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Precision and productivity in production
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Cutting Edge Solution Tool Setter for STABLELINE Damped Turning Tool '\ \ ‘
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Tool Setter for STABLELINE Damped Turning Tool
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@ HRmETE @ Damped turning tool

0 BREJERS @ Damped turning tool sleeve
© RIEJIEE (@32, @40, @50, D60) ® Tool holding seat

© EEE O Retaining ring

© BMETIEET]% @ Tool tip of LT turning head

@ RIEJJEEF% 44 © Setscrew for tool holding seat

0 EEEEES# @ Setscrew for retaining ring
@ I~ EiRF ® Hexwrench
Q KIEHRAR © Block gauge

@ PORIEEAKE @ Tool setter table

CRT-C32 RSC32-yL]

CRT-C40 600 700 150 150 26 | RSCAO-4L]

CRT-C50 RSC50-yL]

CRT-C40 RSC60-yL]
A [ EBJIRE

A FRERBIHESBEMNEFRIERBR=1PCS - EER*1PCS » 4mm7 ERF*1PCS

A []: Car knife shank diameter

A& All specifications contain accessories: correction block gauge x 1PCS, fixed ring x
1PCS, 4mm hexagonal plate hand x 1PCS
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The shock absorber knife center correction station is designed for quick correction of shock-absorbing inner hole car cutters.
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The center correction table of the shock-absorbing vehicle knife should be used with the shock-absorbing inner hole car knife sleeve.
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Depending on the extended length of the car knife and the diameter ratio of the car blade L/D, the different center height can be selected.
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OPERATION INSTRUCTIONS

1 ESRES/ESEZESHRIETIE - RALED32 ~ 040 ~ @50 ~ @60
2. DPHELDPCiRiE s /1128 _ E AR FHRUBMEE JJ8R - BiS I ErIE ) R
BM&JJ55 -
3. AREEIR@OEARBREIEEQ.L - Bi¥DPHIDPCREBREJRO%
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(OERBBETEBQHHAKAMNE - IBMEJFETIRG7E - BARK
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“Place the tool tip on the flange
surface of the block gauge.
-0.1 flange for the tools less
than 8D

-0.2 flange for the tools exceed
or equal to 8D
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1.Select the corresponding tool setter among different sizes @32, @40, @50, @60
according to the type of damped turning tool sleeve.
2. Fit the BM turning head to DPH or DPC damped turning tool and mount the insert.
3.(A) Position the retaining ring @ on the damped turning tool sleeve (2), then fit the
DPH or DPC damped turning tool (D) into its equal sized damped turning tool
sleeve .

(B) Position the damped tool assemblies into the tool holding seat (3).

(C) Check that the coolant nozzle position on the damped turning tool sleeve @)
must be in line with the tool tip of the BM turning head (5), and which turn
towards to the position A on the tool holding seat (on the contrary, turn
towards to the position B in cases when the left-hand tool is used), Using a hex
wrench @), hand-tighten the setscrew (6) located at the top position of the tool
holding seat (3) so that the angle of the damped turning tool sleeve can be
positioned. Slight tightness of the setscrew is necessary to assure the damped
turning tool can move back-and-forth freely in the sleeve 2).

*(D) Slide and adjust the damped turning tool (@) to the applicable length, place the
tool tip on the flange surface of the block gauge (9. Tool tip to be placed on
flange surface at which marked -0.1 for length and diameter ratios less than 8D;
tool tip to be placed on flange surface at which marked -0.2 for length and
diameter ratios exceed or equal to 8D.

(E) Slightly tighten the setscrew for retaining ring 7 with hex wrench ®) until the
damped turning tool sleeve 2) and the damped turning tool @) is properly
clamped.

*(F) Loosen the setscrew for tool holding seat (), remove the damped turning tool
assemblies M@®@) from the tool holding seat (3), Mount the damped turning
tool assemblies @@)@ on the ID turning tool holder on a lathe. While fasten
the damped turning tool sleeve @), firstly tighten the setscrew b. located at the
middle of the tool holder, following with the setscrew a. and c.

In case of interference, the retaining ring@) can be removed by loosen the
setscrew for retaining ring@).
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CHAIN HEAOWAY MALCHINE TOOLS CO.LTO.

o/ TEL : +886-4-26265252
IE FAX : +886-4-26267941
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No. 232, Wuquan Rd., Qingshui Dist., Taichung City 436, Taiwan
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& /84t : www.chain-headway.com
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Website(3 ) Website(EN) LINE

Wechat Facebook YouTube
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Other Sales Region Please Review Our Website
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