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Place the fixture on the table of the machine. The base of the fixture has two through slots that 
clamp the base to the table. Install two through bolts but do not tighten. Position the horizontal 
(base) register at zero. Indicate front face of the fixture zero to the table movement then tighten 
the through bolts.

Slide the gun drill into the fixture from the rear of workhead. With the top handle, lock on the 
tube  leaving the carbide tip completely clear of the "V" block and clamp. From the front of the 
fixture, check that the gun drill's cutting face is level and the clamping wedge and flat on the tube. fixture, check that the gun drill's cutting face is level and the clamping wedge and flat on the tube. 
If not level or  a gap exists between the wedge and the trailing side of the tube, remove the gun 
drill and adjust the  button head screw in the wedge with a 1/8" hex key in or out to level the drill 
tip and take up any gap.  

With both horizontal and vertical scales set at zero, the drill's flat cutting surface should be parallel 
to  the table.

Grind the drill by following steps below for the N-8 nose grind (the most common grind).
N-4, N-13 or any custom nose grinds can be ground to your requirements. It is recommended N-4, N-13 or any custom nose grinds can be ground to your requirements. It is recommended 
that a dust collection system be used.  A cold gun or spraymist is recommended for large diameters.
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