BIG ChHivy— C-CUTTER

BIG DAISHOWA A=/=Y 517 Universal Type
K EiEAE OPERATION MANUAL

ZOEIR @I CHy 5 —LZN-FILELTEBENKDVAEL  Thank you for purchasing the @BIG C-CUTTER Universal Type.
EHCHIPESTEVWET, ZERANICHZ->TRVLTAEES Please read these instructions before use and keep them where
HAWELEE, ZERESNWDZAPVWDTHRZ I ENTEBIBRIC the operator may refer to them whenever neccessary.
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Insert Insert Clamping Screw (2 pieces)
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Clamp Screw (3 pieces) Lock Bolt

AEDREEAE TO ADJUST ANGLE
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Chamfering angle of the C-CUTTER Universal Type is adjustable by revolving the Cartridge utilizing a hex key (2.5mm).
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Loosen the Lock Bolt (1 position). 25TV (3fE) Clamp Screw (3 pieces)

@ RICBAFADI SV TRV NEBHTL RSV IS5V T UITREETT VI T
I A 7ZET EFBEDRRAEEDFTIDTTEFRLIEETL,
Loosen the Clamp Screws (3 position). Failure to do so results in damages.

@ BEERIFOY ORIV MRUT SV TRV REUSHD EMHIT TS0,
Tighten the Lock Bolt and Clamp Screws securely after angle adjustments.

5 ~45° DigE 45°~85°DiFE
@ 3HFRDT S THRIL NFHECH I TRE ([CH—EATHM I T RS0, 5°to 45° _ i 45°to 85°
(8) Lock Bolts should be tightened gradually and evenly. (®1 Fig.1)
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Position of the Clamp Piece and Clamp Screws should be changed according to the angle range. Refer to Fig. 1.
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Adjusted angle is read with scales on the Cartridge and a mark on the Body only as a guide. Precise angle should be
measured by a presetter.

@EROABEICLST. BX - B/I\DNLHEENREDETITDT

THELRZEV. (K2 K18%8) | oD1 | oD2 | L D | o [ obE || &
Max. and min. chamfering diameters vary depending on angles. 5°] 55 | 3835 1.2 50° | 240 | 422 | 10.8
Refer to Fig. 2 and Table 1. 10°| 73 | 347 | 24 |[ 55| 264 | 424 | 11.4

15° 9.0 | 36.2 3.6 60° | 285 | 425 | 121
20° | 11.2 37.4 4.7 65° | 30.7 | 424 | 125
25° | 13.0 | 38.6 5.9 70° | 329 | 421 12.6
30° | 15.2 39.6 7.0 75°| 349 | M1.7 | 127
35°| 174 | 405 8.0 80°| 369 | 4141 11.9
40° | 196 | 41.2 9.0 85° | 38.8 | 40.3 8.6
45° | 21.8 41.8 | 10.0 (1 Table1)
MIHEEARVLEHETHERTT,

EHELEERT )y 2B ETRAEL TSV,

Chamfering ranges and L dimensions should be referred only as a guide.
Precise dimensions should be measured by a presetter.
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AO—=7I9xA4FyvIOEDFIFAE  TO MOUNT AN INSERT
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Clean the insert seat with vacuum prior to mounting the insert.

@F v IJDEHE. AEEYIIRAEZETTVRVITHENTL 2T,
Clean the side and contact faces of the insert with a wiper cloth.
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Whilst pressing the insert lightly into the pocket tighten the two clamping screws evenly together.
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If one screw only is tightened the insert may move off its seating.
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Do not use any clamping screws other than the original.
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Ensure there is no clearance between the insert and its seating.

#EIZLEISZ{4ZX RECOMMENDED CUTTING DATA

RAENE | FEEERH EEX R SR $H 5% T3 AT LR
Clhiii Steel Cast iron Aluminum Stainless steel
Max. chmfer MAX. min-! location 9 v f v f v f Vi f
AN 50 0.1 40 0.1 80 0.1 30 0.08
c2 1,500
il 80 0.15 50 0.15 100 0.2 60 0.1
V : HIEBERE (m/min) . f : 1[EEEZ b DiXDEE (mm/rev) V : cutting speed (m/min), f: feed per rev. (mm/rev)
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The cutting condition of a coated insert is the same as that of
non-coated one. A coated insert can achieve better surface finish
in longer time.
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: - RAERND E7FBA HBAFVHIREZEE LTLEE0, In cases where the max. chamfering amounts are exceeded 1
' then the cutting speed should be reduced. 1
1

1 - gIb<FHRRWMEE P KEHEBDICIFRAT Y AED TN L Z Please use a step feeding technique where swarf is long or |
: FoTLIEE L, large chamfers are required. 1
1 - FvIEHGOE DD, YEHPHDOCERZSRED UET,. ;I'% _extetn_d insgr;(hlife plelaserfuse coolant. If an oil base :
1 T2, ST CORKAEDFERDEG S, FE, BENBALE uoricant Is used then apply surtace 1
| O, FHIEEI0m/min A FCRALC LS, s e riakof lgnion, " " order 1o reduce smoke and
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: - FFAEERHL ECERUEWTTZE L, Do not use at speeds above the max. mir". :
I pegd O—SBIDPRILYDEVEARE,. F5ERLEDY)  Cutting data may have to be reduced where there is a lack of 1
: HIRGZEEITMENDDFT, rigidity in the machine or workpiece. 1
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Il EXPORT DEPARTMENT
TEL (+81)-72-982-8277

BIG DAISHOWA SEIKI CO LTD
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