ANGLE HEAD

G
ANGLE HEAD e E@ﬁ

HALF

Optimal design for drilling and tapping.

Add one more axis at a minimum cost.

Easy assembly
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ANGLE HEAD H ALF

Drilling and tapping account for 80% of angle head operafiGhl

The Angle Head HALF was redesigned to achieve
the necessary rigidity and accuracy, it allows;

AFFORDABLE (Price : 1/2)

QUICK DELIVERY (Lead Time : 1/2)
LIGHTWEIGHT  (Weight : 1/2)

UNIVERSAL type

Angle can be
set arbitrarily

HUD/HUA
$1~20mm

HUT 120°
M2~12

o BT30/40/50 o o B T30/40/50
90%type Hskass | MINI type BT301401
CAT.40/50 Extra-compact CAT.40/50
head
HFD/HFA
$1~20mn HFCS
$3,4,6mm
~ ¢ O0mm
N e
! 55—
s )
315

{

BT30/40/50
DIN40/50
CAT.40/50

120°

Compact design Auto Tool Changer (aT.c)is

—+- available on BT30 machine.
7 ‘ '
: ‘ A
E—}—f——‘ﬁ— - |B
. 1 . /
N
L%
Type CODE Q A B

90° type HFD 7 72 68 38

HFD12 98 93 58

HFT 4 75 73 38
HFT 6 97 92 58

HFA10 90 87 38 BT30
HFA20 119 | 111 64 1.8ke
HFT12 97 96 64

116 | 115

mini type | HFCS6 36 315 31
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Easy installation

The positioning pin allows an in-use positioning
block to be used is now a standard feature.
Can be used with a variety of machining centers.

Positioning block

For the straight pin

" ™

For the taper pin

Adjustable
¢ pin height =

Straight pin

Positioning pin

Taper pin




Easy disassembly and assembly Easy to reassemble

® The number of parts (22 pcs.) is half haf ;

that of conventional angle heads. w Drill Tap
© No need for fine matching and adjustment.
o Makes use of commercial items such as m

bearings. Affordable and readily available.

e An informative video and an instruction -
manual for disassembly and reassembly Angle shaft Angle shaft
are provided. (For drilling) (For tapping)

Shank -

. ) -

Running cost is reduced by 90%
as a result of reduced repair costs and machine down time.

Positioning block and positioning pin

. Groove with
S Straight hole Groove Taper hole chamfer
I |
|
! Positioning block
- L |
Positioning pin
Stationary bracket Straight pin Expansion pin Taper pin
d ! ” " " e Mainly for ®The gap between the ﬁ‘ eThe spring
‘ ‘ ‘ ! Positioni ng pin drilling and positioning block and force presses
| Ve I tapping use. pin has been eliminat- the pin into
‘ [D Coolant supply © Coolant can ed to ensure tighter the taper hole.
I

be supplied. engagement.

® ATC is not applicable.
@EL o Straight pin pp
| / PT1/8 ‘
PT1/8 ¢ Stationary bracket - “ IAdjustabIe pin height

e S dimension can be changed by g

Coolant hose
e

reassembling the stationary bracket. \ ——
e The positioning pin can be easily \ S \ ‘\_Q_)
\_ ) adjusted in length and replaced. “—’( 50,60.65 ) ‘ Exchange
80,85,110
Semi-finished Positioning block for machines

positioning block ®FANUC ®BROTHER

CODE ROBODRILL CODE SPEEDIO CODE NOTE
a-DiB series Compact machining center
HB-01 SEE $300Xd1 / XIN [ X2 | X1

ABF213 | S500Xd1 / XIN [ X2 / X1
S700Xd1 / XIN / X2 [ X1

W1000Xd2 / Xd1
Ll S1000X1 / XIN
TC-S2, S2A%, S2B, S2C,
GAEATE S2D, R2B*
. ECaution
ENot WA product code example when ordering ®TC-S2A% (Tapping center), the user needs to confirm whether the
ote o ) the Angle Head HALF. positioning block can be mounted on the machine (spindle surface)
® Please confirm with the machine e FANUC or not.
tool manufacturer about the BT30-HFD7-122-S65 ®TC-R2B (Tapping center) machining area is limited to some
dimensions of the positioning block. ®BROTHER extent due to interference between the positioning block
®We have a semi-finished dthei | i
e . BT30-HFD7L-120-S50C and the internal part cover of the machine.
positioning block with a taper hole ~—~ For more information, please contact us.

available. »P.14

Kit Package _ _ CoDE
oo Kt ge O DT, [comemsorin | wraowniaix | smsoseraa
in about 10 min. Complete unit BT40-HFD12-180-S65 (1 pc.)| BT50-HFD12-195-S80 (1 pc.)

® Spare/consumable parts and assembly tools are included. Angle shaft(For tapping) | FR-T6 (1pc.)

Tap sleeve TA6-3, 4, 5, 6, 8 (each 1pc.)

DETa-1 Collet D12-4, 6, 8, 10, 12, 13 (each 1 pc.)

Positioning pin HP-50T(1 pc.) HP-62T(1 pc.)

Spare bearing 7005ADB (1set), 6805 (2 pcs.), 51106 (1 pc.)

-.MST




B HALF 90° type

Drill « Endmill Tap

Fig. 1 6,000 min” Fig. 3 Fig. 5 6,000 min”'
! |
HFD7 oW HFA10 HFT4 <. > Ccew
( )-HFD7L [ ( )-HFT4L [
L
L L
¢D=1~7 ¢$D=M2~M8
cw 1 cw
6,000 min™- e%) L 6,000 min” ,,,%)
8 .
T /
[
Fig. 2 4,000min’ Fig. 4 6,000min” Fig. 6
HFD12 HFA20 > CCw HFT6
— 78
L ow 62 Im |L
4,000 min" - 5,000min” -& E e 4,000min” -
32
$D=2.5~13 ¢D=5.8~20 m $D=M3~M12
,’/ ! \‘\\ 10
aSi={lEo - |4 -
\\__j_//\ $119
60 | 51
111
1 Fig. 7
HFT12
BT40-HFA20-135
BT40-HFD12-120
BT30-HFD7-122
DETa-1 Collet (HFD,HUD) Tap sleeve (HFT,HUT)
Hi
(Max insertion length) H ri>

(Clamping length) ] . T A N | & 97(M3 ~mi2)

===} o 4003 ~wi2) | =k N g116(mra~wne)

il 60(M14~M16) 55
ﬁiiﬂo D: L ‘

L L i § 95(M3 ~M12)
4’) 115(M14~M16)
CODE oD | oD1 | L |H|Hy Holder CODE [oD | L |4bi| H | HIder | Shring collet (HFAHUA)
type type pring '
D7- 15| 1 ~ 15| 17 |50] 7|36|HFD 7 TA 4-M 2 [M 2] 675] 16 | 19 | HFT 4 H
— T i HUD 7 M3 M3 20 | HUT 4 (Cla‘mpmg length)
- 252 ~ 25 12 M4 M4 21 N T
3 o5 ~ 3 -M5 |M5 ’****’TDDl
= -M6 |M6
=4 3 ~ 4 14
R m -M8 |M38 SR
s = < 6 TA 6-M 3 | M 3] 92 19 | 21 | HFT 6
"o s~ 8 M4 M4 22 | HUT 6 CODE| 4D |4Di|L H e
-M5 |[M5 HFT12
o 25 ~ 2 26 170116150 HFD12 I C10-D|26283..[17.2 |26 |16 (¢ D=2.6~5) |[HFA10
= i ol Ms (s 31 (0.2 steps) ¥Except for3,4 [HUATO
[l .96 98 10 18 (¢ D=3, 4,
-8 6 ~ 8 22 -M10 | M10 @ 5.2~5.8)
20 | & ~0 M12_ | M2 24 20 ($D=6~10)
-12 |10 ~12 TA12-M14 | M14]111.5| 25 | 33 | HFT12 C20-D (5 62 64..29.5 |50 |32 (¢ D-6~9.8) |HFA20
-13 {11 ~13 -M16_|M16 35 (0.2 steps) 35 ($D=10~158) |[HUA20
HENote .. 198 20 40 (¢D=16~20)
® Above products meet JIS standards. We can produce
other standard tap sleeves, such as ANSI, ISO, DIN sD
and others. For more information, please contact us. 25

-.MST



BT30-HFD 7 -122 1T ~ 7 [122] 70|23 DN40OA-HFD 7-135 1 ~ 71135] 70| 3.1
-182 182|130 | 3.0 -195 195 1130 | 34
-HFD 7L-120 120! 57118 -HFD12-135 25~ 131|135 70 | 3.7
-HFD12 -122 25 ~ 13 |122| 70| 29 g5 195 | 130 | 50
-HFA10 -120 24 ~ 10 |120] 57|18 a SLiRA20ATS 0 58~ 20150 | 77| 47
-HFT 4 -122 M2 ~ M 8| 122 70 2.3 ~210 210 | 137 | 58
-HFT 4-135 M2~M 8 | 135 | 70 | 3.1
-182 1821 130 | 3.0 195 195 1130 | 34
-HFT 4L-120 120 57138 -HFT 6-135 M3~M12 | 135 | 70 | 3.7
-HFT 6 -122 M3 ~ M12 122 | 70| 29 -195 195 | 130 | 5.0
BT40-HFD 7 -120 1T ~ 7 [120] 70 3.0 -HFT12-150 M3~M16 | 150 | 77 | 4.7
-180 180 | 130 | 3.3 -210 210 | 137 | 5.8
-HFD12 -120 25 ~ 13 |120] 70| 3.6 DN50A-HFD 7-195 1 ~ 7,195 130 | 59
-180 180 | 130 | 4.9 -255 255 [ 190 | 6.3
“HFA20 -135 58 ~ 20 |135| 771 44 -HFD12-135 25~ 13 135 | 70| 5.8
-195 195 | 137 | 5.6 ';g: ;22 138 ;'l
Zallr & Siled M2 ~M 81120] 70} 30 -HFA20-150 58~ 20 | 150 | 77 | 6.6
-180 180 | 130 | 3.3 =210 210 | 137 | 78
'HFT 6 '120 M3 ~ M]Z 120 70 3.6 _270 270 197 8.9
-180 180 | 130 | 4.9 -HFT 4-195 M2~M 8 | 195 | 130 | 5.9
-HFT12 -135 M3 ~ M16|135| 77 | 4.4 -255 255 | 190 | 6.3
-195 195 | 137 | 5.6 -HFT 6-135 M3~M12 | 135 | 70| 5.8
BT50-HFD 7 -195 1 ~ 7 195|130 | 6.4 -195 195 | 130 | 7.1
-255 255|190 | 6.8 -255 255 | 190 | 8.4
-HFD12 -135 25 ~ 13 |135| 7063 shiI2E150 M3~M16 | 150 | 77 | 65
-195 195|130 | 7.6 '2]{8 2178 1 S; ;'g
RE2P 2551190 | 89 CT40 -HFD 7-135 04~28 |531]275]| 6.8
-HFA20 -150 58 ~ 20 |150| 77 | 7.1 195 ~ 6815111 75
-210 2101137 | 8.3 -HFD12-135 10~ 51 | 531 |275] 82
=270 270 | 197 | 9.4 -195 7681511111.0
-HFT 4 -195 M2 ~ M 8|195| 130 | 6.4 -HFA20-150 23~ .79 |5.91|3.03|104
-255 255|190 | 6.8 & -210 8.27 | 5.39 | 12.9
-HFT 6 -135 M3 ~ M12[135| 70| 6.3 -HFT 4-135 M2~M 8 |5.31|275| 6.8
-195 195|130 | 7.6 -195 768 511 ] 75
_255 255 190 8.9 'HFT 6'135 M3~M12 5.31 2.75 8.2
-HFT12 =150 M3 ~ MI6L1S0) 77 L 7] HFTIZ-::g M3~M16 ;-g? 2(1); 1(1)'2
mall 2101 187 | 83 -210 8.27 [ 5.39]12.9
il 270 | 197 | 94| ["CT50 -HFD 7-195 04~ 28 | 768511130
-243 2431190 | 3.9 -HFD12-135 10~ 51 [5.31]275[128
-HFD12 -123 25 ~ 13 [123| 70 3.3 -195 768 |5.11|15.6
-183 1831130 | 4.7 -255 10.04| 7.47 | 185
-243 243|190 | 6.0 -HFA20-150 23~ .79 |5.913.03 147
-HFA20 -198 58 ~ 20 | 198|137 | 5.4 -210 8.27 539 17.3
258 258197 | 65 -270 10.63| 7.76 | 19.8
“HFT 4 -183 M2 ~ M 8| 183 | 130 | 3.5 =i 4'222 M2~M 8 ]766084 ?2117 12'2
REAS 243 | 190 | 3.9 -HFT 6-135 M3~M12 | 531275128
-HFT 6 -123 M3 ~ M12|123| 70 | 3.3 195 =68 539 1156
-183 183 | 130 | 4.7 -255 10.04| 7.47 | 185
-243 2431190 | 6.0 -HFT12-150 M3~M16 |5.91]3.03|14.7
-HFT12 -198 M3 ~ M16|198 | 137 | 5.4 -210 827 1539|173
-258 258 | 197 | 6.5 -270 10.63| 7.76 | 19.8
HOption . BA product code example when ordering.
< Retondon knob (BT, DIN. CAT)” sTools for assemply o+ v D P4 BT40- HFD7-120 - S 65
EStd. Access. Model no.
© Coolant duct (HSK-A) e Fixing spanner(Except for HFALO/HFTAL)  Hexagonal wrench set Positioning pin type
e Spanner(HFA) e Single-ended wrench(HFD7L/HFA10) e Spanner(HFA) ® Low head bolt S :Straight pin Dimension S
ENote W:Expansion pin 50. 60, 65,
®The height of a grease nipple is approximately 9mm [.355"]. T Taper pin 80. 85. 110mm ...

e Other shanks are also available upon request.
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B HALF mini type

5,680 min”
>Scew
( )-BT30

60 (46) T

Cnware]

cw | b
5,000min’ 4\
J

BT40-HFCS6-160

_3,4,6
*D= Va5 6

$36

Cutter mounts in two directions

A cutting tool can be mounted both ways,
inward or outward, by reassembling the
angle shaft.

Outward

I

Minimal interfer-
ence with face
of workpiece.

Inward

Allows maximum tool
holder diameter limita-
tion even when using
a long cutting tool.

Collet exchange system

Shaft exchange system for Shrink-fit
collet for carbide cutter (end-mill, drill)
or Tap collet for Tap.

Shrink-fit collet

Carbide cutter » \

el

Tap collet

Cutting data

©rs

MA product code example when ordering.

BT30 - HFCS6 - 155-S 65

BT30 -HFCS6-155 _ ‘ 155 | 50 92 1.8
BT40 -HFCS6-160 | 'y '8 | 160 | 50 | 110 | 28

-205 o 205 | 95 | 155 | 3.0

BT50 -HFCS6-175 M4T,a5% 175 | 50 | 110 | 5.6

-220 220 | 95 | 155 | 538

DN40OA-HFCS6-175 Drill Endmill 175 50 110 3.0
& -220 $3,4,6 220 | 95 | 155 | 3.2
DN50A-HFCS6-175 Tap 175 | 50 110 | 5.1

-220 M4, 5, 6 220 | 95 | 155 | 5.3

CT40 -HFCS6-175 Drill Endmill 6.89 | 1.97 | 4.33 6.61
a -220 $3,4,6 866 | 3.74 | 6.10 | 7.28
CT50 -HFCS6-175 Tap 6.89 | 1.97 | 4.33 | 11.24

-220 M4, 5, 6 866 | 3.74 | 6.10 | 11.68

HEOption

o Shrink-fit collet ®Tap collet ® Retention knob eTools for assembly

EStd. Access.
e Fixing spanner ® Hexagonal wrench set e Low head bolt

HENote
e\When shipping, the head direction is inward.
The tool for assembly (pliers for retaining ring) is required to reassemble
the collet to allow for outward positioning of the cutting tool.
e Other shanks such as HSK are also available upon request.
eThe height of a grease nipple is approximately 9mm [.355"].

M Caution

e The angle axis rotating direction is different due to its mounting direction, inward and outward.

Shrink-Fit Collet Tap collet

14
b
22.5 E
Holding Holding
CODE ¢D length CODE ¢D length
FCS6-3 3 11~13 FCS6-M4 M4 22
-4 4 -M5 M5
-6 6 12~13 -M6 M6
M Caution ENote
®The dedicated shrink-fit collet for the Angle eTap collets meet JIS standards.
Head Half, Mini. We can produce ANSI standard tap collet.

® A shrink-fit heating device is required to
insert and remove cutting tools.

For more information, please contact us.

-.MST

Model no.
Positioning pin type o
S : Straight pin Dimension S
W:Expansion pin 50. 60. 65.

T :Taper pin

80, 85. 110mm...

BProcedure of cutter insertion to
shrink-fit collet

Carbide cutter »%
Cutter Stopper J
Shrink-fit collet
Adapter
[~ (ADH-SLK) "\

CODE
HRB-01

Output
100V

Shrink-fit Heater (HRB-01)

1.Attach the shrink-fit collet to the adapter(ADH-SLK).
2.Heat the shrink-fit collet with the shrink-fit heater.
3.Attach a stopper to the carbide cutter. After finishing
heating, insert the cutter to the shrink-fit collet.
4.Cool the shrink-fit collet with the shrink-fit heater.




B HALF UNIVERSAL type

Drill « Endmill

Fig. 1 S390min, Fig. 2 6,.300min’”
HUD7 <> cwlcew) HUA10 <> cw
( )-BT30 ! ) ‘

e ST
¢D=1~7 ; L

!

e

Ccw i\‘\ x - P
3,000min’ %) = .
(4,000min™) 36

Ry ==ty

120° ~0° ¥ 0° ~-120°

120° ~0° J) 0° ~-120°

39 42.2

(30)‘ (45) 59.2 405
- ,/"_t'“\
/ / LN
24 g _ 1118
e e i
st N N
P 30 N | e
(23){ Pa. Nt
6123 30_ 30 \mza

(127) (26.1)(26.1)

re 8 6,300min’
’ min
HUA20 |
cw
¢D=5.8~20 C [
cw | S T K
3,000min'1—é)§—awfik,
© j ©
120"}%-120“
70 _,_49
TN
, | .
a \
1= ‘ ' §25
50| OS]
' /a0
,,,,,,777\\7 R 7//7
31¢ NN 0150

-.MST

Tap
6,300min’
Fig. 4 (7,200min™)
HUT4 > cw(cew)
( )--BT30 i
#D=M2~M8 L
CW| 7l M
3,000min’! Et)
(4,000min™) ) (36)
32
U( S—— '

120° ~0° ;; 0" ~-120°

35 43 425
(1.5)_ (32)  (48)

(26.1)(26.1) (6127)
Fig. 5 .
HUT6 6,300min
1S W

$D=M3~M12 C

ow [rdonw (M |-
x =y
3,000min’ t) =

-+
@ @ 44

120° ~0° ¥ 0" ~-120°

57 43
,/'_T N
8 3/ A \

7| . )
c ‘ 1§25
36.8 ° -
c 1

’

BT40-HUA20-135



B AnNngle Head HALF cutting data

90° type

[ sssc |

. 436 .
arbide:
enidrir;m;i :

BT30 -HUD 7-102 | 1 |1 ~ 7]102| 39 | 46 | 64 | 1.8
-HUT 4-102 4 M2~M 8
BT40 -HUD 7-135 1T 11 ~ 71135 8 | 60 | 72 | 3.8
-HUA10-135 2 124~ 10 3.9
-HUA20-135 3 |58~ 20 77 | 62 | 88 | 4.8
-HUT 4-135 4 |M2~M 8 85 | 60 | 72 | 3.8
-HUT 6-135 5 | M3 ~ M12 77 | 62 | 88 | 4.8
BT50 -HUD 7-150 1T 11 ~ 71150 8 | 60 | 72 | 6.6
-HUA10-150 2 124~ 10 6.7
-HUA20-150 3 |58~ 20 77 | 62 | 88 | 7.5
-HUT 4-150 4 |M2~M 8 85 | 60 | 72 | 6.6
-HUT 6-150 5 | M3 ~ M2 77 | 62 | 88 | 7.5
DN40OA-HUD 7-150 | 1 |1 ~ 7 /15085 |60 72 | 338
-HUA10-150 2 |24~ 10
&Y -tuazo-150 | 3 58~ 20 77 | 62 | 88 | 5.0
-HUT 4-150 4 |M2~M 8 85 | 60 | 72
-HUT 6-150 5 | M3 ~ M12 77 | 62 | 88
DN50OA-HUD 7-150 111 ~ 7/150| 85 |60 | 72 | 6.6
-HUA10-150 2 |24~ 10 6.7
-HUA20-150 3 |58~ 20 77 | 62 | 88 | 7.0
-HUT 4-150 4 |M2~M 8 85 | 60 | 72 | 6.6
-HUT 6-150 5 | M3 ~ M12 77 | 62 | 88 | 7.0
CT40 -HUD 7-150 1 1.04~ 28 |591)33 |24 )28 | 84
-HUA10-150 2 /.09 ~ 39 332428 | 86
-HUA20-150 3 .23~ .79 302435 |11.0
@ -HUT 4-150 | 4 (M2 ~M 8 33|24 28| 84
-HUT 6-150 5 | M3 ~ M12 30|24 |35 |11.0
CT50 -HUD 7-150 | 1 |.04 ~ .28 |591| 33|24 |28 |146
-HUA10-150 2 /.09 ~ .39 332428148
-HUA20-150 3 /.23~ .79 30|24 |35 |154
-HUT 4-150 4 |M2~M 8 33|24 |28 |146
-HUT 6-150 5 | M3 ~ M12 30| 24|35 154
EOption
e DETa-1 Collet (HUD)—>P.4 Spring collet (HUA)—>P.4
eTap sleeve (HUT)—P.4 ®Retention knob eTools for assembly
WStd. Access.
e Fixing spanner ®Hexagonal wrench set ® Spanner (HUA) ®Low head bolt
ENote
eThe height of a grease nipple is approximately 9mm [.355"].
e Other shanks such as HSK are also available upon request.
BA product code example when ordering. """
BT50-HUA20-150 - S 65 I 322 mm/min
Model no. : 7m’lm'"
Positioning pin type
S :Straight pin_ Dimension S
W :Expansion pin 50. 60. 65,
T :Taper pin 80. 85, 110mm ...

:i 416 Endmill.

14'0'n?||ri : :: g s2-flutes ;
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ANGLE HEAD

High-rigidity standard type for end-milling appliications

MODULAR type BT40i50 | SOLID type BT40/50
Shank and head can be | The popular type that
combined freely to match can chuck small- to
the application. large-diameter cutters.
$5.8~25
—+—— 90.5~10
_ AHB | AHA
- AHC | AHD
FLANGE type BT50 UNIVERSAL BT40/50
Heavy-duty type type. |
that mounts directly Cutting
on the machine spin- 190 angle can
dle surface. <2190 be adjusted
arbitrarily.
$5.8~25
F-AHA | AHU $2.4~20
N
F-AHD N
High rigidity | Compact design |

To chuck a cutting tool, the collet chuck
system is used, which has a long history
of good performance. This product is
applicable to all the types of machining,
including drilling and milling.

Ideal for internal machining.

Body-through coolant

Coolant can be feed from a closer
position to the cutting edge.
Prevents heat generation inside
the body to achieve high-speed
rotation.

(MODULAR type. UNIVERSAL type)

Highest Guaranteed Accuracies

Type CODE Q A B
MODULARtype | AHB 5 62 | 57 46
AHB 7 76 | 72 56
AHB10 9% | 88 62
SOLID type AHA20 171 160 88
FLANGE type AHA25 | 193 | 180 90
UNIVERSAL e AHU10 | 156 | 154 55
AHU20 | 192 | 1885 | 70

| MST’s Quick Change system (AHD type)

By adopting the BT30
Quick Change mech-
anism at the angle
axis, a large variety
of machining appli-
cations are made
possible.

BT30 tools j

Type CODE L
All standard type angle heads have passed an accuracy test and rotation test. MODULAR type ﬁng -’7> 40
AHB10
Squareness Runout
AHC1
accuracy C10
L UNIVERSAL type | AHU10
@ SOLID type ﬁmgg 50
FLANGE type AHD30
e 5 UNIVERSAL type | AHU20




| IMODULAR type

Shank and head can be combined freely

to match the application.

> Various types of shanks and heads are freely
combined to meet your machining needs.

BT50

BT40

AHBS5

AHB7

AHB10

AHC10

i Gear ratio MAX. (min™)

Type ‘ Chucking range Main spindle:Angle shaft | Main spindle(CCW) : Angle shaft (CW)
AHB 5 $0.5~ 5 1:1 5,000:5,000
AHB10 $2.4~10 (When using
AHC10 body thru-coolant)

‘L1
4995 ‘ +Q

Wt

CW(H)

i

IGREEE

Positioning pinT

AHB
AHC

Body thru-coolant

BT50-AHB10-255

BT40-AHB 5-210
-270 270
-AHB 7-180 0.5~ 7 | 180 19 22 ESX12
-240 240
-AHB10-195 24~10 | 195 36 29 . C10
-255 255 140 7.9
-AHC10-230 2 230 - 110 45 32.5 65 — 6.2
BT50-AHB 5-225 1|05~ 5| 225 12 20 85 25 32 a7 62 8.8 ER8
-285 285 145 9.7
-AHB 7-195 0.5~ 7 | 195 19 22 60 29 | 43 57 76 8.6 | ESX12
-255 255 120 9.9
-AHB10-210 2.4~10 | 210 36 29 80 38 50 62 96 9.5 C10 | > Y
-270 270 140 11.2 C”tt'“gedpaf
-AHC10-245 2 245 — | 110 | 45 | 325 66 | — | 95 o
EOption .
® Spring collet—P.14 e Retention knob ® Semi-finished positioning block—P.14 Shank / Head reference list
B Std. Access. CODE Shank Head
® A complete set of spanners and wrenches. BT40-AHB 5-210 BT40-MS-98 MB 5-112
HENote -270 -172
e The phase of the drive key and the positioning pin may be set freely. -AHB 7-180 MB 7- 82
e Standard specifications: S =60 mm, 65 mm (BT40), 80 mm, 85 mm, and 110 mm (BT50). -240 142
® Other shanks such as HSK, DIN and CAT. are also available upon request. ZAHB10-195 MB10- 97
W Caution -255 157
e For the shape and mounting position of the positioning block, contact the machine -AHC10-230 MC10-132
manufacturer or MST.
eThe height of the positioning pin depends on the shape of the positioning block. BT50-AHB 5-225 BT50-MS-113 MB 5-112
eThe machine spindle and angle shaft should rotate in reverse directions, so make sure -285 -172
the spindle rotates in the reverse direction. -AHB 7-195 MB 7- 82
-255 -142
-AHB10-210 MB10- 97
-270 -157
-AHC10-245 MC10-132

-.MST




| | SOLID type

The popular type that can chuck

small- to large-diameter cutters. AHA

AHD

N 4
$5.8~25

BT30 Quick-change type

. Gear ratio MAX. (min™)
‘ChUCkmg Handc Main spindle : Angle shaft | Main spindle(CCW)Angle shaft(CW)

AHA 20 $5.8~20 1:0.81 3000:2430

AHA 25 $5.8~25 1:0.96 2500:2400 BT50-AHA25-195

AHD 30 BT30 tools
Fig. 1 Fig. 2
AHA L AHD

==
ccw j/” \\\ | == I
. | \ !
S ‘\ - ! _ 1‘ | 95

% /
0 L 0 Y Gauge line
~ - gJ [¢]

I A
Positioning pin

Stationary bracket

BT40-AHA20-160 1 /5.8~20 160 | 40 | 85 | 65 | 95 | 8 | 50 | 65 | 171 | 7.3 | C20
BT50-AHA20-195 1 /5.8~20/ 195 | 40 | 89 | 65 | 95 | 8 | 50 | 65 | 171 | 13.1 | C20
-250 249 14.8
-AHA25-195 5.8~25| 195 | 44 | 93 | 70 [110 | 90 | 62 | 70 | 193 | 136 | C25
-250 249 15.3 Cutting data
-AHD30-195 |2 | - | 195 1126 66 147 | - o
HMOption EMCaution

® Spring collet—P.14 e Retention knob
e Semi-finished positioning block—>P.14
EStd. Access.
e A complete set of spanners and wrenches
HENote
eThe phase of the drive key and the positioning pin may be set freely.
e Standard specifications: S =60 mm, 65 mm (BT40), 80 mm, 85 mm, and
110 mm (BT50).
e Other shanks such as HSK, DIN and CAT. are also available upon request.

e For the shape and mounting position of the positioning block, contact the machine
manufacturer or MST.

o The height of the positioning pin depends on the shape of the positioning block.

eThe machine spindle and angle shaft should rotate in reverse directions, so make
sure the spindle rotates in the reverse direction.

-.MST



. FLANGE type

Heavy cutting is possible by mounting the angle head
flange type directly on the machine spindle surface.

> This angle head is applicable to heavy cutting
by mounting to the machine spindle. F-AHA

BTS50
—_—

$190
F-AHD (Flange dia.)

A

BT30 Quick-change type

: Gear ratio MAX. min™ $5.8~25
‘ChUCkmg Lanoc Main spindle:Angle shaft | Main spindle(CCW):Angle shaft(CW)
AHA20 $5.8~20 1:0.81 3000:2430
AHA?25 $5.8~25 1:0.96 2500:2400
AHD30 BT30 tools
F190-AHA25-350
Fig. 1 Fig. 2
AHA 6190 AHD
20 T
BT50 - ——
6220 | . Té/+ - f,fi,f,
CCw 2 ‘ 95
- 0 )
5140 Gauge line
Standard mounting plate ‘ ® BT30 tools

F190-AHA20-200 1 | 58~20| 200 40 160 89 65 95 88 50 65 171 | 18 C20
-350 350 310 28
-AHA25-200 5.8~25| 200 44 160 93 70 |110 90 62 70 193 | 185 | C25
-350 350 310 28.5
-AHD30-200 2 - 200 160 66 19.6 -
-350 350 310 112.6 29.8
EOption EMCaution
® Spring collet—P.14 e Retention knob ® For mounting plate shapes and mounting bolt location, contact the machine manufac-
BStd. Access. turer or MST.

eThe machine spindle and angle shaft should rotate in reverse directions, so make

L] . . " A
A complete set of spanners and wrenches sure the spindle rotates in the reverse direction.

e Standard mounting plate(No mounting holes are provided.)
® Mounting bolts for ANGLE HEAD

HENote
©NT50U shank is also available.

12 Bust



I UNIVERSAL type

Machining at every angle is possible with just this
one unit. Splash coolant-through body AHU

Whatever machining angle is set, coolant is
properly supplied to the cutting edge.

//

Body thru-coolant

Gear ratio MAX. (min™)
Main spindle : Angle shaft | Main spindle(CW) : Angle shaft(CW) \

AHU10 $2.4~10 1:1.5 3000 : 4500
AHU20 4)58"“20 1:1 3000 : 3000 BT50-AHU10-190
) L Ly
M K
Ccw
: A
S I
Eﬁ / °
0'0
I cw (FL7—0~o0r
Positioning pin ‘ D G
Stationary bracket C
G

32 156 9.6 | C10

175 42 96 | 49 105 95 55

BT40-AHU10-175 2.4~10
BT50-AHU10-190 24~10| 190 42 90 | 49 105 95 55 32 192 | 13.9 | C10
-AHU20-200 5.8~20 | 200 54 112 | 585 | 130 | 120 70 50 15.8 | C20
HMOption HMCaution
® Spring collet »P.14 e Retention knob e Semi-finished positioning block —P.14 e For the shape and mounting position of the positioning block, contact the machine
eTest bar manufacturer or MST.
WStd. Access e The machine spindle and angle shaft should rotate in reverse directions, so make
oA .com Ietelset of spanners and wrenches sure the spindle rotates in the reverse direction.
p P eThe machine spindle and angle shaft should rotate in forward directions, so make sure the
ENote spindle rotates in the forward direction.

eThe phase of the drive key and the positioning pin may be set freely.
e Standard specifications: S =60 mm, 65 mm (BT40), 80 mm, 85 mm,

and 110 mm (BT50).
e Other shanks such as HSK, DIN and CAT. are also available upon request.

Test bar
Use for super accurate angle adjustment.

CODE Holder type

TBU10 AHU10
TBU20 AHU20

-.MST
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14

SPRING COLLET

ER8 ESX12

c10 Cc20 C25

H
(Clamping length)

Semi-finished positioning block
The semi-finished positioning block must be modified to
the appropriate shape by the customer after delivery.

CODE ¢D Collapsibility| ¢ D1 L H Holder type
ER8-D 1 ~ 5 (0.5 steps) 0.5 8.5 13.5 - AHB 5
ESX12-D 1 ~ 3 (0.5 steps) 0.5 12 19.5 - AHB 7

4 ~ 7 (1.0 steps)

C10-D 2.6~ 5.8 (0.2 steps) 0.2 17.2 26 18 AHB10
AHC10
6 ~10 (0.2 steps) 20 AHU10
C20-D 6 ~ 9.8 (0.2 steps) 0.2 29.5 50 32 AHA20
10 ~15.8 (0.2 steps) 35 AHU20

16 ~20 (0.2 steps) 40
C25-D 6,8 0.2 36.5 68 38 AHA25

10 ~15 (0.5 steps) 48

15.5~20 (0.5 steps) 54

20.5~25 (0.5 steps) 57

HEOption eCollet remover (C10, C20)
CODE A B C w H d Main spindle |Material
AB-15 15 43 58 92 58 20 BT40 S50C
-12 20 63 120 63 28 BT50

50~55HRC
N

>

o

Determine the shape and dimensions as follows, and then modify the positioning
block as necessary.
1. Obtain the machine manufacturer's drawing for the positioning block and modify
the positioning block in accordance with that drawing.
2. Determine the dimensions as shown in the instruction and then modify.

e This block may not be applicable for dimensional reasons. Carefully check to see

whether the positioning block is applicable.
e The positioning block exclusively for your machine may also be available on request.
e For further information, please contact MST.

T

M16
Hole - tap

Dual side machining ANGLE HEAD

180

I;ﬂ«—

MAX
1500min-!

BT50

Side face machining ANGLE HEAD

109 | 107.5

;i

216.5

A A

vy

235

Special taper shank d

Internal bore surface machining ANGLE HEAD

rill

565

Internal bore surface machining ANGLE HEAD

22

\ 4

Heeo

397

&7 MAX.
Drill End-mill




[/ ANGLE HEAD (STANDARD type) cutting data
MODULAR type

‘¥ 640 min

0-210°

SOLID type

[ A2017 |

UNIVERSAL type

|_az017 |

[ BTS0-AHUT0-190(45%)

I BTRO-AHUZ0-200(45°)

-.MST
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ANGLE HEAD voluminous variety

B New concept Angle Head HALF for drilling and tapping applications Affordable«Shorter deliveryLightweight !

. .| Chucking | Collet MAX. min™ S0
Type Angle | Model |Application range(¢D) | type | [Mainspindle(CCW):Angle shaft(CW)] ATC (Typiolder)
5680:5000
90°ype HFCS6 $3,4,6 | FCS6 2 98] 1.8
©OP.4 HFD 7 6000:6000
HFD 7L ¢l ~ 7/ D7 [1(CCW): 1(CW)]
Drill 4000:4000
HFD12 | - | 92.5~13 | DI2 (1o 1 (oW 2.9
6000:6000
HFA10 ¢24~ 10 C10 [1(CCW):1(CW)] 18
o 6000:5000
90° | HFA20 $5.8~20 | C20 [1(Comy 0 95w O| 44
5680:5000
HFCS6 M4,5,6 | FCS6 2 e 1.8
HFT 4 6000:6000
HFT 4L Tap M2 ~ 8| TA4 [1(CCw): 1(CW)] 2.3
mini type HFT 6 M3 ~12 | TA6 o X 2.9
OP.6
6000:5000
HFT12 M3 ~16 |TA6/12 [1(CCW):0.83(CW)] 4.4
6300:3000(BT30:7200:4000)
UNIVERSAL type HUD 7 o1 ~ 7 D7 [1(CW):0.48(CW)](BT30:1(CCW):0.56(CW)] 1.8
(Free setting of cutting directions) HUA10 Drill
. $2.4~10 | C10 6300:3000 3.9
or.7 o || Endmil [1(CW):0.48(CW)]
§ HUA20 $5.8 ~20 C20 O 4.8
120°
6300:3000 (BT30:7200;
HUT 4 . M2~ 8 | TA4 | Cinossomersorcomosson 3.8
ap
6300:3000
HUT 6 M3 ~12 TA6 [1(CW):0.48(CW)] 4.8
| High-rigidity STANDARD type for end-milling applications
MODULAR type AHB 5 0.5~ 5 ER8 55
R bination t i
(Recombinatian type) 90| aHB 7 | P Lo5~ 7 | Esxi2 5.3
©Pr.10 Endmill 6000:6000 0
[1(ccw):1(CW]
AHB10 $2.4~10 C10 6.2
o Drill
45 AHC10 Endmil
3000:2430
SOLID type AHAZ20 ¢5.8~20 | C20 [1(CCW):0.81(CW)] 73
OP.11 0 Drill
90 AHA25 Endmil $5.8~25 C25 2500:2400 O 13.6
» [1(CCW):0.96(CW)]
AHD30 BT30" BT30 14.7
3000:2430
FLANGE type AHA20 $5.8~20 C20 [1(CCW):0.81(CW)] 18.0
(Mounting directly . Drill
on machine spindle) 90" | AHA25 Endmill $5.8~25 C25 2500: 2400 X 18.5
©OFP.12 % [1(CCW):0.96(CW)]
AHD30 BT30" BT30 19.6
UNIVERSAL type or | AHUTO || 924~10 | CT0 [1EW) 1 5w 9.6
(Free setting of cutting directions) S c d” " 0)
o ndmi 3000:3000
OP.13 90 AHU20 $5.8~20 C20 [1(CW): 1(CW)] 15.8
(**%Use the BT30 tooling system with the Quick Change system.)
B Custom-made product .

1738 Kitatahara lkoma Nara 630-0142 Japan
TEL:+81-743-78-1931 e-mail:info@mst-corp.co.jp

M ST corporation |

WWW.mst-corp.co.jp
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