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Thank you very much for purchasing NT products.

This instruction manual provides a description of correct usage and
precautionary remarks on handling.Read this manual thoroughly and use the
product in the correct manner.

/N1 Caution when removing tools

Make sure to rotate the clamping ring counterclockwise
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by 360 degrees or more after a cutting tool is removed.
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This procedure is necessary for releasing the internal
stress of the Milling Chuck and maintaining its accuracy.
The lifetime of the Milling Chuck will be shortened
considerably if this procedure is not done.
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AZ About tool insertion length
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RIEBARUT TOFvyFI T ELENTLESLY, Be sure to keep the minimum chucking length of the BAKERTRERFKEUTHEFNERE,
EENETORRIZGYVES, (FTRSER) tool.(See the table below.)Insufficient chucking LSRN FRFRARR. GBERTR
N . length can lead to deteriorated chucking force.
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It can lead to deteriorated chucking accuracy.
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AYIZIFRFTHNGOTIZEL, Do not touch tools with bare hands. BAEERBFEMIIE. #MT) 8RN, 5—EFE
AYPERMYRSEEE DT VT ROFRGELEFFE T, When handling the tool, use a waste cloth or wear gloves. ARHREFE,
MCIaL bR (i FAEF Without MC collet AME FIMCRIE R B
9—"‘("77“]'?%((15) %1&*5)\5(”"’“) .D. of Mi”ing ChL.jCk (d)) Min. chucking |ength (mm/inch) -H‘ﬁl*]?é (¢) %1&"5?%'& (mm)
16, 20 40 mm LLE 16, 20 40
16, 20 3/4 40/1.57
25,32, 42 50 25, 32, 42 50
25,32, 42 1,1-1/4 50/1.97
MCaL v FEF With MC collet 1 FAMCRES Ry B
y =IEEAERE (mm) Collet I.D. (¢) Min. chucking length (mm/inch) ) BARFHEHC (mm)
ALy (¢) = +HAE (¢)
- MCE! MC-C#! MC-OHZ! mm inch MC type MC-Ctype MC-OH type v MCEY MC-CH! MC-OHE!
6,8 30 30 30 6,8 1/4, 5/16 30 30 30 6, 8 30 30 30
10, 12 40 40 40 10, 12 3/8, 112 40 40 40 10, 12 40 40 40
14, 15 - - 40 14, 15 - - - 40 14, 15 - - 40
16, 20 45 45 45 16, 20 5/8, 3/4, 7/8 45 45 45 16, 20 45 45 45
18, 22, 24 - - 45 18, 22, 24 - - - 45 18, 22, 24 - - 45
25 50 50 50 25 1 50 50 50 25 50 50 50
32 50 60 60 32 - 50 60 60 32 50 60 60
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/A Take precautions against AT.C. interference
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TRELERIOVTZE please check L0 dimension if T35, IBHIAT
LOHiEZECHERRCIZELY, ° C you are using the items below. ° = EESEma ° =
LOR~T.
*HSK40A-CT16SA-75 Lo *HSK40A-CT16SA-75 Lo -HSK40A-CT16SA-75 Lo
*BT30, WBT30 --- CT20SA-75, CT25SA-90, CT32SA-90 *BT30, WBT30 --- CT20SA-75, CT25SA-90, CT32SA-90 *BT30, WBT30 +----- CT20SA-75, CT25SA-90, CT32SA-90
*BT40, WBT40 --- CT32SA-90 *BT40, WBT40 --- CT32SA-90 *BT40, WBT40 ------ CT32SA-90
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Please remove the cutting tool and drain coolant fluid completely
from Milling Chuck when you store it to prevent chucking force
deterioration, rusting and shortened tool life.

* Be sure to store the milling chuck in an unclamped position.

Clamping the Milling Chuck with no cutting tool inserted can
damage the chuck and lower its accuracy.

Precautions on tool shank

* Dents or scratches on the tool shank should be
avoided.
+ Cylindrical shank tool only. Do not use a tool
with a notch.
Dent or scratch etc.

Tool with a notch etc.

CAUTION! Usage of BL type stopper bolt

The BL type stopper bolt cannot be used with HSK shank Milling
Chuck. Please use HSK-BL type.
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1. Make sure to wipe oil or dust off the tool shank, the collet and
the inside diameter of the chuck with a clean rag.
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If dust or oil is left on the holder, the cutting tool may slip or
come loose, which can affect accuracy and increase runout.

a waste cloth or wear gloves.

@ Do not touch tools with bare hands. When handling the tool, use
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2.Firmly fix Milling Chuck to NT simple setter or a clamping jig.
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3.Fully loosen the clamping ring. If you are going to use an MC
collet, select a collet with an inner diameter matching the cutting
tool and insert it into the holder.
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When using a coolant collet (MC-C, MC-OH), align the
slit of the collet with the groove in the chuck I.D.
Misalignment of the groove and the slit may cause
coolant leakage from the collet.

Upper slit of the collet
(on the end with a lip)

Deep groove in the chuck I.D.
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4.Insert the tool.
Please refer to A 2 "About tool insertion length"

5. Tighten the clamping ring with your hand until the cutting tool is
held lightly in place.

Please take special care when a
holder is in the machine spindle.

Do not touch tools with bare hands.
When handling the tool, use a waste
cloth or wear gloves.

clamping ring

6. Hook NT's spanner firmly into one of the grooves on the clamping ring, then
tighten it until the ring makes contact with the main body of the holder.

If a conventional spanner is used, Milling Chuck or collet may be

4. BITIEHEN.
EeEEk A 2 LFIEMBAKE

5 —IARFHESMBIRN, —ERERBHRTIR.

TR TENM L AEHRE
HBalEE.

AN EEERTFEMIIA.
R TIER, F—EERR
HREFE.

6. MERRFFFMFEDRIAIRTFE, REHEEH
B EAKNSmE AL AR
WNREREMRFZIMIRTFINIE, ATRER BRI+

WiET BTN HYFET, damaged. W& R HIAE R
BRX/NSF Hook spanner
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RILEH AR BERAR/NFHAR Holder size Spanner size KiREI S ERHIRFEES
CT16SA HS-1-16 CT16SA — HS-1-16 CT16SA HS -1 - 16
CT20SA HS -2 -20 CT20SA CTO0750SA HS-2-20 CT20SA HS -2 -20
CT25SA HS-25-25 CT25SA CT1000SA HS-25-25 CT25SA HS - 2.5 - 25
CT32SA HS -3 - 32 CT32SA CT1250SA HS-3-32 CT32SA HS - 3 - 32
CT42SA HS -4 - 42 CT42SA - HS-4-42 CT42SA HS - 4 - 42
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order to tighten the ring without a cutting tool
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1. Firmly fix Milling Chuck to NT simple setter or a clamping jig.
2. The cutting tool can be removed by loosening the clamping ring
with the hook spanner.

1. e AFREEESRERNEFHMERGR L,
2. RERRFMRFFERITIRTIIR.

0 L2 DD Y EEH TS,

AENTERAVRETREDDEAYLETIEETAN
HYFET VIRGETHNEREFELAALEH TS,

AYERAMG ST REBICLESES . REEH L. EFT
DIUREHYEITNICICRICRYES DT ERALEEESH
YERAVIRGETHAYERFLBALED TS,

Make sure to rotate the clamping ring counterclockwise after

a cutting tool is removed.

Do not untighten the clamping ring when the cutting tool is
facing downward. It may cause injuries. Make sure to untighten
the ring while holding the cutting tool with rag.

After keeping a tool held in a holder for a prolonged period, you may feel lack
of smoothness when loosening the tightening ring.This rough feeling will be

back to normal in time and will not cause long-term problems.
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Please refer to A 1 "Cautions when tools are removed"

Coolant through operation

Hex-head screws with sealed thread (included) are necessary to plug
the air holes for coolant through operation.
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@Please also read accompanying "Safety Instructions" thoroughly.
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