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Angle head factory inspection report

7 AN 0.003

Maximum permissible

AR AR

]gﬁgilgion key point Ffij(_fﬁi‘kto‘ooﬁ |
BT404 ¥ /Length=18 Maximum permissible
BT50% £ /Altitude=28

HSK63AE £ /Al titude=28 L ‘

2B 4 tudem EHEEL. TiEmI
HOK100A /Al titude=2 Positioning ring screws:
can not miss processing

: ES ::::Iﬁl 4B R
REARLED =10 - BB Ak

5 Seal ring spot check
ARER. ZxEE

Spot check of locating pin G HEREL f A
SCrews M Check the
Tnspection requirements: in ! tightening ring
stallation in place € 0 SCTews

\. J

R

Product appearance inspection

BREX. TRHLIEFM
Inspection requirements: no
bump, no scratch and rust !

oor|oa

BAAF0.01

Maximum permissible

BAA0.005 FAAT0.01

Maximum permissible  Maximum permissible

BEFE. DKO+EABREF N H R
KA. 2023510715 B REVME &
éﬁ% % . DK90—20231001009

TARE. AELSHE A4HER L

%L\J‘M%%/Detection result ﬁ]ﬂ“ Jlgl/lnspector H /ﬁﬂ / DATE 1% % / Factory number

o D gpp O

Eligible Disqualification




minnE

Dard Test Table
BB A RBRE 5 EE HE  y/x
Inspection Items Inspection Methods Permissible Deviation Determine
By S
Milling Head Model
NWRE S
Shank Model
EMAREE BT40 1=18  HSK63A H=28
Height of Positioning
Key BT50 H=28  HSK100A H=28
E {i[E 48 &%
Locating Ring Screw
< o ot S
Ay & ER TR
Positioning pin screw Whether it is
installed properly
R IR
Clamping ring screw
gl
A el L :
Free from scratches, No visible scratches *ﬁ?ﬂ“ &ﬁ

Cosmetic Inspection

dents, and corrosion

Inspection Data

TI A Bk zh <0. 003MM <0.003
Shank Runout
ikBkEh
Shell Runout
FEE <0. 008/200MM <0.008
Housing Runout at
Different Rotational Speeds
50 rpm <0- 01MM <0.01
500 rpm <0- 01MM <0.01
1000 rpm <0- O1MM <0.01
EHE
Perpendicularity <0.01MM /4D <0.01
D<<0. 005MM <0.005
KIFHEE
Clamping accuracy
4D<<0. 01MM <0.01

HIE VLA

Remarks

B/ iRFH MBS FL

Complete range of wrench accessories with matching models
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7 AE0.01
MAX

#A(E0.005

R ALE0.01

£ 150,005
X

%Jf/ﬁ\"] %%/Detection result

H# / DATE

7]&% /)U'J )lgl / Inspector
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Product Description
BER—MHLRMY, TUARRZERELETIARE ORISR PO AE
MITH. RFE ORI THERAIEARAMIENMNT. AEXE ZEHTHE. 8
RE. Kt AFFNWM LRSI, ERAELATFRTINREEMAT LG KREMITE
EfRSHEN Y, F—ERESELEELUSTERNMIEUSEN, FEmbITHESEREK. 2
ESMLAEEMYE. AELFERTINEENMIFL , EK ZIBEKRE.

The Angle head is a machine tool accessory. After the Angle head is installed on the machine tool, the rotating
center line of the tool can process the workpiece at an Angle with the rotating center line of t he spindle. That is, the
processing of the four sides can be completed without double clamping of the workpiece. Angle head has been
widely used in aviation, automotive mold, wood, stone and other me chanical processing fields. The use of Angle
head can increase its processing range and adaptability w ithout changing the machine structure, so that some
processing difficult to complete with traditional m ethods can be realized, and can reduce the workpiece repeated
clamping. Improve machining accuracy and efficiency. The Angle head is mainly used in vertical or horizontal

machining centers, boring ma chines, planer milling machines, etc.

) ST
1) S S, WA, ME. A 8. RE. .
2\ EBREHRS: WKL, IHD. WER. MESIE.
3. BmES: EERRR, AZA, MMTERL.

Angle head classification

1, according to the structure: single output, double output, four output, adjustable, tilt, offset, non-stan dard.
2, according to the clamping method: simple clamp type, tool handle type, side solid type, FM f ace milling

cutter type.3, according to the installation: fixed bracket type, flange type, four nail connection disk type.

RS
1 BELIH, —REM, BIREE.
2 RBETH, ZEMI, RESWE.
3\ MM A, B, FLETEERENMI.
4\ FlpFlWARESRtFHEAREXMT.
5. FHEARmERNEAE ML,
Angle head characteristic
1, precision workpiece, once positioning, to ensure accuracy.
2, large workpiece, multi-sided processing, improve efficiency.
3, the inclined Angle, surface, hole processing at any Angle.

4, the hole in the hole can be offset or seven font Angle head processing.

5, inclined groove can be offset universal Angle head processing.
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1E8%, FEVNARSH,. B, 85, 7. B, R, 7] aEEAsR ( BT
.NTHSK. CAT.DAT....) . BlAAi% (2EENEMPOHEAREES) « FHINE, i
ZBENM, B ARFHEER, RATIEAFEZ. JIERE, BEEEx3#T], TNIERTFRAKE.

2\ RE, BmELSH, mJJEFESR ( ER.SLC.BT.NT.FM.C....) . %5i%&RPM
 HEEAEIA R (AE. W4, M%) &,

How to choose Angle head

1 First of all, find out the machine parameters, brand, model, vertical, horizontal, spindle type, spindle tool
connection mode (BT.NT.HSK.CAT.DAT....) There is no coolant (whether it is supplied from the spindle center
and its pressure), spindle power, spindle torque NM, maximum spindle speed, maximum tool carrying weight,
tool library type, whether the tool is automatically changed, and the maximum length of the tool is allowed.

2. Then, check the parameters of the Angle head, such as the tool holding mode (ER.SLC.BT.NT.FM.C....) RPM

, torque cooling mode (no cooling, internal cooling, external cooling), etc.

AELEREEEM

1. AELEGEATERESERALA, SRIBLOEFMZRE, TERESIIEFRM
NBU15 jiEighE CF: AELEI{E80/NIFEEIMNGRIBAHITIEG) , I T mFLIZES R
MmN E &L R mARR AT

2« —HREWIERTEMEZENBE RS RIEN 75 % iE.

3 .\ AOEZZACENSAELEEN T BERSY, ESHATHEETVESH
KREMHEESRE, HETREERERE.

Note on the use of Angle head

1. The temperature of the Angle head will rise greatly in use, and the lubricating oil in the gear part is easy to
disperse. Pay attention to adding gear lubricating oil in the production process (note: The Angle head needs to
lubricate the gear part every 80 hours), and unscrew the oil injection hole bolt and add about 5 ml of oil to the oil
gun.

2, it is generally recommended that the speed does not exceed 75% of the maximum speed limit during normal
operation.

3, the standard flange has been solidified and the T-column size connected with the Angle head, but the
connecting part of the machine spindle needs to be matched with the mounting hole of the machine spindle, and

the connecting disc is configured by itself.
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Product Features

The Handle Input Mode Is Available

JIRe%E N7 2ABT. NT. MT
. CAT. DAT. ISO. HSK .
CAPTO. C%

Output mode: Collet chuck

5 FEER. 0Z. DC
SLC. 7:24 f49J¢. BT
NT. MT. CK. FM. SL

Filling in

iEHFL

Collet chuck

hnyE NBU 15 JHEIE S
NBU 15 Grease
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Foundation shank

| o |
=:m.)

[E] 7E ¥ 40 SR 1R 42 4
Retaining ring
locking screws 4

E i FR
Locating ring

10 2
Grip ring lock [l

screw 2
)

%R :

Graduated scale

ERFE e 5 U 18 £

ER collet lock nut

Filling in

EBLE S
Locating pin 5

[ w
el

| R

Locating key

BB IR ST SR
Hold the ring
brack.e_tI

-
7E 1oL £ i 5

hR 22 >

Dowel locking

screws 2

J

B

Calibration hole

RIEEER

Calibration datum

’
SENAEMNLAERARANRFEE,

AEEitMHME D, BeiRpihie

0 When locking the tool, two wrenches must

be used to lock it, so that the output shaft

cannot be stressed to avoid damaging the gear y
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Circular locking screw

i)

FErRAERATHERE
Normal Angle
adjustment locking screw

s

BERAAREER
dq Circumferential
direction reference
plane

ZEAmEER
Reference plane

in the normal
direction

1T HEEBERATMREEMEAEBEEE AT MEERL
First, calibrate the circumferential direction to the required Angle and then tighten
the circumferential direction locking screw .

2BRBELRFMRAREMTAE, FURZNAENERY

Then adjust the normal direction to the required Angle and tighten the normal

Angle locking screw
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Angle head installation method

NI 7E I/ L $24

Loosen the screws before installation

2+ JB[HES L RA T 0l B (58
BLPUL I B AEA T B HUR TN
EVGOE DAL ®)

Install the fixed block on the spindle and lock it
(the positioning block must be installed in a

position that does not interfere with the grasp of
the manipulator)

3. EHIMI9BIUE, FF 2Rk
JERLAER 22 5 S B4 TN 1A
Lock the spindle M 19, then install the Ang le

head, and rotate the positioning pin to the
positioning block as shown in the figure

4 AREAAHAEHERIER N B 3)
) L3 8 5 e A RS ARG
Let the positioning pin automatically slide

upward under the action of the spring and fit
the positioning block card slot

06




5. PURE IR
Lock the positioning pin screws tightly

6~ BERCIFEEPHE “v 7 Rz
LIEFFTIEB, FRIRIRZ
Rotate the fixing ring to align the V-
shaped line and lock the screw asshow n in

Figure B

7~ TIAE L AH R R B AE LR,
Eﬁ%ﬁﬁ > 1mm T EZRE

Confirm that the positioning key is
removed from the positioning ring, and the
separation distance is > Imm

suspended state

nAKE:

As shown on the right:




8 T A K TI, i E E L R AE

TR TE RLAY SR 5 PR 22 T I

Remove the tool handle of the Angle

head, make sure that the positioning card block

can be placed into the positioning
slot, and then install the tool handle again

v CRE TSR A B ALBERL 2 L
A

Insert the mediation rod into the pin hole
and rotate to the processing Angle

?

l||||||||||||||||||||||u|||||u|||||||n||||||||||||""I'
30 20 10 0 10 20 30

11~ AR IEMFAA A 3 R 22

Lock the screws after correcting the Angle

08

10~ FHEEEREE T 2

Use the table to correct the tool Angle

12+ PG FRRRIN A TR o R
TAIBUE, TS e Al A Al
IR R e T R 58 i

After locking, confirm the Angle again, relea se the
spindle lock, manually rotate the output s

haft to confirm that the spindle can rotate norma Ily

without interference, that is, debugging is co
mpleted



XTT10 0B /" Tool setting procedure

Xt TR R

Z Cutter origin

Z%h337): JIEIRESZ% L EER
, AR ETIBRF R ARSI A
G54 Z¥F

Z-axis tool: the bottom surface of the tool is in

contact with the upper plane of the Z axis,
and the Z-axis - tool radius is the Z-axis origincopy
number in G54 Z numbers

Yihxt7): JIEMESYHFEEZR,

Vil ETIBF R AYVHIE S 8T XslExd 7). JJRimmE S I HRmEE
G54 Y F AR, HHTEGSA XEF

Y-axis tool: the bottom surface of the tool is in X axial tool alignment: the tool face contact with
contact with the upper plane of the Y axis, and the the workpiece surface is the origin, the copy

Y -axis tool radius is the Y-axis origin copy number number is in G54 X numbers

in G54 'Y digits
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- éﬁ%‘i?‘%ﬁ“ / Programming case

00001

G17G40649G80 REEH

M6T1 Bah#TITl (E=AAERAHBE3#T))
N10(G19-END MILL-12MM) —————  G19 ZYFE, JJEH&h, X%, MRSt I3 780
G17G40649680

G91G28Z0

G19G00G90G55X-100. Y-100Z100. — ¥ BG5S T4 Bakw, ZYHliENL

G43H01Z20. S500M3 JIEBEAT JIKANIE, £ 8L RFEM04, FBEKIER:
M03 GOOY60. Z-15. ZYH eI Z T TR E

GOX-10. XaETIRGEME (JJRA)

G01X1. F150 ZRHIR B 1o

Y-60. Y BE Hl < B 120mm

GOX-100. XahiR 7]

69162820

M30

%

00002

M6T2 Bah#IT2 (BEXAEAHB31#T))
N20 (G18-DIRLL-10.2) ——————— G18, ZX°FH, JJRH, Yhi, BEATHTL
G18G40G49G80 REBUH

G91G28Z0

G18G0G90G56X0Y-50. Z60. ———— AMEFHG56 T4FMEds, I TFLENL

G43H02Z20. S1100M03 ————————— TIE BT TI AN E

GOZ-15. 23 F#%—15mm

G83X0Y20. . R-5. Q2. F120 —————— 5FLTE 4683, VA4S FLIRAEE20mm, YHEESFLEE—FL
X30. XM 30mn , YihEEFLE —FL

X60. XaE#30m , YHESFLE =L

X90. XA A2 30mn , Yih4sFLE g7l

GOG80

GOY-100. YahiR 7]

G91G28Z0

M30

%
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M6T3 B 3h# T3 (B =AM LA A B 3h# 7))

N30 (G18-TAP-M12%1. 75) ——————— GISZX“FIH, JIEBHYH, #HTHF

618640649680 REEHE

G91G28Z0

G18G0G90G56X0Y-50. Z60. 8 FHG56 LA B, I THLEhL

G43H03Z20. S200M03 JIEBEAT JIKAMNE

GOZ-15. 23 F#%—-15mm

M295200 B4 RIMEBCF

G84X0Y12. Z-15. R-5. F350——————— BUF 84684 (R¥¥G74), YHIBCFREE12mm, YH
BFE—fL

X30. XHP#30mn , YEIBOFE 7L

X60. X F#30m , YRBFE=F

X90. XEF#30mm , YRHEOFEIUFL

GOG80

GOY-100. YR 7]

69162820

M30

%
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AEXEMRFMELCESHNE

BFA

EERBe R /

TENIREZ 22

*uE

ENDBREZRE TR (1)
A 103 p 110 c 165

G 23 H 8 M 130

N 6XxM833% IRLLNE, PHBE
FE=REEETERMHEL QXEDRY
L 160 p 230

Q 190 N2 8kM12

IRLLINNE, D HHUE

L1

[] CAPTO ] NT [] HSK
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Precautions for use

v A ESRAR il i i 4 S (o DR R IR 22
2., RAAARY.

1, The Angle head before installation need to check the fixing bracket locking screws,

, EAAHIRZZ, [EEMBIER IR

positioning pin screws, fixed Ring lock screws, whether loose.

2+ R [ RE BRSO ATLR 2 Al i 1 22 25 AL A A ARG

2, Check whether the fixed block and the machining machine spindle end face
mounting hole match, if not recommended Direct use of rapid positioning system.

3. ML RIRRAIEEESL, FEHEC AR BT G — i R IR,
3, Before processing need to correct the reference position, the reference position must be

locked after correction.

@ BN IR 22 B AR L
Whether the screws of the positioning pins are locked

@ FEI IR AR

Whether the grip ring screws are locked

(3 B FLHIRLZ AT PR
Whether the fixing block screws are locked

4 EBINT2/NE, FEENLSH, BT 1B R .

4, Processing 2 hours need to stop for 5 minutes to prevent gear bearing overheating.

5. AT EERESIMEEIE (NBULS ), HMHETEAN. (BRI
Ll v ik )

5, The weekly need to add lubricating grease, oil gun injection.

6+ AT B 2B M DA R AP AR (UK RIS N, A
I BERMGHEIBFRGE N, ARE ML ER RS A, B ORB AR A A e 15
TR ETE )
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6, Need to do a good job of rust protection when not in use. (If not used for a long time, it is
recommended to inject 10ml of protective grease into the Angle head at low speed to ensure
that bearings and gears are fully lubricated)

7v TR T AU LA A DY TR RE 2 R B

7, It is strictly prohibited to install and use four-sided rapid positioning system fortool library

machine tools.

B2 A SRR B IR O3 AN B EF I AR T T
HAE.

8. Do not process when the positioning key is not removed from the fixed slot of the fixing ring

after the installation of the Angle head.

O TEERERAE N DAL S, b i AR A Sk RUR SO R A R T T
HE.

9, It is strictly prohibited for the operator to enter too high speed, and it must becontrolled

within the tolerable range of the Angle head Line processing operation.

10~ JPEERIEATMEE LA, BT kMool R IR 5 R SR, A
LRREHE S

10, It is strictly prohibited to vigorously knock the Angle head housing to prevent the deformat

ion of the Angle head housing causing bearing,Input, output axisdeformation.
1 AR EN R T3S i E — g, TPy 12 80 A0
Ao

11. Before installation, a buffer should be placed under the spindle of the machinetool to
prevent errors from causing angles The head hurts people.

12~ JTPEAF SO BRI, ARIE M I 1) TTRF AR A T F e

12. When the knife stock is placed at the Angle head, the knife clips connected onboth sides
can not be stored in another tool.

13 AEHARESKIY, RIS PR A B Ao S L Bl A S LRSS

13. When using the Angle head, it is necessary to keep the input base handle and the Inner cone

hole of the output shaft clean at all times.

14
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Packing list

I

A SLBYS /Model :

=

4

& SL# =/ Quantity : “/PCS

j:)i %E gé g_—:ﬂ/ Wrench Type -

]

/:'_Ei;% g‘é@/ Fixed block type .

1% FH 'Io%, EH / Instructions for use . _1ﬁ/ A copy

A2

Zé 7|‘-§ A J'Ei/ Packing personnel :

@Eﬁﬁﬁ/ Inspection stamp:

i HEH: £

0
M

Date of production

15



Rk £

Warranty card

Elﬁl:l :;:FQFI'?/ Product model -

—\‘—I:Ié

A ,ﬁ %/ Product number -

}Jﬁ\'f% HTJ- I\E—l,l / Warranty period - ||:|:|I }_ E _-/EIE/ One Year

}ﬁ{%%ﬁi/ Quality assurance unit -

EF: 1% EE,'IE/ Warranty telephone -

II:J4—IS A[‘,'A \_‘L%)
Inspector
5T HER: # A H

Date

IZARERE . <0. 01mmAlL RIS EEFRAN

Comprehensive accuracy: < 0.01mm machine accuracy excepted

= =
Seal

16
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Haiwan Seiko Focus on service

in LIAEX - mRIE
AR  mmR R
Seiko fine cut Quality commitment

Huhl: VL7598 & 2T A0S 125 f M 2
g L0 (RS 1)

Address:No. 12-10 Shenzhou Manufacturing Park,

Beixin Road, Changshu City, Jiangsu Province, China
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