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FZEPDZFT DESCRIPTIONS

® §FEEY VS Adjusting ring
R > J(F360° BRICEERSEDCENTEFT,
You can rotate the adjusting ring 360 degrees.

@ B#<Y—7 Reference mark
BFEUVIZERL, ARUVID (V) N—IZRHRNOASEUBICGDEXT,
On the adjusting ring a reference mark (V) is shown. Rotate the adjusting ring
and align this reference mark at a point where the runout becomes least.

® FER S U 1 Adjusting screw
AR 27O I ET, RNZRFEITHTENTEFT,
By rotating the adjusting screw, runout can be adjusted.

@® Owv PRIV~ Locking bolt
FEREUVIICEF3yOOY I RIL hHSD D, CNEMOHAITDETHE Y
JEBETHENTEFT,
On the adjusting ring, there are 3 locking bolts. By tightening them, the adjusting
ring can be locked.

® F+ v IEB Tool Holder
=S—UVIFvvIIATEZI—-NE—F v v IFATHHDEFET ., ARICH
DETTERLEEV. REF=—VU2YIFvvI5A4TTT, )
New Hi-Power Milling Chuck and New Baby Chuck types are available. Choose
one of these types depending on the application. The left drawing is of the New
Hi-Power Milling Chuck type.

{EM7A%X HOW TO USE

RGN EZI O I oIS %= TR DT 8B O 1 TTWVWE T, Adjusting should be done when the RA HOLDER and cutting tool are mounted
YEITEDOE D [ (EF v v I EBOEIRRAZE = CEBE LIS, into the machine spindle. Refer to the instruction manual of the tool holder for

FIETEHODBREICDOVTIE, BRICHBOY =27 IL7Z CSREVE T, how to set the cutting tool into the tool holder. Concerning the operation of the
machine tool, refer to the instruction manual of your machine tool.

TEY vV UBTIRNZTESR I $5E  When the runout accuracy is adjusted at the shank part of the cutting tool

O3HOOY IRIL hZfES . @AY > IJZ2TU—[CLTLIREL, @3 HFADOY ML NZFEOLL Y FTHEDMAIF. BEY VI ZEEL
Loosen the locking bolts and free the adjusting ring. Fd. CDEE. OVINILNE—RICHEDMIFT T, HHFCHULFORD
| | FIFDLDICULTLIEEL,
g > Tighten the 3 locking bolts with the included wrench and lock the
o (] v De adjusting ring. Tighten the 3 locking bolts evenly and gradually.
f ORBOTLYF THER Y U1 %ET &,
] EEE Y RNANES L BDFEICHEINFTT,
Oy K ILNSHFR) Adjusting ring TANAVIT = DEMNRNEDS &
Locking bolt(3 pcs) SECHATREETECRET. BERY
UaZalLT<LiEE0,
) . R . 1 By tightening the adjusting screw with the
®77§ lv(‘/“)?’—&faitbfz[ﬁyiv‘/ﬁl;é‘c i od , De in)::Iugc]ied T-gvrench ]runoSt is minimized.
IWIEFCEESE, RINBZRELET. SALILLAL AL B Tighten the adjusting screw to the position
Contact the test indicator on the shank of the cutting where the value on the test indicator
tool, rotate the holder manually and check the runout indicates the intermediate value.
accuracy.

RAEZATAFEAEBSNOTHRIEITDHIENTEFT,
The adjusting screw can be tightened from either side.

BEUVIDEEY—U%, RNDBPHo>EHREL

FAAUBICEDBTLEE, OFZICHI—ENLIZFTOLT. IEY v IDRNZEIRL TS,
Align the reference mark at the max runout position. Rotate the RA HOLDER manually and check its runout accuracy.
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PINTIRNZHEE T 515S  When the runout accuracy is adjusted at the cutting edge

HIEDEWIHITEZ CERICIHDIHEREF. EEDUNNTHERSINS CEZBEHLET,

CDBE. TARYIT—ITHA NS ERNAAEEB TORNAANELEDHEENH DX ITDT,

TEDOFIETIRNAAZEMIET DUENDDE T, MIEOTEFNHEPIRNOARESICROTHEDDFT,

When a long projection cutting tool is used, we recommend that the runout accuracy be adjusted at the actual cutting edges.

In this case, the directions between the runout, which can be checked by a test indicator, and the runout of the circumference may be different. Then, the runout
needs to be compensated referring to the following procedures. Compensation direction is changed depending on the number of cutting edges or runout amount.

[PMIDIZE In case of 2 cutting edges]
PRADBEFAEMEDKNEEFHDEFEA. BVIEIDUNAICEEY—IZHDLE. HREEZTO>TLIEEL,

In case of 2 cutting edges, the angle does not need to be compensated. Set the reference mark at the higher cutting edge and adjust the runout accuracy.

[BHAIDIZSE In case of 3 cutting edges]
MOO~@ZIH TEDYINEELEFT . FTT AN VI —F R EZFERL BUHNDESZADF T ZUTHRHEVITE
OICEBDEINCA Vv IT—FDEEDZEDLE TIEE VL. SRICODRBIEL CZZEOICaEhElcELE T,
a) @E@NE VIS S IEBRIFEENY— I ZQE@DBEAFRICEDE T T,
b) EON2HFRICEDHAF. —EBLINICEET—IESDERT, O]
c) OXDOQDENKELEEG. @/@=0LL. FDISTNSAEEZFMDFET,
@ oAELIFODAM[ICE UIBICEEY— I Zab BT EE L,
Taking @, @ & @ as cutting edges of the cutting tool for example, first measure the height of each cutting edge with the test ® @
indicator. Then, set the scale of the indicator to 0 at the lowest cutting edge.Taking (D as the lowest cutting edge, for example,
set the scale of the indicator to 0 at (1.
a) If @ & B are the same height, set the reference mark to the middle point of @ & 3.
b) If 2 of 3 cutting edges are 0, set the reference mark to the highest cutting edge.
c) If @ is higher than 3, find the angle from the below graph with the formula®/@ = §.
Set the reference mark to the position where the angle 6 is rotated from 2 toward 3.

[4#HDIZE In case of 4 cutting edges)

SWHEBRIC RBEWVETIAINTEOCIED LAV IT—FDEBEDZEHOE T TV, SOZEOICEhBIcbDELEF T,

a) @E@HE VBICIE S TBRIFREENY— I Z@®ICEah BT EE 0,

b) CORZ#FilCEDHBE. FIRIF OE@QDZ i EtONBEEIF. @E@ODBEARICEEY—IZGDEET,

c) DLDO@ODENKETHZE, @/@=56&L0L. TOISTHoABEZZNMDETT., OZELICAEAEITODABICEL
efIBICREY—IZahE TS,

Same procedure as 3 cutting edges. Set the scale of indicator to 0 at the lowest cutting edge. Set (D at 0 for example.

a) If @ & @ are the same height, set the scale of the indicator to 3.

b) If 2 of the cutting edges are 0, taking @ & @ as 0 for example, set the reference mark to the middle point of @ & @.

¢) If @ is higher than @), find the angle from the below graph with the formula @ / @=6.
Set the reference mark to the position where the angle 6 is rotated from 3 toward @.

AEWIEEI ST Angle CompensationGraph — — — — — — — — — — — — — — — — — — — — — — — — — — — — — —
[SWHDIZES  In case of 3 cutting edges] [AMFDIFE In case of 4 cutting edges]
40

50 AEICIFE CECHBRDZZIHNULTEDFEITD

5 40 = T BEGDOEDERELTTHALIEEL,
S S s On the tool holder, the reference is marked in 5
Cg 30 Cﬁ degree increments to help you adjust the angle.
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7ESZEIE CAUTION

E-UYIF vy I TTRARGEMZEITIRIPSCOL v hMESERLEEL,

For supplying coolant through tool with the Milling Chuck type (HMC), please use the PSC collet.
[FEEZ(CDUL\T  Adjusting]

CREBAOUAFHFE MUVILRTEOM TSV, R FED FEEIXIY 1 5f8 MU OE

TEZCERLIEEL, T
LUYFEINA TEETRR LD, TUYFTHDMTDETDELL Fa zkﬂh’j’o*gzl" A e ble

VF THORII 0 FHEHIC LENTL L, N
CEBAIU0FE MLIIFERZECELSEEW, N

s ’ cEaee 2 A NT—S—U5Fp s :mgzgz :2: s .
* Tighten the adjusting screw within the permissible torque range.In NEW Hi-POWER MILLING CHUCK . ]

addition, be sure to use the included exclusive wrench for adjusting. HMC32S-NRA

) . — oLs NBS 8-NRA CK-T2.5 3

* Never use an extended L-wrench connected with a long pipe. Never Za—~NE=-Fvrvo NBS13-NRA

tighten the adjusting screw with an L-wrench. NEW BABY CHUCK NBS20-NRA CK-T3 6

* Refer to the right table for the permissible torque range.
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