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Please read these instructions before use and keep them where the operator may refer to them whenever necessary.
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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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+ Use only genuine clamping screws to avoid
any unnecessary damage.

- Regularly replace clamping screws to ensure
the maximum clamping force can be
maintained.
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@ Clean the mounting surface of the insert holder and the head body.
@ Mount the insert holder while fitting into the convex on the body.
® Ensure that there are no gap and misalignment.

@ Tighten the Insert Holder Clamp Screw securely.
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Insert Holder Clamp Screw
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@ Loqsen the ‘tool garrigr clamp screw in an 0 O BEIRDEA
anti-clockwise direction. How to use
@ Rotate the scale dial in a counterclockwise direction \f/ the vernier.
passed the desired size required. H2ALIVESVT

(R1) (fig.1) (E1) A7Ya
Tool carrier clamp
screw

(@ Rotate 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.
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(How to use the vernier) It is possible to read 1um/e from the value at
which the vernier and the dial scale are matched. (6um in the fig.1)
@ Tighten the tool carrier clamp screw with reference to the tightening torque SETNEE
shown on the backside. If the tool carrier clamp screw is tightened excessively, A E
it may be broken or the dimensional accuracy becomes wrong. % ]
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+ NEVER adjust the diameter before loosening
the Tool Carrier Clamp Screw or exceed the
adjustable boring range. Precision
components in the head are damaged.

+ Use only genuine hexagon key for
unclamping, clamping and any adjustments.
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+ Boring range of the boring head must not be exceeded.

* It is recommended that a semi-finished bore diameter is machined to determine the influence of the cutting conditions to the actual bored diameter.

* Never conduct boring under unsuitable cutting conditions. Refer to the General Catalog for recommended cutting conditions.

* Ensure that CK Clamping Portion is free of damage, particles rust.

- Safety Goggles must be worn during any 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 BI& 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.
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Model ¥ InsertI&oIIder Boring range | Back boring range | Min. entry bore for back boring | Projectionlengthat 7D | g nirstx |12~ " torque
WIS © | Thm | #AuHE | RecHE R ROV DR i) |sertmocel 5 s
GL-]mm | =m]|>bp| 72F | N-m
ENH1-1 20- 26 — Ny R—)2 1%
CK1-EWN20DP-100 | CK1 | ENH1-2 | 25- 31 — 100+ (Back boring dia. /2> — 4,800
ENH1-3 | 30- 36 36 REBEE 05
ENH2-1 25— 33 — Ny K1) 1% :
CK2-EWN25DP-125 | CK2 | ENH2-2 | 32— 40 —— | 125+ (Back boring dia. /2> 220 7,600 | 3,800 | TPO8
ENH2-3 | 39- 47 | 42— 47 REEE
ENH3-1 32— 42 —_— —) R
CKB3-EWN32DP-160 | CK3 | ENH32 | 41— 51 — 160+( Sk bormg dia. /2> 270 6,000 | 3,000 15
ENH3-3 | 50— 60 | 57— 60 REEE
ENH4-1 41— 54 — i KL R
CKB4-EWN41DP-185 | CK4 | ENH4-2 | 50— 63 | 61— 63 | 200+ <Back boring dia. /2> 330 4,600 | 2,300 25
ENH4-3 | 61— 74 | 67— 74 REEE
ENH5-1 53- 70 — N —) R
CKB5-EWNS3DP-210 | CK5 | ENH52 | 65- 82 | 74— 82 | 255+ (B & Boring die /2) 410 3,600 | 1,800 6
ENH5-3 | 78— 95 | 78- 95 REEHE
ENH6-1 | 68-100 | 90-100 , C o
CKB6-EWN68DP-240 ENH6-2 | 94-126 | 94-126 | 325+ (B borlng dia. /2> TC 11
ke | _ENH6-8 | 118-150 | 118-150 RiEH 520 2800 | 1.400
ENH6-1 | 100-153 | 107-153
CKB6-EWN100DP-240 ENH6-2 | 126-179 126-179 Rl B 10
ENH6-3 | 150-203 | 150-203 Ny 7RV
ENH6-1 | 100-153 | 116-153 | 7 <Ba%§%§g da. /2)
CKB7-EWN100DP-240| CK7 | ENH6-2 | 126-179 | 126-179 670 1,900 | 1,000
ENH6-3 | 150-203 | 150-203
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(Caution)
- Back boring must use Counter-Clockwise spindle rotation.
+ The boring range are the values for which TP08 insert with the radius of 0.2 and TC11 insert with radius of 0.4.
xThis mark shows the tightening torque of the tool carrier clamp screw for adjustable tool holder.
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* Use the boring head always under the maximum
allowable speed only.

* Since the maximum allowable speed is the limit value
in which the safety is concerned in the respect of
construction of EWN head, it is not guaranteed to
good boring with the maximum allowable speed.

* The rigidity of machine spindle and workpiece, the
length of boring tool, and the usage of extension and
reduction influence the condition such as vibration
and etc. Therefore, in order to actually determine the
cutting condition, please increase the speed gradually
starting from the general cutting condition, while
confirming safety.
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* Regularly apply grease into the grease nipple installed so that adequate lubrication of moving parts

* 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
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Grease nipple
BRI

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

avoid the grease from hardening. J—ZH(BK 1 GRG-02)

Grease Gun (Model: GRG-02)
JABREE (B S:GRG-02)
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Never overhaul boring heads. 1
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