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+ Ensure that the locating surface of the indexable insert and the seating area of the toolholder is free of any particles or
oil by using compressed air.

+ Position the indexable insert by placing the insert into the toolholder, then by locating the clamping screw supplied through
the indexable insert, proceed to rotate the clamping screw until the indexable insert is securely clamped into position.

* Ensure that there is no gap between the locating surfaces of the insert and the toolholder.
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: MBFERZBHEDISY TRV LN EER LBV TLEEW,  + Use only genuine clamping screws to avoid any unnecessary damage. - BB MY ZE R, !
1 - A Y —NISUTRIVAEEFERTIT D TERRNICIIALT « Regularly replace clamping screws to ensure the maximum TR ZREB LN EER, EEER, 1
1 LIRSV clamping force can be maintained. 1
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(DClean the mounting surface of the insert holder and the head body. AP —bFIVE Back boring
P . PR Insert holder
(DMount the insert holder while fitting into the convex on the body. 1 o REE

(Attach the insert holder turned over 180° for back boring.) alarz:
(3Ensure that there are no gap and misalignment. A
@Tighten the Insert Holder Clamp Screw securely. V% N
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the vernier.

(DLoosen the Tool Carrier Clamp Screw in a counterclockwise direction.
(@Rotate the scale dial in a counterclockwise direction passed the desired size required.

(3Rotate the scale dial in a clockwise direction until the desired bore is reached.
The boring diameter is adjusted on the basis of the line "0"on the vernier.
(How to use the vernier.)
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It is possible to read 1pm/e from the value at which the vernier and the scale 2R
dial are matched. (6um in the fig.1) _ R
(@Tighten the Tool Carrier Clamp Screw with reference to the tightening torque ANIE A CKaZ IS
shown on the backside. If the Tool Carrier Clamp Screw is tightened ~+ ErxSE SN TR oK Cém;;n?g/n
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L AT SV TRIUABHEDAEFEEEZRFRURZD . A - NEVER adjust the diameter before loosening the Tool - AELSHETELHESRAT, B2OETERAED I
1 O—27&HBEL FICRAREUIES A YRRZBOEZLREH Carrier Clamp Screw or exceed the adjustable boring RBERERETE, FISRTELNBNES 1
1 WBLET DT TITHENTEE W, range. Precision components in the head are damaged. R, 1
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I MTEENTONTIFETHENTL S0, - Boring range of the boring head must not be exceeded. c REBIRAMIEE, I
I PEIEGC R NTRENEET D ENBYFEITDT, - Itisrecommended that a semi-finished bore diameter is - B AHISFENTRESSEMTERNE 1
1 IR UH Z 1T TLIEE D, machined to determine the influence of the cutting conditions to &, EIELERINTRHFTIRTIE. 1
1 -gﬁtﬂimﬁﬂy%ﬁﬁmumaﬁmm«rsage Hem :;V""EC;“""' bz'ect‘;"a_mete“d ble outing condit  REERSER MR TR T, 1
BlIEeEE KASER R—U V'Y RF Ah907 %S . conduct boring under unsuitable cutting conditions. w g o g A g
: =P ;Ea—uo : ™ - Refer to the General Catalog for recommended cutting conditions. ﬁﬁﬁ]EU%#ﬁg%%%ﬁ$° . :
L aEpE s b Ea=0 o
1 CKORTYaVEICOH B BN RN L. R + Ensure that CK Clamping Portion is free of damage, particles rust. 1;ﬁgg£%%§jémmﬁ*ﬁ GRS
[CREDMF TSV E e it s DI — =2 J1C(F + Safety Goggles must be worn during any boring operation. = im‘l T I
I REVRLIU—F A= IU—F BB T THLET, - INTAE _EBHIFERE, 1
1 - ThERESHREERL TR, 1
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SFBRa0EnRE MAXIMUM ALLOWABLE SPEED R&H#E
EWNODOESEE (FUIHSRE SN TROBRK ) KHDIENT The spindle speed of EWN can be calculated from the EWNRFE ] LUREYIEIREMIN TERNX R
TFEI. Wy IR—UVIHEEDER T ITEA< L. ) relationship between cutting speed and boring diameter. Bt (RERVREMDIARE)
(Back boring must use Counter-Clockwise spindle rotation.)
WEFBEREEREE 1,200 m/min B Max.cutting speed 1,200 m/min BAFRSYIEEE 1,200 m/min
ARz AI5AINT | R—UzoE | NoTR-UVTR| oo R—U TRORINEIE Ha1 Y-k | AHIEL
Model CK No.| ""SE¥ 197€" | Boring range | Back boring range | Min. entry bore for back boring |Insert model| to?que 9
LRSS TR E HILEE RESEE REERHIRIERL VALY KRERE
ENH1-1 20- 26 — Nyg KU1
EWN 20- 36CKB1 CK1 ENH1-2 25- 31 30- 31 10.0+ ( Back boring dia. ,/2)
ENH1-3 30- 36 30- 36 R#ETEH 05N
ENH2-1 25- 33 — oo KL T SR (ER
EWN 25- 47CKB2 | CK2 ENH2-2 32- 40 36- 40 12.5+ ( Back bOEil‘lg dia. 2) TP 08 BAS/IITRIE. TPO8A VT —
ENH2-3 39- 47 39- 47 RiESEE RFI—FRO.2. TC11 AV —h
ENH3-1 30- 42 — Ny K)o 12 H:f}j—iROA@E%@@’C“B'Q
EWN 32- 60CKB3 | CK3 ENH3-2 41- 51 46- 51 16.0+ ( Back boring dia. ,/2) 15N *m XENFT AT SV T AT 10D
ENH3-3 50- 60 50- 60 REEE F™ILITT,
ENH4-1 41- 54 — Ny K- % .
EWN 41- 74CKB4 | CK4 | ENH4-2 50- 63 53- 63 20.0-+ ( Back boring dia. ,/2) 25N+-m | (Caution)
ENH4-3 61- 74 61- 74 REETEHE The boring range are the values
N R for which TP08 insert with the
ENH5-1 53- 70 62- 70 Ny K= 1% radius of 0.2 and TC11 insert with
EWN 53- 95CKB5 | CK5 | ENH5-2 65- 82 69- 82 25.5+ ( Back boring dia. /2) 6N - m radius of 0.4.
ENH5-3 78- 95 78- 95 R#EEE % This mark shows the tightening
ENH6-1 68-100 80-100 Ny K-> 1R torque of the Tool Carier Clamp
EWN 68-150CKB6 ENH6-2 94-126 94-126 32.5-+ ( Back boring dia. /2) TC 11 Screw for adjustable tool holder.
K6 |_ENHE-3 | 118-150 118-150 REEE
ENH6-1 100-153 112-153 (ER)
EWN100-203CKB6 ENH6-2 126-179 126-179 s R I 10N *m IRERENMIERREER
ENH6-3 150-203 150-203 A N e TPO87] RETHITIRAR=0.2,7EF
45.54 ( Back boring dia. 2 I
ENHG-1 | 100-153 112153 ( Backbodng dia. 2) TC11 KM IRBR=0.41(E,
EWN100-203CKB7 | CK7 | ENH6-2 | 126-179 126-179 %Eimﬂ%ﬁg‘fﬁ@ﬂ?ﬁﬁm
ENH6-3 | 150203 150-203 Rl
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. REFBO0EREL ETIFHES (CERAUBEWTLZE L, - Use the boring head always under the maximum allowable speed only.  + REBY R AFIE, I
L AREFBOEmEEZFAVROBE LN S < ZLZLET  + Since the maximum allowable speed is the limit value in which the B AR ERIEL ISR e E 1
1 DRFUETH Y. CORSOEERE TOIN LRI D safety is concerned in the rgspeclt of constn.!ction of EWN head, it is EHRPRIE, ERZERERIERHE 1
1 HDTlEHBYED A not guaranteed to good boring with the maximum allowable speed. {TIEEMNI, 1
I - 2RCUMREERTT 5586, #gEmeo—o - Therigidity of machine spindle and workpiece, the length of boring - EIRRERRERIA R E,
1 Bt R—U VY — DRSSP, TIXTFYYIY - U tool, and the usage of extension and reduction influence the condition 8, 3 b T O R 8 T B B 1
I SO DERIC L IFEHEDREN T D> TEET such as vibration and etc. Therefore, in order to actually determine MAWIMTEREN, BE=2BE 1
< N IS S an ” = the cutting condition, please increase the speed gradually starting e ey ’
1 ?éﬁg;gi@fﬁ?_@27‘__\\*@?@5]%”%#0\bf%b from the general cutting condition, while confirming safety. MMEDIBITHIRIRIR IR 5. 1
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- HEERIU—RFHFEALTHIFEITH ERICHUTIU—RZy FILEBICT U —R By s .
BEALTLRE W, (PU—RBBAUILT -5V TZEHRET DUNRNBIET) Scale dial r A Z5EE CAUTION BiES =
JU—ZBI3, 1 HSG50 (50gA W) 2R | I . N - P |
- PU—ZADFENEIA W ZRIRIC YU TIT>TL RS W, 1 i‘;éﬁ‘_g?g:&\_m_”(ﬁ?@4)‘3*@3%&47 1
- TU—TEAROBRFERBEINSTU— AN T BRETT. -2 e ceble I
- BB BVES T — 2 OB EH < RSO A )LEBEIL Grease j Never overhaul boring heads. I
TLRE L, BB | FRPTEATAR. 1
* Regularly apply grease into the grease nipple installed so that adequate lubrication O |

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.
HWAELTANTIHBE, BPAREERSNET %X EHEBREEEINDBE.
CEBREITLUE BB AR R R. ) HEIEES : HSG50(509)
SENEBRENRE, EEERERBEIIRN.
SHBRERENEUMZEREBS AL,
< ATHIERNEAMEAMSBODBRENEL, BEPBH—TEEH.

JV=R=y T
Grease nipple
SEBREN

JV)=2# (B : GRG-02)
Grease Gun (Model: GRG-02)
B REe (BYS:GRG-02 )
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