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D8 0A-08 %)

310 0A-10



MK 7
- —— - —- —0i-0{|¢ |/7
2’ J
[
° L,
 — L
| 17
ONS 0DS
W[ — o |—[—
— AL "R IL,
! ;
OL
MK L’
e %__7/____7/5_1% |0
Z| _____ _
| L
[

W Omg7 d L L, L, FaEste
0A-MK1 18 10 110 48 MK
0A-MK2 18 10 132 57 MK2
0A-08 18 10 92 42 D8
0A-10 18 10 92 42 210
0S-MK1 37 10 114 53 18 MK1
0S-10 37 10 96 353 18 @10
OL-100-MK1 20 10 168 106 100 MK1
OL-150-MK1 20 10 218 156 150 MK1
OL-200-MK1 20 10 268 206 200 MK1
ONS-W16 18 10 80 28 W16
0DS-10 18 10 58 30 210



Viktigt!
e Vid anvandning av hardmetallférsankare typ TH, H och HA — justera stéllskruven sa att den ligger an
mot skaftet pa styrtappen eller insatsborren.
Justera till ett spel mellan styrtappen/insatsborren och hardmetallforséankaren for att forhindra
skador pa skareggen.
Stallskruven anvands aven till att justera in rétt 1dngd pé insatsborren efter omslipning.

Justerbarhet mellan 8 — 15 mm. Stk
Lasskruvar
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Important!
e When using carbide cutters — types TH, H and HA — set the axial adjusting screw to contact the shank
of inserted pilot or drill.

Allow a gap between the shoulder of the pilot/drill and the carbide cutting edges to prevent damage
by accidental impact.

The adjusting screw is also used to extend the life of insert drills after regrinding.

Aqjusting screw
Stop screw
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