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BI> NEW Hi-POWER MILLING CHUCK

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

SPECIFICATION

Suitable for Through Spindle Coolant
BT/ BBT / BCV / HSK / BIG CAPTO NT SHANK MT SHANK

Air-bleeding hole Min. Clamping Min. Clamping w_pyw
Length Length 1-0(.039"-0")

(For BT and BBT shank) | . =257 (When clamped correctly) ‘
Clamping Nut

gy | Jy Iy

: |

- . B _ g
= Mo CN)Iatmpmg el “ = Y| Clamping
Body u Body L_ Body L Nut

N ‘_ When clamped correctly,
Stopper Ring Absolute contact when the ground surface of the

correctly tightened.

chuck is not visible.

r A CAUTION S S e

Chuck Nut Outer |C-spanner|Mega Wrench 1 . . Set S 1
Model Dia Model Model " Min. clamping length For BT and BBT Shank (agcescsrgr‘% I

HMC20( .750) | 060 (2.362") MGRGOL Put a cutting tool shank in  When using spindle through coolant, plug M4 Set
HMC25(1 '000) 262 (2'441 ) FK58-62 MGR62L 1 the chuck deeper than min.  Screw (accessory) applied with sealing compound 1
. — 1 clamping length engraved in air-bleeding hole.(Set Screw is attached to the 1
HMC32(1.250) | 80 (3.150") | FK80-90 MGR80L I on each chuck body. top of the body packed.) Air-bleeding 1
HMC42(1.500) | 299 (3.900") | FK92-100 | MGR99L 1 hole 1
[ L L L L L L L L T T T e |

USE WITH REDUCTION SLEEVE (OPTIONAL) TK CLEANER (OPTIONAL)

When using reduction sleeves, care must be Face TK CLEANER perfectly cleans Model Clamping
taken to insert fully into the chuck to obtain 0} f71 - 4~ Contact the clamping bore of a toolholder oce! Dia.
sleeve to chuck face contact. I I Reduction in a very simple way. TKC20 | 220 ( .787")
e J\Sleeve TKC25 | 025 ( .984")
TKC32 | 032 (1.260")
AXIAL LENGTH ADJUSTING SCREW (OPTIONAL) TKCA2 | 042 (1.653")
For adjusting the projection length of the
cutting tool.
TO ASSEMBLE AND REMOVE THE CUTTING TOOL
Either a C-Spanner or a (BIG) Mega Wrench is available for tightening M Y‘/
the New Hi-Power Milling Chuck nut, the size of which depends on the model. C-SPANNER @/MEGA WRENCH

C-SPANNER MEGA WRENCH

ASSEMBLY REMOVAL OF TOOL ASSEMBLY REMOVAL OF TOOL

Using the C-Spanner, tighten Release the nut sufficiently inthe  Slide the Mega Wrench over the nut with Slide the Mega Wrench over the nut leaving
the nut in the direction of the arrow  direction of the arrow. Thenremove  the face marked“LOCK?” facing the cutting  the face marked“OPEN"facing the cutting
to the appropriate clamping position.  the cutting tool. tool. Tighten the nut in the direction of the  tool.Release the nut sufficiently in the direction

p arrow to the appropriate clamping position. of the arrow. Then remove the cutting tool.

Always release the nut at least a further revolution after removing the cutting tool.
Failure to do so could result in reduced gripping force on the subsequent tightening and possible failure during cutting.

r A\ CAUTION s e e e e e e —————

ASSEMBLY OF THE CUTTING TOOL in the NEW Hi-POWER MILLING CHUCK DURING OPERATION

* NEVER USE any chuck which has been damaged or has cracks. + DO NOT continue if vibration / chatter is experienced.

* Use a shank of cutting tool with the tolerance within h7. + DO NOT touch the chuck or cutting tool while the spindle is revolving.
» Remove scratches, adhesions, chips on the chuck bore, the external and

1
1
1
1
1
1 internal diameters of the collet, and contamination on them with a waste OTHERS

1 cloth using a degreaser. * NEVER clamp the nut without a cutting tool being inserted.

I - DO NOT USE any cutting tool which shows wear to its + BI® recommend our own make of pullstud to be compatible with the
1 second rake of more than 0.4mm(.016"). NEW Hi-POWER MILLING CHUCK. It should be replaced every two
I - The cutting tool should always be held via a cloth or years.

1 similar to avoid injury on the cutting edges. * DO NOT USE any pullstud which has damage marks to its draw head
I - DO NOT USE the side-lock type of cutting tool which area or is deformed.

1 has notches on the shank.
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