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HSK-E25-SRM3-352 BBT40-SRC4-90Z 2 6
SRM3.175-35Z 2 6 SRC6-90Z 1.5 5
SRM4-35Z2 HSK-A63-SRC4-90Z 2 6
SRM6-35Z 1.5 5 SRC6-90Z 1.5 5
HSK-E32-SRM3-50Z HSK-E50-SRC4-90Z 2 6
SRMB3.175-50Z 2 6 SRC6-90Z 1.5 5
SRM4-50Z HSK-F63-SRC4-90Z 2 6
12mm SRM6-50Z 1.5 5 SRC6-90Z 15 5
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HOW TO USE

+Perform runout adjustment with the tool-mounted holder removed from the machine tool spindle.
*When adjusting runout, be sure to use a @I& torque driver.
+For tool mounting, see the instruction manual of the respective chuck.

@BIG) HBunout,  DYNA ZERO CHUCK

BIG DAISHOWA

OPERATION MANUAL

[ Runout adjustment process ]

Please read these instructions before use and keep them where OPERATION MANUAL DOWNLOAD SITE
the operator may refer to them whenever necessary. https://big-daishowa.com/manual_index.php .
ElLEE

The Dyna ZERO CHUCK (runout adjustable holder) is capable of adjusting the runout by tightening the adjustment screws in U”S'tr;g a;prqtue drtiver, tightten

based on the results of tool runout previously measured with the @I6 Dyna ZERO Vision (tool measuring device). 1 all the a ]us. men screw§ 0

6¢N-m outside the machine.

Tighten the screw number

DESCRIPTIONS with the highest runout.

l — 6 The maximum tightening

- Adjustment screws torque for the adjustment
Tighten the 12 adjustment screws (3% 1) to adjust runout. screws is 60 cN*m.

Adjustment screws # 1 HSK-E25 has 8 adjustment screws. I

Mount the holder at the

- Screw number 2 designated position on the

indle. 2

Number of each adjustment screw. Used when measuring runout spindie

with Dyna ZERO Vision (tool measuring device). L_J

Chuck l B  Remove the holder from l

2 types available, the Shrink Chuck and the Mega Micro Chuck. the machine spindle.

Screw number Select according to the application. (Figure shows the Shrink Chuck type)
Chuck / Measure runout of each
cutting tooth with the
3 Dyna ZERO Vision at the
r A CAUTION = = = == == o o o o o o o o o o o o o o o o o o o o o o o o o o o o oo o o o o o om om desired spindle speed for
: -Never adjust the runout with the holder mounted on the machine spindle. : machining. 2
I The machine spindle may be damaged. (fig.1) I When adjusting
I *When adjusting runout, do not tighten the adjustment screws over 60 cN-m. I runout
I The adjustment screw head may be stripped. >< I
I +Be sure to tighten all the adjustment screws at 6 cNm or over for use. If the screws come out during machining, I 4 Runout amount confirmation
1 the holder balance will be worsened. o1 1
1 Do not completely remove the adjustment screws. Adjustment mechanism interior parts may be lost. (fig-1) 1 . . . When OK
1 Do not interchange positions of the adjustment screws. The holder balance will be worsened. 1 *2. For Dyna ZERQ V|S|on qperatlon
L a and the mounting position of the
R R R R R R R R R R R R R e holder on the machine spindle, .
see the manual included with Machining start

GUIDE FOR RUNOUT ADJUSTMENT AMOUNT Dyna ZERO Vision.
Refer herein for guide to the adjustment amount when one adjustment screw or the adjacent three locations are tightened to 60 cN-m. RUNOUT ADJUSTMENT EXAMPLE
r ‘\ Adjustment amount (im) Adjustment amount (pm) Adjustment example (2-flute) Adjustment example (4-flute)
MODEL 1 tightening | 3 tightening MODEL 1 tightening | 3 tightening 4.
location locations location locations
HSK-E25-SRM3-35Z BBT40-SRC4-90Z 2 6
SRM3.175-35Z 2 6 SRC6-90Z 15 5
SRM4-35Z HSK-A63-SRC4-90Z 2 6
SRM6-35Z 1.5 5 SRC6-90Z 1.5 5
HSK-E32-SRM3-50Z HSK-E50-SRC4-90Z 2 6
SRM3.175-50Z 2 6 SRC6-90Z 1.5 5
SRM4-50Z HSK-F63-SRC4-90Z 2 6
12mm SRM6-50Z 15 5 SRC6-90Z 15 5 y
HSK-E40-SRM3-55Z Adjustment amount (um) Mﬁ::r:ﬁ::ﬁ?ﬂ:zg;;z:i:& Z::m) Tighten a d'j-:zt(r‘:;nt screws Measurement results (Dyna ZERO Vision) Tighten a d‘}:sotlr:;t screw #1
SRM3.175-55Z 2 6 MODEL + tiahtening |3 tighten: #9 and #10 #9 and #10 Maximum runout position #1 9 I
ghtening ightening
Runout adjustment position is SRM4-55Z location locations (For 2 flutes) (For 4 flutes)
at tool overhang length 12mm SRM6-552 15 5 HSK-E25-MEGAA4S-452 2.5 8 The first cutting tooth is between #3 and #4 and the second The first cutting tooth is at #1, the second at #4, the third at #7, and the
MEGAGSI5Z cutting tooth between #9 and #10. Because the cutting tooth fourth at #10. Because the cutting tooth with the highest runout is at
HSK-E32-MEGA4S-60Z 2 6 with the highest runout is between #9 and #10, tighten the #9 and the #1 position, tighten the #1 adjustment screw.
MEGAG6S-60Z 1.5 5 #10 adjustment screws at an equal torque.
HSK-E40-MEGA4S-60Z 2 6
MEGAG6S-60Z 1.5 5
HSK-E50-MEGA4S-90TZ | 2 6 BIG DAISHOWA SEIKI CO., LTD.
MEGA6S-90TZ 1.5 5
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