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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
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@I HER—VIITANYRIU—RZEHRHLEE LN, turning, BIG Pin Turning Series is available. @BI® SMEHERT,
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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 :
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h ing the i rt.
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1 <R - Since the insert clamping screw is expendable, 1

1 exchange them periodically. 1
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In case of EWN200 boring tools, see the P4.
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In case of TW200 boring tools, see the P2.
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Slide Model | Max. speed Slide Model | Max. speed
BRES REiE BRES REE BEDEEREL E TRERICERLEL TS W,
SLN200-270 | 1,600 min™* | | SLN200-270AL | 3,200 min™! EEICOERE T BEIC SEWORUIERICHF TV EETHER S
SLN270-340 11,200 min” | | SLN270-340AL | 2,400 min’ A BEOEEEF TRORE th5<ARLETORRETHY. _@ﬁa@ﬁnggﬁmuiéﬁsﬁa
20O TEBIEE A

SLN340-410 900 min"! SLN340-410AL | 1,900 min™!
- EERICUHIRGZRE T DBE HMTE e D — I DRI, Y —ILOREITKY. ?’Rib%@xﬁ—b‘\#b?

SLN410-480 750 min! SLN410-480AL | 1,600 min!
SLN480-550 | 650 min' | | SLN480-550AL | 1,300 min TEFIDT TTHICTHRDS X RDDYIEIRED SH4ICBERREE HFTV->T RS

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!
SLN760-830 400 min-! SLN760-830AL 800 min!
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-

* NEVER exceed the maximum allowable spindle speed.

+ Ensure that all of the clamping screws must be fastened securely before actually starting to rotate.
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* This maximum allowable spindle speed is the limit value determined from the structure of the tool. It 1
is not guaranteed to be applicable for actual boring. :
1
1
1
1
1
1
1
1
1
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* 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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ZOfDTFEE COMMON CAUTION FOR TW AND EWN HEAD
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+ 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.
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Mount the Slide to the Flange and IRV 3EEAFEDH LT

slightly tighten (3) clamping screws.
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TW200 BORING TOOLS (FOR ROUGHING) TWZ20O0#H%E7] (#8:¢F5)
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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)
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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)

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.
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Clamp Base(round face outward)
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Cartridge Clamping Screw
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Boring range
RAIEN
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Radial Adjust Screw
REFTIRL

MIE SLN200-270ALDZE
Boring Range eg. SLN200-270AL
MI&E SLN200-270ALRt
- : Dmin.=XZ1/ D&/ \INT#E
¢ Dmin. ~ ¢ Dmin.+35mm (9200~ ¢235) gDmiln;Min. borinagdiameter of the Slide
¢ Dmin.+35mm ~ ¢ Dmin.+70mm (235~ ¢270) ¢ Dmin i=E2215/N\NITE
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Tally mark
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Clamping Screw
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Radial Adjust Screw
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+ 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.
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TW200E

®BITH
Trailing insert
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« 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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A4 Y — RV DEL (47 ASSEMBLY OF INSERT HOLDER 7] H EEfy 2t

C A VY =RILT ENYREGOR I FTEDERZT>TEE W, ALY —NRIVEYSL TR 2
. _ N Insert Holder Clamping Screw
- AYRBIDCERICE D E A Y — ML ERIHFET, TR R ®
(N IR=UVTECEA VT —bRILY 72180 RES B TRUTIFET) . ﬁ »
AV —NRVT ISV T RO LoD F T EE L,

A —hRILE
- Clean the assembly surface of the insert holder and the head body. %S):_&HOMGF
« 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.

K= Lo
Back boring
R#E

- BT] B RS TR AR T %
- BXTI A ERIAGMEN AR H . (REN180ERETIFE HRE)
- RERAITRT] R R,
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Contact
T

EWNAw ROEW {317 ASSEMBLY OF EWN HEAD EWN$ LMz

EWNAYRZE, 1 VT — MRV DABE (IR DR SICRA S RICEUT TRV b A2 ZZIED
I TEELF T (@RHFNILI17N-m) TOB, CHLEDOINTRICE ST RESEICLT R %‘%’E% range

SARDEANDEEWNANYRDENTY —TZEHE TR TS L,

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)

R
EEWNSELAOT) K BB SN B b, FURAE RIS B, (SRR 7N - m) TSR, R

REFENWINTERHSE TR, REWNEKRNAETFCERMIEREL TR,

L e ON

IR SLN200-270ALDIZE Clgtn%ing Screw
Boring Range eg. SLN200-270AL EE R4
MIE SLN200-270ALR
- - Dmin.=XZ1/RD&z/NNTE
@ Dmin. ~eDmin. +35mm (6200~ ¢235) S Dmin =Min. boring diameter of the Siide
@ Dmin.+35mm ~@Dmin.+70mm (235~ ¢270) ¢ Dmin. it =E22M &R/ INTE

NSRRI TA FOEY T ASSEMBLY OF BALANCE WEIGHT F#iRpyZs:

- NSURDTAMNENS YRR A FBWN200FB) &, FUNSV RS A (BWN200PB) A EWNASRERLETY 2
EREVITEITET, Same Position with EWN Head
o— N - N . FEWN# LB R E
- NTURD A NE SNEDREBHINBECIFDEDICRTA RICEUTF EWNANYREFHRIC
FSIFRILNMAZFHT I TEEUE I, @RIFNLT 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 LAiEE PIEEE TR (BWN200FB-AL) fiE 5 iRk (BWN200PB-AL)

- SNEREBEASN BT R T B T E LR SEWNE L ERA B4 BRI EE.

(B{EHFET7N - m) NFLRIAR
Balance Weight
iR

JIANI T TRILE
W%ght Clamping Screw
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r A\ TiE% CAUTION i§ii¥ =me-mcccccccccccccccccccccccccccccccccccaa—,

NSYZADIANME M TENT—TZEWNAYREFUEZIED  Ensure to align the tally mark on the Balance Weight with TR RS E S EWN KB EZIENGL
[CEDETEYTIF LTV, B 2RI Y3V ICETIFz54. the same diameter range selected for the previously B, REINFANRZEMNER, E0EEE

1

1 1
I TEo®EH~OF5P MIFRR. Y—ILOBHESEN ey mounted EWN head. Failure to do so may cause SMIT#HFS, MIFR, RsDAZEE. |
1 zEsEErsUEd. interference with workpiece, manufacturing defect or 1
1 |
L] o

damage to the tool unit.
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BTLrEEL,
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
the diameter approx. (5) divisions smaller than the target before attempting another adjustment.

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

- M EEHEEIRL,

- BRI EETRLRZER NI TEREIAENNTERE. XN IBETAENZE,
- B BRI TENEREZERL BMER T EbZER, BRBRENIITE,

T EEEHEERL,

B4 (185%1)0.01/¢)
Scale Dial (1 div. = 0.01/0)
Z2ER 1Z2E=0.01/6¢)
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LY FRIA TETERUTER UGV TS L,

- NEVER adjust the diameter before loosening the Tool
Carrier Clamp Screw or exceed the adjustable boring
range. Precision components in the head are damaged.

« Never use the key with an extension.

- EEERHEERLYERET, BOHTE
RETRBEERERATS, BWIMRFHE
SkPBRRIREEER 1o

- (EARIRFNIEZ AT RTEMKRE.

FEERE

NSV ZDEHEE ADJUSTMENT OF BALANCE

COTA DBV — T EFEBRECE. NSV BN TR T,
- ¢D1 : BAEIITE
#D0 | A5 RDBHKIY 2V TOBIITE
(SLN200-270AL0IRE . EZIEN$200-235TlE¢Do = 200
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)

EAENP235-270TlF¢pDo = 235)

- 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

(Weight Positioning Value X = gD1 - gDo )

« Align the tally mark of the Weight with the calculated Weight Positioning Value X of the scale. Chart shown right
indicates the X = 20.

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

- IRIEF R AR AR E I R E T,
- pDLEMFINTE
¢ Do E B R/INNTE
(SLN200-270ALR, 3EFREZIED ¢ 200-2350 ¢ Do=200,
(FFEREEXHA X=¢D1-¢Do )

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

FHIEN ¢ 235-2708 ¢ Do=235)

4 Y — MRS IC LD ITREFDIEN EXPANDED BORING DIAMETER WITH INSERT HOLDER

AEERE
Scale
REZIE

JTANI T TRV
Weight Clamping Screw
THEEE IR

ARIERRERIT) F EE, AT LUE AN a0 TG E

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

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

« Optional Insert Holders ENH7-2 and ENH7-3 can expand the boring range. RS ‘:d
Rl ==}
« Expanded diameter _ S_tgndaig A L
ENH7-2 — +25mm/g ENH7-3 — +50mm/o --@ MY —

ENH7-1
- EEAENHT7-2LURENHT7-37] K (5 ), BT LG A T5EE.,

- INTSEEREMER
ENH7-2 — +25mm/¢ ENH7-3 — +50mm/¢

ENH7-2 (+25mm/¢)

e B

Optional Optional

=& »E
ENH7-3 (+s0mm/¢)
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(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

71

7-3 | 9250-9320

7-3: $250-¢$320

(od >LHEABIRZLA AR

L1> (6D—¢d) /2 )
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JU—2ZBHSG50 (50gA W)
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ToTLIEET L,
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{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
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) 1
 Never overhaul boring heads. 1
« Failure to set the diameter of the boring head at 1
minimum may damage the internal components in the
following diameter adjustments.
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