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Specifications are subjects to change without notice.

This manual is made by using recycled paper.
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PARTS LIST
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Parts Niw | Poris Nom Parts Moo | Toarts Name

; 423 | §-16742%0 | Bewel Pinion | T A
e FIDIALFTD:[24-1 | | 426 | 5-i67426:00 | Bevel Gear | FTD-184- |
104 8- 167 108000 | Hushing | 427 | S-1674Z7-00 | Bevel Gear Spindle 1 113 | S-167113-00 | Theoatle Valve Rad i
I | S-Ten0 1300 [ Throttle Yalve Rixd ||| 430 | S-167430-00] Mool Gear Case | 120 | S-167121-00 ) Thrile Yalve Lever |
T | S-167117-K | Throtile Valve Spring | 431 | 8-166431-00) Mo,2 Gear Case | Id4d | S-167144-00 | Throsile Valve Lever <B> |
HE | S-167115-00 | T.Y, Cover Packing | || 432 [8-166432.00 | Gear Case Cover 1| | 1740 S-167174-02 | Small Screw <With CSW> 2
1X |'S-167 02000 | Throtle Valve Cover i 434 | S-167434-00 | Bedring Washer | 17403} S-16717403 | Small Screw <With CSW= 2
121 | S-1660214000 | Thottle Valve Lever | 4420 | S-167440-00 | Ring | W | S-16T200-00 | Housing |
140 | S-167140-000 | Cup MNut 1 A8 | S-167468-00 | No.2 Gear Spandle | 250 | S-167250-00 | Exhuust Cover |
171 S-1671T1-00 | Inlet Joint <PT> 1 503 | S-167500.00 ,\-"p.l.l.:r:r <l 1 183 | 816725200 Exhaust Cover Sheet |
170 [ TB-202N0G | Inlet Jojnt <NPT> | B30 | S-166651-00| Hanger <FTD-1§-[> I 273 | S-167273400 | Cover |
1TA | S5-167174-00 | Small Screw <with PWa ¢ TI6A [ S-16TTIA00 | Cutler Case <pl - | 151 | 5-167351-00 ) Cluch |
1748 | S-16TET4-00 | Small Scrow T TI6R | 5-167716-01 | Cutter Case <l 3= I 431 | 5-167431.00| Mo.2 Oesr e |
175 | S=16T175-00 | Small Screw <H> | TI6C | 5-167T16-02 | Cutser Case <012 <FTT-18-1= | 432 | 5-167432400 | Chear Cose cover |
181 | S-16T181-00 ] Bushing <A I Al | BB-626 Hall Bearing | | 552 | B-167552.00 | Cluch Case I
W1 | 5-166201-00 Housing | ADZ | BR-GDELLE | Ball Bearing I 553 | 5-167553-00 | Clutch Shall 2
207 | 5-16720700 | Rotor | Al | BB-A0E Ball Bearing b | A58 | S-16T554-00 | Cluich Spring <A> |
% | 5-16T208-00 | Rivor Blade + Al | BB-6200 Ball Besring bl | 675A | S-167675-00 | Holder <l fic- |
209 | 516720000 | Cylinder 1 Al | BB-EE2 Ball Bearing I | | 6758 S-167675-01 | Holder <ol 3> |
210 | 5-167210-00/|  Cylinder Lpper Plate 1 AlG | ND-FER-TURR | Needle Bearing || 939 | 516793000 | Bal<With SW= |
211 | 5-167211-00 | Cylinder Lower Plate | BOl | SP-322 Spring Pin | Bl | SP-316 Spring Pin |
217 | S-167217:00 Beanng Cover 1 BOZ | SP.2.58 Spring Pin I cor ) O-pd 0 Ring |
157 1 S5-16T257-00 | Whosher | BOS | SP3l6 Spriog P 2 DOl | SAI0RS Screw 4
08 | S-167308-00 | Spocer I o | O-p2z " Ring | D2 | 5-35H Screw 4
40 | S-167804-00 | No.2 Gear | DOl | 5-48RS Serew | DA | 5-4E8 Screw k]
Aty | S-16T400-00 | No 3 Gear I Jaj H-EU Uretlsane Ball <FTD-18-1> 1 EDl | CSW-R Spring Washer i
413 ;. S-167413-00 | No, | Manci Gear 2 01 | NP-OT21 Mame Plate | _E[_}_I_____:if_{_-_ﬁ;.‘l _ﬁ_lﬂl[t_!!_!l.‘_lz_ |_
414 | S-167414-00 [ No. | Manet Gear Spiadle 2 202 | NPN-De3.2 | Serew Rivet 4
416 | 5-167416-00 | No.l Planct Gear Frame 1 | | Ml | ———— | Cunter 1

[ e stancard cutier case size walb Specilly sine i omlering




B Classification Table For Cutter

B Shapes of Tip and Cutters

Type|  ltem No. ?:ﬂlfn":;ﬁ ”“-w”m Standard (1) (@)
CUT-1001 ER 12 ER=a12 m
{1) CUT-1002 B.6R 013 65013
CUT-1003 A 016 8Rx016
(2} —""—-GUEN— 10R-150R 216 b
—_— aAxBR 012
@) — oAt 5H 013
CUT-3001 o5xBRxa 16
afxBR a16
CUT-3002 obxBR=0 16 AxaD AxaD
—_— reA=GH ol2
(4) — roAxB.5R 013 (4) (5)
CUT-4001 reaA=aR w16 A0r=p6=AR=018
== B-Br60" a13
i5) — 3 or morax80” pi6
— 7-08:50° 913 H '
——  |e0ormores0’| 016 (iR LN
CUT-6001 5-07x60" 013 0660013 | ! B
_ 08 or moneB0° al16
(6} _ 3-04u75"° o013 = P
- CUT-6002 | a5ormorex75” | 016 8Ex 75016 t5p AxExgD rxdteal
CUTE00a 23 or mone=90° 016 it ool
CUT-6004 @6x80" =016
— |eBormorexizo’| o8 N (8)
(7} — e Al al
() — oAl al
() _ CE o16
# Beside ilom listed abovg 1able, mimmim 10pcs. par bom is required for codaring "
optional cutters. Specily the nominal dimensions when ordenng. i |
# Culter 8 not provided as o standard Recessoey.
—
r=eAxi=all BAxrwiTxal Fxal

B Example of Cutter Manufacturing Limitations

e—21.9—

N

i

H il H
p—

Using MNo.6 above as an example

A by of al leant 1mm
e T e actusd tig
ol is rocessary.

B Cutter Nominal Dimensions and Manufacturing Dimensions

When ordering, please use the above classification table with regards to lip shape when specifying the nominal
dimensions for cutters. However, depending on the shape of the tip and as long as the cutting edge depth (H) is
not exceeded, we make cutiers that can be used up to the maximum diameter of the tip (e16) are made. For
example, for an order for & cutter to handle 10R=a13 tips, the cutter we make will be specified only as 10R. The
cutter lo be supplied will In fact be an ftem for 10Rx216. If the tip diameter is 016 or less, dressing can be
performed with this cutter by merely replacing the cutter case with one that matches the tip diameter.

Cutter No.  Tip shape (Nominal)
675 =012

(Ordering example)

(6)
(9)

M Cutter Repair

A cutter can be repaired two to four times. We also offer you of cutter repair.
Please send as many together at once as possible.

Fxa13

(1) The cutting edge depth (H) is limited 10 7.5mm (which is 1/2 of
the total height of 15mm) or less due to strength considerations,

(2) Should tha cutting edge &° on two-blade cutters get too small,
chatter will result and the finished shape will be susceptible to
breakage. Therefore we limit It to a maximum of 50 degrees.

% Cutters that do not meel the above conditions (1) and (2) can
not be made.

Cutter Supplied #For difficult specifications,
= 86x75°xe16 please send us its drawing
—  Fxalb or an actual cutter.
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B Operation Procedure for FTD-18-1 & FTD-18A-1

1. Select the cutter case (716) and the cutter (MO01) suitable for the size and shape of the welding tip.
2. Insert the cutter (MO1) into the cutter case (7186).

3. Insert the cutter case (716} to the tool aligning its flange to No.3 gear (406).

#*As the cutter case (716) is held by the “0" ring (C02), a slight resistance will be felt when the cutter casa (716)
is inserted. Il it @easily comes out from the cutter case (716), tha “0" ring (C02) must be replaced as il shows
worn "0" ring (C02).

*Push the cutter case (716) from the opposite side with a finger for removal.

FTD-18-1

4. Hold the tip dresser vertically to the welding tip and bring the opening of the cutter case {716} close to the tip.

5. Hold the tool firmly so that it does not incline to the welding tip.

B. Hold the throttle valve lever (121) lightly and apply the cutter to the welding tip slowly.

7. Apply the cutler to the welding tip lightly first with low speed, then slowly make it heavier and faster.

8. At the end, slowly stop pushing the tool and finish dressing. Then separate the tool from the welding tip while
rotating.

FTD-18A-1

4, Select the holder (675) suitable in size for the tip shank (12,13 or 16mm).

5. Resel the small screws (174D) aligning the holder (675) Into the center of the welding lip.

6. Hold the tool vertically to the welding tip and insert the holder (675) into the tip shank under the cap lip.

7. Hold the tool firmly and grip the throttle valve lever <B> (144) lightly and apply the cutter (M01) to the welding
tip slowly. Patented interlocking valve mechanism will automatically apply the cutter to the welding tip lightly
first with low speed, then heavier and faster gradually,

8. At the end, slowly release the lever (144) and separate the cutter (MO1) from the welding tip while rotating.
Then pull the holder (675) off from the tip.

Caution

- Be sure to disconnect the tool from air supply or shut off the air supply when mounting or dismounting the cutter
and the cutter case.

- Make sure the cutter fits with the cutter case before use.

- Do not louch the cutter and the cutter case mounted on the toal in operation,

~ Do not start the operation of the tool when the cutter is fixed on the walding tip in a jam.

- Start the tool slowly as a strong reaction torque Is likely developed when repairing worn welding tip.

— Over-dressing will shorten the service life of welding tip and cutter.
Wa recommend you to find a suitable lime for tip dressing by measuring the time for dressing in your factory.

FUJI AIR TOOLS CO.,LTD.

1-14, Kamiji 2-chome, Higashinari-ku, Osaka 537-0003, Japan
Tel : (06) 69722335
Fax : (06) G972-2250
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