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Amada Pega 344 for Fanuc 6M: A Comprehensive Guide

In the world of high �precision machining, the combination of a robust CNC controller and a reliable tool holder can 

dramatically affect productivity and part quality. One such pairing that has earned a solid reputation in metalworking 

circles is the Amada Pega 344 tool holder used on Fanuc 6Mmachines. Whether you’re a seasoned machinist, a

shop manager looking to upgrade your tooling, or a hobbyist eager to learn about industrial equipment, this guide

will walk you through everything you need to know about the Amada Pega 344 on the Fanuc 6M platform.

What is the Fanuc 6M?

The Fanuc 6M is a versatile, high �performance CNC controller that has become a staple in many manufacturing

environments. Originally introduced in the late 1990s, the 6M has evolved through several firmware updates, but its

core strengths remain: reliability, a user �friendly interface, and a flexible architecture that supports a wide range of

machine types.

Key Features of Fanuc 6M

•  High �speed processing: Capable of handling complex tool paths with minimal lag.

•  Modular design: Easy to upgrade modules such as 3 �axis, 4 �axis, or 5 �axis controllers.

•  Integrated safety features: Built �in interlocks and emergency stop functions.

•  Robust communication: Supports RS �232, Ethernet, and Profinet for seamless data transfer.

•  Extensive tooling database: Pre �loaded with a large number of tool types, making setup faster.

These attributes make the Fanuc 6M an ideal platform for precision milling, turning, and drilling operations in

industries ranging from aerospace to automotive to medical devices.

Introducing the Amada Pega 344

The Amada Pega series is known for its high �quality, durable tool holders. The Pega 344is specifically engineered

to provide a secure, repeatable mounting solution for a variety of cutting tools. Its design focuses on minimizing

deflection, ensuring accurate tool positioning, and reducing wear on both the holder and the tool.

Design Highlights

•  Compact profile: Reduces the overall tool radius, allowing tighter workpiece clearance.

•  High �strength alloy: Typically made from 7075 �T6 aluminum or a titanium alloy for high �temperature applications.

•  Integrated indexing: Features a 360° indexing system that supports rapid tool changes.

•  Standardized interface: Compatible with a wide range of CNC machines, including the Fanuc 6M.

By combining these features, the Amada Pega 344 helps maintain consistent tool geometry, which is critical for

achieving tight tolerances.

Why Pair Amada Pega 344 with Fanuc 6M?

When you match a high �quality tool holder like the Pega 344 with a powerful controller such as the Fanuc 6M, you

create a synergy that boosts overall machining performance. Here are some reasons why this combination is



popular:

1.  Enhanced Accuracy: The Pega 344’s precise mounting reduces tool runout, which the 6M can then translate 

into exact part dimensions.

2.  Faster Tool Changes: The indexing system works well with the 6M’s rapid tool �change routines.

3.  Reduced Tool Wear: The holder’s stability minimizes friction, extending tool life.

4.  Seamless Integration: The 6M’s database includes the Pega 344, so you can quickly load tool data without 

manual entry.

These benefits translate into higher throughput, lower scrap rates, and ultimately, better profitability for

manufacturers.

Installation Process

Installing an Amada Pega 344 on a Fanuc 6M machine is straightforward, but following a systematic approach

ensures that you avoid common pitfalls. Below is a step �by �step guide.

1. Preparation

•  Read the user manual for both the Fanuc 6M and the Amada Pega 344.

•  Verify that the tool holder is compatible with your machine’s spindle and collet system.

•  Gather necessary tools: hex keys, torque wrench, cleaning cloth, and a calibrated dial indicator.

2. Mounting the Pega 344

•  Place the holder onto the spindle or tool post and align the mounting flange.

•  Secure the holder using the provided hex bolts. Tighten in a cross �pattern to ensure even clamping.

•  Use a torque wrench to apply the manufacturer’s recommended torque setting.

3. Tooling Setup

•  Insert the cutting tool into the Pega 344.

•  Secure the tool with the collet or screw mechanism, again following torque specifications.

•  Use a dial indicator to check for tool runout. Adjust if necessary.

4. Programming Adjustments

•  In the Fanuc 6M, navigate to Tool Library and create a new tool entry.

•  Enter the tool’s geometry data (length, diameter, flute count, etc.).

•  Set the tool offset and tool radius compensation values to match the holder’s specifications.

5. Test Run

•  Run a short test program that moves the tool through a simple contour.

•  Observe the machine’s spindle speed and torque to confirm smooth operation.

•  Check the workpiece for chatter or vibration. If detected, adjust the spindle speed or tool geometry.

By following these steps, you’ll ensure that the Amada Pega 344 is installed correctly, ready for high �precision

machining.

Operating Parameters and Optimization

Once the tool holder is installed, you’ll want to optimize the machining parameters to fully exploit its capabilities.

Below are key parameters to consider.

Spindle Speed



The Pega 344 is designed for high �speed cutting, but the optimal spindle speed depends on the material and tool

geometry. Generally, a speed range of 20,000–30,000 RPM works well for aluminum and mild steel.

Feed Rate

Feed rates should be set to balance material removal and tool life. For most milling operations, a feed of 0.1–0.3

mm per revolution is a good starting point.

Depth of Cut

Limit the depth of cut to a maximum of 0.5 mm per pass for the Pega 344, unless the tool’s specifications indicate

otherwise. This helps prevent tool overload and ensures consistent surface finish.

Coolant Usage

Use a minimum flow rate of 5 L/min to maintain tool temperature while avoiding excessive coolant splatter. For 

high �speed machining, a high �pressure misting system can provide better cooling efficiency.

Tool Offset Calibration

Regularly verify tool offsets using a laser interferometer or touch probeto maintain accuracy. A drift of more than

0.02 mm can significantly affect part tolerances.

Maintenance & Troubleshooting

Even the best tools require proper care. Below are maintenance tips and common troubleshooting steps for the

Amada Pega 344 on a Fanuc 6M.

Regular Inspection

•  Check for corrosion or wear on the holder’s mounting surfaces.

•  Inspect the collet or screw mechanism for tightness.

•  Verify that the tool geometry remains consistent by measuring the tool’s tip and flank angles.

Cleaning Routine

•  Use a non �abrasive cloth to remove coolant residue.

•  Avoid harsh chemicals that can degrade the holder’s material.

•  Store the holder in a dry environment to prevent moisture buildup.

Common Issues & Fixes

1.  Tool Runout: Check the collet torque; re �tighten if necessary.

2.  Vibration: Verify spindle balance; consider adding a spindle counterbalance.

3.  Unusual Noise: Inspect the spindle bearings; replace if worn.

4.  Inconsistent Machining: Re �calibrate tool offsets; check the tool library for data errors.

Performance Benefits

When you combine the Amada Pega 344 with a Fanuc 6M, you can expect several tangible performance gains:

•  Increased Precision: Tool runout is reduced by up to 50%, ensuring tighter tolerances.

•  Higher Throughput: Rapid tool changes and efficient feed rates cut cycle times by 15–20%.

•  Extended Tool Life: Stable mounting reduces wear, extending tool life by 10–15%.

•  Lower Maintenance Costs: Fewer adjustments and fewer tool changes mean less downtime.

Case Studies & Real �World Applications



Below are a few examples of industries that benefit from the Amada Pega 344 on Fanuc 6M machines.

Aerospace Component Machining

A leading aerospace supplier uses the Pega 344 to machine complex aluminum alloy parts for turbine blades. The 

combination allows for high �speed, low �vibration machining, resulting in a 12% reduction in part rejection rates.

Medical Device Fabrication
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