"R"EZ0O7RILA | "R" Zero Holder / "R" Zero 7]

NT TOOL
HDZ-R, GDZ-R, HDZ, GDZ, ERZ EX3%EHBEE | Instruction Manual / fEFEiEAS
CORTIIERBMRESBVWEIFWESELT HICHDHESTIVET, Thank you very much for purchasing NT products. This instruction manual provides R R IR A A &
CORREHBAERIRBOELWMEWARERLOZERICOVWTRHLTVET, the description of the correct usage and precautionary remarks on handling. Read this AHBEBICE T A RIERFERSENER LIRS
CHEADHICCOHRAZTEZRCEHRAD L ELKBENIETL, manual thoroughly and use the product in the correct manner. BERDFIRARAPHOEM E, FRERD™ R,
NIV v O EEREIR /\ Precautions on cutting tool shank part N\ TIEREEEEH
s A UEIZVIRETHERL. « Clean and remove all dust and oil on the - ERRAEEEEIIAM
MDA R ERDIRVTIEEL, , cutting tool shank using waste cloth etc. a B8, HEMRMIER, RE, ’
SEADMIBELTWBR L, IYH ’ Cutting tool slippage may occur if oil is ’ NAAERM & s, MR ’
2y T BAREEDHD T, ’ remaining on the cutting tool shank. v AIREFT B, ’
o DYV URICE ITROBVHD%E a « Dent or scratch on the cutting tool shank ( ( - BERREBEEHREN
BEALTREE L, . should be avoided. 7R,
Iy Iyt Dentorscratch  Cutting tool AR AR
o SRV UBICPIRZTDHZHDIE 1;’('5;_;[3? t;ﬁé{iﬁ?g « Cylindrical shank cutting tool only. Do onthecutting  withanotch - BRERERREEIE L B%E%ﬁﬂ? *ﬁ B%éﬁm
FEALAEVTIEE, > 1IRG i not use a cutting tool with a notch. tool shank BTIE,
Ao FIFEEmbAL Attaching and Removing the cutting tool JIRNREMIFED
"R"ZORILADED T EROA L. EREFITETISEELT o When attaching, removing or carrying an “R” zero holder, be sure 0 33 “R” ZeroJJ#i# 1T RE IFH, MZFHE T EARERE. B
KTV, THDRERICEDET, not to drop it, which may lead to an injury. ATRER %o
1. o7ty RBEOREHFITARRIC FrvS 1. Firmly fix “R” zero holder to NT simple 1. 8 “R” Zero7JAEIE I & 5 3¢ =
"R"EOFINAZEELE T, ée?/ setter or a fixing jig. ée?/ Nut TINESERBAR L, ée?/ R
2. "R"EOFILEHSEr v TEROIL RUEOFLY 2. Remove the nut from the “R” zero g "R" Zero Holder 2. MTIF LB T, i "R" Zero 71t
E32 holder. =
v INtyE & Simple Sett 3. ARmEETIMNEERE,E = 2 94 TIY
3. "R"EARINARRET—/NEE, ALy, Y 3. Cleanthetool shank, collet and inner - > ImPre Setter %, TIR AR, - MRFTIN
FMD v VBT T ATRELET, diameter taper portions of the “R” zero
N ‘ ) holder with a waste cloth. o UNARERRT & s, W TR
© nrazrneELTLZEA, FTHEITR.
TRy T BRREED HD o Cutting tool slippage may occur if
E3ER oil is remaining on the cutting tool
shank.
4. FyyZICaLy hEBDRITET, 4. BRARENEE, HFRIERERE
Ly MF vy TEARE, £29<IC 7=\=v\y7’f 4. Attach a collet to the nut. Placing a collet — Cap —; L, EEM TR, HBIARIERMAS 7 £0g —
HLAITET, FrvTORMDEL, ¥ on atable, putanutonit, pressing straight ¥ 18 A FIMUB D IEI LR E ¥
Ly FOARDBEDNERICIEEST 7:”/‘yl~j down. Check that the inner groove of the " Nut / l ET—i, Bk l
WBZEZRRBLTIETE L, @ nut firmly fits into the outer groove of the @ @
s i collet. 5. i§E183TE “R” ZeroTJHi L,
5. "R"EOFNAICF vy TERDGTE T, FrvT2FTRIMH TSV, FREITERE.
5. Attach the nutto the “R” zero holder. Slightly tighten the nut by hand.
Q v T REOMEIL Y MEORIRRICIEE >TUELRIE g e Y O R EERENTAERENDEERLBE—E, BT
DEFFILZICIO AT RVTLETV, F oy TICaLy M RER o Never attach the cap to the “R” zero holder if the jaws of the cap and BEAEXMRS FTREIN L MREFHRGHENERET
IO RBUVTOWRWRETHILAICED I LF v v TEALTD groove of the collet are not firmly fitted. The collet may get stuck in the R ERRET, —RREI DN EXE, BMERTF
ALY MAFILERBICRVFVTLEL ANBLBDET, inner diameter of the “R” zero holder even after the cap is removed. 18, BRBEWIRARKE, TEEHT.
Q FLE dLvk FyyT BUDEORAL LB Q Holder Collet Nut May Get Stuck Inside Q AL ik  Kig BHEMERE
| | | \ g’ i SR
- «m - «m - «m
6. ALY hMCHMZELAAET, 6. Inserta cutting tool into collet. 6. BIIEFEANEGER,
o ALY FORBHMRIULIS, IO v VEBZELIAAT o Insert a cutting tool shank into “R” zero holder by over the length o BRIETEMBHIEAKEATERRZKE.
<fEEW, of collet internal diameter.
O ErEiERsEIANTN IS,
o FYOYINFHEZIL Y FTONFEVTLREE L, o Don’t clamp the cutting tool’s edge with collet.
@ HDZRE, GDZ-RETIEF vy TDMNELDAROANMI @ A cuttingtool diameter larger than the outer diameter of the nut t N A M e
-REL, GDZ-RE!TIZF vy 7 Z cutting tool diameter larger than the outer diameter of the nut canno REpEa ST RIERIFEZ T,
FRATEIFRA. O-ILISYFLYFTOERNTERIGDETS, be used. The roll clutch wrench will not fit over the cutting tool. RRRBERRFBEARZARDET
. 7. BERTAEZIETIANBEKE.
7. FVEYRRIVa—2ELTHNORSHLESEZRARLED 7. By turningthe preset screw, adjust the projected length of cutting tool.
HDZ-RE!, HDZE., ERZE! (REN7IA
HDZ-RE!, HDZE!, ERZE (2> J13EANDIZE) HDZ-R, HDZ, ERZ type (Cutting Tool with Tang) ( )

. ARAmEFaERMENL, IR RET
HAMEILRBLETION G Ty bRT) 2= Hold your cutting tool with hand and Pr:st Screw ﬁﬁnﬁﬁ}%gﬁgijjﬁﬁagﬁﬂo Aﬁ}%gﬂ
BOIBMTTIIEY RO Va—% /_'37‘/7%1! turn the preset screw with the tang. ._/__g_,_,_ 7T $)
ELET. 7T ey AN BRI KERK It =

=4 = « Turn left to extend the projected length of cutting tool. Py | 1)/ - | - S fecn 1)
ANOREHLESE —= ] A N e Zero Holder BRI K R "R Zero 1A
cR<TEZ>EANET REOFILH + Turn right to shorten the projected length of cutting tool. —mhaE
5B B> AANET
HDZ-R,HDZ,ERZ t Cutting Tool without T; HDZ-RE!, HDZE!, ERZE!
HDZ-RE!, HDZE. ERZE (2> JELIMDBE) ’ ’ ype (Cutting Tool without Tang) (TEMRRTIR)

N Remove the cutting tool from “R” zero holder. Preset Screw BTIEMTIELERT, FRIAELIBET
HNEFRINID AL 1T PO DR Turn the preset screw with a flathead screwdriver . FlatheadSCrewdriverq A—FRARL TR TR ET, —FMBRLT) )
RSAN—%ZFERLTIVEY / I14FZARSAN— —77 —\x '__/ —
29)a—%ELET, — + Turn left to extend the projected length of cutting tool. = — BIAEMBEKEMRK i

e ~ = —mERk
HPOERSHLESE < Ly, « Turnright to shorten the projected length of cutting tool. ”R” Zero Holder BIABHKERE "R" Zero 7J1
cR<TB> EAERT "R'EOFILE —ma¥
CE<TB> ENET GDZ-R, GDZ, ERZS type Preset
Holder size screw GDZ-R%!, GDZE!, ERZ8H! 1= FHiFERRET
GDZ-RE!, GDZZ!, ERZ8%! i ame ;g‘g‘yl‘ Apreset screw is not incorporated in type model RS B
) . . = E o GDC-A and ERC8. Purchase it whenever GDZ07,GDZ07-R  HDS - 07 GDZ-REY, GDZE!, ERZ8#5ET]  GDZ07.GDZOT-R  HDS- 07
GE[?Z%J\ERZBM;H?"HZ\"/ b27Y 21 Bk necessary. The preset screw can be inserted GDZ09. GDZO9-R _ HDS- 09 WHGHRETARIEST, &a GDZO9’GDZOQ—R HDS- 09
BREFINTOEEA, UBICISLUTHE  6Dz07,6DZ07-R HDS-07 from the tool holder nose (right hand rotation : LURIERZ#1TMN, R, 59 :
%75 CERCIEE L. "J")V’jﬁ”ﬁﬁmgﬁo)fat GDZ09, GDZ09-R  HDS - 09 only). As for projection length adjustment, GDz12,GDZ12-R  HDS-12 AR ETE N TRATEpeegsy  GDZ12,GDZI2-R  HDS-12
/\h.j')_‘i’.")gl‘é7')1:%§jﬁb'c< T:Z_ijb\o GDZ12 GDZIZR _HDS-12 follow the same procedures as HDC-A. GDZ16,GDZ16-R  HDS- 16 LN, (MAEHEY) JAMEKE  GDZ16,GDZ16-R  HDS-16
(HEER) HRRESH LHES RIS HDZRY : GDZ22,GDZ22-R _ HDS-22 BB A, MHDZ2—#M.  GDZ22,GDZ22-R _HDS-22
T, GDZ16, GDZL6-R HDS- 16 PRESET SCREW(ESS) ERZ8 ES8 ERZS ESS
. . _ GDZ22,GDZ22-R  HDS-22
ZVtyh27Ya=(ES8) ILOWT ERZ8 ES8 0 For precise chucking, a preset screw of a collet chuck needs to absorb XTFREEST(ESS
ot R T A\ A i acollet's retraction when a cap nut is tightened. As for ES8, the preset o . I
REDFNIOTIE Y F2T )2~ 'Ef*ﬁr’.‘:&:):vjq:/d_%???"&) screw is made of resin for gooc?elasticit%/ because the screw sizepis too R” Zero I RTRIAEEIRE], R I LI B HE E K45 IR R
fes =\’—\v"{17_°$ﬁ;6?)ﬁl‘fﬂ§tt‘$bé;ll{»yb@;ti;;&b%ﬂwlizébgb M‘ET small (M5) to absorb the backward movement of the collet. As a result, its IRME SR E TR E R a0 ES8 BEYESTRY
9o ESBRICHLVTI 2T YA ZAMEL N, RIVFHARIFSNE N strength is lower than that of steel, which may create wear or deformation M5AR/), TsAi% B IRUS AL, T 7241 5 LI R A AR, LAt 5
O BICHEEZERALENZHLETVET, 20D, AF-ILBOHOL » Which may o Rigua . FEtt FRERNELLEIRES. B A EEMDT
HAREENTEL. B ERENECETOT, EPENARBESBEVLET, of the screw. We request you to replace it with a new one periodically. HZ%‘I%R?%%%&E%#@ EEER
. =\ a5 5 8. Tighten the nut with NT’s special spanner. s N N
8. BAANT(RIR)TFvv72@o[TET, (MEEHDTMLIR BE) (See the Standard Tightening Torque Chart.) 8. AEHAIRF(BIMNEX)BIEFIE. (BSRBATEBIEHER])
O =TS ORNFEES L F vy TR R EOFILLDHIETS : : , s $E35 AR -E 8, LR “R”
N : In case conventional spanner is used, nut, collet or “R” zero holder 0 yﬂﬁﬁﬁﬁz*ﬂi*ﬁ$%59*&%5-[55’552"5'”5’“& R” Zero
BEINDBOET, o may be damaged. VAL LS
5 3 3 3 =
ﬁ1} Eﬁ T — Standard Tightening Torque Chart e RHER
B 25 WAL B 2N+ BERLY Holder Spanner  Standard o\ ger size SPaMNer  Standard nizs “EEF gempme  omps TEDT  mesie
HDZ07 50 10~ %5 Nm _HDZO7-R °-0R 10 - %5 Nm HDI;?W sIZ: 1Icg> im:g orr\?ue HDZ07-R sIZ; 1Ig im;g orr\?ue HOZOT S0 10-15Nm  HDZOTR SOR 10 - 15 N
HDZ09 S-1L 30 ~ 35 Nm HDZ09-R _S-1R 30 ~ 35 Nm s_ 5 Nm - S'O 0 ~ 15 Nm 0 s_ 2 35 m 09' s_ 03 m
HDZ12 S3L 35 ~ 40 Nm HDZ12-R _S-3R 35 ~ 40 Nm HDZ09 -1L 30 ~ 35 Nm HDZ09-R -IR 30 ~ 35 Nm HDZ -1L ~ 35 Nm HDZ09-R -1R ~ 35 Nm
HDZ16  S4L 20 = 45 Nm HDZI6R SR 40 ~ 25 Nm HDZ12 S3L 35 ~ 40 Nm HDZI2-R  S-3R 35 ~ 40 Nm HDZ12  S3L 35~ 40 Nm  HDZIZR S3R 35 ~ 40 Nm
HDZ22 S-5L 55 ~ 60 Nm HDZ22-R _ S-5R 55 ~ 60 Nm HDZ16 S-4L 40 ~ 45 Nm HDZ16-R S-4R 40 ~ 45 Nm HDZ16 S-4L 40 ~ 45 Nm HDZ16-R S-4R 40 ~ 45 Nm
GDZ07 S0 10 ~ 15 Nm GDZO7T-R _S-0R 10 ~ 15 Nm HDZ22 S-5L 55 ~ 60 Nm HDZ22-R S-5R 55 ~ 60 Nm HDZ22 S-5L 55 ~ 60 Nm HDZ22-R S-5R 55 ~ 60 Nm
D209 FKO0Z5 30 =~ 35 Nm  GDZO9-R SIR 30 = 35 Nm GDZ07 S0 10 ~ 15 Nm GDZO7-R _ S-OR 10 ~ 15 Nm GDZ07 S0 10 - 15 Nm  GDZO7R S-O0R 10 ~ 15 Nm
GDZ12 FK0034 35 ~ 40 Nm GDZ12-R _ S-3R 35 ~ 40 Nm GDZ09 FK0025 30 ~ 35 Nm GDZ09-R S-1R 30 ~ 35 Nm GDZ09 FK0025 30 ~ 35 Nm GDZ09-R  S-IR 30 ~ 35 Nm
GDZ16 FK0034 40 ~ 45 Nm GDZ16-R  S-4R 40 ~ 45 Nm GDZ12 FKO0034 35 ~ 40 Nm GDZ12-R S-3R 35 ~ 40 Nm GDZ12  FK0034 35 ~ 40 Nm GDZ12-R  S-3R 35 ~ 40 Nm
D722 FK0045 55 ~ 60 Nm GDZ22.R S5R 55 = 60 Nm GDZ16 FK0034 40 ~ 45 Nm GDZ16-R _ S-4R 40 ~ 45 Nm GDZ16 FKO034 40 ~ 45 Nm  GDZI6R S-4R 40 ~ 45 Nm
ERZ8 S-8E 5~ 7 Nm GDZ22 FK0045 55 ~ 60 Nm GDZ22-R S-5R 55 ~ 60 Nm GDZ22  FK0045 55 ~ 60 Nm GDZ22-R  S-5R 55 ~ 60 Nm
ERZ11S S-11E 15 ~ 20 Nm ERZ8 S-8E 5~ 7 Nm ERZ8 S-8E 5~ 7Nm
ERZ11S S-11E 15 ~ 20 Nm ERZ11S  S-11E 15 ~ 20 Nm
9. MOANTLEFEOFIRTIFERL TS L. 9. Remove your cutting tool by following this procedure reversely. 9. FENRBHEIEIRAE R BN R (ERN AT
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Attaching and Removing the ST Shank “R” Zero Holder

The ST shank “R” zero holder can be attached
to the collet holder, milling chuck, etc.

//"R“Edebﬁ
1. "R"EOFRILEDS v UEE
ALY RRILE E—=UDTF vy oD
REREVIZATRBRLED

2. ALY RIS S=UYIFvwy
REIC"R"EOFINAEZZLAHET,

1.

¥ "R" Zero Holder 1. AMGEESTIAR " Zero )RR 7 STHR"R"ZeroTIh

Clean the ST shank, collet holder, and

inner diameter of the milling chuck using

arag.

Insert the ST shank “R” zero holder into

the collet holder or milling chuck.

=)
>

=
&2 Milling Chuck etc.

ERAN IR TIHRANSE I BETITIMAEIA

28,

" R"Zero ) iAIEN B fE R 7110
SBAKTITIRE,

PERIFEN 5 EIFS R BRI

2N TS

3. #EHFTPEOALDFELWVWAED. 3. Fordetailed information on tightening 3R BETITIREGE RIHEAH,
ALy bRILA S=UYTFvyy or removing the Flex chuck, refer to the
BEDBIRRAZEESRLTIETL, respective instruction manuals for the
collet holder or milling chuck.
IRNRAESE How to adjust runout accuracy "R"ZeroZ)tiBkzhiAEE 5 &

2;;%)_5%]%4’/ (4 &FR) OFDFITZHAEIZLT. AEORNEEE
= o

1. AMEBMOMFIFE"R"EOFINEZ ISV T2 EWMERIZ
TVEYRICBRDRITES,

The runout accuracy of the cutting tool’s edge can be minimized by 4
adjustment screws on thering.

1.

Mount “R” zero holder (with a cutting tool installed) on a machine

spindle or tool presetter(SPZ-2).

BRI (41) BYITRE, REABR I EERN B8,

1.

ﬁgééﬁi@?ﬂﬂﬂ’g"R"Zeroﬂ*ﬁﬁ%&ﬂﬂl@biiﬁtﬁ%ﬁ
I

o

2. F"R"Zero7J{HIAIFHFAEEIRET (41 BAARBIRFLF. Hif
2. "R"EQRILZDOUITICHZABERS (4 BFF) 2 RNALYFTROET, 2. Loosen 4 adjustment screws by a hex wrench. Make sure that the ring INAEEIRRTLAEE RN,
VY IHEETEEZBEBLTTSW, rotates.
FABTERARBIIMNALS,
0 FARIOEBEHDTEIRVESICEELTLESV, A% o Do not loosen the adjustment screws too much. This over MRABIRETMAKRS, AleEFEIMIPERAK, ST
EHTEBENNDAN—-DESH. ERLTLESBRALHDET, loosening may push up the black outer ring and deformit.
@ These s X ) O mzmaFERnT.
e D) . These adjustment screws cannot be removed.
Q mziousezes 3. AT HRBMAGEREHT].
3. FEIAAVINTS—SE TR Y S — 25 STETS, 3. Place the cutting tool’s edge on a dial gauge or test indicator.

4, "R"EOFINAZEEISE ZAVITF—SERB TR VI Tr—420
HOENDERKICBBMUEBEZRDITET,

yys FEZUT
5. U UEREES . ERRBAL e BEFZT
S (R [TE S S

BOEET, HEAIEZEHOMT
9, EROIBEFOFAERSHART ¢
ICBE< N3 RREICHEDIT TR

WIND ORFERINEIRAD

Rotate “R” zero holder to a position where the dial gauge or test

indicator shows the max. runout.

By rotating the black outer ring,
place any adjustment screw hole
(on the ring) to a position where
the runout is max. Fasten the
adjustment screw lightly. Fasten

other 3 adjustment screws lightly.

Ring  Adjustment Screws Hole

S . g

o o o o o
Place an adjustment screw hole
at the position where the runout

oh"R"ZeroTIR, HEIF S RIWISIEH BB AN L E,

oA, R ENER—NMARBITHMB R AU ERM T,
B A BT MR FRILHFBETHIERSEEMBIE,

@ swiignmeAn EER ST,

BERFEETL.
S. ® O .g

X BB B A i B R IR R ARET
HITHR, ABITHRR

I, %kt:%‘ﬁ%&ﬁ_ﬁ;;ﬁé_bﬁs #< The adjustment screw tip shall is max. Then, tighten it lightly. ML B 4 145 2 R R Bk =D BER— MR X R By
o IENHRKICERDINBDORHE ; ° s touch the chuck body slightly. Ring IBE—F¥HUE RAMUE, HREDIS.
RONEHEBLTIIES L, I L/_Tj | T 0 Find an adjustment screw [ 7 Adjustment Screws Hole f5) BkENIEREI920um JEEIR
6. WO BRAOMEORESS% Hd ‘ B et oL BT

I BAVILITF =BT
AT —2DHMENHOF 5D
MBZIETESICHABRS ZRE
LET,

6. Tighten the adjustment screw
positioned at the max. runout.
Keep tightening the adjustment

I
hole position where the max. - Hex Wrench
runout is shown. ¢ G jgrg
Rotation ‘
|

%E)"R"Zero M, IR
HI7IBBRENAE B A I 2umiy
2, MiRAEEEE, W

_ X = screw until the dial gauge or test Cutting KRB 2umpiE, BBk
) }}Ehrtl\b\ZOumtDiﬁét; indicator shows 50% of max. Tool oA E FREEAEE
LoumBAL &Y. runout. BT, I L6 R HIRIE,
NN . _ BBk EE A EI2pm,
7. B tmm)\‘l’/’-)%@ﬁ?ﬁ‘ }J?ﬁg Example : In case of max. 20
;"_jnﬁgb ZHmEE_—Cﬁ!ﬂ;ﬁF’]‘E um, tighten the adjustment
TCT_C?-o Zum’&iﬁxéiﬁn[& R screw upto 10pm.
PNRAICBBZMUBICRDEVEE
*T7 ROl Eic6. DEEEIRN 7. B Ry ;
et iy M. . Byrotating “R” zero holder, find the max. runout. If the max. runout
REN2UMBEICSIETROELET, is within 2um, no further adjustment will be needed. If the max.
runout is over 2um, find an adjustment screw positioned closest to the
max. runout, then, tighten it until it reaches within 2um. Repeat the
adjustment until the runout of the cutting tool’s edge gets to 2um or less.
BAKNALVFHIIR Hex. Wrench for runout adjustment size NARFRTR
FILEHAX LYFHA4Z Lo F R (B5E) Holder size Wrench size Hex. wrench (Option) TIRES RFERT RFES(BINEE)
HDZ-R 07,09 3mm L-3T HDZ-R 07,09 3mm L-3T HDZ-R 07,09 3mm L-3T
GDZ-R GDZ-R GDZ-R
HDZ 12,16 4mm L-4T HDZ 12,16 4mm L-4T HDZ 12,16 4mm L-4T
GDZ 22 5mm L-5T GDz 22 5mm L-5T GDzZ 22 5mm L-5T
ERZ8,11S 3mm L-3T ERZ8,11S 3mm L-3T ERZ8,11S 3mm L-3T
RNAZEORRE Guidelines for runout adjustment amount BezhiAEEMEEE

I e =1 . _ L3(mm) X Z (um
BAFNAEROSRAE (um) = Smml X2 um) Max. adjustable amount (um) = L3(mM) XZ(um) BB BRNRR (um) = L3(MmLX 2 {um)

KIDERFTRZEBREVE T

1]

*Please refer to the table below for the value of Z.

Adjustment Position
==

*RFZHE, FSETENRN.

1]

Projection Length TIENEHKE
L3 L3
AL Z (um) A Z (um) yo Z (um)
FNEGAZ L33£100mmd 7= DiRh AR E Holdersize o oyt adjustment amount per 100 mm L3 dimension TIRES L3RI &5 mi00ommiyBkzhiAzE S
07 26 07 26 07 26
HDZ 12 24 HDZ 12 24 HDZ 12 24
GDZ 16 20 GDZ 16 20 GDZ 16 20
22 16 22 16 22 16
ERZ8 48 ERZ8 48 ERZ8 48
ERZ11S 60 ERZ11S 60 ERZ11S 60

O REOFLSDENEEREE ERLEVBAIZILY MRLAE
LTEBVWRITETH 205G, VI BICH B4EPTORAE
FORBART B N BREICHDTF TRE L,

o “R” zero holder can be used as a collet holder without using
arunout adjustment function. 4 adjustment screws must be
tightened down slightly at all times. Each adjustment screw tip
shall touch the chuck body slightly.

o LRER"R"Zero I Bk N A BN BERY, RIRIEARIFKT]
WRER, XY, FEH AR RT IR A EMBIR,

( y NAELYTF ( N Hex. Wrench ( y NARF
<P "R"EORILAE <P "R" Zero Holder <GP "R"Zero711#
Q :[H\t@ Q :]Ei@ a :[H:%m
BERIN Adjustment Screws Hole HEIRET

/V& NT TOOL CORPORATION

@ UFRE IRL LDEFE HETEHRA T,
@ Please also read accompanying "Safety Instructions" thoroughly.
@ ESHEFERFHRMFARIRES — 3 [RLMA)

CACB.BC.Al.



