














BMHow to adjust the cutting edge

1.Installation of the cutting edge adjustment screw

e|nstall (5) and (6) (adjustment screws
A & B) together on the cutter body.

eAdjust the distance from the top of
adjustment screw A (5) to the cutter
® to approximately 8mm.

eTurn the adjustment screw B (6) and
adjust it so that the square post head
is parallel as shown in the photo to

—_— ® the right

8mm

®adjust screw B
®adjust screw A

2.Installation of cartridge
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e|nsert the cartridge, and after gently tightening the clamp
@ screw, tighten the dispersion prevention screw (1).
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e\When tightening, secure the cartridge by pressing it
downward.

eUsing a torque wrench, temporarily tighten the clamp
screw (2) to 3N-m.

3.Cutting edge height adjustment

eTurn the adjustment screw A (5) and adjust so that the
height of the front cutter is -15um from the target value.

eUsing a torque wrench, tighten the clamp screw to 9N-m.




4.Cutting edge height adjustment (final adjustment)

eTurn the adjustment screw A (5) and adjust to the target
height.
*Caution: At this time, if the clamp screw (2) is in an over

tightened condition, the accuracy of the adjustment
function will be lost.

5.How to install the wiper cartridge

e\When installing the wiper cartridge (CR-MFAL9005R-W),
install it 0.03 to 0.05mm higher than the other cartridges
(CR-MFAL9005R/7505R).

Wiper Cartridge
(CR-MFAL 9005R-W)

0.03~0.05

— CR-MFAL9005R/
CR-MFAL7505R

BCutting data

OIL PUMP COVER LAt

Ve=792m/min
(n=4000min™)
apxae=1~2x50mm
Vf=600mm/min
(fz=0.038mm/t)

Wet
HS-MFALO63R-4T-M-SF
CR-MFAL9005R(KPD-A)
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HS-MFAL < Cutting time reduction by 60%

Competitor's cutter Cutting time: 100 sec.
Competitor's cutter (User comments)
263,3 edges Cutting time is shortened by approximately 60% and tool life is also extended by
Ve=400m/min (n=2500min'1) 20 times for carbide. Productivity is significantly improved and machining cost is

apxae=1~2x50mm greatly reduced. Surface roughness also improved (Ra=0.12~0.15um), compared
P N . to competitor's cutter (Ra=0.7~1.0pm) High speed and high efficiency machining is
Vf=400mm/min (fz=0053mm/t) possible even with BT30

Machine: BT30




@®Do not use at rotation speeds exceeding the maximum rotation speed stated
in this catalog and on the unit body.
Inserts and other parts may fly apart or damage to the body may occur due to
centrifugal force.

@®Be sure to set the actual operating speed within the recommended range for
the insert being used.

@®\When operating at high rotation speeds S0 10401/8821
(10,000min™" or more), perform balancing Max. Revolution(min-) (JIS B090S5)
of the tool body and arbor combination

according to the reference values in the ~20,000 G16
table to the right. ~30,000 G6.3
(Cutter bodies with our assembly..have 80,000~ G2.5

been balanced. In case of cartridge
replacement by the customer, readjustment of the balance is necessary.)

®Never use with a reduced number of edges in the cartridge. (Be sure to
perform balance readjustment using a dummy cartridge.)

@®Do not use more than two wiper cartridges. (Install in a symmetrical position.)

@®Never use a cutter body that has been subjected to an accidental impact.
(There is a danger of damage to the cutter body.)

@®Use an adequate safety cover or other protective measure to protect against
the possibility of the cutter body, cartridge or other components flying apart.

@®Workpieces should be non-ferrous metals such as aluminum. Do not use for
cutting of materials such as steel or cast iron.

@Since this tool has sharp cutting edges, there is a danger of injury if directly
touched with the hands. (Please use safety gear such as protective gloves.)
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