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VDI ® @ /)R iEERE

VDI Radial tool disc precision adjustment

AREERRITBIR I R TRELIZRZ ® o JJEEHER 50kg, W MRS S8 MEFIRIER -
5t R REECHR R TR RS - e St S MRE L E M I -
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 coupling couples with driven tool holder smoothly.
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1. BIRBE#%, FERE -

i

Remove the screws and disassemble the front cover.

2. BIRBL, IRRERAZW -

Remove screws and disassemble the gearhead cover.
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3. EREBCTERBRRIBBYS  SUEERNBBA O MRREREN STNBEIR - A

AW

I

BEIRE, FaE 360 EhedEDIRRE M )8R 1R4% -
Tool disc screws may be seen from the side. The blocked tool disc screws
can loosen the tightening ring in front of the gearhead. After loosening

the tightening ring, you may rotate 360 degrees and loosen the rest tool

disc screws. TRR 12 44

tool disc screws

BiREEEIR

gearhead tightening ring

BERABRIRBME TENBMIALBHE CBALUBREBRIR
After loosening the tightening ring screw, install a screw on the

near-by screw hole to loosen the tightening ring
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4. JRBRETEZE#2IIRFERE  BERNEEREN B X #HFETE -

After loosening all screws, use a testing mandrel to measure accuracy of the x-

axis of tool disc.

5. RBIRGEN B FTERE LE T RBETIE T (0] £ R BERERTT ]

8) - EREBFTEZR 0.01mm RN - DBEEAOEETBEC R - JREEIER

MIHRI EHRN% - ERNERE X #ETE -

Adjust the tool disc till the x-axis accuracy is within 0.01mm. You may tap on the

tool disc to adjust with a plastic hammer. Fasten tool disc screws diagonally by

required torque, and then measure the accuracy of the gearhead.

M8 243 1% 39Nm \ M8 screw torque: 39Nm

M10 242 7% 77Nm\ M10 screw torque : 77Nm
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6. BB EMETFITE —R(THERESE -GS - BEBREASE—)
FETERE 0.0lmm AEEHEEBEIRERS -
Measure the parallelism of below (see pic) two spots. The parallelism should be
the same. (Make a mark to ensure the measuring point is the same every time
doing the measurement.) The parallelism accuracy should be within 0.01mm.

Fasten the screw of the tightening ring afterwards.

7. J)BEERIASARETER - AEREE - TEAEEEMEE REMBE -
After adjusting both the tool disc and gearhead, test indexing to make sure
indexing is smooth. Measure the repeating indexing accuracy and positioning

accuracy.
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8. HIRIATRTEN 3 MERLMD

Confirm the gearhead is at 3 0' clock position.

9. m VDI JERSE IR, RiEw/RiH - ZRENNJTIE, ARFEHRBE KR
FFEGIREG - HRBENENTERSAR - K EMENFBRIH -

Turret front cover must be installed before mounting any driven tool holder. Test
coupling and indexing manually to confirm the movements are smooth. If the
tool disc accuracy is not good or the coupling of driven tool holder is not

smooth, follow the above steps to do fine-tune.
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