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Poor accuracy on tool disc

1. BEHMBEZE 50KG

Confirm if hydraulic pressure is 50KG.

2. NFAEERE)BBE X HOBEESEER? AR, WFE/JBEB#HIH
15 XHEBER 0.01mm A - BETEBENEIB N EESIER
Use a testing mandrel to confirm the accuracy of X-axis of tool disc. If
of poor accuracy, please loosen tool disc screws and adjust X-axis

precision of T1 to be within 0.01mm. After the adjustment, please
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make sure the coupling of live tool holder works normally.
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T B/ BMERER - |ALEH
Check whether T-slots /screws were damaged and unable to lock by

required torque ? .

M8:40Nm ~ M10: 80Nm -
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4. FToskBEEAER/JERE  ERBEU—EUE - BE/JEREFEEZ
&7E 0.0lmm KA.
Put a dial indicator on the turret housing and measure any position of the

tool disc. Confirm the accuracy is within 0.01mm when turret is at

clamping status.
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