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Pos. Wi Description
1 TIE=EHIHEIT Tool head
2 L Shank
3 ThR%= Blade housing
4 TI R IR BhFF Blade control
5 ZERET Clamping screw
6 TN REERRT] R TI54H Blade or cartridge with indexable inserts
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As a world-wide leader in tool development,
HEULE WERKZEUG AG introduces an easy-
to-use front and back spotfacing and formsinking
tool. The SOLO tool functions reliably without
anti-rotation device, change of spindle rotation,
coolant pressure or contact mechanism.

The SOLO tool is immediately ready for opera-
tion on any machine (CNC, transfer, multispindle
or conventional machine).

The inability of dirt and chips to penetrate the
system guarantees a high process reliability.
One reason for this is the cutting blade which
moves in and out radially, preventing chips from
jamming the system. In addition, the completely
closed tool design (control unit) prevents any
coolant contamination.

Application range:

Minimal bore @: ~6mm
Maximal countersink @: ~49mm
Max. chip section (counterbore width)~ 13mm
Max. ratio bore-counterbore: ~1:1,96

The new tool design of the SOLO evokes sim-
plicity and user-friendliness. The ratio of
price/performance and the minimum required
maintenance predestine HEULE’s SOLO for
successful application in large volume produc-
tion.
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1.1 SOLOS5SOLO2rJX %l / Differentiation SOLO/SOLO2

T BRI

SOLO:

MATFEESMILINEE, 5 F1900%/5$HER
SOLO2:

MATREAONMEE, FaA8id1500% /5
$ho 71 Gt R RO%E IR 9 1900%; /43§

AWM BEEMN EEETLARE, EE2HNEBHI
WA —HER,

SOLO

-RIREZE: 1000%/5 4

b EEINEHRT

TR ESFIENEHMEKE, £iX2RRERE, T
FIIAZEIEME,. MREBEWE TR, FHBMA

Ei58,

SOLO2

SOLO2H# i i B AHE7E1900%% /43¢0, HizHlsa
{LifE i — R EIRRARIC

SOLO2HI 71 R e S IE R IE R TRIEFHTHRS (£
sk ) . ZTIEEEMBTE /T 15005 /4> $hHISE E
RI{E, 71U EHEE KBEFE1900% /05, —
BEEXNEE, THhHsEZENKERT A

=M

We differ between two types of SOLO tools:

SOLO:
For high machining speed rate higher 1900
rev/min

SOLO2:

For lower machining speed rate up to 1500
rev/min. Retract speed rate: 1900 rev/min.

The two tools do not differ in appearance. But
the mechanical construction is different.

SOLO
- Minimum speed rate: 1000 rev/min

— Control unit with black ring
The blade is retracted at standstill. After exceed-
ing the minimum speed rate, the blade extend to
work position. To retract the blade the spindle
must be stopped

SOLO2

The activation speed rate for SOLO2 is 1900
rev/min. The control unit is identified by a green
ring.

The SOLO2 blade is extended at standstill
(spindle stop). The tool can be used by a
machining speed rate of 1500 rev/min. The
retract speed rate of the blade is 1900 rev/min.
After exceeding this speed rate, the blade retract
safe into the blade housing.

X 5ISOLO:SOLO2 / Difference SOLO:SOLO?2

SOLO /1900 SOLO2
FHEEMNITI RN E 4[] 17
Position of blade spindle stop Retracted Extended
BIk =23 ) Ze
Color ring Black Green
5z [l 8 - 1900%%/53 5
Retract speed rate - 1900 rev/Min
FI R E 1900%%/43 -
Extend speed rate 1900 rev/min -
I TYIHEEE > 1900%/4>$h 0 - 1500%%/4y 4§
Machining speed rate > 1900 U/min 0 — 1500 U/min
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1.2 ThEE / Function

SOLO

FHFHIE 71 41
Spindle stop: Blade retracted
SOLO2

FEHFRLE: TIRfRE
Spindle stop: Blade extended

=TT

Control unit

[EIERE: S
Pull-back spring

Fig. 1

SOLO

EHEEE: TIRfREH
Spindle in rotation: Blade extended
SOLO2

EHEEE: T1 /45
Spindle in rotation: Blade retracted

Fig. 2

P B DR 22 3 7 T R ) B2 7T 1A AR LE 7k
LR, HEEEBHEEERN, MOEOR
FriaEsMUTE S (E2) o

HEOREIMURB BN, EEITRRFRERT
A HO R, N ERIET T R RS E
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Two centrifugal weights are installed in a control
unit closed against dirt. With the activation speed
rate the centrifugal weights start moving out-
wards. (Fig. 2).

The weights moving outwards are turning a
gearwheel via two toothed racks. This gearwheel
drives the blade out or in by means of a blade
control.

Pull-back springs push the centrifugal weights

back to the centre when the spindle stops (Fig.

1).

Attention:

o Please pay attention to minimum speed
rate / activation speed rate!!!

(See programming information SOLO /
SOLO2)

V4.0 SOLO

HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
FRAES (£85 ) ARAT HEiF: 051082022404 £H: 0510 8279 7040 U I Page 3




SOLO
TR

Blade retracted

FhigeE
Spindle stopp

I E A-A/ Section A-A

TIRERE N5
Blade contr: '§ /Blade
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Fig. 3
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Blade housing

SOLO
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Blade extended

FhFEE

Spindle in rotation
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Blade retracted Spindle in rotation
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Blade
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SOLO2
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Blade extended Spindle stopp
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Blade control pin B
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A small blade control pin fixed eccentrically on
the front side of the blade control engages into a
small groove at the blade (Fig. 3). By turning the
blade control, the blade is driven outwards or in-
wards by means of the blade control pin (Fig. 4).

The cutting forces are taken by the blade
housing; not by the blade control pin.

2 J1E#%& |/ Tool selection

SOLORF TN ERBFRRMUT IR SH:
o RILEE (HAZE)
o HIAHR (HAE)

The following application data is required for the
selection of a SOLO tool:

e Countersink diameter (with tolerance)

X e Bore diameter (with tolerance)
© WMIKE/SLRE e Working length / Bore depth
« ANREE [ I e Tool adaption / Shank
o MI#HBR / MIHE e Material / environment
o RHAAR e Collant
HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
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3 JIKF¥E# / Change the blade

Wippenbolzen Wippe
Blade control pin Blade control

AL
N

Messer
Blade

Knopf

HwEBRI k-

BiERETEEGBTANAERE, TETRIEK
AT RN EERKE, X, THSWBRIF
FEAM#ER, STIRKTeENHE, AERTR
o

Dismantling of blade:

By simultaneous pressing on the side buttons at
the tool head the blade control and the blade
control pin are pulled back. Thus, the blade is re-
leased and can be pushed out. Keep the buttons
pressed until the blade is completely removed.

Wippe
Blade control

Wippenbolzen
Blade control pin

Wippe
Blade control

Wippenbolzen
Blade control pin

Messer
Blade Messer
Blade
EHIF-: Insertion of blade:

Bz E T B =S S m MR E T R IR
MAREHHEDREE, ®REFRERSEET R
WEEBATTREHNEOR,

1. TREEATI R EOEBR R,

2. BARBBEANTIFEORN, EETREENH
BRETREEREG (BEBFEMITE “K
iE” HEE) o

EEE:

B A RS TIRERIEREARES (EFRE
ENRIEHR ) o

By simultaneous pressing on the side buttons at
the tool head the blade control with blade control
pin is pulled back. Keep the buttons pressed until
the blade is inserted in the blade window of the
blade housing.

1. Insert blade in blade window. Side buttons
can be released.

2. Shift blade into the blade window so that the
blade control pin engages into the blade again
- a distinct click can be heard.

Attention:
The buttons always has to be moved out (it
mustn’t be pressed in anymore).

V4.0 SOLO
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4 TN REHFEIIFINEHER

Change of blade control and blade housing

Fig. 6

oy ¥

1. TG B ITEMN =K E4R5T (Pos5) , #
FEBSENE, TEHEAT,

2. B REmAET S, SEHBETSEFEK, MR
=B/NRSTHIIAR, TRERASOLORF RS
& (B5),

3. ARFFEH I REIHF@ETANAE, ERER
HhEMEIBE. MREBBR/NRTHTIREEHTF, [
BAAERSOLOlRF k55 (E6) o

Dismantling:

1. Release the 3 clamping screws at the tool
head, i.e. unscrew them a little.

2. Pull the blade housing forward, away from the
tool head. By small diameters and/or short
length, use the SOLO key for disassembly

(Fig. 5).

3. Then pull blade control also forwards away
with some force, but without releasing any-
thing. By small diameters and/or short length,
use the SOLO key for disassembly (Fig. 6).

Markierung
Mark — =47

[ )

— Messerfenster Markierung
blade window Mark

Messergehause Markierung
blade housing 1 Mark
ofl] j

Klemmschraube

. _'cl I I S ——
Clamping screw

HE:

1. BRANE IR BEHHENEHETEERE R
£HERE,
ER:
HELSRHBFERTIRRHAF, TTHEURES
BT LR “” RIS EREX T,

2. BIIRFZELHENEFETAH, PIERINEZE
15T (Pos.5) o
EE:
HAESEBRFEER IR R, THhFUAREES
B K “” FRiIECLEEENF,

3. PIE=EKEEET (Pos.5) o

Assembly:

1. Press blade control with slight force into the
tool head (catch) until the blade control en-
gages.

Attention:
Line up the blade control, the blade hous-
ing and the tool head with the correspond-
ing mark.

2. Mount blade housing on the tool head.

Attention:

To assemble the blade housing correct,
the blade housing with the position pin
has to be rotated approximately 10° into
the clearance of the position pin (Fig. 7).
Afterwards both markings (notches) have
to be aligned to each other.

3. Tighten the 3 clamping screws firmly.

=
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5 gERM / Function control
SOLO

LTl LIP=
Position - notch

181 B
Clearance

HEFHFLENERT, ATUERATARRRN ]
BrMaeR T ( 7R EFTHhEF L = 3
) o

N SOLORFFH Bl At 175 miEsE ( SOLO2K %
BétAm ) , THRESOLO, TTHBEITH, MERE
SOLO2, 71K #B£WE,

EERH RIS, SOLORFLMEIZHERMAE
BEEMERIIZEHATUEN R, T1H7T®HR

FoER B TT LAY M =X 5o

EE:

WRSOLOMFHIMBHRELRMF IR, FHAE

BRETNFBTFHR

ZRMRIEEWETE—ERERHEERNERLT
i#1T; BE, BE®RT IR, TREURTIRIREH
Hia, WAl TRiNERE; EEGULERNK
BT
EE:
EERTIAR, SOLOWF MmN IR L
T, BUE~EER
5 E IR 22 o T R
ZEFIAL EER T IR AT A# E A

The possibility is given to check the function of
the tool (extension and retraction of blade) when
the spindle is stopped.

Insert the SOLO key and turn clockwise (SOLO2
counter clockwise). By the SOLO the blade
moves out and by the SOLO2 the blade moves
in.

After the function test of the blade, the SOLO
key has to be backed off in opposite direction un-
til the position pin hits the end stop by the notch
of the control unit. The blade housing must be
aligned with the notch by the control unit.

Attention:

All turns with the SOLO key must be done
smoothly by hand, to detect any interference
with the blade.

This operational check is advisable if the tool
hasn’'t been used for a certain time, after change
of blade, blade housing, blade control as well, or
if the tool function needs to be checked.

Attention:

It is important that the SOLO key is removed
before put back in operation => Danger of in-
juring oneself

The clamping screws have to be tightened.

The tool is now ready to use.

SOLO2 RN
Position - notch
EgE
Position pin
SOLO HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
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6 SOLORIERAEIFHIIHISH
Cutting data for SOLO carbide blades

BEEENMEER
Pay attention to minimum speed rate

o Y1 iE B ve (m/min.) 4 &Ef (mm/U)
Material Cutting speed v, (m/min.) Feed f (mm/rev.)
RIEEFL/ARTLILE
depending of ratio bore-counterbore
L@ < 700 N/mm? 50 - 100 0.03-0.1
unalloyed steel < 700 N/mm?
L@ > 700 N/mm? 50 - 100 0.03-0.08
unalloyed steel > 700 N/mm”°
A& < 800 N/mm? 50 - 100 0.03-0.08
alloyed steel < 800 N/mm?
A& > 800 N/mm? 40 - 80 0.03-0.08
alloyed steel > 800 N/mm?
TEM > 1000 N/mm? 25-50 0.03 - 0.06
tool steel > 1000 N/mm?
TEM < 1000 N/mm? 35-70 0.03-0.08
tool steel < 1000 N/mm?
xO%% > 250 HB 40 - 80 0.04-0.1
gray castiron > 250 HB
xO%% > 350 HB 35-70 0.03-0.1
gray castiron > 350 HB
h 555N 35-70 0.03-0.08
cast steel middle skill
2827353 35-70 0.03-0.1
nodular cast iron
£A 100 - 200 0.03-0.1
aluminium
N 30-50 0.03-0.1

titanium alloy

EEERTRPEIENNRESEE, EERAZEPREE  Please note that the cutting values are standard val-
RIS BRI R Z S TIE YR, ues only. They can be adjusted both upwards and

downwards.

- HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39
7 | Page 8 FHFIES (%55 ) BRAT EiE: 0510 82022404 fEE: 0510 8279 7040

SOLO V4.0




7 %EER /Programming information

7.1 SOLO
EEELT: Attention:. o
EEERINER, 7V~‘ﬁf Pay attention to minimum speed rate.
T
% B
IR /4 EV: Rapidfeed
EV: AR 0 forwards
) R . ER: Rapid feed
ER: ME/F1RIE \ ;\ § h backwards
C EET NZERN t | |AR: Working feed
AR: /R TR G [ A%< backwards
h: IHEE J‘ h:  Workpiece height
t: LR E ' t: Countersink depth
G EhBE @/ G.  Burr height
S: RSB S:  Clearance distance
1. EETRE 4. [EBTREE
FhEdRll (35EH0) AR | /—~l@ ERTRER T XEFHMT | ( )
Z T EATREEAFRELTT : £ e :
P MTEL (7R ERES ) | § a1 BIERE E; | 53
E: h+G+S E: h+G+S ' a2y
1.EV [ E T 4.EV I
With stopped spindle Travel out of countersink L[
(speed rate: 0) pass [ in EV -
through the workpiece in
EV (blade retracted) 4.1. Coolant off
2. FHEE 5. FHIEH
IR B 177 10 o 35 = e 2 3805 g FHiE, EERAE (RSB
E ( THRETH) Wem )
EE EOEEIMER / E FE EOEEIVER
BEAERTHRNEE /—+z> fﬂk@
2.1 s IFEH g (\—./) ¢

fiEZ:h+G+S

g

2. Spindle in rotation
Activate spindle clockwise
(blade extended) Raise up
to working speed rate.

frE: h+G+S
| 5. Spindle stop ]
R * | Stop the spindle, speed [T .
U rate: O (blade ret_racted) |
[ Attention: dwell time at ;

Attention: dwell time at least 1 sec.
least 1 sec. / Pay attention

to minimum speed rate.

2.1 Coolant on

3. AETIR 6. [HEHRR

[\ TR AR TH#TH NEFRBHFRE EEEH B
1 g (E?) EHHTIEMBELE (KB
*@ . HE, HEHO) — -+

frE: h-t E

3.AR [ L 6. ER ¢ T

Machine workpiece back- With stopped spindle '

wards in AR withdraw the tool from [ L
workpiece in ER (blade re- I
tracted; speed rate: 0) —e

SOLO HEULE WERKZEUG AG / Tel.: +41-71 726 38 38/ Fax.: +41-71 726 38 39
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7.2 SOLO2

ERE: Attention:
EEER/NTI R EER 17 to minimum retract speed rate.
UI i . i
BV Rt ﬂ :j EV: memm
. orwards

L e Q ER:  Rapid feed

ER:  MERE Q ") backwards
o AR:  Working feed

AR RETE &7“""”-@—(’[ h backwards
h: THERE s - RS h Workpiece height
t: LR E . t Countersink depth
G: ENEE Q_‘) G Burr height
S: REES S Clearance distance
1. J1 5 Wos B 4. [A TR
N Bt 1 75 1 m 328 = B = Wi B3 MERIRFMAXEFMITE

E, ®{R1900%%/5, #REHME
AR E BT H I TFL
(NHEYKE )

fiB: h+G+S

1. Retract speed rate
Active spindle clockwise,
Retract speed rate: min.
1900 rev/min., pass
through the workpiece in
EV (blade retracted)

By
41 EIEAH

rE: h+G+S

4. EV
Travel out of countersink
in EV

4.1. Coolant off

T

SHS

EV

2. YETHEE

IR YIHIE E B T 2005 /4>
$h, 1515 KPR B PR Z 2004,/
o4, SIERHEM,

FE: EOEE1MER

2 ITHRE

5. 71 Fr W i

% SE B A0 I% hniE B i 15
( AKX 1900%/4y )

( TI R e )

R EOFEIMER

GE: h+G+S fE: h+G+S 0
2. Machining speed rate 5. Retract speed rate |
If the working speed is + | Raise the spindle speed '
higher than 200 rev/min. « |rate up toretract speed
slow down the working rate (min 1900 U/min) —
speed below 200 rev/min. (blade retracted) ol
or work with spindle stop. Attention: dwell time at |
Attention: dwell time at least 1 sec. until the blade }
least 1 sec. retract
2.1 Coolant on
3. mETIE 6. [EEHRR
MEEZFEZNVIEIEE, R ERFFQEEENER, mE
BU S TiR 7 0t T itk 47 C,_\@ ) BB R T B T g
PIH| (7IRE¥ME )
—— |1
fg: h-t :
3. AR M WY AR 6. ER 0 | ER
Machine workpiece back- s g In retract tshpeetefollr?:gm * E I N
wards in AR and machin- : ! i
ing speed rate. \r/grrlggtlgg? in ER (blade +—h
4
o HEULE WERKZEUG AG / Tel.: +41-71 726 38 38 / Fax.: +41-71 726 38 39 SOLO
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www.heule.com
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HEULE TOOL CORPORA TION
4722 A Interstate Drive
Cincinnati, Ohio 45246

USA

Phone +1 513 8609900
Fax  +1513 8609992
info@heuletool.com
www.heuletool.com
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