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Thank you very much for purchasing NT products.

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

/\1 Cautions when tools are removed

Make sure to rotate the clamping ring counterclockwise
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by 360 degrees and 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.
Unless this procedure is done, the lifetime of the Milling
Chuck will considerably be shortened.
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-BT30-CT20A-90, CT25A-90, CT25A-105
*BT40-CT32A-90(CF)

-BT30-CT16V-75G, CT20V-90G, CT25V-90G
*BT40-CT20V-90G, CT25V-90(G, CF), CT32V-105(G, CF)
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/N\ 2 About tool insertion length

Be sure to keep the minimum chucking length of the

tool.(See the table below.)Insufficient chucking
length can lead to deteriorated chucking force.

Do not chuck the cutting edge.
It can lead to deteriorated chucking accuracy.

Make sure that your cutter shank diameter should be
within tolerance and it has neither scratch nor dimple.

Do not touch tools with bare hands.

I.D. of Milling Chuck () Min. Chucking Length (mm)

When handling the tool, use a waste cloth or wear gloves.

Without MC Collet

16 40
20, 25 45
32, 42 60

With MC Collet

Collet I.D. (o) Min. Chucking Length (mm)
6,8 30
10, 12 40
16, 20 45
25 55
32 65

A Take precautions against A.T.C. interference

To avoid A.T.C. interference,
please check LO dimension if
you are using below items.

- BT30-CT20A-90, CT25A-90, CT25A-105 ~ -0

+ BT40-CT32A-90(CF)
+BT30-CT16V-75G, CT20V-90G, CT25V-90G

- BT40-CT20V-90G, CT25V-90(G, CF), CT32V-105(G, CF)

About Maintenance

Please remove a cutting tool and drain coolant fluid completely

from Milling Chuck when you store it to prevent from chucking force

deterioration, rusting and shorten tool life.

* When storing the Milling Chuck, be sure to remove the cutting tool.

Make sure to rotate the clamping ring counterclockwise by 360
degrees or more after each time a cutting tool is removed.

Precautions on tool shank part

* Dent or scratch on the tool shank
should be avoided.

+ Cylindrical shank tool
only. Do not use a tool Dent or scratch etc.

with a notch. Tool with a notch etc.

CAUTION ! Usage of Stopper Bolt type BL

The BL type stopper bolt cannot be used with HSK shank Milling
Chuck. Please use HSK-BL type.

Attaching the Cutting Tool

Be careful not to drop the Milling Chuck when installing,
detaching or carrying it.
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- BT40-CT32A-90(CF)
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+ BT40-CT20V-90G, CT25V-90(G, CF), CT32V-105(G, CF)
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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 remains on the attachment portion of the Milling
Chuck, the cutting tool may not turn or may come off.

@ Do not touch tools with bare hands. When handling the tool, use

a waste cloth or wear gloves.
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2.Firmly fix Milling Chuck to NT simple setter or a clamping

3.”196ase of using MC collet, put it into the Milling Chuck after
the clamping ring is completely loosened.

When using a coolant collet (MC-C, MC-OH), displace
the slit of the collet from the groove in the chuck I.D.
Alignment of the groove and the slit may cause coolant
leakage from the collet.

Groove in the chuck I.D.

Slit of the coolant collet

4.Insert the tool.
Please refer AZ "About tool insertion length"

5. Make a tentative chucking by tightening the clamping ring
pressing against the tool shank with your hands.
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Please take special attention when a L

holder is in the machine spindle. shank

T

6. Set hook spanner's hook into the flat on the clamping ring and
rotate ituntil the proper clamping force has been reached.

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

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

clamping ring

Hook spanner
Flat for spanner
CT-V Type Milling chuck

has a black space as a
proper clamping power
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Holder Size Spanner Size R 5 =
CT16A _ _ HS-1-16 olaer 1ze panner 1ze
CT16A — — HS - 1 - 16
N = = N CT20A - CT16V-G HS-2-20
RILFHAX BERAR/N\FHAX CT20A — CT16V-G HS - 2 - 20
CT25A CT25V CT20V-G HS-25-25
CT16A - - HS-1-16 CT25A  CT25V  CT20V-G HS - 2.5 - 25
CT32A - CT25V-G HS-3-32
CT20A - CT16V-G HS - 2-20 CT32A - CT25V-G HS - 3 - 32
CT42A CT32V CT32V-G HS-4-42
CT25A CT25V  CT20V-G HS-25-25 CT42A  CT32V  CT32V-G HS - 4 - 42
- CT42V  CT42V-G HS-4V
CT32A - CT25V-G HS -3-32 — CT42v CT42V-G HS-4v
CT42A  CT32V  CT32V-G HS -4 -42 How to determine if the proper clamping power has been reached.
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In setting up CT-A type holders, you feel slight shock in your hand hear the click
sound when the proper clamping power has been reached.

[Super-lock Milling Chuck CT-V, CT-V-G]

‘The power clamping power for normal machining reached.

In setting up CT-V type holders, the proper clamping power for normal machining
reached when you tighten the clamping ring until black space disappears.

The power clamping power for heavy-duty machining reached.

The proper clamping power for heavy-duty machining is reached when you tighten
the clamping ring until it does not revolve any further.

For your safety, tighten the In case enough clamping power
clamping ring gradually and slowly. has not been reached, the

Do not use a hammer in cutting tool may come off.
order to tighten the clamping Do not tighten the clamping ring
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ring any further. without a cutting tool inside.

Removing the Cutting Tool

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.
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Make sure to rotate the clamping ring counterclockwise after
a cutting tool is removed.

Do not untighten the clamping ring when the cutting tool stays
downward. It may cause danger. Make sure to untighten the ring
by holding the cutting tool with rag.

After keeping a tool held in a chuck 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 no problem in practice.
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Please refer A1 "Cautions when tools are removed"

Internal Coolant Feeding

In case the Milling Chuck is used for internal coolant feeding, be
sure to plug up the air vent hole(s) with hex socket head screw(s).

This screw-M4x5 (s) with sealant-is included.
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