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NIKKEN's Proposal for Improved
Quality and Productivity.

Total management of M/C manufacturing
methods & technologies.

HUMANWARE

The effective utilization of M/C depends upon
the insight and skill of shop floor people.
Harmonization in the selection of machine,
tooling, fixtures, peripherals, cutting tools under
a coordinated shop floor management is the
key to success.

M/C OFFERS INVALUABLE
OPPORTUNITIES FOR AUTOMATED,
UNATTENDED MACHINING, when
proper tooling, work holding and
fixtures technologies are

applied all in HARMONY.

REAMER SERIES

5~ P.293

CUTTING TOOLS

Relatively simple tools like drills and face
mills also need careful attention for stable
and effective swarf making. For instance,
high speed steel tools can be more
effective than carbide tools with certain
work pieces and materials.

)

e e [=X=1=4
eee ZzC)
eee eee
eee eee
ASESES) See
ceo\\ ses

|
LS SESIANRSESES)
eSS eSS

For another instance, why not a reamer

for inspection/proof after boring? FIXTU RES

Work holding fixtures and power Well designed fixtures can achieve
clamping systems for a variety of cost effective parts manufacture.
large or small batch work pieces. Fixtures (as shown above)

effectively reduce ATC operations
and drastically reduce cycle time.



TOOLING

MORE THAN 80% TAPER CONTACT is
needed for this vital linkage between
machine and workpiece. ;

(DNIKKEN holders protect the spindle.
(They eliminate‘dance’in the spindle.)

80% 60% _30%

KOKORO = Human Heart

NIKKEN X XX

(2) NIKKEN milling chucks are SUB-ZERO
TEMPERATURE (-90°C) TREATED for

stable particle composition : Our company’s name, “NIKKEN,” is derived from our

Heat treated to HRC60. desire to “always maintain the willingness to study
patiently on a daily basis and contribute to future

The Next Generation Tool Interface industry with technology and ideas.”

NC5 TOOLING SYSTEM == P220 Pursuing the development and production of tools for

Spindle  Power lamp Mechanism 50 years, we have developed peripheral instruments

This newly such as NC tooling systems, reamers, CNC rotary
developed Tool Bearin tables and controllers (NIKKEN-/21 series), etc.
Interface featured. ; ? conforming to customers’ demands.

A Double Contact Today’s effort and study bear tomorrow’s fruits.

1/10 Short Taper NIKKEN wishes to provide you with original products
for improved High of the highest quality founded in everyday study
Speed & High Flange T vt Taper and research.

Contact

Precision Machining
and High Stock
Removal Machining.
Please refer to NC5
TOOLING SYSTEM
catalogue.

Drive Key

PERIPHERALS

AUTOMATIC WORK CHANGER
Operator-friendly AWC system for
vertical machining centres.

CNC ROTARY TABLES
Precision worm screw made of
solid tungsten carbide drives

I:_.g.':"'

hardened and ionnitrided worm g4 = AR o
wheel made of steel.

THE ONE AND ONLY SOLUTION i
FOR ELIMINATING SPOT WEAR. BUILDING:27,000m?

OSAKA-DAITO NEW OFFICE & FACTORY



OSAKA-DAITO Office & Factory

Factory No.1 Factory No.2
Turning Grinding
Machining Assembling
Grinding Inspection
Assembling Warehouse

Inspection

Parts warehouse

Assembling

¥ |
-
Heat Treatment || (Large Rotary Table)

Management
Sales
Design / Development

Financial

C Central Control
Material House

Land :55,000m*
Building:27,800m*

Carbonizing & Sub-Zero Treatment
NIKKEN is the only tooling product manufacturer which performs
sub-zero treatment for tooling. This refers to a technique where
-90 deg. ultra-low-temperature processing is performed after
carbonizing and quenching in order to eliminate the residual
austenite and to form 100% martensite compositions to prevent
deterioration over time. This technique has been applied for block
gauges and for bearings of the highest grade in the past. It is an
example of how NIKKEN pays attention to those aspects which
are often hidden from view and how we put our hearts and souls
into each and every tooling product.

lon Nitriding
. lon nitriding refers to a nitriding process where glow discharges
are generated in a vacuum of a nitrogen-mixed gas atmosphere
to heat the workpieces at a low temperature of 450 deg. while at
the same time nitriding them by a sputtering action. This
processing improves both the wear resistance and sliding
performance. (It reduces the surface friction coefficient.)The
experience and know-how of ion nitriding have been utilized in a
large number of NIKKEN's products, including worm wheels for
CNC Rotary Tables and Tough-Cut Skill Reamers.



NC Lathe Line

NIKKEN Oil Jetter System and
Combat Z Drill IZ= P.295 resolved
the problems from the cooling of the
cutting edge and the swarf removal,
then, night time un-manned opera-
tion could be done.

M/C Line
The M/Cs with 3Lock spindle and
NC5 spindle are working with high
accuracy and high productivity
through the night.

Tool Grinding Line
More than 80% Taper Contact is
needed for this vital linkage between
M/C and workpiece.

NIKKEN holders protect
the spindle.

(They eliminate“dance”in the
spindle.)

80% 60% 30%

NIKKEN X XX

Reamer Grinding Line

Reamer grinding line to seek the
ultimate unmanned operation with
high accuracy and high productivity.

—_—

RADICAL MILL REAMER

CNC Rotary Table Assembling Line

NIKKEN builds the most rigid,
precise and durable CNC Rotary
Table for the worldwide manufactur-
ing market.




is keeping the manufacturing not only the quality, but also the safety in mind.
Please be careful for the content maked A e.g. = P.290 CATION
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"ANNIVERSARY"
type

MULTI LOCGK miLLinG cHuck

It has been 55 years since NIKKEN developed the MULTI-LOCK MILLING CHUCK,
NIKKEN's technology has developed the new generation universal chuck.
We call this MULTI -LOCK MILLING CHUCK &N "ANNIVERSARY "type. AaAJ—

1 Chucking Torque and Durability

All the NIKKEN MULTI-LOCK Milling Chucks incorporate the
multi-roller system including 140% more needle rollers than the
other imitations. Besides, the retainer is not made of phosphor
bronze but of special steel which will never break.

4= NIKKEN fy) <= Imitation
MULTI-ROLLER i roller system
system

As seen from the cross sectional view, the needle rollers are
arranged in perfect order with a dense production, but they are
arranged to be scattered in the imitations.

4= NIKKEN <= |mitation
MULTI-ROLLER roller system
system

The larger quantity of needle rollers enables the moving of the same
load with a small force and less damage on the bearing surface,
thus providing a stronger chucking torque without creating even
rolling when tightening.

. NIKKEN | With Slots

5,000Nm | 4,800Nm (Only 5% Down
. Others=»| Without Siots| 3,500Nm | 1,250Nm | 67%Down
Milling Chuck Test Bar

Sub-zero Treatment

NIKKEN Toolings are all subjected to
ultra-low temperature treatment of -90°C
after carburizing, as shown. This treatment
removes residual austenite to prevent from
deformation for many years. Thus all of our
NIKKEN toolings are produced one by one
with greatest possible care of NIKKEN
spirits.

2 Rigidity and Chucking Torque

Internal slots together with thickened wall of chuck body ensure no
distortion even at heavier milling. Thus, smooth milling work is
attained without the vibration or slipping of end mill.

Effects of Internal Slots

Thanks to internal slots, even if oil remains on the end mill shank,
there is no decreasing of chucking torque. In case of imitations
without slots, chucking torque is largely reduced by oil, causing the
shank to slip down.

Thick wall and slots provides strong
chucking tor(iue and rigidity.
Further,slots functions as escape of oil.

Chucking Torque Test Data(C42)

When oilis removed | When a little

ly with thinner| oil is adhered. &




MULTI LOCK miLuine cHuck

Same Appearance,

p.31

but a Remarkable Improvement can be found when cutting

New Clamping at Root &

Anti-Vibration Mechanism
Cutting Data HSS Endmill-Carbide Endmill

CUTTING

CHUCK ENDMILL oMo AdxRd
@ HSS Coating V 38m/min $55C. oiL
BT50-C32-90 S 380min” 6°ij£
3294t | F 152mm/min 12mm
fSNe) HSS Roughing V 30m/min S55C. oIL
BT50-C42-95 S 210min’ nog
429 4506t | F 130mm/min 20mm
2 Carbide Coating | V 176m/min S55C.
BT50-C20-135 S3.500min" asijE
S KM20-16 1694t | F 2 000mm/min Smm
™ HSS Coating V 38m/min S55C oL
BT40-C25-70 S 480min” mj@
2504t | F 192mm/min gmm
& Carbide Coating | V 200m/min $55C
BT40-C16-60 S 4,000min” 3°"f@
1694t | F 2,000mm/min Smm
®» Carbide Coating | V 160m/min S50C
BT30-C12-55 S 5,000min” 15@@
=4 KM1210 1004t | F 2,000mm/min
V 30m/min ATER
(S HSS Non Coating S 800min” :g
BT30-C12-55 F 250mm/min
1204t \S/ 2208(;3::?:2 ALU“;"O':%V'EEWATER
F 3,600mm/min Smm

The End Mill can perform at 100% of their capability by using the cutting data. If cutting condition is exceeded,
they may cause tool failure. For the M/C with ball guide mechanism, MAJOR DREAM HOLDER might perform

better than MULTI-LOCK milling chuck.

Clamping at Nose Mechanism E 6

Clamping at nose - key Condition for Precise Milling.

Surface Finish and Tool Life are decided by Clamping at Nose, Rigidity Z
and Run-Out Accuracy. Only our mechanism performs real clamping at ;
nose, never rivalled by imitations :
finishing. Only the NIKKEN MULTI-LOCK Milling Chuck perfectly :

clamps even at 3mm from chuck nose.

LRI

NIKKEN MULTI-LOCK
Milling Chuck

ideal for heavy milling to fine *

Other imitation chuck

The cutting chips show us
the actual machining capability

Quiet,
high speed heavy milling

Stab__-l'e‘!iﬁi'shing

5 Stable Milling with Stopper

Easyfor “@anyone to attain a stable torque.”

Wear of the bearing surface is only 1~2microns even after practical
use of 4~5years owing to the use of 140% more needle rollers
than imitations, the use of special material (steel) of NIKKEN own.
and the know-how of hardening. The stopper is therefore located to
the MULTI-LOCK Milling Chuck where the maximum efficiency of
chucking torque is exerted. Tightening the chuck close to the
flange face gives a sign of“MILLING OK”to ensure smooth, stable
and reliable milling work.

(Important : Good production with Assurance!!)

Close '
Contact ././ IR mil

No Vibration

High Rigidity —7
Chuck Ring Simple
Minimum Axial ChUCkiﬂg/UﬂChUCking//
Movement // —1

I

Fine Run-Out Accuracy

Only NIKKEN MULTI-LOCK Milling Chuck can obtain the
run-out accuracy within 5um(T. I. R)at the position 100mm
apart from the nose.(C32 Style)

Within 5pm

mﬁm’ v,

f

— L=3xD —>|

L 4 e.g. C32:100mm

10
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MINI-MINI CHUCK ADVANCED ALPHA &7 »- 37

High Speed*High Precision

Best Chuck for Small Diameter Cutting Tool

"/ Standaridype  /

Tightening 30,000min"?
Gear &
G2.5(BT40)
Counter
5 /" Balance

b
tn

Bevel Gear
Clamp/Unclamp for Hanging
from the side collet up

just with a wrench

TiN Bearing Collet

|/ SlimgCompact /|

®D: MMC 4 : ¢15mm
MMC 8 : 920mm
MMC12 : $30mm

¢D

|/ GrippingfromiEront Nose /
X @)

Oil Chamber
HYDRAULIC CHUCK MINI-MINI CHUCK
No Gripping at Front Nose Gripping from Front Nose

Gripping Torque? Powerful Gripping Torque/3times

_/__ DirectSCrEwType /|

Please add "-AT " at the end of Code No. e.g. HSK63A-MMC8C-107-AT

Clamp/Unclamp directly
from the end of tool
just with a wrench

30,000min-1
&
G2.5(HSK63A)

TiN Bearing Draw Bolt

Collet

/ __ Highspeed /|
MAX. 30,000min-' & G2.5

_/ Coolant Througiii ool Capability /'

J type Collet + End Mill
High Pressure Coolant Through Jet Spread Groove

& &

Power of Jet Coolant Groove

1o 1o

X (@)

Coolant will be spread
out through the Slit at
high rpm

QOil Jet Coolant System No
Coolant Spreading out
even at high rpm




SLIM CHUCK with TiN BEARING NUT - 41

HIGH SPEED ROTATION-HIGH ACCURACY-HIGH PRESSURE COOLANT THROUGH

Power of TiN BEARING NUT

TiN Bearing Nut is used for Nikken Slim Chuck, MAJOR DREAM
Holder and VC Holder with great popularity.

I High Speed Slim Chuck
MAX. 40,000min-! & G2.5

I Power of TiN Bearing Nut

8 degree Taper Collet for Accuracy
& Gripping Torque

Simple & Compact Design
for High Speed Rotation

Stable High RUN=OUT Accuracy

TiN BEARING
(HV2,200)

Special Coated
for High Efficiency

J nut is the best solution
'\ for the centre through
coolant application, and
strongly recommended to
use for the high accuracy
and the high productivity.

JAPAN, USA, EU, KOREA PAT. '{Sta“dardLN“t &J TYPB Nllft |

. . Iy Ll L N Lieid
7 Flat Shoulder Pushing & Taper Pushing [ are I e I iz T
O X / i 7
NIKKEN SLIM CHUCK Others
Flat Shoulder Pushing Taper Pushing
] /A
For Prevention SKJ-C
For Standard Drill  For Reamer ForTap  For Special Cutter of Swarf For Oil Hole
i Contamination Dill with O-ring
Complicated Nut atID

Simple and Rigid Nut

Balancing will be
changed at High
*"ﬁ\ Speed Rotation .
When SK J type nut is used, the total
Standard Collet // _ _ chuck length will be extended by 6mm.
can be used for Special Collet is
Cobiant System.| T Hiah Presure
oolant System. . .
I Coolant System.
. II-:IIigthS%un-Igut gcc?‘[acy due to . ¥nstal%er?gn-ti1qt Agcuracy due to '/ The S.ECI'E! O_f _Strong ogrlpplng power
r ng. r ng?
. Hiagh Gﬁgpigg T%srqhegof 8° taper . Pca)gf GriappinlésTgrgue of 12° ,16° taper and hlgh rlgldltv. e 8 Taper
8°Taper and Wedge Principle is the Answer.
H The smaller the Taper Angle,the better Concentricity is obtained. Besides, thanks
'/ P CIass cunce ntrlc AGCU ra Cv to Wedge principle, Strong Gripping Power is generated with small torque.
Run-out within 3p 8’ NIKKEN

8° NIKKEN 16° Others

— I

:
Strong GrippinQWeak Gripping




2108 MAJOR DREAM HOLDER »7'133

Reyolutionary]

Internal Dampening Mechanism is
built-in to the MAJOR DREAM Holder.

o BT DOUBLE FACE CONTACT TOOL

G Harmonic Vibration — Unstable Cutting
x1 0 LTAN .
-50
0.0 TIME
., MAJOR DREAM
G Dampening Effect — Stable Cutting
x1 0 \l'\v"‘\vl \'lﬂvn"‘ VA
-50
0.0 TIME

Difference due to Dampening Technique and Effect
Uinear, M/C
ExcellentMachininglond [-oeedceie

i Illlli'_'

T

End Mill Life
Qarbide : 3 times

ol Dampening Effect g Power of TiN Bearing Nut lig “' -~
= g 7 HSS : 1.5 times

@ - Powerful heavy cutting and
(HV2,200) S high speed high feed

: o cutting , excellent high
' " precision and surface finish
4 and extended tool life with

" the dampening effect.

343

ampening
Effect

J N

Ei Face Contact
2Lock (NBT)

. i Simple design without the flats for the
Slim Collet with 8 degree taper to hook spanner. The GH handle is used to

= |
5 i
- \
r L ol
satisfy the accuracy and the high tighten / loosen precisely. The external

gripping torque. diameter is more compact than the

/ external diameter of the ball bearing nut. Great Popularity of MAJOR DREAM 3 Brothers

EMAJOR DREAM SHRINK FIT HOLDER="P.200
Stable high accuracy .MAJOR DREAM PRO ENDMILL E@P202

PN IKKEN]

AN Ay REEs

MAJOR DREAM ......
AUHEED

PRO-ENDMILL ™

21L0CK , HSK ® iRiEEhR

TiN Bearing
(HV2,200)

The molybdenum is
coated to the internal Jppnm—

thread of the nut,
then the efficiency of
the thread is highly
improved.

J nut is the best solution
for the centre through

| coolant application, and

| strongly recommended to
use for the high accuracy
and the high productivity.




VC HOLDER with TiN BEARING NUT 27,38

This is the Mighty End Mill Holder from the series of Tin Bearing Nut type collet chuck to satisfy the

gripping torque, run-out accuracy, cutting rigidity, high precision finish and high speed rotation.

2NEEX tooling can be used as the BT double face contact tooing on the machine with the BT double
face contact spindle. It can be also used as the BT tooling on the machine with BT standard spindle.

. . Simple external design without PAT.
the notches to be tightened with 8 deg. internal taper proven
O Power Of TI N Bearl ng N Ut GH handle Ultra high speed rotation  with ?he Slim ChLE)ck ch)>r the
Good sliding effect due to the surface hardness of HV2,200. \ accuracy and gripping torque.
More efficient than conventional ball bearing built-in nut. f
Unstable The Tin coated bearing
accuracy caused & 9 ‘ plate reduced friction.
by tightening 8 This is the best for the
torque and the ° ¥O thrust load.
possibility of rust.
e —~

TiN Bearin Pilot shank on the collet

(Hardness : va,ZOO) for further stability of the accuracy.
The thick wall design of the VC Holder
body improves its cutting rigidity.

Competitors NIKKEN j |12mm, 4teeth Carbide Endmill|

< Less micron vibration due to Material : Mild Steel

the collet flange contact V=220m/min
Improves the cutting capability and tool life S$=6,000min!

’ F=3,000mm/min
<> Run-out accuracy : 3mm

Less than 3 microns at 4XD
Better stability on run-out accuracy
Improves the surface finish

Suitable for finish on die-mould machining.

24mm

Less than 3 mlcrons

\J L—4D—J

i Cutting Rigidit
Power of TiN Bearlng
_ High Prec|S|on Finish

<> Jet coolant splash with J type Nut. <> High Speed Rotation MAX.40,000min-1 & G2.5
. <> Easy, safe and reliable handling with GH Handle
J type Nut , USA PAT.

The nut has no notches for high speed rotation and GH

Handle can tighten the nut with half of the tightening
torque of the conventional C type spanner, thus, substan-

| | tial improvement for quality of safety, reliability and
T P operational efficiency will be obtained.
- g - " St = Changeable Lever
Cap with triangular grooves Cap with O-ring K‘
The jet coolant pressure creates For oil hole cutting tool

a tornado effect.
" Torque Adjustable GH Handle ‘k‘,‘.}

&

fy
4

Tightening Loosening

14
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nkkeN NG DRILL CHUCK 11#953

“Solid”’means Compact, Precision, Rigidity and Safety.

Such troubles will not only hinder an unmanned oper-ation in FMS but cause
successive occurrence of detective products to obstruct the rationalization of factory.

N
=T At

Slipping off of drill liable to occur Such disengagement from Jacob's - Breakage immediately before drilling
at the time of sudden stop. taper being inevitable. through due to slipping of drill

I Solid design eliminates the slipping off.

The keyless drill chuck is tightened by the Solidifying bolt
solidifying bolt to the shank, so that there Keyless dril chuck
is no possibility of slipping off during 1
rotation or drilling.

shank

I Run-out Accuracy of MAX. 0.04mm.
I Compact Design with Small Head W3 Times Larger Chucking Power

Drill chuck mounted by traditional drill chuck taper.

the 150 or comrens EHBLS [ I Even Carbide Drill does
—E not occur Slipping.

tional drill chuck. ! :
Tomsiuise Y Centre through tool coolant

NPU13 can be used as centre through tool coolant holder
for the shank diameter bigger equal to $6mm.(Option)

TAPPER CHUCK /9058

7 Rotary Bearing Cam

il Spri . .
©) Spine Rotary Bearing Cam Mechanism

@
‘(\ jJeceieone The both side of taper cones act

sensitively and smoothly to the
Clutch Shaft tapping torque vibration.

Drive color

Reversing torque is 1.4
times of normal rotation

One-Touch Tap Clamp Mechanism
Tap never goes down due to smooth reaction.

B Slim Body & Fine Floating ” Torque Life Curve

External Diameter as small as ever. Only NIKKEN Tapper The bearing cam with no sliding friction has been developed for the tap collet

Chuck performs even big size Tapping with slim body. to protect the tap from break-
The floating part is not a simple slide key, but plural age. The principle of this collet | ,\ Tap breakage range
preloaded balls are arranged in V-shape. That is why the is fundamentally different from 100% 4+ /\ A AN (:)_ “",'ake’ ‘th
tap slides smoothly without chattering accompanied. that of the conventional brake ,I v '\/ 4 v (Large vibraiion of torgue)
system utilizing a rubber z NIKKEN Rotary
- A reaction or a friction resistance 2 60%| Bearing Cam
- W - as shown by the following $ T~ sysmm‘
B graphs (A) & (B) , so that 2 S B) Maker ‘
RO /o5 o oy 2 o s aad constant torque characteristic S Not enough torqué’ ~ | Cam crutch
as illustrated is obtainable to [ to drive tap . = (Short life due to wear)

secure safety of tapping i Numbe:g Tappin;ﬂ i RCRLES



NIKKEN DJ BORING HEAD with pJ BORING BITS /2599

®3~50 Developed with all of NIKKEN Knowhows-Best Help of Fine Boring

I Easy to Set Micron Accuracy

Easy operation with big dial
graduations together with a
wide adjusting range for
fine boring of dia.3~50mm.

Micron accuracy can
be obtained easily

Dial Graduation

1 Graduation:dia.0.01mm
Vernier reading:dia. 0.005mm
Smooth and High
Preci-sion Boring is
ensured.

I” No Vibration and Least Wearing
of Carbide Insert.

4 pcs of DJ Boring Bits are provided as standard accessories.

Even 1mm stock removal on diameter can be done with
maintaining fine surface finish without vibration.

4]
%

$3~8mm

New Byte Series for DJ8 -=~P.100

Photo shows new DJ8 series.

B Special Carbide Indexable Insert
for $5mm Boring
Now Special Carbide Indexable
Inserts for $5~15mm are
avail-able for DJ Bit. No more
regrinding and the shank is solid
Carbide. Fine boring of $5mm
from 4.5mm drilled hole can be
done without vibration and without
bending. Fine boring of Safety and
Sureness by DJ Boring Head.

PS5 mm

'/ngh Pressure Coolant Through Type

@ Cutting Speed---
100m/min.

0.05mm/rev

@ Stock Removal-++
0.5mm(on Dia.)

) Boring dla .................

@ Material ---e-eeeeeeeeeeeen

16
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BALANCE CUT BORING ARBOR ~»71

(25~580 Scram Type Cartridge Power & Smooth Boring with 250% Productivity

Cutting force is supported by the
shoulders of both cartridges.
This is the secret of heavy and
powerful boring even at the
intermittent bore.

B Power of Scram Type Cartridge

Cutting Force

l

® -
Perfect
Contact

I Precision Ground Serration

High Precision Serration is the base of high accurate
performance of BALANCE CUT Boring Bar.

@ Even strong cutting force is accepted by High Precision

Serration, resulting in smooth
boring without micro vibration.
® All slides are finished by
precision grinding. Even
micro adjustment can be
done smoothly as you desire.

7 BALANCE-CUT RACX BORING ARBOR &
for LARGE DIA ==-P95 ULTRA LIGHT WEIGHT

AVAVA

Precision Ground = Basic Serration

B Double Cutting Capability

From $25~580mm, all Balance
Cut Boring Bars execute boring ~
in 2 Carbide Inserts. One side
cutting will not occur, and
vibration is absorbed each
other. The faster the feed rate
(0.2~0.4mm/rev.) , the better
swarf ejection. Ideal for Rough
and Medium Boring.

B 2 Stepped Balance Cut

Approx. double removal of standard cutting
condition is possible by -0.3mm Cartridge.

Stepped Boring

I Various Cartridges & Inserts :=—P.79

Good Chip Ejection ensures no trouble Heavy Boring. Standard
carbide insert is suitable both for Steel and Cast Iron. Besides,
optional cartridges for steel, for Aluminium, through hole or
multi-sheets are available.

RAC-E RAC-A RAC-K

HI‘; |

|
I High Pressure Coolant Through Tool

.CUtting Speed ............
150m/min

O®Feced Rate «++-rvereeeeeeees
0.4~0.6mm/rev

.StOCk Removal ---:ccee et
6~10mm(on dia.)
@®Boring Dig -weeeeeeeeeenes

@ Materjal «werereeeeereeeenns
SNCM420
(Ni, Cr, Mo Alloy Steel)



ZMAC ADVANCED BORING HEAD

p.83

PAT.

»16~180 The World Leading Boring Head

“ Double-Contact Support

B High rigidity
Double-contact
support

New Locking screw
closer to Cutting Edge

B High-precision /
Easy micro-adjustment /
High durability /
High rigidity

New lock flanges reduce dial

torque and increase visibility.

ZMAC25-V and larger also have a

sub scale for easier and more
accurate diameter adjustments.

I Coolant Specifications
for All Sizes

All sizes from 216 to 180 have
coolant holes positioned so that
the coolant is applied directly to
the cutting edge.

ZMACT70-V and larger use a
variable nozzle system.

Innovative new feature of

I Various types of Insert Tips

#

Steel, cast iron, and stainless steel can be
machined by the same coated insert tip.
Specifications that support insert tips which are
widely circulating on the market are also
available.r===P.119 ZMAC-V-1

B Application

NIKKEN makes use

of its abundant
experiences and
results to provide
special boring bars,
which are suited for
various work shapes
as part of the solutions
to streamline production.

Available for Multi-Stage
Boring Bar

= P.83, P85, P107

I High Speed Boring 12,000nin-1,
Deep Hole Boring

Balance
Weight

ZMACX-V

Special Hardened
Light Alloy Metal
Head with Balancing
for Anti-Vibration.

7 BALANCE-CUT BAC4 BORING &P
ARBOR for LARGE DIA ==-P97
ULTRA LIGHT WEIGHT

18
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eMAC BORING HEAD

n%p.108

$0~200 Easy-to-See Digital Displays / Supports Small to Large Diameters

I Digital Displays for Easy
Diameter Adjustments

A digital display enables easily
made adjustments, even in
increments as small as 2 microns
in diameter.

Various settings can be changed
by operating the single Select
Button.

Sizes are switchable between
metric and imperial units.

The minimum set value for
imperial size display is 0.0001”.

I Combination Systems Support a
Wide Machining Range

A combination system realizes a wide machining range as it
enables the mounting of boring cartridges that use both a
cylindrical boring bit and serration.

eMAC :¢96~110
eMAC-W:$6~200

% Set products capable of boring in the range of g6 to 110
are also available. ==~ P.109, P110

gl !l

Select button

I Waterproof Rating: IP67

I Coolant through Tool Capability

Provided as a Standard

Coolant through tool capability that supports pressures up to 4
MPa is provided as a standard.

Coolant is discharged from the cutting edge of cylindrical
boring bits, or from a coolant nozzle located near the cutting
edge of cartridges.

Coolant-hole

Coolant nozzle

Waterproof Rating: IP67
Waterproof specifications at an
IP67 rating help keep the internal
electronics safe, and the cover for
the SR44 batteries (2 pcs) has
seal specifications that enable
repeated removal and attachment.

Battery cover



2npex X-Treme CHUCK & #r.222,289

INDUSTRY PROVEN TO ELIMINATE PULL-OUT
W PATENT

JAPAN, USA, EU PAT.

'y CHINA PAT.P

,J f

74 7 Excellent Run-out &
7.4 Powerful Gripping

B Exclusively developed for
demanding Applications and
materials associated
With the aircraft and
energy industry.

Material: Ti6AI4V Titanium 25mm, 6teeth
Carbide Roughing End Mill 25 X Depth
50mm 1 Path Milling Never Pull-Out

B Selection of the Accessories

Please select the proper stopper and the face cap according to your application. (end mill with/without coolant hole)
The stopper and the face cap for the end mill with oil hole are attached as standard accessory.

End mill with oil hole

End mill without oil hole

Support bolt

Drive bolt

9C42SL-FS-EX-A1

9C42SL-FS-EX-J1

Stopper Face cap Stopper*! Face cap (V grooves)*!
C12EX [ 9MC12HEX- 6L(8.5L)*3 [9C12SL-FS-EX-A1|9MC12HEX- 6L(8.5L)%3-J|9C12SL-FS-EX-J1 — M10X16L-EX
C16EX [ 9MC16HEX-6.5L(9.5L)*3 |9C16SL-FS-EX-A1|9MC16HEX-6.5L(9.5L)%*3-J|9C16SL-FS-EX-J1 — M12X16L-EX
C20EX*2 [ 9MC20HEX-12L(13.5L)*3 |9C20 -FS-EX-A1|9MC20HEX-12L(13.5L)*3-J|9C20 -FS-EX-J1| FSMB12-20 M12X20L-EX
C25EX | 9MC25HEX-6.2L(8.7L)*3 |9C25SL-FS-EX-A1|9MC25HEX-6.2L (8.7L)*3-J|9C25SL-FS-EX-J1
C32EX | 9MC32HEX-7L(10L)*3  |9C32SL-FS-EX-A1|9MC32HEX-7L(10L)*3 -J|9C32SL-FS-EX-J1| FSMB16-20-H8 | M16X20L-EX
C42EX | 9MC42HEX-9L(11.5L)*3 9MC42HEX-9L (11.5L)*3 -J

O-ring

Please insert the
stoper which small
hole diameter is
located at the end mill
side. (C42: Same

hole diameter)

Cross groove
Please insert the
stoper which cross
groove is located at
the end mill side.

*1 Please contact us for the stopper for X-Treme chuck Inch series. \
#2 The Code No. of the stopper for NBT40-C20EX,HSK63A-C20EX N
and C8-C20EX is 9MC20HEX-7L(8.5L) b ,,‘ > Chuck Handle
%3 The length in () is used for Code No. of extended stopper. @\ 12EX-000-A 9HC16
eg. 9MC32HEX-10L f AN o~ 16EX-O0O0O-A 9HC22
N )Iz <-:ran be us;]ed,kwh.zterr: Iength. of tfendcmill becon"le shoTekr)laﬂer re-gringing. ‘ #, y 3 } 20EX-000-A 9HC25
-Treme chuck with nose ring for C spanner is available as an option. < N . 5 -
Please add "-A" at the end of Code No. &" < 25EX-00C-A 9HC25
eg) NBT50-C25EX-116-J-A = Q\: 32EX-000-A 9HC32
>
Nose ring with C spanner 42EX-000 9HC42

206X tooling can be used as the BT double face contact tooing on the machine with the BT double
face contact spindle. It can be also used as the BT tooling on the machine with BT standard spindle.

20
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NIKKEN ZERO FIT HOLDER &k

Quick and Simple Operation.

r.147,148

JAPAN, USA, UK, GERMANY, KOREA, TAIWAN PAT.
When the machine has been used for 2~3 years, the run-out accuracy of the spindle will be
declining with accuracy of 0.01mm~0.04mm at 100mm from the gauge line, the Zero Fit Holder
allows correction of this error back to the run-out of 0.001~0.002mm.

Master Cam

Multi-Cam Style

The minute run-out after
adjusting by a master
cam can be adjusted by
fine adjust cams at the
same position.

e.g. BT40-SZF16-90-C3
(3 Cams)

The multi-cam style can
not be made for all zero
fit holders.

Style

Fine Adjust Cam

At Machine Spindle

with “0” Fitting the Tool Run-out Accuracy;

Materials : Pre-Hardened Steel NAK55 (HRC39)
End Mill : 10mm, 2 teeth Carbide Ball End Mill
Cutting Speed : V =200m/min
Spindle Rotation : S =6,366min-1
Feed per tooth : f =0.15mm/min
Feed : F=1,910mm/min
Dry Cutting with Air blow

Run-out at cutter front edge = 20 microns

Bl The milling surface finish and quality can be improved.

Before Zero Fitting :

B For better and stable finish tolerance for machining holes
--The variation at finish tolerance can be minimized, thus the finish size tolerance can be reduced.

JCF-CZF

=" P.147
FLANGE STYLE
ZERO FIT TYPE
MILLING SHUCK

[l Ideal for adjusting cutter run-out
on an NC grinding machine or
universal grinding machine

M 3-point cam as a standard
feature makes it easy to adjust
run-out on a grinding machine!

After Zero Fitting :

Run-out at cutter front edge = 1 micron

—i— X after Zero Fitting
—e—Y after Zero Fitting

—— X before Zero Fitting
—+—Y before Zero Fitting

Bore Dia.(X, Y) after Reaming (um)
25

Before Zero Fitting : —
Run-out at cutter front edge = 22 microns (—

Materials : Tempered Steel (HRC25~30)
Tool :13mm CBN Reamer

Cutting Speed : V=80m/min

Spindle Rotation: S=2,000min-1

Feed per tooth : f=0.1mm/min

Feed : F=200mm/min
External coolant supply : Water soluble

--"\'.-

AN Zanlla
'-'."'A\'/A_\'
¥ N - \"J
_

After Zero Fitting :
Run-out at cutter front edge = 2 microns

9 11 13 15 17 19 21 23 25 27 29 31 33 35 37 39 41 43 45 47 49
Number of Reaming

- !ui’) E

TOOL LIFE
(Relative Comparison)

N—
—

M The tool life can be extended.
Fig.1 shows the relation between run-out accuracy and tool life, and when the run-out accuracy
of 21 microns is reduced to 3 microns, the tool life can be improved by approximately 5 times.
M Zero Fit Holder has wide adjustment range compared with
competitors equivalent, and its mechanism performs simple,
quick and secured operation.

Il The choice of the Slim Chuck style “SZF” & the Anniversary type
Milling Chuck style “CZF” can be selected depending on your cutter.

R R
RUN-OUT (um)

Fig.1
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FACTORY AUTOMATION SERIES

Spindle Speeder 1= P.137 Air Motor Spindle Tool1“=~P.138 Air Turbine Spindle Tool ==~ P.137
PO, §

NX, PX NR HTS

Air Cylinder for Cooling

Quick Change type Angular Head I7=— P.141 Modular type Angular Head == P.143

Double Face
Contact System

Solid type Angular Head Compact type Angular Head for Deep Hole
= P.144 Direct Mount Flange type Angular Head "=~ P.146 (= P.143

Modular Head

Air Drive Angular Head
= P.145

AFK, AFC
AHK, AHC




FACTORY AUTOMATION SERIES

RPT
18 years used

8 Years used

Centre Through
Tool Coolant
== P.129

Flange Through
Tool Coolant
=" P.131

RP Treatment ==~ P.130

The RP treatment creates a fine film of the contents (Fe204)
and (Fe203) , and penetrates into the tool holder 1~2
micron deep. This fine film inhibits the rust and corrosion of
your tool holder taper and stops it from being transmitted to
your machine spindle. The RP treatment will not effect the
accuracy and the hardness of your tool holder.

o . o Automatic/Manual

Multi Spindle Drill Head 1= P.146 Multi Spindle Tapper Head 1=~ P.146 Back Spot Facing Arbor ==~ P.149

Automatic

Manual

Oil Piaster ==~ P.183

24



25

nikkey MULT] OIL HOLE HOLDER /#+.133

Conventional Qil Hole Holder®Multi Coolant Nozzles

Multi Oil Hole Holder and
COMBAT ZDRILL are
recommended for drilling on
M/C to increase productivity.

)7 Combhination of Coolant Through Tool Type
and Outside Nozzle Type

Can be used to both oil hole cutter and normal cutter without oil
hole. When normal cutter (drill, end mill, tap etc.)is used,
coolant is fed as Jet Streams exactly to cutting point.

Oil Hole Drill @ Multi-Nozzles

Zero Fit Type ®Standard MT Drill & Reamer

Oil Hole Holder /== P.136  ®Standard Straight Drill & Reamer

Zero Fit Holder for Side Through ~ ®Tap
oEnd Mill

%- E ®Boring Bar

COMBAT ZDRILL »205

$16~80mm Power of Pilot Drill & 3 Phases Heat Treatment

NC Lathe

I Power of Pilot Drill

No Vibration with ~ L/P=3and 4times
. A as standard
Pilot Drill

3 Phases Heat Treatment & Suitable
Twisted Shape improves Ejecting
Cutting Swarf.

5”3 Phases Heat Treatment

et significantly improves
Rigidity and Ejecting Cutting PN
Swarf by suitable twisted Treatment
shape and special surface  (Ejecting Cutting
treatment. Tool life of Insert Swarf)
and Drill grows 3 times longer. 3 Phases Heat Treatment
®Pilot Drill prevents Inserts from
chipping by reducing vibration.
@ Powerful drilling speed of 120~150m/min. with small torque.
@l ess cutting resistance with Rhomboid Inserts.

ST32-COMZ31-130 Material : SNCM420

[ P\M |

Cutting Condition ‘

inside Q HRC36
IN Treatment

(HV900)

By NC Lathe | 108mm

V =126m/min (In Factory NIKKEN)

S =1,300min- Machining Time = 35sec.
f =O.15mm/rgv.

F =195mm/min It can be used after total

Water Soluble Coolant cutting length = 65mm.



NIKKEN REAMER SERIES

Carbide Reamer Series

MILLING
BLADE

MILLING
BLADE

MILLING
BLADE

materials evolution
series (@D

Designed for difficult-to-cut materials
with an extremely heat-resistant alloy
coating for such as Inconel, Hastelloy,
and Waspaloy.

For aluminium,
aluminium casting
Spectrum

Reamer Series (GD

Super-hard with a new thin-film
hydrogen-free SPX coating

PF Radical
Reamer Series

The run-out accuracy and the §

tool life have been substantially
improved with Press Fit type
Radical Reamer.

This is sophisticated reamer with
fine powder carbide and TiCN-2
coated for low friction purpose
and hardness HV3,500, thus its
tool life is extremely extended
even with water soluble coolant.

Carbide Radical Mill
Reamer DLC Coating

DLC(Diamond-Like Carbon) coating provides
improvement for aluminium and non-ferrous
metals reaming. 3 type of the reamers with
milling blade are into a line up

Carbide Mill Reamer
DLC Coating

DLC(Diamond-Like Carbon) coating provides
improvement for aluminium and non-ferrous
metals reaming. 3 type of the reamers with
milling blade are into a line up

Carbide
Mill Reamer

As the Mill Reamer made by
K10 grade carbide, the cutting
speed can be substantially
increased for the productivity
improvement. Especially it
performs very well on Cast
Iron, Meehanite, Aluminium,
and Non-steel metal.

Carbide Broach Reamer

The Carbide Broach Reamer maintain
the excellent surface finish for Aluminium
and Cast Iron reaming operation.

HSS Reamer Series

MILLING
BLADE

195293

NC Sensor
Reamer

The NC Sensor Reamer is
dedicated for better surface
finish, especially effective
on Stainless Steel, Die
Steel, Annealed and
Tempered Steel. The high
precision finish surface can
be achieved with its TiN
Coated and its burnishing
effect. The reamer can be
used with even water
soluble coolant.

Tough-Cut
Skill Reamer

This is all-mighty reamer,
which is made by powder HSS
& ion-nitrided and good for
tough materials, die steel,
annealed and tempered steel.

INEW
Turning Skill
Reamer

Short type Skill Reamer for
NC Lathe

Broach Reamer

The ultra high left-handed
helix of 60 degree performs
smooth reaming operation.

Long Type
Reamer

Longer neck type for deep
hole is also available.

Recommended Cutting Conditions
and Special Made Reamer/
Technical Information

M Various Application - Through Hole, Stepped

Hole and Blind Hole

Through Hole
series series

Stepped Hole

Blind Hole
series

LUANNE

iy

JAPAN

PAT
2R ]

Excellent Circularity
and Straightness

Excellent Circularity
and Straightness

Excellent Circularity
and Straightness

26
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MEASURING ATTACHMENT

Pioneer for Work Preparation

Height Presetter

No need of test cut! Basic position of workpiece can be
measured quickly without damaging tool teeth.

The distance from reference surface to tool end can be measured
very quickly and accurately. This is a MUST for M/C, NC Lathe and
NC Milling Machine.

Small Measuring Tool, but Great Time-Saver

Micro-Stand Y

Free flexing with single knob, no dead angle and long
reach.

Two arms incorporating ball joint mechanism at both ends provide
free movement in any direction such as vertical, lateral, longitudinal
or rotational etc. If stretched horizontally, a reach as long as 300mm
can be attached. Measurements of inside dia., outside dia., end face
and back face etc. can be made at will.

p.157

3D Sensor

Micro-Touch

This is 3D sensor enabling instantaneous detection of
position, measurement and alignment of center by
means of Red Lamp and Electric Beep.

The Red Lamp lights the moment when the stylus touches a
measurement part. Owing to the conductive detection system, a time
delay caused by a relay etc. is eliminated and a highly sensitive
measurement can be made.

Easy Micron Check

Touch Point

Highly sensitive electronic edge finder.

Ideal for Milling Machine, Boring Machine, Drilling Machine as well
as Machining Center. Instant indication by LED lamp at very light
contact of sensor ball with workpiece.

Easy location of work face, O.D., I.D.



TOOL PRESETTER ».165

NIKKEN's Tool Presetter increasing Cost Performance of High Price Machining Centre.

E236N = P.165 E3461 = P.166
Spindle can be exchanged. Spindle can be exchanged.
(BT, HSK, POLYGONAL TAPER)

E460N I°5 P.167 E4060L "= P.168
Spindle can be exchanged.

Photo shows E4060L

28
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CNGC ROTARY TABLE 299

CNC ROTARY TABLE for Full Automation

Worldwide Field-proven NIKKEN CNC ROTARY TABLE M Carbide Worm System
N . or heavy duty capability and high speed
Consequently and finally, NIKKEN Carbide Worm Screw System rotation with maintaining the high accuracy,

the carbide worm screw is used for the
hardened worm wheel. The wearing of the
. worm wheel is reduced and rotary table is
I\Ic;lnc;’:rl:lnsl\(;ﬂeel used for more years comparing with the
HV980 conventional worm system of soft material.
For better impact capability, the special
alloy steel worm screw is used for the
worm screw of the small tooth module.

Steel Way d & R | Micron
HRC58-60 % “ -

Phosphor Bronze/
Aluminium Bronze
2 Worm Wheel (22.2min"')

NIKKEN CNC ROTARY TABLE

CNCZ202
(66.6min" ™)

3mon. 6mion. 12mon. 2yrs. 3yrs.
Useful Life

(Buireapy Jo Junowy) ysepjoeg

s Rotation speed of motor = 3,000min"!

B Worm Wheel

Material is special NIKKEN order made
steel. Specially hardened and furthermore
ion-nitro treated on teeth. Thus, the problem
of sliding friction is solved.

Depth 0.1mm
HV980

Turbine Blade S
High Speed CNC Rotary Table

Z series for high speed milling
marked arrow.

1”5 ( Please refer to CNC ROTARY TABLE Catalogue.




CNGC ROTARY TABLE

®CNC 105, CNCZ 105 P.300

—

4 e r—
@®CNC 202, CNCZ 202 P.300
e
| %°

P.300

L ¥

®CNC 321,401,501,601,802 P.301
CNCZ 321,401,501,601,801

O®Nsvx400,500  Nsvz180, 300
= o

P.302

@®CNC 180, CNCZ 180

e

S
-17
= "
=] 4
T d

@ CNC 205, CNCZ 205 BV

®CNC 260, 302, CNCZ 260, 302

e
. '

< |

ILO_

s

®CNC 1000, 1200, 1201, 1600

@®5AX-2MT-105, -170, -200
5AX-4MT-120

7= Please refer to CNC ROTARY TABLE Catalogue. |

HIGH SPEED ROTATION Z SERIES
HIGH PRESSURE OIL FILM EFFECT

P.300

P.300

P.300

P.301

P.302
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A WILLING CHUCK <

NIKKEN

Cc12 L P <
01—
\ Im¥,| 30+ Close
— L]%MP;GQA Contact// &
T 5 | No Vibrati
\M ‘ [ g oo} | H%h'n;:it:i’t';
"\ Chuck Ring
' & C16~C42 " Mininum Axia ChuckinglUnchuking,//
lovement
c @, = T )
A g g o
FEATURES: 'R \
M Doubled rigidity & increased cutting ability! N
M Run-out Accuracy: 5um at 3XD —
TAPER Code No. C1 L 24 Suitable Collet Weight(kg)
BT30-C12- 55 33 58 58 (cck12) (km12) 0.6
-C16- 55 44 57 65 (ccK16) (KM16) 07,08
No.30 -C20- 65*, 75 52 67,75 80 | (CcK20) (CCNK20) (KM20) 1.0, 1.1
-C25- 75™, 80 554 75, 82 68 | (CCK25) (CCNK25) (KM25) (NK25) 12,13
-C32- 90%,100 64*4 90, 100 68,76 | (CCK32) CCNK32 (KM32) (NK32) 14,15
BT40-C12- 65,90,120 33 | 65,90,120 58 (cck12) (kM12) 1.3,1.6,1.9
-C16- 60,90,120 44 63, 90,120 65 (cck16) (KM16) 14,1.7,2.0
No.40 -C20- 70,90,105,120 52 | 71,90,105,120 g | CCK2D) GONKZD 16,18,20,22
-C25- 70,90,120 60 70,90,120 (CCK25) (CCNK25) (KM25) (NK25) 182125
-C32- 85,105,120 69 | 85105120 |77,90,105| (CCK32) (CCNK32) (KM32) (NK32) 21,25,28
BT50-C12-105,135,165 33 | 105,135,165 58 (ceK12) (kM12) 40,4346
-C16-105,135,165 44 | 105,135,165 65 42,4548
-C20-105,135,165,180 52 | 105,135,165,180 0 45,48,5.1,5.4
No.50 -€25-105,135,165 60 | 105,135,165 (CCK25) (CCNK25) (KM25) (NK25) 48,52,5.6
-C32- 90,105,120,135,165 90,105,120,135,165 4346,5.1,56,6.4
200.250.300.400500 | ©° | 2002503040050 105 | (CCKSR) CONK32 (KM2) (NK32) |, o°0 »"y o' 1a s Yo
-C42- 95,105,120,135,165 95,105,120,135,165 55,58,66,72,86
-200,250.300.400.500 | S | 200250300400500 2° 95,117,140, 184, 228

*MULTI LOCK Milling Chuck is a Base Holder for machining centre.
The following straight shank tooling to suit Milling Chucks are available.

[S-CIMilling Chuck (Extension Type) [Z5~ P.33
[K-MMPIMINI-MINI Chuck 1=5~ P.37
[K-MMCIMINI-MINI Chuck IZ5~ P.37
[K-SKI1Slim Chuck IZ5~ P.47

[S-SKlLong Size Slim Chuck IZ5~ P.47
[D-NPUINC Drill Chuck IZ=~ P.53

[NZ]Tapper Chuck [Z=~ P.64

*Please refer ;7= P.33, P34 for KM, NK, CCK, CCNK collet.

[K-MT]Morse Taper Socket I°=~ P.55
[K-ZMAC-V]ZMAC-V Boring Bar 175~ P.105
[K-RAC]RAC Boring Bar I~ P.105
[S-ZMACX-V]ZMAC-V Boring Bar for Deep Hole IZ5~ P.106
[K-DJ]1DJ Boring Bar IZ5~ P.107
[K-SCA]Stub Arbor IZS~ P.90
[S-MDPE]PRO-END MILL IZ5~ P.127

Explanatlon of the Code No.

NONE : Standard

FS : Face Sealed
ommal Gauge Length

Chucking capacity
Symbol of milling chuck

Shank No.

[MSO-AO-O] Straight shank shrink fit holder 175~ P.203
*Please refer ;7= P.190 for heavy duty type milling chuck with larger arbor diameter.

*CKFN-D and CKFN-DC (With O-ring) can be used for the direct chucking application,

when centre through tool coolant. CCK collet and CKFN nut can be used for collet application.

—-q——-_

% For “L” dimension of centre through coolant type milling chuck is same as the above standard, however , refer ;=== P.129 for Code No.
% For “L” dimension of flange through coolant type milling chuck is same as the above standard, however , refer ;z==P.131 for Code No.

*Spanner is available as an option. C12 : 9HC12A, C16: 9HC16, C20: 9HC22, C25 ($C1=55mm) : 9HC22,
C25 ($C1=60mm) , C32 ($C1=64mm) : 9HC25, C32 ($C1=69mm) : 9HC32, C42: 9HC42

*4 C25(¢C1=55mm): 9HC22, *4 C32(¢C1=64mm): 9HC25.
*Please note the acceptable shank tolerance is h7.
* The milling chucks marked *1, *2 and *3 may not be used by the restriction of the diameter under V flange of your M/C.

*FS (Face Seal) types are available for C25~C42 of BT40/BT50. There are 2 types; FSJ: With J groove, FS: Without J groove

=

—q

FS type
For machining
of aluminum

PAT.




A HIGH SPEED MILLING CHUCK <=

)
I l—
| 5 — i ‘
S MTeb: 5p9C"
C-G . GFS type
High Pressure Centre Through For machining
(MAX. 7MPa) of aluminum
High Speed PAT.
TAPER Code No. D|Di[Ci| L | & | 2 | &5 |M Suitable Collet Weighi(kg)
BT30-C12- 55G 12|12(33| 58 48 | 53 | 58 10000 (ccK12) (Km12) 0.5
-C16- 55G 16]16/40| 57 | 50 | 58 | 65 | (cek16) 06
No.30 -C20- 65G*", 756  |20/20|48| 67,75 | 57 | 66 | 80 |30000 09,1.0
-C25- 75G™, 80G 25|25(55| 75,82 | 56 | 65 | 68 |25000 |(CCK25) (CCNK25) (KM25) (NK25) | 12,1.3
-C32- 90G*°,100G 32(32/62| 90,100 | 67 |66,73| 68,76/ 10,000 | CCK32) CCNK32“(KM32) (NK32)*| 14,15
BT40-C12- 65G, 90G 12/12|33| 6590 | 48 | 53 | 58 |30,000 (ccK12) (km12) 11,13
-C16- 60G, 90G 16/16]40| 63,90 | 50 | 58 | 65 |, o (CCK16) 12,15
No.40 -C20- 70G, 90G 20120/ 48| 71,90 | 57 | 66 | o 5000 Eoka0) (GonKao 14,17
-C25- 70G, 90G 25|25|55| 70,90 | 60 | 72 20,000 (KM25) (NK25) | 16,2.0
-C32- 85G,105G 32|32/ 68| 85105 |67,70|7382(77,90| ' |(CCK32) (CCNK32 (KM32) (NK32) | 19,23
BT50-C12-105G,135G 121233 48 | 53 | 58 (cek12) (km12) 39,42
-C16-105G,135G 16|16 | 40 105435 50 | 58 | 65 |20,000 (cck16) 41,44
-620-105G,1356G 20{20]48| | 57 | 66 (Ccke0) (CCNK20) (KM20) (NK20) | 44,48
No.50 -C25-105G,135G 25| 25|55 60 | 72 80 (CcK25) (CCNK25) (KM25) (NK25) | 4.6,5.2
N R T R A i o o |
-C422"95P,105P,120P | 42 | 42| 86 |95105120| 73 | 110 | 125 | 12,000 | (CCK42) (CCNK42) (KM42) (NK42) |55 5866

*All high speed type milling chuck are centre through coolant type. Please use a stopper or CCK, CCNK collet, when Explanation of the Code No.
endmill shank length is shorter than “£1” dimension. The Code No. of stopper for direct chucking BT40|-

C20: 9MC20H, C25: 9MC25H (BT30-C25-75G: 9MC25HSB) , C32: 9MC32HD (BT40-C32-85G: IMC32HDA, @NONE: High Speed
BT40-C32-105G: 9MC32HDB) , C42: 9MC42H GFS : High Speed and Face Sealed

% The milling chucks marked *1, *2 and *3 may not be used by the restriction of the diameter under V flange of your M/C.

%4 : The Code No. of the wrench for C42 is 9HC42.

*GFS(Face Seal)types are available for C25~C42 of BT40/BT50. There are 2 types; Chucking Capacity
GFSJ: With J groove, GFS: Without J groove Symbol of Milling Chuck

% The milling chucks marked *1, *2 and *3 may not be used by the restriction of the diameter under V flange of your M/C.

%5 NK32 and CCNK32 collet can not be used on BT30-C32-90.

JAPAN, USA, KOREA, TAIWAN

Nominal Gauge Length

——eShank No.

A GH Handle for HIGH SPEED TOOLING

GH Handle

GH Handle has a two-way tightening/loosening
ratchet on the handle that has been developed
to provide quick and convenient loading of the
tool. The GH Handle also dispenses with the
need for notches on the nose ring.

Torwe s G Hande ey JAPAN, USA, KOREA, TAIWAN PAT,
‘\,._\(J H

GH
Code No. Milling Chuck Slim Chuck | MAJOR DREAM | VC Holder

GH 6" — SK 6-P / SKT 6 MDSK 6 —

GH10* — SK10-P / SKT10 MDSK10 \VC6

GH12* C12-G SK13-P / SKT13 MDSK13 — D
GH16" C16-G SK16-P / SKT16 MDSK16 VG13

GH20" C20-G SK20-P / SKT20 MDSK20 —

GH25" C25-G SK25-P / SKT25 MDSK25 —

GH32S | C32-G(Nose Ring:p62mm) — — —

GH32 €32-G(Nose Ring:¢68mm) — — =

*Torque adjustable GH Handle is available for * marked handle. - . . 2
The Code No. is GH6-TLS, GH10-TLS, GH16-TLS, GH25-TLS. Tightening Loosening 3
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A STRAIGHT COLLET (KM COLLET)

Explanation of the Code No.

ID of Collet
\Ql Symboli?gofll(;?"e‘
L i KM :Standard
Omeans with internal grooves for A
KM mﬁ;%ﬁ%’;fe\rmvms"nv gnppmg Strongly to eliminate the oil. CCNK:Centre Coolant, Adjustable
Style L KM Collet Code No. (OD-ID)
KM12 40 KM12-2,3,4,5,6,7,8,9,10
KmM16) 475 KM16-2,3,4,5,6,7,8,9,10,11,12
Km20) 53 KM20-2, 3,4,5,6,7,8,9,10,11,42,13,44,45,16
(km22) 57 KM22-3.4.5.6.7.8,9.10,11,12,13 dgb 15,16,17,18,19, 20
(KmM25) 59 KM25-3, 4, 5, 6,7, 8,9.10,11.12,13, 14,45,16,17,48,19, 20, 21, 22
(Km32) 64.5 KM32-3, 4,5, 6,7,8,9,10,11,42,13,14,45,16,17,48,19, 20, 21, 22, 23, 24, 25, 26, 30
73(78) | KM42-3,4,5.6,7,8,9,10,11,42,13,14,45.16.17.48.19, 20, 21, 22, 23,24, 25, 26, 27, 28, 29, 30, 31, 32, 40

% [For Synchronous Tapping Program| : Special ID Collets for Tap Shank are also available.
% Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1-1/8, 1-1/4, 1-1/2"are also available.
* The collets with bold character are the “ANNIVERSARY” type <N> KM Collet.

Ordinary KM Collet can be used with “ANNIVERSARY” type <> Milling Chuck, but better performance can be found with the “ANNIVERSARY” type <N> KM Collet.

*Please note the acceptable shank tolerance is he~h7.
*( ): L dimension for KM42-12 or larger ID.

*Collet removal (9CKR) is an optional accessory for NC milling chuck.

O—

A STRAIGHT COLLET (NK COLLET)

‘47 L1 ———

Cutter length adjustment on the collet

is possible from front and back.

Friction Ring
L
NK Omeans with internal grooves for
gripping strongly to eliminate the oil.

Style L L1 NK Collet Code No. (OD-ID)
(NK20) 63 20~40 | NK20-3,4,5,6,7,8,9,10,11,42,13,14,15,16
(NK22) 70 30~50 | NK22-3,4,5,6,7,8,9,10,11,42,13,14,15,46,17,18
(NK25) 68 30~55 | NK25-3,4,5,6,7,8,9,10,11,42,13,14,15,46,17,18,19, 20, 21, 22
(NK32) 75 30~60 | NK32-3,4,5,6,7,8,9,10,11,42,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 95, 26
(NK42) 85(92) 30~65 | NK42-3,4,5,6,7,8,9,10,11,42,13,14,15,46,17,18,19, 20, 21, 22, 23, 24, 25 26, 27, 28,29, 30, 31,82

*\For Synchronous Tapping Program\ : Special ID Collets for Tap Shank are also available.
% Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1-1/8, 1:1/4, 1-1/2"are also available.

*The collets with bold character are standard.
*Please note the acceptable shank tolerance is he~h7.
*( ): L dimension for NK42-12 or larger ID.

*Collet removal (9CKR) is an optional accessory for NC milling chuck.

oO—

Y A Straight Shan

S-C

for Multi-Lock Milling Chuck

k MILLING CHUCK

H For Extension

L1—
" |
bl : ey T
H__.__.ﬂq.[ '& % TS
Photo. shows $32-C12-200
Style Code No. od | oD ods L MAX. Collet Weight(kg)
$32-C12-120, 160, 200 12 33 | 120, 160, 200 | 60, 100, 140 ®&m12) | 06,009, 1.1
@ -C16-130 32 [ 16 | 44 130 70 (M16) 0.7
-C20-150 20 52 150 90 (km20) 11
S42-C16-180 4 16 44 180 120 (km16) 1.6
-C20-185 20 52 185 125 (km20) 17

% S$32-C22-150, S42-C22-185, S42-C25-150 are also available as semi-standard.
% The MC and NC straight shank Milling Chuck is unified to the above Code No. % Please refer =5~ P.33 for KM Collet.



A CENTRE COOLANT STRAIGHT COLLET

k- A Suitable for all models of the
JAE" oo NIKKEN MILLING CHUCK

CCK Collet

— Front Nut

Jet Coolant
- C)
Prevention of Swarf entering
the collet through the slots

-J Coolant type Nut (For the cutter without oil hole)
‘Nut with O-ring (For the oil hole cutter)

‘Nut with multi coolant nozzles

(For the cutter that the cutter dia. is larger than the shank dia.)

For grooving. For cutters with
cutting diameter
which is larger than
the shank diameter.

A front nut with S

an O-ring seal, for shoulder when oil hole

use with °i|| hole drill is passes through
cutter, is also the hole.

available as option.

upply coolant to the

Prevention of
the swarf
contamination.

CCK CO"et O means with internal
grooves for gripping strongly It can be used for the standard collet.
to eliminate the oil.

Style | oD1 | oDz L | Le CCK Collet Code No. (OD-ID) R il

(cck12) 12 19.5 38 7 CCK12-3,4,5,6,8,10 CKFN12

: - (cck16 16 28.5 45 8 CCK16-3,4,5,6,8,10,12 CKFN16

% (cck20) 20 33 50.5 8 | CCK20-6,8,10,12,16 CKFN20

L Lo Explanation of the Code No. | _(CCK25) 25 39 56 85 | CCK25-6,8,10,12, 16,20 CKFN25
oo B -[10] (cck32) | 32 | 46543 | 615 9 | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T

ﬂ“’ : \on } (cckd2 42 59.5 70(75) | 9 | CCK42-6,8.10.12.16,20, 25, 62 CKFN42

- :71 oDz 1D of Collet - % Apove bold figures indicate “ANNIVERSARY” type <N CCK Collet.
— 0D of Collet *Please note the acceptable shank tolerance is he~h7.

—*_L J s Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1:1/8, 1:1/4, 1+1/2 are also available.

*i
ymbol of Centre Coolant Collet 5 GKEN front nut and CCKL spanner are optional accessories.
*Collet removal (9CKR) is an optional accessory for NC milling chuck.

CCN K CO"et Omeans with internal
grooves for gripping strongly |t can be used for the standard collet.
to eliminate the oil.

Cutter length adjustment on the collet is Style CCNK Collet Code No.(OD-ID) St
possible from front and back. (CcNK20) | CCNK20-6, 8, 10, 12, 16 CKFN20
Explanation of the Code No. | (CCNK25) | CCNK25-6, 8, 10, 12, 16, 20 CKFN25 Jedot Coolant e for the cuter it acuter
TR -[0] (coNK32) | CCNK32-6. 8. 10, 12. 16. 50, 55 CKEN32, CKFN32T et Coolant type for the cutter with a cutter dia.
\ = 2 = = - larger than shank dia. is also available.
q ccnk42) | CCNK42-6, 8, 10, 12, 16, 20, 85, 82 CKFN42 ¢ " CKFN25-20MN
D of Collet 4 plgase note the acceptable shank tolerance is he~hz. 32-25MN
0D of Collet *Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 42-32MN
Symbol of Gentre Coolant Gollet 7/8, 1, 1:1/8, 1-1/4, 1-1/2"are also available.
Photo shows with front nut. 'oyr"’\"g of Gentre Goolant Lolet  GKFN front nut and CCKL spanner are optional accessories. SeFront Nut fitted with an O-ring is also available
*Collet removal (9CKR) is an optional accessory for NC milling chuck. % e.q. The Code No. is CKF%I32-10C ’

Front NUt Style $D2 L2 Front Nut Code No.

- Explanation of the Code No. | (CKFN12) 19.5 7 CKFN12 -3,4,5,6,8,10  The front nut for direct chucking is also available.

-[10] (CKFN16) | 285 8 CKFN16 -3,4,5,6,8,10,12 e.g. CKFN20-20D, CKFN25-25D,

\ (CKFN20) 33 8 CKFN20 -6,8,10,12,16 CKFN32:32D

) oDz 1D o Colle 3 | 85 | CKFN25 -6.8.10,12.16,20 A CRFI20-2000, CKENS 25D

J 0D of Collet 46.5 9 CKFN32 -6,8,10,12,16,20,25 CKFN32-32DC '

Symbol of Front Nut 43 9 CKFN32T-6, 8, 1 O, 1 2, 1 6, 20, 25
— (CKFN42) 59.5 9 CKFN42 -6,8,10,12,16,20, 25, 32

*For C32 there are 2 sizes, CKFN32 = for nose ring diameter of ¢69mm,
CKFN32T = for nose ring diameter of $64mm.

*The spanner is available as an option.
CKFN12 : CCKL12, CKFN16 : CCKL16, CKFN20 : CCKL20, CKFN25,
CKFN32T : CCKL25, CKFN32 : CCKL32, CKFN42 : CCKL42

34
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&Y x-Treme Shank 240G NBT X-Treme Chuck <&

R o

A

-

PowerfuI&Gripping

Never Pull-out

Shank No.

Explanation of the Code No.

J: J-Type (Jet Groove)
Nominal Gauge Length

X-Treme Chuck
Chucking Capacity
Symbol of Milling Chuck

Centre Through
MAX. 7MPa JAPAN, USA, EU PAT. CHINA PAT.P
Code No. End mill with oil hole Handle Weight

TAPER (¢D - L) C - b Stopper* Face cap* (Option) (kg)

NBT40-C12EX- 86 40 86 58 9MC12HEX- 6L | 9C12SL-FS-EX-A1 GH16 1.6

No.40 -C16EX- 96 | 48 | 96 | 68 | 9MC16HEX-6.5L | 9C16SL-FS-EX-A1 GH20 17

-C20EX- 96 55 96 71 9MC20HEX- 7L | 9C20 -FS-EX-A1 GH25 1.8

NBT50-C12EX- 96 40 96 58 9MC12HEX- 6L | 9C12SL-FS-EX-A1 GH16 4.0

-C16EX-106 48 106 68 9MC16HEX-6.5L | 9C16SL-FS-EX-A1 GH20 4.4

N 0 50 -C20EX-116 55 116 71 9MC20HEX- 12L | 9C20 -FS-EX-A1 GH25 5.0

- -C25EX-116 55 116.3 | 77.3 | 9MC25HEX-6.2L | 9C25SL-FS-EX-A1 GH25 4.8

-C32EX-121 68 121.3 | 83.3 | 9MC32HEX- 7L | 9C32SL-FS-EX-A1 GH32 5.3

-C42EX-126 86 126 86 9MC42HEX- 9L | 9C42SL-FS-EX-A1 9HC42 6.3

Please use direct chucking without KM collet.
*MAX. 7MPa of center through coolant is available with the stopper.
*Please use J-type X-Treme chuck, when end mill without oil hole is used. eg) NBT50-C32EX-121-J
In case of J-type X-Treme chuck, J-type stopper and J-type face cap (with Jet grooves) are attached. 9MC32HEX-7L-J, 9C32L-FS-EX-J
J-type X-Treme chuck is used for the pocket milling and side milling.
*Extended length X-Treme chuck is also available. NBT50-C20EX-135, NBT50-C25EX-135, NBT50-C32EX-135

S

GH Handle =="P. 48

tooling (NBT) can be used as the double face contact tooling on the M,/ C where spindle is BT double face contact system.
Z0HX tooling can also be used on the M,/ C with BT standard spindle.

A x-Treme Shank 20X NIT/NCAT X-Treme Chuck < (NIKKEN)

-

//

N

\\Photo shows NIT Shank.
®

A

=

N\ A4

Explanation of the Code No.

[NITS0/—|C32EX|

f*
J: J-Type (Jet Groove)

Nominal Gauge Length

X-Treme Chuck
Chucking Capacity

Symbol of Milling Chuck
Shank No.

Centre Through
MAX. 7MPa JAPAN, USA, EU PAT. CHINA PAT.P
Code No. End mill with oil hole Handle Weight

TAPER (¢D - L) C L £ Stopper* Face cap* (Option) (kg)

NIT50 -C12EX- 96 40 96 58 | 9MC12HEX- 6L | 9C12SL-FS-EX-A1 GH16 34

-C16EX-106 48 106 68 | 9MC16HEX-6.5L | 9C16SL-FS-EX-A1 GH20 38

N|T50 -C20EX-106 55 106 71 9MC20HEX- 12L | 9C20 -FS-EX-A1 GH25 43

-C25EX-111 55 | 111.3 | 77.3 | 9MC25HEX-6.2L | 9C25SL-FS-EX-A1 GH25 42

-C32EX-116 68 | 116.3 | 83.3 | 9MC32HEX- 7L | 9C32SL-FS-EX-A1 GH32 47

-C42EX-126 86 136 86 9MC42HEX- 9L | 9C42SL-FS-EX-A1 9HC42 6.0

NCAT50-C12EX- 96U | 40 96 58 | 9MC12HEX- 6L | 9C12SL-FS-EX-A1 GH16 34

-C16EX-106U | 48 106 68 | 9MC16HEX-6.5L | 9C16SL-FS-EX-A1 GH20 338

NC AT50 -C20EX-106U| 55 106 71 9MC20HEX- 12L | 9C20 -FS-EX-A1 GH25 43

-C25EX-111U| 55 | 111.3 | 77.3 | 9MC25HEX-6.2L | 9C25SL-FS-EX-A1 GH25 42

-C32EX-116U| 68 | 116.3 | 83.3 | 9MC32HEX- 7L | 9C32SL-FS-EX-A1 GH32 47

-C42EX-126U| 86 126 86 9MC42HEX- 9L | 9C42SL-FS-EX-A1 9HC42 6.0

Please use direct chucking without KM collet.
*MAX. 7MPa of center through coolant is available with the stopper.

*Please use J-type X-Treme chuck, when end mill without oil hole is used. eg) NCAT50-C32EX-116U-J
In case of J-type X-Treme chuck, J-type stopper and J-type face cap (with Jet grooves) are attached. 9MC32HEX-7L-J, 9C32L-FS-EX-J
J-type X-Treme chuck is used for the pocket milling and side milling.

S

GH Handle ="P. 48



A/ ¢ HOLDER

A With TiN Bearing Nut
S MAX. 40,000min-' & G2.5
Run-Out Accuracy : Within 3um at 4D

G No. (Option)
Y A :
i 1 w”gw@j q,L *Cr
vC ’ \\HJ el
2 7
High Speed L— PAT.
G No. |Weight .
TAPER Code No. D L 2 21 C | C1 H (Option) | (kg | MAX. min” Collet
BT30-VC 6- 45 45 23 27.5 0.5
- 60 |20~ 60 60 | 23 | 35 |27.5|31.7|35~45|VCG 6- 8A| 0.6
- 90 90 65 33.4 0.8
No.30 -VC13- 60 60 37 41.1 0.7 | 40,000
-90 [30~120] 90 | 29 | 67 | 40 |41.3|50~60 |VCG13-15A| 0.9
-120 120 97 42.4 1.2
BT40-VC 6- 60 60 30 30.0 1.1
- 90 |20~ 60| 90 | 23 | 60 |27.5|32.7 |35~45|VCG 6- 8A| 1.3
N -120 120 90 36.9 1.5
0.40 -VC13- 60 60 31 403 1.2 | 30,000
- 90 |30~120| 90 | 29 | 60 | 40 |44.3 |50~60 | VCG13-15A | 1.5
-120 120 90 48.5 1.9
BT50-VC 6-105 105 62 33.0 3.
-135 |20~ 6.0| 135 | 23 92 |27.5|37.1|35~45|VCG 6- 8A | 4.1
-165 165 122 41.3 4.4
No.50 -VC13-105 105 62 446 44 | 20,000
-135 | 3.0~12.0| 135 | 29 92 | 40 | 48.8 | 50~60 | VCG13-15A | 4.5
-165 165 122 53.0 4.9
*TiN Bearing Nut is supplied as standard. Explanation of the Code No.
*Collet, adjust G No. d GH Handl ilabl tion. The Code No. of the GH Handle is VC6: GH10, VC13: GH16
K Ploass add -AP- at the end of Code No.for Rust Proof Treatment VO Holcer. 6.9 BTAGVCIZ-S0RP. [BT40 - [ves]-
*Please use VC J type Nut & Cap for Centre Through Coolant. When VC J type Nut is used, the total holder length will be extended to 6mm. Nominal Gauge Length

*BT40-VC 6-150, BT40-VC13-150, BT50-VC13- 90, -120 are available as semi-standard.
*When the axial stopper is required, please use Adjust Screw (G No.)
*All series are for High Speed Rotation. Symbol of VC Holder

Chucking Capacity

—®Shank No.

VCK Collet VCK Collet Code No.

— ::hﬁ% { VCK 6-2, 3, (3.175), 4,5, 6
[ [e=t—T ! VCK13-3, (3.175),4,5,6,7,8,9, 10,11, 12
———

VCK Collet (Inch) Code No.
VCK 6 -1/8, 3/16, 1/4
VCK13 -1/8, 3/16, 1/4, 5/16, 3/8, 7/16, 1/2

% The acceptable shank tolerance of VCK collet is hs.
*VCK6-3.175 is same as VCK6-1/8 : VCK13-3.175 is same as VCK13-1/8.

, l ' J type NUT Code.
"‘-__:*" l
I

H Jet coolant splash with J type Nut.

Style |J-type NUT [ GH Handle Cap Wenche
Cap With triangular
grooves
SKJ10-O.0
,L l VC 6 | VCN- 6BJ | GH10 SKJL-10
P iy ) Cap With O-rong
K 4 SKJ10-0.0C
Cap with triangular grooves Cap with O-ring Cap With triangular
The jet coolant pressure creates For oil hole cutting tool grooves
a tornado effect. SKJ16-0.0
VC13 | VCN-13BJ | GH16 SKJL-16
Cap With O-rong
SKJ16-0.0C

H Easy, safe and reliable handling with
GH Handle =P. 48
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Y /A MINI-MINI CHUCK ADVANCED ALPHA <&

\\%\ N EXPERT for SMALL DIA. Clamp/Unclamp
\ >~ END MILLING

just with a wrench.

\
N

N 30,000min"' & G2.5 -7 Within 3pum.
MM Gripping from Front Nose — Lt =
c Run-Out Accuracy : — TN = fo0
. = 3
Extra-long sizes 3pm at 4D l\‘ W
are added > A D1
Hiah Speed Dimension marked %
gh Sp is 52.4 for mmci12.  PAT.
TAPER Code No. D L ¢D1 L1 Lo Collet MAX.min-t | Weight(kg)
BT30-MMC 4 -105-AA 1~ 4 15 30 43 (MPK 4 0.9
No.30 MMC 8C-105-AA 2~ 8 105 20 33 42 |(PMK 8 (VMK 8) 30,000 0.9
MMC12C -105-AA 4~12 30 35 44 |(PMK12) (VMK12) 1.1
BT40-MMC 4 - 90-AA 1~ 4 % 15 30 43 (MPK 4) 1.2
8C- 90-AA 33 42 1.2
-120-AA 120 72 1.3
No.40 150-AA| 2 8 150 | 20 | 40 902 14
0. -180-AA 180 70 132 15
12C- 90-AA 90 35 | 44 R 14
-120-AA 120 60 74 1.5
-150-AA 4~12 150 2 70 104 1.6
-180-AA 180 100 134 1.7
BT50-MMC 4 -105-AA 1~ 4 105 15 30 43 (MPK 4 3.8
8C-105-AA 33 42 3.8
-135-AA 135 72 3.9
165-AA| 2 8 165 | 20 | 40 902 4.0
No.50 -195-AA 195 70 | 132 20,000 4.1
12C-105-AA 105 35 44 4.0
-135-AA 135 60 74 41
465-AA| 12 165 2 70 | 104 42
-195-AA 195 100 134 4.3
YWrench EA573KL-6 : MMC4, MMC8C MMCL12-M6T62 : MMC12 is attached as standard. :
_ . ; " = 30~ ) Explanation of the Code No.
e o o i Tt o o og o7 +30°90m than conventional 0—
% Center through tool coolant type MINI-MINI Chuck is available for EA573KL-6 Advanced alpha Direct
MMC8 and MMC12 type only. Screw Type
Please add the letter "C" to the Code No. e.g. BT40-MMC8C-90 Nominal Gauge Length

Chucking Capacity
Symbol of Minimini chuck
Shank No.

BExtra-long sizes are added*

—"

Easy to approach a complicated work piece

due to compact and extra-long design

|<—>

Photo shows BT50 type  longer than +30~90mmn
than conventional.

A DIRECT SCREW TYPE MINI-MINI CHUCK

TAPER Code No. D L #D1 Ls Lo Collet MAX.min-" Weight(kg)
No.30 BT30-MMC8-65-AT | 2~8 65 20 30 40 30,000 0.43

*Wrench EA573KL-15 is attached as standard. Y Wrench both for chuck and pull stud is available as an option. Code No. is MMCLA-BT30.
% Collet is available as an option. Please refer [z=—P.38

MDirect Screw Type

- L— o
~— Lo —

~— Li —|

High Accuracy and High Gripping @:

Torque by rigid and smooth shape body \\[%
Clamp/Unclamp @D

Photo shows BT30-MMC8-65-AT HSK Direct Screw Type : 1= P.255 just with a wrench.




’/ MINI-MINI COLLET (mpk/PMK/VMK COLLET)

IMSTANDARD COLEET : MPK COLEET / PMK COLEET BMFOR CENTRE THROUGH TOOL COOLANT :
Explanation of the Code No.
tyle No.

VMK Collet / VMK-J Collet
\ Ny Explanation of the Code No.
\ N I%IlD of Collet
: Style No.
Symbol of PMK collet o Symbol of VMK collet
L@ E @
- | "D T .
$ @Q PAT. T ‘

-
Non: Without Jet Spread Groove
J
Jet Spread Groove (J Type)

: With Jet Spread Groove
1D of Collet

Code No. Eg% Code No. f}é\ﬁ Code No. fé\ﬁ Code No. fé\ﬁ Code No. Eé\ﬁ
MPK 4- 1 6 PMK 8- 2 10 PMK 8- 6.8 22 VMK8 - 2 10 VMK12- 4 19
-1.5 8 - 22 10 - 7 22 - 3 16 - 5 22
- 2 10 -24 12 -72 22 - 4 20 - 6 30
-25 12 - 2.6 12 -74 22 - 5 22 - 8 31
- 3 16 - 28 12 -7.6 22 - 6 22 - 10 31
- 3.5 16 - 3 16 -78 22 - 7 22 - 12 31
- 4 16 - 3.2 16 - 8 22 - 8 22 -4y 19
-1/16 8 - 34 16 -1/8 16 - 2J 10 - 5J 22
-3/32 10 - 3.6 16 -3/16 22 - 3J 16 - 6J 30
- 1/8 16 - 3.8 16 PMK12- 4 19 - 4 20 - 8J 31
- 4 20 - 5 22 - 54 22 - 104 31

-4.2 20 - 6 30 - 6J 22 - 124 31

-4.4 20 - 8 31 -7 22 - 3/16 22

- 4.6 22 - 10 31 - 8J 22 - 1/4 30

-4.8 22 - 12 31 - 1/8 15 -5/16 31

- 5 22 - 3/16 22 - 3/8 31

- 5.2 22 - 1/4 22 -716 31

-54 22 -5/16 22 - 12 31

- 5.6 22 - 38 22 -3/164J 22

- 5.8 22 - 1/8J 16 - 1/4) 30

- 6 22 -3116J 22 -5/16J 31

- 6.2 22 - 1/4J 22 - 3/8J 31

- 6.4 22 -5M16J 22 -7116J 31

- 6.6 22 - 3/8J 22 - 1/2J 31

*FOR Centre through tool Coolnant type MINI-MINI Chuck :
% Standard VMK Collet is for the cuttinhg tool with coolant hole.
*VMK-J Collet is for the cuttinhg tool without Coolant hole.
*Please note the acceptable shank tolerance of MPK Collet is h6. *Please note the acceptable shank tolerance h6.
*Even the gripping range of PMK Collet is 0.2mm / dia. (e.g. PMK8-2 : 1.8~2.0) *VMK8-2J is Jet Spresd Hole type.
but the shank tolerance of h6 highly recommended for precision machining.

g

VMK

Style Code No. Chuc“‘g%Ra”ge L D L L Collet Weight(kg)
K16-MMP 4- 70, 150 1~ 4 70, 150 15 50, 130 20 0.1,0.2
K20-MMC 8-100 2~ 8 100 20 80 20 0.2
32> K32-MMC 8-122, 160 2~ 8 122,160 | 20 67 40 0.5,0.7
K32-MMC12-170S 4~12 170 30 120 50 1.0

*Wrench is supplied as standard. Collet is available as an option.
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MDSK

\*}'@\
A

MAJOR DREAM
HOLDER

DX MAJOR DREAM HOLDER

Dampening Effect

TiN Bearing Effect " e
0 e ,L,L

Holder with an adjust screw for axial adjustment
is supplied as an option. Please contact us.

H*

H : MAX. Cutter Sh

—

pDPC

|

|

|- L1 -

L2 —

L

tool can be used on the M/C with BT standard spindle.

ank Length to be inserted

PAT.
TAPER Code No. D Ll | | c|ct | H Hi |GNo.(Opton) V‘(ﬁ'g)ht Collet
NBT30-MDSK 6- 50 50 195 200 | 73 05
-60 | o . | 60 255 208 | 83 | .. _ _ 0.6
75| 30~60 e 162 5= 195 55 otop | 2135 | SKG- 8 07
- 90 90 55.5 250 | 113 0.8
-MDSK10- 50 50 19.0 575 | 72 05
- 60 60 257 28.6 | 82 SKG-12L 0.6
No.30 5 30~10.0 —— 18.0 ;55 27.5 5 rr—go | 30~50 08
T 9 58.7 332 | 112 0.8
-MDSK13- 60 60 29.0 340 | 83 | 31~43 0.8
- 75| 3.0~130 [ 75 | 220 [ 450 | 330 [362| 98 | 5 | SKG-15 08 | CSKI3 AD
T 9 60.0 383 | 113 0.8
-MDSK16- 75 | 75 475 60 | 45~60 | SKG-12L 11
—9p | 307160 5] 280 [7gp51 400 | 400 55T a5~70 | SKG-12 13
NBT40-MDSK 6- 60 60 18.0 195 | 86 0.8
- 75 75 33.0 21.9 | 101 0.9
- 00 | 3.0~60 | 90 | 162 | 48.0 | 195 | 24.0 | 116 | 21~35 | SKG- 8 11 | (SKBAD
105 105 63.0 26.1 | 131 12
120 120 78.0 282 | 146 14
-MDSK10- 60 60 19.0 275 | 86 11
- 75 75 33.0 29.6 | 101 13
- 90 ) 48.0 31.7 | 116 15
05| 30100 4551 180 o071 275 a3g gy ] 30~50 | SKG-12L 16
120 120 78.0 359 | 146 18
-150 150 110.0 404 | 176 2.2
_MDSK13- 65 65 24.0 33.0 | 9 12
- 75 75 33.0 34.6 | 101 14
No.40 - 90 90 48.0 367 | 116 17
. 105 | 3.0~13.0 [ 105 | 22.0 | 63.0 | 33.0 | 38.8 | 131 | 31~60 | SKG-15 18 | (SKIZ AD
120 120 78.0 409 | 146 2.0
-150 150 110.0 454 | 176 24
-180 180 144.0 501 | 206 26
-MDSK16- 65 65 24.0 400 | 91 | 45~60 12
- 75 75 33.0 41.4 101 15
- 90 90 48.0 435 | 116 19
105 | 397160 5057 230 540 | 400 458 [ 131 | 45~70 | SKG-18L 2.0
120 120 80.0 48.0 | 146 22
150 150 113.0 52.6 | 176 25
-MDSK20- 75 75 42 513 | 80 SKG12 19
- 90 90 5.0 532 | 95 SKG-12-55L | 2.1
105 | 407200 0571 252 700 | 80 522 110 | 29773 [ ska-1270L | 2.3
120 120 85.0 532 | 125 SKG-12-:85L | 26

*Please use A type SK collet for the end milling operation. I°5~ P.43
*Please refer 175~ P.49 for the Jet coolant system, J type nut and cap.
% GH handle is available as an option.[Z&— P.48 Please order with the Code No. GH6 : MDSK6 &, GH10 : MDSK10,
GH12 : MDSK13, GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25
*Please add “P” at the end of Code No. for high speed specification, e.g NBT40-MIDSK10-60P
*Holder with an adjust screw for axial adjustment is supplied as an option. Please contact us.

@ [NST40) - MBSKi0 - 30

Explanation of the Code No.

Nominal Gauge
Length

Chucking Capacity
MAJOR DREAM HOLDER

——eShank No.

MAX. min-1
Code No. MAX. min-1 Code No. MAX. min-1 Code No. MAX. min-1
NBT30-MDSK 6-P NBT40-MDSK 6-P NBT50-MDSK 6-P
-MDSK10-P 30,000 -MDSK10-P 25,000 -MDSK10-P
-MDSK13-P -MDSK13-P -MDSK13-P 20,000
-MDSK16-P 25,000 -MDSK16-P 20.000 -MDSK16-P
-MDSK20-P ’ -MDSK20-P
-MDSK25-P 15,000




A migmmeem 2y 6re< MAJOR DREAM HOLDER

Holder with an adjust screw for axial adjustment

\ Dam pening Effect is supplied as an option. Please contact us.

H*

h}'\& Ti N Beari ng Effect G No. (Option) | —
—u 15
/4 _TT TM Tyl

| J ¢D¢f {

S
[}
[y
1]

H : MAX. Cutter Shank Length to be inserted

tool can be used on the M/C with BT standard spindle.

PAT.
TAPER Code No. D LiL | L | c|ct|H HI |GNo.(Opton) V‘(ﬁg)h‘ Collet
NBT50-MDSK 6-105 105 480 240 | 116 36
120 | 39760 9501 162 g30 1 190 o1 (131 | 21| SKG-8 57
-MDSK10-105 105 480 31.7 | 116 43
120 120 632 33.8 | 131 Y
135 | 3.0~100 [ 135 | 182 | 782 | 27.5 | 35.9 | 146 | 30~50 47 | CSKI0 A)D
165 165 1102 40.4 | 176 5.0
195 195 1412 44.8 | 206 53
-MDSK13-105 105 48.0 36.7 | 116 42
120 120 63.0 38.8 | 131 skais |47
135 | 3.0~13.0 [ 135 | 22.0 | 78.0 | 33.0 | 40.9 | 146 | 31~60 50 | (CSKi3 AD
-165 165 110.0 45.4 | 176 5.3
195 195 144.0 50.1 | 206 5.6
No.50 -MDSK16-105 105 48.0 435 | 116 41
120 120 64.0 45.8 | 131 sKasL A9
135 | 3.0~16.0 [ 135 | 23.0 | 80.1 | 40.0 | 48.0 | 146 | 45~70 52 | (SKi6 A)D
-165 165 1147 526 | 176 55
195 195 144.6 52.8 | 206 5.8
-MDSK20-105 105 4.3 51.4 | 159 4.9
135 135 72.0 55.6 | 175 SKG22 | 53
165 | #0700 5] 252 4020 | *80 [50.8 [ 205 | 470 5.9
195 195 132.0 64.0 | 235 6.7
-MDSK25-105 105 423 57.0 | 159 4.9
135 135 74.0 61.6 | 175 SKG-28 | 5.7
165 | 307254 51 270 0501 950 [66.0 [ 205 | 285 6.5
195 195 135.0 702 | 235 75
*Please use A type SK collet for the end milling operation. Explanation of the Code No.

*Please refer [Z5~ P.49 for the Jet coolant system, J type nut and cap. NBT40|-[MDSK10] -
% GH handle is available as an option.[Z&~ P.48 Please order with the Code No. GH6 : MDSK6 &, GH10 : MDSK10, % Nominal Gauge
GH12 : MDSK13, GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25 Length

*Please add “P” at the end of Code No. for high speed specification, e.g NBT40-MDSK10-60P Chucking Capacity
“Holder with an adjust screw for axial adjustment is supplied as an option. Please contact us. MAJOR DREAM HOLDER

——eShank No.

A& 1\ TYPE SLIM COLLET NIKKEN

SK Collet A Type
within 3pm SK 6-3A, 4A, 5A, 6A
% SK10-3A, 4A, 5A, 6A, 8A, 10A
SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A, 13A

| SK16-3A, 4A, 5A, 6A, 8A, 10A, 12A, 16A
% - II“‘D SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A
. — 0 SK25-8A, 10A, 12A, 16A, 20A, 25A
S K v *The acceptable shank tolerance of A Type collet is hs.
Inch | mm |ColletID| Inch | mm | Collet ID SK Collet A Type (Inch)
1/8 |[3.175 3.5 716 |11.113] 11.5 SK 6 -1/8A, 3/16A
3/16 | 4.763 5 12 | 12.7 13 SK10 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A
1/4 | 6.35 6.5 5/8 |15.875 16 SK13 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A
5/16 |7.938 8.0 3/4 [19.05| 19.5 SK16 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A
3/8 |9.525 10 1 254 254 SK20 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A, 3/4A
SK25 -3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 5/8A, 3/4A, 25.4A

40
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A SLIM CHUCK HigH speeD RoTaTION - Hich ACCURACY

JAPAN, USA, EU, KOREA PAT. GNo. (Option)
[ |

GNo. (Option)

e H—

e L'/_D;ﬁ%jq{

SK Q‘f' ' ig. 901 E E 4
Photo shows SK10 type. [N S 2
21
. . L

When SK J type nut is used, the total chuck length will be extended by 6mm. ‘

(]

TAPER Code No. D L g | & | c | c H (gp't\ig') W(i'gg)ht Fig | SKCollet
BT30-SK 6- 60 60 | 33 | 33 19.5 0.7 1
-90 | 07 ~60| 90 | 56 | 65 | 195| ,, |21~35SKG-8| 0.7 . (SK 6)
-120 120 | 62 | 95 0.8
-SK10- 45 45 | 22 | 22 SKG-12§ 0.8
- 60 60 | 35 | 35 0.9
- 75| 175~100 | 75 | 50 | 50 | 275 | 27.5 |30~50 |, 1.0
- 90 90 | 65 | 65 1.0
-120 120 | 95 | 95 1.1
-SK13- 60 60 | 35 | 35 31~50 1.0
- 75 75 | 50 | 50 1.1
No.30 —90 | 27130 g a5 1 38 | 33 | g1g5 [SKGI5 (sK13)
-120 120 | 95 | 95 1.2 1
-SK16- 60 60 | 37 | 37 45~60 1.1
=75 | 575160 2 52 | 52 | 44 | 4 | 45~65 i I
-90 | © : Q0 | 67 | 67 SKG-12 | 1.2
-120 120 | 97 | 97 40~70 |SKG-18L] 1.3
-SK20- 60 60 | 37 | 37 65~70 |SKG-128| 0.7
- 75| 35~200 | 75 | 52 | 52 | 485 | 485 | 70~75 |SKG-12L| 0.9
- 90 65~75 1.2
SK25- 90 | 75~254 | °0 | 87 | 87 55 1 55 [s5~75 "¢ 15 (SK25)
BT40-SK 6- 60 60 | 30 | 30 19.5 1.0 1
- 90 90 | 51 60 1.1
20| 07 ~ 60 o o |90 195 | 32 | 21~35 SKG-8 2
-150 150 120 25 15 3
-SK10- 60 60 | 32 | 32 - 1.1 !
- 75 75 | 45 | 45 : 1.2
- 90 9 | 48 | 60 1.2
120 | 75100 [ 120 90 | e |0 | ososkaial 14 | -
-150 ‘ ' 150 118 "~ | 345 " 1.6
-180 180 | 73 | 148 1.6 .
-200 200 168 39 1.8
-250 250 218 2.1
-SK13- 60 60 | 28 | 28 1.2
- 75 75 | 43 | 43 - 1.3 |
- 90 9 | 58 | 58 1.4
-120 120 88 1.6
S50 2757130 =5 18] 33 31~65 SKG-15 —°g (SK13)
No.40 -180 180 | 88 | 148 o 1.8 .
-200 200 168 2.0
-250 250 218 24
-SK16- 60 60 | 32 | 32 50~65 |SKG-185] 1.3
- 75 75 | 43 | 43 40~67 1.4
- 90 90 | 58 | 58 15
-120 120 | 88 | 88 1.7
As0| 2707160 =g s [11s ] 40 | 40 40~70 |SKG-18L__1.9
-180 180 | 148 | 148 2.0
-200 200 | 168 | 168 22
-250 250 | 218 | 218 2.7 1
-SK20- 60 60 | 32 | 32 47~60 1.3
" 751 35200 D045 145 | g5 ass [TV skgon 1
- 90 9 | 60 | 60 47~80 1.6
-120 120 | 90 | 90 2.0
-SK25- 75 75 | 47 | 47 5575 |SKG12| 1.7
- 90| 75~254 | 90 | 61 61 | 55 | 55 sKGog 18 (SK25)
-120 120 | 91 91 55~85 2.0




’/ SLIM CHUCK  HiGH SPEED ROTATION * HIGH ACCURACY

JAPAN, USA, EU, KOREA PAT.

GNo. (Option)

TN
D
L—
J‘_\lﬂ'lﬁ»\ GNo. (Option)
f—H—
3 e ,L/_D;ﬁ%?qfc
i °q [H]et
QD S|
Photo shows SK16 type < i .
21
When SK J type nut is used, the total chuck length will be extended by 6mm. ‘ L
G No.| Weight .
TAPER Code No. D L 2 21 C Ci1 H (Option) (kg) Fig SK Collet
BT50-SK 6-105 105 59 64 3.8
-135 135 92 32 3.9 2
651 07 ~ 80 e g0 [7ia ] 195 21~85 SKG- 8 —,)
-200 200 151 30 4.2 3
-SK10-105 105 57 57 27.5 4.2 1
-135 135 70 92 30 4.4 5
-165 165 114 4.6
-200 1.75~10.0 | 200 151 | 275 36 | 30~50 |SKG-12L| 4.8 (SK10)
-225 225 75 178 40 5.0 3
-250 250 203 5.2
-300 300 253 60 5.6
-SK13-105 105 62 62 33 4.5 1
-135 135 92 4.7
-165 - 165 122 _ ) 4.9 2
200 | 275130 (500 9o 957 33 . 31~65 SKG-15 |5 (SK13)
-250 250 207 5.7 3
-300 300 257 6.2
No.50 -SK16-105 105 | 62 | 62 - 4.7 ’
-135 135 92 92 4.9
165 | 575160 | 165 122 | 45 |50 | 40~70 |skG-tel—21 2
-200 200 90 157 50 515
-250 250 207 6.0 3
-300 300 257 60 6.5
-SK20-105 105 62 62 4.3
-135 135 92 92 4.6
-165 165 122 122 5.0
200 | 357200 00 (157 | q57 | 485 | 48.5 | 47~80 SKG22 [
-250 250 | 207 | 207 6.1
-300 300 | 257 | 257 6.8 1
-SK25-105 105 62 62 5.2
-135 135 92 92 54
-165 165 | 122 | 122 5.6
200 | 757254 oo qes 15| 95 | 55 |50~85 SKG28 — (SK25)
-250 250 | 207 | 207 6.7
-300 300 | 257 | 257 7.4
*Please refer [z~ P.65 for use as Tap Holder for Synchronized Tapping.
% Collet, adjust screw (G No.) and spanner are available as an option. Please refer == P.43 for SK Collet. T
The Code No. of the spanner is SK6 (C=¢18) : SKL-6, SK6 (C=¢19.5) : SKL-6W, SK10: SKL-10, SK13: 9HC12A, SK16: 9HC16, SK20: 9HC22, SK25: 9HC25 —
*Please refer 7= P.45, P.46 for High Speed Slim Chuck (40,000min)
*All Slim Chucks can be used for Centre Through Coolant type. Please refer Iz~ P.52 for Centre Through Coolant Adjust Screw
and [Z5~ P.304 for Centre Through Pull Stud.
*Please refer [IZ&~ P.129 for High Pressure (MAX.7MPa) Centre Through Coolant type. Y Please refer [Z5~ P.131 for Flange Through Coolant type.
*BT40-SK10-200, 250 BT50-SK10-250, 300 are also available as semi-standard.
-SK16-200, 250 -SK16-250, 300
*Please add “-RP” at the end of Code No. for Rust Proof Treatment Slim Chuck. e.g. BT40-SK10-90-RP
BT15 Shank
G No. | Weight .
TAPER Code No. D L | & | & | C | C | H |Goion) (kg | Fig | SKCollet
BT15BR-SK 6- 40 40 26 26 21~30 | SKG- 6| 0.10
-55| 07~ 60| 55 | 39 | 39 | 195|195 | 5, o /o0 o 014
No.15 - 65 65 | 49 | 49 0.15 1
-SK10- 40 40 26 26 30~37 0.14
S5 | 1757100 gy | 275 | 275 e, 5 (SKG- Bl 50—
*BT15BR is the solid tool integrated with pull stud for BROTHER. .
*BT15HW is the solid tool integrated with pull stud for HOWA. R
%*BT20P and BT25M are the solid tools with integrated with pull stud without drive key groove for MAKINO SEIKI. @ 4
e.g. BT20P-SK10-40S, BT25M-SK16-70 — u
% S20T is the short taper tool for SUGINO. BT15BR —

42
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43

A sLIM CHUCK COLLET

SK “A” type SK collet (for End Mill Shank) are marked
“P” class SK collet (for drill) are available for all series. e.g. SK10-10P

Explanation of the Code No.

MAX. Chucking Dia.

Non: Standard
P:P class (Run-out Accuracy=3pm)

K Style No.
Symbol of SK Collet

A:A type (for End Mill Shank)

. The acceptable shank tolerance is hs.Code No. is e.g. SK10-10A

available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
SK25 collet including SK13 and SK20).

B “P” class SK collet for drill

It guarantees the Run-out accuracy within 3 micron at the nose (4D) from the chuck.

Additionally Collet Set is also available.

B“A” type SK collet for endmill

The acceptable shank tolerance ids hs.

Code No. | Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D
SK 6- 0.8 |07 ~08 SK13-3  |2.75~ 3.0 SK16-3 | 2.75~ 3.0 SK20- 4 |35 -~4.0 SK25- 8 7.5~8.0
-1 09 ~1.0 -35 [30~35 -35 |30~35 -45 |40 ~45 - 10 9.5~10.0
- 1,25 |1.15~1.25 -4 35~ 4.0 -4 35~ 4.0 -5 45 ~50 -12 | 115~120
-15 |13 ~15 -45 |40 ~ 45 -45 |40~ 45 -55 |50 ~55 - 16 | 155~16.0
- 1.75 | 155~ 1.75 -5 45 ~ 5.0 -5 45 ~ 5.0 -6 55 ~6.0 - 16.5 | 16.0~16.5
-2 1.8 ~2.0 -55 |50 ~55 -55 |50~55 -65 |60 ~65 - 17 | 165~17.0
- 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 ~ 6.0 -7 6.5 ~7.0 - 17.5 | 17.0~175
-25 |23 ~25 -65 |60 ~65 -65 |60 ~65 -75 |70 ~75 - 18 | 175~18.0
- 2.75 | 255~ 2.75 -7 6.5 ~ 7.0 -7 6.5~ 7.0 -8 75 ~8.0 - 18.5 | 18.0~18.5
-3 2.8 ~3.0 -75 |70 ~75 -75 |70 ~75 -85 |80 -~85 -19 | 185~19.0
-35 |30 ~35 -8 75 ~ 80 -8 75 ~ 8.0 -9 85 ~9.0 - 19.5 | 19.0~19.5
-4 35 ~4.0 -85 |80 ~85 -85 |80~85 -95 9.0 ~95 -20 | 19.5~20.0
-45 |40 ~45 -9 85 ~ 9.0 -9 85 ~ 9.0 -10 (95 ~10.0 - 20.5 | 20.0~20.5
-5 45 ~5.0 -95 (90 ~95 -95 |90~095 - 10.5 | 10.0~ 105 -21 | 205~21.0
-55 |50 ~55 -10 |95 ~10.0 -10 |95 ~10.0 -11 |105~11.0 - 21.5 | 21.0~215
-6 55 ~6.0 - 10.5 | 10.0~10.5 - 10.5 | 10.0~10.5 - 115 |11.0~ 115 -22 | 215~22.0
SK10- 2 1.75~ 2.0 - 11 |105~11.0 -11 | 105~11.0 -12 |115~120 - 225 | 22.0~22.5
- 225|120 ~225 - 11,5 | 11.0~115 - 11.5 | 11.0~115 - 12,5 [12.0~ 12,5 - 23 | 225~23.0
- 25 |225~25 - 12 | 115~120 -12 | 115~120 - 13 |125~13.0 - 23.5 | 23.0~23.5
- 27525 ~2.75 - 125 | 12.0~125 - 125 | 12.0~125 - 13.5|13.0~ 135 - 24 | 235~24.0
-3 2.75~ 3.0 - 13 |125~13.0 -13 | 125~13.0 - 14 |135~14.0 - 24.5 | 24.0~24.5
-35 |30 ~35 - 13.5 | 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 35 ~40 -14 | 135~14.0 - 15 |145~150 - 25.4 | 25.0~25.4
-45 |40 ~45 - 14,5 | 14.0~145 - 15,5 |15.0~ 155 *SKG collet wih the special
-5 45 ~5.0 -15 |145~15.0 -16 |15.5~16.0
-55 |50 ~55 - 155 | 15.0~15.5 - 16.5 | 16.0~ 165
-6 |55~60 -16 | 155~16.0 -17 |165~17.0
-65 |60 ~65 - 175 |17.0~ 175
-7 6.5 ~7.0 - 18 |175~18.0
-75 |70 ~75 - - - 18.5 [18.0~ 185
-8 |75 -80 * - -19 |185-190
-85 (80 ~85 - 19.519.0~ 195
-9 85 ~9.0 _l\m b -20 |19.5~20.0
- 95 90 ~95 Collet removal (SKR-6) is supplied as standard
=10 9.5~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

*Please refer [“=—P.44 for SK Coolant Collet AC.

within Sum

SK Collet A Type

SK Collet A Type (Inch)

SK 6-3A, 4A, 5A, 6A

SK 6 -1/8A, 3/16A

SK10-3A, 4A, 5A, 6A, 8A, 10A

SK10 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A

SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A, 13A

SK13 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A

SK16-3A, 4A, 5A, 6A, 8A, 10A, 12A, 16A

SK16 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A

SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A

SK20 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A, 3/4A

SK25-8A, 10A, 12A, 16A, 20A, 25A

SK25 -3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 5/8A, 3/4A, 25.4A




AN/ CENTER-THRU COOLANT COLLET (SK-AG) for NIKKEN SLIM CHUCK

Code number reference

[10]-
Center-thru coolant
Max clamping diameter
Style
Slim Chuck

The acceptable shank
tolerance is hs.

Style Code No. | Chucking D : . .
SK 6. 3AC G Quick & Easy to block coolant diffusion
K 6 - 4AC 4.0
- 5AC 5.0 .
- 6AC 6.0 Sllm Chuck
SK10- 3AC 3.0 Major Dream Holder
- 4AC 4.0
- 5AC 5.0
- 6AC 6.0
il - 7AC 7.0
- 8AC 8.0
- 9AC 9.0 SK standard nut (@
-10AC 10.0 SKT/MDSK standard nut H
SK13- 4AC 4.0 i _
- 5AC 5.0 | |
- 6AC 6.0 S
- 7AC 7.0 =
SK13 - 8AC 8.0 New SK coolant collet
- 9AC 9.0
-10AC 10.0
-11AC 11.0
-12AC 12.0
SK16- 6AC 6.0
- 7AC 7.0
- 8AC 8.0
- 9AC 9.0
-10AC 10.0
SK16 -11AC 11.0
-12AC 12.0
-13AC 13.0
-14AC 14.0
-15AC 15.0
-16AC 16.0
SK20-12AC 12.0
SK20 -16AC 16.0
-20AC 20.0
SK25-16AC 16.0
SK25 -20AC 20.0
-25AC 25.0
*Clamping range: h8
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A/ HiGH SPEED SLIM CHUCK

MAX.40,000min' & G2.5 g

@0 Symbol of High Speed

Explanation of the Code No.

BT40
@ No, (Qption) Nomlnal Gauge Length mm
(p(fw H collet
@é Chucking Capacity
i@_ﬂ_ﬂ_{_jqﬂc Symbol of Slim Chuck
.* \m T L{ﬁ 0 ————eShank No.
}‘.}‘ Pﬂw R—
¥ L-
SK-P Fig. 1
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
G No. MAX. weight
TAPER Code No. D L 2| & | C | Ci H | Option) | (min) collet (ko)
BT30-SK 6- 60P 60 | 33 | 33 19.5 0.7
-90P [ 07 ~ 60| 90 | 56 | 65 | 195 2 21~35 | SKG- 8 (SK 6) 0.7
-120P 120 | 62 | 95 0.8
-SK10- 45P 45 | 22 | 22 SKG-12S 0.8
- 60P 60 | 35 | 35 D) 0.9
- 75P | 1.75~10.0 | 75 | 50 | 50 | 27.5 | 27.5 | 30~50 SK10 1.0
- 90P 90 | 65 | 65 SMEHEL | AB0ED 10
-120P 120 | 95 | 95 1.1
-SK13- 60P 60 | 35 | 35 31~50 1.0
- 75P 75 | 50 | 50 1.1
No.30 —90p | 2757130 oo T s Tps 1 33 | 33 | 515 | SKGIS (SK13) o
-120P 120] 95 | 95 1.2
-SK16- 60P 60 | 37 | 37 45~60 1.1
7P| e oo (75182 182] 40 | g [asmes o 1.2
- 90P | © “ 190 | 67 | 67 SKG-12 1.2
-120P 120 | 97 | 97 40~70 | SKGABL | o o 1.3
-SK20- 60P 60 | 37 | 37 65~70 | SKG-125| 7 0.7
- 75P | 35~20.0 | 75 | 52 | 52 | 485 | 485 | 70~75 | SKG-12L (sK20) 0.9
- 90P 65~75 1.2
SK25- 90P | 75~254 | 2 | 87 | 67 55 55 [m5~75 | K2 (SK25) | 15
BT40-SK 6- 60P 60 | 30 | 30 19.5 1.0
- 90P 90 | 51 | 60 N 1.1
Z20p | 07 ~ 60 o5 o %0 195 | 32 | 21~35 | SKG- 8 i
-150P 150 120 25 15
-SK10- 60P 60 | 32 | 32 5 1.1
- 75P 75 | 45 | 45 ' 1.2
" S0P 1 4 75~100 -0 48 L 60 575 | 40 | 30~50 | sKGf2L 12
-120P 120 90 o 1.4
-150P 150 | 73 | 118 345 ’ 16
-180P 180 148 39 1.6
-SK13- 60P 60 | 28 | 28 1.2
- 75P 75 | 43 | 43 . 1.3
- 90P 90 | 58 | 58 1.4
S3208 ] 2757130 4o ag | 33 31~65 | SKG-15 (SK13) o
No.40 -150P 150 | 88 | 118 % 1.8
-180P 180 148 1.8
-SK16- 60P 60 | 32 | 32 50~65 | SKG-18S 1.3
- 75P 75 | 43 | 43 40~67 14
- 90P 9 | 58 | 58 15
A20p | 2757180 Fia0 [ ag e | 0| 0 | scera 1.7
-150P 150 | 118 | 118 e 1.9
-180P 180 | 148 | 148 ’ 2.0
-SK20- 60P 60 | 32 | 32 47~60 1.3
" P 35~200 [ 10185 g5 45 [T s 14
- 90P 90 | 60 | 60 g 1.6
-120P 120 | 90 | 90 2.0
-SK25- 75P 75 | 47 | 47 5575 | SKG-12 17
- 90P | 7.5~254 | 90 | 61 | 61 | 55 | 55 skGog | 20,000 (SK25) 1.8
-120P 120 | 91 | 91 55~85 2.0




A HIGH SPEED SLIM CHUCK
N, MAX.40,000mint & G2.5 gmane

BT40 @’
G No. (Option) Symbol of High Speed
Nomlnal Gauge Length mm m
4’?‘ H collet _|

‘ ﬁggpc Chucking Capacity
= N Symbol of Slim Chuck
\7\:}3 \{HHJT—EM;% D *’Shansll( No.
L
SK-P Fig. 1

When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
G No. MAX. weight

TAPER Code No. D L| 2|2 | C| Ci H | Option)| (min) | oot (ka)

BT50-SK 6-105P 105 | 55 | 64 3.8

-135P 135 92 32 3.9

65p | 07 ~ 60 Il 21~35 | SKG- 8 i

-200P 200 151 30 4.2

-SK10-105P 105 | 57 | 57 27.5 42

-135P 135 | 70 | 92 . 4.4

-165P | 1.75~10.0 | 165 114 | 275 30~50 | SKG-12L (sK10) 46

-200P 200 | 75 | 151 36 48

-225P 225 178 40 5.0

-SK13-105P 105 | 62 | 62 . 45

-135P _ 135 92 - ] 20,000 4.7

EEE 2.75~13.0 =1 o ] & - 31~65 | SKG-15 (SK13) g

No.50 -200P 200 157 5.2

-SK16-105P 105 | 62 | 62 pu 4.7

-135P - 135 | 92 | 92 - ] 49

EEE 2.75~16.0 165 | g | 122 40— 40~70 | SKG-18L o

-200P 200 157 52 55

-SK20-105P 105 | 62 | 62 43

-135P _ 135 | 92 | 92 " ] 46

Nee 3.5~20.0 o | 485 | 485 | 47~80 | SKG-22 i

-200P 200 | 157 | 157 5.4

-SK25-105P 105 | 62 | 62 5.2

-135P 135 | 92 | 92 5.4

-165P 7.5~254 165 1 190 | 122 55 | 55 | 50~85 | SKG-28 | 15,000 | (SK25) o

-200P 200 | 157 | 157 6.0

*Collet, adjust screw (G No.) and GH Handle are available as an option.

The Code No. of the GH Handle is SK6-P: GH6, SK10-P: GH10, SK13-P: GH12, SK16-P: GH16, SK20-P: GH20, SK25-P: GH25

*Please refer I75 P.49 for TiN Bearing Nut.

*Please refer [Z=~ P.43 for SK collet.

*Adjust screw with centre hole [Z=~ P.52 can be used for centre through tool coolant application (MAX. 1MPa). GH Handle [[?P48
Please refer I~ P.52 for adjust screw (G No.).

A code No. for SLIM CHUCK with SPECIAL NUT

B Code No. for Slim Chuck with special nut

Standard nut (for C-spanner) is attached for standard slim chuck.
Nut for high speed (for GH Handle) is attached for high speed slim chuck.

+ Standard slim chuck  + J type nut : Please add “-J” at the end of Code No. e.g. BT40-SK10-90-J

+ Standard slim chuck  + Nut for high speed : Please add “-G” at the end of Code No. e.g. BT40-SK10-90-G

- Standard slim chuck  + J type nut for high speed : Please add “-GJ” at the end of Code No. e.g. BT40-SK10-90-GJ
* High speed slim chuck + J type nut : Please add “-J” at the end of Code No. e.g. BT40-SK10-90P-J

B Code No. for VC holder with special nut
+ With J type nut : Please add “-J” at the end of Code No. e.g. BT40-VC13-90-J

B Code No. for MAJOR DREAM holder with special nut
+ With J type nut : Please add “-J” at the end of Code No. e.g. BT40-MDSK13-90-J
* With nut for C-spanner : Please add “-SN” at the end of Code No. e.g. BT40-MDSK13-90-SN
+ With J type nut for C-spanner : Please add “~SNJ” at the end of Code No. e.g. BT40-MDSK13-90-SNJ

When RPT treatment is required at same time, please add “~-RP” first. e.g. BT40-SK10-90-RP-J
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A straight Shank SLIM CHUCK

Suitable for Multi-Lock Milling Chuck

- ia. Fig. 2 SK Collet
K-SK . Fig. 1 G No. (Option SK Collet GgNo. (Option) - H
Explion of the Co ~—H ; T -y f
Thoi O oo () e ae) =
Symbo’l\/lgxsfmhu(::lunfkma. a E ~— 81— —w ‘ i 2
OD of shank L L
Symbol of straight shank PAT.
Code No. D ) & |c| o |c|w| H |She ™ [Figlskcol
K20-SK 6-100, 120 0.7~6.0 37,57 195 27 q 21~35 | SKG-8 02,02 |1
-8K10-100, 120 175~100 | 40,60 275 275 30~50 | SKG-12L | 03,03 |2
K22-8K 6-100, 120 07~60 | 31,57 _ 195 _ 27 | o |2~85] SK& | 0202 |
-SK10-100, 120 1.75~100 40,60 215 215 30~50 | SKG12L | 0303 |2
K25-SK 6-100, 130 0.7~6.0 3,62 195 7w | 21~35 | SKG-8 03,03
-8K10-120, 150 175~100 | 50,80 275 30~50 | SKG-12L | 04,05
K32-SK 6-120, 140, 170 07~60 | 456563 | 5373100 |195| 32,3224 21~3 | SKG8 | 050505 |1
-8K10-120, 150, 180, 210 | 1.75~100 | 45,75,75,75 |53,83, 111, 141| 275 | 32,32,31.5,335 | 37 | 27 | 30~50 | SKG-12L | 0.6,0.7,08, 1.0
-5K13-120, 150, 180, 210 | 2.75~13.0 | 52, 82, 112, 142 33 31~65 | SKG-15 | 0.7,08,10,12 | |(SKI®)
-8K16-120, 150, 180, 210 | 2.75~16.0 | 58, 88, 118, 148 40 40 | 36 | 45~70 | SKG-18L | 0.7,09,1.2,14
-5K20-120, 150, 180 35~200 | 58,88, 118 ’ 485 ' 40 | 41 | 47~80 | SKG22 | 09,1317 |2 |(SK20)
-SK25-150 75~254 88 55 42 | 46 | 55~65 | SKG-18L 13 (8K25)
ka2-SK 6-150, 170 0.7~6.0 52,62 61,78 | 195 2 21~35 | SKG-8 10,1.1
-5K10-150, 180 1.75~10.0 56,78 215 " 30~50 | SKG-12L | 1.1,13
-8K13-150, 180 2.75~13.0 56, 86 33 36 | 31~65 | SKG-15 o0 | (SK13)
-8K16-150, 180 275~160 | 58,88 - 40 : 45~70 | SKG-18L o
-5K20-150, 180 35~20.0 68,98 485 485 47~80 | SKG-22 15,19
-SK25-170 75~254 88 55 445 | 46 | 55~65 | SKG-18L 18 2 |(SK25)
% Collet, adjust screw (G No.) and spanner are available as an option. ~
The Code No. of the spanner is SK6 (C=¢18) : SKL-6, SK6 (C=919.5) : SKL-6W, SK10: SKL-10, SK13: 9HC12A, SK16: 9HC16, SK20: 9HC22, SK25: 9HC25 ,)
% Please refer =5~ P.43 for SK Collet. *All Slim Chucks are Centre Through Coolant type.

*Please refer IZ5~ P.52 for adjust screw (G No.).

A straight Shank SLIM CHUCK ULTRA LONG TYPE

ULTRA LONG SLIM CHUCK G No. (Option)
\ Axially Adjustable M

:

$25 (932) ‘ f % top [#C
S-SK
Photo. shows solid carbide type.
Solid Carbide type is also available.
Please add “X” to the Code No. e.g. $25-SK10X-250, $25-SK10X-300 PAT.
Chucking Range | Length Over Hang Length G No. Weight
Code.No. _
ode.No D L 21 L2 C M H (Option) (ka) Collet
$25-SK10-250 250 223 145~200 0.9
~ 27 27. ~ :
S | 1757100 —— 5 {98250 30~60 | SKG-12L — Ski0
$32-SK13-250 250 224 145~185 1.4
== 2 3 ~ -
a0 | 275130 oo B | 3 tbpss | 3175 | SKG15 . SK13
$32-SK16-250 250 192 145~185 1.5
~ 4 ~ .
300 | 275160 300 o | B 0 e 40~70 | SKG-18 18 SK16
*Nut, Adjust Screw (G No.) and Collet Extractor are supplied as standard. % Spanner “SKL-10” is available as an option. S18-SK6-200 '
*Please refer 75~ P.43 for SK collet. % Please add “C” at the Code No. for Centre Through Coolant type. e.g. $25-SK10C-250 18 1 ‘5’@74)1 9.5
*S18-SK6-200 is also available K Please refer IZ5~ P.52 for adjust screw (G No.). ¥ D 200 ‘”“{#T :




M Handle for Milling Chuck B Spanner for Slim Chuck M Wrench for NPU Drill Chuck

Style Code No. Style Code No. Style Code No.

C12 (C1=¢30mm) | 9HC12 SK6 (C=¢18mm) | SKL-6 NPU 8 NPUL- 8

C12 (C1=¢33mm) | 9HC12A SK6 (C=¢19.5mm) | SKL-6W NPU13 NPUL-13
Cci16 9HC16 SK10 SKL-10
Cc20 9HC22 SK13 9HC12A —

C25 (Ci=¢p55mm) | 9HC22 SK16 9HC16

C25 (C1=¢p60mm) | 9HC25 SK20 9HC22

C32 (Ci=¢p64mm) | 9HC25 SK25 9HC22 6 \ D

C32 (C1=¢p69mm) | 9HC32
Ca2 9HC42

A GH HANDLE for HIGH SPEED TOOLING

GH Handle

GH Handle has a two-way tightening/loosening
ratchet on the handle that has been developed
to provide quick and convenient loading of the
tool. The GH Handle also dispenses with the
need for notches on the nose ring.

c;‘HTorque adjustaél;HH;;dle“‘\.‘;k-{'j PAT.

],’

Code No. Milling Chuck Slim Chuck | MAJOR DREAM | VC Holder

GH 6" — SK 6-P/SKT 6 MDSK 6 =

GH10* — SK10-P / SKT10 MDSK10 VC6

GH12* C12-G SK13-P/SKT13 |  MDSK13 — D
GH16" C16-G SK16-P / SKT16 MDSK16 VC13

GH20* C20-G SK20-P / SKT20 MDSK20 —

GH25" C25-G SK25-P / SKT25 MDSK25 =

GH32S | C32-G(Nose Ring:p62mm) — — —

GH32 €32-G(Nose Ring:68mm) — — =

% Torque adjustable GH Handle is available for * marked handle. Tightening Loosening
The Code No. is GH6-TLS, GH10-TLS, GH16-TLS, GH25-TLS.

A CLAMPING HANDLE “BENKE’ &

Clamp Nose Ring (Milling Chuck) by pair of clamping handles.
New designed clamping handle "BENKEI"

3 easy steps make it possible to clamp, unclamp milling chuck very

safely and easily.
/@ @
A
\ o |
2

Reference of the code number 2 2

©25
$20

HC-TW [9HC32]- L
Clamping handle
Corr?sp?rjding _Mi\ling Chuck o
(Ex. "32" is available for C32(¢C1=69mm) milling chuck M||||ng Chuck "
Code No. Dimensions(mm) Corresponding %
a j/ L d1 Milling Chuck SlE
9HC32TW 50 235 | 470 100 C32(¢C1=69mm) °ls
9HC42TW 59 285 570 117 C42(¢C1=86mm) s
9HC50TW 69 285 570 138 C50EX (¢C1=105mm) for spanner
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A/ TiN BEARING NUT, J-TYPE NUT, J-CAP

B J-TYPE NUT & J-CAP for Various Coolant SYSTEM

L L. I Ly L L
Br-:j S| iBREd il e BN
\7 ’ /\7 I\ 7
N Z0S
N A\
'g g For prevention Thel cf:ap with O-frin_t_i;
seal for using of oi
For standard drill. For reamer. For tap. For special cutter. oisnwtgr;‘?:adﬁgz.st hole drill is agllso
available
J TYPE NUT +J-CAP
J TYPE NUT +J-CAP(C)

Various Coolant SYSTEM with combination of Slim Chuck, Nut & J-CAP

B SK standard Nut BSK-P standard Nut : ISKT/MDSK Nut ESKT/MDSK Nut
(for C-Spanner) (for GH Handle) (for C-Spanner) (for GH Handle)

' J-CAP ' J-CAP 0 J-CAP ' J-CAP
ﬁ' (for JET Coolant) ‘ (for JET Coolant) . & (for JET Coolant) ‘ (for JET Coolant)

Sk P
"ln.l Ly . Y

i : i
A&, A& wi__‘:{- K
J-TYPE NUT LCAPE) J-TYPE NUT LCAPE) J TYPE NUT 1CAPE) J-TYPE NUT 1CAP©)
= P.50 (for OH Drill) foronpmy . 7= P.51 (for OH Drill (for OH Drill
A To keep run-out accuracy high, you are recommended to change nuts periodically when slim chuck is used very frequently.

B SK standard Nut + AC Collet (for using of oil holl drill)
& Please refer ==~P.52 Fig.3, 4, 5 for adjust screw for AC Collet.

SK standard Nut 8° *Qile hole drill can be used by AC Collet
— B :
% + e (Coolant Collet) with standard Nut. 175~ P.44

" - AC Collet OH DRILL
"

—
SKT MDSK standard Nut
(for GH Handle)

Style Nut for C-Spanner SPANNER Nut for GH Handle GH Handle CIEIE

AC Collet
i) SKN-6WK SKN-6WK (GH)
ST 6 SKL-6W GH6 SK 6-3AC, 4AC, 5AC, 6AC
ek o SKTN-6K MDSKN-6K
S SKN-10K SKN-10K (GH)
SK10(P) SK10-3AC, 4AC, 5AC,6AC, 7AC,
s =l i 8AC, 9AC, 10AC
s SKTN-10K MDSKN-10K el
SK1a(P) SKN-138 SKN-138 (GH) SK13-4AC, 5AC, 6AC, TAC,
e 9HC12A GH13 8AC, 9AC, 10AC,
eI SKTN-13B MDSKN-138 11AC, 12AC
Eﬂgm SKN-16B SKN-16B (GH) SK16-6AC, 7AC, 8AC, 9AC10AC,
SKT 16 9HC16 GH16 11AC, 12AC, 13AC, 14AC,
A SKTN-16B MDSKN-16B 15AC, 16AC
) SKN-20B SKN-20B (GH)
: GH20 SK20-12AC, 16AC, 20AC, 25AC
ka0 SKTN-20B MDSKN-208

9HC22

SKE3 o) SKN-258 SKN-258 (GH)
ST 2 GH25 SK25-16AC, 20AC, 25AC
e SKTN-25B MDSKN-25B

*Please refer 7=~ P.44 for SK-AC Collet.
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A COMBINATION of J-TYPE NUT for SK & SK-P

BJET COOLANT SYSTEM

Please refer =5~ P.52 Fig.5 for adjust screw for J-TYPE Nut

S HE

3

SK J-TYPE Nut

" Jet Coolant Groove

B WITH OIL HOLE DRILL

Please refer =5~ P.52 Fig.3, 4, 5 for adjust screw for
J-TYPE Nut & Oile hole drell

—1 Jcap === 3 o
(for JET Coolant) L e J-CAP(C)

(G SK J-TYPE Nut s

fras
—

(IER
‘" Coolant will be supplied
from the oile hole of the

3 @ ol drill due to sealing by
d.‘ — Prevention of swarf d.‘ — O-ring around drill shank.
' ¥ contamination / \ “

SK J-TYPE Nut
(for GH Handle)

SK J-TYPE Nut
(for GH Handle)

OPTION
Style dby
Y VhERE J-TYPE Nut SPANNER J-CAP Code No. J-CAP(C) Code No. | Wrench for J-cap
- B for JET COOLANT SYSTEM for OIL HOLL DRILL Code No.
(for C-Spanner) (C-Spanner) P : .
el Y | Ay
§§ g(P) SK 50,0 SKN-6WKJ KLow % i % %
|
(High Speed) | SK 8-0-OR | _(for GH Handle) (GHUBREE) SKJ 6-3,3.3, | SKJ 6-3C, 3.3C,
”' SKN-6WKJ (GH) aG? 4,4.2,5,6 | 4C, 4.2C, 5C, 6C SKJL-6
|
(for C-Spanner) (C-Spanner) i i o
g l'\ L] } fam
SK10 $K10-0.0 SKN-10KJ SKL-10 W ! #
3!5,12;2?,) SK10-O.0R | (for GH Handle) (GH Handle) SKJ10-3,4,5,5.5,6, | SKJ10-3C, 4C, 5C, 5.5C, 6C,
= g 6.2,68,7,8, | 6.2C, 6.8C, 7C, 8C, Sl
-i SKN-10KJ (GH) o= 85, 10 | 8.5C. 10C
|
(for C-Spanner) (C-Spanner) . | .
- im0 ! ."! 'm_ ]
SK13 $K13-0.0 w. SKN-13BJ = L ¥ : LY
SK13(P) SK13 ' A — SHC1ZA A : AT
Ll AT or i Handte) R ee) SKIT67, 8, 85, 10, | SKJ16-7C, 8¢, 8.5C, 10C,
_' SKN-138 (GH) @G:? 103,12,125 | 10.3C, 12C, 12.5C %
|
(for C-Spanner) (C-Spanner) e } &
- i R | fam
KN-16B. =/ L. ¥ w Lo SKJL-16
o (p) | SK16-0.0 ol ! L Ay i A
(ﬂglgpiw SK16-0.0A | _(for GH Handle) (GH Handle) SKJ16-7, 8, 8.5, 10, ' SKJ16-7C, 8C, 8.5C, 10C,
= 10.3,12,12.5, | 10.3C, 12C, 12.5C,
""" SKVIBBITEH) | gy 14,15, 16 | 1aC, 15, 16
(for C-Spanner) (C-Spanner) o i &
SK20 ol soam | =0 N ‘ e,
K20 (P) $K20-0.0 | "8 9HC22 ¥ ! ¥,
|
(High Speed) | SK20-C-OA | (for GH Handle) (GH Handle) SKJ25-8,10,12,16, | SKJ25-8C, 10C, 12C, 16C
-l SKN-20BJ (GH) @G‘;? 17.5, 20 3 17.5C, 20C %
(for C-Spanner) (C-Spanner) . | e
- £ im0 ! i i
K25 skzs-0.0 | il skn-258) ﬂ% ) | i) SKJL-25
SK25(P) $K25-0O.0A == e ! L
(High Speed) . (for GH Handle) (GH Handle) SKJ25-8, 10, 12, 16, | $KJ25-8C, 10C, 12C, 16C
-i 5KN-25B (GH) @[;? 17.5, 20, 25 | 17.5C, 20C, 25C
|

*Please refer [Z=— P.43 for SK Collet.
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A COMBINATION of J-TYPE NUT for SKT & MDSK

BJET COOLANT SYSTEM B WITH OIL HOLE DRILL
Please refer =5~ P.52 Fig.5 for adjust screw for J-TYPE Nut Please refer =5~ P.52 Fig.3, 4, 5 for adjust screw for
1] J-TYPE Nut & Oile hole drill
—
"‘ n l‘ 3 J-CAP "‘ m l‘ 3
5 £ (for JET Coolant) 5 £ J-CAP(C)
SKT J-TYPE Nut Y SKT J-TYPE Nut D
I\!; *F . '\"‘ w, . .
i Jet Coolant Groove ‘" Coolant will be supplied
from the oile hole of the
3 @ N drill due to sealing by
d.‘ — Prevention of swarf d.‘ — O-ring around drill shank.
' ¥ contamination / ' “
MDSK J-TYPE Nut MDSK J-TYPE Nut
(for GH Handle) (for GH Handle)
OPTION
Style abyh
y BE J-TYPE Nut SPANNER J-CAP Code No. J-CAP(C) Code No. | Wrench for J-cap
- u for JET COOLANT SYSTEM for OIL HOLL DRILL Code No.
(for C-Spanner) (C-Spanner) o : .
) fim [ £
SKTN-6KJ W ! -
SKT 6 |sk6-0.0 SKL-6W A L% %
MDSK 6 | sk 6-O.0A (for GH Handle) (GH Handle) SKJ 6:3, 3.3, | SKJ 6-3C, 3.3C,
_,' MDSKN-6K) | P 4,4.2,5,6 | 4C, 4.2C, 5C, 6C SKJL-6
GHE j
(for C-Spanner) (C-Spanner) W i o
fam | fami
SKTN-10KJ = ¥ w
SKT 10 | Sk10-0.0 SKL-10 A : @ %
MDSK10 | SK10-O.OA (for GH Handle) (GH Handle) $KJ10-3,4,5,5.5,6, | SKJ10-3C, 4C, 5C, 5.5, 6C,
6.2,6.8,7, 8, 6.2C, 6.8C, 7C, 8C, "
-l' MDSKN-10KJ @:}:? 85, 10 | ek SKJL-10
|
(for C-Spanner) (C-Spanner) . | .
- {2) £y ! foim
" fu . | g .
SKT 13 | sK13-0.0 '!H. SKTN-138J 12 % | Y%
SK13-O.0OA
WDSK13 (for GH Handle) e SKJ16-7,8,85,10, | SKJ16-7C, 8C, 8.5C, 10C,
_' . @G:?. 103,12,125 | 10.3C, 12C, 12.5C %
|
(for C-Spanner) (C-Spanner) G ! e
s 0 | A
o s | =0 " | - SKJL-16
SKT 16 | sk16-0.0 Y 9HC16 N | AT
MDSK16 | sk16-O.0A (for GH Handle) (GH Handle) SKJ16-7, 8, 8.5, 10, | SKJ16-7C, 8C, 8.5C, 10C,
= 10.3,12,12.5, 10.3C, 12C, 12.5C,
-" MDSKN-1684 GG 14, 15, 16 | 14¢, 15C, 16C
(for C-Spanner) (C-Spanner) P i i
o | R | & &
SKT 20 | sk20-0.0 | "= 9HC22 @ ! W%
|
MDSK20 | SK20-O.OR | (for GH Handle) (GH Handle) SKJ25-8,10,12,16, | SKJ25-8C, 10C, 12C, 16C
-l MDSKN-20BJ @‘\ 17.5,20 ! 17.5C, 20C %
GH20 !
(for C-Spanner) (C-Spanner) o | -
- iy ! foim
4 ) —MN e | . SKJL-25
SKT 25 | ske5-0.0 | WA SKTN-258) 9HC22 L& | %
SK25-O.0OA
WDSk25 (for GH Handle) e $KJ25-8,10,12,16, | SKJ25-8C, 10C, 12C, 16C
_' MDSKN-258)| P 17.5,20,25 | 17.5C, 20C, 25C
GH25 ‘

*Please refer 1Z=~ P.43 for SK Collet.
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A ADJUST SCREW for SLIM CHUCK

The adjust Screw for the High Speed Slim Chuck “GSK-P type” is identical to the Standard Slim Chuck as below.

e.g.The adjust Screw for BT30-GSK10-45P is SKG-12S, is the same as the screw for BT30-SK10-45.

o

P s == TR o

>

%:’:f >

Fig.1

EX

Explanation of the Code No. of the
Adjust screw for Standard Slim Chuck

None, S, L : Length indication
, 12, 18, 28 : Screw size
Symbol of adjust screw

e.g. - -
None, -J : Symbol of adjust screw used with J type nut (Fig.5)
8

%ﬁ

Fig.2

L L
:_ro_b—
G G

Fig.3 Fig.4

Fig.5
Please remove standard Adjust
Screw or use the Adjust Screw
specially designed to J type

Nut for the stopper.

Explanation of the Code No. of the Adjust screw
with centre hole for Standard Slim Chuck

e.g. - @
None, A : Centre hole indication
H : With centre hole
12, 18, 28 : Screw size
S

ymbol of adjust screw

Style A%gztesﬁfw Fig. Slim Chuck Code No. Style |Screw Size Acgl;ztesr\?;ew Fig. g?;e Cutte[;ighank V&mﬁh
SK 6 SKG- 8 1 | Al SK6 Slim Chucks SK10 M2 SKG-12H o4 H6~ 3
SK10 SKG-12L 1| All SK10 Slim Chucks except below SKG-12HA 25| o4~ 2

SKG-128 2 | BT30-8K10-45, HSK50A-$K10-90, HSK63F-SK10-90 SK13 | M15P1.0 SKG-15H b4 $6~ 3
SK13 SKG-15 1 | All SK13 Slim Chucks ) SKG-15HA $2.5 b4~ 2
SKG-18L 1 | All SK16 Slim Chucks except below W12 SKG-12H o4 6~ 3
SK16 SKG-12 2 | BT30-SK16-90 SK16 SKG-12HA $2.5 b4~ 2
SKG-12L 1 | BT30-SK16-60 M18 P15 SKG-18H 3 ®72|  ¢10~ 6
SKG-18S 2 | BT40-SK16-60 SKG-18HA $35 d5~ 3
SKG-22 1 | Al SK20 Slim Chucks except below Mi2 SKG-12H P4 | 96~ 3
g SKG-12 2 | BT30-SK20-90 SK20 SKG-12HA $25|  pa~ 2
SKG-12L 1 | BT30-SK20-75 M22P15 | SKG-22H ¢8 | 910~ 5
SKG-128 2 | BT30-SK20-60 Mi2 SKG-12H b4 d6~ 3
SKG-28 1 | Al SK25 Slim Chucks except below SK25 SR g&g;g:‘\ ‘5)2125 qﬁ%w g
L gﬁg-gMF ; BT3U-§K25590, 0BT40-SK25-75 * The adjust screw for. oil hole tap is also available. Please contact with us.
i NC5-46-SK25-9 * These adjust screws are for the coolant pressure up to 1MPa.
*W=2mm is standard. W=2.4, 3, 4, 5, 6, 8, 12mm are also available. e.g.SKG-12L-W2.4
Please choose suitable one for the tang width of your drill.
@ There is no leakage of coolant from screw, because OD of the straight portion of the adjust screw is sealed.
Explanation of the Code No. of the Adjust i . . Wrench
screw for High Pressure Coolant Slim Chuck Style A%gztesﬁgew Fig. B?;e Cuneﬂiiha"k Slim Chuck Code No. v;ﬁ!r;f]
e.g.[skG][10]-[10][HG|[B] - SK 6 | SKG b- GHG 25| ¢4~ | Al SK6C/SKEF Slim Chucks 2
None, -J : SKG10-10HG 4 6~ . 4
Sy s - SID (SKGIOMOHGA | [gp5| b~ Al SKIOC/SKIOF Sim Chucks :
used wi ype nut (Fig.
None, A, B.... : Specification k13 (oha13-10HG 94 | O™ |\ SK13C/SK13F Siim Chucks 4
(Length, lfor small drill, for Tap...) SKG13-10HGA ¢2_5 ¢4~ 2
. 1031“25"”’:2"'2‘2: hs:rgle:isz‘;'e coolant SKG16-12HG Al SK16C/SK16F Slim Chucks except below
610, 16.29Sim s iy —— T T
Symbol of adjust screw - " -1ev, R 3
SKG16-10HG iz ol HSK63A-SK16C-120, 150, HSK100A-SK16C-120 e
NC5-46-SK16C-90, -120, NBT40-SK16C-60, NBT30-SK16C-75
SK16 | SKG16-12HGE NBT30-SK16C-60
3LOCK tool (MBT, MIT and MCAT) , 2LOCK tool .
(NBT, NIT and NCAT) , NC5 tool and HSK tool can SKG16-12HGA All SK16C/SK16F Slim Chucks except below
be used at high pressure centre through tool coolant SKG16-12HGBA ﬁ;ﬁguiksmg(:zu TR TR
application (MAX.7MPa) . ¢35| ¢5~ A -120, A P 3
Please change the shank No. from BT to MBT or SKG16-10HGA | 4 HSK63A-SK16C-120, 150, HSK100A-SK16C-120
NBT for 3LOCK tool or 2LOCK tool. NC5-46-SK16C-90, -120, NBT40-SK16C-60, NBT30-SK16C-75
The adjust screw for BT40-SK16F-90 is same as the SKG20-18HG All SK20C/SK20F Slim Chucks except below
adjust screw for MBT40-SK16F-90 and SKG20-12MFHG NC5-46-SK20C-90, NC5-53-SK20C-90, HSK63A-SK20C-120,-135
NBT40-SK16F-90. SKG20-12HG NC5-46-SK20C-120, NC5-53-SK20C-120, NBT30-SK20C-90
Please refer adjust screw for oil hole holder. K20 6.8 | 10~ |HSK100A-SK20C-150, -200 5
SKO = P.135, MOK 1=~ P.133 SKG20-12HGE NBT30-SK20C-75
SKG20-16HG NBT40-SK20C-60
SKG20-18HGB BT40-SK20F-90
SKG25-24HG All SK25C/SK25F Slim Chucks except below
SKG25-24HGA BT40-SK25F-120, BT50-SK25F-105
SKG25-18HGC BT40-SK25F-90
M e || 1% |BTAD-SK25C-90, NC-63-SKSC-135 8
NC5-85-SK25C-135, NBT40-SK25C-90
SKG25-18HGE HSK63A-SK25C-135, HSK100A-SK25C-145, NBT40-8K25C-75

*The adjust screw for oil hole tap is different from standard. The front end of the adjust screw is flat, not taper.
Please add “S” at the end of Code No. e.g. SKG10-10HGAS, SKG16-12HGAS, SKG16-12HGBAS
% The adjust screw for extra small cutter shank dia. ($3) is available. Please contact with us.
For Drill %

*The steel made adjust screw for SK10 or SK16 is available.
Please add “-FE” at the end of Code No. e.g. SKG10-10HG-FE
For Tap %
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A nc DRILL cHUCK

Being given favorable reception for its Compactness,
High Precision & High Rigidity.
B The shank body fabricated solidly with the keyless drill
chuck eliminates the possibility of slipping-off.
M The attached tightening wrench prevents slipping-off of drill
to ensure the safety in unmanned operation.
B Chucking torque three times as large as ever before. There
is no possibility of slipping-off of the carbide drill etc.

l— 0 —

Chucking Length (£)
p NPU 8:18.8mm
NPU13 : 26.5mm

©

TAPER Code No. Chucking Dia D MIN. L MAX. Weight (kg)
N 30 BT30-NPU 8- 70 0.3~8 38 76.5 83.5 0.7
0 -NPU13- 95 1~13 485 102.1 113.1 1.2
BT40-NPU 8- 70 76.5 83.5 1.2
(IT40) -110 0.3~8 38 115.5 1225 15
N -155 160.5 167.5 1.7
0.40 “NPU13- 80 86.1 97.1 15
-130 1~13 48.5 137.1 148.1 22
-175 182.1 193.1 2.7
BT50-NPU 8- 85 87.5 94.5 3.8
(IT50) -110 0.3~8 38 1155 1225 3.9
N -170 175.5 182.5 4.3
0.50 -NPU13- 90 97.1 108.1 4.1
-130 1~13 48.5 137.1 148.1 4.6
-190 1971 208.1 5.2
*Centre Through Type Drill Chuck has different L-length & Code No. IZ5~ P.107, Pull Stud with Oil Holer==" P.304. *Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.
*Flange Through Type Drill Chuck has different L-length & Code No. IZ5~ P.109. *In case of IT40, IT40-NPU8-80 is the shortest length.

*In case of IT50, IT50-NPU8-80 is the shortest length.

'/ Straight Shank NC DRILL CHUCK

Suitable For MULTI-LOCK Milling Chuck

- L Weight
tyl Code No. Chucking D
St g TVING | MAX. | (ko)
@ D32-NPU 8 03~8 655 | 725 09
-NPU13 1~13 845 | 965 14

L - D42-NPU 8 0.3~8 5515 62.5 1.2
¢D -NPU13 1~13 | 795 | 915 | 17
D'N PU / *¢D : NPU 8:36.5mm Chucking Length : NPU 8: 18.8mm *Wrench is available as an option.

NPU13 : 48mm NPU13 : 26.5mm NPU8: NPUL-8, NPU13: NPUL-13.

A incoBS TAPER ADAPTER

- — -1 MTaper contact area of more than
A 80% ensures reliable drilling with
j no chattering accompanied.
\\UWD[i giij
] " JT.No

TAPER Code No. -L JT. No. D H H1 C Weight (kg)
No.30 BT30-JTA6-30 1.0
No.40 BT40-JTA6-45, 90 6 17.17 24 4 30 1.1,1.4
No.50 BT50-JTA6-45, 105 40,44

*Each Drill chuck Adapter is supplied without drill chuck.

* For high speed and high accurate application, Slim Chuck =~ P.41 is highly recommended.



A SIDE LOCK HOLDER A TYPE (for £Np Ly

.
‘q;DAvC
_
Fig.1
SL,SLA
M Taper contact area of more than 80% ensures reliable cutting with no chattering.
H; . .
TAPER Code No. D L C H h MIN~MAX_ G fig | Weight (kg)
BT30-SL 6-60 6 20 15 M 6 1.2
-SL  8-60 8 24 16 M 8 1.2
N 30 -SL 10-60 10 60 30 = = 1 1.2
0. -SL 12-60 12 3 | 20 » 1.2
-SL 16-60 16 40 | 225 0 1.2
-SLA20-75 20 75 50 24 15 55~ 70 Mi14 P=15 | 2 1.3
BT40-SL 6-65 6 20 15 M 6 1.6
(IT40)-SL  8-65 8 24 M 8 1.6
-SL 10-65 10 65 30 16 — — 1 1.6
-SL 12-65 12 35 20 1.6
No.40 -SL 16-65 16 40 | 23 e 1.7
-SLA20-90 20 1.8
-SLA25-90 25 | 90 | 20 | 2 | 2 55~ 70 | M4 P15 | 5 1.7
-SLA32-90 32 60 25 25 M16 P=1.5 1.9
BT50-SL  6-75 6 20 15 M 6 4.3
(IT50)-SL _ 8-75 8 24 M 8 4.3
-SL 10-75 10 75 30 16 - — 1 4.3
-SL 12-75 12 35 20 M10 4.3
No.50 -SL_16-75 16 40 23 4.5
-SLA20-105 20 4.8
-SLA25-105 o5 105 50 24 21 55~ 70 M14 P=1.5 5 4.7
-SLA32-105 32 60 25 25 65~ 80 M16 P=1.5 4.9
-SLA42-115 42 115 90 30 32 85~100 2 6.6
% Code No. of Side Lock Holder for Combination Shank is DM.
*Tl?e %oc?e :lo.olf genc:::e Thcr)ouZL gz,m::t‘ t)llgtaetilg r:|SLOa(;|". E?E’PJ 07 BT50:B|\'GI;%.8-: 38

A SIDE LOCK HOLDER B TYPE for priLy)

SLB

M Taper contact area of more
than 80% ensures reliable drilling
with no chattering.

Socket Socket

Lo —
qu MT. No. ﬂw% r ‘kH‘A T No.
3 7 - Fﬁ L)
A — - )
T IS | i
—»lHole—
TAPER Code No. D L MIN.’I::MAX. H C W | DSA Socket-MT.No.| Weight (kg)
No.30 | BT30-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 5 DSA26-MT1,MT2 &
NU 40 BT40-SLB26-105 26 105 117~142 40 50 5 DSA26-MT1,MT2 %8
' -SLB35-135 35 135 147~182 55 60 6 DSA35-MT2,MT3 %‘3
BT50-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 5 | DSA26-MT1,MT2 jg
-SLB35-120 | 35 | 120 | 132~167 | 55 | 60 | 6 .
No.50 DSA35-MT2,MT3 2
-SLB35-135 35 135 147~182 55 60 6 56
-SLB48-165 48 165 181~227 65 80 8 DSA48-MT3,MT4 2?
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A/ \ORSE TAPER ADAPTER A TYPE

M Taper contact area of
more than 80% ensures
high repeatability run-
out accuracy.

Fig. 1
NN
4
MTA
Fig. 2
TAPER Code No. MT. No. D L C w Fig | Weight (kg)
BT30-MTA1- 45 45 20 1 0.8
1 12. .
-MTA1-105 065 105 25 56 2 0.9
No.30 -MTA2- 60 60 1 0.9
- 2 . '
-MTA2-120 17.780 120 30 6.6 2 1.2
-MTA3- 80 3 23.825 80 40 8.4 1 1.0
BT40-MTA1- 45 45 1 1.0
1 12.065 25 5.6
(IT40)-MTA1-120 120 2 1.3
-MTA2- 60 60 1 1.1
2 17.7 32 6.6
NO 40 -MTA2-120 80 120 2 1.4
. -MTA3- 75 75 1 1.2
23.82 40 4
-MTA3-135 8 3.825 135 8 2 1.8
-MTA4- 95 95 1 1.4
4 1.267 12.4
-MTA4-165 31.26 165 50 2 2.4
BT50-MTA1- 45 45 1 4.0
(IT50)-MTA1-120 1 12.065 120 25 5.6 5 4.3
-MTA1-180 180 4.3
-MTA2- 45 45 1 4.0
-MTA2-135 2 17.780 135 32 6.6 5 4.4
No 50 -MTA2-180 180 4.6
-MTA3- 45 45 1 3.9
-MTA3-150 3 23.825 150 40 8.4 » 4.7
-MTA3-180 180 4.9
-MTA4- 75 75 1 4.0
. 124
-MTA4-180 4 31.267 180 50 2 5.4
-MTA5-105 5 44.399 105 65 16.5 1 4.6
*Centre through type MT Adapter has different dimensions.
*Flange through type MT Adapter has different dimensions.
For high pressure coolant through, please use Milling Chuck ==~ P.31,
Slim Chuck z=~P.41 or Side Lock Holder ===P.54 instead of MT Adapter.
Suitable for MULTI-LOCK Milling Chuck
/¢g Style Code No. L L1 C C1
N K20-MT1, MT2 59,705 5,20 20 | 2
(25) | K25-MT1, MT2 59,705 3,105 | 25 | 29
(32) | K32-MT1, MT2, MT3 59,705,88 | 3,852 | 32 | 37
K-MT K42-MT1, MT2, MT3, MT4 |59,70.5,89,1135| 55518 | 42 | 48




A/ \ORSE TAPER ADAPTER B TYPE with DRAW BOLT

M Taper contact area of more than
80% ensures reliable machining

G 42 without vibration.
D

ll:'\‘ré.ﬁ X N L

®C

/}%

MTNo. Fig. 2
Pull stud draw bolt type.

TAPER Code No. MT.No. D L C C1 G Fig Weight (kg)
BT30-MTB1- 45 1 12.065 | 45 25 10 M 6X1 1 0.8
No.30 -MTB2- 25 2 17.780 | 25 32 _ M10X1.5 5 0.8
-MTB3- 80 3 23.825 | 80 40 M12X1.75 1.0
BT40-MTB1- 45 1 12.065 | 45 25 10 M 6X1 1 1.0
No.40 -MTB2- 60 2 17.780 | 60 32 13.5 | M10X1.5 1.1
) -MTB3- 45 3 23.825 | 45 40 _ M12X1.75 5 1.1
-MTB4- 85 4 31.267 | 85 50 M16 X2 1.3
BT50-MTB1- 45 1 12.065 45 25 10 M 6X1 3.9
-MTB2- 45 2 17.780 32 16 M10X1.5 3.9
No.50 -MTB3- 60 3 23.825 | 60 40 18 M12X1.75 | 1 3.9
0. -MTB4- 75 4 31.267 | 75 50 20.5 M16 X2 3.9
-MTB5-105-M16 5 44399 | 105 20 _ 4.2
-MTB5-105 ' M20X2.5 2 4.0

% Adapter in Fig.1 is supplied with a special draw bolt.
*Morse Taper Adapters B type as illustrated in Fig.2 need the special pull stud. The pull stud is optional accessory. When ordering, please specify the pull stud code number.

B PULL STUD for MORSE TAPER TAPER | Standard pull stud Code No. MTB2 MTB3 MTB4 MTB5

ADAPTER B TYPE PS- 16 PS-27 PS- 32 — —

No.30 - 17 -28 - 33 = —

. B PS- 1 — PS- 7 | PS- 8 —

-2 o= - 29 - 10 —

No.40 - 08-1 — -017 - 018 —

- P5-1 — - P51 -P52 —

MT 2 M10X%X1.5 - 805 = -872 -873 —
MT 3 M12x1.75 PS- 5 — — PS- 57 | PS-15*
MT4 /MT5 | M16X2 No.50 - 6 — — - 65 61"
MT 5 M20x 2.5 -0 — — - 016 -06*

*For standard pull stud Code No. Please refer iz~ P.303. % The screw of the pull stud marked 3 is M20.

* The other type of pull stud is available, please specify the pull stud Code No.

A SLEEVE for NT40 TOOL

NT-50 NT-40
Q N
‘b

G Screw

TS " il
Code No. L D G Weight (Kg)
BT50-TSA40M-75 75 70 M16P =2 4.6
(IT50) -TSA40U-75 %-11UNC 4.6

%G Screw is standard accessory. When ordering, please specify M (metric) or U (inch).
*Above Code No. is the sleeve which internal taper is for conventional T40U (M). When internal taper is BT40, G screw 9TSA40-M16-70L (option) is necessary.
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A nuT0. DEPTH CONTROL TAPPER CHUCK

B Most suitable for tapping gas threads, blind-end threads and light alloys.

BWhen normal rotation of machine is stopped at specified position, the
Tapper Chuck runs idle after progressing by its elongation (4mm for
ZL12 type). Simply rotate the machine in the reverse direction, and the
tap depth will be made uniform within a high-precision.

L

Tap Collet

= 2
i

—  J

ZL _/ H F1 Float F2

\\ — Compression Tension +
TAPER Code No. Tapping Capability p| L | c e Tap Collet | Welght
M U P Fi | Fz (kg)
No.30 BT30-ZL 8-110*' | M 2~ 8 | 1/8~1/4 | — 13 110 [ 34 | 3 | 3 (ZKN 8)* 15
. -ZL12-130 | M 2~12 | 1/8~1/2 |P116~1/4| 19 | 130 | 58 | 5 | 4 ZKG12 1.9
BT40-ZL 8-120*' | M 2~ 8 | 1/8~1/4 | — 13 120 | 34 | 3 | 3 (ZKN 8 )* 1.6
(TA0-ZL12100 1\ 5 1y | yigti2 | PHtG~1id 19 20 58 19
N 40 -ZL12-130 130 5 | 4 2.3
0. -ZL16-150 | M 3~16 | 1/8~5/8 | P1/8~3/8| 25 | 150 | 60 ZKG16 2.9
-ZL24-160 | M 8~24 | 1/2~1 | P1/4~5/8| 30 |160 | 73 | 6 | 7 3.3
-ZL38-190 | M18~38 | 3/4~13/8| P3/8~1 | 45 | 190 | 92 | 8 | 10 (ZKN38) 6.0
BT50-ZL 8-130*' | M 2~ 8 | 1/8~1/4 | — 13 130 [ 34 | 3 | 3 (ZKN 8)* 42
(IT50)-ZL12- 85 85 34

~12 | 1/8~1/2 | P1/16~1/4

197130 | M 212 B~112 | PUI6~14) 19 = 88 | |, m
No.50 -ZL16-135 | M 3~16 | 1/8~5/8 | P1/8~3/8| 25 | 135 | 60 (ZKG16) 46
-ZL24-100 100 45
7124122 M 8~24 | 1/2~1 | P1/4~5/8| 30 ] 387 58
-ZL38-150 | M18~38 | 3/4~13/8| P3/8~1 | 45 | 150 | 92 | 8 | 10 (ZKN38) 6.9

*In Case of 1T40, IT40-ZL16-160 and 1T40-ZL24-175 are standard.
*In Case of IT50, IT50-ZL12-130, IT50-ZL24-142 and IT50-ZL38-180 are standard.
*Marked *1 ZL8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer [Z&~ P.59 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, [’5~P.61 (ZKG) ~P.54 (ZKN) for JIS Tap Collet, and [~ P.63 for Long Size Tap Collet.
% Centre Coolant type Tapper Chuck is also available. Please contact with us.
% Flange through type Tapper Chuck is also available. Please contact with us.

[}

inital Point_ hormel Program of AutoeDepth Control Tapper Chuck
"""""""""""" ey (ZL)

NO. 1 MO3 S——; Spindle Rotating

NO. 2 GO0 X——Y—;Initial Point

NO. 3 GO0 Z——; R Point
R Point NO. 4 GOl Z—F——;Z Point

NO. 5 G04 P—; Dwell

NO. 6 MO05 Spindle Stop

NO. 7 MO04 Spindle Reversing
Z Point NO. 8 GO1 Z—; R F_’omt

| NO. 9 MO05 Spindle Stop
®Rever5|ng NO.10 GO0

A When using ZL Tapper Chuck, please

Z—— M03; Initial Point, Spindle Normal Rotating goq1z -

make sure of the following program.

G04 P —; —Threads are made only by Spindle
Rotation during Dwell.
Thus, exact depth is controlled.

MO5 ;

Spindle stop.

First command Spindle Reversing.

Mo04 ; Then, upward movement of Z. If
upward movement of Z is
commanded earlier than Spindle
Reversing, down movement of
tap and up movement of Z may

cause breakage of tap.



A FLOATING TAPPER CHUCK

Suitable Tapper Chuck for Conventional M/C

Bl More convenient in tapping, thanks to stable torque and slim body
M Good Run-out, No Pull-out and No Tap Breakage with NIKKEN Tapper Chuck
Ideal for Unmanned System

WWith the axial floating system | - Tap Collet
g sy _ p @@Tap
Wi o
VA T
$Ci e e e
|l J
_._\ F1 Flz‘)at F2
— Compression Tension +

TAPER Code No. Tapping Capability Dl L|c |c e Tap Collet W(ﬁight
M U P Fi | Fo 9)
No.30 BT30-Z 8- 90*' (M2~ 8| 18~1/4| — |13/90| 23 [33| 5 |15 (ZKN 8 ) 1.2
. -212-105  |M 2~ 12| 1/8~1/2 | P1/16~1/4| 19 [105| 32 | 45| 5 | 15 (ZKG12) 1.2
BT40-Z 8- 90" |M 2~ 8| 1/8~1/4 _— 13190 | 23 (33| 5 | 15 (ZKN 8)* 14
(T4O-212- 80|\ 5 45/ 1ig~12 | PG~ 10 | 32 | 45— 15 15
No.40 -712-130 130 15 16
. -216-109  |M 3~ 16| 1/8~5/8 | P1/8~3/8| 25 [109| 39 | 55| 8 | 20 2.0
-224-100 100 68| 10 2.1
T M 8~ 24| 12~1 | P1/4~5/8| 30 17| %6 53l 20 20 "
-238-140  |M18~ 38| 3/4~13/8| P3/8~ 1 | 45 |140| 78 | 85| 8 | 22 (ZKN38) 6.7
BT50-Z 8-105*' |M 2~ 8| 1/8~1/4 — 13 |105| 23 [ 33| 5 | 15 ZKN 8 4.2
(IT50)-212-130 130 43
-212-175 (M 2~ 12| 1/8~1/2 | P1/16~1/4| 19 |175| 32 | 45| 15 | 15 48
-712-220 220 5.0
No.50 -216-135  |M 3~ 16| 1/8~5/8 | P1/8~3/8| 25 |135| 39 | 55| 8 | 20 (ZKG16) 5.2
-724-142 142 5.8
Zoaqg7 M8~ 24 121 | PA~5B| 30 | o) 46 | 63 20 | 20 5>
-238-175  |M18~ 38| 3/4~13/8| P3/8~1 | 45 [175] 78 | 98| 10 | 25 ZKN38 8.3
-265-160  [M36~100| 1 ~33/4| P1 ~3 | 68 | 160 |[{s |110] 10 | 25 (ZKNG65) 9.0

%In Case of IT40, IT40-Z8-95*' and IT40-Z24-125 are standard. *In Case of IT50, IT50-28-105*", IT50-238-187 and IT50-265-165 are standard.

*Marked *1 Z8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer & P.59 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, [Z5~ P.61 (ZKG) ~P.54 (ZKN) for JIS Tap Collet, and [=5~ P.63 for Long Size Tap Collet.
*Marked *2 () dimension is for M65 or more size of ZK Tap Collet.

4 A )

@ Caution for Floating Mechanism
(1). Too Much Tension

When tension movement exceeds the limitation, the black line will appear. In this case increase

machine feed. - EAI;\AHCKK
(2). Too Much Compression
When machine feed is too fast for the tap thread pitch, the compression floating mechanism will work. 1
The machine program should be modified to slow feed rate down. TOO MUCH TOO MUCH
TENSION COMPRESSION

@ When the drilled hole diameter is too small (this is often caused by the drilling of the tough materials, extended drilling diameter is not large
enough.), the tap will slip before the breakage due to torque limitter mechanism. In this case enlarge the drilled hole and do not adjust the
torque setting.

@ For a blind hole tapping, the tap might hit the bottom of the hole and the floating shaft will not extend any further, if the Z point is too close to
the component. And the point of reversing the floating shaft could compress further than the extension, it may cause damage to the tapped
hole. In this case, make the drilled hole deeper or restrict Z point at the higher position.

@ When the R point is too close to the component, the spindle will moves upwards with the fully extended float mechanism at reversing
operation, and it might cause damage to the tapped hole as the tap may be still in the hole when the spindle try to return to the initial point
at the rapid feed. In this case, give further distance between the R point and the component.

® In case of the tapping with Z type tapper chuck, since the Z Axis stroke will move upwards after reversing operation starts at the Z point due
to the machine tapping cycle features, it may cause damage to the tapped hole. In this case, input the dwell command at the Z point on the

program in order to make the upward movement of Z Axis with the tapper chuck as its extended float mechanism. )
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A/ ONE TOUCH TAP COLLET so, mermiac om

B Can be used with all NIKKEN Floating Tapper Chucks.

M Setting and Removal of Tap can be done in oD,
ONE TOUCH. P ; = ML
B Torque Limitter Mechanism built-in. — = N s
Reversing Torque is 1.4 times of Normal Rotation o ]
in order to prevent the troubles caused by swarf. , §
Tapping| ZKG12 ZKG16 ZKG24
Capacity| yao~5 [Mg~12 | M3~5 | M6~12 [M14~20 | Ms~12 M14~20/M22~24
D- 19 25 30
Ds 32 39 46
D4 13 19 13 19 26 19 26 ‘ 32
H 54.5 55 64.5 65 66 73 74
Hi | 305 | 81 |375| 38 42 | 45 48
$D1 D1 D1
N (K612 |+ 0w | | CZKG16 -] CZKG24 > |
Code No. D Di| W | £ Code No. D D1 | W 2 Code No. D D1 | W 2
ZKG12-2S 2 | 25| 2 | 74 | |ZKG16-4S 4 4 | 315 93 [|ZKG24-12S 12 9 | 71129
-38 3 |315] 25 | 79 -58 5 5 | 4| 97 -148 14 | 112 9 | 130
-48 4 4 |315] 83 -6S 6 | 63| 5 | 102 -16S 16 | 125 | 10 | 136
ISO -58 5 5 | 4 |87 -8 8 8 | 63| 106 -18S 18 | 14 |11.2] 145
Metric -6S 6 | 63| 5 | 92 -10S 10 | 10| 8 | 113 -20S 20 | 14 |[11.2] 145
-88 8 8 | 63| 96 -128 12 | 9 | 71] 121 228 22 | 16 |125] 145
-108 10 | 10 | 8 | 103 -14S 14 | 11.2] 9 | 122 -24S 24 | 18 | 14 | 155
-128 12 | 9 |71 | 111 -16S 16 | 12.5| 10 | 128
ZKG12-1/8PS 9728 | 8 | 6.3 | 87 | [ZKG16-1/8PS | 0.728| 8 | 6.3 | 97.5 | |ZKG24-1/4PS [13.157| 10 | 8 | 110
ISO -1/4PS  |13.157| 10 | 8 | 1035 3/8PS 16.662 | 12.5 | 10 | 116
Pipe -3/8PS 16.662| 12.5| 10 | 109.5 -1/2PS  [20.955| 16 |12.5| 122
-5/8PS  |22.911| 18 | 14 | 124
ZKG12-1/88(N0.5S) [3.175|3.15| 2.5 | 78 | | ZKG16-1/85(No.5S)| 3.175| 3.15| 2.5 | 88 ||ZKG24-1/2S 127 | 9 | 714|129
-No.6S 3.505|3.55 | 2.8 | 80 -No.6S | 35505| 355 28| 90 -9116S |14.288| 11.2 | 9 | 130
-No.8$S 4166 | 4.5 | 3.55| 82 -No.8S 4166 | 4.5 |3.55] 92 -5/8S 15.875| 125 | 10 | 136
-3/168(No.108) [ 4.762 | 5 4 | 86 -3/165(No.10S)| 4762 5 | 4 | 96 -3/4S 19.05 | 14 |[11.2] 145
IMPERIAL -No.128 548 | 56 | 45 | 90 -No.12S | 548 | 56 | 45| 100 -7/88 22.225| 16 |12.5| 145
BSW -1/48 635 (63| 5 | 9 -1/4S 6.35| 63| 5 | 100 -1S 254 | 18 | 14 | 155
BSF -5/168 7.937| 8 | 63 | 95 -5/16S 7937 8 | 63| 105
-3/88 9525 10 | 8 | 101 -3/8S 9525| 10 | 8 | 111
-1/168 11.112| 8 | 6.3 | 108 -7116S 11112 8 | 63| 118
-1/28 127 9 | 71 | 111 -1/28 127 9 | 71| 121
-9/16S  |14.288 11.2| 9 | 122
-5/8S 15.875/ 12.5| 10 | 128
ZKG12-1/8PB 9.728 | 8.08 | 6 |83.037| [ZKG16-1/8PB | 9.728 | 8.08| 6 |93.537| |ZKG24-1/4PB  [13.157| 10.9 | 8.18 | 104.8
IMPERIAL -1/4PB | 13.157| 10.9] 8.18| 98.3 -3/8PB_ |16.662| 13.77 |10.31(106.388
Pipe -3/8PB | 16.662| 13.77|10.31) 99.888 -1/2PB  |20.955|17.45|13.08| 114.5
-5/8PB  |22.911]20.32| 15.3 | 114.5
ZKG12-2D(DIN352) | 2 | 2.8 | 21 | 72 | [ZKG16-4D(DIN371)] 4 | 4.5 | 3.4 | 102 | |ZKG24-120(DIN376)] 12 | 9 | 7 | 150
-3D(DIN371) 3 | 35|27 | 85 -5D(DIN371)[ 5 6 | 49| 107 -14D(DIN376)| 14 11 9 | 145
-4D(DIN371) | 4 | 45| 34 | 92 -6D(DIN371)| 6 6 | 49| 117 -16D(DIN76)[ 16 | 12 | 9 | 145
-6D(DIN371) 5 6 | 49 | 97 -8D(DIN376)| 8 6 | 49| 127 -18D(DIN376)| 18 | 14 | 11 | 158
DIN -6D(DIN371) | 6 | 6 | 49 | 107 -8D7DIN3T1)| 8 | 8 | 62| 123 -20D(DIN376)| 20 | 16 | 12 | 168
Metric -8D(DIN376) | 8 6 | 49 | 117 -10D(DIN376)] 10 | 7 | 55| 134 -2D(DIN376)] 22 | 18 |14.5]| 166
-8D7(DIN371) | 8 8 | 62113 -10D7(IN37!)] 10 | 10| 8 | 131 -4D(DIN376)[ 24 | 18 | 14.5| 186
-10D(DIN376) [ 10 7 | 55 | 124 -12D(DIN376)| 12 9 7 | 142
-1007(DIN3T)| 10 | 10 | 8 [ 121 -4DDINGT6)| 14 | 11 [ o | 137
-12D(DIN376) | 12 9 7 | 132 -16D(DIN376)| 16 | 12 | 9 | 137
ZKG12-1/8R(DIN353)| 9.728 | 7 | 55 | 92 | | ZKG16-1/8R(DIN353)| 9.728 | 7 | 5.5 | 102.5| |ZKG24-14R(DIN3S3)| 13.157| 11 | 9 | 105
Ei:;i -UR(DINGB3)| 13.157| 11 | 9 | 98,5 -38RONGE3)| 16.662| 12 | 9 | 112
-3/8R(DIN353)| 16.662] 12 | 9 | 105.5 -12R(DIN353)[ 20.955| 16 | 12 | 116

*Long size TAP Collet is available.[Z=~ P.63 e.g. ZKG12-4S-50L
*High torque setting type example for stainless steel is available. Please add “-HT” at the end of Code No. e.g. ZKG12-3S-HT

* TAP Clamp Mechanism for PIPE TAP is Side Lock System.




A 1K TAP COLLET (so, mperiac om

Rotary Bearing Cam B Can be used with all NIKKEN Floating Tapper Chucks.

M Torque Limitter Mechanism built-in.
Safe Torque o

Setting Nut

fe— g ———

o Y o
o

———T R Lﬂ Y
Rotary - H—— Fig. 1 P H"\T:rg 2
Taper Cone : : ‘
Total length “£” is calculated as; ZK8 | ZK38 | ZK65
Spring £=Tap length-£1 + H
D4 13 45 68
7K New Tap Clamp System Ds | 23 78 110
Hi | 6.5 12 13
ZK8 type is semi-standard. H 29.5 64 89
D1 D1 D1
SPEC.
Code No. D D1 W 21 Code No. D Di | W | & Code No. D D1 W 21
ZK8-28 2 | 25| 20| 225 ZK38-188 18 ZK65-36S 36 | 250200/ 58
14 | 11.2| 44
-38 3 |315| 25235 -208 20 1 -39S % | o6 lamal @
-48 4 | 40 ]315|245]2 -228 22 | 16 |125] 46 -428 42 ] ]
-58 -248 -458
IS0 5 | 50| 40 |255 24 | 18 | 14 | 48 45 | a5 los0! 65
Metric -68 6 | 63|50 |25 -278 27 -488 48 2
20 | 16 | 54
-308 30 928 52 1355|280 68
-338 33 | 224| 18| 56 |2 -568 56 Bl
-368 36 | 25| 20| 58 -608 60
648 oa | 400 315| 71
1SO ZK38-3/8PS | 16.662| 125| 10 | 34 ZK65-11/4PS | 41.910 | 31.5| 25 | 51
Pipe -12PS | 20.955| 16 | 125| 38 | 1 -11/2PS | 47.803
: ' - 355| 28 | 55 |2
-5/8P8 |22911| 18 | 14 | 40 -13/4PS | 53.746
ZK8-No.28 2.18 -3/4PS | 26.441| 20 | 16 | 46 - 2PS|50614| 40 |315| 62
28 | 2.24| 235
-No.3§ 2,515 -7/8P§ | 30.201| 22.4| 18 | 48 |2
-No.4S 2845| | -1P§ |33249| 25| 20 | 50
-No.5S8(1/8S) [ 3.175| = 2 | o35 ZK38- 3/4S | 19.050| 14 | 11.2| 44 ZK65-11/28 | 38.100| 28 | 22.4| 60
-No.6S 3.505| 3.55| 2.8 2 - 7188 | 200205 16 | 125| 46 | 1 -13/48 | 44.450| 31.5| 25.0| 65
IMPERIAL
B -No.8$ 4.166| 4.5 |3.55|245 - 18 25400 18 | 14 | 48 - 28 | 50800 355280/ 68 |2
BSF -No.108{3/165) 4.826 | 5.0 | 4.0 -11/88 | 28575 20 | 16 | 54 -21/48 | 57.150
255 40.0 | 31.5| 71
-No.128 5.480| 56 | 45 -11/48 | 31.750/ 22.4 | 18 | 56 |2 -21/28 | 63.500
-1/48 6.350| 6.3 | 5.0 | 265 -13/88 | 34.925| 25 | 20 | 58
ZK38- 3/8PB | 16.662| 13.7710.31| 33.7 ZK65-11/4PB | 41.910 | 33.32| 25.0| 51
- 1/2PB | 20.955|17.45/13.08 39.9 | 1 -11/2PB | 47.803 | 38.10|28.57| 50 ;
-5/8PB | 22.911(20.32/ 153 | 39.5 -13/4PB | 53.746 | 41.28|30.94| 62
- 3/4PB - 2 PB| 59.614|47.63|35.71| 56
IMPERIAL 26.44123.01] 17.3 | 43.5
Pi - 7/8PB | 30.201|27.76| 20.6 | 45.1 | 2
ipe
- 1PB | 33.249|28.57| 21.4| 46.6
ZK8-2D 20n37) | 2.8 | 21 | 235 ZK38-18D 180n37) | 14 | 11 | 44 ZK65-36D 36037 | 28.0 | 22.0 | 59
-3D j -20D ‘ -39D i
3| 35 | 27 |, 200031 | 16 | 12 | 45 | 39(D?n376) o lon| &
-4D 40n3m) | 4.5 | 3.4 5 -22D 22(0in376) -42D 42(0n376)
18 |145| 47
-5D 5(0n37) -24D 24(Din376) -45D 450in376)
‘ ‘ —1 36.0 | 29.0 | 69
i -6D 60n37) | 6.0 | 49 | 265 -271D 270n3)| 20 | 16 | 53 -48D 480n37) D)
Metric -8D 80n376) -30D  |30mnsm| 22 | 18 | 55 |, -62D | 5200w | 40.0 |32.0 | 72
-33D 330037 | 25 | 20 | 57 -56D 56(0in376)
-36D 36003 | 28 | 22 | 59 -60D 600n37) e e
-64D | 64mns | 50.0 | 39.0| 78
ZK38-3/8R | 16.662) 12 | 9 | 33 ZK65-11/8R | 37:828 | 28.0 | 22.0| 51
-12R | 20955 16 | 12 | 37 |1 -11/4R | 8319 | 32.0 | 24.0| 53
-5/8R | 22911| 18 | 14.5| 39 -13/8R | 5353 ;
DIN -3/4R | 26.441| 20 | 16 | 45 -112R | 45:8%3 a0 | 6 =
Pipe 78R | 30.201| 22 | 18 | 47 |2 -13/4R | 35288 | ™ '
-1R  |33.249| 25 | 20 | 49 - 2R | %8R8

% Tap collet Code No. “ZK" is for ISO, IMPERAL and DIN Taps.
% Tap collet Code No. “ZKN” is for JIS Taps.
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A/ ONE TOUCH TAP COLLET us,

MHigh Accuracy, Quick Response and Long Tap Life.
ZKG Tap Collet NIKKEN ZKG Tap Collet can be used with all of NIKKEN
floating Tapper Chucks.
B Rotary Bearing Cam Mechanism
The ZKG tap collet can response very smoothly for the
change of the tapping torque.

Torque Curve of NIKKEN Tap Collet

I |
Tap Breakage Torque ‘
100% Company A
(Torque changes
too much)

Rotary

60% Bearing Cam
\ System

\ Company B

Tapping Impossible T~ (Short tap life because
| | of too much wear)

0 10 102 103 104
Tapping—

obeyealg de| —

H | M The torque of CCW is 1.4 times of the torque of CW
— W to prevent the problem of the swarf.

M The tap can be clamped with one touch operation.

¢D4 > ¢D3
| >
Lr% j—w M The adjustment mechanism of the setting torque is

2 — } not installed on the ZKG tap collet. The high torque
setting type is available for the tapping on the
stainless as an option. e.g ZKG12-4-HT

D3 Dimension
ZKG12:32mm
ZKG16:39mm

ZKG24-46mm The ZKG tap collet is not interchangable with ZKN

tap collet.

Code.No D4 H Hi 2 Code.No Ds | H Hi 2 Code.No Ds | H Hi 2
ZKG12- 2 72 | ZKG16- 3 855 | ZKG24- 8 1
-3 75 -4 13 | 645|375 905 10 19 | 73 | 45 | 116

-4 131545305 =g -5 985 12 122

-5 88 -6 1005 14 123

Metric - 6 o0 - 8 19 | 65 | 38 |14 16 | 126

o -8 10 | 5 | a1 % 10 109 18 7 | 45 128
-10 99 12 115 -20 136
12 105 14 116 I 141
=T 2 | 66| 42 |- 24 32 T
ZKG12-1/8 75 | ZKG16-1/8 855 | ZKG24-1/2 19 | 73 | 45 | 124
45 | 30. 45| 37.

Unified -3/16 13| 5451305 =g 3 | 054375 g5 -0/16 125
"'U'e -1/4 90 -1/4 1005 5/8 | 26 129
L) 5/16 935 5/16 104 -3/4 74 | 48 [137
o -3/8 19 | 55 | 31 | 99 38 | 19 | 65 | 38 | 109 -1/8 141

British 32

1116 103 1116 113 1 149
Standard
: 172 107 172 17

Whiteworth -9/16 118
(W) e 26 | 66 | 42 [
pipe | ZKG12-1/8P 19 | 56 | 82 | 83 | ZKG16-1/8P | 19 | 665] 39 | 93 | ZKG24-1/4P | . 104
(PT) -1/4P 26 | 60 | 36 | 89 -1/4P 97 -3/8P 105
(PS) A/16P | 19 | 56 | 32 | 815 aep | 20|08 M g AP | o, N Ty
(PF) A/16P-Y| 19 | 56 | 32 |815 -5/8P 115

* Tap for pipe thread is clamped with the side lock screw.

*High torque setting type example for stainless steel is available. Please add “-HT” at the end of Code No. e.g. ZKG12-4-HT

*Low torque setting is “-LT”. e.g. ZKG12-4-LT

*Please refer 1=~ P.63 for the long size tap collet.

% The ahank dimension of the 1/16P tap varies depending on the tap maker.

% The internal mechanism of the tap collet for the left handed tap is different from the standard one. Please use the special tap
collet for the left handed tap.



A TN TAP COLLET o,

MHigh Accuracy, Quick Response and Long Tap Life.

B Rotary Bearing Cam Mechanism
NIKKEN ZKG Tap Collet can be used with the all
NIKKEN flaoting Tapper Chucks.

_ B The torque of CCW is 1.4 times of the torque of
Safe Torque Setting Nut CW to prevent the problem of the swarf.

New Tap Clamp System  lThe setting torque can be adjusted.

ZKN Tap Collet

Rotary Bearing Cam

Rotary

Taper Cone All size for ZKN8

Larger equal to ZKN38-27

Smaller equal to ZKG38-24 All size of ZKN65

Spring \ %Hﬂ H
| ¢ Fig. 1 ! ¢ | Fig.2

: The tap collet fot the unified
thread is also available. (U,W)
13, 1112, 158, 134, 1718, 2, 212,
2172, 284, 3, 3'1a, 3112, 3%

ZKN38 ZKN65
M18~24 \ M27~36 | M36~65 | M68~100
D, 23 78 110 125
D, — 86 | — — —

ZKN8

ZKN8 is semi-standard.

Code.No Ds | H | Hi 2 Code.No Ds | H | Hi 2 Code.No Ds | H H1 2

ZKN 8-2 50 | ZKN38-18 117 | ZKN65- 36 179

-3 55 -20 121 - 39 187

-4 13 | 205 | 65 |5 .22 216117 5 - 42 189

-5 64 -24 133 - 45 194

. -6 66 -27 142 - 48 198
M(e“;r)'c -8 73 -30 145 o R
-33 45 | 64 | 12 [153 - 56 212

-36 161 - 60 222
-38 121 - 64 229 |

- 65 229

- 68 254

ZKN 8-1/8 55 | ZKN38-3/4 122 72| g4 | o4 | o5 [ 252

Unified -3/16 | 13 | 295 | 65 | 64 /8 | 32 | 61 | 17 130 - 80 264
o) -1/ 66 - 138 -100 274
o 1178 145 | ZKN65-1P 127
Brmish A1/4 | 45 | 64 | 12 [ 153 -11/8P 135
-13/8 161 -11/4P 139

Standard

Whiteworth -13/8P 144
e A1/2P | 68 | 89 | 20 | 144
-15/8P 144

ZKN38 -3/8P | 26 24 | o -13/4P 144

Pipe -1/2P 61 100 -2P 149
1) 58P | - "7 o4 21/4P 159
(PS) -3/4P 103 -21/2P 174
(PF) 7/8P | 45 | 64 | 12 | 106 -23/4P | 84 | 94 | 25 [174
AP 109 -3P 174

*kmark: The Code No. of tap collet for M85 to M90 is ZKN65-100.
The Code No. of tap collet for M95 to M100 is ZKN65-100N.

% The internal mechanism of the tap collet for the left handed tap is different from
the standard one. Please use the special tap collet for the left handed tap.
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A LONG SIZE ONE TOUCH TAP COLLET (so)

-~ ZKG-L
v H
< H,
—
T =—D: - -
— I |y
‘ ) |
Code.No Ds| H|Hi | £ Code.No Ds| H| Hi | 2 Code.No Ds | H| Hi | 2
ZKG12- 3S- 500 129 | ZKG16- 3S- 500 139 | ZKG24- 8S- 50L 164
- 4S- 0L | 13 [1045|385 [133 S 4S- 50L | 13 |1145| 385 | 143 40S- 50L | 19 | 123 | 95 | 171
- 5S- 50L 137 - 5S- 50L 147 12S- 50L 179
- 6S- 50L 142 - 6S- 50L 152 14S- 50L 180
- 8S- 50L 146 - 8S- 50L 156 -16S- 50L 186
50mm Long qos-s0L | 0 |1 | 8 53 qos-s0L | 01| 88 g3 18- 50L | 2 o4 | o5 |19
125- 50L 161 125- 50L 71 -20S- 50L 195
14S- 50L 172 -228- 50L 195
3
6s-soL | 20 | 118 %2 7 -245- 50L 205
ZKG12- 35-100L 179 | ZKG16- 35-100L 169 | ZKG24- 8S-100L 214
- 4S100L | 13 |1545|885 [ 183 ~4S00L | 13 |1645|88.5 | 193 40S00L | 19 | 173 | 145 | 22
- 5S-100L 187 - 5S-100L 197 -125-100L 229
- 6S-100L 192 - 6S-100L 202 -145-100L 230
- 85-100L 196 - 8S-100L 206 16S-100L 236
100mm Long aos-to0L | 0| 15| ¥ s os-t00L | 0| 185 198 o 18s00L | 78 | 145 | 2%
125-100L 211 -125-100L 221 -20S-100L 245
-145-100L 222 -225-100L 245
2
q6s-100L | 28 | 166 | 142 opg 2451000 | 255
A/ LONG SIZE ONE TOUCH TAP COLLET s NIKKEN
ZKG-L
~ G
H
S A H Jﬁ
¢ o ¥
[ = TD . )
x =S
- Lr* l
‘ \ L
| 0 |
(JIS)
Code.No Ds | H Hi 2 Code.No Ds| H H1 2 Code.No Ds | H Hi 2
ZKG12- 3- 50L 125 | ZKG16- 3- 50L 1355] ZKG24- 8- 50L 161
T4-50L | 13 |1045| 385 | 130 T4-50L | 13 |1145| 3851405 40- 500 | 19 | 123 | 95 | 166
- 5- 50L 138 -5 50L 1485 12- 50L 172
- 6- 50L 140 -6 50L 1505 14 50L 173
- 8- 50L 144 - 8- 50L 154 16- 50L 178
50mm Long om0 | 019 81 g q0-s00 | 0|1 8 Hsg 8- 500 | 28 o0 | o5 178
12- 50L 155 12- 50L 165 -20- 50L 186
44 50L 166 -22- 50L 191
2
q6- 500 | 26 | 116 | 92 97 28500 | ° 194
ZKG12- 3-100L 175 | ZKG16- 3-100L 1855] ZKG24- 8-100L 211
“4100L | 13 |1545| 885 | 180 ~4400L | 13 |1645| 8851905 40-100L | 19 | 173 | 145 [ 216
- 5-100L 188 51001 1985 21001 22
- 6-100L 190 - 6-100L 2005 14-100L 223
- 8-100L 194 - 8-100L 204 16-100L 228
100mm Long aotoor | 0| 10| 81 [Hgg dotooL | 0 | 18] 198 g 1000 | 28 74 | 148 | 228
12-100L 205 421001 215 -20-100L 236
14-100L 216 -22-100L 241
3
p-100L | 20 | 166 | 142 g -24-100L 244




A \uT0. REVERSING TAPPER CHUCK

M As Self-Reversing Mechanism is built in Tapper Chuck body, this tapper is very
\ . suitable for the operation that the main spindle rotates and reverses frequently.
"»

MFloating Mechanism:With a built in Floating Mechanism, High Accuracy Tapping
Operations can be achieved.

M Tapping depth can be kept within £0.1mm.

ZR

Explanatlon of the Code No.

9]

:

|
L o

el @ : Sy
Shank No. %E'pbe"r'émé’ﬁ" Reversing ’ L7 =i i{/No(Zélpe\i?r:)O” )F‘Fjéﬁ
TAPER | Code.No. |TepingCapabity| | o | ¢ | ¢y | H Float MAX.min-t | WEIINt 125 Collet
D Fi | F2 | Fa | Fa (Kg)

BT40-ZR 8*' | M3~ 8 | 157 | 43 | 23 | 55 1,500 26
No.40 -ZR12 M3~12 |17 |51 38|70 |60 | * | > | 2| [ 100 3.7
-ZR20 M10~ 16 | 199 | 66 | 56 | 80 6| 7| 4|14 600 48
BT50-ZR 8*' | M3~ 8 | 166 | 43 | 23 | 55 1,500 5.2
No.50 -ZR12 M3~12 |180 |51 38|70 |82 * | ° % [ 100 6.3
-ZR20 M10~ 16 | 208 | 66 | 56 | 80 6| 7|41 600 75

*Marked *1 ZR8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer IZ=~ P.59 for ISO, IMPERIAL, DIN Tap Collet, 1Z=~P.61 for JIS Tap Collet, and ==~ P.63 for Long Size Tap Collet.
% Positioning Block is not included. When ordering, please advise name of M/C Builder and Model No. and so on.

|l (2] (3]
\'C')-/---->Q T Initial Point
i R Point
/ STOP
E?:’?il | Z Point
\®/ Z' Point A /
Tapping Reachmg Reversing Tapping is
bottom finished
Program example of ZR Tapper Chuck
No.1 M0O3 S— — ; Spindle Rotating % ZR tapper can be fed one block at a time. Check
No.2 GOO X—Y——; |nltla|. Point correct positions at the point No.3-No.5 and input
No.3 Z—— ; R Point correct values.
No.4 GO1 Z——F——; Z Point % Allow about 15mm for distance between Z-Z'
No.5 G04 P—— ; Dwell:Only tap going to Z' Point (self-feed of the ZR tapper)
No.6 GO1 Z——F—; Only tap going to R Point with reversing  JkValue F of No.4 is tapping self-feeding speed X 0.9.
No.7 GO0 Z—— ; % Value F of No.6 is tapping self-feeding speed X 1.1.

A straight Shank TAPPER CHUCK

M For Slim body and Ultra Smooth Tapping
Operations with Float Mechanism.

quk
m— - - ] ] |
1-'&% I I ab—st
— el = (T
NZ

I N
Floating Tap Collet

— Compression ~ Tension +

Style | Code. No. Taﬁ’\;"”g Capag"'ty L d | d | Compress';'noinsion W(ight Tap Collet
NZ32-12-105 | M2~12 |P1/16 ~1/4] 105~125 | 19 45 5 15 | 13

@ 16-125 | M3~16 |P1/8~38| 125~145 | 25 | 82 | &5 g Y
-24-140 | M8~24 | P1/4~5/8| 140~160 | 30 63 28

NZ42-12- 90 | M2~12 |P116~1/4] 90~125 | 19 45 5 15 | 20

16-125 | M3~16 |P1/8~38| 125~160 | 25 | 42 | 55 3.0
-24-140 | M8~24 |P1/4~5/8 | 140~175 | 30 63 8 20 736 | (zxe2a)
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A SYNCHRONIZED TAPPING HOLDER fr 0 Spetzesesd

B Synchronized (Rigid or Direct) Tapping Feed Function is one of recent machining function to feed 1 pitch of tap
per 1 revolution of machine spindle.
Please use High Run-Out Accuracy & Powerful Gripping of SLIM CHUCK or MULTI LOCK Milling Chuck for
this application.

M Tapping holder & Collet for 100% Synchronized Tapping
MFor JIS TAP Shank MFor ISO TAP Shank

; Tap Shank| SLIM SLIM__[MILLING , Tap Shank| SLIM SOIM__ [MILLING
Metric Tap | "*f51 4™ UGk | COLLET | GHUCK | KM COLLET Metric Tap | "7 SPiiCk | cOLLET | GHUCK | KM COLLET
M 2 3.0 SK10- 3 M 2 3.0 SK10- 3
M 3 4.0 SK10- 4 M 3 4.0 SK10- 4
M 4 50 | gkqo | SK10-5 M 4 60 | SK10
M5 55 SK10- 55 KM20- 55 M 5 6.0 SK10- 6 KM20- 6
m 6 6.0 g&m- 6 ﬁmgg 6 M 6 6.0
8 6.2 10- 65 - 6.2 M 8 8.0
M10 7 SK13- 7 KM20- 7 M0 | 80 | gqq | RIS 8 | ) | KM20-8
M12 85 | SK13 [SK13-85| C20 | KM20- 85 M12 10.0 SK13-10 KM20-10
M14 105 SK13-105 KM20-10.5 M14 12.0 SK13-12 KM20-12
M16 125 SK16-12.5 KM20-12.5 M16 16.0
M18 14 | SK16 | SK16-14 KM20-14 M18 16.0 | SK16 | SK16-16 KM20-16
M20 15 SK16-15 KM20-15 M20 16.0
M22 17 KM32-17 M22 20.0
mM24 19 caz | _KM32-19 mM24 20.0 c32 | KM32:20
M27 20 KM32-20 M27 20.0
M30 23 KM32-23 M30 25.0 KM32-25

% Tap Collet for Tap with Oil Hole is also available.
%At use of MILLING CHUCK, please use tap with shank tolerance h7.

A SYNCHRONIZED TAPPING HOLDER witn fine floating

.ThIS fine floating tapping holder improves tap life remarkably by absorbing fine pitch
error completely with the small floating mechanism.

Center Through Tool Coolant

oD
OZMK-OM Tap Collet
Tap 0ZMK12-0M 0ZMK16-0M 0ZMK24-0M
TAPER|  Code No. Collet D | M8 |MBMI2| M6 | M8-MI2| MI4-M16| Mi2 | M14-M16 | MI8-M24
N B D2 19 25 30
BT40-ZH12CH- 80 | 80 1.2 ZMK12 — = - 0
-105 10536 | 15 0ZMK12-0M
135 [ 135 18 ; Ds4| 13 19 13 [ 19 [ 2 19 [ 2 32
- B H 16 20 21 29
ZH16CH- 95 | 95 1.5 ZMK16 o 5 . g
No.40 120 [ 120 [ 45 | 1.9 | gzeacre om
150 | 150 23 - G [ M4-05 [ M6-0.75 | M4-0.5 | M6-0.75 M6-0.75 | M8-1.0
-ZH24CH-105 | 105 1.8 ZMK24
120 [ 120 | 56 | 20 BMExample of RIGID TAP cycle
0ZMK24-0M
-150 [ 150 2.4 [
BT50-ZH12CH- 90 | 90 3.9 Lo No.1 MO3 S - Spindle Rotation
135 [ 135 | oo 4.3 | ZMK12 ( l No.2 G84 2 X-
-165 | 165 46| 0ZMK12-OM O'n't'a' Point gk T Gy 2ot T g
7H1 BCH'ZOO 200 5.0 Initial point R point
9 -105 | 105 4.2
N -135 | 135 4.6 | ZMK16 R Point
0.50 165 | 165 45 50 | 0ZMK16-OM % F is calculated by Pitch of Tap and Spindle
200 | 200 55 Rotation Speed.
- For example, in case of M10XP1.5 and
-ZH24CH-105 | 105 44 BZ?)?,TQ | | S400min' (Cutting Speed 12.6m/min.)
'122 ]gg 56 gg %)I;Im(% oM \U/ then F = 1.5mmx400min-! = 600 mm/min.
-200 | 200 62 Z Point
*Please use OZMK-OM tap collet for center through tool coolant.
*Please use ZMK [Z5~ P.66 tap collet for external coolant. In this case,
the spacer attached as standard accessary is put on a tapper chuck. *When use .ZMK Collett, plea§e attach a .
ZH-C Tapping Holder has fine floating mechanism, but it's not standard ,} = :Ea;?;éh"v:;z)otl? ZH-C Tapping Holder with
floating system (Tension/Compression) like Z or ZL Tap Holder. T - '
Therefore, please use this ZH Tap Holder only with synchronized
tapping cycle, not with ordinary tapping cycle.



_ TAP COLLET without TORQUE CONTROL s

Hl Tap Collet for ZH Tapping Holder

M Tap Collet for CNC Lathe G Screw
| i /
¥ R
®Ds  ¢Ds oD = oDz
- ] T
ZMK R |
For Synchronized Tapping on M/C, ] _ H \ Hi

use ZMK tap collet with ZH Tapping

Holder, Please refer P.66. A Torque Control is not built-in. Careful attention must be

Dimension List of ZMK Tap Collet paid to diameter of drilled hole, program and so on.
ZMK8 ZMK12 ZMK16 ZMK24
D | M3~6 | M8 M3~6 | M8~12 | M4~6 | M8~12 | M14~16 | M12 [ M14~16 | M18~24
D: 13 19 25 30
Ds 20 28 36 42
D. 13 19 13 19 13 | 19 | 2 19 | 2 32
H 14 24 16 20 21 25 29
H; 4 6 6 8
G | M405 | M6-0.75 | M4-05 | M6-0.75 | M4-05 | M6-0.75 M6-0.75 | M8-1.0
D D1 $D: ®Ds
CIMK 80| | (CZMKIZ | || CZMKI | T | ZMK2A | e Ty
Code No. Di | W | ¢ CodeNo. | D1 | W | £ Code No. Di | W | ¢ Code No. D | W | ¢
ZMK8-3 4 |32 |435(|zZMK12- 3 4 | 32 |475]|| ZMK16- 4 5 | 40 |535| | ZMK24-12 85|65 | 83
-4 5 | 4.0 | 445 -4 5 | 4.0 | 485 -5 55|45 615 -14 |105| 8.0 | 84
-5 55|45 |525 -5 55| 45 |56.5 -6 6 | 45 (635 -16 |12.5(10.0| 89
. -6 6 | 45 |54.5 -6 6 | 45 |585 -8 6.2 | 5.0 | 66 -18 14 [11.0| 93
M(en;’)'c 8 [62]50] 67 -8 |62]50] 65 10 | 7 |55/ 71 20 |15 [120| 97
-10 7 | 55|70 =12 85|65 | 77 -22 17 [13.0| 106
-12 85|65 | 76 -14 |105]/ 80| 78 -24 19 [15.0| 109

-16  |125|10.0| 83
ZMK8-1/8 4 |32 |435]||ZMK12-1/8 4 | 32 |475|| ZMK16-1/8 4 |32 |525]| | ZMK24-1/2 9 |70 8

Unified -3/16 | 5 | 45 525 -3/16 | 5.5 | 45 | 56.5 3116 | 5 | 45 (615 -9/16 |10.5| 8.0 | 86
) /4 | 6 |45 |545 /8 | 6 | 45|585 -1/4 | 6 | 45 635 -5/8 | 12 9.0 90
or -5/16 | 6.1 | 5.0 | 65 -5/16 | 6.1 | 5.0 | 66 -3/4 | 14 |11.0| 98
S -3/8 | 7 | 55|70 -3)8 | 7 | 55| 7 -7/8 | 17 |13.0/ 106
Standard 7116 | 8 | 6.0 | 74 -716 | 8 | 6.0 | 75 -1 20 [15.0| 114
Whiteworth 12 | 9 | 70| 78 12 | 9 |70 79
w) -9/16 | 10.5] 80 | 80
-5/8 | 12 | 9.0 | 84
Pipe ZMK12-1/8P | 8 | 6.0 | 51 || zmK16-1/8P | 8 | 6.0 | 54 | [ zmk24-3/8P | 14 [11.0] 63
PT) -1/4P | 11 | 90 | 56 | | ZMK24-1/2P | 18 |14.0| 76
(PF) -3/8P | 14 [11.0| 57 | | ZMK24-5/8P | 19 |15.0| 80

% For long size Tap Collets are also available. 50mm (-50L), 100mm (-100L) longer than standard type. e.g. ZMK12-4-50L

’/ OLD SYNCHRONIZED TAPPING HOLDER o e fcatng (NIKKEN

The sales of old ZH holder | |tapER|  Code No. L c | Weight Tap
will be finished, when the (kg) collet
stock is sold out. BT40-ZH 8- 75| 75 23 1.1 ZMK 8
Please use ZH-C holder No.40 ZH12- 80| 80 36 1.2 ZMK12
=" P.65 : ZH16- 95 95 45 1.5 ZMK16
ZH24-105( 105 56 1.8 ZMK24
BT50-ZH 8- 90| 90 23 3.8 ZMK 8
No.50 ZH12- 90 90 36 3.9 ZMK12
ZH16-105( 105 45 4.2 ZMK16
ZH24-105] 105 | 56 44 ZMK24 66
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A BORING SYSTEM

ROUGH BORING
" - v

RAC-E (Steel, Stainless Steel, Cast Iron)
BT [“= P.71

MBTI-= P-1 7’\8

NBT == P.209
NC5 == P.240;
HSK == P.267

CcC
Positive type

$25~¢130

ROUGH BORING
2 2

RAC-K (Through Hole / Multi Sheets)
BT [= P.77 \

NC5 [ P.240
HSK =&~ P.273

$25~¢130

SEMI-FINISH BORING

BCB! (For Large Dia)

ZMAC-VR

BT [ P.85
MBT =~ P.117
NBT [-= P.208
NC5 = P.239
HSK =" P.279

$32~¢180

FINISH BORING
P & 2

ZMAC-V

BT [= P.83
MBT = P.117%
NBT = P.208
NC5 = P.239
HSK = P.277

¢16~9¢180

RAC (Heavy Duty Boring)
BT (= P.73.

MBT 5" P.173\
NBT = P.209 |
NC5 5 P.240
HSK [“= P.269

CN
Negative type
¢43~¢130

RAC (For Large Dia)

NBT ==~ P.211
NCS5 [“5 P.241
HSK =&~ P.275

¢130~¢580

¢130~¢595

ZMAC X-V.
BT (= P84
MBT( = P17 .
NBT = P.208 \ %
NC5 = P.239
HSKI 5 P278 ¢

$25~¢180

A\

RAC-A (Aluminium)
Bl & P.715<~ﬁ\
MBT = PA78y "\, 4
NBT &~ P.20‘§7'~\~ 2

NC5 [ P.240_

HSK == P.271

¢25~¢130

ULTRA LIGHT BORING BAR eV
FOR Large Dia

L&

ROUGH BORING

\
\\§ \‘»;x
r»
-t

RAC-AA v
1°= P.95

BAC-AA

& = ro7
‘\% 5D

FINISH BORING

FINISH BORING

DJ

BT (= P.99

MBTI = P179 \®'g \
NBT 5~ P.210 g /(\
HSK"= P.284 \,5‘ :

¢3~950

BAC-V (For Large Dia)
BT [= P.91
MBT =" P.180
NBT [-= P.211
NC5 [ P.-241
HSK [Z=— P.281

¢130~¢595



MODULAR SYSTEM

Base Holder Q Spacer' SP. [75~P.102
BT [= PA01 % \

MBT = P.179
NBT = P.210
NC5 = P.215
HSK == P.283

~ High Pressure Coolanta

':. iT
_ Through Toow

FINISH BORING
eMAC = {1 09 leiM: !A:'C-W@P.no
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A VODULAR ZMAC ADVANCED BORING BAR

B BASE-HOLDER

Q26 type base holder can be used for various combinations.
Ideal for low volume production on manual machine with wide variety of boring sizes.
We recommend that you also use the Q42 base holder on #50 M/C.I==P.101

M Spacer & Head

The extensive range of heads & spacers allow the correct selection to suit your boring applications.

Length from Gauge Line m———

| Q26 Type Base Holder |

BT Base Holder

/r’h r=P.101

Extension Spacer

>

Stepped Spacer 1=P.102 |__

15

Extension Spacer
for Boring Depth 1=="P.102

130 |45

SP9-9-30

<4mmmmmm Boring Depth m—

HSK Base Holder

= P.283

POLY GONAL TAPER C6 Base Holder

mﬁh ==~ NIKKEN NC TOOLING
Tt SYSTEM for MULTI- __|
Lot [ TASKING MACHINE

MBT/MIT Base Holder . ‘
N =P.179 for Leng?h from ==
| H Gauge Line. SP26-9-30
I — =P.102
AL | 60 | 90
ffffffff 7
MAJOR DREAM Base Holder . | | 30 |45 60
— ] —— 0
== P.210 SP26-26-60 130 | 60 E= e
— | e SP12-12-60
| 30 |45 60
€32 Milling Chuck = P.103 1
K32-Q
i

I30] 60 10 g
=1 SP20-20-45
|
=
SP26-20-60 | 60 |90

SP26-26-60

A/ BORING ARBOR FOR LARGE DIA

Raugh Boring

BT-RAKI="P.81 - 82 RPC Plate RCC Cartridge ’9 »130~580
‘/m— & = P.82 jﬂr ="P.80 | |
— RPD Plate ]

] = P9 RCD Cartridge 8

MBT = P.180 T Il = P.96 HRN

NBT == P.211 9

NC5 =" P.240

HSK = P.275

ULTRA LIGHT js
BORING BAR | /i




M Method of Selection for Modular ZMAC-V Boring Arbors
Firstly, select a head,spacer and stepped spacer from boring diameter and depth.
Then select base holder and SP26 extension spacer by the length from gauge line.

ZMAC-V | == P.87
‘ 40 | Boring¢

- $20~25
ZMAC20-V

7l 38

ZMAC16-V
| 40 |

ZMAC25-V

<

9

:

ZMAC32-V

fig

®

M
I

=P.79

=P.99

EMAC6110

Finish Boring

BAC-V type cartridge for large dia.
= P.93

MCDZ type cartridge for large dia.

W r=" P.98

ﬁ »130~595

BCB type cartridge for large dia. [ »130~595
= P.93 ‘}

]
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A/ BALANGE-CUT BORING ARBOR (RAC-E)

For Steel, Stainless Steel and Cast Iron
CC Insert (Positive type)

Rough Boring—

Power of Shoulder Support

Perfect
- Contact
Cutting
Force

®C+

h h:
$C }
iy a
C ¢ dar ®D
Fig.2 ”Tuh N
(Spacer)
Borin Boring | Cuplin P72 _
TAPER|  Code No Raggi De“;m? e |G o Shank | Seacer Wt g
Q Head Code No.|Tip No.

BT40-RAC 25-135E 67 BT40-Q12- 80| 20|

(IT40) -165E | 25~32 | 105 | 12 |24|35|  -Q12-110 12-RAC 25- 55E | CCO7-C| 2.1
-180F 112 -Q12- 80| SP12-12-45 21 2
-RAC 32-150F 77 Q16- 95| 24]

180 | 32~45| 110 | 16 |31|42| -Q16-125 16-RAC 32- 55E | CC08-C| 2.6
-195E 122 -Q16- 95| SP16-16-45 26 2

-RAC 43-150E 97 -Q20- 80 27
No40 -180E| 43~55| 130 | 20 |40 -Q20-110|  |20-RAC 43- 70E 29 !
-210F 157 5| 020- 80| SP20-20-60 32 2
-RAC 53-165E 135 -Q26- 95 . 25 1

210E| 53~70| 180 | 26 |50 -Q26-140 26-RAC 53- TOE| ., | 33
-225E 195 -Q26- 95| SP26-26-60 32 2
-RAC 70-180E 180 -Q34- 95 L 48 ’

-195E | 70~100| 195 | 34 |64|64|  -Q34-110 34-RAC 70- 85E 5.2
-240F 240 -Q34- 95| SP34-34-60 62 2

-RAC100-195E [ 100~130| 195 42 83|62 -Q42- 95 — 42-RAC100-100E 6.8

*“C” grade (Coated) inserts are supplied as standard with the head. 175~ P.72 Please refer 17&~P.116 for cutting condition.
*Please refer IZ&~ P.101 for base holder, IZ&~P.102 for spacer and 1=&~P.79 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT40-RAC53-165-C

Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E.
*When L length is required longer than standard, please specify the boring depth M. {

% Code No. of RAC25 and RAC32 are changed to RAC25E and RAC32E.
e.g. BT40-RAC25-135 — BT40-RAC25-135E
12-RAC25- 55 — 12-RAC25- 55E

High Pressure Coolant
Through Tool



A/ BALANGE-CUT BORING ARBOR (RAC-E)

Balance cut boring bar executes boring in 2 cartridge inserts absorbing the vibration each other.
The faster the feed rate, the better swarf ejection. This is ideal for rough and medium boring.

B Double Cutting Capability Please use RAC-K M Example of 2 Stepped
for through hole boring. Balance Cut Approx. double removal of

I = P.77, P.78 | below cutting condition is

possible by -0.3 Cartridge.
15~ P.80
N NN SN\
0.3mm
* a
| 11\
Boring | Boring | Cupling Shank s P72 '
: pacer Weight| _.
TAPER Code No. RaEr;ge D?\sl)th Ega C|Ci| (Code No. | Code No. . (k) Fig
Head Code No.|Tip No.
BT50-RAC 25-150E 67 BT50-Q12- 95 . 47 ’
(IT50) -180E | 25~ 32 | 105 12 |24)44 -Q12-125 12-RAC 25- 55E|CCO7-C | 4.9
-195E 112 -Q12- 95 |SP12-12-45 48 | 2
-RAC 32-180E 77 -Q16-125N . 5.4 ’
-210E | 32~ 45 110 16 31|50 -Q16-155 16-RAC 32- 55E|CC08-C | 5.6
-225E 122 -Q16-125N | SP16-16-45 56| 2
-RAC 43-180E 97 -Q20-110 o 5.7 ’
-195E 130 -Q20-125 5.8
N0_50 -ZZ:E 43~ 55 142 20 |40|60 & SP20-20-45 20-RAC 43- 70E 6.1
-Q20-110 : 2
-240E 157 a SP20-20-60 6.2
-RAC 53-210E 117 -Q26-140 o 6.9 ’
-240E | 53~ 70 182 26 |50|65 -Q26-170N 26-RAC 53- 70E 7.0
-270E 177 -Q26-140 | SP26-26-60 CC12-C| 76| 2
-RAC 70-255E 205 -Q34-170 . 9.5 ’
-285E | 70~100 | 235 34 |64/80 -Q34-200 34-RAC 70- 85E 9.9
-315E 265 -Q34-170 | SP34-34-60 109| 2
-RAC100-225E 225 -Q42-125 12.5 ’
-290E (100~130| 290 42 83|83 -Q42-190 — 42-RAC100-100E 15.2
-325E 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. =5~ P.72 Please refer IZ5~P.116 for cutting condition. % Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer iZ==P.101 for base holder, 1Z=~P.102 for spacer and iIz5~P.79 for head. to RAC25E and RAC32E.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAC53-210E-C e.g. BT50-RAC25-150 — BT50-RAC25-150E
*BT50-RAC100-375E, 425E and 475E are also available. 12-RAC25- 55 — 12-RAC25- 55E
M Insert tip for RAC-E ® :best O : good
Dt s p Please add the grade indication into O,
Cast Iron O 0 and add the insert tip material indication
Aluminium T at the end off the Code No.
Car‘f)‘i’c‘fe M Ca?bai:ﬁa K e.g. CC12-C8 (AC630M)
Grade C
Material
Applicable Arbor Dimension Code No. Nose R ] BB
318l _[7y
= CC07-O4| 0.4 [ J o
RACO025E Eii 1;4 %4
bl i CCMT08030L ccor-08| 0.8 ®
se7l_I7
Raczse(ccos),| /) T é cCo8-O4| 0.4 ° o
RAC32E ' &
oy TCCMTOSTBON CC08-CO8| 0.8 ® °
T cc1204| 04 | @ °
RAC43E - RAC530E £}I7 I.s
= A CCMT12040N CC12-O8| 08 ° ®

*Minimum order quantity : 10pcs.

72
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A/ BALANCE-CUT BORING ARBOR (RAC)

For Heavy Duty Boring of Iron and Cast Iron

Rough Boring— CN Insert (Negative type)

Power of Shoulder Support
Perfect
> — Contact

Cutting
Force

\\\\\\ Heavy Duty Boring
SR
v

RAC — 1
Fig.2
-
Boring | Boring |Cupling Shank S @ .
: pacer Weight| _.
TAPER Code No. Range | Depth Dia |C|C; Code No. | Code No. kg) Fig
D M Q Head Code No.| Tip No.
BT40-RAC 43-150 97 BT40-Q20- 80 . 2.7 ’
(IT40) -180 | 43~55| 130 20 |40 -Q20-110 20-RAC 43- 70 2.9
-210 157 50 -Q20- 80| SP20-20-60 32| 2
-RAC 53-165 135 -Q26- 95 . 2.5 ’
-210 | 53~70 | 180 26 |50 -Q26-140 26-RAC 53- 70 3.3
NoA0 -225 195 -Q26- 95| SP26-26-60 CNO8-C 55 2|
-RAC 70-180 180 -Q34- 95 o 4.8 ’
-195 | 70~100| 195 34 64|64 -Q34-110 34-RAC 70- 85 5.2
-240 240 -Q34- 95| SP34-34-60 6.2 | 2
-RAC100-195 [100~130| 195 42 83|62 -Q42- 95 — 42-RAC100-100 6.8 | 1

*“C” grade (Coated) inserts are supplied as standard with the head.[Z&~P.74 Please referZ5~P.116 for cutting condition.
*Please refer1Z5~P.101 for base holder, IZ5~P.102 for spacer and Iz~ P.79 for head.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT40-RAC53-165-C
*When L length is required longer than standard, please specify the boring depth M. |/

*Code No. of RAC25 and RAC32 with CC inserts are
changed to RAC25E and RAC32E. Please refer ==~ P.71, P.72

High Pressure Coolant
Through Tool



A/ BALANCE-CUT BORING ARBOR (RAC)

Balance cut boring bar executes boring in 2 cartridge inserts absorbing the vibration each other.
The faster the feed rate, the better swarf ejection. This is ideal for rough and medium boring.

B Double Cutting Capability Please use RAC-K l Example of 2 Stepped
for throth hole boring. Balance Cut Approx. double removal of

= P.77, P.78 (- below cutting condition is

possible by -0.3 Cartridge.
1=~ P.80
3 SN e I NN
0.3inm
\ NE _
amy M S
Y
Boring | Boring | Cupling Sl s @ '
i pacer < Weight| .
TAPER Code No. Ralgge DT\;)th D(l)a C|C| code No. | Code No. . (ka) Fig
Head Code No.| Tip No.
BT50-RAC 43-180 97 BT50-Q20-110 L 5.7 ’
(IT50) -195 130 -Q20-125 5.8
43~ 20 |4 20-RAC 43- 7
-225 3~ % 142 0 0)60 Q20-10 SP20-20-45 Uil 6.1 5
-240 157 SP20-20-60 6.2
-RAC 53-210 117 -Q26-140 . 6.9 ’
-240 | 53~ 70 182 26 |50|65 -Q26-170N 26-RAC 53- 70 7.0
No50 -270 177 -Q26-140 | SP26-26-60 CNO8-C | 76 | 2
-RAC 70-255 205 -Q34-170 L 9.5 ’
-285 | 70~100 | 235 34 |64(80 -Q34-200 34-RAC 70- 85 9.9
-315 265 -Q34-170 | SP34-34-60 109 2
-RAC100-225 225 -Q42-125 12.5 ’
-290 | 100~130| 290 42 83|83 -Q42-190 = 42-RAC100-100 15.2
-325 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. Iz~ P.74 Please refer IZ5~ P.116 for cutting condition. %Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer IZ&= P.101 for base holder, IZ==P.102 for spacer and 1=~ P.79 for head. to RAC25E and RAC32E. Please refer 1=~ P.71, P.72
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAC53-210-C
*BT50-RAC100-375, 425 and 475 are also available.
M Insert tip for RAC for Heavy Duty Boring
Steel [ ) I . q
—_ Stainloss Sicel = Please add the grade indication into O,
Cast Iron ° and add the insert tip material indication
Aluminium — at the end off the Code No.
Loated || .. CCO8-C8 (AC630M)
Grade Cc
Material AC630M
Applicable Arbor Dimension Code No. |[Nose R
76l _foy
RAC43 - RAC530 —7} 127 If.ws CNo08-O8| 0.8 [ ]
1204 K (CNMM120408)

*Minimum order quantity : 10pcs.

*When CNO08 insert (CNOO120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) IZ&~ P.113. Nikken CN08-O8 insert can be used on
the eccentric bolt type cartridge.
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A/ BALANCE-CUT BORING ARBOR (RAC-A)

Rough Boring—For Aluminium

®C+

Power of Shoulder Support

Force

—

Cutting

Perfect
Contact

Fig.1 ‘
h h:
oc }
f“‘L‘ni o0
C [olelmpan ¢Q‘i Y
Fig.2 ”Tuh :
(Spacer)
Borin Borin i )
TAPER|  Code No. Rgngg D?aptf? Clggng cle C?g:”,\'fo_ Ciggcﬁro_ W(i'gg)m Fig
D M Q Head Code No. |Tip No.
BT40-RAC 25-135A 67 BT40Q12- 80 20]
(T40) 165A| 25~32| 105 | 12 |24(35]  -Q12-110 12-RAC 25- 55A 21
-180A 112 -Q12- 80| SP12-12-45 AEG12 21| 2
-RAC 32-150A 77 Q16- 95| 24
-180A | 32~45 110 16 |31 42 -Q16-125 16-RAC 32- 55A 2.6
-195A 122 -Q16- 95| SP16-16-45 26| 2
-RAC 43-150A 97 -Q20- 80 27
No40 480A| 43~55| 130 | 20 |40 Q20-110| | 20-RAC 43- 70A 29 !
-210A 157 50 -Q20- 80| SP20-20-60 32| 2
-RAC 53-165A 135 -Q26- 95 - 25 1
-210A | 53~70 180 26 |50 -Q26-140 26-RAC 53- 70A AEG16 3.3
-225A 195 -Q26- 95| SP26-26-60 32| 2
-RAC 70-180A 180 -Q34- 95 . 4.8 ’
-195A | 70~100| 195 34 |64 64 -Q34-110 34-RAC 70- 85A 5.2
-240A 240 -Q34- 95| SP34-34-60 6.2 | 2
-RAC100-195A [ 100~130| 195 42 18362 -Q42- 95 — 42-RAG100-100A 6.8 | 1

*“F” grade inserts are supplied as standard with the head. Iz~ P.76 Please refer [Z=~P.116 for cutting condition.
*Please refer 15~ P.101 for base holder, 175~ P.102 for spacer and IZ5~P.79 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT40-RAC53-165A-C
*When L length is required longer than standard, please specify the boring depth M.

i
—Ll

High Pressure Coolant
Through Tool



A/ BALANGE-CUT BORING ARBOR (RAC-A)

Balance cut boring bar executes boring in 2 cartridge inserts absorbing the vibration each other.
The faster the feed rate, the better swarf ejection. This is Ideal for rough and medium boring.

B Double Cutting Capability B Example of 2 Stepped

Balance Cut

Approx. double removal of
[ below cutting condition is
) possible by -0.3 Cartridge.
=" P.80
I\ I\
0.3mm

Borin Borin i :

TAPER|  Code No. Rgngg Dz,ptt? Clg)i:lng clc Cfg: n,il(o_ Ciggcﬁro_ W&g’)h‘ Fig

D M Q Head Code No.|Tip No.

BT50-RAC 25-150A 67 BT50-Q12- 95 . 4.7 ’
(IT50) -180A | 25~ 32| 105 12 |24|44)  -Q12-125 12-RAC 25- 55A 49

-195A 112 -Q12- 95 |SP12-12-45 AEG12 |48 2

-RAC 32-180A 77 -Q16-125N o 5.4 ’
-210A | 32~ 45| 110 16 |31(50|  -Q16-155 16-RAC 32- 55A 5.6

-225A 122 -Q16-125N | SP16-16-45 56 | 2

-RAC 43-180A 97 -Q20-110 o 5.7 ’
- 130 -Q20-125 5.8
No50 _;ggz 43~ 85 o 20 |40|60 a Sp20.00.45 | 20-RAC 43- T0A o1

-240A 157 Q2010 020460 62 | 2

-RAC 53-210A 117 -Q26-140 L 6.9 ’
-240A | 53~ 70 182 26 |50(65 -Q26-170N 26-RAC 53- 70A 7.0

-270A 177 -Q26-140 | SP26-26-60 AEG16 | 76 | 2

-RAC 70-255A 205 -Q34-170 B 95 |
-285A | 70~100 | 235 34 |64/80]  -Q34-200 34-RAC 70- 85A 9.9

-315A 265 -Q34-170 | SP34-34-60 109 2

-RAC100-225A 225 -Q42-125 12.5 ’
-290A |100~130| 290 42 |83/83|  -Q42-190 — | 42-RAC100-100A 15.2

-325A 325 -Q42-225A 16.5] 2

*“F” grade inserts are supplied as standard with the head. IZ="P.76 Please refer 1z5"P.116 for cutting condition.
*Please refer =5~ P.101 for base holder, IZ==P.102 for spacer and IZ=~P.79 for head.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAC53-210A-C
*BT50-RAC100-375A, 425A and 475A are also available.

MInsert tip for RAC-A

Steel

Vateral Stainless Steal Please add the grade indication into C_),
Cast Iron and add the insert tip material indication
Aluminium - L) . at the end off the Code No.
oate
Loated || e.g. AEG16-F2 (KW10)
Grade F
Material
Applicable Arbor Dimension Code No. |[Nose R .
95— L@ - AEG12-O1| 0.1 [ )
RAC25A, — [T
e o J s IE/M AEG12-02| 0.2 ®
80 s -~ r(AEGT090304L) AEG12-O4| 0.4 [ ]
P1Se A gl I, AEG16-O1| 0.1 ()
RAC43A-RAC530A e jm 7—%4_4 AEG16-O2| 0.2 ()
0, T )
g1 L (aEaTi50804L) |AEG16-O4| 0.4 [ J

Y Minimum order quantity : 10pcs.
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A/ BALANGE-CUT BORING ARBOR (RAC-K)

Rough Boring—For Through Hole and Multi Sheets

Power of Shoulder Support
Perf

s ——  Contaot

Cutting
Force

®C+

PC1 | t M
[Py +9C
C ol ¢m§""
Fig.2 ”Tuh :
(Spacer)
Borin Boring | Cuplin P78 )
TAPER Code No. Rangg Deptr? Dpia ° C |Ci CS:: n,ll(o_ Ciggcl?lg. — W(i'g)ht Fig
D M Q Head Code No. | Tip No.
BT40-RAC 25-135K 67 BT40-Q12- 80 . 20 i
(IT40) -165K | 25~32 105 12 124|35 -Q12-110 12-RAC 25- 55K 2.1
-180K 112 -Q12- 80 |SP12-12-45 SC09 21 | 2
-RAC 32-150K 77 Q16- 95| 24|
-180K | 32~45 110 16 [31]42 -Q16-125 16-RAC 32- 55K 2.6
-195K 122 -Q16- 95| SP16-16-45 26 | 2
-RAC 43-150K 97 -Q20- 80 . 2.7 ’
N040 -180K | 43~55 130 20 |40 -Q20-110 20-RAC 43- 70K 2.9
' 210K 157 50 -Q20- 80 | SP20-20-60 32 |2
-RAC 53-165K 135 -Q26- 95 - 25 1
-210K| 53~70 | 180 26 |50 -Q26-140 26-RAC 53- 70K SC12 3.3
-225K 195 -Q26- 95 | SP26-26-60 32 | 2
-RAC 70-180K 180 -Q34- 95 . 4.8 i
-195K | 70~100| 195 34 |64)64 -Q34-110 34-RAC 70- 85K 5.2
-240K 240 -Q34- 95| SP34-34-60 6.2 | 2
-RAC100-195K | 100~130| 195 42 8362 -Q42- 95 — 42-RAC100-100K 6.8
% “C” grade (Coated) inserts are supplied as standard with the head. IZ=5~P.78 Please refer [Z=~P.116 for cutting condition. =
*Please refer(Z5~P.101 for base holder, IZ=~P.102 for spacer and [Z&~P.79 for head.
X Whon L longi 5 eGuired onger hen tandard, ioase specty the boring depth M. - ele .
—

High Pressure Coolant
Through Tool



A/ BALANGE-CUT BORING ARBOR (RAG-K)

Balance cut boring bar executes boring in 2 cartridge inserts absorbing the vibration each other.
The faster the feed rate, the better swarf ejection. This is Ideal for rough and medium boring.

l Double Cutting Capability

N\

Borin Borin i P<78 -
TAPER|  Code No. Rangg Deptf? Clg)igng c|c C;Q’(:': n,i,(o' ngzcﬁro_ = W(i'g)ht Fig
D M Q Head Code No.|Tip No.
BT50-RAC 25-150K 67 BT50-Q12- 95 . 4.7 ’
(IT50) -180K | 25~ 32 105 12 (24|44 -Q12-125 12-RAC 25- 55K 4.9
-195K 112 -Q12- 95 |SP12-12-45 SC09 48 | 2
-RAC 32-180K 77 -Q16-125N L 5.4 ’
-210K | 32~ 45 110 16 [31(50 -Q16-155 16-RAC 32- 55K 5.6
-225K 122 -Q16-125N | SP16-16-45 56 | 2
-RAC 43-180K 97 -Q20-110 L 5.7 ’
-195K 130 -Q20-125 5.8
295K 43~ 55 122 20 |40/60 SP20-20-45 20-RAC 43- 70K 61
No50 -240K 157 Q2010 opo0-20-60 62| 2
-RAC 53-210K 117 -Q26-140 . 6.9 ’
-240K | 53~ 70 182 26 |50|65 -Q26-170N 26-RAC 53- 70K 7.0
-270K 177 -Q26-140 | SP26-26-60 SC12 | 76 | 2
-RAC 70-255K 205 -Q34-170 L 9.5 ’
-285K | 70~100 235 34 6480 -Q34-200 34-RAC 70- 85K 9.9
-315K 265 -Q34-170 | SP34-34-60 10.9| 2
-RAC100-225K 225 -Q42-125 12.5 ’
-290K | 100~130| 290 42 83|83 -Q42-190 = 42-RACG100-100K 15.2
-325K 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. IZ5=P.78 Please refer IZ==P.116 for cutting condition.
Y Please refer 175~ P.101 for base holder, IZ=~P.102 for spacer and [Z=~ P.79 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAC53-210K-C
% BT50-RAC100-375K, 425K and 475K are also available.
M Insert tip for RAC-K @® :best O:good
_ e < Please add the grade indication into O,
Material Cast Iron ®) ° and add the insert tip material indication
Aluminium T at the end off the Code No.
Carbide M| Cavide k| |_€-9- SC12-C8 (AC630M)
Grade Cc
Applicable Arbor Dimension Code No. m‘se:i: G | LIS
238l I,
RAC25K, 1 i :
RAC3ZK E] 7l94 ETq;w;CMT070204N i ° °
a7l [0
RAC43K-RAC100K 7 5 SC12-0O8| 0.8 o [ )

[
Il
T
*‘g‘

0

CMT120408N

Y Minimum order quantity : 10pcs.
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79

A MODULAR TYPE RAC BORING HEAD

RAC-E Balance-Cut Boring Head

Cartridge No.
Iy
W—li o]5-1_cutng | For Steel, Stainless Steel and Cast Iron
q;f ool | © o Lo | CC Insert (Positive type)
—fi )
— P72
Boring Range | Boring Depth | Coupling Dia ; Cutting Edge | Weight
Head Code No. D M Q C Cartridge No. Insert No. Length (K9)
12-RAC 25 - 55E 25~ 32 55 12 24 RCC-025E cco7 8.0 0.4
16-RAC 32 - 55E 32~ 45 16 31 RCC- 32E ccos 9.7 0.5
20-RAC 43 - 70E 43~ 55 20 40 RCC- 43E 0.7
26-RAC 53 - 70E 53~ 70 70 26 50 RCC- 53E 0.8
26-RAC 70 - 70E 70 ~100 RCC- 70E CC12 12.9 1.0
34-RAC 70 - 85E 85 34 64 1.5
42-RAC100 -100E 100~130 100 42 83 RCC-100E 2.9

% Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70E-C

RAC Balance-Cut Boring Head

/Canridge No.

*Insert tips are supplied as an option. IZ=-P.72 Please refer IzZ~P.116 for cutting condition.

For Heavy Duty Boring of Iron and Cast Iron

‘ M ‘qusert No. .
Tli 5T g CN Insert (Negative type)
(X Ed
T o — e 9D Length
e
T &
o )
Head Code No. BoringDRange Boring';VIDepth Coupl(i)ng Dia c Cartridge No. Insert No. Cutﬁigﬁgli?ge V\(ﬁig)ht
20-RAC 43 - 70 43~ 55 20 40 RCC- 43 0.7
26-RAC 53 - 70 53~ 70 70 26 50 RCC- 53 0.8
26-RAC 70 - 70 70 ~100 RCC- 70 CNO08 12.9 1.0
34-RAC 70 - 85 85 34 64 1.5
42-RAC100 -100 100~—130 100 42 83 RCC-100 2.9
*Insert tips are supplied as an option. =~ P.74 Please refer 1z5~P.116 for cutting condition.
% For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70-C
RAC-A Balance-Cut Boring Head ‘
Cartridge No.
M Insert No.
-
i e | For Aluminum
410 Q- | S ®D Length
N ré o
Head Code No. BoringDRange Boringl;VIDepth Coupl(i)ng Dia c Cartridge No. Insert No. CUtIEEr?gEr?ge V\(%gg)ht
12-RAC 25 - 55A 2= g 12 24 RAC- 25A 0.4
16-RAC 32 - 55A 32~ 45 o5 16 31 RAC- 32A SeSle e 05
20-RAC 43 - 70A 43~ 55 20 40 RAC- 43A 0.7
26-RAC 53 - 70A 53~ 70 70 26 50 RAC- 53A 0.8
26-RAC 70 - 70A 70 ~100 RAC- 70A AEG16 15.875 1.0
34-RAC 70 - 85A 85 34 64 1.5
42-RAC100 -100A 100—~—130 100 42 83 RAC-100A 2.9
*Insert tips are supplied as an option. 15~ P.76 Please refer 1=~P.116 for cutting condition.
% For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70A-C
RAC-K Balance-Cut Boring Head Cartidge No.
M 20°
g Cutting
OQtEdgeth For Through Hole
7 eng -
ocoal | 0 o5-mseto. | @Nd Multi Sheets
| p {
Head Code No. BoringDRange Boringlg\ADepth Coupgng Dia| ¢ Cartridge No. Insert No. CutﬁienggtEt:ige
12-RAC 25 - 55K 25~ 32 12 24 RAC- 25K
16-RAC 32 - 55K 32~ 45 55 16 31 RAC- 32K — U
20-RAC 43 - 70K 43~ 55 20 40 RAC- 43K
26-RAC 53 - 70K 53~ 70 70 26 50 RAC- 53K
26-RAC 70 - 70K SC12 11.9
34-RAC 70 - 85K =ty 85 34 64 G
42-RAC100 -100K 100~—130 100 42 83 RAC-100K

*Insert tips are supplied as an option. ==~ P.78 Please refer &~ P.116 for cutting condition.
% For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70K-C




A CARTRIDGE for RAC BORING HEAD

RAC Base ( i/ is common for all types of cartridges.
Please select suitable cartridge and insert tip for your application such as material and machining.
ForS(;ceeI, Stainless Steel SR Ty —
and Cast Iron oring Range nsert Code No.
- . Set Code No. H
CC Insert (Positive type) S.RCC-E Cartridge o1 vode o D 0 Steel, Stainless Steel | Cast Iron
S.RCC- 25E 25 ~ 3 141 CC08-C (AC630M) | CCO8-C (AC410K)
-025E 38| 0° | CCO7-C (AC630M)| CCO7-C (ACA10K)
- 32E| 32~45 |41 CC08-C (AC630M) | CC08-C (ACA10K)
- 43E| 43~55 |46
- 53E| 53~70 |50 .
- 70E| 70 ~100 |55 +3”| CC12-C (ACG30M) | CC12-C (AC410K)
-100E| 100~130 |57

*Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E.
*Insert tips are supplied as an option. iz5~P.72 Please refer 1z=~P.116 for cutting condition.
*Please order set of cartridges. e.g S.RCC-70E

%2 stepped balance cut with H=-0.3 cartridge is also available. e.g. S.RCC-70E (0.3)

For Heavy Duty Boring
of Iron and Cast Iron
CN Insert (Negative type)

Set Code No. D Hl g Insert Code No.
Iron and Cast Iron
S.RCC- 43 43~55 |46
- 53 | 53~70 (50| _,
-70 | 70~100 |55 CNO8
H 100 | 100~130 |57

*Insert tips are supplied as an option. IZ5-P.74 Please refer iZ5~P.116 for cutting condition.

*Please order set of cartridges. e.g S.RCC-70

*When CNO08 insert (CNOO120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) 1=~ P.113. Nikken CN08-O8 insert can be used on
the eccentric bolt type cartridge.

| For Aluminum

| S.RCC-A Cartridge

Set Code No. D Hl 6 Insert Cod_e No.
For Aluminum
S.RCC- 25A| 25~32 |38
- 32A 32 ~ 45 41 AEG12
- 43A| 43~55 |46]
- 53A| 53~70 |50
- 70A| 70~100 |55 REG16
-100A| 100~130 |57

*Insert tips are supplied as an option. =~ P.76 Please refer IZ5-P.116 for cutting condition.
*Please order set of cartridges. e.g S.RCC-70A

%2 stepped balance cut with H=-0.3 cartridge is also available. e.g. S.RCC-70A (0.3)
*S.RCC-A cartridge can be used for the bottom face finishing of iron and cast iron.

For Through Hole

and Multi Sheets
Set Code No. D H| 6 Ir.13ert Code No.
Steel, Stainless Steell  Cast Iron
S.RCC- 25K | 25~ 32
- 3K m2~1s 41 S$C09-C (AC630M) | SC09-C (AC410K)
- 43K| 43~55 |46 0
- 53K| 53~ 70 |50
12-C (AC630M) | SC12-C (AC410K
Bl 10— |5 $C12-C (AC630M) | SC12-C (AC410K)
-100K | 100~130 |57
Insert tips are supplied as an option. &~ P.78 Please refer 5~ P.116 for cutting condition.
*Please order set of cartridges. e.g S.RCC-70E
Code No. B°””g§a”ge h|im|c|a|d
12-RAC 25- 55B 31
12-RAC025- 55B | = | 181524 W6 28
16-RAC 32- 55B S2~45 | 22| 31|31 |30
20-RAC 43- 70B 43~55 | 24|42 | 40 35
26-RAC 53- 70B 53~70 | 0|40 | | |45
26-RAC 70- 70B 70100 38 v 160
34-RAC 70- 85B 36|53 64| |60 |
42-RAC100-100B 100~130 | 42 | 66 | 83 70

*Dimension “L” is “58mm” in combination of RCC-25K and 12-RAC25-55B.
s For centre through tool coolant type except 26-RAC70-70B,
please add “-C” at the end of Code No. e.g. 34-RAC70-85B-C
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A/ BALANCE-CUT RAC BORING ARBOR for LARGE DIA.

M With the screws for slight adjustment

For Roughing | g ing Dia. : 130~580mm
RCC Cartridge
e\ g
V.
|
W £ i - QD "“é"}
i R i [[l™~_RPC Plate i
g\ 1F P.82
RAK Arbor %
1= P.82 N
Boring Dia. : $130~580mm
TAPE Code.No MIN.BMAX. L c F&E: rr\?:r PI;Z ilo. Can?dc;c; No. Vfﬁ'gf t
BT40-RAC130-205 130~180 RPC-130 7.0
N040 (IT40)-RAC180-205 180~230 205 o AL S -180 8.0
BT50-RAC130-185 185 BT50-RAK-110A 9.8
(IT50) -235 235 -160A 12,5
-285 285 -210A 152
-335 130~180 335 -260A RPC-130 17.9
-385 385 -310A 20.6
-435 435 -360A 233
-485 485 -410A 26.0
-RAC180-185 185 -RAK-110A 104
-235 235 -160A 13.1
-285 285 -210A 15.8
-335 180~230 335 -260A RPC-180 185
-385 385 -310A 212
-435 435 -360A For Heavy 23.9
-485 485 -410A Duty Boring | 55
90 of Iron and

-RAC230-185 185 -RAK-110A Cast Iron 1.1
-235 235 -160A RCC-130 138
No.50 -285 285 -210A x2 165
-335 230~280 335 -260A RPC-230 Insert Tip 19.2
-385 385 -310A CNO8 219
-435 435 -360A 246
-485 485 -410A 27.3
-RAC280-185 185 -RAK-110A 1.7
-235 235 -160A 14.4
-285 285 -210A 17.1
-335 280~330 335 -260A RPC-280 19.8
-385 385 -310A 25
-435 435 -360A 25.2
-485 485 -410A 27.9
-RAC330-210™ | 330~380 RPC-330 16.0
-RAC380-210" |  380~430 " BT50.RAK330-125 -380 17.0
-RAC430-21 o: 430~480 o2ty | % | TE0-RAK330-135 -430 18.0
-RAC480-210 480~530 -480 19.0
-RAC530-210" |  530~580 -530 20.0

% The Code No. on above table are the boring arbors with RCC-130 cartridge (Insert tip: CN08) the Heavy Duty Boring of Iron and Cast Iron.
Please refer 1=~ P.116 for cutting condition.

% Boring arbor with cartridges & insert for Steel, Stainless Steel and Cast Iron (E) , for Aluminum (A) and for
Through Hole & Multi Sheets (K) are available. Please refer 1= P.82 for cartridges. e.g. BT50-RAC130-185E

*Please referiz="P.82 for RAK arbor and RPC plate.

*Arbor, plate and cartridges are delivered in separate packages.

*Please check the interference of the arbor with your M/C not to occur the interference in the tool magazine.

% The location of the cutting edge is same as the drive key for standard. The different location is available,
please specify 6. e.g. BT50-RAC180-235 (90°)

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAC130-185-C

% The boring arbors marked * with IT50, L (gauge length) is 220. e.g. IT50-RAC330-220

8(0°~180°)

Drive Key

Cutting Edge

View from Cutting Edge .
grda High Pressure Coolant

Through Tool



A MODULAR TYPE ARBOR

BALANCE CUT RAK BORING ARBOR for LARGE DIA. <RAK Arbor> T o

M10

?ﬂ: —leilap
Ul

17— e v

N E1 el M e
Fig.2
Weidh Applicable RPC Plate Hex. Socket bolt
. eight .
Code No. Boring Range L D P (Kg) Fig.
BTA40.RAK-130A 130~230 130 49 RPC-130, 180
BT50-RAK-110A 110 7.2
(IT50)-RAK-160A 160 9.9
-RAK-210A 210 12.6
-RAK-260A 130~330 260 102 35 15.3 RPC-130, 180, 230, 280 M1035 1
-RAK-310A 310 18.0
-RAK-360A 360 20.7
-RAK-410A 410 23.4
-RAK330-125" 330~580 125 | 240 | 100 | 12.0 RPC-330, 380, 430, 480, 530 M1045 2
*The location of the cutting edge is same as the drive key for standard. The different location is available, please specify 6. e.g. BT50-RAK-160A (90°)
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAK-160A-C 2 set of coolant nozzles are standard accessory. d
%IT40-RAK-130 is available. % :In case of IT50, IT50-RAK-330-135 is standard gauge length.

BALANCE CUT PLATE for LARGE DIA. <RPC Plate>

L
~35—+1=- 35— L
(100) | (100) —
[ 0 \ T 9105
PN i @ |
{ hi T 20115,
= (30)
\ / ]

Dimensions in () are for RPC-330, 380, 430, 480 and 530.

Code No. | Boring Range L |Weight (Kg)| Code No. | Boring Range L |Weight (Kg)| Code No. | Boring Range L | Weight (Kg)
RPC-130 $130~180 18| 14 RPC-330 $330~380 316 5.3 RPC-530 $530~580 516 | 87

-180 $180~230 166 | 2.0 -380 $380~430 366 | 6.1
-230 $230~280 216 | 27 -430 $430~480 46| 7.0
-280 $280~330 266 3.3 -480 $480~530 466 | 7.9

Accessories for Balance-Cut RAC

Steel, Stainless Steel Heavy Duty Boring of For Through Hole

and Cast Iron Iron and Cast Iron For aluminum and Multi Sheets .
RCC-130 RCC-130E RCC-130A RCC-130K Cartridge Lock Bolt
=) (CN08) (CC12) (AEG16) ™ (SC12) vsing RAC13D e for

5\5 LT M6 :;/MS
1B o) A 15
i —

Weight : 0.6Kg

Insert Clamp Adjust Adjust Wrench | Set Screw| L-Wrench |Hex Socket Applicable RPC Plate

Tip Bolt Screw Wrench | for Insert (M8)  |for M815 Bolt Bolt
Accessories
<= = >
& | T W | 8

Code No. * CSM-70 | M540 M3 20S M815 M4 M625 RPC-130,180,230,280,330,380,430,480,530

%k : The insert tip is RCC-130: CNO08 (1=~ P.74) , RCC-130E: CC12 (1=~ P.72) , RCC-130A: AEG16 (1=~ P.76) , RCC-130K: SC12 (1=~ P.78) Please referiz== P.116 for cutting condition.
*There are two different types clamping system. One is eccentric system, the other is screw on system. Above parts are for screw on system.

% Code No. RCC-130 indicates a single cartridge. When ordering a pair cartridge, please appoint to us Code No. S.RCC-130.

*The Code No. of the cartridges for 2 stepped balance cut is SRCC-130-0.3
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A 1MAc ADVANCED BORING ARBOR (ZMAC-V)

Boring for Finishing

L Only for ZMAC16-V .

M

19

M " o kol
— = ===

>

Fig.1 . . Fig.3 ‘
ZMAC100-V, 140-V
L M |
. M 1 o
q"i ¢f’ q)ci °f ‘T
— e CW\ =ik
= —
Fig.2 h il he Fig.4 h e
(Spacer)
. . A PN
Code No. of the insert tip O\ are shown. PAT
Shank Extension P%g
Boring Boring Spacer (AN n
TAPER Code No. Range | Depth | C | Ct | CodeNe. | 2 Mo, Weight |
Head No. (kg)
D M Insert No.
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2
BT40-ZMAC16 -125V 38 12-ZMAC16-45V 1.9
15.9~20.2 15 | 24 | BT40-Q12- 80 ——" 3
(1T40) -135V 48 _ 12-ZMAC16-55V 1.9
-ZMAC20 -120V 45 -Q 9- 80 1.9 .
-135V | 19.8~25.2 67 19 | 30 -Q 9- 95N 9-ZMAC20-40V 1.9
3MP-C,B
-150V 75 -Q 9- 80 SP9-9-30 2.0 2
-ZMAC25 -120V 52 -Q12- 80 _ 2.0 ;
-150V | 24.8~32.2 90 24 | 35 -Q12-110 12-ZMAC25-40V 2.1
-165V 97 -Q12- 80 | SP12-12-45 2.1 2
-ZMAC32 -150V 77 -Q16- 95 _ 25 ;
No.40 -180V | 31.8~422 110 31| 42 -Q16-125 16-ZMAC32-55V | 4MP-C,B | 27
-195V 122 -Q16- 95 | SP16-16-45 2.7 2
-ZMAC42 -150V 97 -Q20- 80 _ 3.0 .
-180V | 41.8~552 130 40 | 50 -Q20-110 20-ZMAC42-70V 32
-210V 157 -Q20- 80 | SP20-20-60 35 2
-ZMAC55 -165V 135 -Q26- 95 _ 3.9 ;
-210V | 54.8~70.2 180 53 | 50 -Q26-140 26-ZMAC55-70V 4.6
6MP-C,B
-225V 195 -Q26- 95 | SP26-26-60 4.6 2
-ZMAC70 -165V 165 -Q34- 95 _ 5.4 ;
-180V | 69.8~85.2 180 67 | 64 -Q34-110 34-ZMAC70-70V 5.8
-225V 225 -Q34- 95 | SP34-34-60 6.8 2
-ZMAC85 -195V | 84.8~100.2 195 83 | 62 -Q42- 95 — 42-ZMAC85-100V 9.0 1

*MIN. dial readout : ZMAC25-V & smaller is 0.02mm on diameter. ZMAC32-V and larger are 0.01mm on diameter.
% “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool- I|fe) ==~ Please refer IZ5~ P.117 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.

*Please refer 175~ P.101,P102 for Shank & Spacer, and I==~P.87, P.88 for Head. —m
*Centre Through Tool Coolant function is available as standard. ‘

*For BT30, modular connection system is applied. Please refer IZ5~ P.101 for Base Holder. :ﬁﬂp—‘%_'_q
*When L length is required longer than standard, please specify boring depth M. CM

M Boring Arbor with Extension Spacer IZMAC-V for Multi-Stage Boring Bar

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool
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A 1MAc ADVANCED BORING ARBOR (ZMAC-V)

M With ZMAC-V Boring Head
Please add “AA” at the end of Code No.
e.g. BT40-ZMAC42-150AAV

Diameter can be adjusted easily and quickly by new handle with wrench.

Adjust diameter

ZMAC &-V h ‘3 '}

A A2\
Code No. of the insert tip are shown. PAT.
) i Shank Extension Y A4
wen o | B2 U oo e | | SR e
L M Head No. Insert No. 9
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2
BT50-ZMAG16 -140V 15.9~20.2 38 15 | 24 | BT50-Q12- 95 12-ZMACT6-45V 47 3
(IT50) -150V 48 12-ZMAC16-55V 47
-ZMAC20 -150V 45 -Q 9110 N 48 1
-165V | 19.8~25.2 67 19 | 40 -Q 9-125N 9-ZMAC20-40V 48
-180V 75 -Q 9110 | SP9-9-30 SMP-C.B 9 T 2
-ZMAC25 -135V 52 -Q12- 95 _ 48 1
-165V | 24.8~32.2 90 24 | 44 -Q12-125 12-ZMAC25-40V 48
-180V 97 -Q12- 95 | SP12-12-45 49 2
-ZMAC32 -180V 77 -Q16-125N _ 55 .
-210V | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32-55V | 4MP-C,B | 5.6
-225V 122 -Q16-125N | SP16-16-45 5.7 2
-ZMAC42 -180V 97 -Q20-110 _ 6.0 ;
IV de~ss2 12| 40 | 60 Q012 20-ZMAC42-70V o0
-225V 142 e SP20-20-45 6.4 »
-240V 157 SP20-20-60 6.5
-ZMAC55 -210V 117 -Q26-140 _ 7.5 .
-240V | 54.8~70.2 182 53 | 65 -Q26-170N 26-ZMAC55-70V 7.6
No.50 =270V 177 -Q26-140 | SP26-26-60 8.1 2
-ZMAC70 -240V 190 -Q34-170 _ 10.0 ;
-270V | 69.8~85.2 220 67 | 80 -Q34-200 34-ZMAC70-70V 10.6
-300V 250 -Q34-170 | SP34-34-60 115 2
-ZMAC85 -225V 182 -Q42-125 _ 12.5 ;
-290V | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85-100V | 6MP-C,B | 15.0
-315V 272 -Q42-125 | SP42-42-90 16.0 2
-ZMAC100-225V 225 -Q42-125 12.4
-290V 290 -Q42-190 15.1
-325V | 99.5~140.5 325 95 | 98 -Q42-225A — 42-ZMAC100-100V 17.8
-375V 375 -Q42-275A 20.5
-425V 425 -Q42-325A 23.2 A
-ZMAC140-225V 225 -Q42-125 13.8
-290V 290 -Q42-190 16.5
-325V | 139.5~180.5 325 135 | 98 -Q42-225A = 42-ZMAC140-100V 19.2
-375V 375 -Q42-275A 21.9
-425V 425 -Q42-325A 24.6

*MIN. dial readout : ZMAC25-V & smaller is 0.02mm on diameter. ZMAC32-V and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. % Centre Through Tool Coolant function is available as standard.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) .IZ&5~P.119
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer IZ5~P.117 for cutting condition.
*Please refer 1Z5~ P.101,P102 for Shank & Spacer,and =& P.87, P.88 for Head. 84



19

A 1MAC ADVANCED BORING ARBOR (ZMAC-VR)

Boring for Semi-Finishing—ZMAC-VR

—

Fig.1

ZMAC100-VR, 140-VR
LM

i i .

I/
—
Fig.3

ZMAC-VR |
Fig_2 h ht h2 | he
(Spacer)
Fy
Code No. of the insert tip @ are shown. PAT.
Shank Extension
Boring Boring Spacer % i .
TAPER Code No. Range Depth | C | C1 | CodeNo- | 2 Mo, the(lght Fig.
D M Head No. Insert No o)
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2 ’
BT40-ZMAC32R -150V 77 BT40-Q16- 95 _ 25 1
(1T40) -180V | 31.8~422 110 31| 42 -Q16-125 16-ZMAC32R-55V 2.7
-195V 122 -Q16- 95 | SP16-16-45 27 2
-ZMAC42R -150V 97 -Q20- 80 _ 3.0 1
-180V | 41.8~55.2 130 40 | 50 -Q20-110 20-ZMAC42R-70V | CC06-C 32
-210V 157 -Q20- 80 | SP20-20-60 3.5 2
No.40 -ZMAC55R -165V 135 -Q26- 95 _ 39 1
-210V | 54.8~70.2 180 53 | 50 -Q26-140 26-ZMAC55R-70V 4.6
-225V 195 -Q26- 95 | SP26-26-60 46 2
-ZMAC70R -165V 165 -Q34- 95 _ 5.4 1
-180V | 69.8~85.2 180 67 | 64 -Q34-110 34-ZMAC70R-70V 5.8
CC08-C
-225V 225 -Q34- 95 | SP34-34-60 6.8 2
-ZMAC85R -195V | 84.8~100.2 195 83 | 62 -Q42- 95 — 42-ZMAC85R-100V 9.0

*MIN. dial readout : ZMAC25-VR & smaller is 0.02mm on diameter. ZMAC32-VR and larger are 0.01mm on diameter.

*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . [Z=P.86 Please refer IZ&~ P.117 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.

*Please refer Iz~ P.101,P102 for Shank & Spacer, and =&~ P.87, P.88 for Head.

*Centre Through Tool Coolant function is available as standard. M
*For BT30, modular connection system is applied. Please refer [Z5~ P.101 for Base Holder. . 1
*When L length is required longer than standard, please specify boring depth M. /:ﬁﬂy\—'%_’_q = 5 o

M Boring Arbor with Extension Spacer M ZMAC-V for Multi-Stage Boring Bar

Please contact us for the special boring bar.

-

Com

iy ﬁ

High Pressure Coolant
Through Tool




’/ ZMAG ADVANGED BORING ARBOR (ZMAG-VR)  INIKKEN
Minsert Tip for ZMAC-VR ® :best O : good
Steel ® . . . -
Stainioes Stosl = Please add the grade indication into O,
Cast Iron O [ ) and add the insert tip material
Material Aluminium = = -
e e indication at the end off the Code No.
Hardened Steel e.g. CC12-C8 (AC630M)
High Speed finish for Aluminium
Coated Coated i i ; i
o There is the CBN insert tip which both corn'ers car] be used.
c Please refer z==P.120 for ISO code of the insert tip.
Grade )
Material | ) cg30m | AC410K @
Applicable Arbor Dimension Code No. Nose R
ZMAC32-VR, a3l _f7, €C06-O4| 0.4 ® Y
ZMAC42.VR, | [N e 5,
ZMAC55-VR 3 T commosozon | ©C06-O8 | 0.8 ()
so7l [
ZMACT0-VR, T o @ cCcos-O4| 04 () ®
ZHACESVR égjzs %QCMTogTaoN CCo8-O8| 0.8 ® ®
76l [
MAGTO0VR, - % cc12-04| 04 ) °
ZMACTAOVR E}i j7 %_%ZZCMWMON €C12-08| 08 L4 °
5y
Code No. of the insert tip @ are shown.
Shank Extension
Boring Boring Code No Spacer .
. Weight| ..
TAPER Code No. Range Depth © Ci1 Code No. (eklgg) Flg.
D M tead No. Insert No
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2 ’
BT50-ZMAC32R -180V 77 BT50-Q16-125N . 5.5 1
(1T50) 210V | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32R-55V 56
-225V 122 -Q16-125N | SP16-16-45 5.7 2
-ZMAC42R -180V 97 -Q20-110 . 6.0 1
-195V 130 -Q20-125 6.0
= 41.8~55.2 40 | 60 20-ZMAC42R-70V | CCO06-C
-225V 142 SP20-20-45 6.4
-Q20-110 2
-240V 157 SP20-20-60 6.5
-ZMAC55R -210V 117 -Q26-140 _ 75 1
-240V | 54.8~70.2 182 53 | 65 -Q26-170N 26-ZMAC55R-70V 76
=270V 177 -Q26-140 | SP26-26-60 8.1 2
-ZMAC70R -240V 190 -Q34-170 . 10.0 1
-270V | 69.8~85.2 220 67 | 80 -Q34-200 34-ZMAC70R-70V 10.6
-300V 250 -Q34-170 | SP34-34-60 115 2
CCo8-C
No.50 —7yacasr 2257 182 Q42125 - 25 |
-290V | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85R-100V 15.0
-315V 272 -Q42-125 | SP42-42-90 16.0 2
-ZMAC100R-225V 225 -Q42-125 12.4
-290V 290 -Q42-190 15.1
-325V | 99.5~140.5 325 95 | 98 -Q42-225A — 42-ZMAC100R-100V 17.8
-375V 375 -Q42-275A 20.5
-425V 425 -Q42-325A 23.2
q CC12-C 3
-ZMAC140R-225V 225 -Q42-125 13.8
-290V 290 -Q42-190 16.5
-325V | 139.5~180.5 325 135 | 98 -Q42-225A = 42-ZMAC140R-100V 19.2
-375V 375 -Q42-275A 21.9
-425V 425 -Q42-325A 24.6

*MIN. dial readout : ZMAC25-VR & smaller is 0.02mm on diameter. ZMAC32-VR and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. % Centre Through Tool Coolant function is available as standard.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . 15~ P.86

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer Iz~ P.117 for cutting condition.
*Please refer Z5~ P.101,P102 for Shank & Spacer,and 7= P.87, P.88 for Head.

86



A/ VODULAR TYPE ZMAC ADVANCED BORING HEAD

ZMAC-V Triangular Insert type head

T N9
oc * of QL
Q1 povsoseed™__
[1E
Fig.1
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (Kg)
D M Q C Ci1 Unit No. Insert No. Fig.
12-ZMAC 16- 45V 38 0.4
15.9~20.2 12 15 24 M 2HZ- 16V 2
12-ZMAC 16- 55V 48 0.4
3MP-C,B
9-ZMAC 20- 40V 19.8~25.2 e 9 19 M 2HZ- 20V 0.4
12-ZMAC 25- 40V 24.8~32.2 12 24 M 3HZ- 25V 0.5
16-ZMAC 32- 55V 31.8~42.2 55 16 31 M 4HZ- 32V 4MP-C,B 0.7
20-ZMAC 42- 70V 41.8~55.2 20 40 - M 5HZ- 42V 1 1.1
26-ZMAC 55- 70V 54.8~70.2 70 26 53 M 5HZ- 55V 1.2
34-ZMAC 70- 70V 69.8~85.2 34 67 M 7HZ- 70V TR 2.0
42-ZMAC 85-100V 84.8~100.2 83 M10HZ- 85V ’ 43
42-ZMAC100-100V 99.5~140.5 100 42 95 83 M10HZ-100V 3 4.9
42-ZMAC140-100V 139.5~180.5 135 M10HZ-140V 6.3

*MIN. dial read out: ZMAC25-V and smaller is 0.02mm on dia.
ZMAC32-V and larger is 0.01mm on dia.
% The above boring ranges are based on heads with Nose/R 0.2 insert.
% “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . [Z5 P.119 Please refer [Z5~ P.117 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. l~— Length
% Centre Through Tool Coolant function is available as standard.
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV e.g. Q26-20-ZMAC42-100V

r
ZMAC- VR @ Rhomboid Insert type head

-~
PAT. %
Boring Boring Coupling Remarks i
Head No. Range Depth Dia. V\éﬁlg)ht
D M Q C C1 Unit No. Insert No. Fig.
16-ZMAC 32R - 55V 31.8~42.2 55 16 31 M 4HZ- 32VR 0.7
20-ZMAC 42R - 70V 41.8~55.2 20 40 M 5HZ- 42VR| CCO06-C 1.1
26-ZMAC 55R - 70V 54.8~70.2 70 26 53 - | M 5HZ- 55VR 1 1.2
34-ZMAC 70R - 70V 69.8~85.2 34 67 M 7HZ- 70VR CCo6C 2.0
42-ZMAC 85R -100V 84.8~100.2 83 M10HZ- 85VR 4.3
42-ZMAC 100R -100V 99.5~140.5 100 42 95 M10HZ-100VR 4.9
83 CCi12-C 2
42-ZMAC 140R -100V | 139.5~180.5 135 M10HZ-140VR 6.3

*MIN. dial read out: ZMAC25-VR and smaller is 0.02mm on dia.
ZMAC32-VR and larger is 0.01mm on dia.

*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . 1Z=—P.86 Please refer [==~P.117 for cutting condition.

*Centre Through Tool Coolant function is available as standard. ‘_7 Length——{

*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV e.g. Q26-20-ZMAC42R-100V

Coupling Dia. Q
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A/ WODULAR TYPE ZMACAX ADVANCED BORING HEAD

For High Speed/Deep Hole Boring

ZMACX-V Triangular Insert type head

Boring Boring Coupling Remarks
Head No. Range Depth Dia. _ _ (Kg)
D M Q C C1 Unit No. Insert No. Fig.

12-ZMAC 25- 40AAV 24.8~32.2 40 12 24 M 3HZ- 25V 3MP-C,B 0.4
16-ZMAC 32- 55AAV 31.8~42.2 55 16 31 M 4HZ- 32V 4MP-C,B 0.5
20-ZMAC 42- 70AAV 41.8~55.2 20 40 _ M 5HZ- 42V ] 0.8
26-ZMAC 55- 70AAV 54.8~70.2 70 26 53 M 5HZ- 55V 0.7
34-ZMAC 70- 70AAV 69.8~85.2 34 67 M 7HZ- 70V e 1.1
42-ZMAC 85-100AAV 84.8~100.2 83 M10HZ- 85V 2.3
42-ZMAC100-100AAV 99.5~140.5 100 42 95 M10HZ-100V 2.8
42-ZMAC140-100AAV 139.5~180.5 135 8 M10HZ-140V 2 3.1

*MIN. dial read out: ZMAC25&-V and smaller is 0.02mm on dia.
ZMAC32&-V and larger is 0.01mm on dia.
% The above boring ranges are based on heads with Nose/R 0.2 insert.
*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . [ZZ~ P.119 Please refer [Z= P.117 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. L——Length——{
*Centre Through Tool Coolant function is available as standard.
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AAV e.g. Q26-20-ZMAC42-100AAV

Coupling Dia. Q

For High Speed/Deep Hole Boring

r
ZMACX - VR @ Rhomboid Insert type head

Head No. 33233 %Oer;;?r? e .Remarks | V\(ﬁig)l’\t
D M Q C C1 Unit No. Insert No. Fig.
16-ZMAC 32R - 55AAV 31.8~42.2 55 16 31 M 4HZ- 32VR 0.5
20-ZMAC 42R - 70AAV 41.8~55.2 20 40 M 5HZ- 42VR| CCO06-C 0.8
26-ZMAC 55R - 70AAV 54.8~70.2 70 26 53 — |M 5HZ- 55VR 1 0.7
34-ZMAC 70R - 70AAV 69.8~85.2 34 67 M 7HZ- 70VR T 1.1
42-ZMAC 85R -100AAV 84.8~100.2 83 M10HZ- 85VR 2.3
42-ZMAC 100R -100AAV | 99.5~140.5 100 42 95 - M10HZ-100VR CC12.C ) 2.8
42-ZMAC 140R -100AAV | 139.5~180.5 135 M10HZ-140VR 3.1

*MIN. dial read out: ZMAC254-VR and smaller is 0.02mm on dia.
ZMAC32«-VR and larger is 0.01mm on dia.
% “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . [Z=—P.86 Please refer [Z=—P.117 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
% Centre Through Tool Coolant function is available as standard. |-— Length
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AAV e.g. Q26-20-ZMAC42R-100AAV

Coupling Dia. Q
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A/ MODULAR TYPE ZMAC ADVANCED (1SO) BORING HEAD

Boring head for ISO insert tip widely
available on the market.

A A . * i '
ZMAC-V-1 (o\ fo\ Triangular Insert type head Only insert clamp bolts are supplied
C)N g (Insert tips are not supplied).

)
paT. JF19
Boring Boring | Coupling Remarks Weight
Head No. Range Depth Dia. e (Kg)
. v ) .
D M Q © C1 Unit No. Insert No. 227k Fig,
16-ZMAC 32- 55V-I 31.8~42.2 55 16 31 M 4HZ- 32V-l TCO0090200L M2.2 0.7
20-ZMAC 42- 70V-I 41.8~55.2 20 40 M 5HZ- 42V(M3) 1.1
26-ZMAC 55- 70V-I 54.8~70.2 70 26 53 = M 5HZ- 55V(M3) 1 1.2
34-ZMAC 70- 70V-I 69.8~85.2 34 67 M 7HzZ- 70V(M3) 2.0
TPOO110300L M3
42-ZMAC 85-100V-I 84.8~100.2 83 M10HZ- 85V(M3) 4.3
42-ZMAC100-100V-I 99.5~140.5 100 42 95 M10HZ-100V(M3) 4.9
83 3
42-ZMAC140-100V-1 139.5~180.5 135 M10HZ-140V(M3) 6.3
*MIN. dial read out: ZMAC32-V-l and larger is 0.01mm on dia.(Sub scale : 0.005)
% The above boring ranges are based on heads with Nose/R 0.2 insert.
% Centre Through Tool Coolant function is available as standard. |-— Length —+|
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV-I e.g. Q26-20-ZMAC42-100V-1 — "

Coupling Dia. Q

A/ 10DULAR TYPE IMAC X ADVANCED (1S0) BORING HEAD

For High Speed/Deep Hole Boring Boring head for ISO insert tip widely

A A available on the market.
ZMACKX-V-I Triangular Insert type head * Only insert clamp bolts are supplied
(Insert tips are not supplied).

T j 9|
C oF
@ qa& 2 1 ¢D
v A
’ Fig.1 Fig.2 41
9 [¢] PAT. P19
Boring Boring | Coupling Remarks Weight
Head No. Range Depth Dia. — (Kg)
D M Q © C1 Unit No. Insert No. | »72Z771 | Fig,
16-ZMAC 32- 55AAV-I 31.8~42.2 55 16 31 M 4Hz- 32V-l |TCOOD090200L, M2.2 0.5
20-ZMAC 42- 70AAV-l | 41.8~55.2 20 40 M 5HZ- 42(M3) 0.8
26-ZMAC 55- 70AAV-I 54.8~70.2 70 26 53 - M 5HZ- 55(M3) 1 0.7
34-ZMAC 70- 70AAV-I 69.8~85.2 34 67 M 7HZ- 70(M3) 1.1
TPOO110300L M3
42-ZMAC 85-100AAV-I 84.8~100.2 83 M10HZ- 85(M3) 2.3
42-ZMAC100-100AAV-I 99.5~140.5 100 42 95 M10HZ-100(M3) 2.8
83 2
42-ZMAC140-100AAV-l | 139.5~180.5 135 M10HZ-140(M3) 3.1

K MIN. dial read out: ZMAC32&-V-I and larger is 0.01mm on dia.(Sub scale : 0.005)

% The above boring ranges are based on heads with Nose/R 0.2 insert.

*Centre Through Tool Coolant function is available as standard.

*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AAV-I e.g. Q26-20-ZMAC42-100AAV-|

Coupling Dia. Q




A 1nAc ADVANCED (1S0) BORING UNIT PARTS LIST

NIKKEN ZMAC-V-I Boring Heads come
complete with the ZMAC-V-I Boring Unit.
Specify the part No. in the table below when
ordering spares.
Triangular Insert Heads and Rhomboid Insert
Heads use different boring units, cartridges,
insert tips, insert clamp bolts, and insert clamp
handles, but all other parts are common to both.

ZMAC-V-I

* The ZMAC units and new ZMAC-V-I units are interchangeable.

. Insert Insert : Unit
Unit Triangular Clamp Clamp SL(?I’ZSV Adﬁt;sgmgnt Clamp
ZMAC-V-| A\ Insert Screw Handle Bolt
Style NS/
Boring y o ﬁ
R = =
ange \‘\@/ g/ = @H @ . / &
ZMAC 32-V-l | 31.8~42.2 | M 4Hz- 32v-l | TCOO0090200L M2255 T-6 M365 M 4HZL
ZMAC 42-V-l | 41.8~55.2 | M 5HZ- 42V(M3) M364 M2577
M 5HZL
ZMAC 55-V-l | 54.8~70.2 |M 5HZ- 55V(M3) M366
ZMAC 70-V-l | 69.8~85.2 | M 7HZ- 70V(M3) M360 M 7HZL M3090
TPOO110300L M3070 T-10
ZMAC 85-V-I 84.8~100.2 | M10HZ- 85V(M3) M367
ZMAC 100-V-I | 99.5~140.5 | M10HZ-100V(M3) M368 M10HZL M4012
ZMAC 140-V-1 |139.5~180.5 | M10HZ-140V(M3) M369
% Each Unit and Cartridge are supplied without Insert Tip.
Special cartridge example for necking
is available. Please contact us with the
_ Insert | Insert work piece drawing.
p Unit TrllangLrJtlar Clamp | Clamp
ZMAC-VR nse Screw | Handle | 1pe cartridge head can be exchanged itself for the
Style AT head bigger equal to ZMAC42-V.
Boring (&)
Range % H bﬁ Cartridge Head Head Clamp
(ISO code) A
ZMAC 32-VR | 31.8~ 422 | M 4HZ- 2R M2560 Boring /L 2 L
Range
ZMAC 42:VR | 418~ 552 | MSH- @R | CCOBC | | T8 g ﬁ
(CCono602an) NG >
ZMAC 55-VR | 54.8~ 70.2 | M 5HZ- 55\R \v/ é/
ZMAC 70-VR | 69.8~ 85.2 | M 7HZ- 70VR CC08-C M4090 15 glg: 33: M 5HZ- 42 CH(M3) |M 5HZ- 42RCH| M512C
ZMAC 85-VR | 84.8~100.2 | Mi0HZ- 85VR | (CCUOSTSID| 4012 69.8~ 85.2|M 7HZ. 70CH(M3)|M 7HZ- 70RCH| _M625
ZMAC 100-VR | 99.5~140.5 | M10HZ-100VR o 84.8~100.2 [M10HZ- 85 CH(M3) [M10HZ- 85RCH M825
3 M5012 T-15 99.5~140.5
ZMAC 140-VR |139.5~180.5 | M10HZ-140VR | (CCOO120400) 1305~180.5 M10HZ-100 CH (M3) [M10HZ-100RCH| ~ M835
*Each Unit and Cartridge are supplied without Insert Tip. . Detach eLoosen head clamp bolt after boring diameter is set to little larger
*Cartridge can not be supplied alone, please order ZMAC-V unit. than the MIN. boring diameter.
Attach eInsert the head into cartridge, then tighten head clamp bolt temporary.

eLoosen side lock bolt.

eRotate the dial ring 0.2~0.3mm to minus direction.

eTighten head clamp bolt by pushing the head to the support portion
of the main body.

M INSERT TIP (please refer to the ISO code below to purchase.) ECode No. of ISO standard Insert Tip

ZMAC-V-| Style Dimension ISO code [0] [3] [0]
2.38 ﬁ n Cutting Edge Thickness Comer Radius ~ Cuting L : Left
ZMAC32-V-I I TCOD090200L Length Direction N : Either
$5.56 (92.5)
T
ﬂ h Insert T: /\ Nomal B: 5° [ Tolerance Class TipBreaker& W :UHT
ZMAC42-V-1 S8Ry Shape w: [ soe Clearance ¢ 7 3 G : Ground  Hole Configuration T : =M
2 I TPO0110300L c: [Y 80 P:11° 23 M : Pressed R: ™
46.35 (03.3) M: D e N: oo B:[(ED
ZMAC140-V-I 4 N s: [ e0° E20° 2 H : EE
A:[ 985 M: B3
X : Special
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AV BALANCE-CUT BAC ADVANCED BORING ARBOR for LARGE DIA

' e L—— msertemp  PAT.
\ For Finishing ZMAC- unt
. — -5_(

¢D

ZMAC-V Cartridge
1= P.93

il e {—
BAC-V | it | | (] EEC e
i RAK Arbor
= P.82 A
Boring Dia:$130~595mm MCC-130B (Balancer) ©="P.93 ﬂﬁ
= ; ;
Lalzi 2 Cete MIN~MAX.| - < RC%E«:\ rr\?cﬁr PPCNPc:ante (gggr:]%gef) V\éﬁlg)h t
BT40-BAC130-205V | 130~195 RPC-130 7.0
N040 (IT40)-BAC180-205V | 180~245 are el S Ll -180 8.0
BT50-BAC130-185V 185 BT50-RAK-110A 10.0
(IT50) -235V 235 -160A 127
-285V 285 -210A 15.4
-335V | 130~195 | 335 -260A RPC-130 18.1
-385V 385 -310A 20.8
-435V 435 -360A 235
-485V 485 -410A 26.2
-BAC180-185V 185 -RAK-110A 10.6
-235V 235 -160A 133
-285V 285 -210A 16.0
-335V | 180~245 | 335 -260A RPC-180 187
-385V 385 -310A 21.4
-435V 435 -360A 24.1
-485V 8 | o -410A 26.8
-BAC230-185V 185 -RAK-110A MCCZ-130V | 11.3
-235V 235 -160A (MCC-130B) [ 140
NOSU -285V 285 -210A Insert 6MP 16.7
-335V | 230~295 | 335 -260A RPC-230 19.4
-385V 385 -310A 22.1
-435V 435 -360A 248
-485V 485 -410A 275
-BAC280-185V 185 -RAK-110A 11.9
-235V 235 -160A 146
-285V 285 -210A 173
-335V | 280~345 | 335 -260A RPC-280 20.0
-385V 385 -310A 27
-435V 435 -360A 25.4
-485V 485 -410A 28.1
-BAC330-210V*| 330~395 RPC-330 16.7
-BAC380-210V*| 380~445 -380 17.0
-BAC430-210V*| 430~495 (2%0*) 98 ﬂgg:gzgggjgg -430 18.0
-BAC480-210V*| 480~545 -480 19.0
-BAC530-210V*| 530~595 -530 20.0

% “C” grade (Coated) Inserts are supplied as standard. 1Z5~P.119 Please referizz= P.117 for cutting condition.

K Unit “M5HZ-55V” is provided as standard, please refer z=~P.82 for Arbor (RAK) and Plate (RPC) .

% Arbor, Plate and Cartridge are delivered in separate packages.

*When ordering, please let us know machine maker and model no. to avoid the interfererce with tool
magazine of ATC.

% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 8 in Code No. e.g. BT50-BAC180-235V (90°)

*The boring arbors marked * with IT50, L (gauge length) is 220. e.g. IT50-BAC330-220V

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-BAC130-185V-C

8(0° ~180°)

View from Cutting edge.

High Pressure Coolant
Through Tool



A/ BALANCE-CUT BCB BORING ARBOR for LARGE DIA.

\ For Roughing / Finishing

Insert 10MP

/

BCB

4 i RPC Plate 5°P.82
( L
RAK Arborr=P.82 MCC-130B=P.93 A
Boring Dia:$130~595mm P21
D RPC Plante Cartridge  |Weight

TAPER Code.No MN~MAX | - | © Codo o, No (Balanc%r) (Kgg)
BT40-BCB130-215 130~195 RPC-130 75

No.40 (IT40) -BCB180-215 T | 0 | B | IR -180 85
BT50-BCB130-195 195 BT50-RAK-110A 10.3

(IT50) -245 245 -160A 13.0

-295 295 -210A 15.7

-345 130~195 345 -260A RPC-130 18.4

-395 395 -310A 211

-445 445 -360A 23.8

-495 495 -410A 26.5

-BCB180-195 195 BT50-RAK-110A 10.9

-245 245 -160A 13.6

-295 295 -210A 16.3

-345 180~245 345 -260A RPC-180 19.0

-395 395 -310A 21.7

-445 445 -360A 24.4

-495 495 % -410A 27.1

-BCB230-195 195 BT50-RAK-110A BCB-130 11.6

-245 245 -160A (MCC-130B) | 443

N050 -295 295 -210A Insert 10MP | 17.0
-345 230~295 345 -260A RPC-230 19.7

-395 395 -310A 22.4

-445 445 -360A 25.1

-495 495 -410A 27.8

-BCB280-195 195 BT50-RAK-110A 12.2

-245 245 -160A 14.9

-295 295 -210A 17.6

-345 280~345 345 -260A RPC-280 20.3

-395 395 -310A 23.0

-445 445 -360A 25.7

-495 495 -410A 28.4

-BCB330-220* | 330~395 RPC-330 16.5

&

-BCB380-220* 380~445 220 BT50-RAK330-125 -380 175

-BCB430-220 430~495 (220%) 98 | T50-RAK330-135 -430 18.5
-BCB480-220" | 480~545 -480 195
-BCB530-220* | 530~595 -530 205

*10MP-T (Cermet) is supplied as standard. ==~ P.121 Please refer 1=~ P.117 for cutting condition.

*MIN. dial readout on dia.: 0.02mm, Sub scale: 0.002mm Up to ¢800 is also available.

*The boring arbor marked 3 with IT50, L (gauge length) is 220. e.g. IT50-BCB330-220.

Double Cut Style BCB Boring Bar

% Double cut style can be done with
both side of BCB-130 cartridges.
Please add “W” at the end of Code
No. e.g. BT50-BCB130W-195
- True balance cut can be done to
adjust the height by micro
adjustment first and then to adjust
the diameter by adjust screw.

- Stepped cut can be done to
change the height of the cartridges.

Please contact with us.

/
Stepped Cut
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A/ 1CCESSORIES for BALANCE-CUT BORING ARBOR for LARGE DIA.

Accessories for Balance-Cut BAC-V
Balance-Cut MAC type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.

MCCz-130V MCC-130B

Insert Clamp | Wrench ik Adjust | Set Screw | L-Wrench | Adjust |Adjustment Applicable RPC Plate
Tip Bolt |forinsert| XS Screw | (M8) |forM815Bet| Wrench | Handle 22

~ N NN/ ﬂ

Code No. [M5HZ-55V| 6MP-C | M2577 T-8 M366 M540 M815 M4 M3 M5HZL |RPC-130,180,230,280,330,380,430,480,530

*Please referZ="P.82 for RPC Plate. % Set Code No. is S.MCCZ-130V.
*M5HZ-55VR with CC06-C insert tip is available. Please specify code No. S.MCCZ-130VR.
*6MP-C insert tip is supplied as standard. ==~ P.119 Please refer iz=~P.117 for cutting condition.

Accessories

@)

—")
@

Accessories for Balance-Cut BCB

Balance-Cut BCB type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.
BCB-130 M7£2 MCC-130B

Insert Tip : 10MP

Insert Clamp | Wrench Lock Adjust | Set Screw | L-Wrench | Adjust |Adjustment
Tip Bolt |forInsert| Screw Screw (M8)  |forM815Belt| Wrench | Handle

7 20S  |B357,B367| M540 M4 M3 M397 | RPC-130,180,230,280,330,380,430,480,530

Applicable RPC Plate

Accessories

i)

@

Code No.| M7-62 |10MP-T| M

*Please refer =~ P.82 for RPC Plate.
% Set Code No. is S.BCB-130.
*10MP-T insert tip is supplied as standard. 7=~ P.121 Please refer 1ZZ~P.117 for cutting condition.

(=)




A SPECIAL DESIGNED BORING ARBOR

There exist various kinds of boring applications which cannot be managed using standard boring arbors.
NIKKEN has great experience of special boring applications, utilizing the double contact shoulder support ZMAC-V

boring heads. NIKKEN can also design and manufacture special boring arbors to suit your special applications. (3]
_|
Base Arbor for Special Boring Head For Overturning
L H1 M10x8
ZMAC-V Head
-

J_

E

RAA

Counter Balance

TAPER Code No. D1 L H1 He Ci C: Cs | Weight (kg)
BT40-RAA32- 60 For U Axis Boring Arbor
N0.40 (IT40) 60 E 61 25 ool 9
BT50-RAA32- 60 |32h7 | 60 7 12 ] 102 82 5

No.50 | (ms0) 120 120 2 98 9
-180 180 155 i

*The Base Holder with long gauge length is available on demand.

*High Pressure Centre Through Tool Coolant Type is available on demand.
*The dimension with ( ) is for IT40 and IT50.

*For BT40, $D1=22mm is also available.

T

M Multi Stage Boring Arbor BMDRILLING OPERATION by COMBAT Z DRILL

For Simultaneous machining for rough,
finish and chamfer.

L/D = 3,4 times

“Rationalization is Study of Drilling.”
which is our Slogan for developing
NIKKEN COMBAT ZDRILL. -5 P.295
Please try it. Pilot Drill and 3-Phases

Please specify the boring dia., depth, and necessary 16~80 . . .

length from the gauge line. /\ Extra long ‘l’ize Heat Treatment significantly improves
) (Special Made) . T T

For stepped hole boring Cutting Condition, Secure Drilling and

with restricted concentricity. Tool Life.

=
\_—‘

For decreasing the number of A.T.C with one
arbor for two different size of the bores.

{n Shank Arbor Dia.
— \e) =$p50mm

M Ultra Long Size Boring Bar

For Extreme Deep Hole Boring
Operation, please study the Machine
with NC5 Spindle Iz=~P.229 or

3LOCK Spindle 75~ P.169.
In case of BT/IT spindle, we recommend
ZMAC &-V type Head for these

applications.

Please specify each boring dia., depth,
and necessary length from the gauge line.

Boring dia. =¢55mm
For large bore Photo shows with NC5 Shank.

N 2
_’Q‘ﬁr For smallbore ~ \°\JJ/

Photo shows with NC5 Shank.

The above are just samples. Pre-Balanced type Flange Contact—
Boring Arbor for High Speed Application and  g.H.MERRITTS Theory
Aluminium Body Head are also available. . —_—
Please contact with us about your special Chattering Stability=
boring applications. Static StiffnessxDampening Ratio vibratio-nal dampening effect

Thus, the advantage of NC5 TOOLING SYSTEM | f whilst ad-justing minute
is clearly demonstrated. gaugeline errors, completely.

Unique Construction :
Consist-ing of a Slotted Taper
Cone which is Pre-Loaded by
a Disk Spring to increase its

94
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A BALANCE-CUT RACOX BORING ARBOR for LARGE DIA.

M With the screws for slight adjustment

For Roughing | g ing Dia. : 130~580mm
Cartridge Head RCD Cartridge
L
——p ::g
,/ % a
RACKX v/ I S
nghTI:‘rI%susg;Jizgr gglolant -t SE’ RAK-CN Arbor I i
RPDX Plate /= o] v — r j
Boring Dia. : $130~580mm / Over Turning Dia. : 10~430mm @
TAPE Code.No MIN.EMAX. L MINEJMAX. c Fé:ﬁ};: rrxlbc?.r m;z ?lo. Can?c(izz No. V\(Eg; t
BT40-RAC130-225AA | 130~180 10~30 RPD-130AA 7.2
No 40 (IT40)-RAC180-225AA | 180~230 225 o | O | PR SEEE) -180AA 77
BT50-RAC130-205AA 205 BT50-RAK-110A-CN 9.5
(IT50) -255AA 255 -160A-CN 12.2
-305AA 305 -210A-CN 14.9
-355AA | 130~180 | 355 10~30 -260A-CN | RPD-130AA 17.6
-405AA 405 -310A-CN 20.3
-455AA 455 -360A-CN 23.0
-505AA 505 -410A-CN 25.7
-RAC180-205AA 205 -RAK-110A-CN 10.0
-255AA 255 -160A-CN 12.7
-305AA 305 -210A-CN 15.4
-355AA | 180~230 | 355 30~80 -260A-CN | RPD-180AA 18.1
-405AA 405 -310A-CN 20.8
-455AA 455 -360A-CN For Heavy | 235
-505AA 505 -410A-CN Duty Boring | 555
90 of Iron and
-RAC230-205AA 205 -RAK-110A-CN Castlron | 106
-255AA 255 -160A-CN RCD-130 13.3
No.50 -305AA 305 -210A-CN 2 | 160
-355AA | 230~280 355 80~130 -260A-CN | RPD-230AA | |psertTip | 187
-405AA 405 -310A-CN CNO8 21.4
-455AA 455 -360A-CN 24.1
-505AA 505 -410A-CN 26.8
-RAC280-205AA 205 -RAK-110A-CN 11.1
-255AA 255 -160A-CN 13.8
-305AA 305 -210A-CN 16.5
-355AA | 280~330 | 355 | 130~180 -260A-CN | RPD-280AA 19.2
-405AA 405 -310A-CN 21.9
-455AA 455 -360A-CN 246
-505AA 505 -410A-CN 27.3
-RAC330-220AA"| 330~380 180~230 RPD-330AA 16.4
-RAC380-220AA"| 380~430 230~280 BT50-RAK330-125-CN -380AA 169
-RAC430-220AA: 430~480 (2%%0*) 200~330 | 98 | oo a0 135 0N -430AA 174
-RAC480-220AA"| 480~530 330~380 -A80AA 17.9
-RAC530-220AA*| 530~580 380~430 -530AA 18.4

% The Code No. on above table are the boring arbors with RCD-130 cartridge (Insert tip: CN08) the Heavy Duty Boring of Iron and Cast Iron.
Please refer 1=~ P.116 for cutting condition.

% Boring arbor with cartridges & insert for Steel, Stainless Steel and Cast Iron (E) , for Aluminum (A) and for Through 6(0°~180°)
Hole & Multi Sheets (K) are available. Please refer 1z==P.96 for cartridges. e.g. BT50-RAC130-205AA-E Drive Key

*Please referz="P.96 for RAK arbor and RPD plate.

*Arbor, plate and cartridges are delivered in separate packages.

*Please check the interference of the arbor with your M/C not to occur the interference in the tool magazine.

% The location of the cutting edge is same as the drive key for standard. The different location is available, please
specify 6. e.g. BT50-RAC180-255AA (90°)

*The boring arbors marked * with IT50, L (gauge length) is 220. e.g. IT50-RAC330-230AA

*RAK arbor with “-C” at the end of Code is centre through coolant type which is without coolant nozzle.

View from Cutting Edge



A MODULAR TYPE ARBOR

BALANCE CUT RAKX BORING ARBOR for LARGE DIA. <RAK-CN Arbor> =

M10

\
N
._7/
E

N ¢ L
—|20 %& 60|
125 l«—100—
RAK-CN Fig.1 Fig.2
Weidh Applicable RPDX Plate Hex. Socket bolt
. eight .
Code No. Boring Range L D P (K . Fig.
9)
hﬁ,ﬁ'ﬁ,‘
BT49 .RAK-130A-CN 130~230 130 4.9 RPD-130AA, 180AA
BT50 -RAK-110A-CN 110 7.2
(IT50)-RAK-160A-CN 160 9.9
-RAK-210A-CN 210 12.6
102 | 35 RPD-130AA, 180AA, M1035 1
-RAK-260A-CN 130~330 260 15.3 230AA. 280AA
-RAK-310A-CN 310 18.0
-RAK-360A-CN 360 20.7
-RAK-410A-CN 410 234
-RAK330-125-CN”* 330~580 125 | 240 | 100 | 12.0 | RPD-330AA, 380AA, 430AA, 480AA, 530AA M1045 2

% The location of the cutting edge is same as the drive key for standard. The different location is available, please specify 6. e.g. BT50-RAK-160A-CN (90°)
*RAK avbor with “-C” at the end of Code is centre through coolant type which is without coolant nozzle.
% :In case of IT50, IT50-RAK-CN-330-135 is standard gauge length.

BALANCE CUTX PLATE for LARGE DIA. <RPDX Plate>

1835

RPD-330AA
r 3 l
RPD-530AA

1835

RPD-1230AA
] RPD-280AA
Code No. | Boring Range | L |Weight(Kg] Code No. [ Boring Range | L |[Weight(Kg)] Code No. | Boring Range | L |Weight (Kg)
RPD-130AA | ¢130~180 |124| 141 RPD-330AA | $330~380 |320| 3.2 RPD-530AA | ¢530~580 |520| 5.2

-180AA | $180~230 |170| 1.6 -380AA | $380~430 |370| 3.7
-230AA | $230~280 |220| 2.2 -430AA | $430~480 420 4.2
-280AA | $280~330 270 27 -480AA | $480~530 470 47

*Accessories : coupling sleeve (2pieces) code No. RAK-CLS.

Accessories for Balance-Cut RACX

Heavy Duty Boring of ~ Steel, Stainless Steel For alumi For Through Hole Radial Adjust Screw
Iron and Cast Iron and Cast Iron or aluminum and Multi Sheets  coolant nozze (0~10mm)
RCD-130 RCD-130E RCD-130A RCD-130K Cartridge Head

(CNO8) (CC12) (AEG16) (sC12)
) = . o)
wo ° e ° I —
3 1
o 60 675
e " Weight : 0.6Kg
Insert Clamp Adjust Adjust Wrench | Lock Screw | L-Wrench [Head Clamp|Coolant stop| L-Wrench )
Tip Bolt | oo | WIeNCh | forinsert | (M10) | forMioio | Bot | Screw | forMst0 Applicable RPDX Plate
Accessories > .
g = \ \ L
Code No. * CSM-70 M416 M2 20S M1016 M5 M825-AJ | M510 M2.5 RPD-130AA, 18OAA, 23004, 28084,

330AA, 380AA, 430AA, 480AA, 530AA

%k : The insert tip is RCD-130: CN08 (1=~ P.74) , RCD-130E: CC12 (1= P.72) , RCD-130A: AEG16 (=&~ P.76) , RCD-130K: SC12 (155~ P.78) Please referiz~ P.116 for cutting condition.
*There are two different types clamping system. One is eccentric system, the other is screw on system. Above parts are for screw on system.

*Code No. RCD-130 indicates a single cartridge. When ordering a pair cartridge, please appoint to us Code No. S.RCD-130.

% The cartridge head can be exchanged it self. M10HZ-85CH-N, -E, -A, -K.
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A/ BALANGE-CUT BAC OC ADVANCED BORING ARBOR for LARGE A

For Finishing | ZwACYUnit
Insert 6MP
= [ c
\ Al oy
i g ZMACX-V 5
‘/Eﬂ: o | Cartridge
©
BAC X-V — [
4
RPDX
High Pressure Coolant RAK-CN Arbor ; H\Plai
Through Tool
MCD-130B P@g
(Balancer) {4

Boring Dia:$130~595mm / Over Turning Dia. : 10~430mm

TAPE Code.No MIN.EMAX. - MIN.TMAX. c Fg:g: rrxlbgr P|aF::|[310. (32[21‘1%?) W(?é,’)ht
BT40-BAC130-225AAV | 130~195 10~30 RPD-130AA 75
N040 (IT40)-BAC180-225AAV | 180~245 25 gy | O | BTSN -180AA 8.0
BT50-BAC130-205AAV 205 BT50-RAK-110A-CN 9.8
(IT50) -255AAV 255 -160A-CN 12,5
-305AAV 305 -210A-CN 15.2
-355AAV 130~195 355 10~30 -260A-CN | RPD-130AA 17.9
-405AAV 405 -310A-CN 206
-455AAV 455 -360A-CN 233
-505AAV 505 -410A-CN 26.0
-BAC180-205AAV 205 -RAK-110A-CN 10.3
-255AAV 255 -160A-CN 13.0
-305AAV 305 -210A-CN 15.7
-355AAV | 180~245 | 355 30~80 -260A-CN | RPD-180AA 18.4
-405AAV 405 -310A-CN 21.1
-455AAV 455 -360A-CN 238
-505AAV 505 0 -410A-CN 265
-BAC230-205AAV 205 -RAK-110A-CN MCDZ-130AAV| 10.9
-255AAV 255 -160A-CN (MCD-1308) |45 5
No.50 -305AAV 305 -210A-CN Insert 6MP | 163
-355AAV 230~295 355 80~130 -260A-CN | RPD-230AA 19.0
-405AAV 405 -310A-CN 217
-455AAV 455 -360A-CN 24.4
-505AAV 505 -410A-CN 27.2
-BAC280-205AAV 205 -RAK-110A-CN 114
-255AAV 255 -160A-CN 14.1
-305AAV 305 -210A-CN 16.8
-355AAV 280~345 355 130~180 -260A-CN | RPD-280AA 19.5
-405AAV 405 -310A-CN 222
-455AAV 455 -360A-CN 24.9
-505AAV 505 -410A-CN 27.6
-BAC330-220AAV* 330~395 180~230 RPD-330AA 16.7
-BAC380-220AAV | 380~445 230~280 B T50-RAKS30.125.CN -380AA 17.2
“BACA30-220AAV"| 430455 ey | 280~330 | 98 | R an.oN | -30A 177
-BAC480-220AAV 480~545 330~380 -480AA 18.2
-BAC530-220AAV™| 530~595 380~430 -530AA 187

*“C” grade (Coated) Inserts are supplied as standard. z="P.119  Please refer 1z5~P.116 for cutting condition.
*Unit “M10HZ-75V” is provided as semi-standard, please refer “M10HZ-85V” 1Z=P.98 for Arbor (RAK) and
Plate (RPD) .
*Arbor, Plate and Cartridge are delivered in separate packages.
*When ordering, please let us know machine maker and model no. to avoid the interfererce with tool
magazine of ATC.
% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 8 in Code No. e.g. BT50-BAC180-255AAV (90°)
*The boring arbors marked * with IT50, L (gauge length) is 220. e.g. IT50-BAC330-230AAV
*RAK avbor with “-C” at the end of Code is centre through coolant type which is without coolant nozzle.

8(0° ~180°)

4
' \Cutting Edge

View from Cutting edge.




A MODULAR TYPE ARBOR

BALANCE CUT RAKX BORING ARBOR for LARGE DIA. <RAK-CN Arbor>

M10

\
N
._7/
E

»20%& 60—~
125 l«—100—
RAK-CN Fig.1 Fig.2
Applicable RPDX Plate Hex. Socket bolt
. Weight .
Code No. Boring Range L D P (K Fig.
9) -
M
BT49 .RAK-130A-CN 130~230 130 49 RPD-130AA, 180AA
BT50 -RAK-110A-CN 110 7.2
(IT50)-RAK-160A-CN 160 9.9
-RAK-210A-CN 210 12.6
102 | 35 RPD-130AA, 180AA, M1035 1
-RAK-260A-CN 130~330 260 15.3 230AA. 280AA
-RAK-310A-CN 310 18.0
-RAK-360A-CN 360 20.7
-RAK-410A-CN 410 234
-RAK330-125-CN”* 330~580 125 | 240 | 100 | 12.0 | RPD-330AA, 380AA, 430AA, 480AA, 530AA M1045 2
% The location of the cutting edge is same as the drive key for standard. The different location is available, please specify 6. e.g. BT50-RAK-160A-CN (90°)
*RAK avbor with “-C” at the end of Code is centre through coolant type which is without coolant nozzle.
% :In case of IT50, IT50-RAK-CN-330-135 is standard gauge length.
BALANCE CUTX PLATE for LARGE DIA. <RPDX Plate> i85
:I RPD-:330AA
° RPD-530AA
53
18 35
RPD-1230AA
EI RPD-280AA
Code No. | Boring Range | L |Weight (Kg)) Code No. | Boring Range | L |[Weight(Kg)] Code No. | Boring Range | L |Weight (Kg)
RPD-130AA | ¢130~180 | 124 1.1 RPD-330AA | $330~380 |320| 3.2 RPD-530AA | $530~580 |520| 5.2
-180AA | ¢180~230 | 170 1.6 -380AA | 380~430 |370| 37
-230AA | $230~280 | 220 2.2 -430AA | ¢$430~480 | 420 4.2
-280AA | ©280~330 |270| 27 -480AA | 480~530 |470| 47

*Accessories : coupling sleeve (2pieces) code No. RAK-CLS.

A/ 1CCESSORIES for BALANCE-CUT BORING ARBOR for LARGE DIA.

Accessories for Balance-Cut BACX-V
Balance-Cut BACX type cartridge for large dia.

BAC X type Balancer for Balance-Cut large dia.

— MCDZ-130AAV Radial Adjust Dial MCD-130B
: —— (0~¢$10mm)
— Coolant nozzle Cartridge He:;n 1—’7 =
O, TN\ L 3
' @1 4 i — N
— 55.5 30
-y A [
- PA19 60 (69.6) 0.8Kg 0.7Kg
Insert Clamp | Wrench |Coolant stop [Lock Screw| L-Wrench | L-Wrench | Adjustment ;
Tip Bolt | forInsert| Screw (M10) | forM1016 | forM510 | Handle Applicable RPD &t Plate
Accessories S . >
Code No. [M10HZ75V | 6MP-C | M2577 T-8 M510 M1016 M5 M2.5 | M10HZL | RPD-130AA,180AA,230AA,280AA,330AA,380AA 430AA,480AA 530AA

*Please refer 7=~ P.98 for RPDX Plate. % Set Code No. is S.MCDZ-130AAV. ] g
*M10HZ-75VR with CC08-C insert tip is available. Please specify code No. S.MCDZ-130AAVR. %
*6MP-C insert tip is supplied as standard. ==~ P.119 Please refer iz=~P.117 for cutting condition.

L]
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A/ 0 BORING BAR -

\ High Pressure Coolant
Through Tool is available.

»
Please contact us.
(. T
\{\ /:; Solid Carbide DJ Bit
B
)
BT-DJ
>
Boring Boring Bit Hole Shank Head Bit = |Weigh
TAPER Code No. Range Depth | L | c| Size Code No. Code No. |Stroke| DJ Bit eight
. Code No. | (Kg)
D M J BTNo.Q-h Q-MinD-h S
No.30 BT30-DJ3- 80 3~28 | 14~80 | 80 |50 | 10 |oa0 oo 4o [Q26-DIS-40A | 52 [C J10 )| 10
0' -DJ8- 84AN 3~50 14~130 | 84 | 59 16 -DJ8-44AN| 6.0 ( J16 ) 1.2
BT40-DJ3- 90A 90 BT40-026- 50 1.6
Ng 40 (T40)  3sA | 28 | 14~ 80 mo 50| 10 g5 |026-DJ3-40A | 52 W
' -DJ8- 94AN 94 BT40-026- 50 1.9
139an| % 14~130 7 59 16 T -DJ8-44AN| 6.0 0
BT50-DJ3-105A 105 BT50-026- 65 42
~2 14~ 1 -DJ3- 2 J10
No.50 (Ts0) -210a | 7% 0] el 7on 2O D4R |5 58
. -DJ8-109AN 109 BT50-026- 65 4.5
214AN 3~50 14~130 214 59 16 170N -DJ8-44AN| 6.0 J16 6.0

*MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.
*Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs of DJ Boring Bits as standard.
% Bits included for BT40-DJ8-94A : J16-8-40, J16-18-80, J16-28-85, J16-38-85
Bits included for BT40-DJ8-94AN : J16-8-40, J16-18-60, J16-28-65, J16-38-65
%DJ Boring Bar without Boring Bits is also available. Please add “-BD” at the end of Code No. e.g. BT40-DJ3-90A-BD
% Shank and DJ Head (including Boring Bits) are delivered in separate packages.
*Please refer IZ5~P.100 for Boring Bits. Please refer 1Z5~P.118 for cutting condition.

A/ 1) BORING HEAD with DJ BORING BIT

Easy to Set Micron Accuracy

oC  ¢Q -

Solid Carbide Bit
Li L —

fiel
[

A

Pf.’tLTg A 1Graduation:0.01mm on dia.
Boring Range | Boring Depth Bit Hole Size Bit Stroke | Weight| Bit Code No. Insert Tip
DJ No. Code No. D M E J L S (kg) |(Standard Accessories)| Code No.
J10- 3-14 —
J10- 5-35 CC03-C

Q26-DJ3-40A 3~28 14~80 | 26|40 50 10 27 5.2 0.5 J10- 8-40 3MP-C

J10-18-62A 6MP-C
J16- 8-40 3MP-C

& @

J16-18-60
Q26-DJ8-44AN| 3~50 14~130 |26 | 44 | 59 16 32 6.0 0.8
J16-28-65 6MP-C
J16-38-65
*MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev. *Weight of wooden box of
*Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs. of DJ Bits, Insert, Insert Clamp Handle, (T6, T8, (10S for DJ3) )Micro Adjusting Handle (M2.5) as standard. DJ head with Boring Bits
% Bits included for Q26-DJ8-44A : J16-8-40, J16-18-80, J16-28-85, J16-38-85 Q26-DJ3-40A :1.2kg
Bits included for Q26-DJ8-44AN : J16-8-40, J16-18-60, J16-28-65, J16-38-65 Q26-DJ8-44AN : 2.2kg
*Please refer iz== P.100 for Boring Bits. Please refer 1z=~P.118 for cutting condition. Q26-DJ8-44A : 2.5kg

*DJ Boring Head without Bits is also available.Please add “-BD” at the end of Code No. e.g. Q26-DJ3-40A-BD, Q26-DJ8-44A-BD



AY/ ) BORING BIT SOLID CARBIDE

TiHi‘ H1 M= ‘113 H Hi v “
oJ]| 1 oD Fig.1 T — 1 .
¢C Solid Carbide Bar 9 J | o 4:E4,TD
L + foC
_ H m T M !; Carbide Cored Bar
t
0! [ 1c5F ), Fig2 Flg 5

M

H Hi M | - i
Explanatlon of the Code No. ;L ‘ - /@‘ﬁ q%'J |
N 8 Fig.3
[4](ze] @ - 19C Carbide C;rSdDBar 9 Hardened steel oo
Bormg I H ’ M 1, T
Depth(mm 7\ [ | ?D 71,6 S — _
B Di - o
Do s'rr:fagggng * qﬂ | N €'§¢¢ Fig.4 P18
reviation of it ToC /N J10 344 Flg 7
Solid Carbide Bar .
New Bit Series for DJ8 P 119 ‘P:.1207 9DJB-110-ADP
Style | Code No. (PoMSiande BomaBeehi |\ | | hy | G | s | InsertNo. |merCianeng ser Clming| g WG
J10- 3- 14 3~ 8 14 62 18 [22| 1.5 - - - 130
- 5- 30° - 30 60 - i 28
-5 35 5~15 35 70 30 50 43| 25 CC03-C M611 10S 5 30
- 8- 35" 35 65 - 43
- 8- 40 8~18 40 75 35| 25 72| 4.0 2 | 50
- 8- 55° 59 90 ) ) 3MP-C M2040 T-6 70
-12- 40:. —_ 40 10 | 70 | 30 80
A42- 555, | 272 [ 5 85 | 26 10 ] 60 100
-18- 65: 65 91 | 26 130
-18- 50A:. 50 79 29 - 4 1110
-18- 62A..| 18~28 62 91 12 | 9.0 6MP-C M2577 T-8
-18- 80:: 80 106 26 130
-18- 77A%. 77 29
J10- 3- 14° 3~ 8 14 10 | 62 | 30 | 18 |22| 15 = - - 7 | 30
J16- 5- 25° — 25 60 [315] 35 i 76
-5 35° 5~15 35 78 1733 | 10 43| 25 | CC03-C M611 10S 5 80
- 8- 35" 35 70 [325]| 25 2 | 90
- 8- 40 8~18 40 83 3 | 10 72| 4.0 M2040 3 100
- 8- 55° 55 98 3MP-C T-6 110
-12- 50" —_ 50 90 | 35 - 140
q2-60° | 2% 60 103 405 25 | 2| 80 i 2 11470
-18- 60 60 93 6 | 150
-18- 80 _ 80 113 300
48400" | 872 00 | 16 | 133 B 4 [350
-18-120" 120 153 400
-28- 65 65 98 16 6 | 150
-28- 85 - 85 118 B i _ 300
-28-100° 28~39 100 133 38 14,0 | 6MP-C M2577 T-8 4 350
-28-130° 130 163 450
-38- 65 65 98 6 | 200
-38- 85 — 85 118 350
-38-100° | 70 00 133 23 | 190 4 [370
-38-130° 130 163 16 470
% The Bits marked * are optional accessories.  Please refer 1IZ=—P.118 for cutting condition.
*9DJ8-J10-ADP adapter option is r y to use J10-3-14 for DJ8 head.
% The shorter bits are added for J10-5, J10-8, J10-12 and J10-18. *The shorter bits are added for J16-5, J16-8 and J16-12.
*“C” grade (Coated) insert tip is supplied. Please refer [z~ P.118 for cutting condition.
*Coolant through tool is basically available for the boring bits with MIN. boring diameter is $12mm. e.g. J16-12-60C Please contact us.
% * 1 meaus bits for old type DJ3. % * 2 meaus bits for new type DJ8. It can be used for old type DJ8, but M will be 3mm longer than aboue figure. e.g. J10-18-65A
M Oil Hole Bit
Style | Code No. [Pomefende BB ;| | W | Wi | C | S | insertNo. et Gamping inerCiamiing i [WeGH
J10-12- 40C _ 40 70 80
12- 55C 12~22 55 0 85 30 ~ 10 | 6.0 3MP-C M2040 T-6 A 100
-18- 65C _ 65 91
18- 80C 18~28 80 106 26 12 | 9.0 6MP-C M2577 T-8 130
J16-12- 50C — 50 9 | 3B | — i ] 140
12- 60C 12~22 60 103 | 2.5 (405 11.2| 6.0 3MP-C M2045 T-6 2 170
-18- 60C 60 93 6 | 150
-18- 80C 80 113 300
-18-100¢ | 18728 o0 133 90 4 [350
-18-120C 120 16 153 400
-28- 65C 65 98 16 6 | 150
-28- 85C 85 118 300
-28-130C 130 163 450
-38- 65C 65 98 6 | 200
-38- 85C " 85 118 350
-38-100¢ | %0 00 133 23 | 190 4 [370
-38-130C 130 163 16 470 | 100




A BASE HOLDER for MODULAR TYPE (BT Shank)

Coupling Bolt P L
oy) -
_| <

Fig.1
Q
Fig.3 Fig.4 J-LU
TAPER Code No. Couping Dia L c | c H Hi | CoURIng Bolt) ki | weight (kg)
N BT30-Q 9- 50 9 50 19 | 30 20 B19 2 0.5
g -012- 65 12 65 24 40 _ B12 05
b No.30 -016- 50 16 50 3] - 25 B16 1 05
Y -Q20- 50 20 50 40 26 B20 05
-026- 40 26 40 50 | 45 18 6 B26N 3 0.5
BT40-Q 9- 80 80 5 1.2
- 95N ° % e et 27 B 12
-Q12- 80 80 12 1.2
-110 12 1m0 | 4| 50 Al ) 13
-Q16- 95 95 22 15
-125 k 125 ol | o 55 - B 1.6
-Q20- 80 80 27 1.5
No.40 110 4 1o || % 60 20 17
-026- 50 50 20 1.1
- 05 26 95 50 | - 65 B26N 1 1.8
-140 140 110 2.4
-034- 95 95 68 55 2.2
-110 & 110 & 62 83 70 e 3 2.6
-042- 95 42 95 83 68 55 B42 2.8
BT50-Q 9- 110 110 5 4.1
-125N ’ 125 19 40 27 2R 41
-Q12- 95 95 12 4.0
-125 i 125 s 50 B 5 4.0
-Q16- 125N 125 22 45
- 155 e 155 Gl & 55 29 46
-020- 110 110 27 46
-125 e 125 0 60 2 45
-026- 65 65 27 1 37
-140 26 140 50 | 65 47 _ B26N 5 5.3
No.50 - 170N 170 112 5.4
. -Q34- 140 140 102 1 5.6
-170 34 170 64 | 80 120 B34 5 6.5
- 200 200 150 71
-Q42- 125 125 87 6.5
-190 2 190 8| - 152 ] 9.1
-Q42- 225A 225 B4o 12.9
- 275A 275 15.6
- 325A 42 325 e8| 3 ’ 4 18.3
- 375A 375 21.0
*¢C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. L
*All b hold h tre th h-tool lant hole.
*The a(l)iiplci’nge;irei\\//z(?lv(;eerqcﬁaréosut?ppli?:i ;:c;taar:\da?c‘i [ e—M "‘
*When L length is required longer than standard, please specify the boring depth M. I/ !| Q No.
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A sPACER for MODULAR TYPE

Extension Spacer

’4;»‘ Coupling Bolt

n—ﬂ. iy mf jc
- _"

i :1)Q1 l
SP
l Example of small diameter boring in : ; . -
a deep recess using the largest CodelNG: Lzl 27 C Coupll\ing Bolt Wek' ht
diameter extension spacer in order Q-Q1-L Q Q1 Q- (kg
to maintain rigidity. SP 9- 9-30, 45 9 9 19 B19 0.06, 0.1
SP 12-12-30, 45, 60 12 12 24 B12 0.1,0.15,0.2
_, | BT40-Q26-95 SP 16-16-30, 45, 60 16 16 31 B16 0.15,0.25, 0.35
3 3 ] . ) Ve ) Ve
;i SP 20-20-45, 60 20 | 20 | 40 B20 04,05
) Z_ZM A C 0540V SP 26-26-60, 90 26 26 50 B26N 0.8,1.2
\ i 5 SP 34-34-60, 90 34 34 64 B34 14,20
H Example of deep hole boring using SP 42-42-60, 90 42 42 83 B42 2.4,3.4
the extension spacer with the same *¢C of SP26 Spacer has been increased from 45mm to 50mm due to _improvem(_an_t of its rigidity.
*All spacers have a centre through-tool coolant hole. % The Coupling screw is included as standard.

diameter as head.

W BT40-Q26-95
E 7, | SP26-12-30
WJ SP12-12-60

12-ZMAC25-40V

10—

L
|

Coupling Bolt
| o =
Stepped Spacer ®C “f | ¢Q1¢l

_—_@ é—;’?_ —>ole—
|y i . Code No. Coupling Dia c ci | Coupling Bolt Weight
o, ™ Q-Q1-L Q Q1 No. (kg)
.%"- SP12- 9-45 12 | 9 | 24 | 19 B19 01
SP h SP 16- 9-45 6 9 | 4 [ B19 0.15
M Example of small diameter boring in -12-60 12 2 B12 0.25
deep recess using stepped spacer SP 20- 9-45 9 19 B19 0.2
with the same diameter as head. -12-60 20 12 40 24 B12 0.3
-16-60, 90 16 31 B16 0.4,0.6
T—T I - BT40-Q26-95 SP 26- 9-30, 45 9 19 B19 0.3,0.3
“’GL Te T To B SP26-26-60 -12-30, 60 o6 12 50 24 B12 0.3,0.4
llm SP26-12-30 -16-30, 60, 90 16 31 B16 03,05,06
‘ - 12-ZMAC25-40V -20-30, 60, 100 20 40 B20 0.4,0.6,1.0
SP 34-16-60, 90 16 31 B16 0.7,0.9
-20-60, 100 34 20 64 40 B20 1.0,1.3
-26-60, 100 26 50 B26N 11,15
SP 42-20-60, 100 20 40 B20 12,16
-26-60, 100 42 26 83 50 B26N 14,19
-34-60, 100 34 64 B34 18,25
*¢C of SP26 Spacer has been increased from 45mm to 50mm due to improvement of its rigidity.
*All spacers have a centre through-tool coolant hole. % Coupling bolt is supplied as standard.
A1 Spacer for Deep Hole L/D:MAX.6 times
Code No. Coupling Dia Weight
. Q-Q1-L Q Q1 C C1 MAX. L (kg
SP 26- 9- 85-A1 9 19 85 0.6
SP -12-115-A1 12 24 115 0.7
L Coupling Bolt -16-140-A1 26 16 50 31 140 0.9
-20-180-A1 20 40 180 1.2
B o L -26-190-A1 26 50 190 15
oQ1 - X -
} | Please specify the “L” length when ordering. Code No. is
e.g SP26-9-85-A1 (Q1=9 and L-85)
10
Modular connection system is the face contact system drawing-in by the bolt, which top shape is gentle taper.
1. Insert a head by adjusting the hole positions. 2. Tighten the bolt temporary, then loosen slightly.

3. Tighten the bolt again by moving the head CW and CCW. (Centering each other) 4. Then tighten the bolt completely until face contact. 102



A Do s seem pack HOLDER for MODULAR TYPE

\\
f—— L ———
@ =L ﬁl? T
L $Q ?¢
$C1 W
Fig.1 uz 2SN H|
MDQ
Photo shows with A1 spacer
and ZMACX-V head.
TAPER Code No. Q L © C1 H V\’(ek‘gg)h‘ ZMAC-V Boring Range| Fig
No.30 NBT30-MDQ26- 60 2 60 50 50 375 16~70 1
N No.40 NBT40-MDQ26- 65 26 65 50 54 30.0 13 16~70 2
g NBT50-MDQ26- 80 26 80 50 87 22.0 46 16~70
9? No.50 -MDQ34- 90 34 90 64 87 32.0 49 16~85 2
-MDQ42-100 42 100 83 87 45.0 57 16~180
:éll ba|§e htc:ltliers ;re useg for centr? trérough togl cgolant. L ‘
oupling olt an .wrenc are suppliea as sta_n ard. o . M ‘kM—»
e e e o e C ) o

1 Coupling Dia. . Weight
K-Q _ Code No. C | L |CouplingBolt.| "9
- Q HPIEOM (ko)
K32-Q 9-20 20 0.4
ZMAC-V Head ==~ P.87 Q 9 19 B19
-40 40 0.5
-Q12-20 20 0.4
12 24 B12
o -60 60 0.6
-Q16-20 20 0.5
T RAC Head = P.79 1 1 B1
whefE ol & I ead -55 6 3 e 6 07
* i = g -Q20-40 | 20 | 40 B20 07
W= -3 -Q26-40 %6 50 40 B26N 0.8
DJ Head = P.99 K42-Q26-40 B26N 1.2
*All straight shank base holders are used for centre through tool coolant.
CHANFERING CUTTER for Modular System
CAF Code No. Coupling Dia. | Chamfering Dia. Code No. Coupling Dia. | Chamfering Dia.
CAF 9- 32 9 20~32 CAF20- 60 20 42~60
CAF12- 38 12 25~38 CAF26- 85A 26 56~85
CAF16- 45 16 33~45 CAF34-110 34 70~110

103

“* Chanfering angle is 45°




A/ MODULAR TYPE BORING HEAD

BCB Micro-Cut Boring Head

W
‘ Pﬁ\m
QLY
Code No. BoringDRange Boring')wDepth Couplic?g Dia | Total tength C C Unit No. FEEr Ve
Q26-BCB12.7S- 95 | 12.7~145 60 95 12 M1-12.7 AMP-T
Q26-BCB14.5S-100 | 14.5~19.5 65 26 100 50 13 M1-14.5
Q26-BCB19 S-125 [ 19 ~225 90 125 18 M2-19 3MS-T
*“T” grade (Cermet) insert is supplied as standard. [Z5~ P.121 Please refer [Z5~ P.117 for cutting condition.
‘47 L4>‘/lnsert No.
e
®C ¢Q — X \
. nit No. A
! | pa21
Boring Range Boring Depth Coupling Dia Remarks
SetlHead Code No D M Q c Unit No. Insert No
9-BCB 22 - 40 22 ~29.5 9 20 M 2- 22
12-BCB 29 - 40 29~ 41 i 12 25 M 3- 29 3MS-T
16-BCB 38 - 55 38 ~ 50 55 16 35 M 5- 38 6MP-C
20-BCB 48 - 70 48 ~ 65 70 20 41 M 5- 48
26-BCB 62 - 70 62 ~ 90 26 54 M 7- 62
34-BCB 82 - 85 82 ~110 85 34 67 10MP-T
42-BCB100 -100 100~ 140 100 42 85 M10-100

*“6MP-C” (Coaterd) insert or “T” grade (Cermet) insert is supplied as standard. &~ P.121 Please refer [Z&P.117 for cutting condition.
% Min. dial readout (on dia) : 0.02mm (Sub scale : 0.002mm)
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-BCBO-Length e.g. Q26-20-BCB48-100

Coupling Dia. Q

A straight Shank MICRO CUT BORING BAR

. T [ — The sales of micro cut
== - boring bar will be finished,
U ! _P when the stock is sold out. A
K-BCB Raz,
Q Holder Boring Range .
Style Code. No. Code. No. Head No. ®D Boring Depth Insert No
K32-BCB12.7S-135 026-BCB12.7S- 95 12.7~14.5 60
K32-026-40 1MP-T
K32 -BCB14.5S-140 d -BCB14.5S8-100 14.5~19.5 65

*Please refer 1Z=~P.103 for straight shank base holder and 1z==P.104 for micro cut head.
*“T” grade (Cermet) Insert is supplied as standard. 5~ P.121 Please refer 1z5-P.117 for cutting condition.
*Please use ZMAC-V Boring Bar for the bore dia. is larger equal to ¢$16mm. 1=="P.105
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A straight Shank BALANCE CUT BORING BAR

You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions.

Use with Straight Shank ZMAC-V Boring Bar.

Boring Range Boring Depth Shank Insert .
Code. No. D M Code No. Head No. No. Weight (kg)

K32-RACG25- 75E 70 K32-Q12-20 0.8
~ 12-RAC 25- 55E | CCO7-C

115E 25~ % 93 -Q12-60 09

-RAC32- 75E 70 -Q16-20 1.1
~ 16-RAC 32- 55E | CCO08-C

110E oo Qiess | 1ORAC 3255 13

-RAC43-110E 43~ 55 105 -Q20-40 | 20-RAC 43- 70E 1.7

-RAC53-110E 53~ 70 Qo640 | 26-RAC 53-70F | CC12-C 1.8

-RAC70-110E * 70~100 26-RAC 70- 70E 1.9

*Balance cut boring bar on above table is the boring bar with the cartridges (E) for steel, stainless and cast iron. “C” grade (Coated) insert tip is supplied as standard. ==~ P.72
*Boring bar with the cartridges for heavy duty boring of iron and cast iron 1IZ5~P.74, for aluminium (A) IZ5~ P.76 and for through hole and multi sheets (K) .1z5~ P.78
Please refer IZ&~P.116 for cutting condition.
% Shank (P.103) and head (P.79) are delivered in separate packages.
*For centre through tool coolant type except K32-RAC70-110E marked 3, please add “-C” at the end of Code No. e.g. K32-RAC53-110E-C

A straight Shank ZMAC ADVANCED BORING BAR

- i 90
Il o3
¢l te ®D
v - t M
\ N
K-ZMAC-V
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions. PAT.
, . AN /N
Boring Boring Shank PA19 P.120 -
ol Weight
Code No. Range Depth | C |C1| 50de No. A (AN (kg)
D M Head No. |Insert No.| Head No. | Insert No.
- - 38 12-ZMAC16-45V 05
K32-ZMAC16- 65V 15.6~202 5| - |enernm
- 75V 48 12-ZMAC16-55V 05
- - -Q 92 L
AuhltAL (B0 19.8~25.2 5 19 Q 820 9-ZMAC20-40V | 3MP-C,B 06
- 8ov 63 30 -Q 9-40 0.7
- - 55) -Q12-20 0.6
ZNACE5R60Y 24.8~32.2 24 q 12-ZMAC25-40V
-100V 83 30 -Q12-60 0.7
-ZMAC32- 75V 70 -Q16-20 0.9
31.8~422 31 16-ZMAC32-55V | 4MP-C,B | 16-ZMAC32R-55V
-110V -Q16:55 ceopc |1
-ZMAC42-110V | 41.8~55.2 105 40 -Q20-40 | 20-ZMAC42-70V 6MP-C.B 20-ZMAC42R-T0V 1.5
-ZMAC55-110V  |54.8~70.2 53 -Q26-40 | 26-ZMAC55-70V " |26-IMAC55R-70V 1.6

% All Codes shown are for Heads with Triangular Inserts.

For Heads with Rhomboid Inserts, please add“R” to the Code No. e.g.) K32-ZMAC32 R -75V

*MIN. dial read out: ZMAC25-V and smaller is 0.02mm on dia. ZMAC32-V and larger is 0.01mm on dia.

*“C” grade (coated) Insert for Steel, Stainless and Cast Iron is supplied as standard with the Head. (Smooth Boring and Long tool-life) Please refer IZ5~ P.117 for cutting condition.
We would recommend “B” grade (CBN) Insert for Hardened Steel and High Speed Boring of Cast Iron.

% Centre Through Tool Coolant function is available as standard.



A/ straight Shank DEEP HOLE ZMACX ADVANCED BORING BAR

Axially Adjustable and Solid Carbide

For Deep Hole Boring

.

—jxﬁ ; Axially Adjustable type A
S-ZMACX-V PAT. Mﬁ
Code. No. Boring Range | Boring Depth | | s Unit Insert | Weight Suitable Holder

D M No. No. (kg) Chuck KM Collet
$12-BCBX12.7- 95 12.7~14.5 50~ 95 130 12 M1-12.7 AMP-T 02 KM32-12
$13-BCBX14.5-105 14.5~19.5 50~105 135 13 M1-14.5 ' -13
$15-ZMACX16-120V | 15.9~20.2 65~120 150 15 | M2HZ-16V 0.3 BT40-C32 -15
$19-ZMACX20-150V | 19.8~25.2 100~150 180 19 | M2HZ-20V | 3MP-C,B | 0.6 BT50-C32 -19
S$24-ZMACX25-190V | 24.8~32.2 140~190 220 24 | M3HZ-25V 1.3 -24
S$30-ZMACX32-260V | 31.8~42.2 190~260 290 30 | M4HZ-32V | 4MP-C,B | 2.6 -30
$32-ZMACX42-275V | 41.8~55.2 205~275 305 32 | M5HZ-42V | 6MP-C,B | 3.8 -

*T grade (Cermet) insert tip or “C” grade (Coated) insert tip is supplied as standard for BCBX or S-ZMACX-V respectively. IZ5~P.119 Please refer [z~ P.117 for cutting condition.
*Centre Through Tool Coolant function of ZMAC-V is available as standard.

Deep Hole Boring Operation with combination of Milling Chuck, Collet and S-ZMACX-V Boring Bar.
Ultra Deep Hole Boring MAX.L/D=8 times with Carbide Solid Boring Bar
Axially Adjustable with Milling Chuck

% .\‘\ N _SQZ
Milling Chuck Boring Bar

TAPER Milling Chuck Code No. Collet KM Collet No. DR ';gfesﬁg_"g =
BT40 -C20- 70, 90, 105, 120 (km20) KM20-12 S$12-BCBX12.7- 95
No.40 -C25- 70, 90,120 Ckm25) 13 $13-BCBX14.5-105
-G32- 85, 105, 120 (km32) KM25-12 S$12-BCBX12.7- 95
BT50 -C20-105, 135, 165, 180 -13 S$13-BCBX14.5-105

NO 50 -C25-105, 135, 165 (kmM25) -15 $15-ZMACX16-120V
. -C32- 90, 105, 120, 135, 165 | («km32) KM32-12 $12-BCBX12.7- 95
-C42- 95,105, 120,135,165 | (km42) -13 S$13-BCBX14.5-105

-15 S$15-ZMACX16-120V

-19 S$19-ZMACX20-150V

-24 $24-ZMACX25-190V

-30 S$30-ZMACX32-260V

= $32-ZMACX42-275V

K KM42-12, 13,15, 19,24, 30,32 are also available.
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A/ straight Shank DJ BORING BAR

L Solid Carbide

o =g ——

. - x| o L - T'—! ‘F,,, (DC . SR
o 4 == —
v - — 5 L=
K-DJ

You can use following boring tools with C32 Milling Chuck. P%'Q P.120
It is convenient for Various/Small Volume Productions. AR g
Boring Range | Boring Depth Bit Hole Size Shank Bit Stroke Bit Weight

Code No. D M L|c L Cat i, | ol S Code No. | (kg)
-DJ8-84AN 3~50 14~130 8459 16 -DJ8-44AN 6.0 J16 1.6

*MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.
*Each box set of DJ3 and DJ8 Boring Bar includes 4 pcs of Boring Bits and insert tips.
Bits included to K32-DJ8-84A : J16-8-40, J16-18-80, J16-28-85, J16-38-85

Bits included to K32-DJ8-84AN ; J16-8-40, J16-18-60, J16-28-65, J16-38-65

*Please refer =~ P.100 for Boring Bit. Please refer 15~ P.118 for cutting condition.

% DJ Boring Bar without Boring Bits is available. Please add “-BD” at the end of Code No. e.g. K32-DJ8-84A-BD

A MuLTI STAGE BORING BAR

Please provide your material drawing, machining drawing and machine infomation
for multi stage boring bars.

Multi-Boring

Rough Boring by ISO Cartrige

T

Please supply ISO cartriges basically,
even we can provide by ourselves.




A eMAC BORING SET PARTS LIST

BMeMAC Boring Set

* Photo Shows S.EMAC6110

¢ 6 ~110 eMAC Boring Set

Code. No. Part name Code No. Qty | Weight(Kg)
eMAC Boring Head Q26-EMAC6110-61 1 0.85
EJ16-6-21 1 0.04
EJ16-8-28 1 0.04
Boring Bit EJ16-11-40 1 0.06
EJ16-16-50 1 0.07
EJ16-22-68 1 0.1
Extension Bar for Cartridge (S/M) ECCB-53 1 0.5
S ECC -28-10 1 0.01
Cartridge M ECC -36-11.5 1 0.02
L ECC -54-19 1 0.08
S.EMAC6110 Bush ECC -54-BM10 1 0.02
Plate for Cartridge ECCP-14 1 0.2
Counter Weight for Large Dia. ECC-92-CW 1 0.5
EMO02-T2(NX) 2 —
Insert Tip EMO09-T2(NX) 5 -
EM11-T2(NX) 1 —
TS21 1 —
Tip Clamping Bolt / Spare TS211 ! =
CS250T 1 -
CS300890T 1 —
Wrench Set 1 =
Case 1 —
% Base Holder for eMAC Boring Head is available as an option. % Please refer [Z=P.111 for Insert Tip.
*Gross weight : 2.9kg Case Size : 330x290x 120
HMeMAC-W Boring Set
¢ 85 ~200 eMAC-W Boring Set Parts List
Code. No. Part name Code No. Qty | Weight(Kg)
eMAC-W Boring Head Q42-EMAC6200W-85 1 34
Cartridge (L) ECC-54-19 1 0.08
ECCP-23 1 0.4
Plate for Cartridge (L)
S.EMAC6200 ‘ A ECCP-23L 1 0.6
-W85200 Counter Weight for Large Dia. ECC-92-CW 1 0.05
Insert Tip EM11-T2(NX) 1 =
Tip Clamping Bolt / Spare CS300890T 1 —
Wrench Set 1 —
Case 1 —

*Base Holder for eMAC Boring Head is available as an option.

*Gross weight : 5.7kg Case Size : 330x290x 120

*Please refer [Z&~ P.111 for Insert Tip.

BMeMAC Boring Head / Combination of Processing Each Dia.

¢ 80~110
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A/ MODULAR TYPE eMAC BORING HEAD

Cartridge
ECC-54-19

Boring Bit j

[ &)

e A T
®50 $26 TSI~ (& O = $50 $26 @@8 oD
A o q)D A l
«—— 61 ——> [+M>

eMAC $6~9110

«— M —>

. Boring R Boring Depth
Q No. Boring Head Code No. orlniDange orlngl;VI P Boring Bit Solid Boring Bit Cartridge
EJ16- 6-21 EJX16- 6- 45
- 8-28 - 8- 60
-10-35 -10- 75
-11-40 — ECC-28- 10
026 026-EMAC6110-61 6~ ¢110 21~(94) -12-42 -12- 90 -36-11.5
* Please refer to = o 54 19
-16-50 -16-120
the layout below 18-63 —
-22-68 —

*Please refer [~ P.102 for Spacer.
% Centre Through Tool Coolant function is available as standard.(MAX.4MPa)
*Please refer [Z=~ P.111 for Boring Bit, Cartridge and Insert Tip.

IBCOMBINATION OF PROCESSING EACH DIAMETER

$6-30 $28-56 $54-86 $80-110 $92-110
. 26 © ©
© © #50 © © © ©
o] | o |=m o|'m
9 © © © Q@ O
‘ Jock W‘ ‘ 8 @ LoCK < @ LocK <
\ 7>+AL + —eiA —esA
. e ) ]
) 3| ECC-54 L o ] e
$6-8 S -BM10 ECCP-14 ECC-92-CW
EJ16-6-21 AW
s $54-86 $80-110 ECCP-14
ECCB-53 ECC-54-19 ECC-54-19
$8-12 2 N $92-110
EJ16-8-28 o $28-44 Solid Boring Bit ECC-54-19
0 ECC-28-10
¢11-17 |
EJ16-11-40 $36-56 :
A ECC-36-11.5
$16-23 i EJX16-6-45 | o
[ —
EJ16-16-50 $8-10 S % ¢6 to ¢30 bits are the minimum
EJX1 6-8-6A0 9 layout for set products.

10-12 — |7 The ideal bits are also available.
$22-30 qE) JX16-10-75 = For details, please refer to the Boring Bit
EJ16-22-68 A Cartridge table on == P.111.

p12-14 4—
EJX16-12-90

¢14-16 4
EJX16-14-105

$16-18 o —

EJX16-16-120
109



A/ MODULAR TYPE eMAC-W BORING HEAD

Cartridge
ECC-54-19
Boring Bit
I i A I
© ©83 P42 oD
D i A

——84.5—>

eMAC-W ¢6~9200

— N ————>

Boring Range Boring Depth

Q No. Boring Head Code No.
$D M

Boring Bit Cartridge

EJ16- 6-21
- 8-28
-10-35
-11-40 ECC-28- 10

Q42 Q42-EMAC6200W-85 $6 ~ $200 21~(125.5) -12-42 -36-11.5

-14-50 -54- 19

% Please refer to -16-50

the layout below 18-63

-22-68

*Please refer [7&~ P.102 for Spacer.
% Centre Through Tool Coolant function is available as standard.(MAX.4MPa)
*Please refer [z~ P.111 for Boring Bit, Cartridge and Insert Tip.

ICOMBINATION OF PROCESSING EACH DIAMETER

$6-30 $28-56 $40-86 $85-116 $115-200
042
o e g | 3 | 0
= A =+ A -
ot = J ECCB-78
= LT A U
0 o 85-116 | ECC-92-CW
A o ECC5419 115-160
= —A 4 A i ECCP-23
. ECCB-53 $40-56 $155-200
& $28-44 ECC-36-11.5 ECCP-23L
A ECC-28-10 $54-86 |
8 ©36-56 ECC-54-19 Solid Boring Bit ECCP-23
911-17 ECC36-115 = ECCP-23L
EJ16-11-40 . L & ] |
& ' «©
©16-23 ECCP-23 Eg[
EJ16-16-50 $6-8 | ¢
EJX16-6-45 R N * ¢6 to $30 bits are the minimum
$22-30 TN ' $8-10 | layout for set products.
EJ16-22-68 EJX16-8-60 7 g The ideal bits are also available.
$10-12 A+ 17 For details, please refer to the Boring Bit
EJX16-10-75 = Cartridge table on == P.111.
$12-14 A
EJX16-12-90
$14-16 4
EJX16-14-105
$16-18 A

EJX16-16-120 110



19

111

A/ BORING BIT & CARTRIDGE for eMAC BORING SYSTEM

BMeMAC Boring Head & eMAC-W Boring Head

Q26-EMAC6110-61

Q42-EMAC6200W-85
* Select the ideal bit, cartridge, and insert tip based on the boring head and the equipment conditions
IBoring Bit & Cartridge #Each Boring bit and Cartridge are supplied without insert tip.

. . . . . . . Torx
. Boring bit | Solid carbide bit| Cartridge Insert ti Clamp bolt
Boring Range 9 9 P P Wrench
P Eaes LR | 6 | & Thread | 77—
6- 8 EJ16- 6-21 EJX16- 6- 45 TS21
EMO02 — M2 T-6
8- 10 EJ16- 8-28 EJX16- 8- 60 TS211
10- 12 EJ16-10-35 EJX16-10- 75
11- 13 EJ16-11-40 -
12- 14 EJ16-12-42 EJX16-12- 90 -
14- 16 EJ16-14-50 EJX16-14-105 - EMO09 CS250T M2.5 T-8
16- 18 EJ16-16-50 EJX16-16-120
18- 22 EJ16-18-63 -
22- 30 EJ16-22-68 -
28- 44 ECC-28-10
— EMO09 CS250T M2.5 T-8
36- 56 — — ECC-36-11.5
54 - 200 ECC-54-19 - EM11 CS300890T M3 T-8
*The EJ16-10-35, EJ16-12-42, EJ16-14-50, EJ16-18-63 bits, and the EJX16 carbide bit series are not included in sets. These products should be purchased separately.
Minserts
Steel o
Stainless Steel (]
Material Cast Iron o ([
Aluminium o
Titanium Alloy, Heat Resistant Alloy [ J
. . - . - Cermet Carbide K
Insert with large nose radius have a stronger cutting edge,and are therefore ideal for large diameter (w/o coating)
boring of short holes. Small nose radius insert is ideal for smaller diameter boring or finishing. Grade T F
Material
Boring head type Dimension Code No. Ngseél?q NX HTI
7531 h; EM02-O2 0.2 o (
EJ16-6-21 EJX16-6-45 =’ i
-8-28 EJX16-8-60 ¢3.97 $2.30
EM02-O4 0.4 o (
WCGT02010L
EJ16-10-35 ECC -28-10 89 Y1
“11-40 36-11.5 2.38‘ f*ﬁo EM09-O2 0.2 [ ] [ )
-12-42 7,
-14-50 EJX16-10-75 $5.56 $2.80
-16-50 -12-90 e — F
12 3—63 } 4-} gs EM09-O4 0.4 o ®
L D TPGX09020L
313\ EM11-O2 0.2 o o
ECC -54-19 ¢6 5 ¢3 10
EM11-O4 0.4 () (
TPGX1103OL

% Minimum order quantity : 10pcs
*When you use the other brand insert, use same brand Clamp bolt.




A eMAC BORING SYSTEM CUTTING DATA

M Code No. of ISO standard Insert Tip
[ [ Please add the grade indication into O, and add the

CutingEdge  Thickness Comer Radius ~ Cuting L - Left insert tip material indication at the end of the Code No.

Length Direction N : Either e.g. EMO09-T4 (NX)

i

Insert T: /\ Nomal B: 5° &> ToleranceClass TipBreakerd W : THJ
Shape w : ) so- Cleaance c: 7o .3 G : Ground  Hole Configuration T : LEM
c: [ 80 P:11° [ M : Pressed R:
M: D 86 N: o B : (D
s: [ 90 E 20° [ H: B
A [T 85 M EH
X' : Special
M Grade & Material
Grade Grade Indication | Insert Tip Material Indication Specification
. The general material for the steel and the cast iron
(CImEs (20 CRETE) B i with the heat resistence and the toughness.
Carbide K F HTI Toughness and the excellent wear resistance.

Applicable for the cast iron, non-ferrous metal and the non-metal.

BRecommended Cutting Speed ©---Best O--Good —:-Unsuitable

Insert
©
k ) T NX O © O O @) O @) - _
or 100~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~160 | 80~150

A
O O O
/LA F HTI - - - - - 60~130 - 300~500 | 30~40

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting. Y Rapid speed : ~6000min-1.
*Please be sure to make a test run and confirm of no deflection, vibration and unusual sound.

SS41 | S55C | SCM SKD SC |FC,FCD| SUS ALC Ti
Code No.| Material

BRecommended Cutting Condition(removal,feed)

Boring Boring head type Best Condition MAX. Condition
Fhge Boring bit | Solid carbide bit| Cartridge | Removalmm/¢ | Feed mm/rev | Removal mm/¢| Feed mm/rev
EJ16- 6-21 | EJX16- 6- 45
¢ 6~ 12 . 8-28 - 8- 60 0.1~0.2 | 0.083~0.07
EJ16-10-35 | EJX16-10- 75
-11-40
-12-42 -12- 90
¢ 10~ 30 -14-50 -14-105 0.1~0.3 | 0.05~0.07 - -
-16-50 -16-120
-18-63
-22-68
ECC-28-10
28~ 2~0.4 .05~0. . .
¢ 28~ 56 -36-11.5 0.2~0 0.05~0.08 1.0 0.1
¢ 54~200 ECC-54-19 0.2~0.5 | 0.05~0.08 2.0 0.15
. Ve - 1000 Vc: Cutting Speed(m/min)
Speed n(min™) e — T 314
L D : Borling dia(mm)
Feed Vf(mm/min™) = n-f f : Feed(mm/rev)

(Feed per rev.)

8XNose/R Feed per rev. depends on Nose/R and accuracy required.

Logical Surface Finish (min) =

112
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A RAC BALANCE-CUT BORING UNIT PARTS LIST

=
=

I

There are two methods of Tip Clamping;
Screw-on type (5) and Eccentric bolt type (6) .
Please pay attention when ordering.

4
p 7
N2
tﬁif 3 K (Muttple Shest, Through Hole)

13

£ ’ 3 A (Aluminum)
/)?f) - - -
15 | [3 (Eccentric Bolt) j
) B4 ’ «:"5} 3 E (Steel, Stainless Steel, | * 1 " !
’y Cast Iron)
3 (Heavy Duty of Iron, Cast Iron)
1 2 3 4 5 6 7 8 9 10 | 11 12 | 13 | 14 15
Tip 1 - | Cartridge Tip | Tip |L-Wrench|L-Wrench
SA% BRAC Cartridge Tip Clamping Ecgerrttnc Asdjurstmg Clamping SSret C?:,PﬁerCIamping Clamping| for | for Ssteppe:i
Boring ea ase Bolt 0 CTeW | “Bot €W PIN |\ Wench| Handle |Adustment{Cartridge| “P2¢€
Range
Z @ a
Sy o | 1| e |1|gle o \|FI\\D
12-RAC 25- 55E RCC- 25E |  CCO7
$25~32 12-RAC025- 55B M3070 — M508 | G025 | B12 | — | — | T10 M3 | SP26-12-30
- 55A - 25A | AEG12
- 55K - 25K SC09
16-RAC 32- 55E RCC- 32E | CC08 M4090 T-15
$32~45 16-RAC 32- 55B — M512 | G032 | B16 | — | — M4 | SP26-16-30
- 55A - 32A | AEG12
M3070 T-10
- 55K - 32K SC09
20-RAC 43- 70 RCC- 43 CNO08 CSM-70 CSM-43 R12 | M3 | 208
- 70E - 43E CcC12 M5012
$43~55 20-RAC 43- 70B M514 | G043 | B20 M5 | SP26-20-30
- 70A - 43A | AEG16 M4090 — — | — | ™5
- 70K - 43K SC12 M5012
26-RAC 53- 70 RCC- 53 CNO08 CSM-70 CSM-43 R12 | M3 | 208
- T0E - 53E CC12 M5012
$53~70 26-RAC 53- 70B M518 | G053 | — M2.5 —
- 70A - 53A | AEG16 M4090 — — | — | T5
- 70K - 53K SC12 M5012
26-RAC 70- 70 RCC- 70 CNO08 CSM-70 CSM-43 R12 | M3 | 20S
- 70E - 70E CCi2 M5012
26-RAC 70- 70B M528 | GO70 | — =
- 70A - 70A | AEG16 M4090 — — | — | 715
- 70K - 70K SC12 M5012
¢70~100 M6
34-RAC 70- 85 RCC- 70 CNO08 CSM-70 CSM-43 R12 | M3 | 208
- 85E - 70E cC12 M5012
34-RAC 70- 85B M528 | GO70 | — =
- 85A - 70A | AEG16 M4090 — — | — | ™5
- 85K - 70K SC12 M5012
42-RAC100-100 RCC-100 CNo8 CSM-70 CSM-43 R12 | M3 | 208
-100E -100E CC12 M5012
$100~130 42-RAC100-100B M538 | GO70 | — —
-100A -100A | AEG16 M4090 — — | — | ™5
-100K -100K SC12 M5012

% You can use only one type RAC Base irrespective of material and work piece. Suitable Cartridge and Carbide Insert must be selected. === P.79, P.80

*Insert tip is available as an option.

*There are 2 methods of Tip Clamping; Screw-on type (5) and Eccentric Bolt type (6) . Please pay attention when ordering for spare parts.
% Code No. of Cartridge means for Cartridge only. When ordering for cartridge set, please use set Code No. e.g. “S.RCC-25".

*The Code No. of Tip Clamping Handle is unified to T10, T15 and 20S.
% *1 Eccentric Bolt type Cartridge ; Code No. e.g. “RCC-43Q”.



A/ BCB MICRO-CUT BORING UNIT PARTS LIST

BCB
Screw on type

BCB

Relation between Micro-Cut Boring Arbor and
Clamp on type

Micro-Cut Boring Unit

NIKKEN Micro-Cut Boring Arbor is provided with Micro-Cut
Boring Unit. When ordering each parts for spare, please
place the order by Code No. of Insert, Cartridge and Unit of
the following parts list.

41

The sales of clamp on
type will be finished, when
the stock is sold out.

Screw on type Clamp on type
1 2 3 4 5 6 | 7 11 12 13|14 15|16 |17 | 18 | 19
Boring BCB . Insert f Insert f InsenlforStee\, Insert | Insert BCB ) Insert | Insert |Insert for Insert | Insert
Range | Unt | 9 |ty S Gaaton | Sgners GO Car |y | Corae (ol S e | S e
12.7~14.5|M 1-12.7 — MAS2C" | — | — | — | — | — | — | —
10.5~195|M 1-145 — IMP-E | 1MP-F | 1MP-T | M61 | 10S M | = = == ===
19 ~22.5|M 2-19 |M 2-19 C V68 M2s-2C* | — | — | — | — | — | — | —
22 ~29.5|M 2-22 |M 2-22 C| 3MS-E| 3MS-F | 3MS-T 13S M2L-2C | — | — | — | — | — | — | —
20~ 41 (M 329 M 329 C M63 M 3L-2SC | 3P-E| 3P-F| 3P-T| — |CP- 3|B183 |M15
38 ~ 50 (M 5-38 |M 5-38 C M 5S-25C
48 ~ 65 |V 548 | M 5.48 C 6MP-E | 6MP-F | 6MP-C |M2577| T-8 M 5L-25C 5P-E| 5P-F| 5P-T| 5CB |CP- 5| B185| M2
62 ~ 90
82 ~ 110 M7-62 |M 762 C 10MP=E | 10MP=T | 1oMP-T M67 208 M 7L-2S| M 7L-2SC | 7P-E| 7P-F| 7P-T| 7CB |CP- 7|B187 | M2.5
100~ 140 |M10-100 | M10-100 C M60 M10L-2S | M10L-2SC |10P-E|10P-F|10P-T|10CB |CP-10| B180 | M3
% Each Unit and Cartridge are supplied without Insert Tip. *All brazed types marked * were stopped production on 2007 JAN.
*Codes for BCB boring bars that support micro units are indicated by red text. % Each unit and cartridge are supplied without insert tip.
e.g. M5-28: BCB38 *Brazed type is available for the diameter of $29~®200.
31 32 33 34 35 36 37 38 39 40 441 42
. Dial Lock Wave Pre-Load Lock Lock " U”itt_ " U“itt_ Adjustment erte’\;l‘Ch tfpr UW!'te’\’/i'Ch tfor WreanI;for
Ezggg Ring Flange Spring Nut Metal Screw gglrt] ZWQ gglrt] glg Handle mBo‘I)tung nlBoftugmg S:r(;w
12.7~14.5
14519 5 = B321 B331 B341 B351 B361 — B381 M391 — M1.27 M1.5
19 ~22.5 B362
22 ~20.5 B312 B322 | 9M216W | 9M216P | B352 V363 B382 M392 16 M2
29 ~ M B313 B323 M333 | 9M325P | B353 B363 . B384 M393 — 13S M2.5
38 ~ 50 B325 B35 B365 B386 — 20S M3
48 ~ 65 B315 B326 M335 | M4 B356 B366 M375 — M3% M405 — M4
62 ~ 90 B367
82 ~110 B317 B327 M337 | 9M770P | B357 3368 M377 8387 M397 M407 MA0S M5
100 ~140 | B310 B320 M330 | 9M108P | B350 B360 M370 M390 M400 M6

%31, 32, 33 and 34 are set for spare parts. When ordering, please add “D.” at the beginning of Code No.
e.g. D.M2-22 for Boring Range: 22~29.5mm
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A/ 1MAC ADVANCED BORING UNIT PARTS LIST

NIKKEN ZMAC-V Boring Heads come
complete with the ZMAC-V Boring Unit.
Specify the part No. in the table below
when ordering spares.

Triangular Insert Heads and Rhomboid
Insert Heads use different boring units,
cartridges, insert tips, insert clamp
bolts, and insert clamp handles, but all

/
)
W'ﬂ'

N

N

N = other parts are common to both.

§ / ;
NEI) Other manufacturers’ 1ISO standard
\/ insert tips available on the market may

have different insert clamp hole
diameters, so please contact us
regarding use.

** Boring heads that use ISO standard
insert tips available on the market are
also available with us.

ZMAC Advanced (ISO) Boring Head

4

ZMAC-VR

]

ZMAC-V

* The ZMAC units and new ZMAC-V, ZMAC-VR units are interchangeable.

115

= P.89
. Insert Insert . Unit
. Triangular Lock Adjustment
Unit Clamp Clamp Clam
A Insert Screw Handle Screw Handle Bonp
ZMAC-V
Style
Boring = @ N
Range </ H 59 £ / Q
ZMAC16 -V 15.9~ 20.2 M 2HZ- 16V M361 M 2HZL-A G
ZMAC20 -V 19.8~ 25.2 M 2HZ- 20V 3MP-C,B M2045 M362 M 2HZL-B
T-6
ZMAC25 -V 24.8~ 32.2 M 3HZ- 25V M363 M 3HZL
ZMAC32 -V 31.8~42.2 M 4HZ- 32V 4MP-C,B M2055 M365 M 4HZL e
ZMAC42 -V 41.8~ 55.2 M 5HZ- 42V M364 —
5
ZMAC55 -V 54.8~70.2 | M 5HZ- 55V M366
ZMAC70 -V 69.8~ 85.2 M 7HZ- 70V M360 M 7HZL M3090
6MP-C,B M2577 T-8
ZMAC85 -V 84.8~100.2 M10HZ- 85V (M256X2.D) M367
ZMAC100-V | 99.5~140.5 | M10HZ-100V M368 M10HZL M4012
ZMAC140-V 139.5~180.5 M10HZ-140V M369
% Each Unit and Cartridge are supplied without Insert Tip.
*Cartridge for base forming of bore is an option.
Please specify the diameter and width of base forming.
*For Diamond Insert Tip (6MP-D), M2562D* must be used. Special cartridge example for necking
*Cartridge can not be supplied alone, please order ZMAC-V unit. is available. Please contact us with the
work piece drawing.
Triangular (I:r?sert cl)r;sen
Unit amp amp
Insert
ZMAC-VR nse Screw | Handle | e cartridge head can be exchanged itself for the
Style L Y, head bigger equal to ZMAC42-V.
Boring (&)
Range E' @H Cartridge Head Head Clamp Bolt
A )
o | £ | [O)
ZMAC32 -VR | 31.8~ 42.2 | M 4HZ- 32VR M2560 Ronng y
ange
ZMAC42 -VR | 41.8~ 552 | M 5HZ 42VR | CCO6-C T8 S /SN
M2577 v /é\
ZMAC55 -VR | 54.8~ 70.2 | M 5HZ- 55VR N
ZMACT0 -VR | 698~ 852 | w7z TovR | w0 | LB 820y o wstas
ZMAC85 -VR | 84.8~100.2 | M10HZ- 85VR M4012 69.8~ 85.2| M 7HZ- 70CH |M 7HZ- 70RCH  M625
- 5~140.5 | M10HZ-100VR 84.8~100.2| M10HZ- 85CH [M10HZ- 85RCH M825
ZMAC100-VR | 99.5 05 0 0 CC12-C M5012 T-15 99.5~140.5
ZMAC140-VR |139.5~180.5 | M10HZ-140VR 139.5~1805 M10HZ-100 CH |M10HZ-100RCH M835

Each Unit and Cartridge are supplied without Insert Tip.
% Cartridge can not be supplied alone, please order ZMAC-V unit.

eLoosen side lock bolt.
eRotate the dial ring 0.2~0.3mm to minus direction.
eTighten head clamp bolt by pushing the head to the support portion of the main body.

Detach eLoosen head clamp bolt after boring diameter is set to little larger than the MIN. boring diameter.
Attach elnsert the head into cartridge, then tighten head clamp bolt temporary.




A/ RAC BALANCE-CUT BORING ARBOR CUTTING DATA

CC (Positive type) RAC-E

Material
- Steel 60~150m/mim. (Dry or Wet cutting)
CN (Negative type) RAC Stainless Steel| 40~80m/mim. (Wet cutting)

Cast Iron 60~150m/mim. (Dry or Wet cutting)

Aluminium,
Non-ferrous metal

200~500m/mim. (Wet cutting)

Multiple Sheets,

Through Hole 40~120m/mim. (Dry or Wet cutting)

B Recommended cutting Speed ©O--Best O--Good —:-Unsuitable

neer SS41 S55C SCM SKD sc FCFCD | sus | ALALc |'mterrupted
ﬁgde Grade ’ ’ Cutting
Coated ©) ©) ©) ©) O O ©) _ O
@ ce Carbide M| 60~120 60~150 60~150 50~80 80~120 60~150 40~80
L Coated ©) ©) —
Carbide K - - - - 80~120 60~150 - -
CN Coated O O O O O O O _ O
Carbide M| 60~120 60~150 60~150 50~80 50~80 60~150 40~80
o) |AEG| K10 — - - - - - — | ao0oa00 o
Coated ) ©) o o O O ©) _ o
sc Carbide M| 60~120 60~150 60~150 50~80 80~120 60~150 40~80
Coated [®) o .
Carbide K - - - - 80~120 60~150 - -

*The cutting speed is recommended to be reduced to 50% for the interrupted cutting.
*When L/D is longer, the insert tip with small Nose R is recommended.
*When L/D is longer, the feed rate at the entrance is recommended to be reduced to 60 to 70%.

HMRelation between Boring Dia. & MAX. Removal BMRecommended Cutting Condition (removal,feed)

MAX. Removal These figures are based on the application of L/D=3~3.5 times on cast iron.
on Dia. (mm)
i Best Condition MAX. Condition

28 Boring Range Type

R Removal mm/9| Feed mm/rev. | Removal mm/®| Feed mm/rev.
2 J R $25~ 32| RAC 25 | 2.0~ 40| 0.2~0.3 |0.5~ 6.0| 0.1~0.4
32~ 43| RAC 32 | 3.0~ 50| 0.2~0.3 (1.0~ 8.0/ 0.1~0.4
7 TRACT0 43~ 53| RAC 43 | 40~ 7.0| 0.2~0.3 |1.0~10.0| 0.1~05
e o 53~ 70| RAC 53 | 40- 70| 02-0.3 |1.0~100] 0.1~05
R 70~100 | RAC 70 | 50-100] 03-04 [1.0~150] 0.1~05

| 100~130 | RAC100 | 7.0~12.0| 0.3~0.4 |1.0~22.0| 0.1~0.5

30 40 50 60 70 80 90 100 110 120 130
Boring Range (mm)

™N
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A/ 1MAC ADVANCED BORING SYSTEM CUTTING DATA (NIKKEN

M Selection of Insert Tip for each material.

Material
Steel 100~400m/min. (Dry or Wet cutting)
/L ) L /
Coated Stainless Steel| 80~150m/min. (Wet cutting)
TiAZN
\ Cast Iron 150~250m/min. (Dry or Wet cutting)

Hardened Steel| 100~150m/min. (Dry or Wet cutting)
\ High Speed finish| 44,1 000m/min. (Dry or Wet cutting)

/L A for Cast Iron —— A
Wet Cutting A\
K grade Carbide | & Al . . Wet cutting - WK \,\
uminium, = | " Kgrade carbide v
Diamond — Non-ferrous metal Please use RAC Head | X ‘
for Aluminium. \§
Please use ZMAC &-V head
for Diamond. =P.88 Please refer ==~ P.80 \
B Recommended cutting Speed ©O---Best O::Good —:--Unsuitable
Insert Hardened Steel Inter-
SS41 | S55C | SCM | SKD SC |FC,FCD| SuS |ALALC rupted
ﬁgde Grade SCM | SKD SUJ  [cuting
@ @) @) O © O (@)
C | Coated | 199~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150 - - - - |©
O O O O (@) _ _ _ _ _
@\ E P10 | 6o~100 | 60~100 | 80~120 | 40~100 | 60~100 40~80 ©
(NN @ O
F| W - - - - T leo~130 | T la0~t000] - - |©
O O O (@) (@) _ O _ _ - -
T |Cermet | 5002400 | 200~400 | 200~400 | 80~150 | 80~150 120~180 O
@) O @) O
B | CBN - - - - - |a00~800| - = | 100~150 | 70~100 | 120~150 | ©
D |Diamond| - - - - - - - 40092000 - - - -
Coated O O O © O O ©) = = = - |o
@ . Carbide M | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150
A Coated | O O O O o © O _ _ _ _
Carbide K | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 |150~250 | 80~150

*Existing Inserts (Cermet,P grade Carbide & K grade Carbide) are available.

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.

*When L/D is longer, the insert tip with small Nose R is recommended.

*When L/D is longer, the feed rate at the entrance is recommended to be reduced to 60 to 70%.

B Recommended Cutting Condition (removal,feed)

In case of CBN insert, reduce L/D

A O\ as small as possible : MAX. 3 times.
AON\ N>/ Stock removal on diameter.
Boring Range|  Type = D<32mm : less than 0.25mm
Best Condition MAX. Condition Best Condition MAX. Condition | D>32mm : less than 0.3mm
Removal mm/ |Feed mm/rev.| Removal mm/ |Feed mm/rev.| Removal mm/® |Feed mm/rev.| Removal mm/® |Feed mm/rev. Feed per rev. depends on
$16~ 20 | ZMAC16-V | 0.2~0.4 | 0.05~0.07 1.0 0.1 Nose/R and accuracy required.

o e P Y Loga Surtce i F2dger o0
$32~ 42 ZMAC32-V | 0.2~0.4 | 0.05~0.08 2.0 0.2 1.0~3.0 | 0.1~0.15 50 0.2
$42~ 55 ZMAC42-V | 0.2~0.5 | 0.05~0.08 4.0 0.2 1.0~3.0 | 0.1~0.15 50 0.2
$55~ 70 ZMAC55-V | 0.2~0.5 | 0.05~0.08 4.0 0.2 1.0~3.0 | 0.1~0.15 50 0.2
$70~ 85 |ZMAC70-V | 0.2~0.8 | 0.05~0.1 4.0 0.25 1.0~4.0 | 0.1~0.2 8.0 0.25
$85~ ZMAC85-V~| 0.2~0.8 | 0.05~0.1 4.0 0.25 1.0~4.0 | 0.1~0.2 8.0 0.25




A ) BORING ARBOR CUTTING DATA

M Selection of Insert Tip for each material.

No
LAON [

Coated
TiAZN

CBN

MAX. L/D for CBN
insert tip is 3 times.

.
NS/

/
\

=

Material

Steel

Stainless Steel

Cast Iron

Hardened Steel

100~300m/min. (Dry or Wet cutting)

80~150m/min. (Wet cutting)

150~250m/min. (Dry or Wet cutting)

60~120m/min. (Dry or Wet cutting)

Aluminium . .
K grade Carbide | ~<& ’ 300~500m/min. (Wet cuttin
Non-ferrous metal ( 9)
B Recommended cutting Speed ©O---Best O--Good —:--Unsuitable
Insert Hardened Steel Inter-
SS41 | S55C | SCM | SKD SC |FCFCD | SUS | ALALC rupted
ﬁgde Grade SCM SKD SUJ  [cuting
@) @) @) (@) (@) O O _ _ _ _
C | Coated | 100~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O O O O _ O _ _ _ _
@ E P10 | 60~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
(NN (@) O
F | Ki0 - - - - - 60~130 | ~  |300~500| - - |0
(@) @) O (@) (@) _ O _ _ _ _
T |Cermet | 4507300 | 100~300 | 100~300 | 80~150 | 80~150 80~150 O
© O @) (@)
B | CBN - - - - - |200~500| - = | 60~120 | 60~100 | 60~120 | ©
"~y o o @ © © © ©
C | Coated | 14,500 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©

* Existing Inserts (Cermet,P grade Carbide & K grade Carbide) are available.

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.

M Recommended Cutting Condition (removal,feed)

" - In case of CBN insert, reduce L/D
Boring Range Type Best Condition MAX. Condition as small as possible : MAX. 3 times.
DJ3 DJ8 mm/ mm/rev. mm/ mm/rev. Stock removal on diameter.
¢ L D<32mm : less than 0.25mm
¢ 3~ 8 J10- 3 ~0.1 0.03~0.07 D>32mm : less than 0.3mm
¢ 5~ 15 J10- 5 0.1~0.2 0.05~0.07
¢ 8~ 18 J10- 8 J16- 8 0.1~0.2 0.05~0.08 Feed per rev. depends on
Nose/R and accuracy required.

$18~ 28 J10-18 J16-18 0.2~0.4 0.05~0.08 1.0 0.1 ,
$28~ 39 J16-28 0.2~0.4 0.05~0.08 15 0.15 Logical Surface Finish : 4(F§4i(’j\£:;/rsv.)
$38~ 50 J16-38 0.2~0.5 0.05~0.08 2.0 0.15

B Example of hardened steel A
boring with CBN Insert

Reduce L/D as small as possible:MAX. 3times
For bits of L/D shorter than standard one are
also available. Please contact with us.

Results of concentricity on
24 pcs. were all within 3ym.

—

Results of concentricity on
24 pcs. were all within 3.6pym.

|
|
|
|
L)
Example of intermittent
boring of hardened
steel (HRC60) $10mm

Example of intermittent g3 R

boring of hardened

500pm

steel (HRC60)$p20mm

a 500um

Results of surface finish on 24 pcs.
were all within 3.3 microns. (R MAX.)

Results of surface finish on 24 pcs.
were all within 2.8 microns. (R MAX.)
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A/ NIKKEN INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (1)  (NIKKEN

Steel o (] o
Stainless Steel [ J [ J
Cast Iron [ o [ J
Material Aluminium [ J
High Speed finish for Cast Iron o
Hardened Steel (]
High Speed finish for Aluminium ([}
. . Coated Cermet Carbid Carbide
For the Boring of Large Diameter and Short Depth, the Cermet (Wlo coating) arp' ¢ K' CBN | Diamond
use of insert with large nose radius is recommended. FNB*2
The smaller nose radius inserts are ideal for smaller | Grade % T E | vobreder | T B D
diameter boring or finishing operation. e = = F
Applicable Arbor Dimension Code No. [NOSER PV720({T2000Z [NS530 | TN90 | ST10P H1 KBN10B | KPD010
BOV — [—
1.59‘ ‘ 5y
—r W
BCB12.7,BCB14.5 #3175 140 iMP-O2| 02 | @ o o o
t
(WBGT050102L)
s 5
BCB19, ?
BCB22, sa069 N le2s0| 3MS-0O2| 02 | @ e o o*2 @ ©
BCB29 | T
TBGT06010L
S
ZMAC16-V, ' 5 | amp-02( 02 | @ | @ ) ° o 2 @ @ Y
ZNMAC20-, — W
ZMAC25-V $3.969 ¢2.30
for DJ Bi T
or DJ Bt —+ ' lampO4 04 | @ | @ ° Y
WBGT06010L
S
: % amMP-02| 02 @ | @ { ] o*2| @ )
— o
ZMAC32-V $4.762 $2.30
. ol amp-04) 04 | @ | @ 02 ® © °
WBGT08020L
518l [4, | emMP-O2| 0.2 *2 *4
ZMAC42-V-ZMAC140-V E% o o o o o o ®
BCB38, BCB48 —5 .
) £ Y
DJ Bit, MCCZ130-V 46.35 v2as| 6MP-O4| 04 | @ o o 2 @ @4
BAC130-V - BAC530-V K
TPGT11030L | 6MP-O8| 08 | @ o oz @ L
5971 \W 10MP-O2| 02 | @ () o*2| @
—
BCB62, BCBS2, —5 .
TpGTi6Ta0L | 1OMP-O8| 08 | @ ] o2 @ | @
F*Mini tity of CBN and Di d: 1pcs, Al other insert tip: 10 :
352 “-NB" (wio breaker) is recommended for castiron. BMCode No. of ISO standard Insert Tip
%<3 Hole diameter of 6MP is ¢2.8mm. M2562D (Optional tip clamp bolt) is
requirec:i for the ISO stalndard insert tip with thelhole dliameter of q>3.;i~q> @ @
3.5mm.
%4 M2562D is necessary for 6MP-D (Diamond) , because of the hole diameter is
different. Cutting Edge Thickness Comer Radius ~ Cuting L : Left
% The ISO code No. surrounded with () is the Nikken original insert tip. Length Direction N : Either
%5 Changes it to NS9530, When the stock is sold out.
%6 Changes it to KBN510, When the stock is sold out.
%7 Changes it to PV720, When the stock is sold out.
Insert T: /\ Nomal B: 5° &3 Tolerance Class TipBreaker& — W:TEJ
Please add the grade indication into O, and Shape w: % oo CRERIEe 0 7 [ G Ground e Confguaton T =
add the insert tip material indication at the o e ol P M Prese i p—
end off the Code No. s: [] o £ 200 [ H : FED
e.g. 6MP-C4 (PV720) , 6MP-F4-NB (H1) A9 85 M: T
X : Special



Steel [ ) [
Material Stainless Steel o [
Cast Iron o [ J o
For the Boring of Large Diameter and Short Depth, the use of 82?;?5 Cg%?ész Cgfba}zj%dK
insert with large nose radius is recommended. The smaller
nose radius inserts are ideal for smaller diameter boring or Grade c
finishing operation.
Material
Applicable Arbor Dimension Code No. |NOSER PR el LS
a7,
J10-5, J16-5 IM CC03-02| 0.2 ®
T
CCGT03010L
ZMAC32-VR, 2L ‘ L CC06-O4| 0.4 o [
ZMAC42-VR ! % )
ZMACSS-VR + cco6-08| 0.8 @ °
CCMT06020N
3 8l [ cCo7-04| 0.4 o o
RAC25E 7 94 ¢3 .
CCco07-O8| 0.8 [ [
CMTOBOSOL
ZMAC70-VR, se7l_[7, cC08-O4| 0.4 ® ®
ZMAC85-VR, j
RAC25E (CC08), 9.525 #'4 o
RAC32E COMTO9TZON cco8-O8| 0.8 o
4.76 ‘ o
RAC43 - RAC530 f .
(Eccentric Bolt Type) $5.16 CNos-O8| 0.8 o
T
(CNMM120408)
ZMAC100-VR, 476 ‘7\ CC12-04/| 0.4 o) °
ZMAC140-VR 41
5.5
RAC43E - RAC100E £ cc12-08| 0.8 ° )
CCMT12040N
K The 150 cads No. urtoLncd i 3is e Nikken argnal inert 1. M Code No. of ISO standard Insert Tip
— TPl (6 [ [ (] [0l (3] [0] (@] []
Please add the grade indication into O, and
add the insert tlp material indication at the Cutting Edge Thickness Corer Radius ~ Cuting L : Left
end off the Code No. Length Direction N : Either
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1)

Insert T: A\ Nomal B: 5° [&= Tolerance Class TipBreaker& W :TEJ
Shape w: [ soe Clearance ¢ : 7 3 G : Ground  Hole Configuration T : =M

c: [T 80 P:11° 2 M : Pressed R: ™™
M:<>86° N: o[ B:[H1
s: [ 90° E 200 [ H: B
A:[ 985 M:EH

X : Special
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Steel [ ) [ J
Stainless Steel ()
Material Cast Iron [ J
Aluminium [ J
High Speed finish for Cast Iron [
Hardened Steel ()
Cermet Carbide Carbide
(w/o coating) P K G
Grade T E F B
Material : *1
Applicable Arbor Dimension Code No. | NOSER Uikt S B DL
60, 14 =159
a T
BCB29 AN 3p-02| 0.2 ° Y °
N (TPMR060102)
= 14{\:'\3\111
BCB38, BCBA8 u:,sgl L s 5P-O4| 0.4 ) ° °
' v L~ TPMR11030OL
A6 14 jii“ 7P-0O4| 0.4 ° ® ® ®
9.52 )
BCB62, BCB82 7'13!87
++ L TPMR16030L . 08 ® ®
/60" 14 j“'?e Q 10P-O4| 0.4 ) o ] o
012.7 ‘ 11
BCB100 | 1865
71 L~ TPMR22040L 10P-O8| 08 ® ®

*Minimum quantity of CBN: 1pcs, All other insert tip: 10pcs %1 Changes it to KBN510 seguentially as soon as stock disappears.

*The ISO code No. surrounded with () is the Nikken original insert tip.

Please add the grade indication into O, and add the insert tip
material indication at the end off the Code No. e.g. 10P-T4 (T12A)

B Grade & Material

Grade Insert Tip I
Grade Indication | Material Idication Specification
PV90 Applicable for the midium roughing and finishing on the steel.
Very stable cutting with coolant to be improved the heat resistance and the impact resistance.
Coated Cermet - - —— - - -
T2000Z ZX coaled suitable for the high speed finishing on the steel with long insert life.
c Very fine surface finish to be improved the impact resistance and the fracture resistance.
. Very tough carbide M (base material) with the super FF coated.
Coated Carbide M AC630M Excellent for the impact resistance and the fracture resistance for the stainless steel
. Very tough carbide K (base material) with the super FF coated.
Coated Carbide K L Very stable cutting for the ductile cast iron and normal cast iron.
NS530 | The general material for the steel and the cast iron with the heat resistence and the toughness.
. New grade with tough and smooth top layer demonstrates amazing fracture resistance.
Cermet (w/o coating) v NS9530 Stable tool life due to incredible toughness. This is an upgraded version of NS530.
T12A Applicable for the roughing and finishing on the steel.
Very stable cutting to be improved the heat resistance and the impact resistance.
Carbide P E ST10P | Applicable for the middle to high speed cutting on the steel and the steel casting.
H1 Excellent wear resistance and applicable for the cast iron, non-ferrous metal and the non-metal.
. . Toughness and the excellent wear resistance.
Carbide K - e Applicable for the cast iron, non-ferrous metal and the non-metal.
KW10 Stable wear resistance and the fracture resistance.
Applicable for the cast iron, non-ferrous metal and the non-metal.K10
KBN10B Excellent for the fracture resistance and wear resistance.
. Suitable for the high performance and high accuracy cutting on the harden steel
BN B
KBN510B Excellent for the fracture resistance and wear resistance. This is an upgraded version of KBN10B.
Suitable for the high performance and high accuracy cutting on the harden steel.
. Suitable for the high speed cutting on the aluminium and the non-metal.
Diamond D AL Applicable for the cutting on the carbide, ceramics, glass fibere and the plastic also.




A/ BORING BAR for SQUARE & CYLINDRICAL BORING TOOL

N 2,

\ML > 4
r Fig.1 Fig.2 Fig.3
BSA BSB BOA BSA BSB BOA
TAPER Code No. Boring Range | Boring Depth Dimension
BTNo.-Min D -L D M w © Cs Weight (kg) | Fig
BT40-BSA 25-135 25~ 38 108 8 20 22 1.3
(IT40)-BSA 30-165 30~ 42 138 24 26 1.5
-BSA 38-180 38~ 52 153 10 30 33 1.8
N0 40 -BSA 42-210 42~ 56 183 34 37 2.3
0 -BSA 50-180,225 50~ 65 153, 198 13 40 44 2.4, 2.9
-BSA 62-180,240 62~ 90 153, 218 16 50 56 3.2, 4.2
-BSA 72-180,240 72~110 153, 213 19 60 63 44, 5.7 )
-BSA 90-180 90~125 180 75 5.4 Fig.1
BT50-BSA 25-135 25~ 38 95 8 20 22 4.4 B
(IT50)-BSA 30-165 30~ 42 125 24 26 46 g
-BSA 38-180 38~ 52 140 10 30 33 4.8
-BSA 42-210 42~ 56 170 34 37 5.0
No.50 -BSA 50-180,240 50~ 65 140, 200 13 | 40 44 54, 5.7
-BSA 62-195,270 62~ 90 155, 230 16 50 56 6.1, 7.5
-BSA 72-195,285 72~110 155, 245 19 60 66 6.9, 9.3
-BSA 90-210,300 90~125 170, 260 75 80 9.2,12.3
-BSA105-195,285 105~160 157, 247 25 90 90 10.5,15.0
BT40-BSB 25-135 25~ 50 108 8 20 22 1.3
(IT40)-BSB 38-180 38~ 70 153 10 30 33 1.9
-BSB 50-180,225 50~ 90 153, 198 13 40 44 2.6, 3.1
N040 -BSB 62-180,225 62~115 153, 198 16 50 56 3.4, 4.1
-BSB 72-180,225 72~138 153, 198 19 60 63 47, 5.6 Fin.2
-BSB 90-180,225 90~150 180, 225 75 5.7, 6.6 g.
BT50-BSB 25-135 25~ 50 95 8 20 22 4.1 B
(IT50)-BSB 38-180 38~ 70 140 10 30 32 4.8 g
-BSB 50-180,240 50~ 90 140, 200 13 40 44 5.5, 5.7
No.50 -BSB 62-195,270 62~115 155, 230 16 | 50 56 6.4, 7.9
-BSB 72-195,285 72~138 155, 245 19 60 66 7.3, 9.6
-BSB 90-210,300 90~150 170, 260 75 80 9.6,12.6
-BSB105-195,285 105~190 155, 245 25 90 94 11.0,15.0
BT40-BOA 25-135 25~ 31 107 20 22 1.3
(IT40)-BOA 30-165 30~ 35 137 g 24 26 1.5
N0 40 -BOA 34-165 34~ 42 137 10 28 30 1.7
. -BOA 40-180 40~ 46 152 32 35) 2.3
-BOA 44-210 44~ 54 182 12 36 39 2.4 Fig.3
-BOA 52-180,225 52~ 60 152, 197 42 46 2.5, 3.0 B
BT50-BOA 25-135 25~ 31 97 8 20 22 4.2 o)
(IT50)-BOA 30-165 30~ 35 127 24 26 4.4 A
N0 50 -BOA 34-180 34~ 42 142 10 28 30 4.7
. -BOA 40-210 40~ 46 172 32 35 5.0
-BOA 44-210 44~ 54 172 12 36 39 5.1
-BOA 52-180,240 52~ 60 142, 202 42 46 5.1, 6.0
*Square or Cylindrical Boring Bit is not included. L
*When L length is required longer than standard, please specify the boring depth M. M
\\J,LLH—— <O
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A FACE MILL ARBOR

M Taper contact area of more than 80%
ensures reliable milling with no chattering
accompanied

For JIS B4113 Face Mill - L

Drive key

FMH Arbor for High Feed with o ”ELDF*‘
Coolant Through == P.125, P.126 ]
Dimensions Weight | Demension of Arbor with cutter| Drive Bolt
TAPER Code No. (¢D -L) H C | W | Ci| Co| Hi | Ho | (kg) | L1 D1 F Key
No0.30| BT30-FMA25.4 - 45| 22 | 50 | 95 | 33 | 23 | 10 2 1.3 1 95| 80| 50 |[FW 5 | FM12
BT40-FMA25.4 - 45 1.5 95 FW 5
No.40 (IT40)-FMA25.4 - 90 | 22 | %0 | 95|38 |28 110 | 2 g | 80 ] S0 Ry 5| FM12
0. -FMA31.75 - 45 1.7 | 105 FW13+#!
-FMA31.75 - 75 30 | 60 (127 | 40 | 23 10 6 31 | 135 100 | 60 FW13 FM16
-FMA38.1 - 60 | 34 | 80 |159 | 50 | 27 14 6 29 | 120 | 125 | 60 |FW18 | FM20
BT50-FMA25.4 - 45 3.7 95
(IT50)-FMA25.4 - 90 | 22 | 58 | 95 | 33 | 23 10 2 46 | 140 80 | 50 |[FW 5 | FM12
-FMA25.4 -150 5.5 | 200
-FMA31.75 - 45 45 | 105 FW12
-FMA31.75 - 75 | 30 | 70 (127 | 40 | 23 10 6 53 | 135 | 100 | 60 FW13 FM16
No.50 -FMA31.75 -105 6.1 | 165
-FMA38.1 - 45 4.3 | 105 FW18
FMA381 - 75 34 | 80 (159 | 50 | 27 | 14 6 56 135 | 125 | 60 FW19 FM20
-FMA50.8 - 45 49 | 105 FW23
-FMA508 - 75 36 (100 |19 65 | 37 14 | 10 68 | 135 160 | 60 FW24 FM24
-FMA47.625- 75 | 38 (12857254 | — | — | — | — | 7.7 | 135 | 200 | 60 |FW26 %

% Drive keys, L-Wrench & Bolt are supplied as standard. % The arbor marked * requires 4 fixing bolts.
* FMA25.4 type Arbor is suitable for NIKKEN PRO-END MILL $60 (PE60HC) and ¢80 (PE8OHC).

* FMA31.75 type Arbor is suitable for NIKKEN PRO-END MILL ¢$100 (PE100HC). Please refer IZ&~ P.127.
% Code No. of Centre Through Coolant type FMA Arbor for NIKKEN PRO-END MILL is : e.g. BT40-FMA25.4C-45
% Extended length Face Mill Arbors are available on request.

% Above weight is for Arbor only. (Not include Face Mill Cutter)

*In case of the special cutter, please
specify the dimensions below.

BT50-FMA25.4 -200,-250 Fig.1 o0 Fig.2 e
-FMA31.75-150,-200 [ T b !
-FMA38.1 -150,-200 B 7z B i He (H)

* Diameter ¢C of BT50-FMA25.4 and BT50-FMA31.75 are enlarged. " AT A * ! 7 i Z U
#11T4A0DIHE, FWI12E1EDET, o Qj i Z S
o —| — D2 —=

A FAcE MILL ARBOR

M Taper contact area of more than 80%
ensures reliable milling with no chattering
accompanied

Fig.2

Inch Series (+ )figures for Metric Series Metric Series

Dimensions Weight| Arsor wib-quster | _. i
TAPER | Code No.(9D-L) [H|C| W |G| Ci Hi | H:| G| P |ka) L | Ds| F |19 Code No.(D-L)
No.30 | BT30-FMB25.4 - 45| 26 | 80 | 95(12) 33|23 10| 2 | — | — |1.7] 95| 80|50 | 1 | BT30-FMB27 - 45
BT40-FMB25.4 - 60 2.5 110 BT40-FMB27 - 60
N0.40 [(T20-FMB25.4 - 0026 |80 | 95(12) 33|23 |10 2 | — | — F45T40] 80150 | 1 [(T40)-FMB27 - 90
-FMB38.1 - 60| |85 [159(16) 50 |27 | 14| 6 | — | — |7.4|123]125| 63 -FMB40 - 60
BT50-FMB25.4 - 45 40| 9 BT50-FMB27 - 45
(IT50-FMB25.4 - 90 80| 9.5(12)| 33|23 10| 2 | — | — [5.8]140 80|50 | 1 [(IT50)-FMB27 - 90
-FMB25.4 -150 8.2(200 -FMB27 -150
N0.50 -FMB38.1 - 45| 26 471108 -FMB40 - 45
. -FMB38.1 - 75| |85 | — [61]138 1 -FMB40 - 75
_FMB38.1 -105 Jadil ) s s 6 8.7 168]'2°| 82 -FMB40 -105
-FMB38.1F- 75| |10 M12 66.7]66 50 ) -FMB40F- 75
CFMB60 - 75|25 [140] 254 | — | — | — | — M16/101.6/7.9/"8 200] 63 -FMB60 - 75

*Drive keys, L-Wrench & Bolt are supplied as standard.
*Above weight is for Arbor only. (Not include Face Mill Cutter)



A SHOULDER CUTTER ARBOR

M Taper contact area of more
than 80% ensures reliable Milling
with no chattering accompanied.

FMC Inch Series (*figures for Metric Series Metric Series
Dimensions Weight| Dimensions of Arbor with cutter .
TAPER | CodeNo.@D-L) JH]C| W | (kd) | L |D:] F |GCAPbor] €' | ' |Fig| CodeNo.(¢D-L)
No.30 18 | 45 10 1.4 80 |50 |40 | miox3o | 16 | 10 | 1 | BT30-FMC22- 40
1.3 | 8 BT40-FMC22- 45
18 | 45 | 10 20 | 130 | 50| 40| MIOX30 | 16 10 | 1 iraorENC22- 90
BT40-FMC25.4- 60 15 | 110 FMC27- 60
N0.40 ir70)-Ficas5.4- 90 | 20 | 60 | 94012 |55 1 q4q | 80 | 50| MI2X35 | 18 | 12 , FMC27- 90
-FMC38.1- 60 23 | 110 30 FMC32- 60
X
FNIC38 1. 75 | 2 | 85 |155(14) o 125 | 50 | MI16X35 | o i15(16) FNMC32- 75
42 | 100 BT50-FMC22- 60
18 | 45| 10 47 | 145 |50 | 40 | M10X30 | 16 | 10 (IT50) FMC22-105
53 | 190 FMC22-150
BT50-FMC25.4- 45 4.1 95 FMC27- 45
No0.50 | (IT50)-FMC25.4- 90 | 20 | 70 | 9.4(12) | 55 | 140 | 80 | 50 | M12x35 | 18 | 12 | 1 FMC27- 90
-FMC25.4-150 73 | 200 FMC27-150
-FMC38.1- 45 42 | 95 Miexao | 30 FMC32- 45
-FMC38.1- 75 | 22 | 85 |155(14) | 55 | 125 |125| 50 @5) | on)[1818) FMC32- 75
-FMC38.1-105 70 | 155 FMC32-105

*Drive keys, L-Wrench & Bolt are supplied as standard.

*Above weight is for Arbor only. (Not include Face Mill Cutter)

*FMC22 type Arbor is suitable for NIKKEN PRO-END MILL ¢$50(PE50HC). 1=~ P.127

*Code No. of Centre Through Coolant type FMC Arbor for NIKKEN PRO-END MILL is e.g. BT40-FMC22C-45.

A SHELL END MILL ARBOR

M Taper contact area of more than
80% ensures reliable Milling
with no chattering accompanied.

Dimensions Weight
TAPER Code No. D L H C Ci W G (k)
BT30-SMS16- 30 | 16 20 14 34 20 8 M 8 0.9
No.30 -SMS22- 30 | 22 16 42 28 10 M10 10
-SMS27- 45 | 27 45 18 50 33 12 M12 13
BT40-SMS16- 60 60 13
8
(IT40)-sMS16-120 16 120 14 34 20 il 1.7
-SMS22- 60 60 14
No.40 aMSaris0 | 2 o 16 42 28 10 M10 =
. -SMS27- 45 45 14
sMs27-105 | 2 | 105 18 50 33 12 M12 >
-SMS32- 45 45 16
B = 20 60 40 14 M16 53
BT50-SMS16- 75 75 42
(IT50)-SMS16-120 | '° | 120 5 & e 8 i & 5.8
-SMS22- 75 75 43
1
SMS22-120 | % | 120 16 42 28 0 M10 43
-SMS27- 60 60 43
No.50 emsarios | 2 0 18 50 33 12 M12 —
-SMS32- 45 45 42
SMS32- 75 | 2 75 20 60 40 14 M16 "
-SMS40- 45 45 80 43
sms40- 75 | Y [ 75 23 70 50 19 M20 55
-SMS50- 60 | 50 60 26 90 65 18 M24 6.3

% Drive keys, L-Wrench & Bolt are supplied as standard.
* Above weight is for Arbor only. (Not include Face Mill Cutter)
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A BT FMH FACE MILL ARBOR

Bl For Oil Hole Cutter
For High Feed Cutter

Drive key

¢dz 3 Holes Cutter Coolant Hole
Code No. Dial ¢d ¢D1 M ®D2 od1 |od2

50, ©52 N
FMH22(22.225) | ga" o6 22(22.25) M10X15 | 16 | 6~8 | 3

FMH27 (25.4) ®80 | 27(254) |76(70) | M12X1.75 |19.5(18.5)| 8~10 | 3.5
FMH32(31.75) | $100 |32(3175)| 96 | M16X2.0 24 |10~13| 4
FMH40(38.1) ¢125 | 40(38.1) | 100 | M20x2.5 | 30(29) |[10~15| 5
FMH50.8 160 50.8 100 | M24x3.0 | 375 [15~20] 7

*Fixing dimension is basically based on FMA/FMC. % The combination of the other cutter dia. are also available.

FMH Inch Series

Arbor . Weight
TAPER Code No. D LIRHlclcil w Drive Key | Lock Bolt | G Cap Bolt (kg)
BTA0-FNMH22.225- 47- 45 25 13
(IT40) - 22225 -0 17 | 47 | 28 | 8 FW 3 FM10 - 2
a 150 27
i B 22205 T&a ] 17| 60 | 28 | 8 FW 3 FM10 3
No.40 - 90 90 25
-FMH25.4 - 70- 60 60 - 2.0
90 | 254 [90 | 22| 70 | 33| 95| Fws FM12 27
05 105 34
EMH31.IS - 16- 80 3175 |80 30| 76 | 40 | 127 | Fwi3 FM16 — 2.
-FMH31.75 - 96- 3175 | 60 | 30 | 96 | 40 | 12.7 | _FWi3 FMi6 = 25
BT50-FMH22.225- 41- 60 41
(IT50 -105 105 47
-15( 150 5.3
200 | 22225 [200 | 17 | 47 | 28 | 8 FW 3 FM10 - 6.0
25( 250 6.6
300 300 7.7
3 350 8.9
-FNMH22.225- 60- 60 42
105 105 5.0
-15( 150 6.2
200 | 22225 [200 | 17 | 60 | 28 | 8 FW 3 FM10 - 7.4
25( 250 8.5
300 300 9.6
-35( 350 10.6
-FMH25.4 - 70- 45 45 40
- 60 60 45
- 90 90 5.4
450 | 254 [50 | 22| 70 | 33 | 95 | Fw5 FM12 - 72
-200 200 8.7
-25( 250 10.3
-300 300 11.8
No.50 -FMH31.75 - 76- 45 45 FW12 4.1
- 75 75 5.2
9 | 3175 [isol 50 | 76 | 40 | 127 FM16 %
200 200 FW13 97
250 250 11.6
-300 300 134
-FMH31.75 - 96- 45 45 43
- 75 75 6.0
105 105 7.7
450 | 31.75 [ 150 | 30 | 96 | 40 | 127 | Fwi3 FM16 B 10.3
200 200 13.1
250 250 16.4
-300 300 19.0
-FMA38.1_-100- 45 45 44
- 75 75 6.3
-105 105 8.1
450 | 381 [ 1450 | 34 | 100 | 50 | 159 | Fwi9 FM20 = 10.9
-200 200 145
-25( 250 175
-300 300 205
-FMH50.8_-100- 4560) 50.8 | 45 | 36 | 100 | 65 | 19 FW23 FM24 = 44

% Drive keys, L-Wrench & Bolt are supplied as standard.
% Above weight is for Arbor only. (Not include Face Mill Cutter)
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T

FMH Metric Series

¢d2 3 Holes

A BT FMH FACE MILL ARBOR

Bl For Oil Hole Cutter
For High Feed Cutter

‘RL‘D‘QH* Drive key
o |77
v

w ®C2 _
X f %*‘ % [
—¢D $C1
T b U v
? \ Bolt
i
Cutter Coolant Hole
Code No. Bia ¢d ®D1 M ®D2 od1 |od2
FMH22(22.225) $2g’ $2§ 20(22.2%5) Mi0X15 | 16 | 6~8 | 3
FMH27 (25.4) ¢80 27(25.4) | 76(70) | M12X1.75|19.5(18.5)| 8~10 | 3.5
FMH32(31.75) ®100 | 32(31.75) M16X%2.0 24 10~13| 4
FMH40(38.1) ®125 | 40(38.1) | 100 | M20x2.5 | 30(29) |10~15] 5
FMH50.8 $160 50.8 100 | M24X%3.0 375 |15~20] 7

% Fixing dimension is basically based on FMA/FMC.

% The combination of the other cutter dia. are also available.

Arbor . Weight
TAPER Code No. D L lAlc il w Drive Key | Lock Bolt | G Cap Bolt (kg)
BT30-FMH16- 37- 35 6 | 35 [ 17| 37 |20 | 8 | FW3 FV 8 = 0.56
No.30 -FMH22- 47 - 45 22 [ 45 [18 [ 47 [ 16 [ 10 FW 8 = MI0X30 | 076
-FMH27- 60 - 45 27 | 45 (20 60 | 18 | 12 | FWil = M12X35 | 0.91
BT40-FMH16- 37 - 40 16 [ 40 [ 171 37 (20 8 | FW3 FI 8 = 1.1
(IT40)-FMH22- 47 - 45 45 1.3
-8 22 80 14| 47|16 10| Fws - MI0X30 (19
- 90 )] 1.9
15 150 2.7
S— 2 818 |60 | 16| 10| Fws M10 X 30 3
o - 1.
No.40 - 90 90 25
-FMH27- 60- 45 45 15
- 60 27 [60 20| 60 | 18 | 12 | Fwit - Mi2X35 [ 18
- 90 90 25
-FMhiz7. 76 - 80 27 (S3-120| 76 | 18| 12 | Fwi - Mi2X 35 2
-FWH32- 6 - % | 60 |22 9% | 24| 14 | FWi6 = MI6X35 | 24
BT50-FMH16- 31 - 60 38
{0} L 16 %117 37 20| 8 | FwW3 FM 8 - .1
200 200 49
-FMH22- 47 - 6( 60 4.1
105 105 47
150 150 5.3
200 22 (20018 | 47 | 16| 10 | Fws - MI0X 30 | 60
250 250 67
-300 300 7.8
3 350 89
-FMH22- 60 - 60 42
105 105 5.2
150 150 63
200 22 [200|18| 60 | 16| 10 | Fws — MI0X30 [ 74
"2 :
No.50 2350 350 10.7
-FMH27- 60 - 45 45 OFWE2T 39
- 90 20 5.0
1a0 27 33820 | 60 | 18| 12 | pmurq = Mi2x 35 53
250 250 85
-300 300 96
-FMH27- 76 - 45 45 FWO 40
- 90 20 56
At 27 (0420 | 76 | 18| 12 | ey - Mi2x 35 L8
250 250 11.4
-300 300 132
-FMH32- 86 - 45 45 FW5 42
- 90 90 6.8
130 22 (0422 96 | 24| 14| e - Mi6X 35 192
250 250 16.1
-300 300 19.0
-FMAA40-100 - 45 45 FWW20 44
- 75 4 [75]26 100 | 50 | 16 | pFpoo FM20 - 6.2
105 105 8.1

% Drive keys, L-Wrench & Bolt are supplied as standard.

% Above weight is for Arbor only. (Not include Face Mill Cutter)

% %1 IT40-FMH27-60-45 is not available.
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A/ PRO-END MILL {fressimfacettilig, oo

PRO-END MILL Suitable for NIKKEN FMA/FMC Arbor.

1 B 1 D
T TN
D1 |—| ”{d* Tuleranceongz ;f‘ |—|
s E A s E
Max. Cutting Depth (Ad) : 13mm
Fig.1 Hﬂ Fig-2 “fﬂ
No. of . ) Weight| _.
Code No. D |Di| L Tget% Insert Tip Tip Clamp Bolt (kgg) Fig.
PE 50HC |50 | 22 | 45 | 5 0.4
M 4090 1
PE 60HC | 60 |254| 45 | 5 Steel : 9DKT15 0.6
PE 80HC 80 (254 | 45 | 6 |Aluminium, Cast Iron: 9DKR15 0.8
M 4012 2
PE100HC | 100 31.75( 50 | 6 1.6
*Insert Clamp Bolt & Wrench are supplied as standard. *Insert Tip is available as an option.
* Suitable for Face Mill Arbor FMA & FMC.
*Please add “C”after FMA/FMC for Centre Through Tool Coolant type. e.9.BT40-FMC22C-45
*The Lock Bolt is not supplied for PESOHC. Please use the bolt (M10x30) attached to FMC22.
% The Lock Bolt is supplied for PEBOHC~PE100HC as standard.
PE6OHC: M12x35 PE80HC: 9PEM12-50 PE100HC: 9PEM16-55
BT (IT) Shank Arbor for PRO-END MILL
FMA.FMC TAPER | PRO-END MILL | PRO-END MILL Arbor L L1 D D1
- PE50HC BT40-FMC22  -45,-90 90.135 45. 90 50 22
3 No0.40 | PEGOHC, PESOHC | (IT40)-FMA25.4 -45,-90 ’ ' 60,80 254
[ E?’D PE100HC -FMA31.75-45,75 | 95125 | 4575 100 31.75
PE50HC BT50-FMC22 -60,-105| 105,150 | 60,105 50 22
. No0.50 | PE60HC, PESOHC | (IT50)-FMA25.4 -45,-90 90,135 45, 90 60,80 25.4
;L‘J PE100HC -FMA31.75-45,-75 95,125 45,75 100 31.75
L *Please add “C” after FMA/FMC for Centre Through Coolant type. e.g. BT40-FMC22C-45

*Please refer 7= P.123 for FMC Arbor, FMA Arbor.

Tip Clamp Bolt | Tip Clamp Wrench
Code No. Dimension Grade Material | Pro-END MILL |1SO Code No.| (&) /
9DKT12 |“ % ooy Steel. Castlron  S20-PE22 | APKT1203 M 3070 T-10
9DKT15 i Steel ADKT1505 M 4090™"
SOERT : Except S20-PE22 PE-T15
9DKR15 Q,‘T i |C28 Aluminum, Cast Iron P ADKR1505 M 4012
*Please ask us if you require any other type of insert grade e.g. Coated, Cermet etc. For Heavy Cutting on Cast Iron, insert grade of IC520M is suitable.
*Purchase of Insert : box each (10 pcs.) % *1 Please note there are two different kinds of Tip Clamp Bolts.
]
Straight Shank PRO-END MILL NIKKEN
".\ a
L3
— .
o I Y
L1 L2
L
S-MDPE
MAX. Cutting Depth| No. of Tip Clamp Tip Clamp | Weight

Code No. oD | D1 L L | L2 L3 ey | G i, Bolt Wrench (Kg)
$16-MDPE16- 90 16 | 16 | 90 | 60 2 0.2
S20-MDPE20-100 20 | 20 | 100 | 70 30 10 3 AOMT123608PEER-M TPS-25 TIPO7F 0.2
$25-MDPE25-110 25 | 25 | 110 | 75 | 35 2 0.4
$32-MDPE32-120 32 | 32 | 120 | 80 | 40 15 3 AOMT184808PEER-M TPS-4 TIP15W 07

%2 tip clamp bolts and tip clamp wrench are supplied as standard. *Please refer IZ5 P.258 for cutting condition.
*lInsert tip is available as an option. IZ=~ P.202
*Coolant through tool is available as an standard for all series.
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A s1UB ARBOR

M Taper contact area of more than 80% ensures
reliable milling with no chattering accompanied.

| L 30—+

: IR [lﬁ] @
e R
—l=E

H
H:

=

(3,5,7,8,10,12)

Inch Series () figures for Metric Series Metric Series
TAPER Code No.($D-L) H; © W G Weight (kg) Code No.(¢D-L)
BT30-SCA12.7 -60 17 20 — M12 1.0 BT30-SCA13-60
N 0 30 -SCA15.875-60 23 26 3.18(4) M14 1.1 -SCA16-60
: -SCA22.225-60 29 34 3.18(6) | M20 1.2 -SCA22-60
-SCA25.4 -60 32 40 6.35(7) M24 1.3 -SCA27-60
BT40-SCA12.7 -75,105 17 20 — M12 12,13 | BT40-SCA13-75,105
(IT40)-SCA15.875-75,105 23 26 3.18(4) M14 14,15 | (IT40)-SCA16-75,105
No.40 -SCA22.225-75,120 | 29 3 |318(6) | M0 | 17,20 -SCA22-75,120
-SCA25.4 -75,120 32 40 6.35(7) | M24 20,24 -SCA27-75,120
-SCA31.75 -90 41 46 7.92(8) M30 2.6 -SCA32-90
BT50-SCA12.7 -75,105 17 20 = M12 40,43 | BT50-SCA13-75,105
(IT50)-SCA15.875-90,120 23 26 3.18(4) M14 42,44 | (IT50)-SCA16-90,120
N 0 50 -SCA22.225-90,135 29 34 318(6) | M20 44 47 -SCA22-90,135
. -SCA25.4 -90,135 32 40 6.35(7) | M24 45,49 -SCA27-90,135
-SCA31.75 -90,135 41 46 7.92(8) M30 47,52 -SCA32-90,135
-SCA38.1 -90,135 46 55 9.52 (10) M36 49,59 -SCA40-90,135
*JIS B4206, JIS B4107, JIS B4219, JIS B4109 cutters can be attached.
*Key and Collars (H2=3, 5, 7, 8, 10, 12) are supplied as standard.
% The Code No. of Nut is unified from “GN” to “GNT”. Inch Series Metric Series
Arbor Collar| Nut | Arbor |Collar| Nut
SCA12.7 G Y2 |GNT 2|SCA13 | G13 |GNT )2
15.875 | G%8 |GNT %% 16 | G16 |GNT %%
22.225 | G78 |GNT 78 22 | G22 |GNT 73
25.4 G1 | GNT1 27 | G27 | GNT1
31.75 | G114 |GNT1 V4 32 | G32 GNT1 /4
38.1 G112 |GNT1 )2 40 | G40 GNT1 19

*Please add the Hz thickness at the end of Code No. for the collar. e.g. G1-8.

Straight Shank STUB ARBOR

W For Multi-Lock Milling Chuck L —le—30—»
\ 1 K-SCA
G

I
5 ©

Bolt Tightening

~
B

Stub Arbor
(3,5,7,8,10,12)
K-SCC
Style K No. ¢D -L H; C W G Weight (kg) B
@ K32-SCA25.4-30 M24 1.2 ! !4 S
|
A 32 40 6.35 M12 1.2 jc () iﬁ Bolt Code No.
K42-SCA25.4-30 M24 1.3 bl ‘ SM12
-SCC25.4-30 M12 13 Liﬂi

|
Thinner Bolt Head type is
| ilable.
also available 128



A CENTRE THROUGH COOLANT TYPE HOLDER

MAX.7MPa
MILLING CHUCK for Centre Through N>
I L
3 ——m
S
7T oD $Ci «\—w—w_m
Centre Through o =] — 2
MAX. 7MPa \\% N_Qu L L Hz 7
TAPER Code No. Ci1| D | D1 21 22 23 Stopper(Option) Collet Weight (kg)
BT40 -C20C- 70, 90,105 |52 |20 20| 58 66 " 9MC20H 1.6,1.8,2.0
No.40 (T40)-c25c- 70, 90 60 25| | 6 72 9MC25H 18,2.1
-C32C- 85,105,120 69 | 32 64,70,70 | 77,81,81 | 107 |9MC32HS, IMC32H, IMC32H 2.1,25,28
BT50 -C20C-105,135 52 20| 20 58 66 @ 9MC20H 45,49
N 50 (IT50) -C25C-105,135 60 | 25 o 61 72 9MC25H 48,52
0. -C32C- 90,105,135,165 | 69 | 32 70 81 107 9MC32H 43,46,55,64
-C42*- 95,105,135 86 | 42 | 42 74 115 125 9MC42H 55,5.8,7.1
Sto er for Direct Chuckin % Spanner is available as an option. C20 9HC22, C25 9HC25 32\\\
Direceghucking means that chuckinggq>32mm % Shank of High Speed Milling Chuckc?é)-i:;fg%Kc“(%é::gﬁrough tool coolant
shank tool by $32mm ID Holder. If Tool's shank is standard.) =~ P.190 e.g. NBT40-C32-105G GH handle =5-P.48 is necessary
length longer than£1, Stopper is not necessary. . for High Speed Milling Chuck.
Chuck [ Stopper |_Hr [ G| — 7=~  irecmetesmoesmenay.,,
c20C 9MC20H 42~47 17 % —— *Please add "RP" at the end of Code No. for Rust Proof Treatmeant Milling
y Chuck. e.g. BT40-C32C-85-RP.
C25C 9MC25H 50~55 22 4‘—'r‘ ngDz T“’D **Cl:‘.cz Meilﬁng Chuck is Centre Coolant Through type as standard.
9MC32H 49~59 3 % Stopper for Direct Chucki_ng is availabl_e as an option. )
C32C OMC32HS | 5560 24 o O-ring *:2 casze of_t:ea\t/y End I\;:Ihng operation, please chuck the End Mill longer
= an £1 without using Stopper. -
C42 9MC42H 57~67 | 24 *GH Handle %

SLIM CHUCK for Centre Through

PAT.

G No. (Option) Explanation of the Code No.

SK Collet

e W i
-t ‘wa

| BT40|— [sK10, —
L Range
Symbol of
Style

\\Mm% I ob

TAPER Code No. D1 H1 Lo Ls C1 C2 G No. (Option) V\I(ekigg)ht SK Collet
BT40-SK 6C- 90,120 4~6 | 26~31 51,60 6090 |195] 323 SKG6-6HG 11,14
(IT40)-SK10C- 90,120,150,180 | 5~10 | 33~41 | 48737373 |6090,118,14827.5/404034539|  SKGI0-I0HG  |1.214,16,16

-SK13C- 90,120,150,180 | 5~13 | 39~51 | 58,88,8888 | --118,148 | 33 | --4040 SKGI3HO0HG  [14,16,18,18 (SK13)

No.40 -SK16C- 90,120,150,180 |10~16| 45~57 |58,88,118,148 40 SKGI6-12HG  |1517,1920
-SK20C- 75, 90,120 10~20| 47~63 | 4560,90 485 SKG20-18HG 141620

-SK25C- 90,120 16~25|60~65,60~70| 61,91 55 | SKG25-18HGD,SKG25-24HG  1.8,2.0 (SK25)

BT50-SK 6C-105,165 4~6 | 26~31 55,60 64,114 195 32,32 SKG6-6HG 3840
(IT50)-SK10C-105,135,165,200 | 5~10 | 33~41 | 57,70,7575 | -92,114,151 |27.5| -32,32,36 SKG10-10HG  [4.24.4,4648
-8K13C-105,135,165,200 | 5~13 | 39~51 | 62929292 | --122157 | 33 | --4545 SKG13-10HG 45474952 (SK13)

No.50 -SK16C-105,135,165,200 [ 10~16| 45~57 | 62929090 | --122,157 | 40 | --50,52 SKG16-12HG ~ [474.95.155
-SK20C-105,135,165 10~20| 47~63 | 6292122 485 SKG20-18HG 434650
-8K25C-105,165 16~25|  60~70 62,122 55 | SKG25-24HG 5256 | (SK25)

*Collet, adjust screw (G No.) and spanner are available as an option.

The Code No. of the spanner is SK6C (C=¢18) : SKL-6, SK6C (C=¢19.5) : SKL-6W, SK10C: SKL-10, SK13C: 9HC12A, SK16C: 9HC16, SK20C: 9HC22, SK25C: 9HC25

% Shank of High Speed Slim Chuck (P) is2LOCK .= P.196 e.g. NBT40-SK10C-90P. GH handle ==~ P.48 is necessary for High Speed Slim Chuck.

*Please add “RP” at the end of Code No. for Rust Proof Treatmeant Slim Chuck. e.g. BT40-SK10C-90-RP.

*When cutter shank dia. is smaller than MIN. of D1, special adjust screw (G No.) is required. 1z5~ P.52

129

*Please refer z=~P.43 for SK Collet.
*GH Handle %



A/ CENTRE TROUGH COOLANT TYPE HOLDER

MAX.7MPa
MINI-MINI CHUCK ADVANCED ALPHA for Centre Through PAT.

‘_7L4.

30,000min-1 & G2.5 P
Gripping from Front Nose T ’ki -
Run-out Accuracy : Within 3um &r vy
T
Centre Through Extra-lon iz r . M
e o tra-long sizes are added 12 052
Code No. oD | pD+ L L2 Collet ('\rﬂ]ﬁx,) Weight (kg)
NO 40 BT40-MMC 8C- 90-AA,120-AA,150-AA,180-AA [2~ 8 | 20 | 30,40, 40,70 | 42, 72,102,132 | (UMK 8J) 30.000 12,13,1.415
. (IT40)-MMC12C- 90-AA,120-AA,150-AA,180-AA | 4~12 | 30 | 35,60, 70, 100 | 44, 74,104, 134 T 1 1.4,15,1.6,1.7
N0 50 BT50-MMC 8C-105-AA,135-AA,165-AA,195-AA |2~ 8 | 20 | 30,40,40,70 | 42,72,102,132 | (VMK 8J) 20.000 3.8,3.9,4.0,4.1
. (IT50)-MMC12C-105-AA,135-AA,165-AA,195-AA | 4~12 | 30 | 35,60, 70,100 | 44, 74,104, 134 ' 4.0,41,42,43

*Wrench is supplied as standard. Collet is available as an option 1==~P.36.
*Please use VMK Collet for the cutter with oil hole, and use VMK-J Collet for the cutter without oil hole. =~ P.36
*Photo shows MINI-MINI Chuck & VMK Collet chucking with $2.7mm oil hole drill.

NPU DRILL CHUCK for Centre Through T,
(MAX. 1MPa) t
‘ =P S
\_ﬂ—“—g_/Lt
TAPER Code No. oDmm oD £ L Weight (kg)
BT40-NPU13C- 80 92.1~103.1 15
No. 40 (IT40) 130 137.1~148.1 2.2
175 182.1~193.1 2.7
BT50-NPU13C- 90 =18 8 458 97.1~108.1 4.1
No. 50 (IT50) 130 137.1~148.1 4.6
190 197.1~208.1 5.2

*Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.
*MIN. Chucking Dia. for center through coolant is ¢6mm. *Please use Slim Chuck for high pressure coolant 7MPa. I'Z=-P.129

SIDE LOCK HOLDER (for DRILL) ] e
for CentreThrough — i

= ==+ 1 oC
Centre Through l T e |
MAX. 7MPa R

TAPER Code No. D L C h H H 1 G Collet Weight (kg)
BT40-SL20C- 90 20 50 16 12 44.5 M10 - 1.8
No. 40 (IT40)-SL25C- 90 25 | 90 | 55 | 17 | 14 | 545 | Mi2 P1.25 17
-SL32C- 90 32 60 16 15 | 595 | Mi2 P1.25 1.9
BT50-SL20C-105 20 50 16 12 445 M10 — 4.8
NO 50 (IT50)-SL25C-105 25 105 55 17 14 54.5 M12 P1.25 (__0K25 ) 47
" -SL32C-105 32 60 16 15 59.5 M12 P1.25 (__0K32 ) 4.9
-SL40C-105 40 88 19 18 70 M12 P1.25 (__0K40 ) 5.2

*For (0K 25), (0K32)and Collet, please refer 2~ P.135.

Rust Proof Treatment (Option)
The RP treatment creates a fine film of the contents (Fe304) and (Fe203) , and penetrates Standard RPT

8 years used 18 years used

into the tool holder material 1~2 micron deep. This fine film inhibits the rust and corrosion
of your tool holder taper and stops it from being transmitted to your machine spindle. The
RP treatment will not effect the accuracy and the hardness of your NIKKEN tool holders.

4 /\ Caution N

« If the detection of tool existing at tool magazine by optical method on your
M/C, the tool with RP treatment may be judged "no tool existing". Please
check your M/C specification.

* The taper connection of the tool shank with RP treatment is more stuck than
the taper connection of the tool shank without RP treatment. Then, the
unclamping force for the tool with RPT is required 20% stronger than the
unclamping force for the tool without RPT. Please be careful to check the
unclamping force of your M/C, when the tool with RPT treatment is chosen.

* Therefore, the taper cone of 3LOCK tool and NC5 tool is changed to without
RP treatment as standard. And the special anti-rust treatment is applied to
Qhe taper cone of the 3LOCK tool and NC5 tool. /
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A FLANGE THROUGH COOLANT TYPE HOLDER

MILLING CHUCK for Flange Through N>

‘834'
22
21
|
1T e | T Tlep ®F
TAPER Code No. Ci| D |Di| £ 22 25 (Sgl’oﬁi%?{) Collet Weight (kg)
BT40-C20F- 90,105 52 | 20 | 20 | 58 66 % 9MC20H 1.9,2.0
No0.40 | (T40)-c25F- 90,105 60 |25 | | 6 70 9MC25H 20,22
-C32F-105,120 69 | 32 70 81 107 | 9MC32H 25,28
BT50-C20F-105,135,165 52 | 20 | 20 | 58 66 0 9MC20H 42,4448
No.50 (IT50)-C25F-105,135,165 60 | 25 2 61 72 9MC25H 45,5.1,57
0. -C32F-105,120,135,165 | 69 | 32 0 81 107 | 9MC32H 46,5.1,55,6.4
-C42F-120,135,165 86 | 42 | 42 105,115,115 | 125 | 9MC42H 5.8,6.1,6.8
% Spanner is available as an option. €20 : 9HC22, C25 : 9HC25 j% % Shank of High Speed Milling Chuck (G) is 2L0cK. e.g. NBT40-C20F-105G
C32:9HC32, C42 : 9HC42 GH Handle Z5=P.48 is necessary for High Speed Milling Chuck.

*Please refer 5~ P.34 for CCK Collet and CCNK Collet. %In case of Heavy End Milling operation, please chuck the End Mill longer than £1 without using stopper.Z=~ P.129

*Please add “RP” at the end of Code No. for Rust Proof Treatment Milling Chuck. e.g. BT40-C20F-75-RP. *Please note the acceptable shank tolerance is h7.
*GH Handle %

SLIM CHUCK for Flange Through

G No. (Option)

| \ [“H‘*‘ SK Collet

[l I !

#Ci
[ HEJ oo
t
®C: [T

Ls——

. PAT.

TAPER Code No. Di | Hi Lo Ls |Ci| C2 | G No. (Option) V"(i‘g)ht Collet
BT40-SK 6F- 90,120 4~6 | 26~31 51,60 6090 195 32,32 SKG6-6HG 1114
(IT40)-SK10F- 90,120,150,180 | 5~10 | 33~41 | 48737373 |6090,118,148(275/404034539|  SKG10-I0HG  |12,1.4,16,16

-SK13F- 90,120,150,180 | 5~13 | 39~51 | 58,8888,88 | --118,148 | 33 | --4040 SKG13-10HG  |14,17,1.818 (SK13)

No.40 -SK16F- 90 ot T 58 “ SKG16-12HGB 15

-120,150,180 45~57 | 88,118,148 SKG16-12HG 17,1920

-SK20F- 90,120 10~20|57~6347~63| 6090 85| T [SKG-MeHGBSKG201BHG] 1420

-SK25F- 90,120 16~25 | 50~58,55~65 61,91 | 55 | SKG25-18HGC SKG25-24HGA  1.82.0 (SK25)

BT50-SK 6F-105,165 4~6 | 26~3t 55,60 64,114 195 3232 SKG6-6HG 3840
(IT50)-SK10F-105,165,200,225 | 5~10 | 33~41 | 57757575 |-114,151,178(275| -32,36,40 SKG10-10HG ~ |4.2464.85.1
-SK13F-105,165,200 5~13 |  39~51 62,9292 | -122157 | 33 | -4545 SKG13-10HG 454952 | (SK13)

N°'50 -SK16F-105,165,200 10~16| 45~57 | 629090 | -122157 |40 | -5052 SKG16-12HG 475155
-SK20F-105,165 10~20| 47~63 62,122 485 SKG20-18HG 4350
-SK25F-105,165 16~25 | 55~65,55~70| 62,122 © | [sKesoMHoASKeZHGE| 5256 (SK25)

*Collet, adjust screw (G No.) and spanner are available as an option. __
The Code No. of the spanner is SK6F (C=¢18) : SKL-6, SK6F (C=¢19.5) : SKL-6W, SK10F: SKL-10, SK13F: 9HC12A, SK16F: 9HC16, SK20F: 9HC22, SK25F: 9HC25
*Shank of High Speed Slim Chuck (P) is 2LOCK . e.g. NBT40-SK10F-90P GH Handle == P.30 is necessary for High Speed Slim Chuck.

*Please add “RP” at the end of Code No. for Rust Proof Treatmeant Slim Chuck. e.g. BT40-SK10F-90-RP.

*Please refer ==~ P.43 for SK Collet. XGH Handl
*When cutter shank dia. is smaller than MIN. of D1, special adjust screw (G No.) is required.1=" P.52 andle
* The special pull stud with Oring is required for the M/C with flange through coolant capability.

A * When the stroke of the coolant nozzles at the spindle flange on the M/C with flange through coolant capability is shorter,
it may be a collision between flange of 2LockK tool and the nozzles. Please check the specification on your M/C.




A FLANGE THROUGH COOLANT TYPE HOLDER

0~35;

/

m

[~
\'4.‘"'.!},
A iy,

M High Pressure Coolant Through Flange
The Flange Through Coolant System is a solution against the spindle rust and the dust problems of Centre Through
Coolant System. These Tool Holder are used for Machine has Flange Through Holes and standard as DIN69871/B.

SATIIN ?
G

B RPT (Rust Proof Treatment) === P.130

NISHIDA BT40 Machine's Flange
Through Hole alignment is unique.
Option(T) is available. Specify as

BT40-C20T-90

Pull Stud (with O-ring) for Flange Through type is also available.

30,000min-* & G2.5

Gripping from Front Nose

Run-out Accuracy: Within 3pym

-“-f,fj ’<—L|»

MINI-MINI CHUCK ADVANCED ALPHA for Flange Through

New Locking Mechanism

L——
fe—Lo— &

L Il Il I |y
445+ _loD

$D1

High Speed PAT. * : MMC12 :952.4
TAPER Code No. ¢D ®D1 L1 L2 Collet MAX. min-1 | Weight (kg)
N 40 BT40-MMC 8F- 90-AA, 120-AA 2~8 | 20 33,40 42,72 (VMK 8 20,000 14,15
0. (IT40)-MMC12F- 90-AA, 120-AA 4~12 | 30 36, 60 44,74 (IMK12J ' 17,18
N 50 BT50-MMC 8F-105-AA, 135-AA, 165-AA | 2~ 8 20 33,40,40 |42,72,102 | (VMK 8J 20,000 44,45 46
0. (IT50)-MMC12F-105-AA, 135-AA, 165-AA | 4~12 30 36,60,70 | 44,74,104 | (VMK12J ’ 46,47,48

*Wrench is supplied as standard. Collet is available as an option I~ P.36.

*Please use VMK Collet for the cutter with oil hole, and use VMK-J Collet for the cutter without oil hole.

*Photo shows MINI-MINI Chuck & VMK Collet chucking with $2.7mm oil hole drill.

NPU DRILL CHUCK for Flange Through

L—m
=N
LB %
TAPER Code No. ®Dmm ®D1 2 L Weight (kg)

NO 40 BT40-NPU13F-105 112.1~123.1 1.9
0 (IT40) 150 6~13 485 265 157.1~168.1 2.4
NO 50 BT50-NPU13F-110 ' ’ 117.1~128.1 44
: (IT50) 150 157.1~168.1 4.8

*Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.

*MIN. Chucking Dia. for center through coolant is p6mm.

SIDE LOCK HOLDER (for DRILL)
for Flange Through

*Please use Slim Chuck IZZ~ P.129 for high pressure coolant (MAX. 7Mpa).

TAPER Code No. D L C h H H1 G Collet Weight (kg)
BT40-SL20F- 90 20 90 50 16 12 | 445 | M10 — 1.8
No. 40 | (T20-sL25F- 90 25 90 | 55 | 17 | 14 | 545 | Mi2 P1.25 | C 0K25 ) 17
-SL32F- 90 32 90 60 16 15 595 | M12 P1.25 1.9
BT50-SL20F-105 20 105 50 16 12 | 445 | M10 — 48
No. 50 (IT50)-SL25F-105 25 105 55 17 14 | 545 | M12 P125 | C_OK25 ) 4.7
c -SL32F-105 32 105 60 16 15 | 595 | M12 P1.25 4.9
-SL40F-105 40 105 88 19 18 | 70 M12 P1.25 | C 0KA40 ) 5.2

*For ,(0K32) and Collet, please refer 1= P.135.
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A/ WMULTI OIL HOLE HOLDER (1)

Internal and External Coolant Feeding Switchable —_
Internal Coolant Feeding is done with Oil Holder Drill and — )
External Coolant Feeding from Multi Nozzles exactly hit / . - .
the cutting point in jet streams, when drill, end mill, tap, 8;',;'5’,2? Collet
and reamer without oil hole are used switching of Internal
and External Feeding can be done in one touch. L/
il —ac 1=
/ Oil Holder
*For High Precision Machining, / MT Sleeve
MOC or MOK is recommended.
roy S = I o
4& ZMAC-V Boring Head I’=~ P.89
Oil Holder Drill Jet Coolant from
Multi Nozzles
Varieties of Attachment ==~ P.111 JET Coolant direction adjustable L
- —
OK Shank Slim Collet
Slim Chuck

Straight Collet (for Drill)

Straight Collet (for End Mill)

M Conventional Oil Hole Holder (Internal Coolant Feeding) SLO, SKO are also available. 75" P.135

Milling Chuck type Multi Oil Hole Holder L

~.

M Rigidity - Gripping Power - Accuracy

&
¥ 4 L o
. H D2:
A== =8 BT40: 85
5 == BT50 : 110

MAX. Coolant Pressure: 2.5MPa
TAPER Code No. -L D J/ D1 |MAX.min-1| Weight (kg) Applicable Collet
No.40 BT40-MOC20-145 | 20 49 52 4,000 36 | (CCK20) (CCNK20)
' (IT40)-MOC32-160 | 32 69 69 3,500 44 | (CCK32) (CCNK32) (0K32-MT) (K32-Q)
No50 BT50-MOC20-160 | 20 44 52 4,000 70 | (CCK20) (CCNK20)
. (IT50)-MOC32-170 | 32 54 69 3,500 7.1 (CCK32) (CCNK32) (OK32-MT) (K32-Q)

*For Collet and Adapter, please refer I~ P.135. *K32-Q : Straight Shank for Modular type. I~ P.103 %*IT40-MOC20-155 and IT40-MOC32-170 are also available.
* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension. =&~ P.308

il
=
0=
<€ .|
S|
©
14

Slim Chuck type Multi Oil Hole Holder L
M For High Speed Rotation of Small Dia. Cutter | G No. (Option) [+~ £~
MAX.G,OOOmin'1 . N
K \ 7 ®D2
— I
f} Wﬁji ] D2:
MOK N BT50 110
; MAX. Coolant Pressure: 2.5MPa
TAPER Code No. -L D 2 D1 MAX.min-1] Weight (kg)| _ Collet G No. (Option)
N 40 BT40-MOK10-135| 5~10 39 27.5 6,000 32 (SK10) SKG10-10HGF
0. (IT40)-MOK16-150 | 10~16 54 40 5,500 35 (SK16) SKG16-12HGF
N 50 BT50-MOK10-150 | 5~10 34 27.5 6,000 6.8 (SK10) SKG10-10HGF
0. (IT50)-MOK16-165 | 10~16 49 40 5,500 7.1 (SK16) SKG16-12HGF

*Nut is supplied as standard. *Adjust Screw (G No.) Z5-P.52 and spanner are available as an option. MOK10: SKL-10, MOK16: 9HC16 = P.308
*For Slim Collet, please refer 175~ P.43. % Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.
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A/ WULTIOIL HOLE HOLDER (2)

Side Lock type Multi Oil Hole Holder -
M Tool life is extremely extended in “2’
straight shank drill. SN e ‘
b ;
| 4 D ¢E1 ®D2
- \ 1
4 <X{ : D2:
MOL T:} . sea BT40: 85
” MAX. Coolant Pressure : 2.5MPa - BTS0: 110
TAPER Code No. -L D 2 D1 MAX.min-1 Weight (kg) Collet
BT40-MOL16-130 16 34.5 5,500 3.1 —
(IT40)-MOL20-130 20 34 —
44 4,000 3.5
N040 MOL25-130 25 ’ OK25-16, 20
-MOL32-135 32 39 49 3,500 3.8 0OK32-16, 20, 25
BT50-MOL16-150 16 34.5 5,500 7.0 —
(IT50)-MOL20-150 20 —
34 44 4,000 7.5
No.50 -MOL25-150 25 0K25-16, 20
-MOL32-150 32 49 3,500 7.8 OK32-16, 20, 25
-MOL40-160 40 44 59 3,000 8.0 OK40-32
*For Collet, please refer iz5~ P.135. *1T40-MOL16-140, IT40-MOL20-140, IT40-MOL25-140 and IT40-MOL32-145 are also available.
% Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension. 1=~ P.308
Morse Taper type Multi Oil Hole Holder L MTO MT Shank MT Sleeve
[ ) MT No.
U = MT.No. T [ \\4\ : ’7/ @ :
| ‘— —————— 3 } ®D2 Pm»
' | mi,,‘ im Explanation of the Code No.
Ny, LI F-@
. D2 Internal Taper
MOM o ZBT4O . 85 External Taper
MAX. Coolant Pressure : 2.5MPa BT50: 110 Symbol of Ol Hole MT Siceve
TAPER Code No. -L MT 2 D1 MAX.min-1 | Weight (kg) Sleeve
N 40 BT40-MOMS3- 95 3 0 = 5,500 2.6 MTO3-1, 2
0. (IT40)-MOM4-105 4 17 44 4,000 2.6 MTO4-1, 2, 3
BT50-MOMS3-113 3 0 = 5,500 6.3 MTO3-1, 2
No.b0 | (r50)-mom4-120 4 4 44 4,000 68 MTO4-1, 2,3
-MOMS5-120 5 4 59 3,000 6.8 —
% For Socket, please refer IZ=~ P.133. %*IT40-MOM3-105 and IT40-MOM4-115 are also available. *( ) insleeve shows £1.
% Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension. ==~ P.308
Auto Depth Control Tapper B To be used with Oil Hole Tap.
Chuck for Oil Hole Tap M Tapping depth is precisely controlled.
N HEMAX. 2,000min-1, MAX. Coolant Pressure : 1.5MPa
L OZK Tap Collet for OZL

L
il

|
— Compression ‘ Tension +

Tapping Capability Float Weight Tap
TAPER |  Code No. -L c | ¢
M u P D Compression| Tension 1 (kg) Collet

No.4Q ET40ZL12:170] ma~t2 [ ve~ve [ Pra—vi [ 19 [ 5 | 4 [ 62 [ %85 | 48

* ¥V 1 (1IT40)-0ZL24-205| M 8~24 | Vo~1 P/i~%s | 30 | 6 7 | 98 | 56 | 53
BT50-OZL12-185| M 2~12 | Va~V» | PVe~Va | 19 | 5 | 4 | 98 | 385 | 85
No.50 | (T50)-0zL24-210| M8~24 | Vo~1 [ PV~% |30 | 6 | 7 | 98 | 5 | 90
-0ZL38-240| M18~38 | %~1% | P¥%~1 | 45 | 8 | 10 | 115 | 78 | 100

* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension. 175~ P.308

2Eiie
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Slim Chuck type for BT40/50
is Multi Oil Hole type (MOK),
please refer ==~ P.133.

A 01L HOLE HOLDER

SLO Side Lock type
SKO Slim Chuck type

L L
SLO AR G No. (Option) 2
i T ‘ ¢I32 i Jf*u \ x | QJDz
fffff S e | *w’#%ﬁi{;*‘ mEfist ' 1¢D1
(n 777,\7 77#‘_‘177 —H T
. o0 T
T :Ir MAX. Coolant Pressure : 2.5MPa ”7,:;_;7
Oil Mist type holder which is not necessary to use coolant is also available for health and safety environment regulation.
Please contact with us. e.g. BT40-SLO25M-130
TAPER Code No. L D 0 D+ D2 |MAX.min-! |Weight (kg)| Collet Fig.
BT30-SKO10-135B,135,125KA| 5~10 | 18,4143 | 275 63 6,000 1.8 ( SK10 )
No.30 -SK016-140B,145,130KA| 10~16 | 235148 | 40 5,500 2.1 1
-SK025-145B,145,130KA | 16~25 | 284848 | 55 | 80 3,000 2.8 (_SK25 )
BT40-SLO16-130 16 _
(IT40)-SL020-130 20 395 49 35
82 3,000 2
N0.40 ¢ 02510 25
-SL032-140 32 415 54 38
BT50-SLO16-150 16 _
(IT50)-SL0O20-150 20 . 49 o
No.50 -SL025-150 25 B o0 ' ’
-SL032-150 32 54 ’
-SLO40-160 40 50 64 8.0 0K40
-SLO50-160 50 79 | 118 10.0 =
*BT-30-SKO added “B” (e.g. BT-30-SK010-135B) is for BROTHER. BT30-SKO added “KA” (e.g. BT30-SKO10-125KA) is for KIRA.
*1T40-SLO16-140, IT40-SLO20-140, IT40-SLO25-140 and IT40-SLO32-140 are also available.
*For SKO Slim Chuck, Adjust Screw (G No.) is available as an option. IZ&~P.52 SKO10-135B, 135, 125KA : SKG10-10HGG
*For Heavy Duty Model with strong oil seals, please add the letter "HD" to the SKO16-140B : SKG16- 12HGH, SKO16-145 : SKG16-12HGG SKO16-130KA : SKG16-10HGB
Code No. e.g.BT40-SLO25-130HD Ideal for ceramic material component. SK025-145B, 145, 130KA : SKG25-16HG
*Please refer [Z=—P.135 for OK25 and OK32 Collet for SLO type. *Nut, Adjust Screw and Collet Extractor are included for SKO type as standard. Please refer [Z&~ P.43 for Slim Chuck Collet.
% Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension. 1=~ P.308
OK Shank MT Sleeve for MOL and SLO Exp,anamn of the Code No.
- q,Lo OK-MT Sleeve Code No. Eengm
l OK32-MT1-85, MT2-85, MT3-100 Intemal Taper
OD of Collet
! L | Symbol of OK Shank
OK Shank Slim Chuck for MOL and SLO
G No. (option) .
Code No. D C 2 G No. (Option) Collet
— ﬁuw—v;\ — J OK25-SK10 | 5~10 | 275 23 SKG10-10HG (SK10)
& L"’C -SK16 | 10~16 40 65 SKG16-12HG (SK16)
N OK32-SK10 | 5~10 | 275 23 SKG10-10HG (SK10)
Exp|anat,on of the Code No. -SK16 | 10~16 40 65 SKG16-12HG (SK16)
’ OK40-SK10 5~10 27.5 25 SKG10-10HG (SK10)
MAX. Chucking Dia. -SK16 10~16 40 51 SKG16-12HG SK16
Sllm Chuck *Adjust Screw (G No.) is available as an option. === P.52
OD of Shank *Please refer 172~ P.52 for Adjust Screw (G No.) .
Symbol of OK Shank *Please refer ==~ P.43 for Slim collet.
OK Shank Straight Collet for MOL and SLO (for drill) Exp,ana“on Of the Code No.
4HJA—L‘L Code No. L L
- OK25-16, 20 56 45
OK32-16, 20, 25 61 45, 45, 55 Dofcol”t;tof Collet
“ﬁ Li— 0OK40-32 71 60 Symbol of OK Shank
OK Shank Straight Collet for MOL and SLO (for end mill) Explanatlon of the Code No.
— T | Code No. L F
| OKE32-16, 20, 25 63 1D of Gl
OKE40-20, 25, 32 73 o Emj’;jf colet
135 ‘ L N Symbol of OK Shank




A TR0 FIT TYPE OIL HOLE HOLDER

ZERO FIT TYPE OIL HOLE HOLDER SLIM CHUCK

| L
G No. (Option) £ MAX. run-out at 100mm
f SZFO 10 0.050mm/dia.
1 e g
TS - 4= = [oo1 SZFO 16 0.040mm/dia.
SSu -t i ,
j i ®D SZFO 25 0.025mm/dia.
2 Fig.1
%
ZERO FIT TYPE OIL HOLE HOLDER MILLING CHUCK
L
£ MAX. run-out at 100mm
,
! oDz CZFO 20 0.050mm/dia.
i ol 901 CZFO 32 0.030mm/dia.

CZFO

The milling surface finish and quality can be improved.
Bl The milling surface finish and quality can be improved.

M For better and stable finish tolerance for machining holes.

M The tool life can be extended.

M Zero Fit Holder has wide adjustment range compared with competitors
equivalent, and its mechanism performs simple, quick and secured operation.

M The choice of the Slim Chuck style “SZF” & the Anniversary type Milling Chuck style
“CZF” can be selected depending on your cutter.

Ml The side through coolant type does not hurt the machine tool spindle inside. MAX. Coolant Pressure : 2.5MPa

TAPER Code No. L D £ | D1 | D2 | MAX.min-1 | Weight(kg) Collet G No. (Option) | Fig.
No.40 BT40-SZFO10-160 6~10 1695 49 | 82 | o 4.0 SKG10-10HG | 1
. -CZF020-180(65) | 20 65 |66.5| 98 ’ 45 - 2
BT50-SZFO10-180 6~10 | 70 | 49 8.0 SKG10-10HG
-SZF016-190 2.75~16| 80 | 64 9.0 SKG16-12HG | 1
N0.50 -SZFO25-175  [16~254) | %1 3000 9.0 (SK25) | SKG25-16HG
. -CZF020-175 20 ' 9.0 _
-CZF032-190 32 | 80 805|118 120 | (KM32) (CCK32 5

*For SZFO Slim Chuck, Nut is available as a standard.

*For SZFO Slim Chuck, Adjust Screw (G No.) is available as an option.
*For SZFO Slim Chuck, Collet is available as an option. .Please refer 1Z&~ P.43 for Slim Chuck Collet.

*For SZFO Slim Chuck, Adjust screw for small cutter shank dia. ($4) is available. Please contact with us.
*Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.[Z&~ P.308
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A HiGH SPEED SPINDLE SPEEDER

10,000~40,000min-1

B NIKKEN NX increases the spindle speed by 4 or 5 times, so
economically convert your standard M/C to high speed M/C.

M nside gears are mirror-finish ground by NIKKEN original Fluid-
Dynamic Grinding Process.

B Run-out accuracy is more stable due to
TiN Bearing Nut (standard accessory).

NX

Explanation of the Code No.
[BT40]-[NX]
Length
Ratio
N

X : 4times, 5 times
PX : 6times, 10 times

a WJML B
: Eﬁ@f T

SK Collet
\

I

Within 10microns

Shank
TAPER Code No. D L C Ci 2 H Ratio | MAX. min-" |Weight (kg) Collet
No.30 | BT30-NX 5-153 153 55 29
. 1.75~1 27. 32 5 20,000 (SK10A)
BT40-NX 5-153 10 153 5| & ’ 5.0
No.40 | (T40)-PX 6-150GX 149 76 60 | 6 30,000 4.1
. 0.5~8.0 22 14.5 2 (ETS14)
-PX10-160GX 162.5 98 10 40,000 45 8
BT50-NX 4-192 175~16 | 192 | 40 | 118 | 4 10,000 11.0
No.50 (IT50)-NX 5-151 175~10 | 151 | 275 | 85 - 5 20,000 7.0
. -PX 6-140GX 142 76 6 30,000 6.8
5~8. 22 14, : (ETS14)
-Px10-1556x | >80 155.5 98 > 10 40,000 7.2 ETS11

NX type -
* For End Mill, please use SK A type collet. For Drill, please use SK-P class collet. 7=~ P.43 .'__}1 s
*Wrench, Collet Extractor and A type SK Collets are supplied as standard. - I‘nl'

NX5: SK10-6A, 8A, 10A NX4: SK16-8A, 10A, 12A, 16A

e

% Stopper block is available as an option. When ordering, please inform your M/C maker
and Model as well as your M/C spindle flange dimension. [Z5~P.308
*Air Clyinder for Cooling (NXE-COOL) is highly recommended to use for the stable milling.

Air Cylinder for Cooling
with ON/OFF Magnet
NXE-COOL

The best cooling is to cool the speeder body
directly.

% d=3.0 ~8.0: Each 0.5mm (Gripping range : 0.5mm)

PXtype ETS Collet
* Grease lubrication is standard. )
*Please add “MX” instead of “GX” at the end H"\ Explanation of the Code No.
of Code No. for the oil mist lubrication. ]
e.g. BT40-PX6-130MX
% ETS collet is supplies as an option. tyle No.
142'?)_§ Symbol of ETS Collet

R 7I¢d mm % d=0.5~1.0: Each 0.1mm (Gripping range : 0.1mm)
MAX. Chucking Dia e.g. ETS14-0.5 : 0.4~0.5mm
s : 9 D8 7 ¢ d=1.25~2.5: Each 0.25mm (Gripping range : 0.25mm)

A/ hIR TURBINE SPINDLE TOOL

150,000min-1

Run-out Accuracy of
the Spindle: Within 1pm

Collet Size : MAX 4.0mm

Explanation of the Code No.

BT40]-[HTS] *
Nominal Gauge Length
Sy

HSK shank is also available.
HSK 50A-HTS1500-158
HSK 63A-HTS1500-160

Air Pressure, Comsumption:0.5MPa, 90NI/min.

e

i
il
(9]

=
8]
=
0

#
!

- Q |~

‘ I
I L

(A

Please do not rotate J

150,000min-! A =
mbol of Air Turbine Spindle HSK100A-HTS1500-167 the machine spindle.
Shank No.
TAPER Code No. D L (0] Ci 2 H Fixed min-1 | Weight (kg) Collet
No.30 BT30-HTS1500-148 148 55 2.7
' -HTS1500-152B 152 40 2.7 ,

I — 05~4 139 | 49 | 15 150,000 CHA-L]
N0.40 | f7:3-HTS1500-140 140 60 32 | (intemal dia.)
N0.50 | BT23-HTS1500-146 146 82 6.0

*Collet CHA-4.0 and spanner are suplied as standard. 7}7_7 L 4-1 L | The collet which internal dia. excepts $4.0mm is available as an option.
KAir line kit(AL-M1202/AL-M1203BS2), the lubrication I [& = -wi N I CHA-2.35, 3.0, 3.175
oil(K-211)and the stopper block are available as an The internal dia. range is each 0.1mm incremental from $0.5 to $4.0mm.
tion. HEE |
*OS’t)oIS;er block is available as an option. When l B3 AL-M1202 AL-M1203BS2 (DC24V ON/OFF)
ordering, please inform your M/C maker and 4 y Qi LxWxH LxH
Model as well as your M/C spindle flange \f‘Vi AR, 300x120x220 — 490x320

dimension. [Z5~P.308



A AR MOTOR SPINDLE TOOL

NR2351:25,000min-1

\\ » Air Pressure, Comsumption : 0.5MPa, 226£/min if;f—%’%ﬁ
\ ’ & Collet Size : MAX ¢6.0mm - s \
Tools for NR2351 il i
g .Square End Mill:MAX.¢3.0mm| [~ | B I I j"“\
-Ball End Mill: MAX.R0.5mm B oDl9C
-Grinding Wheel : MAX.$20mm

L

P, NR601:50,000min-1
TN A Pressure, Comsumption : 0.6MPa, 160£/min Please do not rotate
NBT-NR Photo shows NR601. Collet Size : MAX $3.0mm /L A \ the machine spindle.

Tools for NR601

-Square End Mill: MAX.$1.0mm
-Ball End Mill: MAX.R0.5mm
-Grinding Wheel : MAX.¢10mm

TAPER Code No. D L C Ci 2 H Fixed min-! | Weight (kg) Collet
NBT30-NR2351-208 05~635 | 208 | 169 169 —> 30,000 CHK-OJ
-NR2351-208B 40

No-30 NROOT 210} oa~ai7s | 210 | 82 g 2 58,000 3 CHM-CJ
-NR601 -210B s ' 1 40 ’

No.4Q |\BT40-NR2351-188 05~6.35 | 188 | 16.9 169 | o 30,000 27 CHK-C]

: (NIT40)-NR601 -190 03~3175 | 190 | 82 8 58,000 ' CHM-OJ

No.50 |NBT5(-NR2351-208 05~6.35 | 208 | 16.9 169 | o 30,000 67 CHK-[]

) (NIT50)-NR601 -210 03~38175 | 210 | 82 8 58,000 ' CHM-(J

M Air Line Kit AL-M1202/AL-M1203BS2 Preparation for automatic tool change
| L |

- - 1. Compressor 0.5~0.6MPa

2. Installation of the air circuit including the air line kit
(AL-M1203BS2)and the stopper bock.

3. Modal M signals to activate the solenoid valve ON/OFF

4. Warning alarm or machine stop at the shortage of the oil.
Further discussion is required. )

AL-M1202 (Manual ON/OFF)  AL-M1203BS2(DC24V ON/OFF)

LxWxH 300x120x220 LxH 490x320 - T . . A
The filter at the air line kit is not sufficient
*The pressure can be adjusted. *Tool life can be extended. for the high humidity. Please install the air
*It can be mount on the wall. *Eliminate the impurities from the air. dryer near the filter at the air line kid.

+Lubrication oil is supplied as standard.

-1
NR2351 (255000m|n ) Work Sample No. Shape Cutting condition Time
® (@[3, 2t End mil $25,000min" F125mmimin | o
@ |Drill hole: 11.5mm deep 11.5mm Deep :
e $25,000min"' F100mm/min
@ |1 Drill: 15mm deep 15mm Deap 9sec.
. $25,000min"" F208mm/min
@ | ¢1.32 Drill: 6mm deep 6mm Deep 2sec.
ol . . $25,000min"' F100mm/min
®®@ Material: Aluminium ® [¢1.32 Drill: 15mm deep 15mm Deep 9sec.

End Mill : Nissin MRB230 (R0.25x6)
S :150,000min-

F : 2,500mm/min

Z : 0.01mm incremental

The gloove of R0.25 x 5mm is
machined in 19 lines and 19
lows at the []20mm x 20mm.

)

Material NAK80 (HRC40)

No. Shape Cutting Condition Cuting Length Time The die mould profiling by the

Pilamid Rough Ad 0.04 X Rd 0.04 F 3,000 ) $0.2mm end mill at the

J . q ; 150,000 -1 be d

@ (1.5mm deep) | Finish Ad 0.01 X Rd 0.01 F 2,000 A || el ey Materialf:]NAK8OJ(HRC40) continugjlgly :gg stzblcre

Pocket Rough Ad 0.04 X Rd 0.04 F 3,000 50m {hourSmin22ses.

(1.0mm deep) | Finish Ad0.01 X Rd0.01 F 2,000 ' '

Pocket Rough Ad 0.04 X Rd 0.04 F 3,000 '

© | (2.0mm deep) [ Fnsh Ad0.01XRd0.01 Fogop M | Mourdminirsec 138
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A ANGULAR HEAD SYSTEM (Free Positioning in 360°)

M Quick type Angular Head w=r.119 Various machining such as end milling, drilling, face milling,
tapping etc. can be conveniently done by just changing adapter.
BT-AFT Off-Set type Very suitable for production of many kinds of small quantity.
il
= BT50-AFT35-90 Cutting Data
Material of Work: S55C Carbon Steel
Cutting et Feed
BT-AHT 90°type Adaptor | Toolyiupept| ™™ | (mmimin)
H-_% HSS 2 Flutes
'/mm_‘g SK10 End Mill 10x5.0 800 80
]
= ¢60
3 PC60 Face Mill 45x3.0 600 300
BT-AHT 45°type $100x4
. yp SCA S GG 4.0x6.0 70 70
$18.5
C20 Drill 18.5x40 400 80

M Modular type Angular Head r=p.143

Head can be changed according to the application. Small Dia. Head,

. 45° or 90° Head, Long Head etc. are available in standard series.
BT-AHM Modular type Main Body For Heavy Cutting, Direct Mount Flange type is recommended.

AHM-SK
45°type
74
PR
M Direct Mount Flange I KX
type Angular Head r=r.146
NT-F F Flange
Direct Mount e g AHM-SK
Flange type Shank

1
i

H Solid Type Angular Head ==-p.144 Most popular Slim Chuck SK10, 16, 25and MillingChuck C20, 32
are combined as solid. High Precision and High Rigidity areensured.
AFK AFC Off-Set type AHK AHC 90°type AHK AHC 30°,45°,60°types
-
] xilna
V& ik
i

afg &9

Spindle Speeder type Angular Head . >
®Free Radius Positioning in 360°. P M';x_18,380miﬁ.1 _WIth 0|I__Ho|e System

®Taper Connection System is applied to Stopper Block.
(Different from the one of another FA tooling) ™
oQ0il Hole type is available. Please contact with us.
e®Special Degree Angular Head is available on demand.
®Spindle Speeder type Angular Head (X5 times, MAX.
18,000min-1) is available.
BT40-AHPX10-215, BT50-AHPX10-206
1 T40-AHPX10-215, |1 T50-AHPX10-206




A ANGULAR HEAD Torque - power

B Please decide a cutting condition for the cause in 70% of following torque and power.

EBT-AH
BT-AHT 90° type

AHK AHC 90’ type
—E
il

I

a

AH type speed - torque
(Nm - —a— BT30-AH

T E ]

ANGULAR HEAD(AH) -
speed(min-t)-torque(Nm)/power(kW)
AH type speed - power

torque

speed
S (min-)

P —&— BT40-AH —&— BT50-AH (:‘;)“7 ~—— BT30-AH —&— BT40-AH —E— BT50-AH
0 9
3 8
30 7 A
6
5
% : =
4
15 =
3 L >
10 2
-
5 1 7L ——
=
- speed c_g
g 2 S () g 2
BAHM-SK AHM-SK 90° type

AMH type speed - torque

toraue
‘”’;’ﬂ —&— AMH90-SK10 —E— AMH90-SK16 —E— AMH90-SK6

==
ey

ANGULAR HEAD(AMH)
speed(min-1)-torque(Nm)/power(kW)

AMH type speed - power

o
‘N”’S —&— AMH90-SK10 —H— AMH90-SK16 —E— AMHI0-SK6

'S spee
g o <

4000

BBT-AF
BT-AFT OFF SET type AFK AFC OFF SET type
SETY
i L]
T i’

AF type speed - torque
—E— BT40-AF, BT50-AF

ANGULAR HEAD(AF)
speed(min-t)-torque(Nm)/power(kW)
e AF type speed - power

() —E— BT40-AF, BT50-AF

4

D

1,000
1,500

S speed s
8 (min) 3

1,000
1,500

2 speed
8 (min)

M Cutting Power : Pc (kW) and Cutting Torque : Mc (Nm) for Milling

Pc(kW)=
olkw) 60x10°

ap(mm) : Depth of Cut
ae(mm) : Cutting Width

ap-ae-vf-kc

)= 9550xPc
n

n(min-1) : Spindle Speed
Mc(Nm) : Cutting Torque

Mc(Nm

HEBT-AHPL4

T

Vi(mm/min) : Table Feed per Min
Kc(MPa) : Specific Cutting Force
Pc(kW) : Cutting Power

HKc(MPa) :Reference level of the specific cutting Force.
It is found by materials and feed per tooth ( fz ( mm/t) ).

[1S50C(fz=0.1mm/tooth)=2000MPa
[JFC250(fz=0.1mm/tooth)=1800MPa

Specifically, please refer to a cutting tool maker catalogue.

MIN P [kW.
T M(torque) Lol
05kW
Mmax: 2 / L P(power)
12 /
05
= min-1
2390 4000 2000,
HMBT-AHPL6
M[Nm] Mitorque) P [kwW]
1kw
Mmax: 4.5 / \_ P(power)
24
12 /
= min-1
2220 4000 8060,
HMBT-AHPLS
MIN P [kW.
bl M(torque) Lol
1.2kW
Mmax: 52 / L P(power)
33 /
19
= min-1
2200 3500 2000,
BWBT-AHPX10
S
N\ /
\_/
X
=
MIN P IkW.
Il M(torque) L
2kw
Mmax: 3 / \_ P(power)
19
1.1 /
= min-1
6370 10000 18600

140
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Y /A QUICK TYPE ANGULAR HEAD (Free Positioning in 360°)

Quick type Off-Set Angular Head

Explanation of the Code No.

- [BT40)-[AF] [T] [30 -
Length from
", @ P =

TAPER Code No. Shank L P 21
No.40 | Bli%-AFT30-200 BT40 200 65 85 175 75
No.50| BI39-AFT35-230 BT50 230 110 85 25 16.0

* Taper Connection System is applied to Stopper Block. (Different from the another FA Tooling) *All types are available with Oil Hole System. % Test bar is attached as standard.
% Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.
*IT40-AFT30-200 and IT50-AFT35-230 are also available. *When M/C spindle rotates CW, the cutter rotates CW. —————

Gauge Line

Taper No. of Adapter

Quick type

Off-Set type Angular Head
Shank

MAX2,000min-1
R Adapter | Weight (kg)

Quick type 90° Angular Head

L . Explanation of the Code No.

g BT[] o

: 9 |/ W a I l Iéength from
= ; auge Line

. ‘\}\ ‘/ | i‘ ‘ | Taper No. of Adapter
e 4 . F j ‘ - = 2 Quick type
\@ J; r le—bC—= «_ </ B—= Symbol of Angular Head

AHT e Shank
MAX2,000min-!
TAPER Code No.L -8 Shank L P 21 £2 23 C B (C] Adapter |Weight (kg)
BT40-AHT30-160 -90 BT40 | 160 6.5
No.40 (1Ta0) 250790 | BTao | 250 | 5 | 58 | 61 | 87 | 86 | 80 | 90 105
BT50-AHT35-210 -90 BT50 | 210 17.0
No.50 (1T50) -300°-90 BT50 | a00 | 0| 6 | 88 | 45 1100 1 90 | 90 GHAST) 22.0

% Taper Connection System is applied to Stopper Block. (Different from the another FA tooling) *All types are available with Oil Hole System. K Test bar is attached as standard.
* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.
% Models with 3k mark :Detailed discussion is needed. Y When M/C spindle rotates CCW, the cutter rotates CW. ——

Quick type 30°, 45°, 60°Angular Head

Explanation of the Code No.

BT40---
Angle

Length from
Gauge Line

1]

Taper No. of Adapter

" p Quick type
Symbol of Angular Head

AHT Photo shows 30° type. » Shank MAX2,000min-"
TAPER Code No.L -8 Shank L P £ L2 C B 0 Adapter |Weight (kg)

BT40-AHT30-205 -30 205 15 | 122 30 6.5

(IT40) -170 -45 BT40 | 170 65 35 88 86 80 45 6.5

NU 40 -1 60*-60 160 35 88 60 6.5

' -250"-30 15 | 122 30 105

-45 BT40 | 250 65 35 88 86 80 45 10.5

-60 35 88 60 105

BT50-AHT35-258 -30 258 0 140 30 17.0

(IT50) -225 -45 BT50 | 225 | 110 | 26 | 110 | 100 | 90 | 45 17.0

NU 50 -21 0*-60 210 40 | 105 60 17.0

' -300°-30 0 140 30 22.0

-45 BT50 | 300 | 110 | 26 | 110 | 100 | 90 | 45 22.0

-60 40 | 105 60 22.0

* Taper Connection System is applied to Stopper Block. (Different from the another FA tooling) *All types are available with Oil Hole System. % Test bar is attached as standard.
* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.
*Models with s mark : Detailed discussion is needed. *When M/C spindle rotates CCW, the cutter rotates CW.



A NDAPTER FOR QUICK TYPE ANGULAR HEAD

Quick type Angular Head

= P.141

SK Collet
. 1. M -SK16 | 2.75~16 | 50 | 40 | 06
_ AHK35-SK10 | 1.75~10 | 35 |275| 05
. [ -SK16 | 2.75~16 | 50 | 40 0.7
| .
| | E‘é L

Quick type Milling Chuck (Double Face Contact)

Quick type Slim Chuck o

10
2+

F; i
&D+

Code No.SK.No. D L D1 | Weight(kg)
AHK30-SK10 | 1.75~10 | 35 | 275 04

*SK Collet is not included, please refer =~ P.43.

: Quick type Tapper Chuck 2o

T8
' f‘ Code No.Z.No.[ L Weight(kg) Tap Collet
1o wozsz2 [ 85100 | 06, 09
el AHK35-28, 212, 216 | 75,85,100{ 0.7,1.0,1.5 (ZKN 8 (ZKG12 ) (ZKG16)
*Tapping Capability Z8 : M2~8 Z12 : M2~12 Z16 : M3~20
*Tap Collet is not included, please refer =~ P.61.
Code No. D L D1 |Weight(kg) KM Collet ) .
TG TE TR ¥ Quick type Face Mill Arbor (Double Face Contact)
AHK35-C16,C20 | 60, 65 | 44,52 | 1.1,1.2

*For KM COLLET, please referi=~P.34.

Quick type NIKKEN PRO-CUT (Double Face Contact)

N ° AHK35-FMA25.4 | | 254 | 95 07
U FMA31.75 | > | 3175 | 127 0.8

®D1

*The Keys and a Bolt are standard accessory.

D1 | Weightka) |  Quick type Morse Taper Sleeve

Code No. PC.No. L
AHK30-PC50 45 50 0.7
AHK35-PC60,PC80 45, 57 60, 80 09,13

*Inserts are standard accessory.

Quick type Side Cutter Arbor (Double Face Contact)

Ei Code No. MT.No. L D1 Weight(kg)
e AHK30-MT1,MT2 50, 65 25,32 | 04,05
LT | AHK35-MT1,MT2,MT3 | 50,60,85 | 25 32,40 |0.5,06,0.9

Quick type Drill Chuck Adapter

Code No. L D D1 Weight(kg)
AHK35-SCA25.4 12 25.4 40 1.1 Code No. J.No. L J.-No. Weight(kg)
*The key and set of distance collars are standard accessory. AHK30-J6 0.4
16 J6
AHK35-J6 0.5

*This adapter is supplied without drill chuck.
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A MODULAR TYPE ANGULAR HEAD

AHM

Modular type Angular Head

19

il
AHM 7
MAX6,000min-!
TAPER Code No.-L L P Weight (kg) Suitable Modular Head
No.40 BT40_AHM-100 100 65 45
0.50 BTS0_AHM-120 120 110 115

* Taper Connection System is applied to Stopper Block. (Different from the another FA Tooling)
% Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.

*All types are available with Oil Hole System.

90°type Modular Head AHM90 L £ — B Explanation of the Code No.
. — T ~ /@@
Wl 7T 0 e
". 7 ' ‘ | 21 O 14 © Symbol of
;. k- = | E ¥ @% Slim Chuck
= » D L SX)[’TI]?;(LN Modular Head
AHM D1 SK6 : MAX6,000min' SK10,16 : MAX4,000min"
Code No.  -L D £ A £a D B Weight (kg) SK Collet
AHM90-SK 6-80, 120, 150* 0.7~6 42 35 22 50 48 3.0,4.0,45 (SK 6)
-SK10-80, 120, 150* 1.75~10 63 57 32 64 60 90 | 35,45,5.0 (SK10)
-SK16-80, 120, 150* | 2.75~16 66 58 35 74 70 42,52 5.7 (SK16)
**Mark is for light machining. %For SK Collet, please refer IZ=~P.43. xWhen M/C spindle rotates CCW, the cutter rotates CW. *Test bar is attached as standard. j
30°, 45°, 60°,type Modular Head AHM45 ,
~—— L B Explanation of the Code No.
o f —— [AHM45]-[ sK6 | -[120]
¢ Al
NS oL 2EL e Gacge L
X
= N o ,\/ QO Symbol of Modular Head
AH M e ¥ o 45°type
SK6 : MAX6,000min' SK10,16 : MAX4,000min-!
Code No. -L D £ £- 45 D1 B Weight (kg) SK Collet
AHM45-SK 6-120, 150°* 0.7~6 27 67 22 50 52 3.0,4.0,45 (SK 6)
-SK10-120, 150°* 1.75~10 39 80 30 64 60 45 | 35,45,5.0 (SK10)
-SK16-120, 150°* 2.75~16 38 90 89 74 70 42,52 5.7 (sK16)

#Mark is for light machining.

*For SK Collet, please refer IZ=~P.43.

% Angle 30°, 60° are also available as an option.

*When M/C spindle rotates CCW, the cutter rotates CW.

*Test bar is attached as standard. j
Angular head for deep hole 1] N
g -t
:1 fﬂ} rmﬂ_ B B —~ ay/ ESXA Collet
e L - T
{ — — D
3_ o ~— 02 21 M /‘Eﬂa
AHPL ] b MAX3,500min-
TAPER Code No. -L D Di | A| B L M 21 | 22 | s | min-' |Weight (kg)| Applocable Collet
BT40-AHPL4-199 199 | 32 5.0
-223 223 | 56 515
247 1.0~4.0| 80 |25 | 31 547 | 80 67.5]99.5| 14.5 | 6,450 6.0
No.40 271 271 | 104 75
-AHPL6-208 207.5 | 46.5 5.0
-236 | 1.0~6.0| 80 |36 | 45 | 2355 | 745 |61.5|99.5| 15 | 8,000 6.0
-264 263.5 | 102.5 8.0
BT50-AHPL6-221 220.5 | 46.5 7.0
-249 |1.0~6.0| 80 |36 | 45 2485 | 745 |835|90.5| 15 | 8,000 8.0 (ESXA6)
NO 50 =277 276.5 | 102.5 10.0
- -AHPL8-248 2475 | 73 9.0
-280 | 1.0~8.0|110 |43 |475|2795| 105 | 78 | 96.5| 20 | 6,000 | 10.0
-300 299.5| 125 11.0

*ESXA Collet is supplied as an option.

*Different shape is possible, please contact with us for more detail.
1 43 *When M/C spindle rotates cw, the cutter at a rotates CW and the cutter at b rotates CCW.

%IT40-AHPL6-270 and IT50-AHPL8-288 are also available.



A/ soLID TYPE ANGULAR HEAD (Free Positioning in 3607

Solid OFF SET type Angular head

Explanation of the Code No.

- [AF] [x] [16]-[ 200 |
f-—- *Length from
Gauge Line
MAX. Chucking Dia.
e K" Sim Ghuck
C : Milling Chuck
~ OFF SET type
Symbol of Angular Head
Shank
AFK-AFC
TAPER Code No. -L D D1 £ 22 £s B R | min-1 | Weight (kg) Collet
N 40 BT40-AFK16-200 2.75~16 | 40 | 50 S I N T P 8.5
0. (1T40)-AFC20-200 2~20 52 | 56 e 8.7
No.50 BT50-AFC20-230 2~20 52 | 58 | o | 45 | a4 | 25 | 2000 17.0
0. (1T50)-AFC32-230 3~32 69 | 65 ’ 17.2 (KM 32)
* Taper Connection System is applied to Stopper Block. (Different from the another FA Tooling) * Test bar is attached as standard. J

*All types are available with Oil Hole System.
* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.

*For (SK16), please refer 15~ P.43. For (KM20)and (KM32), please refer == P.33.

*Please advise name of M/C builder and model No. etc. % When M/C spindle rotates CW, the cutter rotates CW.

2s

Solid - 90°, 45°type AnQUIar head - Explanation of the Code No.

innl ] w1155
S 18-l s e
T Be: s y

A

Length from Gauge Line

AX chucking Dia

Kind of chuck
K : Slim Chuck
C : Milling Chuck

Symbol of Angular Head
®Shank
AHK-AHC

TAPER Code No. -L - D D1 2 £ 2 | L B | min-1 | Weight (kg)| Collet
No.30| BT30-AHK10-120-90 1.75~10 | 275 | 20 | 49 | 50 |27.5| 55 |2,000| 3.0
BT40-AHK10-180,220™-90 | 1.75~10 |275| 18 | 45 | 57 | 32 | 60 8.0,9.0
N0.40 | (740)-AHK16-180,220%90 | 2.75~16 | 40 | 25 | 41 | 58 | 35 | 70 4,000 8.7,9.7
-AHC20-160,250"-90 2~20 52 | 57 | 58 | 61 | 37 | 80 |2,000 7.1,11.1
BT50-AHK10-200,240-90 | 1.75~10 | 27.5| 18 | 45 | 57 | 32 | 60 4,000 15.0, 16.0
NO 50 (1T50) -AHK16-200,240%-90 | 2.75~16 40 | 25 | 41 | 58 | 35 | 70 | 15.7,16.7
. -AHK25-210,300-90 | 7.5~254 | 55 57 | 60 | 82 | 45 | 90 |2.000 17.2,22.2| (SK25)
-AHC32-210,300*90 3~32 69 ’ 17.5,22.5| (KM32)

*Taper Connection System is applied to Stopper Block. (Different from the another FA Tooling)

*All types are available with Oil Hole System.

* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.

*For (SKT0) (SKT6) (SK25) , please refer 15~ P.43. For (KN20) (KW25)

% 3k Mark is for light cutting.

*Angle 30°, 45°, 60° are also available as an option.
*When M/C spindle rotates CCW, the cutter rotates CW.
*Please contact with us for the dimension of 30°, 45°, 60° type.

*Test bar is attached as standard.

and (KM32), please refer === P.33.

4




A AR DRIVE ANGULAR HEAD

M For small-diameter drilling such as of aircraft
parts and aluminum.

[l With a spindle indexing function, curved

S £ surfaces can be machined directly.
: [l Turns offline processes into online process.
v i@ﬂl, Cuts down on processes and human error
‘%(g‘:; S B ] 22 W Air motor drive eliminates the need for spindle
lz&:iiiﬁﬂj@i = ! rotation.
- T B Gripping diameter: ¢1.6 / $2.35 / $3.0 / $3.175
Fig.1 q’DH Comes with a collet for ¢3.0.
D1
[l IC-300 interchangeable 90° angle attachment
(included).
23
A
77[ 21
BT40-1C300
TAPER Code No. -L D |Di| £ |& |8 |8 min ng,vf' V"(?('gg“ Collet | Fig. |  for MAKINO
HSK40A | HSK40A-IC300-143A 51.9 22,50000.4MPa | 57 1.0 1 N2
BT40 BT40 -IC300-225A 34 |CHC-[J
1.6~3.175 [12.8 10.7/11.1]6.4 , abinx
HSK63A | HSK63A-IC300-240A 102 22500005MPa | 108 | 34 |(AR®)| 2
HSK80F/LPM | HSK80F/LPM-IC300-240A 4.0 MAG1

*The BT40, HSK63A, and HSK80F/LPM require a stop block.

* Stopper block is available as an option. When ordering, please inform your M/C maker and Model as well as your M/C spindle flange dimension.
* Center-through oil mist and spindle indexing are required as preparatory functions on the machine side.

* The above-mentioned preparatory functions must be provided by the machine manufacturer.

*Please consult us regarding other models.
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A DIRECT MOUNT FLANGE TYPE ANGULAR HEAD

Shank No. L
Y
D | ‘
A
- -
Direct Mount —
Spindle Flange type Shank  Flange Modular Head
Code. No. Code. No.
50)-[F| . i} = P.139
L Symbol of Modular type Angular Head
®D oD
Shank No. Symbol of Flange type
N
~——§ We have alot of experience of

|
4.{

e —

|
—

1
il

Special Angular Heads such as
Flange Mount type, Both Sides
Spindles type Heads and Angular
Head for High Speed Rotation.
Please contact with us.

-

+ -+ i
ek 5

% When ordering, please let us know above A, B, C, D, E, F, G, H, J, K, M and Work Drawing.

A MULT! SPINDLE HEAD SERIES

Photo shows NC5 Shank.

MHD @Multi Drill Head MHT ®Multi Drill Head MHV High Speed Multi Drill Head

MHS (DMulti Drill Head

(for Straight Shank Drill) (for MT Shank Dirill) (for Tapper Chuck) MAX.8,000min""
Please specify the below when ordering.
fe—70— B M/C Maker, Model No. Drawing of Spindle
Y axis Flange. Stopper Block is provided or not.
f _\\B H Coordinates of each hole A(X=-35,Y= 35)
) () B(X= 35,Y= 35)
Q\?,é\‘ T C(X=-35,Y=-35)
; } 70 D(X= 35,Y=-35)
\ /\ / . or pitch and number of holes.
e W\ M A diameter of drill or tap
. M Material
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A TERO FIT TYPE MILLING CHUCK

Explanatlon of the Code No.

[BT40] [cZF32 ’
Nominal Gauge Length

Chucking Capacity

Zero Fit Type Milling Chuck

Shank No.

MAX. run-out at 100mm

CZF20 0.050mm/dia.
CZF25 0.050mm/dia.
CZF CzF32 | 0.030mm/dia.
PAT.
TAPER Code No. C1 C2 L L1 L2 4 | Weight (Kg) | Fig. Collet

N0.30 BT30-CZF20-100 | 515 | 665 | . | 63 0 15
0. -CZF25-100 | 595 | 745 16 (KM25)
BT4°'CZF2°:1gg 51.5 | 665 ]gg 64.5 215 1

35 80 :
NoAD—-czrasts | g5 | gy 108 6 24 s)
-CZF32-120 | 69 805 | 120 42 78 105 28 (KM32)
STSO-CZFZ0AS | 515 | g6 1o o

35 80 :

No.50 -CZF25-105 105 _ 5.0
165 | 995 | A5 o " 2 | (KM25)

-CZF32-105 105 5.3
165 | 89 805 o £ 105 5 (KM32)

% Spanner is available as an option. CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type : 9HC32

*Wrench to adjust run-out (9ZFL) is available as an option.

*Please refer 7= P.33, P.34 for KM, CCK collet.

*When direct chucking of centre through tool coolant, please use CKFN-D nut.
When using collet, please use CCK collet and CKFN nut. IZ5~ P.34

*Please note the acceptable shank tolerance is h7.

*Multi-Cam style is available. e.g. BT40-CZF32-120-C3. (3 Cams) Please contact us for more detail.

)
<% Wrench to adjust

4

N

9ZFL

A FLANGE STYLE ZERO FIT TYPE MILLING CHUCK

Explanation of the Code No.

[F|-[czF32

= N ; Chucking Capacity
C. Zero Fit Type Milling Chuck
OF +—14 ¢lD oCiP2 Symbol of Flangeypswle ’
F-CZF oo
Lo
A holder for gripping the cutter on a tooI grlndlng machine and adjusting run-out. PAT.
Width of groove
Style | Code No. oF oD ®C1 dC2 L L1 L2 or Bl el $P,C,D
32 F-CZF32 165 32 69 80.5 93.2 43.5 70.2 14mm 130
42 F-CZF42 | 175 42 86 98.2 95 46 72 | (threeplaces) | 140
% Sanner is available as Standard CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type : 9HC32 <)
*Wrench to adjust run-out (9ZFL) is available as an option. «% 7 Wrench to adjust
*Please refer [Z&~ P.33, P.34 for KM, CCK collet. &Yy . 9ZFL

*When direct chucking of centre through tool coolant, please use CKFN-D nut.
When using collet, please use CCK collet and CKFN nut. 175 P.34
*Please note the acceptable shank tolerance is h7.

universal grinding machine.

M Ideal for adjusting cutter run-out on an NC grinding machine or

M 3-point cam as a standard feature makes it easy to adjust run-
out on a grinding machine.

A\

* In case of CZF (Milling Chuck) style, please rotate the Adjust Cam to the free position.
Then, tighten the nose ring until face contact.
If the face contact is not completed, the Adjust Cam can not function. (Free run)

If the Adjust Cam is not at the free position before tightening, you can not tighten the
nose ring until face contact correctly.

* For the safety reason, the Cam Ring Lock Screws can not be loosen to remove to the outside.
Please loose the Cam Ring Lock Screws slightly to rotate the Cam Ring.




A TERO FIT TYPE SLIM CHUCK

G No. (Option) Explanatlon of the Code No.
SK Collet BT4 ZF1 ’
Nominal Gauge Length
¢C q>C1 Chucking Capacity
Zero Fit Type Slim Chuck
Shank No.
MAX. run-out at 100mm
G No. (Option) SK Collet L<150 | 0.050mm/dia.
~H- ! SZF 8 [ 2150 | 0.040mm/dia.
| - - Z — 4)Df q:iC ®C1 SZF10 0.050mm/dfa.
SZF16 0.040mm/dia.
0 SZF25 0.025mm/dia.
e —
PAT.
TAPER Code No. D L 2 21 C C1 H | GNo. (Option) | Weight (Kg) | Fig.| Collet
BT30-SZF 6- 90 | 0.7~6.0 % 42 - |195| 405 |21~35 SKG-8 | 09 |2 | (SK6)
No.30 -SZF10- 90 [1.75~10.0 35 | 61 |27.5| 485 |30~50| SKGf2L| 13 |
-SZF16-105 [2.75~16.0| 105 | 40 | 76 | 40 | 595 |45~65 SKG-18L| 1.6
BT40-SZF 6-
O-52F 6 301 07~60 e 195 e 21~ SKG-8
BT4°'SZF1°'123 1.75~100—2—ST . 975 485 |30~50| SKG-12L—2— 2
N0.40 5ra0-szFis- a0 RN s
450 | 275180 o 40 | 595 40~70| SKG-18L—,
-SZF25-12
SIS 120 | 75254 o o iy 55| 665 55~85 SK&28 o0 1| (SKED)
BTSO-S2F 61081 760 e 195 pon21~36) SKG-8 2
-SZF10-105
No.50 SEFIOADS 1 175~100 e 275| 485 (30~50 SKG12L|
. : 2
-SZF16-105 105 41 5.0
165 27180 e o 40 | 595 |40~70] SKG-1BLI—,
-SZF25-135 - 135 71 5.8
165 17554 e o 55 | 665 55~85 SKG-28 — . (8K25)
*Adjust screw (G No.), wrench to adjust run-out (9ZFL) and SKL spanner are available as an option. SZF6: SKL-6W, SZF10: SKL-10, SZF16: 9HC16, SZF25: 9HC25 ]

*Please use “P” class or “A” type SK collet. 75~ P.43
*For centre through coolant application please use SK J type nut and cap for your preference. Please note that the length of J type nut is 6mm longer than the standard SK nut. IZS~ P.49
*For High Speed type, Code No. is “SZF-P”. e.g. BT40-SZF10-90P GH handle 1Z5~P.48 is necessary for High Speed Milling Chuck.

*Multi-Cam style is available. e.g. BT40-SZF16-90-C3. (3 Cams) Please contact us for more detail. -'}"
= = Wrench to adjust

&N ezFL

. Multi-Cam Style

The minute run-out after adjusting by
a master cam can be adjusted by fine
adjust cams at the same position.
e.g. BT40-SZF16-90-C3 (3 Cams)
The multi-cam style can not be made
for all zero fit holders.

Fine Adjust Cam

Master Cam
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A \UTOMATIC BACK SPOT FACING ARBOR

No Swarf Adhesion. Mechanical Automatic Blade In/Out System.

No Need of Stopper Block. Operational Procedure of Back Spot Facing Arbor
(Full Automatic System by NC Programming)

-

Coolant Through
is standard.

AF-OH
Back Spot Facing L - et 7 The front end arbor is changeable to suit different facing diameter.
Arbor Main B°dy\ ’- N Byte can be selected as follows;
d-r +T”’ —j + HSS : Powdered HSS + lon Nitrided + TiAZN Coated (Min. order : 3pcs)
E T #C180me0 - T - - Carbide : Grade P, K or M can be selected. (Min. oder : 5pcs)
ﬁ—i—— 1] - Insert Tip
Changeable Arbor Explanation of the Code No.
Byte | :Insert Tip
d MIN. and D MAX. are the figures only for the selection of the main body. Arbor CodeNo. 1 :HSS
d D Weight

TAPER Code No. MIN. TMAX. L L1 2 21 C C1 C2 (kg Arbor Code No.

BT40-AF1-20-OH 16 32 185 | 143 35 4.5 | BF120-d-D-T

No.40 (7200 -30-0H 29 | 58 | 205 | 153 | 7 | 45 | 60 | 90 | 32 | 48 | BF130-d-D-T

-40-OH 40 80 | 225 | 163 55 5.0 | BF140-d-D-T

BT50-AF1-20-OH 16 32 160 | 118 35 6.0 | BF120-d-D-T

(IT50) -30-OH 29 58 | 180 | 128 7 45 60 90 32 6.5 | BF130-d-D-T

-40-OH 40 80 | 200 | 138 55 7.0 | BF140-d-D-T

N 50 BT50-AF2-50-OH 50 90 | 230 | 158 65 9.0 | BF250-d-D-T

0. (IT50) -60-OH 60 | 100 | 250 | 168 75 9.5 | BF260-d-D-T

-70-OH 70 | 130 | 270 | 178 7 85 73 | 112 | 40 | 10.0 | BF270-d-D-T

-80-OH 80 | 160 | 290 | 188 95 10.5 | BF280-d-D-T

-90-OH 90 | 180 | 310 | 198 105 11.0 | BF290-d-D-T

Please specify ¢d, ¢D, t, T, h and material, when ordering.

T h
t
= Grade : Coated Material : Steel, Cast Iron
; T g j/ B Code No.| Dimension | A | B | T | &d |NoseR|TPSiamp|Tip Clamp
*“’f’*’*“’ff; DI/ —_— AFC- 9 : 9.5/6.4/2.4/ 2.8 | 0.4 |M25455| T8
® -15 15
% -20 20.5| 7 |3.2| 3.5 M3065S | 8IP
— _ 27 27.4 0.8
Material HOI$dD|a. Facg;gD Dia. Facmgt Depth Th|cl1<_ness Spﬁce 35 ° 35 o4lsa 35 M3090 8
-45 45 |77 |2 pes 2 pcs

= 7 _ Specification of hole diameter $14.
S 3 +— 1 |2 MMaximum facing diameter : $25 (for M12 bolt head)
A ¢, i ~  MMaterial of byte : Powdered HSS + lon Nitrided

W + TIAIN Coated

(30) _

Bytetss) B With coolant hole.

9BF120-14-25-30c-H  [lReference Cutting Speed

Material : S50C(JIS) / Hole dia. "d" : $14
Facing dia. "D" : 25/ Thickness "T" : 30mm

Back Spot Facing Changeable Arbor V=20~30m/min. f=0.05~0.1mm/rev.
Arbor Main Body BF120-14-25-30C




A CHANGEABLE ARBOR for Automatic Back Spot Facing Arhor

~ I, Explanahon of the Code No.

- I |
T R 20]- 15 T B
— i S T | :0il Hole
7
.

N:No Oil Hole

:Side Lock m

C:Modular —'
Thickness of the Material (mm)

acmg Dia. $D (mm)

BF Stroke Hole Dia. ¢d (mm)

1:AF1 type 2:AF2 type
Symbol of Changeable Arbor

% The following list shows the concepts for the chaneable arbor.Please order your own arbor to suit your application.

Changeable Arbor Facing Dia. | Facing Depth | Thick h h c Byte Main Body
Code No. D d T ! 2 2| WixWe Code No.
BF120-d-D-TC 18~ 32 | 14.0~17.7 32 63 8x 4
BF120-d-D-TC 20~ 36 | 17.8~19.9 T 5
BF120-d-D-TC 23~ 40 | 20.0~22.4 30 65
BF120-d-D-TC 26~ 45 | 22.5~25.9 10x 8 e
BF120-d-D-TC 29~ 50 | 26.0~28.9 35 68 12x 8
BF120-d-D-TC 32~ 50 | 590 a1 73
BF130-d-D-TC 51~ 58 : : 83 B BT40,50-AF1-30-OH
BF120-d-D-TC 36~ 55 | o0 acg . 73 % -AF1-20-OH
BF130-d-D-TC 56~ 63 : } 83 -AF1-30-OH
BF120-d-D-TC 40~ 55 73 -AF1-20-OH
BF130-d-D-TC 56~ 73 | c0:0~399 83 15x12 -AF1-30-OH
BF120-d-D-TC 45~ 60 79 -AF1-20-OH
BF130-d-D-TC 61~ 75 | 40.0~44.9 89 -AF1-30-OH
BF140-d-D-TC 76~ 80 =g 99 B -AF1-40-OH
BF120-d-D-TC 50~ 60 30 79 -AF1-20-OH
BF130-d-D-TC 61~ 75 | 45.0~49.9 89 -AF1-30-OH
BF140-d-D-TC 76~ 90 99 -AF1-40-OH
BF250-d-D-TC 65~ 75 65 109 -AF2-50-OH
BF260-d-D-TC 75~ 85 | 45.0~49.9 70 119 18x15 -AF2-60-OH
BF270-d-D-TC 80~ 90 75 129 -AF2-70-OH
BF250-d-D-TC 75~ 85 65 111 -AF2-50-OH
BF260-d-D-TC 85~ 95 | 50.0~54.9 70 121 -AF2-60-OH
BF270-d-D-TC 90~100 75 131 P -AF2-70-OH
BF250-d-D-TC 85~ 95 65 111 o -AF2-50-OH
BF260-d-D-TC 95~105 | 55.0~61.9 70 121 -AF2-60-OH
BF270-d-D-TC 100~110 75 131 -AF2-70-OH
BF250-d-D-TC 95~105 65 118 -AF2-50-OH
BF260-d-D-TC 105~115 | 62.0~69.9 70 121 -AF2-60-OH
BF270-d-D-TC 110~120 75 138 P -AF2-70-OH
BF250-d-D-TC 105~115 65 118 -AF2-50-OH
BF260-d-D-TC 115~125 | 70.0~74.9 70 121 -AF2-60-OH
BF270-d-D-TC 120~130 75 138 -AF2-70-OH

A/ MANUAL BACK SPOT FACING ARBOR

PAT.P
e.g. ST32-MF53-84-300
Arbor shank is straight shank. Please use side lock holder (BT50-SL32C-105:="P.108).

MF 1

_ - % Please specify ¢d, ¢D, t, T, h and material,
< '\ I8 when ordering. H (Dimension for byte in/out)
is depended on ¢d and ¢D.

— d —
-

Operation

1. X, Y Positioning

:1’ 2. Z down (Insert the arbor into the hole.)

3. Rotate clamp ring causes guide sleeve forward

to push the byte out.

Clamp Ring Byte 4. Z up (Back spot facing)

5. Z Down

6. Rotate clamping in reverse direction causes
guide sleeve backward to store the byte in.

7. X, Y Moving

Guide Sleeve

Byte IN

Byte OUT

Sample

Material : FCD200 V=30m/min.
Hole ;053 f=0.1mm/rev.
Facing Dia. : ¢$84

150
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A 17 T00LING SYSTEM

B What is IT Shank Tooling?

¢D

Short ,/(
7
g IT-X has to be balanced ‘ s\l
V Notch by machining this area ~—35mm—|

due to the unsymmetrical
design of IT (Drive Key
Slot and V Notch).

¢D IT40 : MAX. 50mm
IT50 : MAX. 80mm

IT shank is based on ISO 7388/1-'83 (DIN69871-'90)
and its flange has an unsymmetrical shape.

-Depth of Drive Key Slots are different.

-V Notch on one side.
Therefore, NIKKEN IT_X shank has a groove at
bottom of V groove for mass balancing.

Diameter “D” below the flange is restricted under the
above standard. Normally the holder for large diameter
cutter has a large body, therefore, large diameter at “D”
is expected. However, in case of IT Shank large diame-
ter tool holder, “D” is smaller than the front end part
due to the standard, and the length from gauge line is
also different from BT Shank tool holders.

A |7 MULTI LOCK MILLING CHUCK <@

. ANNIVERSARY Type

®High rigidity

—Powerful gripping torque —

® High precision C12A L C16~C42 — 2 —
® Compact design *’f‘;zsi Mi@j
KM— +D¢§3®35 1 - CJDcpc‘
|« 35mm ‘
IT40 : Less than $50mm
IT50 : Less than $80mm
TAPER | (1o p L 000 No Ci L 21 Collet Weight (kg)
IT40-C12- 65, 9071207 33 65, 90, 120 58 (KMi2) 13,16,18
-C16- 60, 90;120"" 44 60, 90, 120 65 14,17,20
No.40| -czo- o, 9o, 105, 120* 52 | 80,90, 105,120 80 16,18,20,22
-C25- 85, 105, 120 60 85, 105, 120 80 (CCK25) 21,2325
-C32- 95, 105, 120 64 95, 105, 120 82, 95, 105 21,2528
IT50-C12-105, 135, 165" 33 105, 135, 165 58 (km2) 40,43, 46
-C16-105, 135, 165" 44 105, 135, 165 65 42,4651
No.50 -C20-105, 135, 165, 180" 52 | 105, 135, 165, 180 80 45,5.1,57,6.0
: -C25-105, 135, 165 60 105, 135, 165 80 (CCK25) 48,5256
-C32- 85, 105, 120, 135, 165 69 | 85,105,120, 135, 165 105 41,46,5.1,56,6.4
-C42- 954105, 135: 165" 86 95, 105, 135, 165 125 52,55,7.2,8.6

% Spanner is available as an option.

C12(¢30):9HC12, C12A($33):9HC12A, C16:9HC16, C20: 9ch(%

C25: 9HC25, C32&¢pC1=64:9HC25, C32:9HC32, C42:9HC42
*Please note the acceptable shank tolerance is hr.
% For KM, CCK and CCNK Collet, please refer == P.33, P.34.
% For heavy duty milling, please grip the end mill shank longer than£1.
% For Milling Chucks marked * 2, NK Collet, CCNK Collet,
ONK Collet and OJK Collet can not be used.
% Milling chucks marked 3 1 are available as an option.
*1T50-C32-200, 250 and IT50-C42-200,250 are also available as an option.
*C22 style is also available.
*Please add “C” for the centre through tool coolant type.
1T40-C20C-80, 90,105,120 IT50-C20C-105, 135, 1651
-C25C-85, 105 -C25C-105, 135, 165*1
-C32C-95, 105, 120 -C32C- 85,105, 135, 165
-C42C-105
*Please add “F” for the flange through tool coolant type.
1T40-C20F- 90, 120*! IT50-C20F-105, 135, 165 *"
-C25F- 90, 120*! -C25F-105, 135,165 *1
-C32F-105 -C32F-105, 135, 165
-C42F-120

.

AN

N

High Speed Milling Chuck

O

NN
N i GH Handle == P.48
Code No. MA)S Code No. il
(min-1) (min-1)
[TA0X-C12- 65G, 906 | 30,000 | IT50X-C12-1056, 1356 "
-C16- 606, 90G 0161056, 1356
o0 s, g | 25000 T
-C25- 856 -025-1056, 1356
032- 956, 1056 | 20900 | c39- 56, 1056, 1206 5000
-C42- 95P;305P ;

For Milling Chucks except % 2, Stopper for Direct Chucking, ONK Collet and OJK Collet can be used.
*The extended gauge length (L) is available. Please contact with us.
% The end mill shank tolerance is recommended to be he.



A 1T SLIM CHUCK s
S e

Powerful gripping

GNo. (Option)
—— H—
=it
$C 9D |
SK N =
21 i
When SK J type nut is used, the total chuck length will be extended by 6mm.
G No. Weight .
TAPER Code No. D 2 21 C C1 H (Option) (kg Fig. | SK Collet
1T40-SK _6- 60 38 - - 1.0 1
- 90 48 - - 1.1 1
20 0.7~6.0 o 0 19.5 » 21~35 SKG-8 17 5
-150 60 112 25 1.4 8
-SK10- 60 40 - - 1.1 1
- 90 50 - - 1.2 1
-120 1.75~10.0 60 82 27.5 32 30~50 SKG-12L 1.4 2 CSK10 )
-150 73 112 335 1.6 3
-180 73 144 39 1.7 8
-SK13- 60 40 - - 1.3 1
- 90 50 - - 14 1
No.40 120 | 275~130 |80 - 38 [ - | 31~65 | SKG-15 1.6 | Cski3D
-150 88 114 40 1.8 3
-180 88 144 40 1.9 &
-SK16- 60 40 SKG-18S 1.4 1
- 90 54 15 1
-120 2.75~16.0 84 - 40 - 40~70 1.7 1
-150 114 SKG-18L 19 i
-180 144 2.0 1
-SK20- 90 70 1.7 1
120 3.5~20.0 100 - 48.5 - 47~80 SKG-22 19 1
-SK25- 90 70 1.8 1
120 7.5~25.4 100 - 55 - 55~75 SKG-28 20 1
1T50-SK 6-105 60 - - 3.7 1
-135 62 93 32 3.9 2
165 0.7~6.0 62 17 19.5 30 21~35 SKG-8 41 5
-200 60 154 30 4.3 3
-SK10-105 65 - - 4.2 1
-135 70 95 32 4.4 2
165 1.75~10.0 75 125 27.5 2 30~50 SKG-12L 16 5
-200 75 154 36 5.0 3
-SK13-105 65 - - 45 1
-135 95 - - 4.7 1
165 2.75~13.0 9 125 33 5 31~65 SKG-15 48 )
N 50 -200 92 160 45 53 3
0. -SK16-105 65 = - 47 i
-135 95 - - 49 1
165 2.75~16.0 90 125 40 50 40~70 SKG-18L 51 )
-200 90 160 50 515 2
-SK20-105 65 4.8 1
-135 95 5.1 1
165 3.5~20.0 125 - 48.5 - 47~80 SKG-22 54 1
-200 160 5.8 1
-SK25-105 65 48 1
-135 95 5.2 1
165 7.5~25.4 125 - 55 - 50~85 SKG-28 56 1
-200 160 6.0 1
% Collet, adjust screw (G No.) and spanner are available as an option.
The Code No. of the spanner is SK6 (C=¢18) : SKL-6, SK6 (C=¢19.5) : SKL-6W, SK10: SKL-10, SK13: 9HC12A, SK16: 9HC16, SK20: 9HC22, SK25: 9HC25 KK

*Please refer 75 P.43 for SK collet and please refer 175~ P.49 for J type nut,.
*Please refer [7&~ P.153 for the center through coolant type
and flange through coolant type.

GH Handle ==~ P.48

Code No. MAX Code No. MAX
(min-1) (min-1)
IT40X-SK 6- 60P, 90P, 120P IT50X-SK 6-105P, 165P
-SK10- 60P, 90P, 120P | 30,000 -SK10-105P, 165P
-SK13- 60P, 90P, 120P -8K13-105P, 165P | 20,000
-SK16- 60P, 90P, 120P 95.000 -8K16-105P, 165P
-SK20- 90P, 120P ’ -8K20-105P, 165P
-SK25- 90P, 120P 20,000 -8K25-105P, 165P | 15,000

% The extended gauge length (L) is available. Please contact with us.
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A 17 SLIM CHUCK CENTRE THROUGH TYPE o

GNo. (Option)

H—

p High precision = 1

\(, High speed H oo %
h > Powerful gripping PR

GNo. (Option)
. H—
I — Li’l:iﬁ%j ®C
Ry i oo J{H]eo |
— | Z
21
L
SK-C When SK J type nut is used, the total chuck length will be extended by 6mm.
TAPER Code No. D1 Hi e | L | G | c | Ghoy | Wedht | sk collet
[T40-SK 6C- 00 — 18 - . 11
T 4~6 | 26~81 — = 195 & SKGE:6HG -
-SK10C- 90 — — 50 - . 1.2
e 5~10 | 33~41 o 5 275 = SKGI0-10HG ~
No.40 SKisc- 30 5~13 | 39~51 |0 - 33 - | skat3-1oHG 14 K3
0. -SHIBC-_90 10~16 | 45~57 —of - 40 - | skate-12HG 12
-Skane- 30 10~20 | 47~63 | - 485 - | ska2o-18HG -
-SK25C- 90 80~65 | 70 SKG25-18HGD 1.8
-120 16~25 go~70 | 100 - & ~ | SKG25-24HG 2.0 —
[T50-SK 6C-105 — 60 = = 37
2 4~6 | 26~81 | ol 195 7 SKGE-HG .
-SK10C-105 ~ — 65 - . 12
i 5~10 | 33~41 —22 S 215 | SKGI0-10HG =
-SK13C-105 — — 65 - - ] 15
NO 50 smﬁc_}gg 5~13 39~51 9 125 33 15 SKG13-10HG 48 @D
. -SK16C- _ 65 - - 47
165 10~16 45~57 %0 125 40 50 SKG16-12HG 51
-SK20C-105 10~20 | 47~63 o - 485 ~ | SKG20-18HG 28
-SK25C-105 ~ 65 48
2 16~25 | 60~70 (—ox - 55 - | sKa2s-24HG o CSK25O
—_ M IT SLIM CHUCK FIANGE THROUGH TYPE
—|
~ SK-F
Q TAPER Code N D H ) ) c c GMNo. | Weight | gy coyiet
Zl ode No. 1 1 (Option) (kg 2l
[T40-SK 6F- 90 — — 18 - . ] 11
i 4~6 | 26~81 — = 195 | SKGE-HG -
-SK10F- 90 — — 50 - . i 1.2
= 5~10 | 33~41 o 5 275 = SKGI0-10HG -
No.40 -SKisF- 910 5~13 | 39~51 o0 - 33 - | skat3-1oHG 14 K3
. -SK16F- 90 ~ 5~50 | 54 SKG16-12HGB 15
120 10~16 " 25~57 | e4 - - ~ [ SKG16-12HG 17
-SK20F- 90 — 5763 |70 SKG20-18HGB 17
12 10~20 4763 | 100 - 8 ~ [ SKG20-18HG 1.9
-SK25F-12 16~25 | 55~65 | 100 - 55 — | SKG25-24HGA 20
[T50-SK_6F-105 — ~ 80 - = ] 37
e 4~6 | 26~81 —3 o 195 75— SKGE-6HG o
-SK10F-105 ~ _ 65 - . i 42
165 5~10 33~41 75 125 275 » SKG10-10HG 16
-SK13F-105 — 65 = . 15
B 5~13 | 39~51 —o = 33 75— SKGI3-10HG e CSKi3D
-SK16F-105 — 65 - . 47
No.50 6s | 10~16 | 45~57 —o e 5| SKG16-12HG o
-SK20F-118 10~20 | 47~63 > - 485 - | ska20-18HG 48
-SK25F-105 _ 55~62 | 65 SKG25-24HGA 48
-165 16~25 [55~70 | 125 - 2 - [ SKG25-24HG 56 et
*Collet, adjust screw (G No.) and spanner are available as an option. o

The Code No. of the spanner is SK6 (C=¢19.5) : SKL-6W, SK10:
SKL-10, SK13: 9HC12A, SK16: 9HC16,
SK20: 9HC22, SK25: 9HC25

*Please refer (7=~ P.43 for SK collet and
please refer [Z=— P.49 for J type nut,.

)

High Speed SLIM CHUCK

GH Handle =="P.48

Code No. MAX Code No. MAX
(min-1) (min-1)
IT40X-SK 6- 60P, 90P, 120P IT50X-SK 6-105P, 165P
-8K10- 60P, 90P, 120P | 30,000 -8K10-105P, 165P
-SK13- 60P, 90P, 120P -8K13-105P, 165P | 20,000
-SK16- 60P, 90P, 120P 25 000 -8K16-105P, 165P
-SK20- 90P, 120P ’ -8K20-105P, 165P
-8K25- 90P, 120P 20,000 -8K25-105P, 165P | 15,000

1 53 *The extended gauge length (L) is available. Please contact with us.



A NIT MAJOR DREAM HOLDER s

. G No. (Opti
Difference of the swarfs o-(Option)

Tk e ==
¢ . M T T T oG 054
i tﬁ& —l Mw |

—L——

= { | {
With JetCoolant Splash With Air Blow

. (H*) : MAX. H without adjust screw.
Please use Jet Coolant Splash for better swarf generation. 1=="P. 34, P.43

MDSK
TAPER Code No. D L © H Hi SNoy | et | sk Collet
NIT40N-MDSK 6- 60 18 86 0.8
- 15 33 101 0.9
- 90 3.0~6.0 48 19.5 116 21~35 SKG-8 1.1 (SK 6-A)
-105 63 131 1.2
-12 78 146 1.4
-MDSK10- 6 19 86 1.1
- 15 33 101 1.3
- 90 48 116 1.5
-105 | 3.0~10.0 63 27.5 131 30~50 SKG-12L 1.6
-120 78 146 1.8
-150 110 176 2.2
-180 141.2 206 2.4
-MDSK13- 65 24 86 1.2
N 0 40 - 75 33 101 1.4
" - 90 48 116 1.7
-105 | 3.0~13.0 63 33 131 31~60 SKG-15 1.8
-120 78 146 2.0
-150 110 176 2.4
-180 144 206 2.6
-MDSK16- 65 24 86 45~60 1.2
=75 33 101 1.5
- 90 48 116 1.9
-105 | 3.0~16.0 64 40 131 45~70 SKG-18L 2.0
-120 80 146 2.2
-150 113 176 25
-180 144.6 206 2.8
-MDSK20- 75 41.2 80 SKG-12 1.9
- 90 55 95 SKG-12-55L 2.1
105 | 407200 70 48 110 50~78 | sKGia-70L 23
-120 85 125 SKG-12-85L 2.6
NIT50N-MDSK 6-105 48 116 3.6
-120 3.0~6.0 63 19.5 131 21~35 SKG-8 3.7
-135 78 146 3.9
-MDSK10-105 48 116 4.3
-120 63.2 131 4.4
-135 | 3.0~10.0 78.2 27.5 146 30~50 SKG-12L 4.7
-165 110.2 176 5.0
-195 141.2 206 5.3
-MDSK13-105 48 116 4.2
-120 63 131 4.7
-135 | 3.0~13.0 78 33 146 31~60 SKG-15 5.0
No 50 -165 110 176 5.3
. -195 144 206 5.6
-MDSK16-105 48 116 41
-120 64 131 4.9
-135 | 3.0~16.0 80.1 40 146 45~70 SKG-18L 5.2
-165 114.7 176 510)
-195 144.6 206 5.8
-MDSK20-105 42 159 4.9
-135 72 175 5.3
165 | 40~200 100 48 505 47~80 SKG-22 59
-195 132 235 6.7
-MDSK25-105 42 159 4.9
-135 74 175 5.7
165 8.0~25.4 105 55 205 55~85 SKG-28 65
-195 135 235 7.5
*Please use A type SK collet that is available as an option for end milling operation. 1=~ P.43
*Please refer I~ P.49 for Jet coolant J type nut and cap. %
% GH Handle is available as an option. 1z~ P.48 Please order with the Code No. GH10 : MDSK10, GH12 : MDSK13, GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25.

*Please add “P” at the end of Code No. for high speed holder, e.g. NIT40N-MDSK10-60P.
* ¢C2 of NIT40N is larger than the dimension of the IT40 standard.
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A IT ANNIVERSARY TYPE VC HOLDER  rsr.

G No. (Option)

RH‘V
With TiN Bearing Nut / :
in-1 -
MAX.30,000min! & G2.5 T L oCotroce
Run-Out Accuracy : 3um at 4D \ | | lop | |
Sy
le—— 01—
G No. | Weight | MAX.
TAPER Code No. D L | 2| £ C | Cit | Ce H (Option) | (kg) | (min-) Collet
ITA0X-VC 6- 60 60 23 27.5 1.1
- 90 | 20~60 | 90 | 23 | 51.9 | 275 | 315 35~45 | VCG6-8A | 1.3
-120 120 81.9 35.7 15
No.40 -VC13- 60 60 29 100 | 447 12| 30000
- 90 | 30~120 [ 90 | 29 [ 70 | 40 [, 50~60 | VOGI3-15A | 15
-120 120 100 : 19
IT50X-VC 6-105 105 64.9 33.4 3.9
135 | 20~60 | 135 | 23 | 94.9 | 27.5 | 376 35~45 | VCG6-8A | 4.1
-165 165 124.9 4138 44
No.50 VC13-105 105 649 150 | 101 oy 2
135 | 30~120 | 135 | 29 | 94.9 | 40 | 492 50~60 | VOGI3-15A | 4.5
-165 165 124.9 53.4 4.9

*TiN Bearing Nut is supplied as standard.

*When the axial stopper is required, please use Adjust Screw (G No.)
*Please add “-RP” at the end of Code No. for Rust Proof Treatment VC Holder.

e.g. IT40X-VC13-60-RP
*Please use VC J type Nut & Cap for Centre Through Coolant.
When VC J type Nut is used, the total holder length will be extended to 6mm.
*Please refer 175~ P.36 for VCK Collet.

*1T40X-VC6-150, IT40X-VC13-150, IT50X-VC13-90, -120 are available as semi-standard.
*Collet, adjust screw (G No.) and GH Handle are available as an option. 175~ P.48

*All series are for High Speed Rotation.

S

A |7 MINI-MINI CHUCK  +sr

MAX. 30,000min-! & G2.5

The best chuck for
the small dia.cutting tool

Gripping from Front Nose Clamp/Unclamp "L Within 3um.
Run-Out Accuracy : 3uym at 4D Just with a wrench. ﬁ fLH 0
| [ ’T\ $ I 1 \
445 ——— D
®D1
* : MMC12 = ¢52.4
TAPER Code No. s oDt | L Collet | MAX.(min-1) | Weight(kg)
IT40X-MMC 4 - 90-AA 1~ 4 90 15 30 MPK 4 30,000 1.2
NO.AD| " Catbma | =0 | % e | omp | ww |
-MMC12C- 90-AA A 9 - 35 . 1.7
-120-AA 120 60 (VMK12) ' 1.8
IT50X-MMC 4 -105-AA 1~ 4 105 15 30 (MPK &) 20,000 3.8
-MMC 8C-105-AA 105 33 ol 4.4
-135-AA 2~ 8 135 20 " 20,000 45
No.50 -165-AA 165 46
-MMC12C-105-AA 105 35 46
-135-AA 4 ~12 135 30 60 20,000 47
-165-AA 165 70 48

*Wrench is supplied as standard.
*MPK, PMK, VMK collet is not included with MINI-MINI Chuck. Please refer 7= P.38
*MMC8C, MMC12C : Centre through type.
*Please add “F” for the flange through tool coolant type; IT40X-MMC 8F- 90-AA,120-AA IT50X-MMC 8F-105-AA,120-AA
-MMC12F-105-AA,120-AA

-MMC12F- 90-AA,120-AA



A 1T ZERO FIT TYPE MILLING CHUCK  rsr.

L Explanation of the Code No.

im0 -fad
Nominal Gauge Length
Chucking Capacity
Zero Fit Type Milling Chuck
Shank No.

~— 0 —

-1+

CZF
Photo. shows BT shank.
TAPER Code No. C1 C2 L L1 L2 2 Weight (Kg) | Fig. Collet
IT40-CZF20-105 51.5 66.5 105 35 70 80 2.1 CCK20
No.40 -CZF25-105 59.5 745 | 105 35 70 80 2.4 1 | (KM25)
-CZF32-120 69 80.5 120 42 85 105 2.8 KM32) (CCK32) |
IT50-CZF20-105 51.5 66.5 105 35 - 80 4.7 (KM20) (CCK20
No.50 -CZF25-105 505 | 745 | 105 35 - 80 5 2 | (Km25)
-CZF32-120 69 80.5 120 42 - 105 5.3 (KM32) (CCK32

% Spanner is available as an option. *Please refer 7= P.33, P.34 for KM, CCK collet. _F’:?"
CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type : 9HC32 (ﬁ ) >
*Please note that the acceptable shank tolerance is he~h. Wrench to adjust .-_ff_f'-/
*Please add “P” at the end of Code No. for the high speed type. e.g. IT40-CZF25-105P QZFL ‘f [
*Wrench to adjust run-out (9ZFL) is available as an option. & 5
*Multi-Cam style is available. e.g. IT40-CZF32-120-C3. (3 Cams) Please contact us for more detail.
e R

+ In case of CZF (Milling Chuck) style, please rotate the Adjust Cam to the free position. Please make sure the

nose ring contacts with
the chuck body perfectly

There are clearance
between Nose Ring i Face Contact
and Cam Ring

D —

Then, tighten the nose ring until face contact.
If the face contact is not completed, the Adjust Cam can not function. (Free run)
If the Adjust Cam is not at the free position before tightening, you can
not tighten the nose ring until face contact correctly.

« For the safety reason, the Cam Ring Lock Screws can not be loosen to
remove to the outside.
Please loose the Cam Ring Lock Screws slightly to rotate the Cam Ring.

A\

.

A 1T ZERO FIT TYPE SLIM CHUCK  par

MultizGam Style G No. (Option)

. — H_., SKCollet Explanation of the Code No.
. E Fig.1 * T _
Ny
i i 0 = Nominal Gauge Length
\\\) Fine Adust pem _ r = q)D? q:C¢C1 Chucking Capacity ’ Q‘
/R l Zero Fit Type Slim Chuck
4724'7 ShankNo.
7 -~ 01—
Master Cam Fig.2 G No. (Option) SK Collet
; % = H -~ ; T
| R - P i —— <]>D* q>*C $CH1
SZF !
Photo. shows BT shank. — £ —
TAPER Code No. D L I 21 C C1 H |G No. (Option)] Weight (Kg) | Fig. | Collet
IT40-SZF 6- 90,150 | 0.7~6.0 | 90,150 | 45,89 - |[195| 405 |21~35|SKG-8 | 1.3,1.7 | 2 |(SK6&)
No.40 -8ZF10-120, 150 | 1.75~10.0 | 120, 150 | 57,87 - |275| 485 |30~50SKG-12L| 1.6,1.9 | 2
. -8ZF16-120, 150 | 2.75~16.0 | 120, 150 | 51, 81 = 40 | 595 |40~70|SKG-18L| 1.9,22 | 2
-SZF25-120, 150 | 16.0~25.4 | 120,150 | 49,79 |85,115| 55 | 66.5 |55~85|SKG-28 | 24,29 | 1 |(SK25)
IT50-SZF 6-105, 165 | 0.7~6.0 | 105,165 60, 67 - [195[405,59.5| 21~35 | SKG- 8 | 4.0,42 | 2 |(SK &)
No.50 -8ZF10-105, 165 | 1.75~10.0 | 105, 165 | 60, 65 - |275/485,59.5| 30~50 | SKG-12L| 45,49 | 2
. -8ZF16-105, 165 | 2.75~16.0 | 105, 165 | 60,120 | - 40 59.5 | 40~70 | SKG-18L| 5.0,54 | 2
-8ZF25-120, 165 | 7.5~25.4 120,165 | 75,120 | - 55 66.5 | 55~85| SKG-28 | 5.7,6.0 | 2 |(SK25

*Adjust screw (G No.) , wrench to adjust run-out (9ZFL) and SKL spanner are available as an option. SZF6: SKL-6W, SZF10: SKL-10, SZF16: 9HC16, SZF25: 9HC25

*Please use “P” class or “A” type SK collet. [Z5 P.43
*For centre through coolant application please use SK J type nut and cap for your preference. Please note that the length of J type nut is 6mm longer than the standard SK nut.

*For High Speed type, Code No. is “SZF-P” .

*Multi-Cam style is available. e.g. IT40-SZF16-120-C3. (3 Cams)

e.g. IT40-SZF10-120P

Please contact us for more detail.
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A UNIVERSAL MICRO TOUCH

3D Electronic Edge Detector of Basic Point Measurement
Measurement and

MPrecision Touch Sensor of height Measurement of /alignment of
Repeatability 2 micron. groove width inside diameter

BLong Safety Over-Travel Distance protects
from damage. X, Y=Z%7mm Z=3mm

BMRed lamp and electronic beep sound notice the
touching position. When touching to the work
piece, red lamp immediately lights up all around.
The one with BT shank gives the electric beep
sound also to make double notices.

How to obtain touching position
Make the stylus slowly get near to the measuring surface of work piece

Measurement
of diameter

Setting reference

and the red lamp will light at the moment when the former touches the position
latter. A position where 3mm is compensated from that position (because %
of 6mm stylus diameter ), is the touching position to be obtained.
. Battery(Single-5 type X 2pcs.)
Straight Shank UMT MICRO TOUCH e
jod R/ 1031
I E —n p—a ?43610.005
f = /N f TL‘“
— 6 |-
£ 21 43—~
Code No. ¢d 4 £ Weight (Kg)
: ¥ _ S20-UMT 20 68 61 0.4
UMT ) S$32-UMT 32 65 65 0.7
MT2-UMT MT2 66.5 75 0.4
*Ball type $6mm stylus is also available : $32-UMTB
200 01
BT-UMT-W MICRO TOUCH Battory (SV6F2 1)
> 'n] Efggonic .
/1’ ﬁz‘/h/ v Vj‘ljezo,oos x T
| _ S o SO $62.5
B T otis |
\ B l | i i
J a5 |
TAPER Code No. Weight (Kg)
No.30 BT30-UMT200W 2.1
No.40 BT40-UMT200W 2.7
No.50 BT50-UMT200W 5.0

*Ball type $6mm stylus is also available : BT40-UMTB200
*IT40-UMT200W and IT50-UMT200W are also available.

Universal Micro Sensor

BT-UMTH % ‘,\~
MICRO TOUCH for ring sensor

For Machining Centre with ring sensor, the electric
circuits are different from standard, please purchase
this through M/C Builder.

< —
4 |
M Repeatability 1 micron
MPerfect water/dust proof
MInductive signal transmission type (No need for battery)
M The sensor signal can be managed with ultra high speed.
M Because of its internal circuit contact type, this sensor

can be used for any materials of components.
Minterchangeable stylus. 50mm (standard) , 100mm (Option)

BT30-UMS200 Specification
BT40-UMS200 X-Y Over-Travel 10mm
BT50-UMS200 Z Over-Travel 6mm
Please contact with us for Stylas 96 Ball
more details. Transmission Inductive
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A/ UNIVERSAL MICRO TOUCH with INTERNAL CONTACT SYSTEM

Internal Contact System - can be used for not conductive work piece.]

M Precision Touch Sensor =
Repeatability +2 micron. ' = i"
BLong Safety Over-Travel Distance protects >
i

from damage. X, Y=%7mm Z=3mm

BNot conductive work piece can be measured. Internal
contact system is built-in.
Blue lamp and electronic beep sound notice the
touching position. After touching to the work piece, blue
lamp lights up all around. The one with BT shank gives
the electric beep sound also to make double notices.
How to obtain touching position

: 2
Make the stylus slowly get near to the measuring surface of work piece ;
and the blue lamp will light at the moment when the former touches the I %

latter. A position where 2mm is compensated from that position (because
of 4mm stylus diameter) , is the touching position to be obtained.

Straight Shank UMTX MICRO TOUCH

Photo shows with ruby stylus (option).

Battery(Single-5 type X 2pcs.)

A4

R — i fﬁ]g;;:c *q>4:o.005
|
£ 24 30

Code No. ¢d I 2. | Weight (Kg)
S20-UMTX 20 68 64 0.5
Ig!\n;lt?fs is available as an option S32-UMTX 32 65 64 0.8
ysy pron. MT2-UMTX | MT2 | 665 | 64 05

*Battery is supplied as standard.

*The delay of the system is within 0.01mm, because of the internal contact system.

200=0.1

Battery (9V6F22 1pc.)
Electronic
j | Beep LED $40.005
i e T
Sl
fffffff Mo L@ et o4 062.5
T == o

0N
28

BT-UMTX MICRO TOUCH

TAPER Code No. Weight (Kg)
BT-UMTX No.30 BT30-UMTX200W 23
Ruby stylus is available as an option. No.40 BT40-UMTX200W 29
No.50 BT50-UMTX200W 5.2
%Battery is supplied as standard.
SpeCification *The delay of the system is within 0.01mm, because of the internal contact system.

Measuring Pressure| X, Y = 0.35N Z =0.8N

Straight Shank An alkali dry cell Model 5 1.5V 2pcs
Battery BT Shank Manganese dry cell 6F33 X 9V 1pcs
36 Hours

Standard : $4mm steel stylus

Option : ¢4, 3, 2 and 1 mm ruby stylus
The ruby stylus can not be ordered alone.
Please order the Micro Touch with the ruby
stylus. When ordering, please add (RBO) at

Stylus the end of the Micro Touch Code No.

e.g. BT30-UMTX200W (RB2
With 2mm ruby stylus

S32-UMTX (RB4
With 4mm ruby stylus
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’/ TOUCH POINT (ELECTRONIC SENSOR)

B Easy Checklng
Location of Work,
Face,ODand ID !!

TP
@ Can be connected to NIKKEN Milling Chuck C20, C32

Battery (Single-5 type X 2pcs.)
LED (red lamp)

A e

3.5 >

High Sensitive
Position Sensor

Minstant Indication of red LED Lamp.

Minstant Indication by red LED lamp at very light
contact of Sensor Ball with Workpiece.

Mideal for Centre Detecting with Milling Machine,
Boring Mill, Drilling Machine and Machining Centre.

M Repeatability:within 2 micron.

M Safety Mechanism against Overrun//
The ball is pulled up by spring. Even if
overrun happens, ball will be detached

from the ball seat.

B TOUCH POINT for machining centre
(with Z-axis Float Mechanism)

BT-TP

@ The Ball End is located 200mm distant from Gauge Line, and
can be used as Gauge Line Reference of Z-axis. Ultra
precision Float Mechanism in the Thrust Direction enables
Soft Touch Detection.

i * LED (red lamp)
Dot _— g |
AN oG- L

ol — M| o2o — -
L+ . 45 ) 122 o0 33 45 (Lzr?]gnl]h)
Code No. ¢D L1 Lo Weight (Kg) TAPER| Code No. L |Float Length|Weight (Kg)

TP-20 20 77 35 0.2 No.40 | BT40-TP200 | 65.4 4 1.9

TP-32 32 71 41 0.5 No.50 | BT50-TP200 | 101.8 4 45

*No Z-axis float in straight shank type TOUCH POINT.
If float is needed, please order UMT series (S20,S32-UMT). 5~ P.157

M ¢10 Shank TOUCH POINT

S10-TP8

@ Compact and slim type.

@It can be used for the narrow space and deep groove.

@ It's suitable for HSK25A, 32A, 40A and 50A.
@ No Z-axis froat.

% No applicable to Non-conductive work piece (Plastic, Bakelite and so on).
*Included Battery (Single-5 type X 2pcs.)

%IT40-TP200 and IT50-TP200 are also available.

% The Code No. of Touch Point marked * for the spare part is 9TP200S.

Pin style Lithium Battery BR435 LED (red lamp)

b ‘ W b

‘> T—— D) ¢8

m |

10

Cap



A UNIVERSAL MICRO STAND

Il Remote Fine Adjusting Knob
(UDS-2) '
The base is made by heavy and
precision casting and arms are
clamped by a remote knob with
fine adjustment. Measurement
position of dial gauge can be
easily adjusted without losing
setup of Universal Micro Stand.

Code No. Style
UDS-1 With magnet base
UDS-2 With precision casting base

*Dial gauge is supplied as an option.

M Any dial gauge, pick tester can be connected
with this attachment.

Attachment for $6mm Hole
(UDS-93)

Slight Adjusting Knob
(UDS-92)

Indicator Fixing

(UDS-94-N)
$8mm Hole

Indicator Fixing Body

(UDS-91)

Concave Groove

Remote Adjusting Knob

Free flexing with single knob, no
dead angle and long reach, two
arms incorporating ball joint
mechanism at both ends provide
free movement in any
direction such as vertical,
lateral, longitudinal
or rotational etc. If
stretched
horizontally, a reach

as long as 300mm can be

attained. Measurements of
inside dia., outside dia., end
face and back face etc, can be
made at will.

M Long Reach 300mm

B New mechanism permitting
no looseness due to vibration
By only tightening the
single red clamp knob, all
articulated joints are locked
firmly and no fine (micron)
movement will occur even
after being left as they are
for 100 hours.

-
Clamp Mechanism

Clamp Rod l
Clamp Knob  Ngedle !
\

M Strong magnet base makes it possible to adapt to
vertical, angular, uneven surface, etc.

On NC Lathe

On Grinding Machine
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A HEIGHT PRESETTER

Reference point of work
piece can be measured very
quickly and accurately
without damage of tool teeth.
l High Precision Measurement
Il Easy to measure tooling off-set
values on the machine accurately.
I Hard wearing powerful magnetic Base.
Il Powerful magnetic base (700N)
makes it suitable for use on manual

machine as well as Vertical/Horizontal
Machining Centres and NC Lathes.

l Swarf Removal
The Magnetic Base can be switched
on and off allowing the reference face

HP-100 to keep clean.
Bl Plunger Head is given a Anti-Rust
Y e Rubber Seal.
e M Proximity Lamp
g %ﬁ;f The red lamp is activated when the

plunger comes within the measuring
range of the reference height.

==

"7
100
| e
T X :
53.5 185

Sticking
Face

——(qﬂs %
62 19 P¢~ stoking —71 e -
81 N\ Sticking Face 3 - i, Iy N
Red Lamp "_ - lh' )
%2 of Batteries LR44(HC) are supplied as standard 2 —
with both of HP-100 and HP-150. 3 :é = HP-50K
n = HEIGHT PRESETTER
% 30 — N =
e I gl
[
= i z,z ‘ o1
i ) B I M HP-50X
L Lo IS . [ ) INTERNAL CONTACT TYPE
St o e V| & HEIGHT PRESETTER
+ $0.2mm drill can be measured.
62 19 %0 Stcking Face (Feed rate must be lower than
E—— 5mm/min.)
« It can be used for not conductive

machine and work piece.

B Adjustment of Reference Point

No setting gauge plate is required to adjust Zero Point. Push
Plunger down by hand, and adjust the large hand to the Zero
Scale of Dial Gauge. The small hand indicates “-3” at this time.)

< Tool Length Compensation >

Machine zero
Point of Z Axis
Example of Program

G92 7100
G43  Z0 Ho1

Compensation Value=Ho1

|

=\

G92Z100
HP-100 g?

e /2=0

Also suitable for use of Micron
Adjustment of Boring Arbor.

Work piece

Example of usage at NC Lathe.




A/ CENTERING HOLDER

SY Large Measuring Range

: 0~240mm(560mm)
® Positioning Handle
Slide bar

Shank

Shim retain Dial gauge
Measuring range 10mm

1 division 0.01lmm

@ Fine Adjust
screw

90°

® Dial gauge
adjust -
screw @ scc|?ercvp . e -
®SS;2ivcg 20 -—(Sst)\l{lg)s Extension Plate
e (9SY-EXT-560)
Max120mm

@ Wide Range Measuring is possible both for ID and OD.

M No need of changing the setting of dial Gauge. Only by
turning Knob, ID, OD and Parallelism can be easily
measured.

M Large measuring range. Cross moving distance of
stylus is 120mm in radius.

HUp to $560mm can be measured by the extension
plate. It can be user on your existing centering
holder.

Ceggﬂg Holder! 1D of Milling Chuck Mgfn‘ggng
SY20-120 20
SY32-120 ®32 0~240
SY42-120 42

%0.01mm Dial Gauge is supplied as standard accessory.
*MT Shank (MT2~6) , and IT Shank (#40/#50) are available.

Explanation of the Code No.

f
MAX. Measuring Radius
(0]
S

D of Shank :¢22, 32, 42
ymbol of Centering Holder

Ly

Centering Holder with Extension Plate

Parallelism Measuring

ID Centering OD Centering

& BauL CENTRALIZER

of $20 ball

o

Centering of ID and OD can be done by the Ball

[ale [ ol-IaEF=1e][5Y for Accuracy Control

Universal Application

KM collet

First Articulated Point
(20 ball)

Long Bracket

Second Articulated Point (180° Pivotable)

Centralizer gripping into Nikken Milling Chuck. - DiEIERLOS i B eARb B ) BAL-20
M 0.01mm dial Gauge is supplied as standard accessory.
Code No. Measuring Range
Using Fig.1 Using Fig.2
BAL-20 ID :¢3.5~9320 ID :$3.5~9520
OD : MAX. $300 OD : MAX. 9500
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A 1ESTBAR

Indispensable for checking your machine spindle.
Sub-zero treatment keeps accuracy to prevent from the deformation.
Each test bar is provided in a safety wooden box.

(/] 0.002
O lo.002

|
U 15 | “Jo.003[A]

|£0.05

Exact size of D and L are marked on each test bar.

TAPER Code No. oD L Weight (Kg) | Run-outattotallength|  Circularity, Cylindricality

No.15 BT15BR-TB15-110 15 110 0.25

No.30 BT30-TB40-150 40 150 1.7

Within 0.003mm Within 0.002mm

No.40 | BT40-TB40-200 40 | 200 27 ok ok

No.50 BT50-TB50-300 50 300 77
% The code No. for Test Bar without flange is AST instead of BT. e.g. Test Bar for #40=AST40-TB40-200 )
%t comes with Pull Stud, please specify Pull Stud Code No. Please refer 175~ P.303 for Pull Stud. The inspection certificate traceable to the
*The different dimension of $D and L are available. e.g. BT50-TB50-40 national standard is available with charge.

But, the accuracy standard will be different. Please contact us.

A Tool Wagon NIKKEN

-EI TAPER Code No. Wagon Storage With E236N
; BT30 TW30 60piece 40piece
BT40 TW40 48piece 32piece
BT50 TW50 40piece 28piece
NC5-46,HSK40A | TW-NC5- 46 48piece 32piece
NC5-63,HSK63A | TW-NC5- 63 48piece 32piece
NC5-85 TW-NC5- 85 4Qpiece 28piece
NC5-100,HSK100A | TW-NC5-100 40piece 28piece

% TW40 can be used for the Tool Wagon of NC5-46 and NC5-63 Tools
with Reduction Bush TWP-NC5-46 and TWP-NC5-63. .
TWS50 can be used for the Tool Wagon of NC5-85 and NC5-100 Tools .
with Reduction Bush TWP-NC5-85 and TWP-NC5-100.

*For the Code No. of Taper Cleaner, please add “-Taper No.” at the

: , end of “NTP-CLE”.
e e.g. NTP-CLE50 ] i i

Photo shows wagon with E236N.
E236N must be used on.

A To0L cLAMPER

=== H
R10
| P
(4 points) J
NCL Dt ]

Code No. $D W $D1 H T P Pitch Remark
NCL-BT30 46 15.9 102 110 80 50 X 60

-BT40 63 15.9 102 115 80 50 X 60 NC5- 63 can be used

-BT45 85 19.2 115 124 90 60 X 70 NC5- 85 can be used

-BT50 100 25.6 130 133 100 $10.3 70 X 80 NC5-100 can be used
NCL-NC5-46 46 12 102 110 80 (M10) 50 X 60

-IT50 97.5 25.6 130 133 100 70 X 80

-ICAT40 63.55 15.9 102 115 80 50 X 60 IT40, CAT40

-CAT50 98.45 25.6 130 133 100 70 X 80

*Please refer 1Z=~P.164 for the TCL-GH Tool Clamper.



A THREE ANGLE CLAMPER & 1

Replacement Adapter
Please sellect suitable

one by the table below.

TOOL CLAMPER
MAIN BODY

The position

to change the

cutting tool

Clamp Ring

*Check the direction of
rotation of clamp ring to
make sure that there will
be no interference between
the position of the clamper
and the cutter or pull stud.

The hole for Mini-Mini Chuck
to clamp / unclamp

0 t\ The direction of the cuttingtool di:csﬁon of the cutting tool>
g'oaorl‘;pﬁ;_ BT40 | BT50 | IT40 | CAT40 | NC5-63 | NC5-100 = HSK63 | HSK100 | C6

TACL-B40H63 O - - - O - O - O

TACL-B50H100 — O — - - O - O -

TACL-ICAT40 - - O O - - - - -
Replacement adapter Replacement adapter for Straight Shank
TACL-B40H63 | Adaptation | | TACL-BS0H100 Adaptation TACL-B40H63 | Adaptation
Suitabele Clamper shank Suitabele Clamper shank Suitabele Clamper shank
9TACL63D-B30N46 | BT30 NC5-46 | | 9TACL100D-B40H63 | BT40 NC5-63 HSK63 C6( | 9TACL63D-S5/8 K5/8CM
9TACL63D-HSK50 | HSK50 C5x1 9TACL100D-CAT50 | CAT50 9TACL63D-S3/4 K3/4CM ST3/4
9TACL63D-HSK40 | HSK40 C4 9TACL100D-IT50 IT50 9TACL63D-S20 K20CM ST20
9TACL63D-HSK32 | HSK32 9TACL100D-HSK80 | HSK80 C8 9TACL63D-S25 K25CM ST25
9TACL63D-HSK25 | HSK25 9TACL63D-S1 K1CM STH

*1 Length at $50 must be over 25.4mm.

A T00L CLAMPER for HSK TOOLING

4-¢5.1mm ‘

PCD88mm

Clamper Head TCL-HD

TCL-GH clamper is designed for symmetrical holders without drive
key slots or U-grove. The TCL-GH clamper is also suitable for the

Changeable Lever P ) ;'.'..'*_. o other shank tooling with same flange diameter as E & F type.
Clamp / Neutral / Unclamp E o - ﬁf e.g. TCL-GH63 is suitable for HSK63A, 63E, 63F, BT40 and NC5-63.
amy - L 1 I By changing the clamper heads to the suitable sizes, the same
*'-_": Head I TCL-BD base can be used for the other sizes of shank.
44 Gode N, | CotbNo. | Catie No, | Applicable Shank
41 TCL- 25GH TCL- 25HD | HSK 25E
T TCL- 32GH TCL- 32HD | HSK 32E
TOL-GH o TCL- 40GH TCL- 40HD | HSK 40A, 40E
Base | ClamperBase TC-BD [TCL- 46GH| TCL-BD |TCL- 46HD | BT30, NC5-46
TCL- 50GH TCL- 50HD | HSK 50A, 50E
TCL- 63GH TCL- 63HD | HSK 63A, 63, 63F, BT40, NC5-63
TCL-100GH TCL-100HD | HSK100A, BT50, NC5-100
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A 100L PRESETTER E236N

M Rapid & Accurate Measurement Non-Contact Type
C MOS Sensor
Autocollimation

(The cutting edge is detected
automatically and displayed.)
Economy Type Rapid Positioning & Fine Adjustment
M Rapid Positioning & Fine Adjustment
Gra.mte Column and Base Spindle (Option)
M Spindle can be exchanged.
(BT, HSK, CAPTO TOOLING)

M Fine and Easy Screen . ¥
5.7" LCD Monitor (80 X 60mm) p g

Magnification: 20 )
M Various Functions
for Measurement Printer WASP-PT

Measuring of the Angle of the Nose R of the cutting edge

cutting edge cutting edge (Concentric circle
E236N (Each 1 deg.) by each 0.2mm)
ltem Contents E236N-40 E236N-50 646
Measuring Rande X Axis: Dia. of Tool 0~®260mm 0~$260mm
9 ange 77 axis: Length of Tool 30~360mm 30~360mm 3
AX' Scale Counter &
n Reading Method | AXIS 0.001mm (Radius) %
MIN. Reading MIN. Reading Z Scale Counter £
AXxis 0.001mm 8 g
Monitor Magnification: 20 5.7" LCD Monitor =
Tool Clamp Not installed @
Spindle NT40 NT50 146
Master Gauge *1 GN40K GN50K
The spindle can be exchanged. -
Spindle (Option) NT40, 50, HSK32, 40, 50, 63, 80, CAPTO TOOLING C4, 5, 6 e B
Z stroke will be shortened for HSK and CAPTO TOOLING.
Reduction Sleeve (Option) TN430 : NT40-NT30 \ TN540 : NT50-NT40
Power AC100~230V
% The spindle for HSK100A, CAPTO TOOLING C8, 3LOCK, NC5-100 can not be supplied, please select E346l presetter 175~ P.166
*Box size : W x H x D = 900 x 550 x 600mm, Box weight : 53Kg .
*Printer (WASP-PT) and 10 pcs of the roll papers with seal (WASP-PTP) are available as an option. —
* * 1 Master gauge for BT40, BT50 are only standard accessory. Master gauge for HSK or CAPTO TOOLING is available as an option.
* Spindle for HSK32, 40, 50, 80 and CAPTO TOOLING C4, C5, C6 are order made spindles.
BWorking Desk E450N-STD (Option) MSpindle (Option)
Working desk and the tool pot case (E450N-STD-MGH) No clamping mechanism for NT
can be supplied as an option. The tool pot case has 3  spindle of E236N
pots and the shank can be specified. Manual clamping mechanism for
e.g NT30-NT40-NT50 HSK, Polygon taper and NC5 spindles E236N-SP-30,40,50 E450N-SP-30,40,50
E236N-SP-HSK, C, NC5 Vacuum Clamping
Code No. Shank No. | Presetter | Z Stroke (mm) | Master gauge
E236N-SP-30 E236N,E3461 0~360,460
E450N-SP-30 NT30 ™ F60N 0~600 B
E236N-SP-40 E236N,E3461 0~360,460
E450N-SP-40 NT40 ™ E460N 0~600 e
E236N-SP-50 E236N,E3461 0~360,460
E450N-SP-50 NTSO ™ F60N 0~600 L
E236N-SP-HSK32 | HSK32 0~358,433,573*'| GN-HSK32
-HSK40 | HSK40 0~351,425,565 GN-HSK40
-HSK50 | HSK50 0~343,418,558 GN-HSK50
-HSK63 | HSK63 0~335,410,550 GN-HSK63
-HSK80 | HSK80 0~333,408,548 GN-HSK80
E450N-SP-HSK100 | HSK100 E236N 0~-,368,508 GN-HSK100
E236N-SP-C4 C4 E346I 0~324,399,539 GN-C4
-C5 C5 E460N 0~315,390,530 GN-C5
-C6 C6 0~293,368,508 GN-C6
E450N-SP-C8 C8 0~-,348,488 GN-C8
E236N-SP-NC5-46N | NC5-46 0~320,420,560 | GNC5-46-150
-NC5-63 | NC5-63 0~300,400,540 | GNC5-63-150
-NC5-100 | NC5-100 0~260,310,410 |GNC5-100-150

*Spindles for HSK,C and NC5 can be exchanged only by a wrench.
% *1 The Z measurement rangeis E236N, E3461, E460N from the left. Master gauge is available as an option.



A 100L PRESETTER E3461

B Rapid & Accurate Measurement Non-Contact Type
C MOS Sensor
Autocollimation
(The cutting edge is detected
automatically and displayed.)
Rapid Positioning & Fine Adjustment
M Rapid Positioning & Fine Adjustment
Granite Column and Base Spindle (Option)

M Spindle can be exchanged.
(BT, HSK, CAPTO TOOLING)

B Fine and Easy Screen

9" LCD Monitor (110 X 200mm) S
Magnification: 25 -

M Various Functions
for Measurement Printer WASP-PT

Fixed Feticule Circular Reticule ~ Angle and Radius  Inspection Tool

E346| Mode Mode Mode Mode
Item Contents E346I1-40 E346I1-50
, X Axis: Dia. of Tool 0~$360mm 0~®360mm
Measuring Range —
Z Axis: Length of Tool 30~460mm 30~460mm
X Scale Countgr
MIN. Reading slmdgg '\(/jl'ethOd Axis 0.001mm (Radius)
o (e Z Scale Counter
Axis 0.001mm
Monitor Magnification: 25 9" LCD Monitor (110x200mm)
Tool Clamp Not installed
Spindle NT40 NT50
Master Gauge GN40K (option) GN50K(option)
; : The spindle can be exchanged.
Spindle (Option) NT30,40, 50,HSK32,40,50,63,80, CAPTO TOOLING C4, 5,6,8 Z stroke will be shortened for HSK and CAPTO TOOLING.
Reduction Sleeve (Option) TN430 : NT40-NT30 TN540 : NT50-NT40
Power AC100~230V

*Box size : W x H x D = 1200 x 820 x 800mm, Box weight : 105Kg, Presetter weight : 77Kg.
*Printer (WASP-PT) and 10 pcs of the roll papers with seal (WASP-PTP) are available as an option.
% Spindle for HSK32, 40, 50, 80, 100 and CAPTO TOOLING C4, C5, C6, C8 are order made spindles.

BMWorking Desk E3461-STD (Option)

Working desk for E3461 and E236N.
(No fixing mechanism for E3461 and E236N.) E3461
Size : W x Hx D =730 x 800 x 500, Weight : 58Kg.
The spindle case has 3 pots.

(460)
Measuring Range

Working Desk &

1'} 2 :
- / o | —

23)

1

. I 'Ppindle Case

' 7 |
3 .4
I .
< b

245

122
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A 100L PRESETTER E460N

E460N

M Super Precision & High Accuracy
Granite Column and Base

H Touch Panel Display with Quick & Easy Operation

Non-Contact Type Fine Screen -15" LCD Monitor
Magnification: X30

Changeable of C MOS Sensor/ Micro Scope

Micro Scope

IRATE = m e
assamy "8

"

]
\
E S
o
&
s

'

-

M Rapid & Accurate Measurement
Changeable Clutch of Rapid/Fine Feed

M Vacuum Clamp System Independent from the
pull stud type.

The mechanical tool clamp system is installed on E236N for the
double face contact tool such as 3LOCK tool, NC5 tool or HSK tool.

M Tool Management System "TD-SIX"
M/C data: MAX.1000
The management of the difference of the gauge line of M/C can be done.
Tool Set (Layout) Data: MAX.1000
Tool Data: MAX.1000

Item Contents E460N-40 E460N-50
Measuring | X Axis : Diameter of Tool 0~¢400mm 0~¢400mm
range Z Axis : Length of Tool 35~600mm 35~600mm
Mi ' X Axis ~ Scale Counter _ .
rea<|:1ri1r'19 EgadmngethOd 0.001mm (Radlus)SChIangabIet of Radius/Diameter
i in. readin . cale Counter
increment eading Y Axis 0.001mm
Monitor Magnification: X30 Changable of C MOS Sensor/ Micro Scope 10.4" LCD Monitor
Vacuum Clamp (Air: 0.5MPa
Tool Clamp The mechanical tool clamp systrc)ar(n *1i8 availc;ble as an option.
Spindle NT40 NT50
Master Gauge GN40K(option) GN50K(option)
; : Vacuum clamping for NT30, 40 and 50.
Inzi-einme e Seinele (O3 Manual clamping fgr I9|SK, C and NC5 "=~ P.134
Reduction Sleeve (Option) TN430V : NT40-NT30 \ TN540V : NT50-NT40
External Output USB (3 ports) Tool management software (Option)
Power AC100~230V
% * 1 Master gauge is available as an option.

1070

1140

BExclusively designed for multiple function tool
measuring system rather than just measuring
the length and diameter.

+ Automatic measurement (Automatic scanning of the tool edge)

+ Display of angular grid (1 degree incremental) for checking the tool edge.
- Display of reference circle for checking Nose R.

+ Multiple calculation functions

e.g. calculation for radius from 5 points, angle from 2 lines,

or distance of 2 points

J o S IO = . =

e—— 595 ——

380,141 =8

1070

(DZ/X Axis Rapid Positioning SW

@2Z/X Axis Rapid Positioning Handle

®X Axis Fine Adjustment Knob
@Z Axis Fine Adjustment Knob
®Spindle

®Handle for Spindle Rotation

595

15" LCD Monitor

(®Operation Panel

Box size: W X H X D: 1,070 X 1,140 X 595mm
Presetter Weight: 135Kg, Box Weight: 160Kg

el



A 100L PRESETTER E4060L &

E4060L

M Super Precision & High Accuracy
Granite Column and Base

M Touch Panel Display with Quick & Easy Operation
Non-Contact Type Fine Screen -22" FULL HD

Monitor Magnification: X26
Changeable of C MOS Sensor/ Micro Scope

Micro Scope

M Rapid & Accurate Measurement
Changeable Clutch of Rapid/Fine Feed

M Universal Mechanical Tool Clamping System.

Servo controlled clamping system provides a strong
clamping force of 250-300kg.

M Tool Management System "TD-SIX Pro"

M/C data: MAX.1000

The management of the difference of the gauge line of M/C can be done.
Tool Set (Layout) Data: MAX.1000

Tool Data: MAX.1000

readin . .

ltem Contents E4060L-40 E4060L-50
Measuring | X Axis : Diameter of Tool 0~¢400mm 0~¢400mm
range Z Axis : Length of Tool 35~600mm 35~600mm
Mi _ X Axis ~ Scale Counter _ _
in. Reading Method 0.001mm (Radius) Changable of Radius/Diameter

Scale Counter

Inter-changeable spindle (Option)

Y Axis 0.001mm
Monitor Magnification: X26 Changable of C MOS Sensor/ Micro Scope 22" FULL HD Monitor
Tool Clamp Universal Mechanical Tool Clamping System.
Spindle NT40 NT50
Master Gauge GN40K(option) GN50K(option)
E4060L-SP-40 E4060L-SP-50

Manual clamping for HSK, C and NC5

External Output

USB (4 ports) LAN (1 ports), TD-SIX PRO (TONE UP)

Power AC100~230V
® BExclusively designed for multiple function tool
5 @ measuring system rather than just measuring
N DZ/X Axis Rapid the length and diameter.
a R Positioning SW + Automatic measurement (Automatic scanning of the tool edge)
® N © @® @Z/X Axis Rapid + Display of angular grid (1 degree incremental) for checking the tool edge.
< Positioning Handle . Displlay of refergnce circ|.e for checking Nose R.
5 =1 T J ®X Axis Fine * Multiple calculation functions
T . e.g. calculation for radius from 5 points, angle from 2 lines,
Adjustment Knob . .
T or distance of 2 points
@Z Axis Fine SP-ID(Spindle Identification system)
Adjustment Knob Mniti-Edge Report (creating, saring, and printing)
®Spindle

(®Handle for Spindle Rotation

@22" FULL HD Monitor

Box size: W X H X D: 1,282 X 1,874 X 672mm

Presetter Weight: 255Kg, Box Weight: 280Kg
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A D10 TOOLING SYSTEM

JAPAN, USA, UK, GERMANY, KOREA PAT.
3LocK (triple contact) can be done on the BT double face contact spindle.

2. The mechanism which generates the excellent cutting performance

50 BT Tool

1. Power of Dampening Effect. \%&@

Performance enhancement due to the dampening effect are already
universally recognized when using Nikken's DREAM-CUT Holder.
- Extended tool life of 3 to 5 times.

3Lock (MBT)

Harmonic Vibration - Unstable Cutting —

P A~

Dampening Effect - Stable Cutting
an

AAA
WYVVWW

0.0

TIME

-Internal Expanding Pressure System

3LOCK SYSTEM
Stable cutting
800Kg -
\ Return to
soog | [ e oignal png e
(Spring force) Cutting
?
Pulling .
force
(Kg)

Machine spindle expansion due to the centrifugal force at the high speed rotation or heat expansion

Time

springs experience lower clamping force
during continuous use.

tool pulling.

8.0msec.

Internal Expanding Mechanism System for
instantly locking the maximum pulling force

* Tool clamping mechanism that use a disc

- 3LOCK is a system for locking the maximum
pulling force that is instantly produced during

- Cutting torque is greatly reduced compared to
\ BT tooling for more comfortable cutting.

TIME

8.0msec.

Pressure System

The Paower of
Internal Expanding

Y, T

3. The taper sleeve follows the expansion and
maintains perfect contact with the taper and flange.

Taper Contact : Flange Contact = 90% : 10%

2L0CK
" 3LOCK

}@ Power of TiN Bearing Nut

rigoiy

5. Excellent Rigidity
3LOCK tool performs the excellent rigidity, when the

extended tool is used on the horizontal M/C.

Deep Hole Boring

Y

Solid Carbide Arbor

ZMAC & Head

Within 3um

1 .
-y 4

L/D=9.9times 530 L/D=9.4times
455 5 [—e3 5004152 4.8
425 ! —75 425
40 —100—-—70—
1A 3 ‘
1M i - 1
- ——— a ) 1“ ®80 T\, OFFCENTRE 7. T ] T q;lsz 004
46 9404 48 ¢§9.§§F)69.824 | —11.68 LTS S| VAN hegy
1A | /Solid Carbide Arbor | | /20-ZMAC42-70AA l A Solid Carbide Arbor /]
o B 26-ZMAC55-70AA
Material: Aluminum V : 450m/min.

Stock Removal: 0.23~0.27mm/dia. S :
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3,000min-!
F : 180mm/min.

Material: Aluminum
Stock Removal: 0.5mm/dia.

V : 545m/min.
S : 3,000min-
F : 210mm/min.



A BT DOUBLE FACE CONTACT SPINDLE

The NIKKEN 3LOCK tooling can be used as the triple face contact (taper, flange and internal taper expansion) on the
M/C with BT double face contact spindle. The NIKKEN 2LOCK tooling can be used as the double face contact on the
M/C with BT double face contact spindle.

Gauge face
#30 #50 ] "
#40 Gauge face (100.8) 1.48
Gauge face (64.4) 0.98*
] .001 |A
(47.4) | .08 Q
;
|
i e
: = Taper 7/24 : 1
« ]
Taper7/24 | | | Taper 7/24 r T L J
[ AN - :
T ol g 2|5 § P
- by £ o - 3 £ z _ _ 3 % P
7 85 ¢ 35 % Sle ¥
| lg ~ 2 g -
rrr = Bl o \A\L @
- L R

** mark: The tolerances of the extension of the spindle flange from gauge face depend on the M/C.

Y A @mx TECHNICAL INFORMATION

1. When 3LOCK tool is inserted into 3LOCK 3
spindle (before clamping) , the gap _?eelpfpr‘g_""l‘v? ’
: ool for Die Mou
betweefn the spindle flange and the tool Strong track record
flange is ; #40 : 0.2mm, #50 : 0.5mm even for plunge
2. When the tool is clamped, the taper cone f“‘t'”g cutters with a
) ) ong expanded length
pre-loaded by the disc springs deforms
radially and slides to reach the face

contact between the spindle flange and

The Po
Internal Expanding the tool flange.

Pressure System

Taper Cone | »

with Slit
l
Disc Spring : G;% o - :
:0.2mm 75+ 4
#50 : 0.5mm Face Contact
Before Clamping After Clamping
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A 3106 me MULTI LOCK MILLING CHUCK <>

\\}

The cutting chips show us the
actual machining capability.

Centre Through
MAX. 7MPa
Standard [ SBU0CK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. ]
TAPER Code No. D| D1 |C L £1 L2 23 Weight (kg) Collet
MBT40 -C12- 90,120 12| 12 |33 90, 120 48 53 58 16,1.9 (KM12) (CCK12)
-C16- 60, 90,120 16| 16 |44 | 63,90, 120 50 58 65 14,17,20
No.40 -C20- 70, 90,120 20| 20 [52] 71,90,120 57 66 % 16,1.8,2.2 |(KM20)(CCK20) (CCNK20)
-625- 70, 90,120 25| 25 |60| 70,90,120 60 72 1.8,2.1,25 |(KM25) (CCK25) (CCNK25)
-C32- 85,105,120 32322525/ 69 | 85,105,120 |64,70,70 |71,81,81| 75,81 ,81 |2.1,25,2.8 |(KM32) (CCK32)(CCNK32)
MBT50 -C12-105,165 12| 12 [33| 105,165 48 53 58 40,46 (KM12) (CCK12)
-C16-105,165,200 Gl B 9 o o am 50 58 65 42,48 ,51
-C20-105,165,200 20| 20 |52 Y 57 66 80 45,5.1,57 |(KM20)(CCK20) (CCNK20)
No.50 -€25-105,135,165 25| 25 |60| 105,135,165 60 72 48,52,56 |(KM25)(CCK25) (CCNK25)
b -C32- 90,105,120,135,165 90,105,120,135,165 4.3,46,5.1,5.6,
-200,250,300 32125 169 | 500950300 W 8 1647892106
-C42- 95,120,135,165 95,120,135,165 80,105, | 85,110,125,125|5.5,6.6,7.2,8.6
200,250,300 421 42186 0 560,300 B |15 | 125125125 |95.117.140
“ Spanner is available as an option. *Please refer IZ5~P.172 for KM and CCK collet.
C12:9HC12A C16:9HC16 C20:9HC22 i;\\Q *Please add "F" for the flange through tool coolant type.
C25:9HC25 C32:9HC32 C42:9HC42 Stopper for Explanation of the Gode No.

*Please note the acceptable shank tolerance is h6~7.

*For heavy duty milling, please grip the cutter shank longer than £1.

*NK and CCNK collet can not be used for the chucks marked 3.

*For C32,£2 dimension longer than standard is available.
MBT40-C32D- 105 MBT50-C32D- 105

Direct Chucking

*Centre through tool coolant is available for all models. When the cutter shank length
is shorter than £1, please use the stooper for direct chucking or CCK/CCNK collet.
The Code No. of the Stopper for direct chucking is : C20 : 9MC20, C25 : 9MC25,

C32:9MC32, C42: 9MC42

MBT40 ff
Nominal Gauge Length

Chucking Capacity
Symbol of Milling Chuck

——eShank No.

C-G

Centre Through
MAX. 7MPa

ANNIVERSARY Type
—Powerful gripping torque—
®High rigidity

®High precision
®Compact design

A 3198 meT HIGH SPEED MILLING CHUCK <>

— L J— -
£3
e—~_2

%.‘ — b —

il

|

|
oO—-

E%\ i

o
e

epoiu:*lq,

High Speed [ SLOCK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. ]

TAPER Code No. D|Di|C L 21 22 2s | Weight (kg) | MAX. (min-) Collet
MBT40-C12- 90G 12| 12 [33| 90 48 | 53 | 58 1.6
-C16- 60G, 90G 16| 16 [40| 63,90 | 50 | 58 | 65 14,17 25,000
No.40 -C20- 70G, 90G 20120 [48] 71,9 |67 | 66 | o | 16,18 (KM20) (CCK20) (CONK20)
-C25- 706G, 90G,120G (25| 25 55| 70,90,120 | 60 | 72 18,21,25 BT (KM25) (CCK25) (CCNK25)
-C32- 85G,105G 32(32,25/68| 85,105 |64,70| 71,81 | 7581 | 2.1,25 ’ (KM32) (CCK32) (CONK32)
MBT50-C12-105G 12] 12 |33 48 | 53 58 4.0
-C16-105G 16] 16 |40 50 | 58 | 65 4.2 20,000
No.50 -C20-105G 20| 20 |48 57 | 66 a0 45 (KM20) (CCK20) (CCNK20)
. -C25-105G 25| 25 |55 60 | 72 4.8 A (KM25) (CCK25) (CONK25)
-€32- 90G,105G,120G (32| 25 |68(90,105,120| 70 | 81 81 | 4.3,46,5.1 ’ (KM32) (CCK32) (CCNK32)
-C42- 95P,120P 42| 42 |86| 95120 | 73 |80,105| 85110/ 55,6.6 12,000 | (KM42) CCK42) (CCNK42)

*Please note the acceptable shank tolerance is hs.
*Please refer &5~ P.172 for KM and CCK collet.
*GH Handle is available as an option. IZ5~ P.48
C12G : GH12, C16G : GH16, C20G : GH20, C25G : GH25, C32G : GH32
% Spanner for C42P is 9HC42.
*NK and CCNK collet can not be used for the chucks marked *.

*Centre through tool coolant is available for all models. When the cutter shank length is shorter than £1, please

use the stooper for direct chucking or CCK/CCNK collet.

The Code No. of the Stopper for direct chucking is : C20 : 9MC20, C25 : 9MC25, C32 : 9MC32, C42 : 9MC42

Explanation of the Code No.

Symbol of High Speed

Chucking Capacity
ymbol of Milling Chuck

MBT40]- [C20]-[70] @‘
Nominal Gauge Length
S

——eShank No.



A CENTRE COOLANT STRAIGHT COLLET

PAT.
o0 Geel R PReEsto Suitable for all models of the NIKKEN MILLING CHUCK
createsfaltornadoleffect;
ensuring efficientlswarf{dispersal’ i
U
CCK Collet Front Nut Jet C(%Na"t

Prevention of Swarf
entering the collet
through the slots

' 3
Explananon of the Code No.
CCK
ID of Collet
0D of Collet

Symbol of CCK Collet

CCK : Centre Coolant

CCNK : Centre Coolant, Adjustable

KM : Standard

NK : Adjustable

ONK : Oil Hole Drill

OJK-A : Jet Coolant i g

0JK-S : Multiple Nozzles For grooving For cutters with cutting diameter Prevention of onIrsgé w:m&%rﬂeocmgfeal’
’ which is larger than the shank diameter. the swarf is also available as option:

contamination. -
& -
CKFN-MN CKFN-C

CCK Collet  CKFN front nut and CCKL spanner are available as an option.

\ Cutter length adjustment
on the collet is possible

- Photo shows . from front and back.
CCK with front nut. Photo shows
ith front nut.
Style CCK Collet Code No. (OD-ID) e CCNK v entny
(cck12) | CCK12-3,4,5,6,8,10 CKFN12 Front Nut
(cck16) | CCK16-3,4,5,6,8,10,12 CKFN16 e GO Edlst Eode o, (910 D) Code No.
(cck20 | CCK20-6,8,10,12,16 CKFN20 (ccnk20)| CCNK20-6, 8, 10, 12, 16 CKFN20
CCK25-6,8,10,12, 16, 20 CKFN25 (ccnNk25)| CCNK25-6, 8, 10, 12, 16, 20 CKFN25
CCK32-6, 8,10,12,16, 20, 25 CKFN32, CKFN32T (ccnk32)| CCNK32-6, 8, 10, 12, 16, 20, 25 CKFN32, CKFN32T
(cck42) | CCK42-6,8.,10,12,16, 20, 25, 32 CKFN42 (ccNk42)| CCNK42-6, 8, 10, 12, 16, 20, 25, 32 CKFN42
% Above bold figures indicate “ANNIVERSARY” type N> CCK Collet. % Please note the acceptable shank tolerance is he~hz.
*Please note the acceptable shank tolerance is he~hz. % Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16,
% Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 7/8,1,1+1/8,1-1/4,1+1/2” are also available.
13/16,7/8,1,1-1/8, 1+ 1/4, 1 1/2” are also available.
Front Nut CKFN Style [@D2] L2] FrontNut Code No. *fi?‘; ca nt‘r;?:?gfri 2sizes, CKFN32 = for nose
—_ (CKFN12) 1195 | 7 CKFN12 -3,4,5,6,8,10 CKFN32T = for nose riné diameter of $64mm.
Explanatlon of the Code No. (ckFN16) | 285 | 8 | CKFN16 -3,4,5,6,8,10,12 Jet Coolant type ; '
= ype for the cutter with a cutter dia.
CKFN (CkFN20) | 33 | 8 | CKFN20 -6,8,10,12,16 larger than shank dia. is also available.
39 |85 CKFN25 -6,8,10,12,16,20 CKFN25-20MN, CKFN32-25MN, CKFN42-32M
'D of Collet 465 | 9 | CKFN32 -6,8,10,12,16, 20, 25 *Front Nut fitted with an O-ring is also available.
0D of Collet 43 | 9 | CKFN32T-6,8,10,12,16,20,25 e.g. The Code No. is CKFN32-10C
Symbol of Front Nut (ckFN42) [ 595 | 9 | CKFN42 -6,8,10,12,16,20,25,32 | *The spanner is available as an option. =N

CKFN12 : CCKL12, CKFN16 : CCKL16
% The front nut for direct chucking % The Code No. fitted with O-ringis;  CKFN20 : CCKL20
is also available. e.g. CKFN20-20DC, CKFN25-25DC, CKFN25, CKFN32T : CCKL25

e.g. CKFN20-20D, CKFN25-25D, CKFN32-32DC CKFN32 : CCKL32, CKFN42 : CCKL42
CKFN32-32D
Style KM Collet Code No. (OD-ID)
®vM12) | KM12-2,3,4,5.6,7,8,9,10
KM16-2,3,4,5,6,7,8,9,10,11,12
KM20-2, 3, 4,5,6,7.8,9,10.11,12,13,14,15,16
&m25 | KM25-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22
&m32 | KM32-3,4,5,6,7.8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30
KM42-3,4,5.6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22 23, 24, 25 26, 27, 28, 29, 30, 31, 32, 40

KM Photo shows ANNIVERSARY *\ For Synchronous Tapping Program\ : Special ID Collets for Tap Shank are also available.
type KM Collet. *Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1-1/8, 1-1/4, 1-1/2” are also available.
*The collets with bold character are the “ANNIVERSARY” type <> KM Collet.
Ordinary KM Collet can be used with “ANNIVERSARY” type &> Milling Chuck, but better performance can be found with the “ANNIVERSARY” type N> KM Collet.
*Please note the acceptable shank tolerance is he~h7.

. Style NK Collet Code No. (OD-ID)
Cutter length adjustment on the NK20) | NK20-3.4.5.6,7,8,9.10,11,12,13,14,15,16
collet is possible from front and back. ™ (n22) | NK22-3.4.5.6. 7, 8.9.10.11.12.13.14,15.16,17,18
(Nk25) [ NK25-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22
(Nk32) | NK32-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26
(Nk42) | NK42-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 27, 28,29, 30, 31, 32

*\For Synchronous Tapping Program\ : Special ID Collets for Tap Shank are also available.

*Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1+1/8, 1+1/4, 1-1/2” are also available.
*The collets with bold character are standard.

*Please note the acceptable shank tolerance is he~h7.

*Collet removal (9CKR) is available as an option.
*Please refer 125~ P.33, P.34 for more detail of the straight collet. 1 72
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A 3108 mBT SLIM CHUCK

SKT

G No. (Option)

Centre Through ) L
MAX. 7MPa i
Standard [ SLBEIX tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. ]
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. D L 2 21 C CH H G No. (Option) | Weight (kg) | SK Collet
MBT40-SKT 6C- 90 90 60 25.2 1.1
120 07~60 | ; 19.8 o 195 o 26~31 | SKG 6- 6HG ”
-SKT10C- 90 90 60 329 12
-120 | 175~100 | 120 | 22 | 90 | 275 | 371 | 35~41 | SKG10-10HG 14
-150 150 120 4.3 16
-SKT13C- 90 90 60 37.8 14
-120 | 275~130 | 120 | 26 | 90 | 33 | 420 | 39~51 | SKG13-10HG 16 (sk13)
No.40 150 160 120 42 18
-SKT16C- 90 90 60 4.7 15
-120 | 275~160 | 120 | 27 | 90 | 40 | 489 | 45~57 | SKG16-12HG 17
-150 150 120 53.1 19
-SKT20C- 90 90 60 53.0 16
35~200 285 485 47~63 | SKG20-18HG
-120 120 9 57.4 20
-SKT25C- 90 90 62.6 59.5 18
75~254 31 55 60~65 | SKG25-18HGD
-120 120 92.2 59.3 24 &
MBT50-SKT 6C-105 105 62 255 38
0.7~6.0 19.8 195 26~31 | SKG 6- 6HG
-165 165 122 338 40
-SKT10C-105 105 62 33.1 42
1.75~100 2 215 35~41 | SKG10-10HG
-165 165 122 M5 46
-SKT13C-105 105 62 38.1 45
2.75~13.0 2% 33 39~51 | SKG13-10HG
N0 50 -165 165 122 465 49 (sx13)
. -SKT16C-105 105 62 4.9 47
2.75~16.0 27 40 45~57 | SKG16-12HG
-165 165 122 53.3 5.1
-SKT20C-105 105 62 53.2 43
35~200 285 485 47~63 | SKG20-18HG
-165 165 122 61.6 50
-SKT25C-105 105 62 59.4 52
75~254 31 55 60~70 | SKG25-24HG
-165 165 122 67.8 56 5

*Collet, adjust screw (G No.) and GH Handle are available as an option.
*Please refer IZ5~P.43, P.44 for SK Collet and SK-AC Collet.
The Code No. of the GH Handle is SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH12,
SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25

*Please use P class collet or A type collet. =5 P.175

*All models are high pressure centre through tool coolant type.
SKT6: $p4~¢6, SKT10: $p6~¢10,SKT16: $p10~¢p16,SKT20: $p6~$20,SKT25: $p16~¢p25

*Please add “F” for the flange through tool coolant type ;

e.g. MBT40-SK

10F-90

*Please refer 7=~ P.52 for the adjust screw (G No.)

Explanation of the Code No.

MBT40|- [SKT10]

Nominal Gauge Length
Centre Through Tool Coolant
Chucking Capacity
Symbol of New Slim Chuck
———eShank No.




A D108 meT HIGH SPEED SLIM CHUCK

G No. (Option)

I rﬁH;’ T
Z:Ei | N 7?D q>C q)C1
[l
SKT-P N | ke
Centre Through Q"k’ ‘ L
MAX. 7MPa
High Speed 3I.-0GK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. ]
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. D L 2 21 C C1 H G No. (Option) | Weight (kg) | SK Collet
MBT40-SKT 6C- 90P 90 60 25.2 11
120P 07~60 | == 198 == 105 | 26~ SKG 6- 6HG 1
-SKT10C- 90P 9 60 329 12
-120P | 1.75~10.0 | 120 | 22 | 90 | 275 | 371 | 35~41 | SKG10-10HG 14
-150P 150 120 M3 16
-SKT13C- 90P 90 60 378 14
-120P | 275~130 | 120 | 26 | 90 | 33 | 420 | 39~51 | SKG13-10HG 16 (sK13)
No.40 -150P 160 120 42 18
-SKT16C- 90P 90 60 47 15
-120P | 275~160 | 120 | 27 | 90 | 40 | 489 | 45~57 | SKG16-12HG 1.7
-150P 150 120 53.1 19
-SKT20C- 90P 90 60 53.0 16
5~20. 28, 48, 47~ KG20-18H
120P 35~200 S 85 5 85 e 63 | SKG20-18HG T
-SKT25C- 90P 9 62.6 59.5 18
75~254 31 55 60~65 | SKG25-18HGD
-120P 120 922 59.3 24 €5
MBT50-SKT 6C-105P 105 62 255 38
7~6. 19, 19, 26~31 | SKG 6- 6H
A6sp | V780 g | 198 [y | 199 [y | TS| SKGEBHG
-SKT10C-105P 105 62 33.1 4.2
1.75~10. 2 27, ~41 | SKG10-10H
-165P 00 P 122 > as | 2 SUGI0-10HG 46
-SKT13C-105P 105 62 38.1 45
2.75~130 2 33 39~51 | SKG13-10HG
NU 50 -165P 165 122 465 49 G
' -SKT16C-105P 105 62 449 47
2.75~16. 27 4 45~57 | SKG16-12
Agsp | “0 ies PRI R R
-SKT20C-105P 105 62 532 43
5~20. 28, 48, 47~ KG20-18H
-165P A0 e B2 T | B Tae | SKe20-18HG 50
-SKT25C-105P 105 62 59.4 52
75~254 31 55 60~70 | SKG25-24HG
-165P 165 122 67.8 56 G5

SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25
*Please use P class collet or A type collet. 5~ P.175
*All models are high pressure centre through tool coolant type.
SKT6: $p4~¢$6, SKT10: $6~¢10,SKT16: $p10~¢p16,SKT20: $p6~$20,SKT25: $p16~¢p25
*Please refer IZ=~ P.52 for the adjust screw (G No.) hank No.

Nominal Gauge Length
Centre Through Tool Coolant
——=eChucking Capacity
Symbol of New Slim Chuck

*Collet, adjust screw (G No.) and GH Handle are available as an option. Explanation of the Code No.
*Please refer IZ5~ P.43, P.44 for SK Collet and SK-AC Collet. MBT40|-[ SKT10 - [90]
The Code No. of the GH Handle is SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH12, High Speed Rotation
S
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A sLIM CHUCK COLLET

SK “A” type SK collet (for End Mill Shank) are marked
“P” class SK collet (for drill) are available for all series. e.g. SK10-10P

Explanation of the Code No.

MAX. Chucking Dia.

Non: Standard
P:P class (Run-out Accuracy=3pm)

K Style
Symbol of SK Collet

No.

A:A type (for End Mill Shank)

. The acceptable shank tolerance is hs.Code No. is e.g. SK10-10A

available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
SK25 collet including SK13 and SK20) .

Code No. | Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D
SK 6- 08 |07 ~08 SK13-3 |2.75~ 3.0 SK16- 3 | 2.75~ 3.0 SK20- 4 |35 ~4.0 SK25- 8 7.5~8.0
-1 09 ~1.0 -35 [30~35 -35 |30~35 -45 |40 ~45 - 10 9.5~10.0
- 1.25 1.15~1.25 -4 35~ 4.0 -4 35~ 40 -5 |45-~50 -12 | 115~12.0
-15 (1.3 ~15 -45 |40~ 45 -45 |40 ~ 45 -55 |50 ~55 -16 | 155~16.0
- 1,75 | 155~ 1.75 -5 45 ~ 50 -5 45 ~ 5.0 -6 |55~60 - 16.5 | 16.0~16.5
-2 |1.8-~20 -55 |50 ~55 -55 |50 ~55 -65 [60~65 - 17 | 16.5~17.0
- 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 ~ 6.0 -7 |65-~70 - 17.5 | 17.0~17.5
-25 |23 ~25 -65 |60 ~65 -65 |60~ 65 -75 |70 ~75 - 18 | 17.5~18.0
- 2.75 |2.55~2.75 -7 65~ 7.0 -7 65 ~70 -8 |75-~80 - 18.5 | 18.0~18.5
-3 |28 ~30 =75 |70~75 -75 |70~75 -85 [80-~85 -19 | 185~19.0
-35 |30 ~35 -8 75 ~ 80 -8 75 ~ 80 -9 |85-~90 - 19.5 | 19.0~19.5
-4 135-~40 -85 |80 ~85 -85 |80 -~85 -95 190 ~95 -20 |19.5~20.0
-45 |40 ~45 -9 [85-~090 -9 |85-~90 -10 |95 ~10.0 - 20.5 | 20.0~205
-5 |45-~50 -95 (9.0~ 95 -95 |90~ 95 - 10.5 [10.0~ 10.5 - 21 |205~21.0
-55 |50 ~55 -10 |95 ~100 -10 |95 ~100 -11 [105~11.0 - 215 | 21.0~21.5
-6 |55~60 - 10.5 | 10.0~105 - 10.5 | 10.0~105 - 115 |11.0~ 115 -22 | 215~22.0
SK10- 2 [1.75~2.0 -11 105~11.0 -11 | 105~11.0 -12 [115~12.0 - 22,5 | 22.0~22.5
- 22520 ~2.25 - 11.5 | 11.0~115 - 115 | 11.0~115 - 125 [12.0~ 125 - 23 | 225~230
-25 |2.25~25 - 12 | 115-12.0 - 12 | 11.5~12.0 - 13 [125-130 - 23.5 | 23.0~235
- 27525 ~2.75 - 125 | 12.0~125 - 125 | 12.0~125 - 13.5 [13.0~ 135 - 24 | 235~24.0
-3 |275~30 - 13 [125-13.0 -13 | 125~13.0 - 14 [135~14.0 - 24.5 | 24.0~245
-35 |30~35 - 13.5 | 13.0~13.5 - 145 [14.0~ 145 - 25 | 245~25.0
-4 |35-~40 - 14 | 135~14.0 -15 [145~15.0 - 25.4 | 25.0~25.4
-45 |40 ~45 - 145 | 14.0~14.5 - 155 [15.0~ 15.5 *SKG callet with the special |
-5 |45-~50 - 15 | 145~15.0 -16 |155~16.0
-55 |50 ~55 - 15.5 | 15.0~155 - 16.5 [16.0~ 16.5
-6 |55~6.0 - 16 | 15.5~16.0 - 17 |165~17.0
-65 [60~65 - 17.5 [17.0~ 175
-7 165-~70 -18 [175~18.0
-75 |70 ~75 - - - 18.5 [18.0~ 185
-8 |75 -80 * - 19 [185-19.0
-85 |80 ~85 - 19.5 [19.0~ 19.5
-9 |85-~90 1@ '8 -20 [195~20.0
- 95 90 ~95 Collet removal (SKR-6) is supplied as standard
-10 9.5~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

*Please refer 7= P.44 for SK Coolant Collet (AC).

B “P” class SK collet for drill

It guarantees the Run-out accuracy within 3 micron at the nose (4D) from the chuck.
Additionally Collet Set is also available.

within Sum

. —
H“A” type SK collet for endmill — |~ e
The acceptable shank tolerance ids hs. I “®
SK Collet A Type SK Collet A Type (Inch)

SK 6-3A, 4A, 5A, 6A

SK10-3A, 4A, 5A, 6A, 8A, 10A

SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A, 13A
SK16-3A, 4A, 5A, 6A, 8A, 10A, 12A, 16A
SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A
SK25-8A, 10A, 12A, 16A, 20A, 25A

SK 6 -1/8A, 3/16A

SK10 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A

SK13 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A

SK16 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A
SK20 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A, 3/4A
SK25 -3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 5/8A, 3/4A, 25.4A
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A D19 mT MIN-MINI CHUCK ADVANCED ALPHA <&

JAPAN PAT.

Clamp/unclamp
just with a wrench

The best chuck for

the small dia.cutting tool L

e L1 —|
30,000min"! & G2.5 @ L& |
Gripping from Front Nose L J ¢D
Run-Out Accuracy : 3um at 4D !

®D1

MMC f\,

* MMC12: ¢52.4

High Speed SIIOCK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system.

PAT.
TAPER CodeNo,  [ChUeKNgRense op | | | |, | L Collet WA | Weight (ko)
MBT40-MMC 4- 90-AA 1~ 4 15 30 43 (MPK 4) 1.2
No.40 120-AA 120 | 43 | 72 30000 | 15
-MMC12- 90-AA 90 35 44 1.7
k] % | 0 g e | 74| PMKID OMKID 18
MBT50-MMC 4-105-AA | 1~ 4 15 105 30 43 (MPK 4) 38
-MMC 8-105-AA 36 42 44
135-AA| 2~ 8 20 | 185 | 4, 72 45
No.50 165-AA 165 102 20000 | 48
-MMC12-105-AA 105 35 44 46
-135-AA 4~12 30 135 60 74 47
-165-AA 165 70 104 48
*Wrench is supplied as standard. Explanation of the Code No.
*MPK, PMK, VMK collet is available as an option. Please refer Iz~ P.38 I@l _
*Please add “C” for the centre through tool coolant type.  e.g. MBT40-MMCB8C-90-AA Nomlnal Gauge Length
*Please add “F” for the flange through tool coolant type ; MBT40-MMC 8F- 90-AA,120-AA MBT50-MMC 8F-105-AA,135-AA,165-AA Chucking Capacity
-MMC12F- 90-AA,120-AA -MMC12F-105-AA,135-AA,165-AA Symbol of Mini Mini Chuck

———eShank No.

’/ DL0eX mBT VC HOLDER

TMAX30 'ooo:mmnazzs 7

Run-Out’, Accuracy 3umat 4D’ G No. (Option)
: |

riH;»

B é ”“;' - T oC oC1
il =
U =

24

! |
I
4"

i

N

Centre Through
MAX. 7MPa
High Speed SLDEX tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. PAT.
G No. |Weight| MAX.
TAPER Code No. D L 2 24 C | C1 H (Option) | (kg) | (min) Collet
MBT40-VC 6- 60 60 30 30.0 1.1
-90| 20~6.0 | 90 | 23 | 60 |27.5|32.7 | 35~45|VCG 6- 8A| 1.3
-120 120 90 36.9 1.5
No.40 -VC13- 60 60 31 403 | S
-090[30~120| 90 | 29 | 60 | 40 [44.3|50~60 | VCG13-15A| 15
-120 120 90 48.5 1.9
MBT50-VC 6-105 105 62 33.0 3.9
-135 | 20~6.0 | 135 | 23 | 92 |27.5|37.1 | 35~45| VCG 6- 8A | 4.1
-165 165 122 41.3 4.4
No.50 -VC13-105 105 62 446 TR U
-135 | 3.0~12.0 | 135 | 29 | 92 | 40 [48.8 |50~60 | VCG13-15A | 4.5
-165 165 122 53.0 4.9
*Collet, adjust screw (G No.) and GH Handle are available as an option. The Code No. of the GH Handle is VC6: GH10, VC13: GH16 Explanation of the Code No.
*When th ial i ired, pl Adj No.
ms?%ﬁéﬁ ;(t)c,)‘:\lpl)grrforﬁlqg‘llrg-1 5%:9&5;#;3_\[&:2 g((:)r,e-v1vz((()3 arg ;vailable as semi-standard. % I@l B -
*TiN Bearing Nut is supplied as standard. Nominal Gauge Length
*Please add “-RP” at the end of Code No. for Rust Proof Treatment VC Holder. e.g.MBT40-VC13-60-RP Please refer ’=—P.48 . .
*Please use VC J type Nut & Cap for Centre Through Coolant. Chucking Capacity
When VC J type Nut is used, the total holder length will be extended to 6mm. Symbol of VC Holder
* Please refer IZ5~P.36 for VCK collet.

————eShank No. 1 76



A D19&< IMAC ADVANCED BORING ARBOR (ZMAC-)

ZMAC-V

Photo shows ZMACX-V.

Boring for Finishing

No Micro Vibration due to
Double-Contact Support of
Cartridge. Long Tool-Life &
High Accuracy.

$C1

‘HMH

[
it

f\’i
Y

(Spacer)

l«— h2—>|

s sl 5T
= _falw

¥

h2—>|

Only for ZMAC16-V

A A s
All codes shown are for heads with triangular inserts For heads with rhomboid inserts @ please add the letter “R” to the code No. e.g. MBT40-ZMAC32 R -150V

i i i P%1\\1’9
TAPER Code No. 33232 BD%%TE “Badl ¢ o s AL
D M M Head No. nsert No. (kg)
MBTNo.- Min.D - L Q- Min.D -h2
MBT40-ZMAC 16-125V, 135V 15.9~20.2 38,48 12 | 15 | 24 [12-ZMAC16-45V, 55V 19,19
-ZMAC 20-120V, 135V, 150V 19.8~252 | 45,67,75 9 |19|30| 9-ZMAC20-40V | 3MP-C,B | 19,1.9,20
-ZMAC 25-120V, 150V, 165V 248~322 | 52,90,97 12 | 24 | 35 | 12-ZMAC25-40V 20,2.1,2.1
-ZMAC 32-150V, 180V, 195V 31.8~422 | 77,110,122 16 | 31 | 42 | 16-ZMAC32-55V | 4MP-C,B | 252727
No.40 -ZMAC 42-150V, 180V, 210V 418~552 | 97,130, 157 20 |40 | 50 | 20-ZMAC42-70V 3.0,32,35
-ZMAC 55-165V, 210V, 225V 548~70.2 | 135,180,195 | 26 |53 |50 | 26-ZMAC55-70V T 39,4646
-ZMAC 70-165V, 180V, 225V 69.8~852 | 165,180,225 | 34 | 67 | 64 | 34-ZMAC70-70V 7| 54,5868
-ZMAC 85-195V 84.8~100.2 195 42 | 83 | 62 | 42-ZMAC85-100V 9.0
MBT50-ZMAC 16-140V, 150V 15.9~20.2 38,48 12 | 15 | 24 |12-ZMAC16-45, 55V 47,47
-ZMAC 20-150V, 165V, 180V 10.8~252 | 4567,75 9 19|40 | 9-ZMAC20-40V | 3MP-C,B | 48 48,49
-ZMAC 25-135V, 165V, 180V 24.8~322 | 52,90,97 12 | 24 | 44 | 12-ZMAC25-40V 48,4849
-ZMAC 32-180V, 210V, 225V 31.8~422 | 77,110,122 16 | 31|50 | 16-ZMAC32-55V | 4MP-C,B | 55 56 5.7
-ZMAC 42-180V, 195V, 225V, 240V/| 41.8~55.2 |97,130,142,157| 20 | 40 | 60 | 20-ZMAC42-70V 6.0,6.0,6.4,65
No.50 -ZMAC 55-210V, 240V, 270V 548~70.2 | 117,182,177 | 26 |53 | 65 | 26-ZMAC55-70V 75,7.6,8.1
-ZMAC 70-240V, 270V, 300V 69.8~85.2 | 190, 220, 250 34 | 67 |80 | 34-ZMAC70-70V T 10.0, 10.6, 11.5
-ZMAC 85-225V, 290V, 315V 84.8~100.2 | 182,247,272 42-ZMAC85-100V " 1125, 15.0, 16.0
-ZMAC100-225V, 290V * 99.5~140.5 295 200 42 | 83| 83 | 42-ZMAC100-100V 13.8,16.5
-ZMAC140-225V, 290V * 139.5~180.5 ’ 42-ZMAC140-100V 146,173

*MIN. dial readout :

ZMAC25-V & smaller is 0.02mm on diameter. ZMAC32-V and larger are 0.01mm on diameter.

*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life).

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
*Please referIZ&~P.179 for Shank, and IZ=~P.102 for Spacer, and IZ=~ P.87 for Head.
% Centre Through Tool Coolant function is available as standard.
*When L length is required longer than standard, please specify boring depth M.
% % : MBT50-ZMAC100-325V, 375V, 425V, 475V are also available.

MBT50-ZMAC140-325V, 375V, 425V, 475V

B High Speed Boring ZMAC -V

Special Hardened Light Alloy Metal

Head with Balancing for Anti-Vibration.

MAX12,000min-1

177

Please refer IZ5~P.117 for cutting condition.

L

L=

B ZMAC-V for Multi-Stage Boring Bar

Please contact us f