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A\ Before using the product

Please check the plunger length and plunger position.
If they are not aligned with the positioning block on the machine side,
the product may drop, malfunction, or the workpiece may be defective.

A ERFml

HEREUHEFAHKEMEUHEAE,
WMREMSMEMBE BRTFLE,
ARERIEN misE. REME, RIHFFR.

BT v 7D Zotd v+ TLHBIELETT, ) =
Example of BT shank (Other shanks also need to be checked.)

BT 7JWin{l (e DAt RERE. )

TV v—REHLRE
Plunger length
EfIHEHRHKE

TIUIv—AE
Plunger position
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A7 I\ IN—ZE> RIb / Hyper Spindle /i&iE:%

3Rk EHEAZE / Instruction Manual / {E iR AEH

ZOEVREAREZEBBENLIFWVEEELT HICHYAESITENET, Thank you very much for purchasing NT products. This instruction manual provides B RREER AR
CORIRRASEEGDOELMEWVACHERALOZFEISOVTRELTLET, the description of the correct usage and precautionary remarks on handling. AGAABICE T AT RMERERGENER LFES.
CHEADHICCOHBAEERBEAD L ELLBHLLESLY, Read this manual thoroughly and use the product in the correct manner. B SDFIRAABBHERE E, FHERE~TSR.
o o RY S8 . .
ANN=ZEV R BEF==IE A\ Important precations for Hyper Spindle [l A\ 18 SETEER
BRI Test run RisEE
WEARYSEAEGEYT. 1~ 2 90EERETIES UEEHL ThH DO NOT start with high speed. Start with low speed to warn up the AEIZH ASIEERE, {EAKERT1~ 29 $EEN I
5., ERABEEGHICUEZET, spindle for a minute or two, then step up speed to the operating speed. 1T/, BERERNER,
XITFTFIRA How to keep tools in good condition R3E

« HEN1,000 BFEERAL ARG, T - ZAX|PBEER + Grease needs to be replaced after 1000 hours in serve. * FFEEE AT EIAZ1000/ BT BT, FBEFHITREBHL
VET, BALEEBEL TBEHEITEHVAEDEL S, Please contact our agency near you for consultation. HESR, BEIMIAFERREAT.

- EEREE. BEEH. BE. SRh. ZOMEEISREL + Stop spindle operation immediately - if it fails with symptom such © TEERD), REEAR BRE RS EFERETH
EBEEELICHEREPILEL. BRFY ORFTEE /2135 as revolution failure, excessive heating, or run-out, etc. Please R HEBRMELAMELER FETSIAHKE
HETHEROEDE LT, contact our agency near you or NT TOOL directly for consultation. EBRBANTEER.

RED/-H. BEHRBFTOBERILEVT L NEVER attempt to repair spindle yourself: Repair by o HTRERN, BEAELDHITEE.
(A unqualified personnel may impair the safe operation of spindle.
EALDOER Usage Note [ERALREE
@ NIN=ZECRIVDERERIZRF TSRO TEEL, Do not touch the Hyper Spindle with bare hands immediately @ FERRIFZM A EFAEEEH.
BATRE +30°CESEHMLTVB-HRIEDBNI HIET, after use. BTREIRELNA +30°C, SFERE,
. . It generates heat close to 30° C (90° F) above the ambient ESfligezeed vyl ol
0 tﬂ‘ﬁﬂﬂ#?:ﬁ%ﬁb‘?&:#ﬁ}%ﬁ’}%@;ﬁ"éﬁ%‘t:tiﬁfﬁ l’tsb\—“té“" teriperature, so there is a risk of (burns.) e "
@EHFA ETIVI ITRIIL A=K TFTTFANE) SE AT IRIR T g L R
WO EMEIRETIRECHERTIERAFHGIELET Do not use on materials that generate fine dust when cutting. 0 (GEIETE. [, . . 8%
TRHZAPHIET, (anrtg glass, ceramic, magnesium, carbon, graphite, etc.) R P IR R, R AL
Using in an environment where fine dust is generated may ONGE Vi)
. epr fl . P = [:] o
significantly reduce the product’s lifespan.
SramEniy Max Rotation Speed RiFEEE
FILGH A X FAEER BE Holder Size Max Rotation Speed Speed Boost TItREIS RIFFEIE T
HPO7. HP09. HP12 20,000 min-"! 5 HPO07. HP09. HP12 20,000 min! 5 HP07, HP09, HP12 20,000 min-" 5
HP20 15,000 min™' 4 HP20 15,000 min-! 4 HP20 15,000 min - 4
HP25 10,000 min™' 3 HP25 10,000 min-' 3 HP25 10,000 min - 3
HPO7H. HPO9H. HP12H 30,000 min- 5 HPO7H. HPO9H. HP12H 30,000 min-! 5 HPO7H. HPO9H, HP12H 30,000 min™’ 5
HEBRBIN Nomenclature
EXbrEY Piston pin s
EHRL Set screw Bl 1257
—@Em Machined faces AmEYIaO
(for open end wrench)
Fvv 7 Nut g
HN=1) 2 F)I TF=Ya>ury Cover ting Orientation ring EAIIR
— - " N = . . . A\
AN TS5VIv—REHULRE FEZE /A\ Precautions for projection length of plunger MR A\ EfIHHHKE FEER
o T3 o v —RHULRSEEY hShTHYEE Plunger’s projection length is not factory-set. Adjust EHNRHKERZEEIHERAER.
Ao CERICE DERICES SN TWARIERD T the end of hyper spindle plunger to Dimension "A" BIREEERERANVAEALENEME AR
Ovo®DATE] ICabeT. 7505 v —%is of the positioning block mounted on the machining 1, REREEMHEIRNIMLE.
DEBEHRABLTLEEL, center for which the hyper spindle is to be used.
L === AsPE — £E1E (6mm) L --- "Dimension A" — Stroke (6mm) L - ARS—£3h8 (6mm)
Ly 750 SRENST LY v — T TOES Li--- Distance from the flange end face to the plun- Ly NEZIREE EHREAES
Less 7SO SBEDPSS —T 54 > TOER ger end face Lo AhZIBEEI AL RS
(BT30. 4001412 [2mm | . BT50054 L2*-* Distance from the flange end face to the gauge ( {;Tﬁ,mw%pmm], BT50f&[3mm])
(3 [3mm] ) line ("2 mm" for BT30 & BT40, "3mm" for BT 50)
AHED + (TS5R)” DIEE When "Dimension A" is + (plus) AR~TE “+(IE)” K
F=I51 Guage line -y:24
Lo (B3040 « = 2 BTS0: * +3)| Lo (B3040« + 2 BTS0: * +3)| Lo (B3040« + + 2 BT50:: +3)|
L ! i 4—40 ! ) i 4—40 ! } e J—%o
= o || 2B At || 2 g et
Li Ife&)8 (6mm) L1 Istroke (6mm) Ly &8 (6mm)
I I I I I I Dimention A I I I
ASED 0 (€0) " DigE When "Dimension A" is O (zero) ARSTE“0(F) " At
L, (BT30,40+ + - 2 BT50- « -3) ¥—Y71> L, (BT3040 + - 2 BT50- - -3) Guageline Lo (BT3040« - + 2 BT50- - -3) Xk
I I Il
[ I — L £L1 A E— w }_O [ | — |L £L1 A Ei +O [ ) — |L ¢7L1 -A Ef +0
% {E&)E (6mm) Atk % Stroke (6mm) Dimenton A % {Ezh&E (6mm) AR
] | ] | ] |
[ [ | [ [ | [ [ |
AED " — (RA4FR) " DIFE When "Dimension A" is — (minus) ARSHR “— (fa)” B
=934 Guage line B
{EBIE (6mm) | Stroke (6mm) | 1EZh& (6mm) |
BT e — o e | - — o e | -
ffffffffff 0 . . -y 0 T 0
% % L+ % % + % % +
A& Dimention A ARt
I : | ll L, (BT3040-++2 BT50--+3) I I | ll L, (BT30,40+ -+ 2 BT50- + +3) I : ) ll Lo (BT3040:++2 BT50*-*3)
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How to check the plunger’s projection length

NS K E

T Ty —RELESREY MW TH A, ZER
IChEZHMICEB I TVWBMERD TOY 70 [ATE]
IADET. TV v —hBOMBEREL T L&,
L === AtE — fEEIE (6mm)
Lisr 73 WAENSTI Y v— BT COIESEE
Lo 772 VmADPST—TT4 > F TOIER

(BT30. 400154 Ik [2mm] . BTS04 It [3mm] )

Plunger's projection length is not factory-set. Adjust the end of hyper
spindle plunger to Dimension "A" of the positioning block mounted
on the machining center for which the hyper spindle is to be used.
L -+ "Dimension A" — Stroke (6mm)
L4--- Distance from the flange end face to the plunger end face
L.+ Distance from the flange end face to the gauge line

("2 mm" for BT30 & BT40, "3mm" for BT 50)

EMENEHKERRELIMERAREN. SRIBEE
1&(E AR EREME AR, BRERZEMLE
BRI E.
L === ART—{EZ1E (6mm)
Ly WEZmmEe e fHmmAIEEEs
Lo NiEZHmmEEIEEZNES

( BT30,40RfZ[2mm], BT50Rf2Z[3mm])

1. LB (750 VisE, S5 7o v—inEE COER) &
NAMF—=DTERBILET,

N NF=Y

1|

HPO7. HPOS, HP12, HP25, HPO7H, HPOSH. HP12HDZS

LiItiEEFERTZEZ R . ER M EDHRTIREIICIE
FoRETREL T T,

[FFE>TUVBIREE IEFE > TULVELVREE

|

EXEY

AT 1 YIR &

HP20DI5E

LitEEFERT3EE . AUICTF—o > F%—DPAH YT T
-3 ) TDORBRICIEESFRETAEIEL TLEE L,
FUILF—Yask— S~ dyriF-varyLy

2. TREDEHERX»S . ListiEakHET,
L = ATE — 82 (6mm)
Ly + L= 1L
o ATHRRT -1 5B EEL NTTF—MllE— (w1 F
2) ., EBElE+ (F5R) ELET,
" EBR. LhEEEIC+ (F52) B T,

.RAILALHEESEPSKRDELSHEFPRICERES, 75
Y —RELWMEIBICEREShTVWET,

4. 750 v —DRHBLREPELLEEShTWBIEEIERS
o v —DAEREEE L%, EERICERICIRUMFITT
ATC R L—XICITA D PHESEL X T,

T30 v—hpEULWMIBICKESIN TWEWESR . [T T v
—RELESDFEE | OFIBETE L MIBICHEEL T HEEL,

TSI v—RHURTDFRE
FHTI3EMODATEICH LT 77V v —DRELEESHAIEL K
EINhTOWEWEE,. FTRENDAETT IV v —DRELE S DREE
ELET,

HPO7. HPO9, HP12, HP25, HPO7H. HPO9H, HP12HMDIEE

1.XALF (2.56mm) T . T I0 Y v =XV TWaiEdHh
CZzEDET,
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HELET,
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AAL > F (5mm)

1. Using height gauge, measure Dimension L1 (distance between
the flange end face and the plunger end face).

Height guage

Plunger

Height guage

HPO7. HPOS. HP12. HP25. HPO7H. HPOSH. HP12H

Measure Dimension L1 with piston pin in mesh with the slot in

holder body.
Piston pin in mesh with Piston pin not in mesh with
the slot in holder body the slot in holder body

When measuring the dimension L1, the orientation key must be
set in the R groove portion of orientation ring.

Orientation key T~ Orientation ring

2. Obtain Dimension L1 from the following equations:

L = Dimension"A" — Stroke (6mm)
L1 + L2 = L

When the actual Dimension "A" , as measured from the gauge line or
reference line, is off toward the NT taper from the theoretical or designed
Dimension "A" , it is defined to be on the minus (-) side; When the actual
Dimension "A", is off toward the head from the theoretical or designed
Dimension "A", it is defined to be on the plus (+) side.

o Stroke and Dimension "L2" should ALWAYS be of plus (+) value.

3. Plunger position setting is correct when the measured
Dimension L1 is the same as the calculated Dimension L1.

4. When plunger's projection length setting is correct, adjust
plunger angle as required, mount tooling on the machine, and
check to see that ATC takes place without a glitch.

When the plunger's projection length setting is not appropriate to the "A"
dimension of the machine on which it is to be used, adjust it in accor-
dance with the procedure as set forth below:

Adjusting the plunger's projection length

When the plunger's projection length setting is not appropriate to the "A"
dimension of the machine on which it is to be used, adjust it in accordance
with the procedure as set forth below:

HPO7. HPOS. HP12. HP25. HPO7H. HPOSH. HP12H

1. Loosen the plunger setting screw @
with a hexagon wrench (2.5mm).

A

Hexagon wrench (2.5mm)

2. Insert a hexagon wrench (5mm) from the end of plunger and,
with the gauge line as datum, turn it to adjust plunger's
projection length as follows:

When Dimension "A" is plus (+):
Adjust plunger's projection length so
that it will be 6mm (stroke length)
shorter than Dimension "A."

When Dimension "A" is minus (-): Plunger
Adjust plunger's projection length so
that it will be 6mm (stroke length)
longer than Dimension "A."

Hexagon wrench
(5mm)
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HPO7, HP09, HP12, HP25, HPO7H, HPO9H, HP12HEIRH{&
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EHRUIBKEMSEVTLEIV MRTIEIIHY F
3—0

AAL > F (2.5mm)

///#UI>%—>5>U>7

2NAN=RECRNIVDT—NNFE . YT 2FEHD
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B.EXRCECHRT 1 DYIREBICHERICITE > TV D b, FE
LT,

[FF > TLDIRRE [FFE > TLVIELVIREE

EXhrEY

AT IREED

4. T RV EAEHMOF I F—2a EHPIFTC. IR
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COEEEBDE . RTATH—EUNBRO TOY VTDUBE
PELT NAIN—ZEL R ETTIBAN S ET,

3. Once adjustment is done, tighten the plunger setting screw with
a 2.5mm hexagon wrench to secure the plunger in position.

Plunger

Hexagon wrench(2.5mm)

HP20

1. Loosen the nut at the plunger portion with a spanner (24 mm
width, a commercial item).

Spanner

2. When the Dimension "A" is on the plus (+) side, turn the plunger
for adjustment so that its stroke may be reduced by 6mm;

When the Dimension "A" is on the minus (-) side, turn the plunger

foradjustment so that its stroke may be increased by 6mm.

When turning the plunger, if the screw portion is tight, please turn
it by the use of a pair of pliers and so forth.

3. Tighten the nut with a spanner (24 mm width, a commercial

item) on order to fix.

Please check its smooth operation of by pressing the plunger with
fingers.

Adjusting the plunger angle

The drive key of the spindle of the machining center will be fit into the key
groove of the hyper spindle and also the position of the plunger will be fit to
the position of the positioning block.

HPO7. HPOS. HP12. HP25. HPO7H. HPOSH. HP12H

Drive key Drive key groove

Positioning block

Plunger

Piston pin

Set screw Orientation ring

1. Loosen the orientation ring mounting screws (2 places) with a

hexagon wrench (2.5mm) off the machine.

o Do not draw out the screws. Otherwise they will be lost.

Hexagon wrench
(2.5 mm)

/ Orientation ring

2. Clean the inner diameter taper portion of the spindle of the

machining center and also the shank taper portion of the
hyper spindle with waste cloth.

o If dust and oil adhere, the hyper spindle may come off.

3. Check to see that the piston pin is securely in mesh with the

slot in holder body.

Piston pin in mesh with
the slot in holder body

Piston pin not in mesh with
the slot in holder body

Piston pin

The slot in
holder body

4. Initiate the MC spindle orientation so that the spindle may be

oriented to the tool change position (ATC position).

If you fail to do so, the hyper spindle may come off because of
misalignment between the drive key and the positioning block.

(3]

3. FEERE RAAAERTF (25mm) SIEEERET.
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HP20H i
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BN RN
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ZH (ATC) LB,

o BEET ULIRIE, A EIRBNBINGE (LIRAIL E T REXTHE,
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BUEREHNTR
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5. Fit the position of the plunger to the position of the position-
ing block and then, insert the hyper spindle to the spindle
manually.

0 At this time, do not pull the pull stud.

When attaching the hyper spindle to the spindle, please be careful
not to drop it.

6. Fine-adjust it by turning the flange portion manually in order
that the drive key of the spindle may fit into the key groove of
the hyper spindle.

Drive key

Drive key groove

7. Remove the hyper spindle from the machine, and then tighten
the setting screws (2 places) for the orientation ring to fix it in
position.

Hexagon wrench
(2.5mm)

8. Insert the hyper spindle to the spindle manually once again,
and then pull it into with the pull stud.

At this time, check whether the drive key may fit into the key groove
smoothly or not, and also check whether the plunger may fit into
the positioning block properly or not.

When attaching the hyper spindle to the spindle, please be careful
not to drop it.

Positioning block Drive key

Drive key groove

Plunger

9. If the hyper spindle is set properly, fix it to the machining cen-
ter. Then check whether it is possible to replace it smoothly
with ATC.

HP20

1. Loosen the orientation ring mounting screws (2 places) with a
hexagon wrench (3mm) off the machine.

o Do not draw out the screws. Otherwise they will be lost.

Hexagon wrench

(3mm) Orientation ring

2. Clean the inner diameter taper portion of the spindle of the
machining center and also the shank taper portion of the
hyper spindle with waste cloth.

o If dust and oil adhere, the hyper spindle may come off.

3. Fit the salient (height) portion of the orientation key into the R
groove portion of the orientation ring.

Orientation ring

S~

Orientation key
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4. Fit the angle scale of the orientation ring with a certain angle
to the line of the drive key groove.

The angle scale is just a guideline. So before attaching it to a
machine, be sure to fine-adjust it and check whether it can be
attached accurately or not.

Drive key groove

Angle scale
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5. Initiate the MC spindle orientation so that the spindle may be
oriented to the tool change position (ATC position).

If you fail to do so, the hyper spindle may come off because of
misalignment between the drive key and the positioning block.

6. Fit the position of the plunger to the position of the positioning
block and then, insert the hyper spindle to the spindle manually.

o At this time, do not pull the pull stud.

When attaching the hyper spindle to the spindle, please be careful
not to drop it.

Hyper spindle

7. Fine-adjust it by turning the flange portion manually in order
that the drive key of the spindle may fit into the key groove of
the hyper spindle.

Drive key

Drive key groove

8.After adjustment, remove the hyper spindle from the spindle,
and then tighten the orientation ring mounting screws (2
places) with a hexagon wrench (3mm).

Hexagon wrench

3mm) Orientation ring

9. Insert the hyper spindle to the spindle manually once again,
and then pull it into with the pull stud.

o At this time, check whether the drive key may fit into the key groove
smoothly or not, and also check whether the plunger may fit into
the positioning block properly or not.

o When attaching the hyper spindle to the spindle, please be careful
not to drop it.

Positioning block Drive key

Drive key groove
Plunger

10.If the hyper spindle is set properly, fix it to the machining cen-
ter. Then check whether it is possible to replace it smoothly
with ATC.
Attaching and Removing the cutting tool
1. Firmly fix hyper spindle to NT simple setter or a fixing jig.
2. Remove the nut from the hyper spindle.

3. Choose a FDC collet to match with your tool shank.

o Use Class FDC-AA collets.

4. Clean the tool shank, collet and inner diameter taper portions
of the hyper spindle with a waste cloth.

o Do not touch tools with bare hands.When attaching or removing
your cutting tool, use a waste cloth or wear gloves. Failure to do so
may result in injury when touching the cutting edges.

If dust or oil remains on the tool shank, collet or inner taper area of
hyper spindle, the cutting tool may not turn or may come off.
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5. Attach a collet to the nut.
Placing a collet on a table, put a nut on it, pressing straight down. Check

that the inner groove of the nut firmly fits into the outer groove of the collet.

!
%\ Collet

6. Insert a cutting tool into collet.

Insert a cutter shank into hyper spindle by over the length of collet
internal diameter. Do not clamp the cutter's edge with collet.

Do not touch tools with bare hands.When attaching or removing
your cutting tool, use a waste cloth or wear gloves. Failure to do so
may result in injury when touching the cutting edges.

Collet %@/ Tool

7. When tightening the cap nut with a special spanner (sold
separately), the flats in the head shank of the tool holder body
must be fixed with a designated wrench. (See the Standard
Tightening Torque Chart.)

o Tightening the cap nut without holding the head shank part may

result in poor accuracy of the Hyper Spindle. ALWAYS uses two
spanners, one on the cap and the other on the body.

In the case of HP25, two hook spanners are required for the head
shank as well as the cap nut. NT designated hook spanners must
be purchased.

In case conventional spanner is used, nut, collet or hyper spindle
may be damaged.

For your safety, make the tightening (loosening) slowly.

S , Special spanner

Simple setter
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ZAEHOFIT LI E Standard Tightening Torque Chart TWES EERFES TRARFES  AENEHE
A BEERz/NF BRAINT  mggotd - Open end Special Standard HPO7HPOTH 16 (Ti%E -0 10~15N-
LS4 A HA4 X 14X N2 GRS wrench size spanner size  Tightening Torque . (HERF) S ik
HPO9,HPOSH 21 ( THERTF) S-1L 30~35N-m
HP07,HPO7H 16 (IBR X /¥F) S-0 10~15N-m HP07,HPO7H 16 (Commercially available) S-0 10~15N-m
HPI2HP1I2H 21 (H&RTF) S-3L 35~40N-m
HP09,HPO9H 21 (R R /¥F) S-1L 30~35N"m HPO9,HPO9H 21 (Commercially available) S-1L 30~35N-m
HP20 S-5L HS-2-20 65~70N*m
HP12,HP12H 21 (ER X /¥F) S-3L 35~40N-m HP12,HP12H 21 (Commercially available) S-3L 35~40N-m
HP25 HS-2.5-25 HS-2.5-25 75~80N*m
HP20 S-5L HS-2-20 65~70N-m HP20 S-5L HS-2-20 65~70N-m
HP25 HS-2.5-25 HS-2.5-25 75~80N-m HP25 HS-2.5-25 HS-2.5-25 75~80N-m 8. IFENRIRHMEIE RiFE TR L.
8. MHT EZBHDFIETIEEL TS, 8. Remove your cutting tool by following this procedure reversely.
/‘/T NT TOOL CORPORATION OUTRIEI RS LDEBILHE THHEATEL, CACE.BC.AF.

@Please also read accompanying "Safety Instructions" thoroughly.
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