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ZERO-1 CHUCK

Runout adjustment type
collet chuck
ZERO-1 CHUCK
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Thru -the-tool Coolant Available
Thru-the-shank Coolant Available
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The holder corrects the deterioration of the runout accu

racy of the machi&spin
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Excellent operability due to the eccentric
camshaft mechanism! Easy adjustment!
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1. Align the ¥ reference mark on the adjustment
ring with the peak position of the runout.

2. Use a T-type wrench to turn clockwise to half
the swing width and adjust.

3. Check the runout width again, turn the adjustment
shaft near the peak position of the runout, and

repeat the same operation until the runout

becomes about 2 um.
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Even if the machine spindle is regularly maintained by the test bar due to wear,
etc., the runout accuracy will decrease unless the spindle is repaired.

Therefore, even if the runout accuracy of the chuck and cutting tool is good, the
runout accuracy of the cutting edge when mounted on the machine will decrease
due to the runout accuracy of the machine spindle! In other words, it is this runout

accuracy that causes the large hole diameter and deterioration of the surface
roughness!
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ZERO-1 chuck solves such problems.
Adjust the runout of the cutting edge on the machine!
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The runout of the cutting edge is 2 uym or less!

Reference mark
(3 places)

Adjustment axis
(3 places)

JNAIE5Smm
o Hex width 5mm
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A 0-2um

After adjustment 0-2um
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