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The fixture creates the new machining process.
7
> A highly rigid work-clamping fixture developed for both —[ :
5-axis machining centers and multi-surface machining with | |
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3-axis machining centers (with a rotary table)
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Clamping force

Avoids interference

Quick change

Off-line set-u

p Minimizing machine downtime.

® You can start machining the next

work-piece quickly when it is mounted

in a work holder in

® The machine runs continuously, so
you can maximize the machine

utilization ratio.

Repeatability

advance.
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Machining
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Clamping 5-sec. Unclamping 5-sec.

® Easy operation - just mount the work holder on the
head and tighten with a wrench.

Machining
1009%

Rotation direction

T
|
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HSK (2-face clamping interface) and dovetail clamping

Maximum cutting force
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The fixture(work-holders and heads) design has much smaller than the work-piece.

No alignment by experienced workers required.

L=3XD D L
A40 40 120
A63 63 | 190
A100 | 100 | 300

If necessary, please
off-set the rotational
direction using a
touch probe.

BLUM high-accuracy
touch probe




Supports various work-piece shapes

‘Flange clamping -
orholder ©P79

=pr

e Dovetail vise clamping
work holder ©P.79

e Side-screw clamping
work holder ©P.80

e Collet holder

Manual interchange
Manual Clamping Head

You can clamp and unclamp
the work holder using a
T-handle wrench.

©P.78

| Automatic interchange

| Automatic Clamping Head OP.81

HSK-A40
HSK-A63
HSK-A100

The hydraulic clamping design
allows you to combine your
machining centers with robots
to create a fully-automated

Machine table

Direct-mounting type

on the machine table
Direct-mounting © P.80

v

dsb -

Provides a larger machining
center machining area.
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The Manual Clamping Head (Manual exchange)

[sserio

Hsk-A100 |-

1

: - HOption
Interface L ‘ ¢D1 L1 G ‘ P.C.D. CfIO?::nep(:(:)g e Mounting plate
B Std access.
F100H21-A40 - 50 Hsk-A40 50/100|25|M 6%x30| 55~ 85| 10 1.7 eT-handle wrench ® Mounting bolt x 4pcs.
HENote
F1 25H34-A63 - 70 HSK-AB3 70125/ 30| M 8x35 | 80~100] 20 38 e A manual clamping hole on the work holder is
F200H53-A100-110 Hsk-A100 [ 110|200 |50 | M12%x50 |125~160| 30 14 required for mounting.

CODE Interface | T | 4D |¢H| G Gz | G| PCD F
F160H32-A40 HSK-A40 |20[160|32 (M 5X20|M 6X20|M 6| 80~125/2.6
F200H32-A40 251200 M 8X25|M10X25 100~160|5
F160H50-A63 HSK-AB63 |20[160|50 (M 5X20|M 6X20|M 6| 80~125/2.4
F200H50-A63 251200 M 8X25|M10X25 100~160/4.7
F250H50-A63 30[250|50|M10X30|M12X30|M12|140~200|9.4
F250H80-A100 |HSK-A100 |30 [250|80|M10X30|M12X30|M12 |140~200|8.7

Please use a mounting plate if the fixing hole of the head doesn't match with a T-groove on the
machine table. Also, we can make a custom-designed mounting plate for you if necessary.

4-GiPC.D

| Automatic Iamthea P.81 [

WORK HOLDER

Dovetail clamping work holder

f A63-DOC25-65

‘ Wire EDM fixture Maintenance Tool ‘
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Dovetail grooving a work-piece

Dovetail grooving of the work-piece clamping area using
an angular cutter is required prior to machining.
After machining, cut off the dovetail of the work-piece.

Angular cutter
For more information, please contact us.

A40 -DOC 17.5-55 55 | 25 | 30| 175| 2 |M5| 4 | 04 Details of dovetail dimensions
-DOC 25 -55 28 | 40| 25 3|/M6| 5 0.6 SW(Width)
-DOC 35 -55 25 | 50| 35 0.7
-DOC 50 -60 | 60 | 30 | 70| 50 5 /M8 6 | 1.2
A63 -DOC 25 -65 | 65|27 | 40| 25 3[M6] 5 | 1.2 SD(Depth)
-DOC 35 -65 50| 35 1.3
-DOC 50 -70 |70 | 30| 70| 50 | 5 |M&8| 6 | 18 Holdertype | W | H | P | SW  SD
-DOC 70 -75 | 75 | 35 | 100| 70 Mio| 8 | 3 poc 17.5 | 1751 25) 25 4 1 2
DOC 25 25 3.5 6 25
A100-DOC 35 -70 70 | 27 | 50| 35 3/M6| 5 | 33 DOC 35 35 5.5 8
-DOC 50 -75 | 75 | 32 | 70| 50 5|/M8| 6 | 38 DOC 50 50 | 55| 9 10 | 4
-DOC 70 -75 35 [ 100| 70 M10| 8 | 5 gg&;g 1;8 — 122 12
-DOC100 -85 | 85 | 40 | 140|100 | 10 7.7 '

-.MST




Flange clamping work holder

“3 1 A63-FP85-50

3 Ways to Mount Work-pieces

(@ Center bolt
(2 Flange bolt from the head
@ Flange bolt from the work-piece

|Fig.‘ L ‘ ¢D‘¢D1 ¢D2 | D3 ¢d‘ h1 ‘ ‘ T3 | ¢d2| ¢d3

A40 -FP 40-35 3 3] 4032 — | — 25|12 4 |[M4x 6| — — | — | — | M 6x15 |M4x 8] 0.3
-FP_63-40 2 | 40 | 63 50 166% M5 5.5 M 6x20 0.5

A63 -FP 63-45 3 | 45 63| 50 | — | — |40 | 13 5 |M5x 8 — — | — | — | M10x20 |[M6%10| 0.9
-FP 85-50 2 | 50| 85 73 1005 M6 6.6 M10x25 1.2
-FP110-55 1 55 | 110 95 M6%X9 |M 8 9 | M10x30 1.7

A100-FP100-55 3 /55]100]8 | — | — |70 |17 | 7 [M8x12| — | — | — | — | MI2x25 [M8x16 3.0
-FP130-65 2 | 65130 115 10050 M8 9 M12x35 4.2
-FP160-70 1 70 1160 140 M8x12 |M10 11 | M12x40 5.3

B Std access. HOption
e Center bolt(G1)x1pc. ®Set screw(G2)x3pcs. e Positioner boss e Adapter
® M6 special small-head bolt (the head diameter size is the same ENote

as the M5 bolt)x3pcs. (A63FP-85-50 / A63-FP110-55)
*Regular M6 cap screw doesn't fit.

o Use the G1 set screw when you use the center bolt to clamp the work-piece. When you need whirl-stop machining
of a work-piece, make a flat surface on the work-piece and clamp it using a set screw (G2).

Positioner boss (Flange clamping)

ANGLE HEAD

M/C Tool

HSK-T Tooling Systems
for Turning Mill

Use it when you need centering. ©
WORK-PIECE = WNote _ 3
h Ds CODE Holder type | ¢D4 | ¢Ds| h ®When you do not want the work-piece to rotate, make o
3 1 ["Dpsa " Set screw (G2) 5 a flat surface on the O.D. (B1) of the boss, and attach 53
WAL ~T™ _ IR15-A40 FP| rsk-A40 | 155,,,| 25 | 15 [0.05 it using a set screw (Gz). %lg
I = _ 3 0 o
Positioner boss [| 4 [ chamfering surface (B1) IR25-A63 FP | Hsk-AB3 | 25 0093| 40 | 16 |01 u e
WORKHOLDER —H Center bolt G1) | IR40-AT00FP | +sk-A100 | 40 Goge| 70 | 20 |05 IR25-AB3FP 3
. . WORK-PIECE
Please use an adapter for small size work-pieces. Fig. 1 Center bolt(G
enter DO 1
Minimizing clamping area for a . Adapter } Set screw(G2)
small-size work-pieces reduces j_\ H2 ?
the interference area. 1 ‘
D :
WORK HOLDER == :
- B RS-AB3-A40 ~_(Flange clamping) i i
- o Finimg wottes)
CODE Work holder Fig.| ¢D |¢D1|¢d Hi |H2| H| T G1 G2 Gs3 ‘
RS-A63 -A40| A63 -FP 63-45 | 1 40 | 32 |25(12] 4 |50 |M4x6|M 6x20 |M4x 8 M5x16| 0.5 o=
-FP 85-50 +0.064 £s
-FP110-55 +0025 SE
RS-A100-A40 | A100-FP100-55 | 2 40 | 32 |25(12] 4 |60 |M4x6|M 6x20 |M4x 8 M8x25]| 1.5 @ g‘
-FP130-65 +0.053 32
“FP160-70 +0.020 =uw
RS-A100-A63 | A100-FP100-55 | 1 63 | 50 |40 13| 5 | 55 |M5%X8|M10x20 |M6X10| M8x25| 1.7
-FP130-65 +0.053
-FP160-70 +0020 B
MStd access. ENote §
o Center bolt(G1)x 1pc. eSet screw(Gz2)x3pcs. e Attach the work-piece with the center bolt (G1). When you do not want the ®
e Fixing bolt(Gs)x3pcs. work-piece to rotate, secure the chamfering surface using a set screw. 2
©
c
- - - [
Dovetail Vise clamping work holder E
©
=
Fig. 1 Clamping jaw r_' Fig. 2 w Clamping jaw
£/ w i ) —
ol = v [coomiocol 2
E—D[M 1 iR ﬁ:ﬂfﬂ—% """ 45 T3 2
L,‘,J ) | |l I | o 07 ‘0'_? = b ot
| ofjlefllefllef |a0 110 hd e 15442 |0 &
| sl ] soallzacs =
T b (4.5) i B B I S w
Loll3 20 L ‘ 3 15 \G g
AB3-DOV90 L B 25X (Number of grooves-1) 'A63-DOV110] L L’ e - é
-~
e W Std access.
g%o?,reg © 8mm hexagonal Angular cutter
wrench For more information, please contact MST. _c
A63 -DOV 90 T]—] 3 90|12~ 73|20-M4( 6) | 85|35 |3.8| MNote 52
1101 2 1110 _ — 36~ 80 24-M8('| 0) 90 5.7 e Dovetail grooving'of the v!lork-pi'ece clampipg_ area using _E g
an angular cutter is required prior to machining. o5
A100-DOV140 1| — 5 140(12~ 73|30-M4( 6) |100|35|7.7 After machining, cut off the dovetail of the work-piece. g
_ _ ~ _ e \Work-piece clamping jaws move individually. -
1401 2 [140 36~110]52 M8(1 0) 9.9 e Please use the screw hole on the top face as necessary.
L
Eust 79
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General Purpose

Side screw clamping work holder

Fig. 1

A C L
"
1 II;" T G2
Q ‘, ,‘ il | 1 (Small screw)
" *H1 W (size of work-piece) 4 | : L G3(Adjustment screw)
H ot
b :‘L Wi =
A63-SCS10-55 —I‘T—«{ — A63-SCD30-70
*”W”‘ HStd access.
2 ® L arge screw(G1)x 2pcs.

A40 -SCS10-40 T 5~10|13 |186[30]40|11[39 45| — | — |M6%X10| — M 6 0.5
-SCD20-55 2 [15~20| — — | — 1553049 25|11 | — |M8x16 | M4 M10 0.5

A63 -SCS10-55 1 5~10[20 |235|50 |55 |21 |62|75|17| — |[MI0Ox15| M5 M10 1.1
-SCS20-55 15~20|25 |285
-SCD20-65 2 |15~20| — — | — | 653049 | 25|11 | — | M 8x16| M4 M10 1.2
-SCD25-70 20 ~ 25 70 |35 |56 | 30| 8] 20 1.3
-SCD30-70 25 ~ 30 44 | 62 | 35| 9| 24 | M10x20 | M5 14
-SCD40-85 35 ~ 40 85 | 52| 76|45 |12 | 30 | M12x20 | M6 1.9

A100-SCS20-70 1 112~20|295|34 |80 |70 |26|99| 9|20 | — [M12x20| M5 M12 3.6
-SCS30-70 22 ~ 30| 34.5 |39
-SCD20-70 2 |15~20| — — [ — 1703049 25|11 | — | M 8x16| M4 M10 3
-SCD25-75 20 ~ 25 75 135|156 |30| 8|20 3.4
-SCD30-80 25 ~ 30 80 62 | 35 | 9| 24 | M10x20 | M5 35
-SCD40-90 35 ~ 40 90 | 45 | 76 | 45 | 12 | 30 | M12x20 | M®6 3.9

Direct-mounting (Direct-mounting type on the machine table)
Dovetail clamping type

$140 ¢80

A

Angular cutter
For more information, please contact MST.

ENote
HOption
® Mounting plate

HStd access.

® Dovetail grooving of the work-piece clamp-
ing area using an angular cutter is required
prior to machining. After machining, cut off

Measuring
Equipment

‘ Wire EDM fixture Maintenance Tool ‘

F140S80-DOC50-55

eMounting boltx4pcs. (DOC100) the dovetail of the work-piece.

- C )

CODE | H ‘H1 ¢C‘ W ‘ CODE | H | Hi C | W ‘
F140S80-DOC17.5-60 | 60 | 45| 2 | 30| 17.5| 25 F140S80-DOC 50-55 55140 | 5| 70| 50 |34
-DOC25 -60 3 40| 25 | 2.6 -DOC 70-55 100| 70 |4.7

-DOC35 -55 | 55 | 40 50| 35 | 2.8 -DOC100-55 10 1140|100 |55

Flange clamping type
. Fig. 1 3-G2  6-d3 3-Ts Fig. 2 3.G2  6.d2 3.T2 Fig. 3
[ S e e
=

. l F140S80-FP85-50

Technical
Information

[0}
o

‘ ¢D1 | ¢D2 | D3 | ¢d ‘ h1 ‘ T ‘ T2 ‘

F140S80-FP 63-50 3 50 | 25 63| 50 - — 40 | 13 |Mb5x 8 — — — | — | M6%X10 | 2.6
-FP 85-50 2 85 73 M6 6.6 3.1
-FP110-70 1 70 | 45 | 110 95 M6x%9 M8 9 3.7
-FP130-75 2 75 130 8 | 115 | — 70 | 17 |M8x%x12 M8 — 9 M8x16 | 5.5

HOption . . .

®Mounting plate @ Positioner boss —P.79 e Adapter—P.79 The mounting plate is required. 25 4-M10 PC.D.160

Also, we can make a custom design mounting plate. :T‘ —
- N 4-M12 P.C.D.170

CODE 5200 | 80 3-H—-
F200H80-MP140-25 4.3
- 5 8-M10 P.C.D.120
B Std access. eMounting boltx4pcs.

-.MST



The Automatic Clamping Head (Automatic exchange)

The hydraulic clamping design allows you to interchange work-pieces automatically, and makes it

possible for you to combine your machining centers with robots to create a fully-automated system.

A f ENote
Interface ‘ (f:(l)i?ep(::% Mv:()e(lglf?:(d:;g ® Hydraulic pressure : 3.5MPa
F70S45 -A40 - 64 HsK-A40 64| 70| 35 6 50 1.1
F100S65 -A63 - 89 HSK-AB3 89100 | 50 | 24 140 3.1
F140S100-A100-139 Hsk-A100 | 139|140 | 80 55 640 9.7

The mounting plate is required.

The Automatic
Clamping Head ﬁ eThe mounting plate is an adapter for
— ] installation on the machine table and
- for connecting the hydraulic and pneumatic
lines.

Mounting plate IE_I o Please provide us with a detailed drawing
of your machine table and the plumbing
drawing of your hydraulic and pneumatic

Machine table m] lines. We can design and produce an
exclusive mounting block, so please contact
us for more information.

;zFu“Iy-automatedsystemm

:We can provnde -he followm ltems to autqmate y_our system

Hydraulic + Air (2 channels each):

-.MST
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