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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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Only with SW cartridges type E for blind hole, 2 different cutting methods, “Balance cut” and “Step cut” , can be made by changing the mounting positions of 2 different SW
cartridges® on the SW head®.

Please make sure to set the proper SW cartridges on the proper mounting positions. If the positions are incorrect, proper boring cannot be achieved.
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) Mount the SW cartridge (D on the SW head 3. Make sure to align “A” on the SW cartridge to  “BALANCE” on the SW head.

) Adjust the cutting edges to the same diameter by rotating the Radial adjusting screw with the hexagon wrench provided.
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3) The scale on the SW cartridges helps to rough adjust the diameter setting. For fine adjustment, use a Tool Presetter.

4) Make sure to tighten the Clamping screws on SW cartridges, refer to the recommended tightening torque in Chart No.1.
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1) Mount the SW cartridge () on the SW head (. Make sure to align “A” on the SW cartridge to  “STEP” on the SW head.
2) Adjust the cutting edge of “S” marked SW cartridge (D to the final diameter.

3) Adjust the cutting edge of “L” marked SW cartridge (@ to half of the stock allowance.

4) Cutting edges can be adjusted by rotating the Radial adjust screw with the hexagon wrench provided.
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The scale on the SW cartridges helps to rough adjust the diameter setting. For fine adjustment, use a Tool Presetter.
Make sure to tighten the Clamping screws on SW cartridges, refer to the recommended tightening torque in Chart No.1.

1) BT B 2R ERAEOQ L, RIRN, EWRINEARNFQ EWSTEPENES I H ED LWENCHEE .
2) SESENE I R ENMTERETERIRMIER,

3) ELEME 7] K EE I T E R VRN —¥,

4) IS RS R A PIRIR AR, IR BEREINEE), WRHEEN T A ESEEBE,

5) IR EL#REHBERAE, EREHTNTERER, FEFTRTNIERN, BEANTI

6) EREEREQFRENHETFED, HEBEEFESER-1,

-1 Table1 %-1 e e .
~TEE | R [TIRTTR I- 'ZSEES CAUTION EE o
Head Model | Ti9MiEning foraue Pl 1 SWR—UYIAY RESERADKEICIEUTA— R wIDT—F 2 ISELDBHabElcEoTWa e |
ELES - R 2E N 1

(N“m) (mm) | FEERLIEE L,
SW 41 20 6 1 BULB. ANy RRFDOY—FVJDBALANCEECSTEPD™@A(C. A—hU Yy IDEY—IHEDTVNDEEE 1
SW 53 35 s 1 H—hUyYDHESEDENEES>TVET, :
SW 68 35 8 : Make sure that the boring head is always assembled with a short SW cartridge “S” and a long SW 1
cartridge “L” . If “A” onthe SW cartridges is aligned to both  “BALANCE” and “STEP” markings, an 1
: incorrect insert holder (O has been mounted and should be checked again. 1
I mmswhsskst, —EBWiINTIAE EWEE, SRESURLNGES. F—, JIAE EWeiE—EsS % :
: AR EMBALANCEENZHEEE S, H—ESSTEPENCHESMIE, TR EASZHIRN. I
R )|
Z DD TER ADDITIONAL CAUTION HEEREM

_A_,:ij;%'j CAUTION TS r= e e e e e e e e e e e e e e e e o o o o o o o o o o o o o o o o o o o oy

- NBFEIFEEDT S TAIUa LISHEER UEL

- Do not use a clamping screw other than genuine or
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attached one.

- Since the insert clamping screw is expendable,
exchange them periodically.

- It is recommended to conduct trial boring, because the
boring diameter may change depending on cutting
condition.

- For recommended cutting condition, refer to the
catalogue, ‘@I +[{A\ISFR CK BORING SYSTEM”.

- Ensure that there are no dust, damage and rust on
the part of CK connection, and clamp CK
connection securely.

- 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, consult @I for overhaul through your store.
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- 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.
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