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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.

/\ Precautions for use

» Strictly keep the minimum chucking length shown below.
» Do not tighten a chuck without a cutting tool.
This wrong operation may deform the chuck I.D. and lead to breakdown.
* Tighten the actuating screw by hand with a hex. wrench.
Do not over tighten the actuating screw.
» Do not touch any screws other than the actuating screw and adjustment screws.
Do not remove and/or touch the filled screws.
Otherwise oil leakage, a cutting tool slippage, and/or fall out of a cutting tool may occur.
* Do not heat shrink the holder under any circumstances. It will be permanently damaged.
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A\ Precautions on cutting tool shank part

+ Clean and remove all dust and oil on the cutting tool shank using
waste cloth etc. Cutting tool slippage may occur if oil is remaining 7
on the cutting tool shank.

* A cutting tool shank diameter tolerance must be within h6. Ecergttgr: ofc. \?vntﬁ%k t
+Dent or scratch on the cutting tool shank should be avoided. notch etc.
—

+ Cylindrical shank cutting tool only. Do not use a cutting tool with a notch.
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ISC Inner Diameter Cleaning Brush
To clean inner shank of Hydro Chuck, etc.

/\ Precautions for use
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CREBRY IV TFruIRBEBRT DRI, HoALHTTIO—FTL * Air blow and remove all dust and oil inside the chuck before each use. SRS E T B ETIMAR ], EEER SR ERLFHS.
?V'y’?lﬂ?%%ﬂo)@’x FOHREREL TS, . ) + Wash with neutral detargent when the brush got dirty. Dry well before use. FIFESEER, EERR M ENER, HEERS FIRERER.
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RSB Ry — LBt FrvIRE : Model Inner shank diameter ' hEEETEES TIERE .
mm inch mm inch mm inch
ISC-03 o 03 mm o 0.125" ISC-03 2 03 mm o 0.125" ISC-03 2 03 mm 2 0.125"
ISC-04 o 04 mm 2 0.157" ISC-04 o 04 mm 2 0.157" ISC-04 o 04 mm 0 0.157"
ISC-06 06 mm o 0.250" ISC-06 o 06 mm o 0.250" ISC-06 o 06 mm o 0.250"
1SC-07 2 07 mm - ISC-07 o 07 mm - ISC-07 o 07 mm -
ISC-08 o 08 mm 0 0.312" ISC-08 o 08 mm 0 0.312" ISC-08 o 08 mm 2 0.312"
ISC-09 09 mm - ISC-09 o 09 mm - ISC-09 o 09 mm -
ISC-10 o 10 mm o 0.375" ISC-10 o 10 mm o 0.375" ISC-10 o 10 mm 2 0.375"
ISC-11 o 11 mm - ISC-11 o 11 mm - ISC-11 2 11 mm -
ISC-12 12 mm o 0.500" ISC-12 o 12 mm o 0.500" ISC-12 o 12 mm o 0.500"
MARBRY—IVEF I ERBSNTOET, % One Inner shank cleaner brush per holder is included in the original product box. XMEEREEELA.
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. Attach a pull stud to the chuck if necessary. 5. YBTIEHHENTIE.
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FrusH4AZ (mm/inch) BAEHHA S (mm/inch)
PHC-SA, PHC-SA-C, PHZ'S PHC-SA-NC
03mm 0.125" 18mm  0.709"
04mm 0.157" 24mm  0.945" 29mm  1.141"
06mm~08mm 0.236"~ 0.315" 29mm  1.142" 34mm_ 1.338"
09mm~20mm  0.354"~ 0.787" 40mm  1.575" 45mm_1.771"
25mm 0.984" 50mm  1.969"
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. Insert the cutting tool into the chuck.

Guidelines for chucking length

Chuck size (mm/inch) Minimum chucking length(mm)

PHC-SA, PHC-SA-C, PHZ'S PHC-SA-NC
03mm 0.125" 18mm_ 0.709"
04mm 0.157" 24mm__ 0.945" 29mm_ 1.141"
06mm~08mm _ 0.236"~ 0.315" 29mm_ 1.142" 34mm  1.338"
09mm~20mm__ 0.354"~ 0.787" 40mm_ 1.575" 45mm_1.771"
25mm 0.984" 50mm__1.969"

Clean and remove all dust and oil on the cutting tool shank using waste cloth etc.
Cutting tool slippage may occur if oil is remaining on the cutting tool shank.

Make sure that the actuating screw is loosened.

Hold the cutting tool in place with your hand until it is
fully chucked. If the cutting tool falls into the holder
bore, it may cause damage and affect the holder’s
accuracy.

Strictly keep the minimum insertion length

shown above.

Do not chuck the cutting edge. It may lead to
deformation or damage of the |.D.

Do not touch a cutting tool with bear hands.
Always use waste cloth or wear gloves when
handling a cutting tool.
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6. Tighten the actuating screw by hand with a hex. wrench.
Do not over tighten the screw.

Hex. wrench size for the actuating screw

FrvYHA4X (mm/inch) NALVFHAX Chuck size (mm/inch) Hex. wrench size
03~16mm 0.125"~ 0.630" 4mm 03~16mm 0.125"~ 0.630" 4mm
20, 25mm 0.787"~ 0.984" 6mm 20, 25mm 0.787"~ 0.984" 6mm
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Make sure that the cutting tool is properly attached in the chuck.
Do not tighten a hydraulic chuck without a cutting tool. This wrong operation
may deform the chuck’s inner shank and lead to breakdown.

Do not touch any screws other than the actuating screw and adjustment
screws.Do not remove and/or touch the filled screws.Otherwise oil leakage,
a cutting tool slippage, and/or fall out of a cutting tool may occur.

@ Do not touch a cutting tool with bear hands.
Always use waste cloth or wear gloves when handling a cutting tool.
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Removing a cutting tool
1. Place the chuck into the clamping device (such as NT’s Simple Setter).
2. Loosen the actuating screw with a hex. wrench.

@ Do not touch a cutting tool with bear hands.
Always use waste cloth or wear gloves when handling a cutting tool.

o Hold the cutting tool in place while loosening. If the cutting tool falls into the holder bore, it
may cause damage and lower the holder’s accuracy.

3. Remove the cutting tool from the chuck.

Coolant through operation (PHC-SA, PHZ:S with BT / CAT / SK shanks)

Hex-head screws with sealed thread (included) are necessary to plug the air
holes for coolant through operation.

Maximum coolant pressure Shank type Maximum coolant pressure
A Secure a cutting tool to prevent from  UTS (Low pressure type ) 1.0MPa
slippage, bursting, etc, due tohigh  Other than listed above 7.0MPa

pressure coolant.
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SEHSRT (mm/inch) LB G
PHC-SA, PHC-SA-C, PHZ'S PHC-SA-NC
03mm 0.125" 18mm 0.709"
04mm 0.157" 24mm 0.945" 29mm 1.141"
06mm~08mm 0.236"~ 0.315" 29mm 1.142" 34mm 1.338"
09mm~20mm 0.354"~ 0.787" 40mm 1.575" 45mm 1.771"
25mm 0.984" 50mm 1.969"
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How to adjust runout accuracy of PHZ-S

The runout accuracy of the cutting tool's edge can be minimized by 4 adjustment screws on the ring.

1. Mount PHZS (with a cutting tool installed) on a machine spindle or tool presetter(SPZ-2).
2. Loosen 4 adjustment screws by a hex. wrench. Make sure that the ring rotates.

o Do not loosen the adjustment screws too much. This overloosening may push up the black

outer ring and deform it.

o These adjustment screws cannot be removed.

3. Point a cutting tool's edge by dial gauge or test indicator.

4. Rotate PHZ'S to a position where the dial gauge or test indicator shows the max. runout.

5. By rotating the black outer ring, place any adjustment screw hole (on the ring) to a position where
the runout is max. Fasten the adjustment screw lightly. Fasten other 3 adjustment screws lightly. The

adjustment screw tip shall touch the chuck
body slightly.

o Find an adjustment screw hole
position where the max. runout is
shown.

6. Tighten the adjustment screw positioned at
the max. runout. Keep tightening the
adjustment screw until the dial gauge or
test indicator shows 50% of max. runout.

Example: In case of max. 20um, tighten the
adjustment screw up to 10um.

7. By rotating PHZ'S, find the max. runout. If
the max. runout is within 2um, no further
adjustment will be needed. If the max.
runout is over 2um, find an adjustment
screw positioned closest to the max.
runout, then, tighten it until it reaches
within 2um. Repeat the adjustment until
the runout of the cutting tool's edge gets to
2um or less.

Adjustment

Ring Screws Hole

So"B"é’%

Place an adjustment screw hole at
the position where the runout is
max. Then, tighten it lightly.

Adjustment
Screws Ring
o
( % )Hex. wrench
h-]
Rotation
PHZ-S
Cutting Tool

Dial Guage

Adujustment
Y

PHZ:S hex. wrench for runout adjustment size
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PHZ-S BtEhiBZERAIRFES

Fru B R LoFHAR LoFRA (&) Chuck Sizes Hex. wrench Sizes Hex. wrench (Included) TIRELS WFERT WFES (M)
£HA4X 3mm L-3T-S All sizes 3mm L-3T-S SRS 3mm L-3T-S
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ATl AdEIFRDEBEE =B . Adjustment Amount at 4D jo  AdEmAHIEIEE
FrUTER (um/4d) 5 D}m_m Ohuck Sizes (tm/4d) i (um/4d)
244X 10um fwﬁ—ﬂﬁﬁj All sizes 10um £RE 10um
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o PHZ-S can be used as a Slim Hydro
Chuck without using a runout
adjustment function. 4 adjustment
screws must be tightened down
slightly for all the time. Each
adjustment screw tip shall touch the
chuck body slightly.

How to changing a nozzle cap of PHC-SA-NC (Special spanner is sold separately.)

1. Remove a nozzle cap with a special spanner.

o A cutting tool must be removed and actuation screw
needs to be fully loosen. May cause damage and injury.

2. Attach a nozzle cap with a special spanner.

Do not over tighten the nozzle cap

extension pipe and/or a hammer. May cause
damage and lower the holder’s accuracy.

Nozzle cap

using an
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FrvIHAX (mm/inch) FERAR/F (BIFE) #wFRILY Chuck size (mm/inch)  Special spanner (sold separately) ~ Tightening torque FFFRT (mm/inch) TREF (BE) B
04mm S-PHC04SA-NC 04mm S-PHC04SA-NC 04mm S-PHC04SA-NC
06mm 0.250” S-PHCO06SA-NC 06mm 0.250" S-PHC06SA-NC 06mm 0.250" S-PHC06SA-NC
08mm 0.312” S-PHCO08SA-NC 08mm 0.312” S-PHCO08SA-NC 08mm 0.312” S-PHCO08SA-NC

5~7 Nm 5~7 Nm 5~7 Nm
10mm 0.375” S-PHC10SA-NC 10mm 0.375” S-PHC10SA-NC 10mm 0.375” S-PHC10SA-NC
12mm S-PHC12SA-NC 12mm S-PHC12SA-NC 12mm S-PHC12SA-NC

0.500” S-PHC0500SA-NC 0.500” S-PHC0500SA-NC 0.500” S-PHC0500SA-NC
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o Perform the function check at an ambient temperature between 20°C and 25°C.

If you are using a TG-PHC Torque Check Guage
(sold separately)

1. Insert the torque check guage past the minimum
insertion length of the chuck, then use the hex
wrench to tighten the acutuating screw until it no
longer turn.

2. Try turning the torque gauge with your fingers.

3. If you are unable to turn the torque gauge with
your fingers, your holder is working properly. If
the torque gauge rotates with only light force,
then the holder has lost gripping force. In such a
case, please stop using the chuck immediately.
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1. h6RZEBEARDT —/N\— ELEHINDI v Froy EEHL BHEXSD 1. Insert a cutting tool shank or an arbor within h6 Chuck  Projection Number of . Fhe A ESEEINAIMIR S T B OB e
IBEF vy IOARICREFARUEEA 444X R x ‘;_ tolerance into ST-PHC-SA. Strictly keep the size length rotation WEIENTIRAR, XEEBIR R+ &KE A
(OF: 38 (mm)  (mm) RERER minimum chucking length shown above. (mm) (mm) for checking REAKE, (mm)  (mm) A
2. F—I\—, FREAMMETELCES <3 03 10sKF ‘ - 2. Tighten the actuating screw by small amount at 03 105orshorter o 2. EESEIRIERET, Bt 03 105K X
BEFT BEXIVEDLTOEHMIET, PHCSA @ 1.0 EEEM £ the time until the chucked arbor or the cutting PHCSA : 1.0times and more N = b PHC-SA : 1.0 LLE
\ PHCSA-C © 1.5 Bl E ool cannot be turned by hand. PHCSA-C © 1.5 times and more ’ PHC:SA-G : 1.5 §EMLE
@ E%L:Lipﬁ#ﬁﬂgm}‘“ &Ly, . 03  MBOLE  25EEMNE @ Do not touch a cutting tool with bear 03 1300rlonger 2.5 times and more @ EREEFMMTIE, R 03 13051 2.5 §plE
}ﬁ”gf‘é );%?2 75.;6%‘ BITTROFR 04 105 F hands. Always use waste cloth or wear 04 105orshorter B, E—EE2ERBHAFE. 04 10550
* 2eRes PHCSA © 1.0 EEELLE gloves when handling a cutting tool. PHCSA : 1.0timesand more - ) N PHCSA = 1.0 $55LE
3. AMAEIS GG RBEDNRALY FOME  PHCSA-C, PHCSA-NC : 1.5 E#RLLE 3. When the cutting tool is stabilized, start to PHC:SA-C, PHCSA-NC : 1.5 times and more 3. y}iﬂ—aﬁat;gﬁf}%?@é%f PHC+SA-C, PHC:SA-NC : 1.5 #5p1E
S, @Eﬂﬁ’i’&llﬁib\?b\o & L:ﬁ_fﬁéb:& 04 1BOME  2.0EELE tighten the actuating screw until it reaches the 04 1300rlonger 2.0times and more EE-TT’% ﬁa¢i&i%5§§§h%ﬁgﬁ 04 13001 L 2.0 #ME
gi}’;;:?ﬁ%%i%ﬁ%g%?“mﬁéu T T06-08 T0MT  1SEEME bottom, Ifthe number of rfation s s shovn 06~08 120orshorter 1.5 times andmore S ROIE, R RAE S, -8 T 15 BAL
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@Please also read accompanying “Safety Instructions” thoroughly.
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