately while

increasing the tightening torque gradually until the
Cartridges are fixed securely. (Tightening torque: 22N.m)

+ Assemble the other Cartridge in the same procedure.

S AR
baala soring AU SR ALL
P Cartridge Clamping Screw
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SRR

EERLIED
Reference Scale
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TW200E

®BITH
Trailing insert
&7

« Step Cut is available by utilizing the optional Cartridge

for Step Cut (model TW200E-SC).

+ TW200E-SC carries an identification hole as shown

right for easier distinction from the TW200E.

+ Set the TW200E-SC as a leading cartridge and the

TW200E as a trailing cartridge.

« Cartridges should be adjusted so that the depth of cut

of both the leading (T2) and trailing (T1) inserts should
be equal.

+ Store the spare TW200E Cartridge separately in order

to maintain the original pair. Mixing the pairs may
cause discrepancy in the height of Cartridges.

«+ Avoid cross-border setup of Clamp Bases between

different boring range positions on the Slide. If not
avoided, minimize the cutting speed considering the
huge imbalance amount.
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Identification Hole
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@ EWNA K (1+58) EWN HEAD (FOR FINISHING) EWN$EL (1E5)
A4 Y — RV DEL 4F ASSEMBLY OF INSERT HOLDER 7] H EEfyZesE

- A VY =NV ENYRAGFORS ITEDBRZT>CTIEE L, A —NRIVEG S T2 2
. _ N Insert Holder Clamping Screw
- AYRRIOCERICE O E A VY —NRILS R E T TR EEE R ®
(N IR=UVTEEA VT —bRILY 72180 RES B TRUTIFET) . ﬁ »
AV —=NRILT TSV T RIU2%= L>DWRFF TS,

Rl V2

+ Clean the assembly surface of the insert holder and the head body. %S);‘E_&Hddef

« Mount the Insert Holder according to the convex shape of the seat.
(For back boring, Insert Holder should be mounted upside down.)

- Tighten the Insert Holder Clamping Screw securely.

Ny R=YLs ooy
" ! Baék boring/ Contact
- 1870 B EERO$E Sk L AR A R T o ”

- BXTI A ERIAGMERN AR H . (REN180ERETIFE HRE)
- RRAITRT] R E R,

Contact
M

EWNAw ROEW {317 ASSEMBLY OF EWN HEAD EWN$ LMz

EWNAYRZE, 1 VT =RV DA E (IR DR SICR S RICEUT F IRV b ARz ZZIED
FHFTEELFT . (FRHFNILI17N-m) TOB CHLDINTRICE ST RESEICLT R Boring range

e

A ROEAENEEWNANYRDENNY —I7ZGHE TERIF TS W,

Mount the EWN head on the Slide in the position the Insert Holder becomes outward.
Select the right boring range according to the table below and align the tally mark on the
EWN head with the selected boring range marked on the Slide. Tighten (4) clamping screws
and fix the Slide.

ALR—7
BEWNSELIT KBS R EIR2E L, FIFANE R BREE, (HEAEITN - m) 2% R

i, REFENNIERHSE TR, BEWNEKRIEFCI ARNAEREZ RS,

fEfH AL
I SLN200-270ALDIZE Clam%ing Screw
Boring Range eg. SLN200-270AL EE 24
mI&E SLN200-270ALR
- : Dmin.=XZ 1R D/ T
¢ Dmin. ~eDmin.+35mm (‘bZOON ¢235) gDmin.:Min. boring diameter of the Slide
¢ Dmin.+35mm ~@Dmin.+70mm (235~ ¢270) ¢ Dmin i =E3HNH/NINTE

NSRRI TA FDEY T ASSEMBLY OF BALANCE WEIGHT F#iRpIZEE

CNSURYTANENTYRFHES A FBWN200FB) &, FU/NS V94 (BWN200PB) A EWNA SRR ETY 2
EREVTEITET, Same Position with EWN Head
FEWN# BRI E

s NSURDITA e NEDREBOHEEITIE DI IICRTA RICEATF EWNAYREBHRIC
LI RIVMAZHLITEELE I, @@HFNLT 17N-m)

* (2) models of the Balance Weights are available, balanceable BWN200FB-AL and
pre-balanced BWN200PB-AL.

* Mount the Balance Weight on the Slide in the position the round surface of the Balance
Weight becomes outward and fix it with (4) clamping screws. (Tightening torque: 17N.m)

- B LAiEEE I EE TR (BWN200FB-AL) fiE 5 iRk (BWN200PB-AL)

- SNEREBEASN BT R 5 B E LR SEWNE L EHA B4 BRI EE .

(B{EHFET7N - m) NFLZgTAR
Balance Weight
iR

JIANI T TRILE
W%ght Clamping Screw
TPEEE IR

- A\ TIER CAUTION 8 === === == e e e e e m ey

NSVADIANETENT —IZEWNAYREBUEZIED  Ensure to align the tally mark on the Balance Weight with the  FETRMEELENS EWNE L EHHHEZIEN
[CEDBTIMAF TSV BRIV aVCRTIF/z5G,  same diameter range selected for the previously mounted &, ZEBRENEZNMER, BrIEKE

1
|
|
1 TEDOHEHMADFHLNIRE. V—ILDEESFEg  EWN head. Failure to do so may cause interference with  5ynT TaF35, MIFRR, REGDHSEHE,
1 ZAEEMD BIET workpiece, manufacturing defect or damage to the tool unit.
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c IAWI S FRIYATERED TS o

« Loosen the Tool Carrier Clamp Screw in a counterclockwise direction.
* Rotate either the Adjust Screw or Scale Dial in a clockwise direction with a key, starting from the smaller to the target diameters.
- If diameter exceeds the target, return the Adjust Screw or Scale Dial in a counterclockwise direction till achieving

« Tighten the Tool Carrier Clamp Screw in a clockwise direction.

IIIEDiFEE ADJUSTMENT OF BORING DIAMETER HNTEZAIEE

c IAIWI SV TFRIUATEBH TEE W,

 BEERUNEEREELYF Tl NS HOITRN SBEON TRICESES. FSABMICADE T, T P— sy
 BEONIESIEAS<GBEE LA DRI b F ANBICSERRRELTHS BENTRESD spameme At Seew
BTLREL, =

the diameter approx. (5) divisions smaller than the target before attempting another adjustment.

- MFEEME TR,
- BRpRIETIRLSAER NN TEBZAENINIR, X BEAEENZIE, B %8 (18540.01/¢)
- BB TEN R RS R B TSR, ERBRAMNIE, SRR (oo e
- IPEEEWEE R,
. A\ THEF CAUTION HEB === === === = e o e e e e e
- DAY PRIz DA AT FRRFR LY. O — + NEVER adjust the diameter before loosening the Tool Carrier - EEEHEERLHMBRET, B2HITE |
J#E FCRARUCEES AV RRE DB R IMELE Clamp Screw or exceed the adjustable boring range. RRTKBERERATE SUSKFE |
FTOTIERHTITOBENT T, Precision components in the head are damaged. S NSRRI TR, I
- UYF I PETERLUTRHEALBN TR E W, * Never use the key with an extension. - FERIRF R S D TR SRR [
o e e e

NS VZADiAEE ADJUSTMENT OF BALANCE T#iERE

C DI RDEVWY—IEFREBREICKI NSV IFENTETT,
- oD BRIIE

#D0 | A5 RDBHKIY 2V TOBIITE
(SLN200-270ALOIES . EHIEN$200-235TlE¢Do = 200 ELIENY235-270TldgDo = 235)
LT 2, (DTARDFRE X = ¢D1 -¢D0) EBUET,

s DI PDEVN—IZHFEBXDABICENDETLEE V. BRTIEFEVTY —IDAIEXIF X=20E3WET o
s DIA RIS TRIVNERBAATOTA MEEEL TSV, (I NLT 17N-m)

- Balance is adjustable by referring to the tally mark and the scale. \7@&'&
« oD1: Target diameter puzz:3 ST —7
oDo: Min. diameter at the selected diameter range Tally mark
(eg. SLN200-270AL Diameter range @200-235: gDo=200 / Diameter range ©235-270: gD0=235) FERRID

« Align the tally mark of the Weight with the calculated Weight Positioning Value X of the scale. Chart shown right

« Tighten the Weight Clamping Screw and fix the Weight.(Tightening torque: 17N.m)

(Weight Positioning Value X = gD1 - gDo )

indicates the X = 20. HEERR

Scale
REZIE

AR AR, T T, A ey Sere
- ¢D1:BFRINIE TreEEERL

¢ Do BN &M BR/INIRE
(SLN200-270ALR, #EERZEN  200-2358F ¢ Do=200, RZIEN ¢ 235-2708 ¢ Do=235)
(FFEREEXHA X=¢D1-¢Do )

- AP EARC AR EXNMUE. HE N ERCHAEAX=20,
A PEE R H EETE, (PEHETTN - m)

A Y — MRV IC KB ITREBEDIEN EXPANDED BORING DIAMETER WITH INSERT HOLDER  1RIEFREIRIJI R B, eI LS NN T SBE

- BIFED DA > —RKVSENH7-28 K UENH7-3Z BT (32 BT K. NI TE

BEERELIDENTEFT,

- IITEEOENEE

ENH7-2 — +25mm/¢ ENH7-3 — +50mm/¢ &EFIET,

+ Optional Insert Holders ENH7-2 and ENH7-3 can expand the boring range. RS “q Sl A=
Rl ==} T b
+ Expanded diameter _' Standard AL Optional Optional
ENH7-2 - +25mm/6 ENH7-3 — +50mm/o -"@ A [~ RE #E
ENH7-1 ENH7-2 (+2smm/¢)  ENH7-3 (+50mm/¢)

- EFENH7-2URENH7-37] FEE (5 &) FIF RN T5EHE.
- INTSEEREMER

ENH7-2 — +25mm/¢ ENH7-3 — +50mm/¢
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BACK BORING [ki¥

- A Y=L ZEREU TR TR RIC I T N\ IIR—UY T HARET T,
- ILANC, PREBIZUREIM E DTS IaNE%Z TR IEE L,
- i EEE LT REE180° WA EICY —IVERDS B TR INEAR, ROZERUELRER ¢35 EIFAmICE)

BEOLTLIZE L,

X RRNDEBABSICIE Y —)LETRICTUT SV RZRH TS,

(1) SLN200-270ALBF DIIL#

ENH 7-1:9212~¢270 7-2:¢225~¢295 7-3:¢250~¢320

(0d > LFFRBABDIUZ SR

Li> (¢D—¢d) /2 )

« Back boring becomes possible by mounting the Insert Holder upside down.

+ Check the formula shown below before cutting to ensure interference with the workpiece does not occur.

- While spindle rotation stopped, decenter the boring tool 180°opposite direction to the cutting edge and
feed it into the bore. Return the boring tool to the center, start reverse rotation and reverse feed for cutting.
Maintain clearance between the boring tool and workpiece when the tool is inserted into the bore.

eg. SLN200-270AL back boring diameter
ENH 7-1: 0212-0270 7-2 . 9225-0295

(ed>L + Clearance Li> (oD —od) /2 )

- REERTI R E TSR N T,
- ITEIERIAHR THARRSHHMEL TS,
- FIEFHIE, S 7R 180E R AR EEEARRLL R REROHFEE BHFFBHATIIHIMT. S5

BATIEN, SR ZEERRERR.
(B1)SLN200-270ALEHIIN T

ENH 7-1: ¢212-¢270 7-2: ¢$225-¢$295

(od >LHEABIRZLA AR

- BERIU—RFEALTHIFIH TERICHET

TU=RZy I STU—RZEFALTLIEE N,
(FU—REBALRT—SUN TZZBRETDHMRD
HIET.)

JU—2ZBHSG50 (50gA W)

+ TU—ZDFEANFEWNAYRZERIRICEVRLTHS

ToTLIEET L,

- JU—ZDFEABDOERIS. BEBHFNIETU—R

v PIDSTU—INHTLBEETT,

- R CERICRSBRVESIE TU— RO LER <R

[CTERIMICRFERL. 2RBHEZBH U TS L,

P =

B CERERER RN IS I D TTREEN B F T,

¢d

gl
Cutting feed
I

HEER

B

71

7-3 | 9250-9320

7-3: $250-¢320
L1> (6D—¢d) /2 )

{R5F51® MAINTENANCE {RFEIG(E

« Although grease is injected as factory default, regularly

inject grease into the grease nipple. (The grease is
effective in removing coolant and dusts infiltrated.)
Grease Model : HSG50 (50g/net)

« Set the diameter of the EWN Head at minimum when

greased.

+ Continue to inject grease until it appears to ooze out

from behind the Scale Dial or Grease Nipple.

+ Occasionally adjust the boring head throught its entire

range when stored for an extended period.

J') =24 (HX:GRG-02)
Grease Gun (Model: GRG-02)
B REe (BYS:GRG-02 )

* Never overhaul boring heads.

diameter adjustments.

* Failure to set the diameter of the boring head at minimum
may damage the internal components in the following
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