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Fig. 3-2 Design of V-flange tool holder
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Fig. 3-3 Clamping method of a Collect chuck
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Fig. 3-4 Spindle deformation influenced by centrifu-
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Feature Size( ¢ D)
. For ATC 32, 40, 50
+ Cent coolant 63. 80, 100
possible 125, 160
- Manual clamping 40, 50, 63
+ High rigidity 80,100, 175
- Through comant 160
. Manual clsmping | 3z, 40, 50
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- High rigidity 80, 100
* Through coolant
- For ATC 25, 2. 40
50, 63
- High rpm
+ For ATC 50, 63
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machine

Fig. 3-5 Different types of HSK tooling
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Fig. 3-6 Design of HSK shank

Clamp ®2l& Shank® WAK wHEeiR 3(0°
Clamp Unit2 #eol 3712 1/10 Taper(2.86°)
gAHY A7) AN Flange@d# Taper®7l &3}
2ATEHoE o] Foith (Fig. 3-7)

MCel AH&El: HSK Shanke %2 3
A7) 913k Taper®9 Diazt &2 ZoA F
FAE AT 5 AEF FHolglh 2%7] B
A A3se FF Taperfols HEIH F¥H
Tapers] @54 dALzecz ALde L348
& 9tk ©] Taper®o] Holeo]tt GrooveE
AL LS A7\, me] Qo] & £
Z ATC# ShankelM¥ Taper®el Holed
gy sERGedT 4z AA499 Aok (Fig.
Tool& Fot B7le &% Torqued 7‘*‘%01-\:
< 283l Twisting Forcedt Tension Force® %1
FA71A) & Yo E AEE FHdn Yo FTa

Ha
A=l
-

rir T

A%

=2
Lo oA 2

ol
h=3
=
o
=
A

ks
i
\ﬂ.

‘1\/—:111 i e

—— Tightening

Fig. 3-7 Clamping method of a HSK shank
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Fig. 3-9 Design of a KM tool shank
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Fig, 3-11 Design of a FMT shank
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Fig. 3-12 Design of "NC 5, shank
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Fig, 3-13 Oil hole holder
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Fig, 3-14 Principles of read/write for ID chip
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Fig. 3-16 An examples of tool ID system
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