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(DMethod of the Insert attachment and outside diameter adjustment

% Please follow the procedure below at the adjusting parts and diameter.

Y Please set it at your own risk,except the first set at shipment

%t can't respond any trouble except the first set at shipment . Please be careful adjust setting
% Please use the dial gauge at the presetter and the machining center to a minute set.

Guide 2

Adjustment

Insert

X Ajustent Wedge Type

(DPrepare a complete set of parts
*Body*Insert *GuidePad*Set screw*Adjustment wedge(*® 19.01~) =wrench

@Check the dimensions of each parts
* Please pay attention the wear of a instrument anvil and starting point .

3)G1 Guide set
*Remove the dust at attached guide set position by air Duster
*Make sure the guide fits in the correct position
* If it does not fit, please remove the foreign object adequately

@G2 Guide set
*Set in the same way as Q)

(B)Type with the diameter adjustment wedge

*Remove the dust in the adjustment wedge seat and Insert seat by Air
Duster

+Set the adjustment wedge screw does not protrude from the bottom

*Pay attention to the perpendicular direction

*The cutting point set in the direction at 2 o’clock based on a cutting edge.

®Temporary tightening Insert

*Move the chip while sliding the step on the bottom fits.

*Temporarily tighten with tightening screw
* Check that the adjustment wedge cut point close contact with Insert
% Check that the adjustment wedge is not lifted up




@Method of the Insert attachment and outside diameter adjustment

(D Temporary tightening Insert chip
*Hold A and B of the chip with your fingers and Put the force to rotate
counterclockwise slightly to prevent C floating up.then tighten the
tightening screw clockwise with the specified torque
*Tightening with excessive force may cause breakage and If the torque
is weak, it will lead to trouble

(®Confirmation of insert chipset
*Check the insert is no rising up
*Check the back taper . If it's reverse taper, Please return to step(®)
*Check the bottom face of insert is no gap
*Check the adjusting wedge is no rising up

Chec

(9 Check the measurement of tool diameter

(DFine adjustment of tool diameter
*Loosen slightly the clamping screw of insert
*Fasten the adjusting wedge a little and overhang the insert, then check
the tool daiameter .

*Don’t measure diagonally that there is clearance between the outer
peripheral corner of the insert and the outer peripheral corner of the guide.

({DFinal tightening
«If the tool diameter is correct, tighten the clamping screw with the
specified torque
*Check the tool diameter and back taper again
*Use the presetter for setting of fine tool diameter.

{DCompleted set
% Check the tool diameter when the changing the insert
* When expanding of the tool daiameter by optional shim sheet etc, Please
do it at your own risk.




