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Precision adjustment on VDI axial tool disc
1. W&EHE 50 AfT, JJBEERSRAR L HER /S S8 s R ER S 1, WFARE
5 0; S11 BEEMRBERA 0, MEES 1.
Confirm hydraulic pressure is 50 kg, and tool disc aligns with the mark line
(see below pic). Confirm S8 signal is 1 when clamped, and 0 while

unclamped. S11 signal is 0 when clamped, and 1 while unclamped.
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2. FerE—uR/) REREEER B TE X REEZ DR - ERIRFR TS
BEEBMIMEE 1~2 T w/JBAEHE CBHES TE) S/FeEEE, me
AR ERE /R - BB x BFETE - #EZE 0.0lmm KA.
Place a testing mandrel on T1 station. Measure how much deviation is
on X axis. Loosen bolts on tool disc by 1~2threads, and fasten a bolt
on tool disc (see below pic) and use it as a hitting point; and then use a
plastic hammer to pound the tool disc till X axis precision to be within

0.01mm.
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Fasten a bolt
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‘ Dm The new THEHERRGER DT T/+886-4-2380-5836
Revolution = 4os a4htmtEERRME36eH F/ +886-4-2380-5832

M8 124431 17% 41Nm\MS bolt torque is 41Nm
M10 12453807% 83Nm\M10 bolt torque is 83Nm

M12 124530 07% 135Nm\M12 bolt torque is 135Nm

3. RETEBLEIRDNEFHREEEIRE
After adjustment, ensure to confirm manually if the coupling of live tool

holder rotates smoothly.
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