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Read the operation manual before use.
Consult the separate operation manual for Angle Head
also regarding the general handling of the Angle Heads.

BIG DAISHOWA SEIKI CO., LTD.
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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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The following indicator is used in this operation manual to signify points relating to safe
operation. Please ensure these points are fully understood and followed correctly.
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AR Should this equipment be incorrectly operated injury is possible to the

CAUTION . .
operator, or other personnel in the area. Equipment may also be damaged.
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The (EIG)AngIe Head contributes to the number of efficient machining by reducing setup times and
production processes, accepting automatic tool change and full adjustment of the cutter head direction.
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MODEL Fig L 3055 - SPEED RATIO ROTATION OF | WEIGHT

A 15 (INPUT:OUTPUT) CUTTING TOOL (kg)

WITHIN 30 MIN. | CONTINUOUS

BBT30-AG90-6-99 1 99 | - 6,000 3,000 1:1 #E#(REVERSE) | 1.79

BBT30-AG90-FT6-99 2 | 99| - 2,000 2,000 1:1 WiE#5(REVERSE) | 1.81

BBT30-AG90-CA4SG-164 | 3 | 164 | 645 2,000 2,000 1:1.13(&Z (acceleration)) | EE#E(FORWARD) | 1.90

BBT30-AG90-CA6SG-164 | 3 | 164 |67 2,000 2,000 1:0.91 (3 (deceleration) | EE#(FORWARD) | 1.98
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* Do not use the unit continuously at around the max RPM.

» The maximum spindle speed of the tapper type (FT6) may not be applied for themachining center that has time lag in feed at the
switch of forward and reverse rotation.

* NEVER exceed the maximum spindle speed.
» The maximum spindle speed is the limit value for safety from the structure. It does notguarantee cutting operation.
« For actual cutting operation, begin with lower cutting condition and apply the conditionthat is suitable to ANGLE HEAD.

|
1
|
1
|
1
|
1
|
1
|
1
|
1
|
1
* The tapper type(FT6) has a floating mechanism only, and no neutral mechanism :
[]



2. JEMEDb {7 MOUNT OF THE CUTTING TOOL
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(DRemove any flaw, traces of oil and particles from both the inside of the chuck and cutting tool shank.
(@After inserting the cutting tool, attach accessory wrenches to both the spindle and nut and tighten.
(®Please confirm that the tool is fixed certainly.
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* Please do not tighten it only with the nut. There is the fear
that the gear damages. Never fail to hold the spindle.

W5 vI\5A4 7 TAPPER type £ 1E DA IR2-MA
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(Dinsert a tap into a collet and lightly tighten the nut by hand. \ﬁ 77777777

(2Tighten two set screws on the square portion of a tap shank equally and lightly. ZINFHIT

(®Hook and tighten enclosed spanners on both of flats for spanner hooking and the nut. I'fllgtoskiﬁg Spanner

~ A\ THEE CAUTION s - s e e e e ey

- A7) A TRETER UTHO M T T2 DIFHEN C LIEWNT L FZE L

CEOMITT Y MEFICRINT ZRITTHRDMITT & FPEECEEDENDEIDT,
ENICULIENTLEEW. B F2ARDR/FTHERLTLIEEW,, oo NEBERIET v
FUIUIENTLIEE L,

+ Do not tighten a spanner extended with a pipe, etc..

+ Do not tighten the nut individually because gears, etc. receive overload. Always work with
two spanners. Avoid chucking on the flute of a cutting tool.
WE) )




BAEINI& A7 SMALL BORE type
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(DRemove any flaw, traces of oil and particles from both the inside of the chuck and cutting tool shank.

(@After inserting the cutting tool, tighten the collet with the Exclusive clamping bolt.(Fig.1)
And attach accessory wrenches to both the spindle bolt width and bolt and tighten.(Fig.2)

(3Please confirm that the tool is fixed certainly.
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(X1) (Fig.1)

(AG90-CAGSG)
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Bolt Width
(®2) (Fig.2)
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1 * There is not bolt width in the spindle of the CA4SG type. * Please insert screw, when collet is hard to remove. 1
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3. iIBROE Y EFHNFEABDAEFEZE ADJUSTING THE CUTTER HEAD THROUGH 360°
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+ 360 degrees adjustment for cutting edge direction is available. Reference faces are provided on both sides of head for easier setting of
cutter directions.
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(DLoosen the SIDE LOCK BOLT after ANGLE HEAD is mounted in a machine spindle.

(2Please adjust the position of the head case. Be careful to a cutting tool at this
moment. (Fig.1)

(3Tighten the Side Locking Bolt to equality with the "L" shaped hex key of the accessory.
(@ Check the accuracy of the angle adjustment with a dial indicator, etc. on the reference faces.
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(1) (Fig-1)
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+ Before adjustment; tighten the SIDE LOCK Bolt securely.
* Once again please confirm the direction of the head by using the reference face.
* Never exceed the tightening torque by using an extension.

4. 9vE>VJH%E HOW TO PERFORM TAPPING OPERATION
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(MSynchronize both of cutting feed and reverse feed with a pitch of a tap (feed = spindle speed x pitch)
(@The distance between the tip of a tap and a workpiece must be more than 10mm.
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5. {#5Ft&% MAINTENANCE

DOFURTwFICDULT Supply of grease
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I URDFENFEHHRD [CKIR—UYIVRTL - JUXAY (GRG-02) | . JURXIENOKZ U2 —/#& [ISOFLEX
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Grease is injected into in all models. Lubrication or disassemble is not necessary in normal use. Only for small bore type, In the case

that use environment is tough situation, regularly apply grease into the grease nipple so that adequate lubrication of moving parts is
maintained.

2 Please use "the CK boring system grease gun (GRG-02)" of our company product, with NOK CORP. KLUBER company grease "ISOFLEX NBU15".

(AG90-CA4SG) (AG90-CA6SG)

J)=Z A
(BX:GRG-02)

Grease Gun
(Model: GRG-02)

J)ZR=y 7). Grease nipple
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NEVER disassemble nor remodel ANGLE HEAD. Otherwise, repair becomes inapplicable.If disability of rotation, generation of heat,
vibration and other malfunction occur, contact BIG through the store where you purchased. NEVER disassemble ANGLE HEAD.

Q@EHBDIFE A long period of storage
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If it is necessary to store ANGLE HEAD for a long period and prevent rust after coolant is used, blow air into the locating pin, remove
remaining coolant out and pour rust preventive oil into the locating pin.

ORIARERODBE{ER Reuse after a long period of storage
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Push the locating pin by finger and check if it moves smoothly. If not, it is very dangerous
and causes malfunction on ATC. In this case, clean the locating pin.

frERHE>
LOCATING PIN

GOMIBEROEVDERFAE How to clean the locating pin
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1. Turn the locating pin while pushing it, and take it out of the key way of the indexing ring. Since the
locating pin is pressed by a spring, be aware of the locating pin suddenly coming out. Since a check

valve is built in the locating pin to prevent coolant flowing backward, be aware of the check valve
suddenly coming out in the same way as the locating pin.

2. Clean the holes of the locating pin and the body casing with a waste.
3. Assemble the check valve in the locating pin as in the figure.

4. Supply a small amount of grease to the locating pin, assemble the check valve and the spring and
insert in the hole on the body casing.

5. While pushing the locating pin, rotate it until the hole of the locating arm for the anti-rotation pin is
aligned with that of the body casing.




6. iiER$HTOvY STOP BLOCK
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* The stop block is necessary for ANGLE HEAD.

* The stop block is different in dimension and shape depending on a model of a machining center. Consult a machine builder about this
matter.

+ The position to which the stop block is attached is different depending on a model of amachining center. Consult a machine tool
builder about the position of attachment.

BRI OvIBER Reference drawing of the stop block
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* When new holes should be made on the end face of a machine spindle in order to attach the stop block, confirm to a machine
tool builder about the safe position where drilling and tapping do not damage the inside of a machine spindle.

* Ensure once more before use that the cap bolts of the stop block are securely tightened.

* The stop block receives cutting load. It is very dangerous to fix it insecurely.
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