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QUICK-CHANGE
WORK HOLDER sYSTEM

5x7130] cHSct ¢33 "= A|AH-!
Workpiece clamping systems for 5-axis machines
ZH|AIZE, IS AIZEHS EH5510{ M4t TAE [HE CI2

Rreduced set-up time and machining time
lead to drastically reduced production costs!

MS T corporation
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[ woRrK HOLDER 0.5

g

AEgo|E 2= CiEHY ZH=
Parallel clamping Dovetail clamping
1 =l S o o
FYES Moz 2 W2Y TJte] MEHlgs Mz
Quick-Change Work Holder achieves superior Cost savings when working

accessibility thanks to its compact body design. with expensive materials.

=5 3oz TLM I Jis
Achieves ultra-rigid machining thanks to its strong clamping force
300 ABMAE(QI®) Thrust force

>

)| 6300N

A EIAE (B2 IH3)
Cutting test(Drilling application)

3T L9 25 =F =2 m

Cutting tool Dia.25 Carbide drill

3™ rom 1 1273 min

Rotation speed ¢ 25

o5& : i _
CI2H o 190mm/min 20 P4 HSK  CiEEY Sam g
Dovetail Two face contact Dovetail clamping system

HSK 6llE HEAD 0.4
1= 1 O] ES =
interface
|
[ . _— HSK-A 40
o3 22t & ' -A 63
T 0| HSK-AE & -A100

We have adopted the world standard HSK-A
type, time-proven tool holder shanks for the
interface coupling between the work holder
and the head. Superior bending rigidity and
positioning accuracy are achieved despite
the simple method of changing holders,
which makes also automation possible.

2M 75
2-face
contact

L |
W vsT



p. 6

HEel ZEZ 913 209
Elo|nf &3%= FE
ZO{FLCh

The center bolt clamps
the workpiece from
behind the work holder
taper shank.

(O ==t
Center bolt type

L= = ]
&Cle| 2EE &8 0|83t0
2EZ mo{FUch

Bolts clamp the work-
piece through the work
holder bolt holes.
Tapping is required on
the workpiece.

@ZUX| EE w4
| Flange bolt type

=0 2 &8 ok3skn
1= Boiel @ 28 0/83t0f

2EZ mo{Fch

The workpiece is
clamped using the thread
on the work holder.
Tapping is required on
the workpiece.

CHE ZCfof 2tolME
AtBetH 24 35
Zatsts A&k

The small workpiece is
mounted using a riser
with a large diameter
holder.

@zEto|ME AlE
Using a riser

Z=HX| Ol 2E
Flange mounting

b2 H3 wEkal 2| F FH|

Quick workpiece changing and off-line setup

Alo|lE A3 R
Side screw

HiO|A
Vise

Z2 . 2YE
Light weight, Compact

23 =4 wae HR[StZ Zhchs| Q& Ut 2o FH[DF Jtssho|
2ol oj2] Y3 E #3 200 MY E2AIH HIZ ChF Jt3S &5t USLICh
Easy work holder changing us-
ing just a wrench.Off-line setup
is possible, so you can start the
next machining quickly when the
workpiece is mounted to the work
holder in advance.

nHY A% B

Zd2ko|7| ufzoll 71 Elo|E2
fee Faz2 24T UAFLHCL

Blo|E2& J|20l= 557150l = H

==z
S

Hollow

-

gt

>
The load on the machine il
table is minimal due to L
its light weight. Short
It works for 5-axis machin- Compact

ing, where the table tilts.

J|&xtol| ofet J|=AtH e HSX| k&L ch Skilled operator set-up adjustment is not required.
‘ 3|7 ek S|™ Wake| INE x| AN EX| Z2HE ALESHo]
sy uwe|0.5u | Rotation LVOOM | w= 2 siciépy mxs s siauich
Concentricity ‘ direction You can easily offset the £
S L : rotational direction position.
_ I N ,*,L,ijT < L —
Z% s — | cect
Z-axis direction b L - -t o "~  BLUM
(W) A 40 40 IME Ex| =25
L A B3 63 High accuracy
touch probe.
/ AT00 100 TC50/ TC52

L |
W vsT



S'IIE Head

owd 2= =

Manual clamping hole

. H
F125H34 —-AB63—-70
=2 kN | HZ HX[ALOI= [HEHZ ESNm| O
= = =2 -
CODE H [¢D1|¢eD2 H1 G P.C.D CTIam;;ng Size of clamping Clamping
force wrench torque
F100H21—A 40— 50 50 50 | 100 | 256 | M 6x30 | bb~ 85 10 3 4 1.7
F1256H34—A 63— 70 70 80 | 1256 | 30 | M 8x35 | 80~100 20 5 13 3.8
F200H53—A100—110 (110 | 125 | 200 | 50 | M12x50 |125~160 30 8 40 13.9
maM o OfEHE
HEEBEZE  oTHE x| *xYEEXAIN
=[] o MEo|= oY 2= F0| ZREHCH
o MEEE glS = OHEIS ALSSH FAR
o 7|H| Hlo| 20l %= EHQI HE S MEELCHL 2ols FAL
W FelAtg o ARSI LIALRE 2T} 8.80|4 ¢ MEES AR FHL

M Option e Adapter
M Standard e T-handle wrench ®Fixing bolt x4 pcs.
accessories
M Note e The manual clamping hole is required for mounting.
e Consult us about the custom-made products for your machining table.
Ml Caution eUse a bolt with more than 8.8 strength classification.

O{EEl Adapter

5 M|

Sl o=
st 9l

sl=AgdE J1H ElolEo
Mol I Ho| =0

A0l AR FAUAIL.,
Sr50{ FIPIE Jh5e BYZ AxYE Fulsof YUSLICH WS OfgEl MAE JHsEoR elefulzic

e Use the adopter, when you cannot mount it.

In the case where you can’ t mount the head directly to your machining table, please use this adapter. We can supply an adapter
blank that is customizable and also manufacture a special adapter just for you. For more information, please feel free to contact us.

X HE &= Atol= | O
CODE Fig.| T oD | oH G1 Ga P.C.D ﬁgglécsaiglee
F160H32—A 40 1 20 | 160 | 32 | M 5x20 | M 6x20 80~1256 A 40 2.6
F160H50—A 63 50 A 63 2.4
F200H32—A 40 25 | 200 | 32 | M 8%x25 | M10x25 | 100~160 A 40 5
F200H50—A 63 50 A 63 4.7
F250H50—A 63 | 2 30 | 250 | 50 | M10X30 | M12x30 | 140~200 A 83 9.4
F250H80—A 100 80 A100 8.7

Fig. 1

1
]

ﬁ"—‘ 2’-":?

-—_ . -

i S

W FoAME  eAlEst= LHAMR= 20} 8.80(4kl
HMES ALEsH FHR.
H Caution eUse a bolt with more than 8.8

strength classification.
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CODE H H #C w Ha G sw
A 40-DOC 17.5-55 55 o5 30 175 M 5 P 0.4
—DOC 25 -—-55 28 40 25 M 6 5 0.6
—DOC 35 —55 o5 50 35 0.7
—DOC 50 -—60 60 30 70 50 M 1.2
A 63-DOC 25 —65 65 27 40 25 M 6 12
—DOC 35 —65 50 35 1.3
-DOC 50 -70 70 30 70 50 5 M 8 6 1.8
—-DOC 70 -—75 75 35 100 70 M10 8 3
A100-DOC 35 —70 70 27 50 35 M 6 5 33
—DOC 50 -—75 75 32 70 50 M 8 6 3.8
—DOC 70 -75 35 100 70 M10 8 5
—DOC100 —85 85 40 140 100 10 7.7

A3 J1E &M Procedures for machining a workpiece

DG@»

<
S
O™ 32 HEHY e @UEHY M SHFD, Cheks| @=Lest HEHY hWEES
JlZsh|ch =2|5104 jl.—l—ol‘[_lE'» Hctstoct

Pre-machining male
dovetail on a workpiece

Combines dovetail, Cut off unnecessary
tightening and machining portion

W01 ‘ EEED

Holder type h h2
m£01 he poc 17.5 25 05
457 6010’ DOC 25 35 0.7
L 02 DoC 35
DOC 50 55
DOC 70
DOGC100 105




e

o

Fig. 1

o
xI uI'T'_'E Flange mounting

A -
CODE Fig.| L | ¢D ¢D1¢pD2¢pD3 ¢d hi1 ha| T T2 T3 (¢d2pd3 G1 Gz
A 40—FP 40—-35 | 1 |35 | 40,32 | — - 25 | 12| 4 |[M4Xx 6 - — | — | — | MBX15|M4x 8|03
+0.053
—FP 63—40 | 2 | 40 | 63 50 +0.020 M5 55 M 6x20 0.5
A 63—FP 63—45 | 1 |45 | 63|50 | — — 40 | 13| 5 |[Mbx 8 — — | — | — |MIOX20 | M6X10 |0.9
+0.064
—FP 85—50 2 |50 | 85 73 +0.025 M6 6.6 M10x25 1.2
—FP110—55 | 3 |55 |110 95 MBX 9|M 8 9 |M10x30 1.7
A100—FP100—55 | 1 |55 |100| 85 | — - 70 |17 7 |[M8x12 - — | — | — |MI2x25 | M8X16 |3
+0.076
—FP130—65 | 2 | 65 | 130 115 +0.030 M8 9 M12x35 4.2
—FP160—-70 70 160 140 M8x12 M10 11 |M12x40 5.3
BEM e2l0|M e2X| AYT P = — — e ——————— —— - A
HEZ 828Z oME 2E(G1) X1 eME AAF(G2) x37H - . . .
o eMBAHY Z2E(n2|RE l\/|5)><3-;)—-| : #132 X|5 workpiece dimension :
(AB3—FPB5—-50 / A63—FP110-55) Y2 RoIL} AL KBS Telstol AN HIAE IS SIS FABLICH
et M6 2 ARE ABES YSUIC I : - : I
muT oME ZEZ 9|32 Samal) AlE ADE G22 AR | We recommend carrying out test cutting in advance taking the |
oAb ALt LIAFE S 2 E o 8.80[4k0] MZS AFRSH A2, | workpiece material and cutting force into consideration. |
M Option e Riser e Positioner bos | H=3Ds 1
M Standard o Center screw(G1) X1 pc. e Set screw(Gz) X3 pcs. | e |
accessories e M6 special small head bolt(the head diameter size is the same as the M5 -!
bolt.)x3 pcs. | : |
(AB3—FP85—50 / AB3—FP110—55) | I |
%Regular M6 cap screw doesn't fit. v | W=1.4Df
M Note e Use the G2 set screw when you use the center blot to clamp the warkpiece. | 1 W<=2Ds |
H Caution e Use a bolt with more than 8.8 strength classification. | I |
| ] |
! R — |
L o e e o e e o e e — — — — — — — — —— — — — a4
21Xl ZET Positioner bos
4l 9%l BHo| WRE w ALSFLICH N
Use it when you need centering. Work
CODE D o A ‘ —— :
#Da | ¢Ds | |1 Svpe P
IR1I5—A 40FP 15 25 A 40 0.05 Ds Set screw
0 Da
-0.027
3 ~ "
IR25—A 63FP 25 40 A B3 0.1 ‘ 7777777777777777777
Boas T[ l_| H ;
IR40—A100FP 40 70 A100 05 - T S QT
_8,039 ﬁomer?ype HL | Chamfering surface
WHlD otle| 2E2 o DHSMR.EN WA Woy B — g

AZHE HE ATR2 DN L.

B Note eAffix it with the cente

r bolt.

When you do not want the workpiece to rotate,
secure the chamfering surface using a set screw.

L |
W vsT

HE 2E
Center screw



20| Riser

CODE Fig.| 9D @¢D1| @d |H1 |He | H | T G G G B Etal e | e
ig.| oD |¢D1| ¢ 1 2 1 1 2 3 = The adaptation of the | [
Holder type o aiec o
RS—A B3—A40 | 1 |40 /32| 25 |12| 4 |50 | M4xB |M 6x20 | M4x 8 | M5X16 | A B3—FP 63—45 A40 05
+0.053
+o.053 —FP 85—50
—FP110—55
RS—A100—A40 | 2 |40 |32 | 25 | 12| 4 |60 | M4x6 |M 6x20 | M4x 8 | M8x25 | A100—FP100—55 A40 15
+0.053
+o.083 —FP130—65
—FP160—70
RS—A100—AB3 | | |63 |50 | 40 | 13| 5 |55 |M5x8 | MIOX20 | M6X10 | M8x25 | A100—FP100—55 AB3 17
+0.064
1595d —FP130—65
—FP160—70

Fig. 1 Fig. 2

& 2E(G3)
ME A~3F7(G2) Connecting blot

Set screw

WEE BEE JME EEGHX 1M
oME A3F(G2) X3
o 1FE EE(Ga) X 3H
| L:]pe) oMEf EEZ 9|35 SYU=S ufj ME 23F
G2E AHEsHM 2.
FolArgt oALBSHE LA RE ZET} 8.80[4 0l MES
AtEsl FAHIR.
M Standard  eCenter screw(G1) X 1 pc.
,,,,,, g A\ i . 8CCeSSOries eSet screw  (G2) X3 pes.
{ il ‘ *Fixing bolt  (G3) X3 pes.
: T T~ e e — H Note ® Use the G2 set screw when you use the
center bolt to clamp the workpiece.
M Caution e Use a bolt with more than 8.8 strength
classification.

HE 24
Holder type

AI‘OIE ﬁﬂ-ﬁ- Side screw

4= single side clamping

=
@

/E W0

)

\Z |

H sl
Hz w”
H1
W1 BEZE FEE  oZUZ 237 ti(G1)(THAE-cup point) X 274
= | ] eZHUIZ ASF UiGNE AHE SHO| wat MElE] FAL.
| W W W FolArg S ARSE LIALRE L E0} 8.80|4Q1 MES ARG FHR.
M5 e M Standard eScrew with cup point(G1)(Dimple edge) X2 pcs.
e accessories
QT 0.5~1 H Note eChoose the clamping screw (G1) for your application.
e l Caution eUse a bolt with more than 8.8 strength classification.
-
CODE w w' W1 Wa B L L1 ¢C H H1 Ha G1 Gz
A 40—SCS10—40 10.56 5~10 115 12.6 30 40 11 39 10 4.5 — — M 6 0.3
A 63—SCS10—-55 20 23.5 50 55 21 62 20 7.5 17 M5 M10 1.1
—SCS20—-55 20.5 15 ~ 20 25 285
A100—SCS10—70 10.56 5~10 245 | 29 80 70 26 99 25 9 20 M12 3.5
—SCSs20—70 20.5 15 ~ 20 295 | 34
—SCS30—70 30.5 25 ~ 30 345 | 39 3.6

L |
W vsT



EHE Double side clamping

r—-——-=-=-=-=-=-= A
H SH=Z A37 (G1, G2)
¢C Ho Screw with cup point
H1

G1(B¥= 237 o)
Large screw

6200 Ge(E2E= A3F L)
'_\’ Small screw

S (=LA
Size of workpiece

=
]
d,

= o1 Y
BEZ S4E  o2Z ASF 0)(G) (@21 cup point) X 47H SLZY Z5E

Jagged edge

| |

| |

| |

| |

| |

| |

| |

L Gs (ZFLIAD | maEee (] |

L Adjust screw | cup point |

Dimple edge
| gz 8z |
| Standard |
- accessories

CODE s’ L L1 | ¢C | H Hi1 | Ha G1 Gz Gs | |

| 5228 [

A 40—SCD20-55 15~20 55 30 49 25 11 — M 8x16 Max12 M10 0.5 I (rounded end) I

A 63—SCD20—65 65 12 I Round edge I

—SCDh25—70 20~25 70 35 56 30 8 20 1.3 | |

—SCD30—70 | 25~30 44 | 62 | 35 | 9 | 24 | Mmiox20 | msx12 14 || I

I HHZXZ S| 1 H I

—SCD40—85 35~40 85 52 76 45 12 30 | M12x20 MBX 12 1.9 | HEET ETT . |

(truncated cone point)

A100—SCD20—-70 15~20 70 30 49 25 11 — M 8x16 Max12 3 | Sharp edge |

—SCD25—75 | 20~25 | 75 | 35 | 656 | 30 | 8 | 20 34 | | |

I A I

—SCD30—80 25~30 80 62 35 9 24 | M10x20 M5x 12 35 I I

—SCD40—90 35~40 90 45 76 45 12 30 | M12x20 MBXx 12 3.9 | |

| F=is] oI AT (WL 2L EHZLB) I I

| |

WL o2 AUZ A3 7 U(Gr)E AHS SHol| wat Meis] FAM2. | |

Fo|Aret o AbEst= LIAHR = 27} 8.80|42 MES ALBa FAHL. | m |

M Option eScrew with cup point(Round edge, Sharp edge, Jagged edge) | |

M Standard accessories eLarge screw(G1)(Dimple edge) X4 pcs. I I
Ml Note e(Choose the clamping screw (G 1) for your application.

H Caution eJse a bolt with more than 8.8 strength classification. L ——— -

HI'OIﬁ Vise

HIO|AA Vise A HIO|AB vise B

L | ee
offTeTe o[
el |@elelef |oo(110
W o o o o
o o o o
= [ =
L1 |3 20 (4.5)
L B
25x(& H=+=-1)
(Number of grooves—1)

CODE s w G L [L|= CODE ey B w G L |L >
1 Number of 1
grooves
A 40-DOV 801 | 80|36~ 50| 4™MBZHIIO| 75 35 29 A 40-DOV 65| 2 6515~70| 15 Ma2I6] 75| 35 | 25
A 63—-DOV110I | 110 |36~ 80 |24-M8Z0I10| oo 57| |A 88-DOV 80| 3 |0 20-MaZol6] g5| |38
A100-DOV140l | 140 |36~110|52M8ZA 10100 9.9 A100—DOV140 5 140 30-M4 2016100 7.7
WEXZESEZ  o8mm S22t 2% B EZEFEE  o8mm SAUHA
L] en|2| HEHYIISO| E FZHE M SHUCH |_L:[hn] en|2| CEEHYIISO| & Z2HE M8 SHYHC
Lo et Blo|A Eoo| B2 ARH) FAAIL. Z0i| wats Bto|A EHO| Bg ALZd FHAIR
M Standard e8mm hex rench M Standard e8mm hex rench
accessories accessories _ _ ) _
HENote eDedicated work holder for dove tail pre-machined workpiece. HENote eDedicated work holder for dove tail pre-machined workpiece.
Please use screw hole on the top face as necessary. Please use screw hole on the top face as necessary.

M ST ) http://www.mst-corp.co.jp
COrpOration 1755 Kissters kome Nere 5500142 Joper

120301003065TC_1-F90k



