
                   PISTON FLYCUT TOOL
Greetings and thank you for your purchase of BTR-PFCT - BTR Piston Flycut Tool. This tool is engineered to help make piston-
to-valve clearance cuts (notches) in pistons. This tool is sized to fi t in cylinder heads with a 2.125-2.165” intake valve and 
an 8mm valve stem like BTR CVH cathedral port and square port cylinder heads that use an LS3 or LT1 valve and powder 
metal guides. May not work with all bronze guides. Stem diameter is 7.99 (+0.00 / -0.02) mm, consult your machinist before 
use if used with ANY OTHER cylinder head other than BTR CVH LS cylinder heads.

1. Remove cylinder heads. Rotate the engine until the piston to be notched is at Top Dead Center (TDC).

2. Protect the engine. Tape off the entire deck surface and any exposed openings to prevent metal
debris from entering. Install the head gasket, a same-thickness used one in good shape is ok. We rec-
comend you always use a head gasket when cutting. (Figure A).

3. Install tool. Insert the piston fl ycutter tool into the intake valve guide/bore corresponding to the valve 
relief being cut.

4. Reinstall cylinder head. Place the head onto the block, ensuring the tool is properly aligned with
the correct piston and valve location, using cylinder head dowels.

5. Snug head in place. Secure the head to the block with hand-tool torque. Allow the tool to rest on the 
piston.

6. Install spacer and collar. Place the supplied spacer onto the tool stem. Install the collar loosely on top 
of the spacer. (Figure B) *ALWAYS verify TDC before cutting and ensure the engine does not rotate. TDC can 
be easily verifi ed by checking for TDC on the piston on the corresponding side (1-6, 8-5, 7-4, 2-3 typically).

7. Set notch depth.
     • Ensure the tool is fully seated against the piston.
     • Insert a 0.010” feeler gauge between the spacer and collar for initial test cut.
     • Slide the collar down against the feeler gauge, ensuring all components remain square & fully seated.
     • Tighten the collar, then remove the feeler gauge.

8. Attach drill. Secure the tool in the drill chuck.  Do not pull upward on the tool during operation. Low 
speed operation is preferred to keep tool clean and cool. (Figure C)

9. Cut notch.
      • Drill clockwise until the gap between the collar and spacer is eliminated.
      • Do not apply excessive force.
      • Stop immediately once the collar contacts the spacer.

10. Disassemble. Remove the cylinder head along with the tool, spacer, and collar.

11. Inspect and verify. (Figure D)
     • Remove all debris & measure notch depth with calipers to confi rm 0.010” depth specifi cation.
     • If additional depth is required, repeat from Step 3 using an adjusted feeler gauge thickness.
     • Always verify fi nal depth after cutting.

12. Repeat process for all remaining pistons.

TOOLS REQUIRED: 2.5mm allen wrench, battery powered drill, ratchet & socket for head bolts/studs, painters’ tape. RECOMMENDED: Shop Vac.
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