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- Ensure that the locating surface of the indexable insert and the seating area of the toolholder is free of any particles or oil by
using compressed air.
- Position the indexable insert by placing the insert into the toolholder, then by locating the clamping screw supplied through
the indexable insert, proceed to rotate the clamping screw until the indexable insert is securely clamped into position.
- Ensure that there is no gap between the locating surfaces of the insert and the toolholder.
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@ Clean the mounting surface of the insert holder and the head body.

@ Mount the insert holder while fitting into the convex on the body.
@ Ensure that there are no gap and misalignment.
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@ Loosen the tool carrier clamp screw in an anti-clockwise direction. ~~
@ Rotate the graduated dial in a counterclockwise direction (E1)
passed the desired size required. g N (fig 1)

Rotate the graduated dial in a clockwise direction until the \_‘_/
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desired bore is reached. JAN JZLTRIa
The boring diameter is adjusted on the basis of the line "0"on the vernier. T Tool Carriir clamp screw
(How to use the vernier.) EEWHEE IR

It is possible to read 1pm/e from the value at which the vernier and the dial scale are matched. (6um in the fig.1)
@ Tighten the tool carrier clamp screw with reference to the tightening torque shown on the backside.
If the tool carrier clamp screw is tightened excessively, it may be broken or the dimensional accuracy becomes wrong.
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« Use the boring head always under the maximum allowable speed only.
- Since the maximum allowable speed is the limit value in

which the safety is concerned in the respect of construction
of EWN head, it is not guaranteed to good boring with the
maximum allowable speed.

- The rigidity of machine spindle and workpiece, the length of

boring tool, and the usage of extension and reduction
influence the condition such as vibration and etc. Therefore,
in order to actually determine the cutting condition, please
increase the speed gradually starting from the general cutting
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condition, while confirming safety.
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* Regularly apply grease into the grease nipple installed so that adequate lubrication of
moving parts is maintained. Grease Model : HSG (50g/net)

* The boring head must be set on the smallest diameter when greased.

+ Continue to inject grease until it appears to ooze out from behind the graduated dial.

* Occasionally adjust the boring head through its entire range when storing for a period of
time to avoid the grease from hardening.

- BIETESEANTIEBE, AP REEAB BT EL EEEHEEN
#HBEE : HSG(509). CHBIEFLUE BREARRARMAER. )

SENEBRENRE, BEEHERRZISN.

CEBREREAEUMZIERZBESH AL,

- AT RN EAEAMSEODBIENEL, EEHRBD—TEEH.

r &:‘51%? CAUTION & =

I sascot—/ —m—LG»@ |
[FHE TRV T L ZE W,

1 Never overhaul boring heads.
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