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Thank you very much for purchasing NT products.

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

Turning tool for square bit
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SBV-A : For External / Facing
SBH-A : For Facing

Removal and attachment of square bit

Select a square bit suited for the turning tool.
Also note that there are right-hand and left-hand square bits.

Shorten the shank of the square bit if necessary before
attaching to the turning tool.

ﬂ—‘!:* Cut off

Remove burrs after cutting off the square bit shank.
Leaving burrs on the shank may result in injuries and/or
insecure square bit setting.

1. Fix the turning tool onto a tightening jig such as NT’s simple setter.
2. Clean the square bit shank and turning tool groove with a waste cloth.
3. Insert the square bit shank into the turning tool groove.

Do not touch square bit with bare hands. When handling the
cutter, always use a waste cloth or wear gloves.

Coolant nozzle

Turning tool /Hex. wrench
Square bit J
Groove
Lock screw /Simple setter

4. Tighten lock screws with a hex wrench to fix the square bit.
Make sure that the square bit is firmly clamped.

5.To remove the square bit from the turning tool, reverse the
aforementioned procedure.

For center through coolant supply

Max. coolant pressure : 7MPa

Adjust coolant nozzle direction so that the coolant sprays at the

cutting edge of the square bit.

Insert slim hex wrench, etc., into the coolant nozzle and move it in

the appropriate direction.

If the coolant nozzle does not move easily, use pliers, etc., to lightly

pinch and move it. In this case, be careful not to crush the coolant
Coolant nozzle
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If coolant does not reach the cutting edge well, replace the coolant nozzle with
copper tube nozzle (included). Bend the copper tube so that the coolant
sprays at the cutting edge of the square bit.

Use a conventional spanner when replacing nozzles.

When reattaching coolant nozzle or copper tube nozzle after they have been
removed once from the turning tool, put sealing tape on the screw part.
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Rotating the location of square bit (SBV-A, SBH-A)

1.Remove 4 bolts that are fixing the block.

=
Bolts (4 pieces) ME \Block

2.Remove the block from the plate.
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3. Attach the block to the plate in accordance with the desired square bit location.
*The location can be rotated by 90 degrees. 4 different locations are available.
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Clean the plate and block with a waste cloth etc.,
before reassembling.

4. Tighten 4 bolts that were removed at step 1.
Recommended tightening torque is 7 Nm.
o In the SBV-A, the bolts that contact the block groove are short to

prevent interference. Be sure to assemble them in place even after
reassembly. (See figure below).

. Block Groove

Make sure the plate and block are assembled firmly. When using the turning tool for
the first time, make sure the turning tool can be mounted to the machine properly.

il

Tighten the bolts in diagonal order.

Stop machining if abnormal sounds and/or large
vibrations accompany use.
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Turning tool for cylindrical shank cutter

TSB : For Boring bar

Removal and attachment of cutter

When clamping, align the flat surface of the cutter and the lock screw.
Do not clamp anywhere other than the flat surface of the cutter. If the flat
surface of the cutter and lock screw cannot be aligned, please do not
attempt to use the turning tool / cutter.

Positions of flat surface of the cutter and the lock screw must be aligned.
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Make sure that the cutter is firmly clamped.
Stop machining if abnormal sounds and/or large vibrations
accompany use.
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1. Fix the turning tool onto a tightening jig such as NT's simple setter.
2. Clean the cutter shank and inner bore of the turning tool with a waste cloth.
3. Align the flat surface of the cutter and the lock screw, and insert the cutter into the turning tool.

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

4. Tighten lock screws with a hex wrench to fix the cutter.
5. To remove the cutter from the turning tool, reverse the aforementioned procedure.

For center through coolant supply

Press the cutter against the end face of the stopper bolt.
If the cutter is not pressed against the stopper bolt properly, coolant may
leak. If coolant leaks, please re-attach the cutter properly.

Coolant leakage or insufficient coolant feeding may occur if the position of
coolant hole in the cutter and diameter of the stopper bolt are not matching.
If this occurs, the stopper bolt must be changed. Please contact NT Tool.
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Coolant hole size in stopper bolt

TSBEY: $ETJ4FH

NEMNZESIRFE

o BHHRIRETIR NI ERFE, MWEVEREX
£, BAEERTELIMIES . HIIHAT
WRIRTUESRFEIMNERTE, BAE
fEF.
BHEARFEM IR RN E RS,

- %ET:

NEZER, BEHARSEEEEIAT. TR
ERTERERERS. fkal. [, BuZEME

LE(EF,
1. B IMEEEERIINEFUERR L,
2. EFIRTIAIA ) EATRERFORAIRIZED.
3. WHETENRFEMSIRIZETRANE, BIERBATIR.
@ BAEEEATFMIR. FRJAM,
BEUERRMEFE.

4.l AIRFIESGRIZET, EEDA.
5. {FEDRT, FRIARIAFFEIERDAT,

ERRISEIRIAS
S TIA T L AR TS 1R,
BREFRS, THESRESTRSE.
RESHIRSRNAE, BEEENRE.
TIERS RIS BRI ST R SIFAN, ©
MRS, SIRSRHNETRS IR, XHFa
MEEERINRETT. BRRMGL.

@M 78

EZNIRET d

B

LEEHEETRYHIRFLR

RIVEHA X d Size of turning tool d JONERE d
TSB10, TSB12 d3mm TSB10, TSB12 »3mm TSB10, TSB12 ¢ 3mm
TSB16. TSB20 d4mm TSB16, TSB20 d4mm TSB16, TSB20 d4mm
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Special stopper bolts can be manufactured. Please contact NT Tool for details.

Stop machining if abnormal sounds and/or large
vibrations accompany use.
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