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Details of the trouble Cause

B T T EDRIH TELREL
Tool cannot be held after tightening

S=YVGFvvy bITWa-T4VY

Troubleshooting for Milling Chuck

TEDOYvIEDINEN

Tool shank diameter is too small.

TEHFEALEN JEATELGLY)
Tool insertion is hard(not possible)

FryvIRREITED v 78IS - STED S
)

IEIPVIBEDKREND
BT TDEHEOTLEL

Scratch or dent exists in chuck I.D. or tool shank.

Tool diameter is too big.

Clamping ring is not fully loosened.

U IHEE L
Clamping ring cannot be loosened.

TEOBRALBICHST UV TDORLB DRV
HA—SHA FHER

REDHE
BEmEIcIL—FTORE

Deformation of roller guide because clamping
ring has not loosened enough after removing
tool.

Rust inside.

Flaking on sliding surface.

TEARYAEEL
Tool cannot be pulled out.

TEDRY YT e & DA (HEITNDEHE
TORTE)

‘RE ITEYYYIBDILyT42T (HEICK
BIRMTE)

« fESFRR

TRV IDBEAREDELD

< TEZEN W7 REKVBHEN

- PIHIBFIERD R E V(R 2FEEHC K BIRIT)
—HIFE—AYV FHREL

Seizing caused by tool slippage (Seizing caused
by impact when tool gets broken)

« Fretting corrosion of |.D. and tool shank. (Seizing
caused by rust.)

« Insufficient clamping.

« Insufficient tool insertion length.

*Tool shank diameter is smaller than h7
tolerance.

« Cutting resistance is too large. (Pull-out by
precession.)

—Bending moment is too large.

W IHNIUIVTS
Rotation of tightening ring is not
smooth.

REBBFrv I LEERICLZATO—5—DF
i

Deformation of needle rollers because tool
remained chucked for long time.

INTARICHIHERITS
Tool is pulled out during cutting.

AR

IR v>IDBATREDEL
TIEEH 7 REKVBHEN
LI EF IR R E L

(RYDFEEIT L BIRIT) 2T E—XAY FHK
EW

F v VBIEHEL

Insufficient clamping.
Insufficient tool insertion length.
Tool shank diameter is smaller than h7 tolerance.

Cutting resistance is too large.
(Pullout by precession.)
— Bending moment is too large.

Chuck rigidity is too low.

CTA BT ED LG
(BA b7y TV THEEL LY
No click sound is generated (CTA).
(Tight-up ring's failure)

< 21 N7y TRO—>—DER, KB
AT YTV DER. KB

* Rollers for tight-up ring are worn or broken.
*Tight-up ring is worn or broken.

BHRbTAGEEY,

Specials on request
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Solution / Countermeasures

TEHIYYIEI K THBRTEERES
YV IED h7 DI EICAH

*Tool shank diameter should be within h7 tolerance.
* Use a tool with a shank diameter tolerance of h7.

cFyYvIERIBIEZRMTS
BHENEL LT AESEZIEET (#1000 U EDN—/N\—FTEL)
NT TIFFREIEEARTR

v D h7 DT EITSK
TENKIFTTHS, E5ICT 1 EERDESHERNE

* Replacement of chuck or tool.
»Touching up of area in question (rubbing off with sand paper #1000
and above) Correction (grinding) by NT

TOOL is not possible.

Use a tool with a shank diameter tolerance of h7.

Rotate clamping ring counterclockwise more than one time after a
cutting tool is removed.

NT MEIR(KFRE (BLIEETERWMEEHRBYEY)
< TENKIFTHS. E5IT 1 EEDEDHZRE

NT EEKHE (BLIBEBETEGWMEENHYET)
NT MEEKE (BELIEETELWMGEDHYET)

« Ask NT for repair. (In some cases, irreparable.)
« Rotate clamping ring counterclockwise more than one time after a
cutting tool is removed.

Ask NT for repair. (In some cases, irreparable.)

Ask NT for repair. (In some cases, irreparable.)

NTMEZR(KFE (BUEETELRWEEHHYET)
AT RREITO

cREBAREIULIC vV IZEBATS
<YV ED T DIEICRH
« TR DEE iR
a. BlE%E EIF 20X 2T (BR 9 20%)
b.t1iAH%Z%LTB
cBIFE—XVbETIFS
C TEDZEHLZESTS

« Ask NT for repair. (In some cases, irreparable.)
» Check completion of clamping.

« Insert shank deeper than the minimum insertion length.
* Use a tool with a shank diameter tolerance of h7.
« Cutting resistance should be lowered.
a : Lower feed rate or higher rotation (Approx. 20%)
b : Lower cutting depth.
» Bending moment should be lowered.
¢ : Shorter tool projection length.

c RAICESHZEICTUIURHELHIZEDHIEY

FHFI) I ERSH T ESICHEEEDARICEY
(T IJVRIERA LICRIES Y AL D RIS IR
1E32)

« First loosening may not feel smooth.
» Loosen clamping ring and give it a few more counterclockwise
rotations.
(Rough touch will not be a problem in practice. If tightening is very
difficult, however, return it to NT.)

BT RTHREETS
BEEAEEUEIC Y IERBATS
DYV ED N IR
YIHRIRDER R
a. BEE%E EFBHIEYETIFS

(B%: #20%)

b. iAH%Z%<TS - HIIFE—AV bETIFS
CHEDRHLZESTS

RIVZDREL
YA Oy I RIVA DR

Check completion of clamping.
Insert shank deeper than the minimum insertion length.
Use a tool with a shank diameter tolerance of h7.

Cutting resistance should be lowered.
a : Higher rotation or lower feed rate
(Approx. 20%).
b : Lower cutting depth.
c : Shorter tool projection length.

Use another type of tool holder
(such as side lock endmill holders).

NT MEIEEFE (BLIEETELWSEAEDHYEY)
2T YTV THMEBLED HE. TSISRWMELEDZITL.
385 | R &2 TR0

» Ask NT for repair. (In some cases, irreparable.)
No over-tightening or additional turn after a click sound is
generated.

BERLTAMEEY,
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Details of the trouble Cause

MIFRICEEREE FrvIDOHRIRICKBEEY Chattering by chuck’s resonance.
Chattering
BT RR Insufficient clamping.
TEI vV IDBAFEDEL Insufficient tool insertion length.
TEEH W REKVENTL Tool shank diameter is smaller than h7 tolerance
F v 7Bl LETEBERAMEL Cutting resistance is too small compared with
the chuck's rigidity.
F v 7RI LETERER AR E L Cutting resistance is too high in comparison with
the chuck's rigidity.
MC Ly b (EICO 12 LTF) FRICKBOTHY | Insufficient chucking force at nose because of
DRRE using MC collet (mainly ®12mm and below).
TIVA 2y FOEERR Mischoice of retention stud.
TIVAZ Y FOFESHBEICKS BT+ DS | Expansion of BT shank because of over-
& tightening retention stud.
ATC BSIcF v v U DRRE ATC 7—LEDTFH Interference with ATC arm.

Falling off of tool chuck during ATC

WHOFREES—/\—
WHDHFRE— A2 bA—/\—

BHD ATC O SV TEED 2 A IV T HEN

Overload for ATC capacity.

Maximum allowable moment for the M/C is
exceeded.

Clamp movement of ATC is not synchronized.

ERPIRNBEDEL &
Deteriorated runout accuracy

FryvIRE ALy bOYE- 5 - ER

BEEHE

IEY v IR, TR

TIEI vV IEITIRESELH D

;)lzz’;v‘y FOfEDHBEICES BT v+ VDS

TEDEERR
F vy JEBICH R S DUEIHA P

A B2=T1—ADREFR

- EHRR. IKE Q @WRDEE) DIRhA (2
umiE)

- T—/\EB. %@ Q mWROEBES) 0I5
TR

Rust, damage or deformation of chuck I.D. and
collet.

Insufficient tool insertion length.
Scratch or dent on tool shank.
Notch or flat on tool shank.

Expansion of BT shank because of over-
tightening retention stud.

Poor accuracy of tool.
Dust seizing in the chucking part.

Deteriorated accuracy of tool interface.

* Large runout (2 micrometers and above) of
spindle I.D. or end face (in the case of two-face
contact).

+ Dust, scratch or dent on taper area or end face
(in the face of two-face contact).

BHRbTAGEEY,

Specials on request
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Solution / Countermeasures

HiRAR B ZEA BT HICEEBEEZD
(£ 10% KX E)

TR THREETS
BEEAEEULICY Yy IEBATS
DXV ED h7 DI R

YU EVHIRAEOREL (TRIERZXRE<TS)
a. XYW & EIF3HEEETS
(B%& : #920%)
b. tliAdZRKELT D h7 DT RICK:

- PIHIRGDOREL ENEIERZENE<TS)
a. BlE% EIFB2h XY Z TS
(B%& : #9 20%)
b.thiAdH & DTS
cFrYIPAXEKELTS
cTEDRHLZESTS
cFruIDEHLZESTS

abw MRIVADHEE

M/CIBED TIVAZ  RI3ZHe
AT MIVY TR

Shift rotation speed to vary resonance frequency.
(£ 10% and above).

Check completion of clamping.
Insert shank deeper than the minimum insertion length.

Use a tool with a shank diameter tolerance of h7.

Revision of cutting conditions (Higher cutting resistance).
a : Higher feed rate or lower rotation (Approx. 20%).
b : Higher depth of cut or use a tool with a tolerance of h7.

« Revision of cutting conditions (Lower cutting resistance).
a : Lower feed rate or higher rotation (Approx. 20%).
b : Lower depth of cut.

« Use bigger tool chuck.

« Shorter tool projection length.

« Shorter tool chuck length.

Trial use of collet chucks recommended.

Use designated retention stud for M/C.

Keep recommended torque value for tightening retention stud.

+ AZOJD L0 ~FiEE M/C DT ERIRTEDR:R
cFrv A ADREL

BHOFREEDHER
WHDFFRE— 4> b DHERR

M A —H—1HBEX

» Check LO dimension on our catalog and maximum tool dimension
for the M/C.
* Revision of tool chuck size.

Check maximum load for ATC.

Check maximum allowable moment for M/C.

Consult with the machine tool builder.

FrYIERIBIREZRIETS
EENEE LT AESEZIEET B(#1000 U EDN—/N\—FTEL)
NT TIFFREIEERR

RERERU LIy I ZHATS

5. ITRDEE

vV RFFRICTIREDIEVT B3
HEBRFET S BIV Y T ORI

TEDORH
FryIRE - aLY FDFER

« THOBFMEEIE
< 7=, IREER 2 mEROGE) OFER. 5 - FTRIEE

* Replacement of chuck or tool.
*Touching up of area in question (rubbing off with sand paper #1000
and above).

Correction (grinding) by NT is not possible.

Keep minimum insertion length.
Touching up of scratch or dent.
Use tool without notch or flat.

Keep recommeneded torque value for tightening retention stud.

Replacement of tools.
Cleaning of chuck I.D. and collet.

« Correction (regrinding) of machine spindle.
« Cleaning of taper and end face (in the case of two-face contact),
touching up of scratch or dent.

BERLTAMEEY,

Specials on request
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M FROFvYyvy SN a—FT409

TEDY SV THTEREW
Tool clamping is not possible.

Troubleshooting for Hydraulic Chuck

FSTIVARAE (ERR) ZH
Details of the trouble Cause

TEDY v IBDINEND

N ROA A ILDFRE

Tool shank diameter is too small.

Oil leakage.

TEY v obEA L
EBATEREL)

Hard to insert a tool .
(unable to insert.)

Frv VRARERIEAEY v VI8 - fTIRL D
%

Scratch or dent in chuck 1.D. and tool shank.

B v Y IEBPKED
)

I
BIER I DEFED TVLEWVWHEREICKY ¥
EY IR —TREDUNGE

Tool shank is too large.

Actuating screw is not fully loosened and I.D. of
clamping sleeve was deformed with residual
pressure.

IBY vV IIPREND Y. Fv v IREEE
REek

Notch or flat of tool shank deformed chuck I.D.

TEY v I DEAREN RN cHRARREH
ZH LTz

Insufficient tool insertion length deforms deep
area of chuck I.D.

TEHLERYAEEL
Tool cannot be pulled out.

TEDRY v I £ BRHAH
(IBFNDEHETOMATE)

TEY v YO IIRENDY . F vy INEEE
Rttt

TEY © Y0 DRARE HEL HRREHH
IR LI

Seizing from tool slippage
(Seizing caused by impact when tool is broken.)

Notch or flat of tool shank deforms chuck I.D.

Insufficient tool insertion length deforms deep
area of chuck I.D.

MIFRICTELRITS
Tool is pulled out during operation.

9V TRE
TIEY v I DRAFEEHEND
TEY vV IERMEEDREL Y BT

TEIERSIEIT @FE—X2 b)) BREN
(R OFEHC KL BkRIT)

F v v F 2 TRIMEAMEL

Insufficient clamping force.
Insufficient tool insertion length.
The tool's shank is smaller than the indicated tolerances.

Cutting resistance (bending moment) is too large.
(Pull out of tool because of precession.)

Insufficient rigidity of holder.

MIRICEEVRE FrvIOHIRICKBEEY Chattering by chuck’s resonance.
Chattering
IS VTRE Insufficient clamping force.
TEY vy DBAREHNERND Insufficient tool insertion length
TEY vV IBRMEEDREL D E/NEL The tool's shank is smaller than the indicated tolerances.
F v ZBIEICT CETEBERAMEL Cutting resistance is too small in comparison with
holder's rigidity.
BRIFE— XA~ FHOREW Bending moment is too large.
MIICH T BF v v 7 HAREIE Inappropriate choice of chuck (holder) for the
cutting.
TIWR 2y FDOEERR Mischoice of retention stud.
TIVAZ Y ROFEDBEICKS BT+ U D | Expansion of BT shank because of over-tightened
5d+ retention stud.
BERLTAMEEY, Specials on request
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HEY v VU BDMEEDRETH D L=

Vv VI BEDMEEDREDHEICRIMR
cUSVTOMEET T (RERIDREMT TV V) 1D
- NTNEEEFE (BLEBTERVSEHNHIET)

BEER - RIS
Solution / Countermeasures

+ Tool shank diameters should be within the indicated tolerances.
* Replace the tool with another tool that has a shank within the indicated tolerances.

+ Check clamping function. (No. of revolution of actuating screw).
+ Ask NT for repair. (In some cases, irreparable.)

cFrYVIERRBRTIEZRBT S,

cBHENEBEE LT, FEEHEZEET S #1000 A EDX—/I—%T
::3Q)

NT CISHREIEIERR]

- NT NEIRKEE (B LB TEGRWSEDH Y ET)

+ Replacement of chuck or tool.

+ Touching up of area in question (rubbing off with sand paper #1000
and above).
Correction (grinding) by NT is not possible.

+ Ask NT for repair.(In some cases, irreparable.)

Vv VI EMEEDREDH BT

REFTROEDTHLIEZRATS

+ Replace the tool with another tool that has a shank within the indicated tolerances.

+ Insert tool after fully loosening the screw.

v IR EDHBVRIEICRE L. Fv v 71 NT ITIEERRED

Use a tool without notch or flat. The chuck must be returned to NT for
repair.

- NT [TIEEBREE (BLEBTERVSENHIET)
- RIERAREUU LI v I ERBAT B

+ Ask NT for repair.( In some cases, irreparable.)
+ Insert shank deeper than the minimum insertion length.

NT NMEERfKHE (B LBETELRWEELH Y ET)

2 v Y UICIREDFE NI E|CR

1l

MEBAREUELILY v I EEAT S

Ask NT for repair.(In some cases, irreparable.)

Use a tool without notch or flat.

Insert shank deeper than the minimum insertion length.

VIV TOREFTY Y BERDOREEFT YY) Z1T5
REBAREULEICY v I %EATS
Vv VI EMEEDRERNDIE IR

- UIHEAODER R

a. B EIF 20 ZTiF5 (B%:# 20%)
b. thiAd 7% %< § %
cBIFE—XATV b ETFIFS
cHEDRHLZESTS

Frvy (KIVE) ODREL
Ly bRIVE, S—=UVI9F vy, a)A—F v v oDtk
51

Check clamping function (No. of revolution of actuating screw).
Insert shank deeper than the minimum insertion length.
Replace the tool with another tool that has a shank within the indicated tolerances.

* lower cutting resistance.
a. Higher rotation or lower feed rate (Approx. 20%).
b. Lower cutting depth.

+ Lower bending moment.
c. Shorten tool projection length.

+ Use different chuck (holder).
- Trial use of colet holder, milling chuckl or shrinker chuck
recommended.

HIRE R ZZEZ B TcHICRIEHREEZR S
(£10% L E)

VIV TOREF TV BERVOREEFT YY) Z1T5
REBARETULEICY v I EBATS
Vv VU EMEEDRERADITEICAE

THIZHOREL WHEREXRELLTS)
a. XY &= ElF B HElERAE T3

(B% : %9 20%)
b. tIAHEKRELTS

- TEDZEHLZESTS
cTrYIDRHLZELTD

Frvy (KRIVE) ODREL
aLbw bRIVE, S=UVT0F v, avA—F v v oDtk
51

M/CEEED TIVAZ v RIT3zH
HESERET LT TORETF

Shift rotation speed to vary resonance frequency.
(£ 10% and above)

Check clamping function. (No. of revolution of actuating screw)
Insert shank deeper than the minimum insertion length.
Replace the tool with another tool that has a shank within the indicated tolerances.

Revision of cutting conditions (Higher cutting resistance).
a. Higher feed rate or lower rotation speed (Approx. 20%).
b. Higher cutting depth.

« Shorter tool projection length .
« Shorter projection length of chuck.

+ Use different chuck (holder).
- Trial use of collet holder, milling chuck or shrinker chuck
recommended.

Use designated retention stud for the machine.

Keep recommended torque value for tightening retention stud.

BERLTAMEEY,
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FERRICRNBENE G2
*REFRBER
15 umBlk/4ad

Deteriorated runout accuracy during
cutting

* Guidelines: 15 micrometers and
more at 4d
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Frv IREDOYE - 5 - B

EEEHNEN
TEYv Ul TR
TEY v IR EEL DS

TIVAZ v ROFEDHIBEICLS BT /v 7 D
53» (4l BT30)

TEOREARR

F v VEICZ X DIfdAy

AV BR—=T T —RADEERB

- FEAR. I Q @EEERDIEE) ORNA (2
pum k)

- 7—\EL imE Q mHEOBE) OO -5
TR

FS7IWRE BR) EZHE
Details of the trouble Cause

Rust, scratch or deformation of chuck I.D.

Insufficient chucking length.
Scratch or dent on tool shank.
Notch or flat of tool shank.

Expansion of BT shank because of over-
tightening retention stud (BT30 in paticular).

Poor accuracy of tool.
Dust seizing in chucking area.

Deteriorated accuracy of tool interface

+ Large runout (2 micrometers and above) of
spindle I.D. or end face (in the case of two-face
contact).

+ Dust, scratch or dent on taper area or end face
(in the face of two-face contact).

77V IHTIRNBED B &Kok
Deteriorated runout accuracy
(flange type)
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75V VBRI TN
REROTO =AY BigIC/ N DFEE

QE—RARDBZE. T VIEEF ¥y TED
BIh

Misalignment of installation part

Burr in the undercut at the deep end of I.D.
mouth.

Misalignment between flange part and chuck part
(2-piece type).

13p|oH qms
NS SN
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Solution / Countermeasures

cFy v IEIEIEZMT S

cBHELEE LT, FEEHZEET S #1000 A EDN—/N—%FT
<)
NT TIZFREEIEERAT

- NTNEEEKEE (BEULEEBTCELGWNSEENHYEY)

EREBEEU LT v I ZBAT S

& ITRDEE

Vv VU RFFERICYIR E DRV I B IS
HEEEREIT LT TORET T

TEDxKH
F v v I ARDER

- TEHOBMEEE
< TN IHEE Q EEROBE) DOER. 15 - FTRELE

+ Replacement of chuck or tool .

« Touching up of area in question (rubbing off with sand paper #1000
and above).
Correction (grinding) by NT is not possible.

+ Ask NT for repair. (In some cases, irreparable.)

Insert shank deeper than the minimum insertion length.
Scratch or dent must be removed.
Use a tool without notch or flat.

Keep recommended torque value for tightening retention stud.

Replacement of tools.
Cleaning of chuck I.D.

+ Regrinding or correction of machinespindle
+ Cleaning of taper and end face (in the case of two-face contact),
touching up of scratch or dent.

FENDET I AEEITS
INUDFRZE #1000 U EDH > RR—/3—)

72U VIY B NEDIRNIEEDHEE

Re-installation into the spindle.

Deburring (Sandpaper #1000 and above).

Check runout of I.D. from the flange.

BHRbTAGEEY,

Specials on request
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FSTIVARAE (ERR) ZH
Details of the trouble Cause

aLvy FHABY EHEL
Unable to mount collet.

AZTRIVE ST a—FT409

Troubleshooting for Stub Holder

Jby FOEEZBHEZ TS

Wrong choice of collet.

AEY RIVITERY 4550
Unable to mount to spindle.

AEY RIVTEDRRTAEEGD
RIVEY v 788, BLUREY RIVAEEEAND
T3, B R S DOMEFHA - [FE

RIVED v 2 JBETIEAEY FIVARICE. 1T
EDH S

KH > —=XDiFE. ALY FILDIEETEDR
BIEKURED

Spindle dimension is different from standard
dimension.

Seized or adhered chip and dust to holder shank,
spindle 1.D.

Scratch or dent exists in spindle I.D. or holder
shank.

In the case of KH series, spindle collar thickness
is larger than specified dimension.

FHMBEERICHZDDHS
Excessive play when mounting into
spindle.

AEY RIVEDRSTEE RE S

KH > —=XDiFE. ALY FILDIFETED R
BEL Y NED

KH> U —=XDHE. A XL—hXU—TDEH
ARITKY . REY FIN\BERITEFEETN TV
(W

KH -AKH D158, JLZ/I\—D%1t

KH -E D#B&E. AF—IViR—ILDER

Spindle dimension is different from standard
dimension.

In the case of KH series, spindle collar thickness
is smaller than specified dimension.

In the case of KH series, spindle mounting is not
proper due to functional failure of operating
sleeve.

In the cases of KH-A, KH series, rubber damper
is deteriorated.

In the case of KH-E series, steel ball is worn.

RIVAHEHDSAND
Holder comes off from spindle.

KH/EC DIBE. SFBRYV—Z Y FEAU LD —
SURETERLTWS

KHU—=XDHBE. 7NL— kR —TDfEE)
ARRITEY, REY RINBERICEFEEN TV
LS

In the case of KH/EC series, coolant pressure is
higher than specified pressure.

In the case of KH series, spindle mounting is not
proper due to functional failure of operating
sleeve.

=37 RN ZE LLIFHEN
Coolant is leaking or there is no
coolant output.

KH/EC Z R L TLaL
(KH/EC LIS 2 —=RAIV—0 =5 2 MTHIE
LTWELY)

RV -V FEAUETERALTLS

LY== =37 Oy b (OH
AL LR CE) ZFERALTVEN

T—=SVbFryTDOYUYITDH. ERE

KH/EC is not being used.
(Stub holders other than KH/EC are not
compatible with center-thru coolant.)

Coolant pressure is higher than specified
pressure.

Collets compatible with center-thru coolant (OH
or C type collets) are not being used.

Coolant cap “O” ring is deteriorated or worn.

FMBRIF B, RV Y TT 3,
Cutting tool comes off or slips.

EENITH L THHBEROAREWD

F v TOBRFRE

Frv7OO—42—) YT DEBRRICLZHE
FHFRE

F v v TR IMBOEEIEFIER D HFFL TR
B (JLv kDN RE)

TEZYTET) LY b RS A/UEBRTED

B2 TLWAEL

Large cutting resistance to chucking force.

Insufficient tightening of nut

Tightening not sufficient due to nut rotary ring
failure.

Insufficient tightening of nut because of increased
friction in the thread part (Tightening of collets not
enough.)

Tool tang does not fit into preset driver groove
due to dimensional differences.

BHRbTAGEEY,
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Solution / Countermeasures

by bER T X&REER

Check collet's type and size.

AEY RV EDRER

RIVEY v 2 I8, BXURAEY FIVREROER

s RIVRESH, FlldAEY FIVEEE
- BERBEE LT FESGHEBEETS #1000 LU EDN—/N\—%T
<)

NT CISHREIEERR]

AEY FILOELE

Check spindle dimension.

Cleaning of holder shank, spindle I.D.

» Replace holder or repair spindle.

+ Touching up of area in question (rubbing off with sand paper #1000
and above)
Correction (grinding) by NT TOOL is not possible.

Repair spindle.

AEY RV EDRERR

AEY FILOELE

cEERCAANL— AU —THFAEDMEICES & S I LR
T, HBRICEETS
« FANL— R —TREDER

NT MEEKIE (ELEBETEGWEENHYEY)

NT EEKGE (BELEBETEGWNEAENGYEY)

Check spindle dimension.

Repair spindle.

» When installing, push operating sleeve down to bring it into position
for secure mounting.
+ Cleaning of operating sleeve I.D.

Ask NT for repair. (In some cases, irreparable.)

Ask NT for repair. (In some cases, irreparable.)

V=SV EETIFS
RV -V FEERERR

cRERICANL— R —THHAEDNMEICRS K S I LT
T, HBERICEET S
c AXRL—FRY =T HEBDER

+ Reduce coolant pressure.
+ Check specified coolant pressure.

+ When installing, push operating sleeve down to bring it into position
for secure mounting.
+ Cleaning of operating sleeve |.D.

KH/EC Z R Y 5%
- ®ER KH/EC
< {EER KH/EC2

HBY -5 MELUTCREAT S
OHEFfIF CRIOL Y M EERT S
COHEL - « « &Y E—R)b—
CCEL. + Ol kRIL—

0 > D3#

Use KH/EC.
+ For high coolant pressure KH/EC1type
+ For low coolant pressure KH/EC2 type

Use coolant at a pressure equal to or lower than maximum pressure
allowed.

Use OH or C type collets.
+ OH type + + - Center through
- Ctype » - - Collet through

Replacement of O-ring.

- TMIRAFOREL (TMIEHENE < T3)
2 Elfe% EIF B0 E TS
(BZ :#720%)
b. HAHE D5 T
- TRORMLEEC TS

« HEBRERR(SLS bV TR T Z1T D
« MV RINTZERTY %,

F vy TR

RIBMESRE. AN (F)—2Z) OBR%E

cTEAVITELCT LY b RS54/ EBRZHER
s TUEY b RSAINDRHE

+ Revision of cutting conditions (Decrease cutting resistance.)
a : Higher rotation speed or lower feed rate
(Approx. 20%)
b : Lower cutting depth
« Shorter tool projection length

- Keep recommended torque value for tightening nut.
+ Use torque wrench.

Replacement of nut.

Apply oil (grease) on the thread part after cleaning it.

+ Check tool tang dimension and preset driver groove dimension.
+ Replacement of preset driver.

BERLTAMEEY,
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FS7IWRE BR) EZHE
Details of the trouble Cause

BEHNEWN
Poor accuracy.

AEY RIVERIVRITRIFIFH2 DSBS

AEY FIVEES L ORIV ZIHEEEOTH. 24X
bDftE

JLy bDF v v FVTREHNEND
by MEEERICHA R b DOIEFHAF
RIVERRDE - TR

by FORNEEDIS - TR
BERHNE

TEOREFRR
F v v TR IERD T X DEFHAH

Frv 7 -O—2—Y2IDEHRE
(B—%2—1) VIR RL—RICEE L&)

Spindle and holder have rattling.

Adhered chip and dust to spindle end surface or
holder end surface.

Poor chucking accuracy of collet.
Dust seizing in collet insertion area.
Scratch or dent in holder I.D.

Scratch or dent on collet .D. and O.D.

Insufficient chucking length.

Poor accuracy of cutting tool.
Dust seizing in nut thread.

Malfunction of rotor ring of nut.
(Rotor ring will not rotate smoothly.)

MIFoEE ®E
Chattering

IV AR LTIHHRERA R E L

KHETOIY RIIVINIDHE, RIVARIE
(T8 LUTEHEAMEL

HIFE—X Y FHBKREL
AEY RIVERIVEICRI ST HL D H S

Cutting resistance is too high in comparison with
chuck's rigidity.

When end-milling with series KH-E cutting
pressure is too low against the rigidity of holder.

Bending moment is too large.

Spindle and holder have rattling.

RIVEDEE#HD S NG
Holder does not come off from
spindle.

TLyFrI. # 7—7 Y OEE

KH ) —ZXDizE. XL — kX1 —TDIEE)
FE

Deposition of fretting, rust and/or adhered coolant
residual.

In the case of KH series, operating sleeve failure.

BHRbTAGEEY,
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Solution / Countermeasures M
MR TEEHEERICH2DH S 28R L. BYNIFHZ2%ZHE | See Problem: “Excessive play when mounting into spindle” in J“
g the trouble column and reduce play (clearance) to appropriate level. A
1
AEY RIVIREE fz &RV A immaEtniEie Cleaning of spindle end surface or holder end surface. t}
. e |
dL v DR Replacement of collets. p
c
EEEDER Cleaning of collet insertion area. %
RIVRZ DA Replacement of holder. 4
o
i ANk Replacement of collets. S
p - - : 5
dLy FORBHEREUEICTESY v V% RBAT S Keep minimum insertion length. (I}
(collet ID length must be filled.)
TEDRHE Tool replacement.
X IVEBDERT. T —RAEfH Cleaning of thread part, applying grease. = T
5y
cFry TOER « Cleaning of nut. a7
(B—2—) Y THhAL—XICEET B LKD) (so that rotor ring will rotate smoothly.) a7
cF vy SO + Replacement of nuts. 7
- THIZGEOREL GTHEMZNELTS) « Revision of cutting conditions (Decrease cutting resistance.)
a. sk EIFBhEl Z RS a : Higher rotation speed or lower feed rate
(B% : %9 20%) (Approx. 20%) g8
b. hAH%=D15< T % b : Lower cutting depth 20
- TEDEELZFESTS + Shorter tool projecti a7
THIZRHDOREL (TIHERZAE<TS) Revision of cutting conditions (Increase cutting resistance.) =
a. XY & EIFBHEEEE TS a : Higher feed rate or lower rotation
(B%: %9 20%) (Approx. 20%)
b. IAH=EKELTS b : Higher cutting depth
TEDREEH L%Z5E<TS Shorter tool projection length %
RS TTEHEESRICH2NHZ] #EB L. BWWTIFH2%EE | See Problem: “Excessive play when mounting into spindle” in the g
El trouble column and reduce play (clearance) to appropriate level.
AEY RIVBEKRURIVE Y v > 7 EBDER Cleaning of spindle and holder shank.
5
FARL— RRY—TREBDEE Cleaning of operating sleeve 1.D. = ¢
2%
N
= v
5

BERLTAMEEY, /w Specials on request




-
N
3
<
\ll
M
|
NI
A
\
A\
=
(@]
c
(=)
D
(72]
I
(@]
(@]
=h
=]
(1]0]

Ny buniy
N RN S—mn

-
>

PNy M neiphy

N +\HWO7A

13p|oH qms
NS SN

s
]
=
S
@
fa)
=
=
a
=

4
v
=
g
F
¥
v
7

630

ﬁ BYEVITFYyy SN2 —TFT4V9

FSTIVARAE (ERR) ZH
Details of the trouble Cause

LET5=IBAB (RIBDHK)
Thread gauge (stop) can go through.
(Enlarged thread diameter)

Troubleshooting for Tapping Chuck

BEIFINIIC L B2 IPE

(8 v IN\— DB EFEDIEE)

KR IPEDER

2y IN—DIEIHEEIE. 2 v TORUWMTERDE
NIEMANS LSl BORTY VIHMERETN
TVWEY

BHEBIE 2 Y TOEZERILEY B1céd. bILY
ISy FERABLETZ T2 EHBLTERAL.
BEMIEICIXEERSE TR EEA
BOWATUVITEDD. ZIPEERESET
LEVET

2y TORMIEDRNEL 2 v/ \—DfEHHEED
fEEIL T

FREHIBDIFEI R R

E Fel3WEEBNER Y IN—DI Sy FD

RIEH

2y TORES

Lean threads because of excessive compression
(Tapping chuck's compression works.)

% Reason for lean threads

For the compression of tapping chuck, a strong
spring is used to resist the pressure when a tap
starts to cut.

This compression should not be used for normal
tapping, but with tap adaptor with safety clutch to
prevent tap breakage.Strong compression will
result in lean threads.

Sharpness of tap is low and compression of
tapping chuck works.

Malfunction of tension/compression

Malfunction of clutching mechanism of tapping
chucks with auto-depth control or selfreversing
function.

Mischoice of tap

Br—Uh@ES L
(RIBDHIHEW)

Thread gauge (through) cannot go
through.

(Thread diameter is small.)

ZIUPRDAOICBIBEY ICK BN DA T HAF
4

FIONRDOAOICHEH DRFEICE BHAH/ND D
R®E

FINDALIED S S

2y T DERE

Warpage of burr has been generated at the
entrance of tap hole.

Burr at the entrance of tap hole due to the
reaction to compression.

Damage at the entrance of tap hole

Tap wear

2y Thikir3
Tap is pulled out.

2y TD3|5RYBE

TETEDRy TREADAF —IVR—IVHE
R & feldhiE
HEEER Y TDIHE.
HBRV Y TLTWB

TETEOR—IVA Y T iiE

Too much drawing force for tap

Deformation or breakage of steel balls in tap
adaptor

Ball locking mechanism of tap adaptor does not
work (in the case of carbide tap)

BHRbTAGEEY,
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cEWEZY TEYFRYTFIFS
(7w TEYFD 85 ~95%)

s ZTNTHESEWES

INIEFDxEY) 85 ~ 95%

R LEFDE Y :100%

c FEOZE VBN AZ XY DIFE
- BHEODR v IN—%FERBT S
fEHFEODR Y IN—EFERT BHE
— WHOX I EEOF T v D

- FONAODEERY ZAEL TS

- BUOMEEILDZWNE Y FICEZ S (2.5 L)

« 2y IN—DEHARAT) VI HgElE>TW3
— NT (ISR {kEE

F RS ETOMEITEIRY 2R

FTEGBARIC ML EMRBEHEIRY, BIUTH Ty FH
NEEL, YEESEELY 5y FHORHY ML MRS NS
EEER

> {FBNCRESBIE, NT IClERAE

- BB O2 v N—Kd v rary S (TF e M)y o L) —
7) EFREE

- BEFEROHZOVE NIy IL—TDR Y T (BEDZ YY)
ICEE

BEER - RIS
Solution / Countermeasures

+ Decrease feed rate more than tap pitch.
(85-95% of tap pitch)
+ In case there is no improvement;
Feed for forward movement : 85-95%
Feed for backward movement :100%
+ In case feed mechanism of spindle is master feed,
— Use tapping chuck with compression zero.
+ In case tapping chuck with compression zero is in use,
— Check feed mechanism of the machine.

« Larger chamfering for the entrance of prepard hole
+ Use tap with more threads for chamfering. (2.5 threads and more)
+ Weakened compression spring of tapping chuck

— Return it to NT TOOL for repair

Check if the chuck returns to its original length after pulling and
pushing by hand.

Pull the chuck and turn right by hand to check if the clutch gets
disengaged and turn left by hand to see if the clutch gets engaged.
— Return it to NTTOOL if malfunction of the clutch is found.

+ Tapping chuck with length compensation is not suitable for synchro
tap (eccentric relief).
+ Use normal tap (concentric relief) which has self-advancing action.

2y THRITEBRRICERLLTWVWS

- 770—FHNREL
BZ : #HUE Max + 5

- 5ERVEHNZTES

- XYELETS, BL, 2y T7EYFERL (100%) L ElCiEL
A4

MIFRICR v IN—D#EFHHMEEN L TLELD
> EEZYy TEYFLITFIFS

(B 7Ty FD 85~ 95%)

- ZNTHEESBEWEES

INIEFDXEY) 85 ~ 95%

RLE®DXY :100%

c By TETFTREDETNDH S

> BINZEY

- FF70—- MIEDR v /I\—%ZERAT S
+ ACDEERY HhE L
—HRWZKRECTS

2y T DR

+ Return timing is premature (before tap is pulled out)
— Revision of approach point

Guidelines : maximum tension + 5

+ Too much tension
— Increase feed rate. Must be lower than tap pitch.

Check if the compression of tapping chuck is working during
operation.

— Decrease feed rate less than tap pitch

(85-95% of tap pitch)

— If the problem is not fixed,

Feed for forward movement:85-95%

Feed for backward movement:100%

+ Misalignment between tap and prepared hole
— Correction of misalignment
— Use tapping chuck with radial float

+ Chamfering at the hole entrance is too small.
— Larger chamfering diameter

Replacement of tap

« By IN—DT ¥ 3 VB EICEER> TLELD
— EEHY DX & EIf5
(BLZYTEYFD 100% UL T)
BRLODEZAZIVIDETED

> 77O0—FEEHT

(B&: 2 vIN—DHEUE +5)

72T 2D

aLy bRDOT7 A T RT3

+ Check if tapping chuck's tension is exceeded
— Increase feed per rotation
(must be less than tap pitch.)
* Return timing is premature.
— Approach point should be distanced.
(Guidelines:Tapping chuck's maximum tension + 5)

Tap adaptor should be replaced.

Use collet type tap adaptor.

BERLTAMEEY,
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RIFREDNERLTED N5V Y)
Thread is not deep enough.
(Variation of thread depth)

-
N
3
<
\ll
M
|
NI
A
\
A\
=
(@]
c
(=)
D
(72]
I
(@]
(@]
=h
=]
(1]0]

TRADBUMIEARNEL . 8 v/ S—(THEHHEL
w5

MLy FRHETZTSZ (WESE) @ kb
772y FhMEENL TS
HHESMODEIE A F— v HREC INFTDL
Ry THEEFTOT )y FEHAELE DTV
%

« 2y I\—DIFFIARR
c REFBAT7 X TE2AE (WEN,WESN 2)

FS7IWRE BR) EZH
Details of the trouble Cause

Cutting to prepared hole is difficult and
compression of tapping chuck works.

Torque clutch of tap adapter (type WES) works.

Variation caused by large inertia of machine
spindle

Decreased preset length of tap

+ Malfunction of tapping chuck

- Malfunction of tap adaptor with length
adjustment (type WEN and WESN)

= 'j FIUREDRLED N5V Y) 2y TAXRETOT )y FRHARLCE DTV | Increasesd preset length of tap
8 7 Thread is too deep. %) - Malfunction of tapping chuck
i (Variation of thread depth) - 2y N—DIFERR - Chucking error of tap adaptor
7 T RTRDZ Y TORBRR - Malfunction of tap adaptor with length
- REARELT AT 2AE (WEN,WESN £) adjustment (type WEN and WESN)
I /\
%% R EEDEEL L F— v HAEL. /N5 DL Variation caused by large inertia of machine
£y spindle
AOfHETZ Y THhiiha 2y THTRIUTIBULMEAT R Cutting by tap is difficult.
Breakage of tap at the hole entrance
o MI@HBR TR Y THhiFh3 TIRDNEL TH—/IN—= LY Diameter of prepared hole is too small and
g 5 Breakage of tap in the middle excessive torque is applied.
g% 'i' 2y TT7 BT ZORES Incompatibility of tap adaptor

MIVY DSy FAFET X T2 (WES B) DFERT.
2y IN—DIfEHEDRE

Insufficient compression of tapping chuck when
tap adaptor with torque clutch (type WES) is in
use.

EROMIFEDETE v THirh
%

Breakage of tap at the regular
bottom

s
]
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TRICEHY LTA—/\—bILY

THREICTIHHBOE>TVS

2y TRHEETOTV LY hRHRLGOTW
%
« 2y IN—DIFEIRR

T ETEZDE Y TORFAR
cREFBEAT7 L T2AE (WEN, WESN )

HHEMDEER A F—> v HAREL, /NTDL

Tap hits the bottom of prepared hole and
excessive torque is applied.

Accumulated chip or dust at the bottom of the
hole

Increased preset length of tap

+ Malfunction of tapping chuck

+ Chucking error of tap adaptor

» Malfunction of tap adaptor with length
adjustment (type WEN and WESN)

Variation caused by large inertia of a machine
spindle

BHRbTAGEEY,
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Solution / Countermeasures

* TIRERDHER
- (FRERZER)

- EEY AVIE KO BUDMTEEEN
-S> HEYZEKRESTS

THEICETMDBE > TS
= AN Z)VR Y FICEZ TR EN KT
(RA > b2y AET IR T)

- BlEsEhE TFS  (500rpm LLTF)
- BHOEMELME ZHR) OFT vy

c Ry INN—DBATEE X TTITE > TLEW
— Ry ) N—DEHEREER

c REFBIIMEAMARE (Ov I4IEB) [TR>TLEL
- RETHEARDE. ARXIHDNESHENT EERESR

+ Check the diameter of prepared hole.
— (Refer to table of prepared holes)

+ Small chamfering and large cutting resistance
— Larger chamfering diameter

Accumulated chips or dust at the bottom of the hole
— Use spiral tap for evacuating chips.
(Point tap tends to push out chips.)

+ Lower rotation speed (500rpm and below)
+ Check the "stationary" position of the spindle (Z-axis)

+ Tapping chuck will not return to the original length.
— Check tension/compression of tapping chuck.

+ Length adjustment screw is not back to the locking position.
— Check that adjustment screw will not turn after adjustment is
completed.

s By IN=PMBRUTeEETICR 2TV AW
= 2y )\ —DfERHEREER
c RYTHTET 2D 5HRIFTNS
> TRETEOOVIEEDF vy (Zy TZFTEER>THIK
TN
c REFBEXIMEME (Ov 7B IKED>TLEW
- REFHROE. AEBXINELSGVLT & &R

- EE&HE TS5 (500rpm LLF)
- O EMEIEMGE (ZAR) OFT vy

+ Tapping chuck will not return to its original length.
— Check tension/compression of tapping chuck.

+ Tap has been pulled out of tap adaptor.
— Check tap adaptor's locking mechanism. (if tap cannot be pulled
out by hand.)

+ Length adjustment screw is not back to the locking position (lowest
psition).
— Check if adjustment screw will not turn after length adjustment

+ Lower rotation speed (500rpm and below)
+ Check the "stationary" position of the spindle (Z-axis)

- MNOERYERELCTS - Enlarge chamfering diameter of prepared hole.
« 2y TOBUWMTEILDZWNR Y FICRIRT % « Use tap with more threads for chamfering
ELWTRARRICT S Optimization of prepared hole diameter

I 1mm LIFDZ v IN—IC ML I Ty FARAETE TR (WES )
IEREE
cEHBDZNR Y IN—[TEE
s MVOOTYFAAETETZ (WESE) ZEFERLEN
(WE. WEN BYD#E%E)

Tap adaptor with torque clutch (type WES) is not suitable for tapping
chuck with compression 1mm and below.

+ Use tapping chuck with more compression.
+ Adaptor with torque clutch (type WES) cannot be used.
(Type WE or WEN is recommended instead.)

MI7BYSLDFTYY

< By TDRVMTEILE FREDRBZHER
- RBOGFIFNE. MOGELZEDELTS

cTFRERCT B

CRVREEERLTD

AN TRy FICEZ. TIpENCET
(RA > b2y T3 ZRITIRE )

« Ry NN—PMBUTEE X, TR TLVEW
— 2y ) N— D {EkERESR
Ry THT BT ZHBKRITTWNS
> T7EATZOOY IEEBOTF T vy (Zy TEFTEERE>THIK
IFTTHEWLDY)
cREFBIIMEAMRE (Ov IAIE) ITR>TLEW
- RTHARDE. ARXIHNESHENT EEESR

- ElE#HZ TIF 2 (500rpm ML)
- RO EMEIEMGE (ZAR) OFT vy

+ Check NC program

+ Check the clerance between tap's chamfering threads and prepared
hole.
— If there is not enough clearance, decrease the number of
chamfering threads.

+ Deepen prepared hole.

+ Shallow thread depth.

Use spiral tap to evacuate chips.
(Point tap tends to push out chips forward.)

+ Tapping chuck will not return to its original length.
— Check tension/compression of tapping chuck.
+ Tap has been pulled out of tap adaptor.
— Check the locking mechanism of tap adaptor. (See if tap cannot
be pulled out by hand.)
+ Length adjustment screw has not been returned to the locking
position (lowest position).
— Check if adjustment screw will not turn after adjustment is
completed.

+ Lower rotation speed (500rpm and below)
+ Check the "stationary" position of the spindle (Z-axis)
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