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BMT JJ28i5EH%2 BMT tool disc precision adjustment
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Please remove all tool holders for safety reason before adjusting the tool disc.
Confirm the hydraulic pressure is 50kg, and S8 clamping signal is normal.
Adjust the tool disc when turret is at T1 origin station aligning with the mark line.

Confirm the gearhead precision after adjustment.

LB 1. WERRIRBBH#REREBBE - A)ENEaERERI AR - SIMFHLERF

£ BAEBERKNAME(@Db.C) -
Stepl. Loosen tool disc screws to adjust tool disc precision. Due to
different types of turrets might have different gearheads, hence, the
appearances will be different.
Please follow either a, b, or c basing on the actual situations :
a. MEEEEEFI)BB#LSWEtRiBEDT - BlofERNRBARAREBBE -
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a. If you can see directly the screws that are not blocked by the gearhead,

then you may loosen the screws to do tool disc precision adjustment.

b. MtziwsAPRIR - AEA - NP ER -2, R IRIREERARE, 0EE
N imoE, SR B R BB %, BAHAEGME -
b. If there is a through hole on the gearhead ring, refer to below step c-2
to loosen gearhead fixing screws in order to rotate the gearhead to find

other screws. Afterwards you may loosen these screws with a sleeve.

1 B 08 [ 1 BB 4k

il Gear head fixing screw
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Step2. Tool disc precision adjustment
JIBERESN - £ LM ERAEER  ZSWAEENESHERES -
FE/)#E FHBHTEREBE - B8 x $1EXSJ)BRIKFRZEE 0.01mm
RN - &RJBBH#BEHRE el -
Place a testing mandrel on the working station, and to measure the
highest point of the test mandrel, and then set to zero. Fasten a screw on
the tool disc and tap it with a plastic hammer to adjust tool disc precision.
Measure X axis (see below pic) to ensure precision is within 0.01mm.

Fasten all tool disc screws by torque basing on required standard.

CIE:-Wat - Sov a3 Gk e

Lock a screw and tap to adjust

tool disc precision.
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If no testing mandrel is available, it is also okay to adjust the tool disc

precision by using the parallelism of the tool disc top and turret housing
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for precision adjustment.

R45 screw« M8« M10< | M12<

7] torque: 39Nm«| 77Nm<| 135Nm:

#E quantity 15 21 19

c. NEEMUE oI ZFBEREIRE BB 4% - LARKRY NHE - B RE
EmaR IR LN DR -
c. If there is no place to remove the tool disc screws through the
gearhead, then please follow steps to remove the tool drive motor,

coupling and gearhead.
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c-1. BEWIRE NEEHR - HER /) S n b Eh a3 £ R

c-1. Remove tool drive motor, and then remove coupling at turret side.

C-2 3R EN AN B2 1R 22 ZE 5 K A 1 i B 5] XE R R Ak
c-2. Remove plug head on turret side and loosen the screws of gearhead

fixing seat.
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1244 screw M10

) torque | 16Nm | 77Nm

c-3. IKEWRIEE A0 M4/M5/M6 NEIE B #i5 HifrE, HiB4AZ 16/10
R - BhEiE iR IR S IR 4.

c-3. Depending on gearhead types, there are M4/M5/M6 fixing screws.
Find all the screws and remove them. If there are less than 16/10 screws,

please rotate the gearhead to find the other screws.
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c-4. B EE B IRBAIFEIcBEI O iR AR L - FH—IREBHETRE OB
FRtEFRL  HERmBEAMES @ WA FAAERE  UREAHESSHEL
E.

c-4.After removing all screws, the gearhead may be knocked out. Use a
plastic rod to hold the back of the shaft and tap it with a plastic hammer.
The shaft is a little heavy, hence, it is important to have someone in the

front to catch it and to avoid any injury.
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Before knocking out the gearhead, it is important to make sure the fixing

screws on gearhead rear side are loosened, and all the screws on the tool

disc front are all removed.

\¥

c-S5. . EREEIRIRE - BIO ) RBIBHMIMFEE DR 2 /B BEE

>

c-5. After gearhead is removed, you can loosen the too disc screws and

follow step 2. to do tool disc precision adjustment.

JIRR 9B %4

Tool disc screws

c-6. Before installing the gearhead, pay attention to the alignment of the
through hole of the gearhead and the flange hole. If there is any

deviation, you may move the flange to make the alignment.
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ERAL

flange hole

through hole

c-7.CEREWIAN - BH—X T ERFFAERIAREBHA AR BIER
PREEBAAMEN  FEERSEESEIRMLIURBLG - (T BERFINBER
HEITBH#EUR  ERRERXEMSEHK T HIRFEHH - FE8)
c-7.When reinstall the gearhead, use a T-shaped wrench to penetrate the
fixing screw hole on gearhead and tool disc. Be aware that the coupling
pinion must be concentric with the working position. (Please note the
function of the T-shaped wrench is to position the fixing screw. If knock it

too hard, the T-shaped wrench will break.)
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AT B FEMEwmIAE R MmaEN SN 1F

Use a T-shaped wrench to position the gearhead fixing screw.

c-8 iR R [E1E - Sl EE TIF MU XKE L
c-8. After the gearhead is reinstalled, confirm the coupling pinion and

working position are concentric.
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H O EmREE R4 - AR E—I/) LA - B#ReHREEFELRIKEE

Fasten all gearhead fixing screw back on T1 station.

§2%% screw M4 M5 M6
#7 torque X 6Nm 10Nm
g& quantity| 16 16 10
[ E
M
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