AKER—-VVD
( B’G ) %%E%ﬁ% SYSTEM SMART DAMPER ;%%Iégrge Diameter Boring

BIG DAISHOWA
OPERATION MANUAL

ZERAICLTEAEESFANLE, ZHEAINIAN VDO THREIIEN TEIBARIBTHREL T LES L, OPERATION MANUAL

Please read these instructions before use and keep them where the operator may refer to them whenever necessary. DOWNLOAD SITE
ERINEFHMIDX LG, HEEETREARTIRENEE 2, https://big-daishowa.com/manual_index.php

AHREFARK—U VI NIEATY  HMBR—U VI ITICE This product is designed for internal boring. For pin AERARRENTZA, IMRENTESEE
@I HNER—VIITANYRIU—REHRHLEE L, turning, BIG Pin Turning Series is available. @BI® HMEHERT,

49— OV {HF ATTACHMENT OF INSERT 71 MI&EE

s A VY= hOWUAMIFRICA VT — MEEICI P ZREDF. YZEIIBRVTIIZE0,

A VY- bOEE. AEZEDIRFETCLRVICHVTIZEL,. \\
A VY= hEENSEBURBN DA VY — MNERICERY S, 75V PRI 2 ZFHRT TS,

c A VY — MEEICKEEDBEVNTHERD S A TERALEE L, \%7
- 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.

- RET R ZE, BRESRIETERIRTE, BRERY.

- TR B EANEERRARRER.

- BTIRMERBRNENTIRE, REHEEEET. @ ’%

- EREMA—TIR ST R EZRSE=R,

A\ T5EE CAUTION &8 ~= === mmmmmmecccccccc e e ———————————————

1

|

1 MBFRFEEDT S TRIULANFERUEVTLIZEW,  + Do not use a clamping screw other than genuine or attached one. - TE N2 {EAHTH L& IEAEUIMNYEEIRET
1 - AV BREBERNETFEYSHVKIFELTL T, * Be aware of cutting your hand with a cutting edge when HTINRHE TR AER IR G T F,

h i he i .
| 19— 105V FRIU AR TT O TR AL exchanging the insert K EERSTNRS, EEEER,
|
1

TLRE « Since the insert clamping screw is expendable, exchange
° them periodically.

o ]

gAw R[CDWLWT FOR TW/EWN HEAD *F&§#k

EWNAYROERYFIF  ERDIRVDOEHBICOWNT
@ AR—IETERLIEE N,

In case of EWN Head, see the P4.
EWN2LHRE, ERGE ESEP4

TWAY ROV ERVRVDEEICONT
(7 2x—vrTsRrE,

In case of TW Head, see the P2.
TWELHWRE, EAAZE FEEP2

HBREOEHEE MAXIMUM ALLOWABLE SPINDLE SPEED SE A iFHEE

e T - A\ T3EE CAUTION iEifE mmmmmmmmmmmmmmm e g
B Max. speed
Model BEEE

pa
el L<500mm(G.L.~) | L>500mm(G.L.~)

CKB7-SLN200ALDP-190 | 2,000 min " 1,000 min "

CKB7-SLN270ALDP-190 | 1,500 min"' 750 min'

- RBOEmREL ETEHERICER LBV T IZE L,

- RRICOE7Z Y BRIC. SBORUHNEERICHE > TV T &2 THRI L,

- AESOEHREFTEDHEE LN S < 2REACORFETH Y . CORSOEmEE COILZRE
IHBEDTIEFHIEE A,

- RERICUHIRHZRE T DIRIE M ET© T — T ORI, V—)LDRE(CK IRBIEDREHEDD
TEFTDT T HDICTHIRD S AEDDETHIRANSHEL [CEERREZ _EF TV TS,

* NEVER exceed the maximum allowable spindle speed.
* Ensure that all of the clamping screws must be fastened securely before actually starting to rotate.

|
|
|
|
|
|
|
|
|
|
+ This maximum allowable spindle speed is the limit value determined from the structure of the tool. 1
It is not guaranteed to be applicable for actual boring. |
|
|
|
|
|
|
|
|
|
|
1

* 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.

- AERBI RS,

- LB, BRIASOELESITE,

- ZEREERNERE TEMENRRE, FAERRAAENIER,

- SERRIRAE AR TE VD HI S AR RO RS B AR B ALPR 3 A0 TR NIME U R T A KENE T fE R R EIRE.
BINERIARERRSD, RERBEL T MOEFIRIEIERTRE,

BE 1t

AIGMRIRKN ST e TS ase 015 (R FAXOTE 350221

No.0824




ZOfDTFEE COMMON CAUTION FOR TW AND EWN HEAD

- TEEAN TOMNIIF TRV T ZE 0,
- UIEISREEIC RN T U VRIS EE U I i I LHIY

[CRUNTRDEREBELRAEDRRZLELICSZT.
FAUHIWEBURAFTEAINILTZE L,

- NBYRYHIZRATONIFATO RN T IZE L,
- RGBS KASERR—U I VAT L h50T7 2 TSR

<rEELs

- CKORT Y 3 VP ZOMOBEGMICTZ. B, @&

BFVBZEER LTS,

- B SR BB A L DEMEZENWVWGDIAFTT

BT E ERICEB DRI U ZRHORIFT T,

KASTRAR—U YTV 2T LS EZHREDRBIBRVTL

S

- BDIBE. AMEICHBVERZESA LRI, ERALEL

TLIEEL,

- ST DORECIR S o EAIC KD TEDHUEICH LT,
EDAN—DPREH N REDREDZ CHEAIEE0,

- BHIRHEBE D Z /N1 AE TR O ERBICIA -V S

ABBND BT DTHEMCHBPHLIEE L,

- UIHIC R DFERC R, FHIRIEREE R A S 1L UBAIRIEREDY

BERUFEITMIEEHTEYI—RIV—(CKDIT T T
O—&FfelFT—SVMeERL TS0,

- BHIREAS (C (BRI RN SENTH Y. BFSHLICKY

FriRIEEEME T LR T BHIRIEEEDRE T UIIBE™. 8
FEABBE LTI FZBRICCBALZRLTD
F—N—1R— L% @BID ~HBBUMFFZE 0,

- REBERULBVEEE. EROETHBIUIETAY

UNSEUAL. ITERETREL T IEEL,

- BRI =SV KMEE3MPaTY,

« Boring range of the boring head must not be exceeded.
« It is recommended to conduct trial boring, because

the actual diameter after boring operation may vary
depending on cutting conditions, etc.

« NEVER conduct boring under unsuitable cutting

conditions.

* Refer to the General Catalog for recommended cutting

conditions.

« Remove any particles, flaws or rust from the CK or other

connections.

- When assembling, wipe each contact face carefully

with a clean cloth or similar before clamping each
screw securely.

« Do not connect [{AISER BORING SYSTEM with any other

boring system.

« NEVER continue using the boring head if it has suffered

strong impact by bumping.

« Wear safety glasses during boring operation.
« Never clamp the section of the damper with a vise, or

the damper is damaged.

- Heat generated by cutting deteriorates parts of the

damper and decrease its performance. Air blow or
coolant must be supplied through the tools.

« The damper head includes consumable parts in the

damper whose age-related deterioration debases its
performance. When the dampening effect becomes
poor, or in about one year of constant use, consult
(@BIG> for overhaul through your store.

« When the boring head is not used for a long period of

time, detach from a machine spindle or tool
magazine and store it in an upright position.

* The maximum coolant pressure is 3MPa.

@ TWA v r(=8) TW HEAD (For ROUGHING) TWEE L is5)

TSI TR—ADE{IF ASSEMBLY OF CLAMP BASE

HEEEEm
. A\ T3EE CAUTION #38 === === mm e e e e e e e e e e mmm ey

- FEBYRAMNTERE.
- RETHIFGRRNIENIESE LD, BEZAH

T,

- REEREEMTIHIE TH#ITINT.
- HEVIRIRHES EREHAR.
- BRIACKER AR R HRNEG =

BREBRGRSE

Ao

- RSN BT AR R TR B4 2 AR Bt E . I

BT R R

- ERER KAISER B RGLUSMEERSHAEA.
AR TR BRAEN R R E, BREER,

- TR _LBIIFIRE,

- RAEERHESETERSHRAAIEIIE, BiRIEER

REMTE D, Fit, RRTIMA, B REREFHRAL
128,

BriRAIR LA PR R 4 L 5 1R
RAMRRIZ. A, MBSO HEREE DR
SARHBGIRE.

- BRI ARE R A EER, REFELHRBR

WREEMSS, ERIRMREEHRBHIERURERE
B1EN#HITRE, KEBEINERSHRATKRA.

- KEAARERTIRE, EMARMRTIERIFE, XA

IERRE,

- RRREIRERHI3MPa,

ERRENRE

- ABDREDHEECRDRSICLET . CHEDNIENSASA RORANDETS VS
N—RADEX—TJDABZEEDYE., XS54 RICEYMIFTHEMIFRIL MAEXTEELET .
(#EHF SILD 17N - m)

AZ(DH:*HJ— ~Uw IFERIFIRIL "D S Y TR—ZAEED SROBTRETIE. 75>
TR-2AZRZCEAETET. MIKOESCRMERDIBGEHFEET HEREMNSGD
FIDT. MFFRIL SHRTCETOWEWDZRA T THER 0,

FRRIDT SV TIR=ZBREICKRIY 3 V(T IRV NMEATEEL T RS,

« 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)

AEnsure 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.

- SVEREEIN, BEEFRBNNTRFEOELE, NS HEBNFEITE, #2525
BRABIBEEREEE. (HEESEI7N - m)

AT F ERE R AR ERE R ARE T, s 2 EE YR 3 AN T kG w A
RESHURBIFARBHFEE, SO AERAEERREEERE.

- A RES AN RERERVE FR4 BRI EE.

IR CKB7-SLN200ALDP-190Di5&
Boring Range eg. CKB7-SLN200ALDP-190
T CKB7-SLN200ALDP-190k}

(¢ 200~ ¢ 235)
(¢ 235~ ¢ 270)

@»Dmin. ~¢Dmin.+35mm
@ Dmin.+35mm ~ ¢ Dmin.+70mm
SDMiN=2F1KDF/ I TE

oD min.=Min. boring diameter of the Slide
¢ D min. R =EZRKR/NINTE

97T R=Z(HEREBSIAEIE)

Clamp Base(Round face outward)

H=RNIy TR RIS
Cartridge Clamping Screw
TI R EEEE e

AT ARILN
Clamping Screw

B (SNEREBEASH B #1E
TER
CAUTION
IR
anv—7o
Tally Mark
BEZIED FERRD

Boring Range

FAEN

FGITINTIwZXNRT) 2
Radial Adjust Screw

ERRTRE




TWAH— U wIDHEY{HF ASSEMBLY OF TW CARTRIDGE J] K EERyZiE

CA—NIYI BT S FIR=RCBIRIF SIPILT
JvAPRTUAETLUYFCRHBI R GVN—TJZR
EZZNICEhE TERMEDRICEhETIZE W,

C A= Uy IEEIRIL b EREED I <IBEIC, B
FiDLTEET L,

CSIYPIWF I AR aZzOESET, BEON
TRICGDE T T,

- A—bUYIRHIIRIL b2 ST HZE LTS
ZEICHHMITVE, A—bU Y IZERRICEEL
TLIEE W, (#@SF ~LZ 22N - m)

- RSRIDA— b Uy TBEERICE T IZE L,

* 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.

- RIRT] BRI B B R n R AT IR L T R R

R ERIN TR,

- BT RET R EEERE. RREEFREE)

- B RAETRL KT R E R ENINTRE.

- (2R R T BHEN RN FNIT 24T R EEE
B2, (BUSEHIAE22N - m)

- ARRER—HTIRE,

Anv—7
Tally Mark
SRR

. . EE& A .
ngwf)vxh;wul Direction of By S gigfﬁzusns |
F adial idjust Screw bellevlle spring Cartridge Clamping Screw eference Scale
REETSY BEMATTE g ping BEAAIED

7] BEE R e

257w THhw RDFAE STEP CUTTING EREVIHINAE

- BIFEDRAF YAy A—RUwI(TW200E-SC) Z#EE
DEZET, ATV FHY MMTAFT,

- TW200E-SCIC[FTW200EE DF#FIAIC, FRAIEIC
BN LIRS

CEATHAN)ICTW200E-SCZ. BITHHN)IC
TW200EZ Y bLTLEE L,

TR ERITHDUAHFT2ETIH (FR)AHL<1ED K
SIC. A—hU v IZEERFBLTI S,

s RODTW200EA— U v I(E BARDRY TER
IERICKFILTRELTL TV, RFBRTFDA—
Ny IEEEDEZ L. A— MUy IDFSHHIDR
<BBTREMD DT,

F2DDISVTIR=ANRSA RORBDRANICE

HEZLIBIVAHDRERF. BART TS0,

ZDEIBMIZETSBEF. PYNSTVANIFERICK
ELBIFITDT, THIREFEEREL TS0,

« 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.

| | AR

- EREREVIHITI R EETW200E-SC(H &), I TR E

£1Hl.

- TW200-SC L1 B 5 TW200E##5 7L A0 TEFTR,
- HHEMN HBTW200E-SCLAEEIFE1T7], TW200EALKE]

E137,

- FATAETVINTIEIRET2AT (TE)HEEA 1R

B RER,

- FIRETW200ET] F EES R K T] Fr EEARIEE,A

TRAGERRENBZRERE. STRESHTIAE
HEEN AIERFENSER—.

- EREBER MR ERZIENEDZAITIHIRE. STME

TR, ERAFEEFREK, BREMRCITIHEE,

Identification Hole
TW200E PR
TN LJ
Trailing Insert 5
B7 o
- L — TW200E-SC
A - %A
< o Leading Insert
(<] A7
T1 T2




@ EWNA ok (1+L5) EWN HEAD (FOR FINISHING) EWN 34 i525)
A4 Y — RV DEL 4F ASSEMBLY OF INSERT HOLDER 7] H EEfyZesE

C A VY= MRS EA Y RO FEDERZT > TIEE W, S T

CAY RADOBICEDEA VT — MRV R T ET. Insert Holder Clamping Screw
Ny IR—U Y TBICIEA Y — ML %180 RIS B TR I ET, ) 7R ERERE

@
AT ML ISV FRIU 2R LS D UBDRTT RS, o

A —hFRILE

« Clean the assembly surface of the insert holder and the head body. Insert Holder

« 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.

- B0 RIS Sk R R AR T Ry )y
AT BRI TR D F e, (R42RT | SORR T B H 2, ) Bagicboring
- ERIFETE R ERE.,

EWNAw ROEIY 47 ASSEMBLY OF EWN HEAD EWN$#kHZREE
EWNAYRE, A Y — LS A EE (L35 &S 225 A RICEWAT . TR N4 EHED
AEHOFTEELET . (HR NI 17N-M) OB, CREOMITRICE>T K% Boring Range

FZIED

BECLT ASAROBRAUBDEEWNANYRDENY —IZGHE TRIMIF TS,

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.(Tightening torque: 17N-m)

A4
TSN, EEWNSKR SRR, FAUMIMEERIREE, (HEHE17N-m) L ducy
R, AMEAH(ESER) SEWNBIOTTEITE, BEHBENNLERRIOEZIE

g, F&

NI CKB7-SLN200ALDP-190MDi5& PTIN
Boring Range eg. CKB7-SLN200ALDP-190 Clamping Screw
IR CKB7-SLN200ALDP-1908}
¢ D min. ~ ¢ Dmin.+35mm (¢ 200~ ¢ 235)
¢ D min.+35mm ~ ¢ Dmin.+70mm (¢ 235~ ¢ 270)

¢DMiN=2Z1KOF/NHI T
oD min.=Min. boring diameter of the Slide
¢ D min it =E22WHR/NNTE

NSRRI TA FOEY T ASSEMBLY OF BALANCE WEIGHT F#iRpZE

CINSURADTABNEINSTVAAREI A SBWN200FB)E, TUNSYRIAS AEWN’\VFUE]UHL\““/““/E‘/
(BWN20OPB) &2 UTEIFTE . Same Position with EWN Head

FIEWNE KRR E

NSVRDTA bE. ABDREPHABEICIED KD ICRASA RICEUMLIF. EWNAY
R EBHRICHITII RV MAEFHO I TEELE T @#(SIF HLT 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)

- AIBAE R AT R TR (BWN200FB-AL) 118 5 F& 3 (BWN200PB-AL) o

- SNEREREASM BT TR 2 R B E L, S EWNE LA FI 4N EE S E E .

K KFLRG AR
(PSR m) Balance Weight

TR

JIANI T TRILE
Weight Clamping Screw
TEEE E IR

4\ T3 CAUTION i — === —— e e

NSUZADTA ME. BTEVWY—TZEWNAY REF D Ensure to align the tally mark on the Balance Weight with the  SPETHRNTZLEEE S EWNEE L R HERIR ZIENAL
FZAMCEOETRI I TRV, EB2MIY3(C same diameter range selected for the previously mounted &, REIREHRZIENER, BAERE

1

1

1

: B 28E. TEOHEMADTFSY, MTAR, w— EWN head. Failure to do so may cause interference with ST T3, MIRE, REGDIHFEDT,
1

1

n|
1
1
JVODIBIEENFRET 2NN D FT . workpiece, manufacturing defect or damage to the tool unit. :
1



cIAIWISVTRIY 2= HEHRF TS,

« Loosen the Tool Carrier Clamp Screw.
* 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.

IIIEDiFEE ADJUSTMENT OF BORING DIAMETER HNTEZAIEE

CIAWIT SV TFRT 2 ZEHTLEE W,

- REEAURGEREELYF TAL.\SHOILENSEEDN RIS LS, TS ABMEICEDE TS, 77 TA fEELL guwy
_ i just
- BEONTREYOAELBIBEE. Lo tABEREYHYAFAFAEICSERRRELTHNS, BENTE EEaEEe o B by
EDETIREL,

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

- INFFEEHE R,
- BRIETIRELARZER WNINTRARFAENNIR, XN BEABANLIE, EE4E(15581)0.01/9)
- BB TEN AR RS R B TSR, ERERAMNIE, P T
- FEEEHEERL,
. A\ THER CAUTION HiZ === == === mmmmm e e e e e o e e
S DAINWI SV TRI A #FEOAEFRFRRALE LY. A~ + NEVER adjust the diameter before loosening the Tool - FEEHEEBLHMBRET, B2HITE |
O—7#EMEICRARZLUIEBE. Ny RREBOBEBED Carrier Clamp Screw or exceed the adjustable boring RETRBEZERATE, TURKRFE |
BIELE I DT, EHICITDRRLTIZE L, range. Precision components in the head are damaged. SRR B I
CUYFEA TETERE L TEALBL T T, * Never use the key with an extension. - (ERIRFE B RS IRIE, I
O |

« 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)

ADJUSTMENT OF BALANCE E#E %

CUITA MDEVNY—T EFEERECKY. NS URFENTRETT .
- D1 ¢ BERNIE

®D0 : ASA RDERIY 3V TORIITR
(CKB7-SLN200ALDP-1900DI8 8. ELIEN$200-235TldgDo = 200 FHIEN$235-270TldgDo = 235)
LTBE. (DA FDREE X = ¢D1 -¢D0) EBUET,

s DA OBV —IZFEEXDAEICEDETLLIEEV., BRTREREVNY—JDAEXIF. X=20&£3WET.
COIA NISYTRIVNERDIAAVTD T4 bZ2EEL T RSV, @ @SF MLT 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. CKB7-SLN200ALDP-190 Diameter range 0200-235: gD0=200 / Diameter range 9235-270: oD0=235) FERRID

(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/INIE
(CKB7-SLN200ALDP-1908d, ¥E#FZZIEN ¢ 200-2350 ¢y Do=200, ZZIEN ¢ 235-2708F ¢ 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

s BIFEDA > — R IRILFENH7-28 KTENH7-3ZE I FIF B BICK U, 1

THEZAE<I RN TETET,

- ITEEOENEE

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

+ 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/¢



NwvIik—U>2 BACKBORING &§#

A VY= RIS EREUTEUMITEEICL>T, Ny IR—U VT HTEETY,

AR, TRERE VRSN EOTSHROEE SRR I2E 0,

CFEYEIET. AEE180°WAHBICY —ILERDODSE TR INEAL., BOERUPLOE TS| EFABIICE)
HhxY LTL 2T,
X, FIADBARICIE, Y—ILETRICTU TP SV RAZERS>TLIREET W, ¢d
() CKB7-SLN200ALDP-1908 D1 L=

ENH 7-1:212~¢$270 7-2: ¢225~¢295 7-3: ¢250~¢320 D
(0d > L+ FBABDIUZSYA L1 > (¢D—¢d) /2 ) Catting feed
=0

« 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.

49

feed it into the bore. Return the boring tool to the center, start reverse rotation and reverse feed for cutting.

- While spindle rotation stopped, decenter the boring tool 180°opposite direction to the cutting edge and LJ

Maintain clearance between the boring tool and workpiece when the tool is inserted into the bore.

eg. CKB7-SLN200ALDP-190 back boring diameter
ENH 7-1: 0212-0270 7-2 . 9225-0295

(ud >L + Clearance Li> (gD — @od)/2 )

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

HBATIEN, SR ZEERRERR.
(1)CKB7-SLN200ALDP-1908 9N T2
ENH 7-1: ¢212-¢270 7-2: ¢$225-¢$295

(od >LHEABIRZLA AR

L1>(¢D—¢d) /2

- HERI U —RFEALTHIFIH, TERICHLUT

TU—=2AZy FPIVEICTU—REFALTLREE W,
(FU—=REBALRTI—=3V b TZEBRETDHR
HHUERT, )IU—ZBHK 1 HSG50(50gA W)

c TU=ZADFENFT AN ERIRICEY FULTITHTL

ZE0.

- JU—EABDEREEREEDINSTU—IHET

<BEETY,

- RECERICRSBVEER T U — 2D bR < 1

SICERMICT A ZBE L T,

P =

FEEICABERBRNEIET BOTREMN' G ) F T,

7-3 | 9250-9320

7-3: $250-¢$320

{R5F51® MAINTENANCE {RFEIG(E

* Regularly apply grease into the grease nipple installed

so that adequate lubrication of moving parts is
maintained and to keep moving parts free from dust
and coolant. Grease Model : HSG50 (50g/net)

* The boring head must be set on the smallest diameter

when greased.

+ Continue to inject grease until it appears to ooze out

from behind the scale dial.

+ Occasionally adjust the boring head through its entire

range when storing for a period of time to avoid the
grease from hardening.
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Grease Gun (Model: GRG-02)
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diameter adjustments.

+ NEVER overhaul (disassemble) the boring head on user’s side.

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