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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.

COMBAT Z DRILL
== P.255
M/C OFFERS INVALUABLE
OPPORTUNITIES FOR AUTOMATED,
UNATTENDED MACHINING, when
proper tooling, work holding and
fixtures technologies are

applied all in HARMONY.

REAMER SERIES

IZE- P.245

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.
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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 name“NIKKEN"is derived from a desire
Heat treated to HRCG60. of “Always keeping the attitude of mind for patient
daily study and contributing to future industry with
The Next Generation Tool Interface technology and idea’.
NC5 TOOLING SYSTEM = P13 Pursuing the development and production of tools
Spindle  Pawer Glamp Mechanism for 50 years, we have developed peripheral instru-
This newly ment such as NC toolings, Mill reamers, CNC Rotary

developed Tool

Interface featured.
A Double Contact
1/10 Short Taper

Tables and Controllers(NIKKEN-&X21series)etc.
conforming to customers demands.

Today’s effort and study will bring about large
tomorrows fruits. NIKKEN wishes to provide you
for improved High with original products of the highest quality on the
Speed & High Flange | R raper basis of every day study.

Precision Machining Drive Key

and High Stock

Removal Machining.

Please refer to NC5

TOOLING SYSTEM

catalogue.

Bearing
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AUTOMATIC WORK CHANGER
Operator-friendly AWC system for
vertical machining centres.
CNC ROTARY TABLES j *
Precision worm screw made of . "
solid tungsten carbide drives . O iy ~
hardened and ionnitrided worm Al SR pFv s a0 SR

wheel made of steel. OSAKA-DAITO NEW OFFICE & FACTORY
THE ONE AND ONLY SOLUTION LAND:55,000m:

FOR ELIMINATING SPOT WEAR. BUILDING:26,000m?




OSAKA-DAITO Office & Factory

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

Inspection

Assembling Welfare Facility
Heat Treatment || (Large Rotary Table)
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Office
Management
Sales
Design / Development
Financial

Central Control
Material House
Land :55,000m’

Building:26,000m’

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. Itis 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.



O N T NC Lathe Line

: - ¢« NIKKEN Oil Jetter System and
Combat Z Drill 1=~ P.255 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
NCS5 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.

m——

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.
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"ANNIVERSARY"

MULTI LOCK wmiLLinG cHuck

It has been 45 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 SN2 "ANNIVERSARY"type. faAJrt—

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 4= |mitation
MULTI-ROLLER 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 4= |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 siots

5,000Nm | 4,800Nm |Only 5% Down
. Others=»| without Slots| 3,500Nm | 1,250Nm | 67%Down
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 torque and rigidity.
Further,slots functions as escape of oil.

Chucking Torque Test Data(C42)

When oilis removed | When a little

o - %
completely with thinner| oil is adhered.

Milling Chuck




MULTI LOCK miLLING cHUCK /#+ 29

Same Appearance,

but a Remarkable Improvement can be found when cutting

JAPAN, USA, FRANCEITALY SPAIN

KOREA TAIWAN
New Clamping at Root &
Anti-Vibration Mechanism
Cutting Data HSS Endmill-Carbide Endmill
CHUCK ENDMILL NG AdxRd
® HSS Coating V 38m/min S55C. oL
BT50-C32-90 S 380min”' Gonlg g
3204t | F 152mm/min 12mm
®» HSS Roug 9 V 30m/min S55C
BT50-C42-95 T S 210min" nog
429 4596t | F 130mm/min 20mm
SN2 Carbide Coating V 176m/min S55C.
BT50-020-135 S 3,500min" 35mm
KM20-16 1604t | F 2,000mm/min :@
S HSS Coating V 38m/min S55C.
BT40-C25-70 S 480min-' 50mm 2
25¢4t | F 192mm/min
@ Carbide Coating | V 200m/min sssC_
BT40-C16-60 S 4,000min" E
1694t | F 2,000mm/min
®» Carbide Coating | V 160m/min ssoc
BT30-C12-55 S 5,000min™ E
M0 1004t | F 2,000mm/min
V 30m/min ATER
©® HSS Non Coat S 800min”
lon Coating N
BT30-C12-55 2 amm/nin
1204t 8m/min ALUMINIUM ¢,
N 20mm
S 6,000min
F 3,600mm/min Bmm

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.

LR

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

Stable f|n|sh|ng

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 7/

il /@\\

C
|11

No Vibration
High Rigidity
Chuck Ring

Minimum Axial
Movement #/ _l

I

Simple
Chucking/Unchucking £/

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

ﬁlﬁm’ ?.

74

— S

je—— L=3xD —»|
e.g. C32:100mm

10
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209e MINI-MINI CHUCK

High Speed*High Precision

Best Chuck for Small Diameter Cutting Tool

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.

I High Speed

)

MAX. 30,000min-t & G2.5

Several hundreds of this Holder are already
appreciated and used in One Aircraft Parts

W Slim & Compact
eD
MMC12 : ¢30mm —|%%

Manufacturer in USA.
MMC 4 : ¢$15mm

We highly recommend this Holder.
MMC 8 : ¢$20mm
/ '/Grlpplng from Front Nose

11

HYDRAULIC CHUCK MINI-MINI CHUCK
No Gripping at Front Nose Gripping from Front Nose
Gripping Torque? Powerful Gripping Torque/3times

QOil Chamber

B “Pull up & Chucking”Can be
done with Only One Wrench.

=] e

7 Coolant Through Tool Capablllty

B Mechanism of MINI-MINI Chuck

[-MINI Chuck

Mechanism of MIN
A

Counter (.
Balance

| Bevel Gear
for Hanging

collet up J type Collet + End Mill

High Pressure Coolant
Through Jet Spread Groove

\
Power of Jet Coolant Groove

)

X \ O
Coolant will be Oil Jet Coolant
spread out through System No Coolant

I RUN-OUT Accuracy: Within 3uym

RUN-OUT Accuracy: Within 3um

- the Slit at high rpm Spreading out even
at high rpm




SLIM CHUCK with TiN BEARING NUT =737

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.

B High Speed Slim Chuck
MAX. 40,000min-1 & 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.

' - W9 Standard Nut & J Type Nut

PAT.
. . L L i Li (| Lo
7 Flat Shoulder Pushing & Taper Pushing [*] amEy I v N o R 0 Nt
O X /
NIKKEN SLIM CHUCK Others
Flat Shoulder Pushing Taper Pushing
] /
For Prevention SKJ-C
For Standard Drill For Reamer ForTap For Special Cutter of Swarf For Oil Hole
i d Nut Contamination |  Dill with O-ring
Simple and Rigid Nut gggﬁéicn%tewin k;Je P
changed at High
*"1\ 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
o reseure 55 e e
Coolant System. . .
I Coolant System.
. I;Iigthsﬁun-lgut écca[acy due to . _Ll_JnstaI:’:DIe I;%gn-ohqt A;:curacy due to '/ The S.ecre! o_f _Strong ogrlpplng power
+ g GG ToruSor & taper Doy Grioping Terdue of 12' 16' taper and high rigidity... 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 CU nce ntrlc AGC l| ra Cv to Wedge principle, Strong Gripping Power is generated with small torque.
Run-out within 3p 8° NIKKEN 8 NIKKEN 16° Others
X
?% —
s L | @
—— T ]
16°0 Strong Gripping Weak Gripping
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D193 MAJOR DREAM HOLDER #7133
PAT.

Reyolutionary,

i
o
b |- -

-
il |

——
o —
-

==
(===

e A 1M |
T ——

Slim Collet with 8 degree taper to
satisfy the accuracy and the high
gripping torque.

The molybdenum is
coated to the internal
thread of the nut,
then the efficiency of
the thread is highly
improved.

2Lock (NBT)

Simple design without the flats for the
hook spanner. The GH handle is used to
tighten / loosen precisely. The external
diameter is more compact than the

/ external diameter of the ball bearing nut.

Stable high accuracy

TiN Bearing
(HV2,200)

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.

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

o BT DOUBLE FACE CONTACT TOOL

G Harmonic Vibration — Unstable Cutting 5
x1 0 [NX v
00 TIME
% MAJOR DREAM
G Dampening Effect — Stable Cutting =
x1 0 [} ’l\v.,l'\v "Avn" AN
-50

0.0 TIME

Difference due to Dampening Technique and Effect

Elnd Mill Life
Qarbide : 3 times
HSS :1.5times

cutting , excellent high
precision and surface finish

% and extended tool life with
the dampening effect.

Great Popularity of MAJOR DREAM 3 Brothers

BMAJOR DREAM SHRINK FIT HOLDER==P.171
BEMAJOR DREAM PRO ENDMILL == P.172

PO INIKKEN]

AN Ay RER

MAJOR DREAM ......
AUHEE:

PRO-ENDMILL ™

sj\.\ o

2L0cK , HSK @ HEER
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VC HOLDER with TiN BEARING NUT " 1&g

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.

ZMEEX 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 '
<> Powe r Of TI N Bearl ng N Ut GH handle Ultra high speed rotation  with the Slim Chuck for the

accuracy and gripping torque.

Good sliding effect due to the surface hardness of HV2,200. \
More efficient than conventional ball bearing built-in nut. o~

Unstable The Tin coated bearing
accuracy caused & x plate reduced friction.
by tightening 8 This is the best for the
torque and the ° thrust load.
possibility of Caages®

O —~

Pilot shank on the collet

TiN Bearing )
(Hardness . HVZ’ZOO) for further stability of the accuracy.
The thick wall design of the VC Holder
body improves its cutting rigidity.

Competitors NIKKEN f [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-t
' 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——l

D

Cutting Rigidit
High Precision Finish

Power of TiN Bearing

<> Jet coolant splash with J type Nut. <> High Speed Rotation MAX.40,000min-1 & G2.5
k. <{> Easy, safe and reliable handling with GH Handle
J type Nut l 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
operational efficiency will be obtained.

Cap with triangular grooves Cap with O-ring K’l\

The jet coolant pressure creates For oil hole cutting tool

a tornado effect. / \_y
Torque Adjustable GH Handle

(3

___— Changeable Lever

Tightening Loosening

" T AR,

14
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ke NG DRILL CHUCK 119045

“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.

jw/r o |

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
is no possibility of slipping off during
rotation or drilling.

I Run-out Accuracy of MAX. 0.04mm.
I Compact Design with Small Head B3 Times Larger Chucking Power

Drill chuck mounted by traditional drill chuck taper.

the 150 or comrens T [ I Even Carbide Drill does
i not occur Slipping.

tional drill chuck. : ;
Temuisse I 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 119050

7 Rotary Bearing Cam

oil Spring

O

Rotary Bearing Cam Mechanism
The both side of taper cones act
sensitively and smoothly to the

\ Clutch Shaft tapping torque vibration.
&6 (Taper Cone) FY q

Drive color

Reversing torque is 1.4
times of normal rotation

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

I Slim Body & Fine Floating I 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 1009 I" — A /"\ AN (l’jr)i:t“is:frjmh
tap slides smoothly without chattering accompanied. that of the conventional brake H V \/ TE
system utilizing a rubber z NIKKEN Rotary
e 7 it i S 60% [ Bearing Cam
- reaction or a friction resistance ¢ —
M as shown by the following ;i’ ~d syStem‘
graphs (A) & (B) , so that i <2 ) Maker ‘
5 constant torque characteristic g Not enough torque’ ~ | Cam crutch
as illustrated is obtainable to - to drive tap | = (Short life due to wear)

secure safety of tapping 10 Numberlff Tappinglg 10 10° times



NIKKEN DJ BORING HEAD with pJ BORING BITS /# 583

$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.

&

'

$3~8mm

New Byte Series for DJ8 ==~ P.84

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.

dS5mm

'/H|gh Pressure Coolant Through Type

@ Cutting Speed:-+--
100m/min.

0.05mm/rev

® Stock Removal -+
0.5mm(on Dia.)

@ Boring dig. e

@ Material -----eeeeeeeeeeees

16
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nikkel BALANCE CUT BORING BAR 61

(025~580 Scram Type Cartridge Power & Smooth Boring with 250% Productivity

I Power of Scram Type Cartridge

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

Cutting Force

l

® v
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.
Precision Ground = Basic Serration

@ All slides are finished by
precision grinding. Even
micro adjustment can be
done smoothly as you desire.

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.72

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

I High Pressure Coolant Through Tool

.CUttil’lg Speed
150m/min

@Feed Rate «++wwovrrerreeees
0.4~0.6mm/rev

® Stock Removal -+
6~10mm(on dia.)
@Boring Dia - eeeeeeeens

/ @Materjal «-reeeeerereeeeeees
SNCM420
(Ni, Cr, Mo Alloy Steel)



nikkey ZMAG BORING BAR #p73

¢16—180 The World Leading Boring Head

I Various types of Insert Tips

Steel, cast iron and stainless
steel can be machined by the
same coated insert tip.

B Application
gl .

Coolant Through
Tool Capability

/ H Igh "g I d Itv Innovative new feature of
DOUbIe-co nta ct Double-Contact Support MAX. L/D=8 times
support

Axially Adjustable
Available for Multi-Stage ZMACX for Deep

Boring Bar Hole Boring
Closer 1o Guttng Edge 7 High Speed Boring 12,000nin-1,

I High-precision / Easy micro-adjustment Deep Hole Boring |

/ High durability

Thread on Cartridge:
Hardness of HRC50-55 &precision ground
Internal thread of dial ring:

Special heat-treated to HV800

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

18
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NIKKEN ZERO FIT HOLDER &k, #7120

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

Fine Adjust Cam

Master Cam

Multi-Cam Style

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

. 117 11) aggm e.g. BT40-SZF16-90-C3 (3 Cams)
With o Flttll‘lg the Tool Run-out Accuracy; The multi-cam style can not be made for all zero fit holders.

B The milling surface finish and quality can be improved.
Before Zero Fitting : After Zero Fitting :
Run-out at cutter front edge = 20 microns ~ Run-out at cutter front edge = 1 micron

: '
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.

Materials : Pre-Hardened Steel NAK55 (HRC39)
End Mill : 20mm, 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

—i— X after Zero Fitting —&— X before Zero Fitting
—e—Y after Zero Fitting —+—Y before Zero Fitting

25

Before Zero Fitting : ) —
Materials : Tempered Steel (HRC25~30) - - - - RE”'OUI e m'cmnf -
Tool :$13mm CBN Reamer 1

Cutting Speed :V=80m/min ] '-vnvxw-v_\“:m!-"A'.—

Spindle Rotation: S=2,000min-1 e —
Feed per tooth :f=0.1mm/min
Feed : F=200mm/min
External coolant supply : Water soluble

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)

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 X

of 21 microns is reduced to 3 microns, the tool life can be improved by approximately 5 times.

B 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 '1 ) _ %
Milling Chuck style “CZF” can be selected depending on your cutter. T

RUN-OUT (um)

Fig.1




DOUBLE FAGE CONTACT TOOLING SYSTEN ==

SIS
pea‘a
FAPZRF:Tel=I@l For BT Double Face Contact Spindle ==~P. 140

3LOCK Tooling System paT, =~ P.139 3“’5

When the tool is clamped, the gentle taper of main body internally
expands to create a dead lock of the taper connection, then it results
in maximizing the pulling force. The ideal clamping ratio of taper :
flange = 90% : 10% is achieved.

The Power of
Internal Expanding
Pressure System

2L0CK Tooling System =~ P.158

210cK Tooling System is not the simple
double face contact system of taper and
flange, but the system with dampening effect
and the excellent front chucking system.

2L0CK MAJOR DREAM Holder

=
B{ Face Contact
2Lock (NBT)

1/10 short Taper & Polygonal Taper

NCS5 Tooling Systemi=="P.193 ]

Since the launch of the Nikken N€5 Tooling System at JIMTOF'94 Elg!/lvgruglamp
OSAKA, the system has proven its outstanding capability is a wide o Bear
cross-sector of Japanese industry, with ever-increasing expectation of _

its being adapted as the next generation tooling interface.
Unique tool construction is built-in NC5 tooling system. The slotted taper

cone which is pre-loaded by a disc spring increases its vibration dampening  Goe o
effect, then finally adjusting the minute gauge line error completely.

Chattering Stability = Static Stiffness X Dampening Ratio

Thus, the advantage of NC5 tooling system is clearly demonstrated.

Spindle

Short Taper
Drive Key

HSK Tooling System = P.208

HSK-A shank is the hollow shank with 1/10 taper, and taper & flange contact
system. This is based on ISO 12641-1 (DIN69893-1). It's not well balanced
due to the unsymmetrical shape, but Nikken HSK-A shank has a hole and a
flat for mass balancing as standard.

HSK-E & HSK-F shank are the shank without drive key slot and U groove. This
is based on DIN69893-5, 6. This is used for high speed application.

HSKA40A, 50A, 63A, 100A
are available

.| HSK25E, 32E, 40E, 50E, 63E

HSK63F
Polygonal Taper €6 Tooling I e
POLYGONAL TAPER N C5
C6 TGGLING R CLLING TOOLING SYSTEM

nnnnnnnnnnnnn

C6 tooling system is used for the tooling e R
of the integrated machine. h il b P, =

Please refer ==~ C6 Tooling catalogue]

: JJ‘ T
- Il.i' ]

i s
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FACTORY AUTOMATION SERIES

Spindle Speeder Iz~ P.112 Air Motor Spindle Tool1z=~P.113  Air Turbine Spindle Tool ==~ P.112

Air Cylinder for Cooling NX’ PX NR HTS

Quick Change type Angular Head IZ5~ P.115 Modular type Angular Head 1I=="P.116

Double Face
Contact System

AFT

AHT AL
Solid type Angular Head Compact type Angular Head for Deep Hole
= P.118 Direct Mount Flange type Angular Head I~ P.119 (== P.117

@ New Series Addition

Taper | Style [ O [MAX.M| A | B
AHPL 4 | 1~4 104 25| 31

BT40 " ahpL 6 | 1~6| 1025 |36 | 45

AHPL 6 | 1~6 | 1025 | 36 | 45

AFK, AFC BT50 | AHPL 8 | 1~8 | 125 |43 |475
AHK, AHC Photo shows NC5 shank. AHPL16 |Direct” 70 37| 45

*Direct * : Large diameter of ¢p16mm with 8 degree taper



FACTORY AUTOMATION SERIES

RPT
18 years used

8 Years used

Centre Through
Tool Coolant
= P.105

Flange Through
Tool Coolant

RPT Treatment I P.106
The RPT 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 RPT treatment will not effect
the accuracy and the hardness of your tool holder.
o ] o Automatic/Manual
Multi Spindle Drill Head "5~ P.119 Multi Spindle Tapper Head 1=~ P.119 Back Spot Facing Arbor I==~P.121

TMS System with
ID Interface 175~ P.138

Automatic

Manual

Oil Piaster == P.153 Spindle Taper Cleaneriz=—P.153 Spindle Flange Cleaner1=="P.153

22
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nikken MULTI OIL HOLE HOLDER /#-109
Conventional Qil Hole Holder ®Multi Coolant Nozzles

7 Combination 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
Multi Oil Hole Holder and e Standard MT Drill & Reamer

COMBAT ZDRILL are @ Standard Straight Drill & Reamer
recommended for drilling on ®Tap
M/C to increase productivity. ®End Mill

®Boring Bar

COMBAT Z DR"—L e 255

7 Power of Pilot Drill

L/D=3 and 4 times
as standard

No Vibration with
Pilot Drill

3 Phases Heat Treatment & Suitable

&
é Twisted Shape improves Ejecting

>} Cutting Swarf.

7 3 Phases Heat Treatment

ot significantly improves
Rigidity and Ejecting Cutting PN
Swarf by suitable twisted Treatment
shape and special surface  (Ejecting Cutting
treatment. Tool life of Insert ~ Swar)
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.
®Less cutting resistance with Rhomboid Inserts.

ST32-COMZ31-130 Material : SNCM420

inside Q HRC36

IN Treatment
(HV900)

Cutting Condition

By NC Lathe 108mm
"""" V'=126m/min (In Factory NIKKEN)
. S =1,300min* Machining Time = 35sec.
NC Lathe M/C f=0.15mm/rev.

F =195mm/min It can be used after total
Water Soluble Coolant cutting length = 65mm.



NIKKEN REAMER SERIES  /#r245

Carbide Reamer Series

@ (With end teeth on certain type) The run-out accuracy and the tool life
have been substantially improved RMSS . e -
with Press Fit type Radical Reamer. PE-RMSS Straight Shank--P.246 /m
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 RDSS Straight Shank--P.246 my

extended even with water soluble PF-RDSS
PF Radical Reamer Series  coolant.

— — (Withend teeth) A the Mill Reamer made by K10 HMS Straight Shank--P.247 10

grade carbide, the cutting speed can HMM MT Shank seeeee- P.247

be substantially increased for the =~ -------------------—~--~—--~—-~—~—~—~—~——~—~—--">—-
productivity improvement. Especially FMS Straight Shank--P.248 7
it performs very well on Cast Iron, FMM MT Shank sseesees P.248
Meehanite, Aluminium, and - —_____________________% ==
Non-steel metal.

RXS-F  Straight Shank:-P.254 %

The Carbide Broach Reamer
maintain the excellent surface finish

for Aluminium and Cast Iron reaming SX Straight Shank--P.249
operation. The cutting speed can be ’

substantially increased. MX MT Shank «««-+++- P.249

A
N

Carbide Broach Reamer

HSS Reamer Series

(With end teeth) NCS Straight Shank --P.253 19

The NC Sensor Reamer is dedicated

for better surface finish, especially NCM MT Shank:seeeee+ P.253 7}
effective on Stainless Steel, Die Steel, ~~ """~~~ """ """ TTTTTTT T T TTTTTTTTN “
Annealed and Tempered Steel. The _ ; . 7
high precision finish surface can be MR SIS EIET SH A ,;!
achieved with its TiN Coated and its ~ —========----======-----"—"—"—"——-——-~-~—-~—- "
burnishing effect. The reamer can be . 1
NC Sensor Reamer used with even water soluble coolant. RNS-F Straight Shank--P.254 /ﬂ%

(Withendteeth) .o i ichty reamer, which is SRS Straight Shank--P.251 L

made by powder HSS & ion-nitrided SRM MT Shank eeeeeee P.251 7

and good for tough materials, die ~ ~~ -~ "7~ """"" "~~~ Tt oo TTmT T “
steel, annealed and tempered steel. SRS-F  Straight Shank--P.252 =K}

SRM-F  MT Shank sses+e-- P.252
- RSS-F Straight Shank--P.254 EL.%/
Tough-Cut Skill Reamer i

The reamer offers both heavy cutting

capability of Broach and High

Precision Finish of Reamer. The ultra ; .

high left-handed helix of 60 degree. TS Sl STl Pk T

performs smooth reaming operation. BRM MT Shank ses+-+++ pP.250 =

Broach Reamer

M Various Application - Through Hole, Stepped Hole and Blind Hole
HE Excellent Circularity and Straightness Excellent Circularity and Straightness Excellent Circularity and Straightness

% % Through Hole series % Excellent Circularity and Straightness % Blind Hole series

JAPAN PAT.




25

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

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.

MEASURING ATTACHMENT

e 127

3D Sensor

R

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 »133

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

E236N "= P.133 @ E238, E450N =" P.135, P.136
(BT, HSK, CAPTO TOOLING)

NTP300,400 [“= P.137 NTP500 (= P.137

ﬁ Photo shows NTP400.
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CNGC ROTARY TABLE 1199257

CNC ROTARY TABLE for Full Automation

Worldwide Field-proven NIKKEN CNC ROTARY TABLE
Consequently and finally, NIKKEN Carbide Worm Screw System

lon-Nitrided
Worm Wheel
HV980

Steel Way
HRC58-60
5

Carbide Worm Screw

B Work Sample

L)
IS

Turbine Blade

High Speed CNC Rotary Table
Z series for high speed milling
marked arrow.

M Carbide Worm System

For heavy duty capability and high speed
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
used for more years comparing with the
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.

Micron

Phosphor Bronze/
Aluminium Bronze
/& \Worm Wheel (22.2min"Y)

NIKKEN CNC ROTARY TABLE

CNCZZO;
(66.6min" ™)

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

(Burreapn Jo Junowy) ysepjoeg:

* Rotation speed of motor = 3,000min’t

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

IS=py [ Please refer to CNC ROTARY TABLE Catalogue.]

27



CNC ROTARY TABLE Fici pRessuke oiL ricia eFrecr

®CNC 105 P.257 ®CNC 180 P.257

@®CNC 202 P.257 @®CNC 260, 302 ‘ P.257
5

i
07

e —

@®CNC 321,401,501,601,802 P.258 ®CNC 1000, 1200, 1201, 1600, 2000 P.258

®NSvx400, 500 eNsvz180, 300

———— =

| o i

[

P.259 @®5AX-250, -350, -550, -800, -1200 P.259

@®5AX-2MT-105, -170, -200
5AX-4MT-120

7= ( Please refer to CNC ROTARY TABLE Catalogue.
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A WILLING CHUCK <>

C12

P
DR PN
30~ Close
= 11 Contact//
3 $33935 | No Vibration
4 . |High Rigidity

Chuck Ring

Mininum Axial

Chucking/Unchuking.//

] Movement
C NS ﬁ:ﬂgj \ J
\\% k4 |ocy
FEATURES: & g Ik
[l Doubled rigidity & increased cutting ability! u
Il Run-out Accuracy: 5pum at 3XD — PAT.
TAPER Code No. C: L 21 Suitable Collet Weight(kg)
BT30-C12- 55 33 58 58 (cck12) (km12) 06
-C16- 55 44 57 65 (ccK16) (KM16) 0.7
No.30 -C20- 65*, 75 52 67,75 80 | (CCK20) (CCNK20 1.0, 1.1
-C25- 75%, 80 55 75,82 68 | (CCK25) (CCNK25) (KM25) (NK25) 12,13
-C32- 90*,100 64 90, 100 68,76 | (CCK32) CCNK32) (KM32) (NK32) 14,15
BT35-C12- 60 33 60 58 (cek12) (km12) 1.0
-C16- 60 44 65 (cek16) (km16) 1.1
No.35 -C20- 70 52 70 80 | (ccK20) (CCNK20) 13
-C25- 75 60 75 68 | (CCK25) (CCNK25) (KM25) (NK25) 15
-C32- 85 64 85 77 | (cCK32) (CCNK32) (KM32) (NK32) 18
BT40-C12- 65, 90,120 33 65, 90,120 58 (cck12) (km12) 13,16,19
-C16- 60, 90,120 44 63, 90,120 65 CCK16 14,17,2.0
No.40 -C20- 70, 90,105,120 52 | 71,90,105,120 - (CCK20) (CCNK20) 16,1.8,2.0,2.2
-C25- 70, 90,120 60 70, 90,120 CCK25) (CCNK25) (KM25) (NK25) 18,2.1,25
-C32- 85,105,120 69 85,105,120  |77,90,105| (CCK32) CCNK32) (KM32) (NK32) |  2.1,25,2.8
BT45-C12-105 33 58 CCK12) (KM12) 3.0
-C16-105 44 - 65 32
No 45 -C20-105 52 - 35
0. -€25-105 60 (KM25) (NK25) 38
-C32- 85 69 85 105 (Km32) (NK32) 33
-C42-110 86 110 125 | (CCK42) (CONK42 45
BT50-C12-105,135,165 38 | s 135165 58 CCK12) (KM12) 40,4346
-C16-105,135,165 44 T 65 (ccK16) 42,4548
-C20-105,135,165,180 52 | 105,135,165,180 8 CCK20) (CCNK20 45,48,51,54
No.50 -C25-105,135,165 60 105,135,165 (CCK25) (CCNK25) (KM25) (NK25) | 4.8,5.2,5.6
e T el 050 @D | 755 105
-C42- 95,105,120,135,165 95,105,120,135,165 55,5.8,66,7.2 86
-200,250,300 86| 200,250,300 12 95,117, 14.0

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

[S-C1Milling Chuck (Extension Type) IZ&~ P.31
[K-MMPIMINI-MINI Chuck 175~ P.33
[K-MMCIMINI-MINI Chuck 75~ P.33
[K-SK]Slim Chuck [Z5~ P.40

[S-SKlLong Size Slim Chuck IZ=~ P.40

[D-NPUINC Drill Chuck [Z5~ P.45
[NZ]Tapper Chuck [Z&=~ P.56

*Please refer IZ&~ P.159 for heavy duty type milling chuck with larger arbor diameter.

*Please refer Iz~ P.31, P32 for KM, NK, CCK, CCNK collet.

% 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.
*For “L” dimension of centre through coolant type milling chuck is same as the above standard, however , refer 7=~ P.105 for Code No.
*For “L” dimension of flange through coolant type milling chuck is same as the above standard, however , refer 1z5~P.107 for Code No.

*Spanner is available as an option. C12 (¢30) : 9HC12, C12A (¢33) : 9HC12A, C16: 9HC16, C20: 9HC22, C25 (¢pC1=55mm)
C25 (¢C1=60mm) , C32 (¢C1=64mm) : 9HC25, C32 ($¢C1=69mm) : 9HC32, C42: 9HC42

*Please note the acceptable shank tolerance is h7.
% The milling chucks marked 31, *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

[K-MT]Morse Taper Socket 175~ P.47
[K-ZMAC]ZMAC Boring Bar [Z5~ P.89
[K-RACIRAC Boring Bar [Z5~ P.89
[S-ZMACX]ZMAC Boring Bar for Deep Hole 175~ P.90
[K-DJ1DJ Boring Bar I75~ P.91
[K-SCAIStub Arbor [Z5~ P.104
[S-MDPE]PRO-END MILL I°E~ P.103
[MSO-AO-O] Straight shank shrink fit holder IZ5~ P.172

—

s L

Explanation of the Code No.

FS:Face Sealed
ominal Gauge Length

@
:Standard
N

Chucking capacity
Symbol of milling chuck

Shank No.
=

' = )

——

1 9HC22, F

—q

FS type
For machining
of aluminum




A HIGH SPEED MILLING CHUCK <=

L

£.

NI |

I A
-1
[

ggﬁ’ressure Centre Through GFS type
(MAX. 7TMPa) For machining
of aluminum
High Speed PAT.
TAPER Code No. D|Ci| L £1 22 |MAX. min? Suitable Collet Weight(kg)
BT30-C12- 55G 12(33] 58 48 | 58 | 40000 (cck12) (Km12) 05
-C16- 55G 1640 57 | 50 | 65 ’ (cek16) (km16) 0.6
No.30 -C20- 65G™*, 75G 20 (48| 67,75 | 57 | 80 | 30,000 (CcK20) (CCNK20) (KM20) (NK20) | 0.9,1.0
-C25- 75G**, 80G 25|55| 75,82 | 56 | 68 | 25000 (CcK25) (CCNK25) (KM25) (NK25) | 1.2, 1.3
-C32- 90G™°,100G 32/62|90,100 | 67 |68,76| 10,000 | (CCK32) CCNK32) (KM32) (NK32) | 1.4,15
BT40-C12- 65G, 90G 12/33| 65,90 | 48 | 58 | 30,000 (cck12) (Km12) 11,13
-C16- 60G, 90G 16]40] 63,90 | 50 | 65 | .. o (cck16) (km16) 12,15
No.40  -C20- 706, 90G 20/48] 71,90 | 57 | o ’ CCK20) (CCNK20) (KM20) (NK20) | 14,17
-C25- 70G, 90G 25|55| 70,90 | 60 i (KM25) (NK25) | 1.6, 2.0
-C32- 85G,105G 32|68 | 85,105 |67,70 | 77,90 ’ (CCK32) (CCNK32) (KM32) (NK32) | 1.9,2.3
BT50-C12-105G,135G 1233 48 | 58 (ceK12) (KM12) 3.9,4.2
-C16-105G,135G 16 | 40 105,135 50 | 65 | 20,000 (CCK16) (KM16) 41,44
No.50 -C20-1056G,1356G 2048 57 | o (cck20) (CCNK20) 44,48
. -€25-105G,135G 25 | 55 60 - (CCK25) (CCNK25) (KM25) 4.6,5.2
-C32- 90G,105G,120G |32 | 68 [90,105120| 70 | 105 ’ (CCK32) (CCNK32) (KM32) (NK32) |4.3,4.7,5.2
-C42:*95P,120P 42 (86| 95120 | 73 | 125 12,000 CCK42) (CCNK42 5.5, 6.6

*All high speed type milling chuck are centre through coolant type. Please use a stopper or CCK, CCNK collet, when

endmill shank length is shorter than “£1” dimension.
The Code No. of stopper for direct chucking

=

Explanation of the Code No.

C20: 9MC20H, C25: 9MC25H (BT30-C25-75G: 9MC20HB) , C32: 9MC32HD (BT40-C32-85G: IMC32HDA,

BT40-C32-105G: 9MC32HDB) , C42: 9MC42H

*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;

GFSJ: With J groove, GFS: Without J groove

ymbol of Milling Chuck

——eShank No.

BT40]-[C16]-[60)
G High Speed
GFS:High Speed and Face Sealed
Nominal Gauge Length
Chucking Capacity
S

A cH Handle for HIGH SPEED TOOLING

GH Handle

Torque adjustable 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.

S
GH (4
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 —
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 C32-G(Nose Ring:¢68mm) — — —

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

PAT.

Tightening

Loosening
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31

A STRAIGHT COLLET (KM COLLET)

Explanatlon of the Code No.

ID of Collet

KM
OD of Collet
Symbol of Collet

:Standard
Omeans with internal grooves for EEK Adustabe ant

KM g,l’:)oéoKw%@leVERSARY grlppmg strongly to eIiminate the O|| CCNK:Centre Coolant, Adjustable
Style L KM Collet Code No. (OD-ID)
&KM12) 40 KM12-2,3,4,5,6,7,8,9,10
km16 475 KM16-2,3,4,5,6,7,8,9,10,11,12
(kM20 53 KM20-2, 3,4, 5,6, 7, 8,9,10,11,42,13,14,15,16

KM2 57 KM22-3.4.5,6.7,8,9.10,11,12,13,14,15,16,17,18,19, 20
59 KM25-3, 4,5, 6, 7, 8,9,10,11 ,42,13,44,15,16,17,48,19, 20, 21, 22
(KM32) 64.5 KM32-3, 4,5, 6,7, 8,9,10,11,42,13,44,45,16,17,48,19, 20, 21, 22, 23, 24, 25, 26
(KM42) 73(78) | KM42-3.4.5.6.7.8.9.10.11.12,13.14.15.16,17.18.19, 00, 21. 02. 23, 04. 05. 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)

-~ | ] ———

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 | NK20-3,4,5,6,7,8,9,10,11,02,13,14,15,16
(NK22) 70 30~50 | NK22-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18
(NK25) 68 30~55 | NK25-3,4,5,6,7,8,9,10,11,42,13,14,15,16,17,18,19, 20, 21, 22
(NK32) 75 30~60 | NK32-3,4,5,6,7,8,9,10,11,02,13,14,15,06,17,18,19, 20, 21, 22, 23, 24, 05, 26
(NK42) 85(92) 30~65 | NK42-3,4,5,6,7,8,9,10,11,0213,14,15,146,17,18,19, 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.

%

A/ straight Shank MILLING CHUCK

for Multi-Lock Milling Chuck

S-C

Photo. shows S32-C12-200

B For Extension

w
®

L
.
T

o
&
g

Style Code No. od | oD | od: L MAX. Collet Weight(kg)
S32-C12-120, 160, 200 12 33 [120,160,200 | 60, 100, 140 km12) 0.6,0.9,1.1
@ -C16-130 32 16 44 130 70 (km16) 0.7
-C20-150 20 52 150 90 (km20) 1.1
S42-C16-180 4 16 44 180 120 (kM16) 1.6
-C20-185 20 52 185 125 (km20) 1.7

% S32-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 Iz~ P.31 for KM Collet.




A CENTRE COOLANT STRAIGHT COLLET

ThereqeoolanRressure)
createsiaytornatoleffect)
@iﬂ@bﬁf@mﬂ

For grooving.

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

CCNK Collet )

Prevention of
the swarf
contamination.

Suitable for all models of the
NIKKEN MILLING CHUCK

CCK Collet

=

Front Nut

Jet Coolant

®

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.)

A front nut with S

an O-ring seal, for
use with oil hole
cutter, is also
available as option.

ly coolant to the

shoulder when oil hole
drill is passes through
the hole.

CCK Collet

| {001 j\
L[¢D
- o

L—Z.T
[

O means with internal

grooves for gripping strongly |t can be used for the standard collet.

to eliminate the oil.

Style ¢D1 ¢D2 L1 L2 CCK Collet Code No. (OD-ID) Aol
Cck1D) | 12 195 38 7 | CCK12-3,4,5,6,8,10 CKFN12
(cck16) 16 285 45 8 CCK16-3,4,5,6,8,10,12 CKFN16
Ccck20 | 20 33 50.5 8 | CCK20-6,8,00,12,16 CKFN20
Explanation of the Code No.| (CCK25) | 25 39 56 85 | CCK25-6,8,10,12, 16,20 CKFN25
(CcK32) 32 | 465,43 | 615 9 | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T
cckdd) | 42 59.5 7075) | 9 | CCK42-6,8,10.02.16.£0.25 62 CKFN42

D of Collet

—{10]
1D of Collet - y Above bold figures indicate “ANNIVERSARY” type SN CCK Collet.
Ol

*Please note the acceptable shank tolerance is he~h7.
*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.

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

CCNK Collet

Cutter length adjustment on the collet is
possible from front and back.

Photo shows with front nut.

O means with internal

grooves for gripping strongly |t can be used for the standard collet.

to eliminate the oil.

Style CCNK Collet Code No.(OD-ID) E i
(ccnk20) | CCNK20-6, 8, 10, 12, 16 CKFN20
Explanation of the Code No. | (CCNK25) | CCNK25-6, 8, 10, 12, 16, 20 CKFN25
(ceNk32) | CCNK32-6, 8, 10, 12, 16, 20, 25 CKFN32, CKFN32T
(ccnk42) | CCNK42-6, 8,10, 12, 16, 20, 25, 82 CKFN42

CCNK —
ID of Collet
0D of Collet
S)

ymbol of Centre Coolant Collet
for NC

*Please note the acceptable shank tolerance is he~h7.

*Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16,
718, 1, 1:1/8, 1-1/4, 1+-1/2"are also available.

* CKFN front nut and CCKL spanner are optional accessories.

. - L  Front Nut fitted with an O-ring is also available.
*Collet removal (9CKR) is an optional accessory for NC milling chuck. % e.g. The Code No. is CKFN32-10C

Front Nut

)

$D2

Style $D2 L2 Front Nut _Code No.
Explanation of the Code No. | (CKFN12) 19.5 7 CKFN12 -3,4,5,6,8,10
[cKFN][32]-[10] (CKFN1B) | 285 8 CKFN16 -3,4,5,6,8,10,12
o cor | CKEN2OD) 33 8 CKFN20 -6,8,10,12,16
o 39 8.5 CKFN25 -6,8,10,12,16, 20
0D of Collet 46.5 9 CKFN32 -6,8,10,12,16, 20, 25
Symbol of Front Nut (cKEN32D)| 43 9 CKFN32T-6, 8,10,12,16, 20, 25
(CKkFN4D) | 595 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

% Jet Coolant type for the cutter with a cutter dia.
larger than shank dia. is also available.

CKFN25-20MN
32-25MN
42-32MN

% The front nut for direct chucking is also available.
e.g. CKFN20-20D, CKFN25-25D,
CKFN32-32D
% The Code No. fitted with O-ring is ;
e.g. CKFN20-20DC, CKFN25-25DC,
CKFN32-32DC

32
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’/ MINI-MINI CHUCK  experr for SMALL DIA. END MILLING

Clamp/Unclamp

in-1
30,000min™ & G2.5 just with a wrench.

Gripping from Front Nose
Run-Out Accuracy :

3um at 4D . Within 3um.
ol 5¥ —ap——
®D:
. - Dimension marked %
High Speed 4 is ¢52.4 for MMC12.
Chuckin . q
TAPER Code No. Rar‘:ge'q,,% L ¢D:1 | L: Lz Collet MAX.min-L | Weight(kg)
BT30-MMC 4-105 1~ 4 15 30 43 (MPK 0.9
No.30 -MMC_ 8-105 2~ 8 105 20 36 | 42 30,000 0.9
-MMC 12-105 4~12 30 35 44 | (PMK12) (VMK12) 1.1
BT40-MMC 4- 90 1~ 4 B 15 30 43 1.2
-MMC 8- 90 36 42 1.2
No.40 -120 120 43 | 72 30,000 1.3
-MMC 12- 90 90 35 44 1.4
4~12 30
-120 120 60 74 1.5
BT50-MMC 4-105 1~ 4 105 15 30 43 (MPK 4> 3.8
-MMC 8-105 36 42 3.8
-135 2~ 8 135 20 43 72 3.9
No.50 -165 165 43 | 102 20,000 4.0
-MMC 12-105 105 35 44 4.0
-135 4~12 135 30 60 74 4.1
-165 165 70 104 4.2
*Wrench is supplied as standard. Collet is available as an option. Explanation of the Code No.
*MMC12 is a NEW type, therefore, Old style collets for MMK12 can not be used with it. Please Use VMK12 or PMK12 Collets.
*Centre Coolant Through type MINI-MINI Chuck is available MMC8 and MMC12 type only. - B
Please add the letter "C" to the Code No. e.g. BT40-MMCB8C-90 IZ&~ P.106 Nominal Gauge Length

*MPK, PMK, VMK collet is available as an option. Please refer 75~ P.32 Chucking Capacity
Symbol of Minimini chuck
Shank No.

PMK Collet - - -+ Please select PMK collet for the MINI-MINI Chuck without coolant through capability.

Explanation of the Code No. PMK Collet Code No
é‘f 8] ' MPK 4-1,15,2,25,3,35,4
ID of Collet

—_——— PMK 8-2,2.2,2.4,°++3,++*4,+++5,+-+6,+++7, 8 (each 0.2mm)
Style No. PMK12-4,5, 6, 8, 10, 12
Symbol of PMK Collet *Please note the acceptable shank tolerance of MPK Collet is hs.

*Even the gripping range of PMK collet is 0.2mm/dia. (e.g. PMK8-2 : 1.8~2.0),
but the shank tolerance of he is highly recommended for precision machining.

VMK, VMK-J Collet ---+ For centre through tool coolant type MINI-MINI Chuck ; VMK Collel Coda No.
- Standard VMK collet is for the cutting tool with coolant hole. VMK 8-2J 3J.4J 5J 6J.8J
+VMK-J collet is for the cutting tool without coolant hole. VMK12-4J 5J 6J.87.10J 127

J 1 With Jet Spread Groove
1D of Collet Jet Spread Groove (J type)

tyle No.
Symbol of VMK Collet

A straight Shank MINI-MINI CHUCK

— ‘wi“g/cmlet
Y\ — —

Explanation of the Code No. % l @ *Please note the acceptable shank tolerance is he.
= L *VMKB8-2J is Jet Spread Hole type.
12]- = )
T E\Ion : Without Jet Spread Groove T
Si

®D1
Style Code No. Ch“""‘g%Range L ®D: Ls 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 05,07
K32-MMC12-170S 4~12 170 30 120 50 1.0

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



A/ ANNIVERSARY TYPE VC HOLDER

With TiN Bearing Nut
MAX. 40,000min-1 & G2.5
Run-Out Accuracy : Within 3um at 4D

G No. (Option)

Y G sl

e A\l 11
=T ¢C ¢C1

VC \\JM el |
I3 i
High Speed L—
TAPER Code No. D L 2 | 21 | c | c1| H (gp't\ilgh) W(i'g)ht MAX. min1|  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| 9 | 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 40.3 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 3.9
-135 | 2.0~ 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 24.6 41| 20000
-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.
Xblense add R at e end of Cote No.fo Rust Proot Teament VG Holder 6.9- BTAONCISE0RP. o [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.) Chucking Capacity
*All series are for High Speed Rotation. Symbol of VC Holder

—®Shank No.

VCK Collet VCK Collet Code No.

— N I':Hj VCK 6-2, 3, (3.175), 4,5, 6
_ JQ_—%ﬁ - VCK13-3, (3.175), 4,5, 6,7, 8,9, 10, 11, 12
————

*The acceptable shank tolerance of VCK collet is hs.
*Inch series is also available.
VCK 6-1/8, 3/16, 1/4 VCK13-1/8, 3/16, 1/4, 5/16, 3/8, 7/16, 1/2
*VCK6-3.175 is same as VCKG6-1/8.
*VCK13-3.175 is same as VCK13-1/8.

\

e
/

M Jet coolant splash with J type Nut. B Easy, safe and reliable handling with GH Handle
J type Nut Code No. » . Cap & Wrench Code No. The nut has no notches for high speed rotation and GH
VC 6: VCN- 6BJ l VC 6 type Cap, Wrench : SKJ10-TJ, SKIL-10 g?gféeog?ﬁe“ggﬁiggggnnsftc‘”{%gi';gml? t;gntsemng
VC13: VCN-13BJ . | VC13type Cap, Wrench: SKII6-LL SKIL-16 g hetantial improvement for quality of safety, reliability
QJ s The caps and wrench of SK10typeand  and operational efficiency will be obtained. reliability and
SK16 type can be used for VC6 type and  pperational efficiency will be obtained.
I VC13 type respectively.
Changeable Lever
I I - GH Handle Code No.
k‘ VC 6: GH10
2 VC13 : GH16
. . - . o o, S
Cap.W|th triangular grooves Cap with O-.rlng Torque adjustable GH Handle\\k;”g
The jet coolant pressure creates For oil hole cutting tool

a tornado effect.

Tightening Loosening

34
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%0012

'/

MAJOR DREAM
HOLDER

PR,

Dampening Effect

TiN Bearing Effect

S MDSKG6

MAJOR DREAM HOLDER

G No. (Option) |
Hl——
%‘%W
L S e i |1 loc

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

H*

—

|

- L1

\ Series Addition Ll
W MDSK1
MDSK \\\7\:“’ SK13 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 Ll | L2 | clct|H| Hi |GNo (Option) Veight
. . (Option) (k9) Collet
NBT30-MDSK 6- 50 50 195 200 | 73 05
- 60 ~ 60 25.5 208 8 |, _ ] 0.6
~25 | 30~6.0 (| 162 =572 195 [5yg 1o | 213 | SKG- 8 07
- 90 90 55.5 25.0 | 113 0.8
-MDSK10- 50 50 19.0 275 | 72 05
- 60 60 257 286 | 82 SKG-12L 06
No.30 5 3.0~10.0 = 18.0 55 27.5 5o 30~-50 08
- 90 90 58.7 332 [ 112 0.8
-MDSK13- 60 60 29.0 34.0 | 83 | 31~43 0.8
- 75 | 3.0~13.0 [ 75 | 220 [ 450 | 330 [362| 98 | ., . | SKG-5 08 | CSKI3 A)
- 90 90 60.0 38.3 | 113 0.8
-MDSK16- 75 | . _ 75 475 60 | 45~60 | SKG-12L 1.1
- 9p | 39160 55| 280 5551 400 | 400 25570 | SKG-12 13
NBT40-MDSK 6- 60 60 18.0 19.5 | 86 0.8
75| 0 oo [T5 33.0 21.9 | 101 0.9
-90 | *V7°" 90 | 16.2 | 48.0 | 19.5 [ 24.0 | 116 | 21~35 | SKG- 8 11 |CSK6A)
-105 105 63.0 26.1 | 131 1.2
120 120 78.0 28.2 | 146 1.4
-MDSK10- 60 60 19.0 275 | 86 1.1
- 75 75 33.0 29.6 | 101 1.3
- 90 | 3.0~10.0 | 90 48.0 31.7 | 116 15
105 1051 180 o301 275 FaagTyay] 3050 | SKG-12L T
120 120 78.0 35.9 | 146 1.8
-150 150 110.0 40.4 | 176 52
-MDSK13- 65 65 24.0 33.0 | 91 1.2
- 75 75 33.0 34.6 | 101 1.4
No.40 - 90| .0 4aq [0 48.0 36.7 | 116 1.7
. 105 |~ Y 1105 | 22.0 | 63.0 | 33.0 | 38.8 | 131 | 31~60 | SKG-15 18 | CSKI3 A)
-120 120 78.0 40.9 | 146 2.0
-150 150 110.0 45.4 | 176 24
-180 180 144.0 50.1 | 206 26
-MDSK16- 65 65 24.0 40.0 | 91 | 45~60 1.2
- 75 75 33.0 41.4 | 101 15
- 90 | 3.0~16.0 | 90 48.0 435 | 116 1.9
105 105 | 230 640 | 400 458 [ 131 | 45~70 | SKG-18L 2.0
120 120 80.0 48.0 | 146 22
-150 150 113.0 526 | 176 25
-MDSK20- 75 75 41.2 51.3 | 80 SKG-12 1.9
- 90 | 40~20.0 [ 90 55.0 532 | 95 SKG-12-55L | 2.1
105 105 | 222 [ 700 | *80 522 (110 99~ [ skG-12-70L | 23
120 120 85.0 532 | 125 SKG-12-85L | 26

*Please use A type SK collet for the end milling operation. IZ5~ P.39
*Please refer [Z5~ P.43, P.44 for the Jet coolant system, J type nut and cap.
% GH handle is available as an option. IZZ~ P.30 Please order with the Code No. GH6 : MDSK6 &, GH10 : MDSK10,
GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25
*Please add “P” at the end of Code No. for high speed specification, e.g NBT40-MDSK10-60P
Y Holder with an adjust screw for axial adjustment is supplied as an option. Please contact us.

Explanation of the Code No.

NET40| - [MBSKG-Bg

——eShank No.

Nominal Gauge
Length

Chucking Capacity
MAJOR DREAM HOLDER

MAX. min-t
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 20000 -MDSK16-P
-MDSK20-P ’ -MDSK20-P
-MDSK25-P 15,000




A migmmee B 6reed MAJOR DREAM HOLDER

Holder with an adjust screw for axial adjustment

Dampening Effect is supplied as an option. Please contact us
- - G No. (Option) | H*
TiN Bearing Effect HL—
' m
~ @ | L o J ah
| MDSKG6 |

- L1

—

N Series Addition —
‘ MDSK1 L
MDSK \\\\5 SK13 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 L|Lr| L2 | C|cC1|H* H1L |GNo.(Opton) V‘(ﬁ'g)h‘ Collet
NBT50-MDSK 6-105 105 48.0 24.0 | 116 3.6
120 3.0~6.0 120 16.2 63.0 19.5 56.1 | 131 21~35 SKG- 8 37
-MDSK10-105 105 48.0 31.7 | 116 4.3
-120 120 63.2 33.8 | 131 SKG-12L 4.4
-135 | 3.0~10.0 | 135 | 182 | 78.2 | 27.5 | 35.9 | 146 | 30~50 47 | CSKI0 AD>
-165 165 110.2 40.4 | 176 5.0
-195 195 141.2 44.8 | 206 5.3
-MDSK13-105 105 48.0 36.7 | 116 4.2
-120 120 63.0 38.8 | 131 SKG-15 4.7
-135 | 3.0~13.0 | 135 | 22.0 | 78.0 | 33.0 | 40.9 | 146 | 31~60 50 |CSKi3 A>
-165 165 110.0 454 | 176 5.3
-195 195 144.0 50.1 | 206 5.6
No.50 -MDSK16-105 105 48.0 435 | 116 4.1
-120 120 64.0 45.8 | 131 SKG-18L 4.9
-135 | 3.0~16.0 | 135 | 23.0 | 80.1 | 40.0 | 48.0 | 146 | 45~70 52 | (_SK16 A D
-165 165 114.7 52,6 | 176 N
-195 195 144.6 52.8 | 206 5.8
-MDSK20-105 105 42.3 51.4 | 159 4.9
-135 135 72.0 55.6 | 175 SKG-22 5.3
-165 | 4077200 65 252 000 | *890 598 | 205 | 4780 5.9
-195 195 132.0 64.0 | 235 6.7
-MDSK25-105 105 42.3 57.2 | 159 4.9
-135 135 74.0 61.6 | 175 SKG-28 5.7
-165 | 807254 465 | 270 [105.0 | %0 [66.0 [ 205 | 207 6.5
-195 195 135.0 70.2 | 235 7.5
*Please use A type SK collet for the end milling operation. IZ5~ P.39 Explanation of the Code No.
:lear?:nrglf:riéﬁﬁéﬁé e ié"ééﬂirfe%éc’»'fa"é SP)EE:sn;oerZ'rjsviTEttﬁgdcz%% No. GH6 : MDSK6 &, GH10 : MDSK10, e Nomina| Gauge
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
Y 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 3ym SK 6-3A, 3.175A, 4A, 5A, 6A

> g% SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A
SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A
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

*The acceptable shank tolerance of A Type collet is hs.

SK

36
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A SLIM CHUCK HigH speeD RoTaTIoN - Hic ACCURACY

GNo. (Option)
H

—

ﬁﬁc
f——
GNo. (Option)
fe—— H—>
—D¢ﬁ§ﬂc
SK e oc] [[H]eo
Photo shows SK10 type. W .
When SK J type nut is used, the total chuck length will be extended by 6mm. \ — PAT.
TAPER Code No. D L 2 | 8| c| o H (gp';‘c%') V"(ek'g)ht Fig | SK Collet
BT30-SK 6- 60 60 | 33 | 33 195 0.7 1
-90 | 07 ~60| 9 | 5 | 65 | 195 | ,, |21~35/SKG-8| 0.7 : SK 6
-120 120 | 62 | 95 0.8
-SK10- 45 45 | 22 | 22 SKG-125 0.8
- 60 60 | 35 | 35 0.9
- 75| 175~10.0 | 75 | 50 | 50 | 27.5 | 275 |30~50 o . .| 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 11
No.30 —90 ] 275130 s 5 1 33 | 33 | 31~g5 [SKGI5 (sK13)
-120 120 | 95 | 95 1.2 1
-SK16- 60 60 | 37 | 37 45~60 1.1
= 151 p75~160 2|52 | 52 | 40 | 4 | 45~65 i BEY
-9 | < “ 19 | 67 | 67 SKG-12 | 1.2
-120 120 | 97 | 97 40~70 |SKG-18] 1.3
-SK20- 60 60 | 37 | 37 65~70 |SKG-12S 0.7
- 75| 385~200 | 75 | 52 | 52 | 485 | 485 | 70~75 [SKG-12L| 0.9
- 90 65~75 1.2
SK25- 90 | 75~254 | 0 | 67 | 67 o155 [B575 K125 (SK25)
BT40-SK 6- 60 60 | 30 | 30 19.5 1.0 1
- 90 90 | 51 | 60 1.1
o0 07 ~ 80 = o |90 195 | 32 | 21~35 SKG- 8 |, 2
-150 150 120 25 15 3
-SK10- 60 60 | 32 | 32 1.1
T 75 | 45 | 45 218 12 | |
- 90 90 | 48 | 60 1.2
120 1 4 75~10.0 | 120 90 | e |0 | sos kgl 14| -
-150 : : 150 118 ~ | 345 " 1.6
-180 180 | 73 | 148 1.6 9
-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 —o; 18] 33 31~65 SKG-15 —°g (SK13)
No.40 -180 180 | 88 | 148 2 1.8 .
-200 200 168 2.0
-250 250 218 2.4
-SK16- 60 60 | 32 | 32 50~65 |SKG-185 1.3
- 75 75 | 43 | 43 40~67 1.4
- 90 9 | 58 | 58 15
-120 120 | 88 | 88 1.7
150 | 2797180 g s [1as | 0 | 40 40~70 |SKG-18L_1.9
-180 180 | 148 | 148 2.0
-200 200 | 168 | 168 P
-250 250 | 218 | 218 2.7 1
-SK20- 60 60 | 32 | 32 47~60 1.3
" 51 g5~200 1245 485 g5 ags T okgan 1h
- 90 9 | 60 | 60 A7~80 1.6
-120 120 | 90 | 90 2.0
-SK25- 75 75 | 47 | 47 g5 75 SKG12| 1.7
- 90| 75~254 | 90 | 61 61 | 55 | 55 sKG2g 18 (SK25)
-120 120 | 91 | ot 55~85 2.0




GNo. (Option)
H

—

A SLIM CHUCK HigH speeD RoTaTION - Hic ACCURACY

T

GNo. (Option)
I_\KLT\ onen
L

g g s e

SK \ . : act o IH]
Photo shows SK16 type. < i .
— PAT.

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

-8

TAPER Code No. D L 2 01 € C1 H (%p'g'o?{) W(ek'g%ht Fig | SK Collet
BT50-SK 6-105 105 | 55 | 64 3.8
-135 135 92 32 3.9 2
es| 07 ~ 680 e oo iz 195 21~85 SKG- 8 —,)
-200 200 151 30 4.2 3
-SK10-105 105 | 57 | 57 275 4.2 1
-135 135 | 70 | 92 - 4.4 5
-165 165 114 46
-200 | 1.75~10.0 | 200 151 | 275 | 36 |30~50 |SKG-12L| 4.8 (SK10)
-225 225 | 75 | 178 m 5.0 :
-250 250 203 5.2
-300 300 253 60 5.6
-SK13-105 105 | 62 | 62 - 45 )
-135 135 92 4.7
-165 _ 165 122 _ 4.9 2
00| 275130 505 9o 57| 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 a0 47 ’
-135 135 | 92 | 92 4.9
165 | 575160 | 165 122 | 49 90 | 40~70 [ska-1eL—21 | 2
-200 200 | oo [ 157 - 5.5
-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 oo T y57 [ 15y | 48:5 | 485 | 4780 [SKG22 7,
-250 250 | 207 | 207 6.1
-300 300 | 257 | 257 6.8 ]
-SK25-105 105 | 62 | 62 5.2
-135 135 | 92 | 92 5.4
-165 165 | 122 | 122 5.6
500 | 757254 oo Ties 15, | 55 | 55 |50~85|SKG28 — (SK25)
-250 250 | 207 | 207 6.7
-300 300 | 257 | 257 7.4

*Please refer IZ=~ P.57 for use as Tap Holder for Synchronized Tapping.
% 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
*Please refer [Z&~ P.41, P.42 for High Speed Slim Chuck (40,000min-t)
*All Slim Chucks can be used for Centre Through Coolant type. Please refer [Z&~ P.44 for Centre Through Coolant Adjust Screw

and [Z&~ P.240 for Centre Through Pull Stud.
*Please refer [IZ5~ P.105 for High Pressure (MAX.7MPa) Centre Through Coolant type. % Please refer [Z5~ P.107 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

— mmE

BT15 Shank
TAPER Code No. D Ll 2| e | c| | H |Gion Vo8 Fig | sk Colet
BT15BR-SK 6- 40 40 | 26 | 26 21~30 [SKG- 6] 0.10
- 55| 07~ 60| 55 | 39 | 39 | 195 | 195 |, _ac oo ol 014
No.15 - 65 65 | 49 | 49 0.15 1
-SK10- 40 40 | 26 | 26 30~37 0.14
—e| 175100 — 173 a1 | 275 | 275 e 1SKG- BL—io

*BT15BR is the solid tool integrated with pull stud for BROTHER.

*BT15HW is the solid tool integrated with pull stud for HOWA.

% BT20P and BT25M are the solid tools with integrated with pull stud without drive key groove for MAKINO SEIKI.
e.g. BT20P-SK10-40S, BT25M-SK16-70

% S20T is the short taper tool for SUGINO. BT15BR 38
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39

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

Il

Explanatlon of the Code No.

[SK][10]- @
Non: Standard
P:P class (Run-out Accuracy=3pm)
A:A type (for End Mill Shank)
M

IAX. Chucking Dia.
Style No.
Symbol of SK Collet

. 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- 0.8 |0.7 ~0.8 SK13- 3 2.75~ 3.0 SK16- 3 2.75~ 3.0 SK20- 4 85 =4 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~ 40 -4 35~ 40 -5 45 ~5.0 - 12 11.5~12.0
-15 |13 ~15 -45 |40 ~ 45 -45 |40~ 45 -55 |50 ~55 - 16 | 155~16.0
- 1.75 [1.55~1.75 -5 45 =50 -5 45 ~50 -6 55 ~6.0 - 16,5 | 16.0~16.5
-2 1.8 ~2.0 -55 |50 ~55 -55 |50~55 -65 [6.0~65 - 17 16.5~17.0
- 2.25|2.05~2.25 -6 55 = B -6 5.5 = 60 -7 6.5 ~7.0 - 175 17.0~175
-25 [23~25 -65 |60 ~65 -65 |6.0~65 -75 |70 ~75 - 18 17.5~18.0
- 2.75|2.55~2.75 -7 6.5~ 7.0 -7 6.5~ 7.0 -8 75 ~8.0 - 185 | 18.0~185
-3 2.8 ~3.0 -75 |70~75 -75 |70~75 -85 |80 ~85 - 19 |185~19.0
-35 |30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~9.0 - 195 19.0~19.5
-4 35 ~4.0 -85 |80 ~85 -85 |80 ~85 -95 19.0~95 - 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 =50 -95 |90~95 -95 190 ~95 - 10.5 |10.0~ 10.5 - 21 20.5~21.0
-55 |50 ~55 -10 |95 ~10.0 -10 |95 ~10.0 - 11 |105~11.0 - 2151 21.0~215
-6 5.5 =60 - 10.5 | 10.0~10.5 - 10.5 | 10.0~10.5 - 115(11.0~115 - 22 21.5~22.0
SK10- 2 1.75~2.0 - 11 |105~11.0 - 11 10.5~11.0 - 12 |115~120 - 225 22.0~225
-225(20 ~2.25 - 115 |11.0~-115 - 115 11.0~115 - 125(12.0~125 - 23 | 225~23.0
-25 [225~25 - 12 |115~120 - 12 11.5~12.0 - 13 |125~13.0 - 235 23.0~235
- 275|125 ~275 - 125 |12.0~125 - 125 12.0~125 - 135 (13.0~135 - 24 | 235~240
-3 2ull5= 30 - 13 | 125~13.0 - 13 | 125~13.0 - 14 |135~14.0 - 245 | 24.0~245
-35 [30~35 - 135 | 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 35 ~4.0 - 14 | 135~14.0 - 15 |145~15.0 - 254 | 25.0~25.4
- 45 |40 -45 - 145 | 14.0-145 - 155 /150-155 el G s e e,
-5 45 ~5.0 - 15 14.5~15.0 - 16 |[15.5~16.0
- 55 [5.0 ~55 - 155 | 15.0~155 - 16.5 |16.0~ 16.5
-6 55 ~6.0 - 16 15.5~16.0 - 17 |165~17.0
-65 [6.0~65 - 175 (17.0~175
-7 65 =70 - 18 |17.5~18.0
- 75 [10-75 - - - 185 180~ 185
-8 |75 -80 ; ﬁ - 19 |185-190
-85 [80~85 - 19.5 [19.0~ 195
-9 [85-~90 "H Q‘ : - 20 |195-200
- 95 90 ~95 Collet removal (SKR-6) is supplied as standard
-10 95~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

W “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 3pm

B“A” type SK collet for endmill

The acceptable shank tolerance ids hs.

SK Collet A type

SK 6-3A, 3.175A, 4A, 5A, 6A

SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A

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

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




Y /A Straight Shank SLIM CHUCK

Suitable for Multi-Lock Milling Chuck

K-SK Fig. 1 Fig. 2

Explanatlon of the Code No. ’ SK Collet

G No. (Option G No. (Option) | H
[sK] @ - H e 1
4
Length = ) _ J_L - - D L C
MAX Chucklng Dia. @ QJ ¢Vd ¢?2 CPVC ¢D¢§C @ F q:;d q>$:z Tgl
S

=i

BRI R W,
Symbol of straight shank L L
Code No. D ) 6o jc| o [c2|W| H | Goion eaM egiscone
K20-SK 6-100, 120 0.7~6.0 37,57 195 27 . 21~35 | SKG-8 02,02 | 1|SK6)
-8K10-100, 120 1.75~10.0 40, 60 275 275 30~50 | SKG12L | 03,03 |2
K22-SK 6-100, 120 0.7~6.0 37,57 _ 195 _ 27 . 21~3 | SKG8 02,02 1 |(SK 6)
-SK10-100, 120 1.75~100 40,60 275 275 30~50 | SKG12L | 0303 |2
K25-SK 6-100, 130 0.7~6. 3,62 195 q || 2~% [ SKG8 | 0303
-8K10-120, 150 1.75~10.0 50,80 275 30~50 | SKG-12L | 04,05
K32-SK 6-120, 140, 170 07~60 | 456563 | 5373100 |195| 32,3224 21~35 | SKG8 | 05,0505 |1|(SK6)
-8K10-120, 150, 180, 210 | 1.75~100 | 45,75,75,75 |53,83, 111, 141| 275 | 32,32,315,335 | 37 | 27 | 30~50 | SKG-12L | 0.6,0.7,08, 1.0
-SK13-120, 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 | 07,09, 1.2, 1.4
-SK20-120, 150, 180 35~200 | 58,88, 118 ) 485 ' 40 | 41| 47~80 | SKG22 | 09,1317 |2 |(SK20)
-8K25-150 75~254 88 55 42 | 46 | 55~65 | SKG-18L 13 (8K25)
K42-SK 6-150, 170 0.7~6.0 52,62 61,78 | 195 3 21~35 | SKG-8 10,11
-SK10-150, 180 1.75~100 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 o1 | (SK13)
-5K16-150, 180 2.75~16.0 58, 88 - 40 - 45~70 | SKG-18L o
-8K20-150, 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=¢19.5) : SKL-6W, SK10: SKL-10, SK13: 9HC12A, SK16: 9HC16, SK20: 9HC22, SK25: 9HC25 )

*Please refer 55— P.39 for SK Collet. Y All Slim Chucks are Centre Through Coolant type.
*Please refer 55~ P.44 for adjust screw (G No.).

A straight Shank SLIM CHUCK ULTRA LONG TYPE

ULTRA LONG SLIM CHUCK
Axially Adjustable

:

L=250 : M=145~200
L=300 : M=195~250

-~

( il
$25 ‘ﬁLJ\é\/yJQ)D $27.5
S-SK ,
Photo. shows solid carbide type. Eg%% E§§§ .
Solid Carbide type is also available. L
Please add “X” to the Code No. e.g. S25-SK10X-250, S25-SK10X-300
Chucking Range| Length Over Hang Length| G No. Weight
Code.No. 2 .
D L M (Option) |  (kg) Collet
$25-5K10-250 250 223 145~200 0.9
@ 1.75~10.0 SKG-128
$25-5K10-300 300 273 195~250 1.1
*Nut, Adjust Screw (G No.) and Collet Extractor are supplied as standard. % Spanner “SKL-10" is available as an option. i S18-SK6-200 i
*Please refer IZZ~ P.39 for SK collet. % Please add “C” at the Code No. for Centre Through Coolant type. e.g. S25-SK10C-250 q)187’ %TPH) 5
% S19.5-SK6-200 is also available % Please refer IZ&P.44 for adjust screw (G No.). T 1‘ 200 oy .
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A/ HIGH SPEED SLIM CHUCK

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

Explanatlon of the Code No

\ - [BT40]-[sK .
% & No,(opion)
4)?1 H collet
@% Chucking Capacity
iD_M_L‘FqﬂC Symbol of Slim Chuck
\ f L& ®b L ———eShank No.
> \.\% Pﬂl Ca—
g 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 Ll 2 |&|cCc | H | option)| (min) collet (ka)
BT30-SK 6- 60P 60 | 33 | 33 195 0.7
-90P |07 ~ 6.0 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 08
- 60P 60 | 35 | 35 D) 0.9
- 75P | 1.75~10.0 | 75 | 50 | 50 | 27.5 | 27.5 | 30~50 SK10 1.0
) 90 | 65 | 65 SKG-12L | 40,000 10
-120P 120 | 95 | 95 1.1
-SK13- 60P 60 | 35 | 35 31~50 1.0
- 75P 75 | 50 | 50 1.1
No0.30 —o0p | 2757130 oot es e | 38 | 33 | 39~g5 | SKG1S (SK13) o
-120P 120 95 | 95 12
-SK16- 60P 60 | 37 | 37 45~60 1.1
- 75P 75 | 52 | 52 il 1.2
“o0p | 2757180 oo e 67 | 40 | 40 | 4576 e 12
-120P 120 | 97 | 97 40~70 | SKG1BL| o oo 1.3
-SK20- 60P 60 | 37 | 37 65~70 | SKG-12S| 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 | 0 | 8 | ®7 55 55 5575 | KE2 (SK25) | 15
BT40-SK 6- 60P 60 | 30 | 30 195 1.0
- 90P 9 | 51 | 60 _ 1.1
Toop | 07 ~ 80 45 o %0 195 | 32 | 21~35 | SKG- 8 =
-150P 150 120 25 15
-SK10- 60P 60 | 32 | 32 o 1.1
- 75P 75 | 45 | 45 : 1.2
" 0P 1 175~100 - 201 48 L 80 1 or5] 40 | 30~50 | skataL 12
-120P 120 90 20,000 1.4
-150P 150 | 73 | 118 345 ’ 1.6
-180P 180 148 39 16
-SK13- 60P 60 | 28 | 28 1.2
- 75P 75 | 43 | 43 . 1.3
- 90P 90 | 58 | 58 1.4
205 2757130 45 a8 | 33 31~65 | SKG-15 (SK13) o
No.40 -150P 150 | 88 | 118 % 18
-180P 180 148 1.8
-SK16- 60P 60 | 32 | 32 50~65 | SKG-18S 1.3
- 75P 75 | 43 | 43 40~67 1.4
- 90P 9 | 58 | 58 15
120p | 277100 a0 Tes [me | 0| 0|, | seaL 1.7
-150P 150 | 118 | 118 25 000 19
-180P 180 | 148 | 148 ’ 2.0
-SK20- 60P 60 | 32 | 32 47~60 1.3
" TSP | 35000 2145 145 | es | 4gs AT g 1.4
- 90P 90 | 60 | 60 47~80 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.40,000min & G2.5 g

G No. (Option) Symbol of High Speed
[ Nomlnal Gauge Length mm m
$C1 H collet
[ -]
‘ ﬁé&; Chucking Capacity
' ’_‘;*U_M_L‘F f Symbol of Slim Chuck
i \1‘\\3* \m 1 ”1\‘4;&2% o0 ———eShank 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 | £ | 4| C C1 H (Option)| (min-1) collet (ka)
BT50-SK 6-105P 105 | 55 | 64 3.8
-135P 135 92 32 3.9
2651 07 ~ 80 = 60 g 195 21~35 | SKG- 8 i
-200P 200 151 30 42
-SK10-105P 105 | 57 | 57 27.5 42
-135P 135 | 70 | 92 3 4.4
-165P | 1.75~10.0 | 165 114 | 275 30~50 | SKG-12L (sK10) 46
-200P 200 | 75 | 151 36 4.8
-225P 225 178 40 5.0
-SK13-105P 105 | 62 | 62 3 45
-135P - 135 92 - _ 20,000 47
eep | 2757180 e oo Fop | B - 31~65 | SKG-15 (SK13) i
No.50 -200P 200 157 5.2
-SK16-105P 105 | 62 | 62 40 47
-135P - 135 | 92 | 92 " ) 49
Leop | 2757160 | o 12 40 g5 40~70 | SKG-al o
-200P 200 157 52 5.5
-SK20-105P 105 | 62 | 62 4.3
-135P 135 | 92 | 92 4.6
5~20. ; 5 | 47~ -
esp | 357200 o | 485 | 485 80 | SKG-22 =
-200P 200 | 157 | 157 54
-SK25-105P 105 | 62 | 62 5.2
-135P 135 | 92 | 92 5.4
e 7.5~254 165 122 [ 122 | 5 | 55 50~85 | SKG-28 | 15,000 | (SK25) e
-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: GH13, SK16-P: GH16, SK20-P: GH20, SK25-P: GH25
*Please refer [Z&~ P.43 for TiN Bearing Nut.

*Please refer [Z=~ for SK collet.
*Adjust screw with centre hole IZ5~ P.44 can be used for centre through tool coolant application (MAX. 1MPa). G H Hand |e
Please refer IZ5~ P.44 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

M 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

M 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 TiN BEARING NUT for SLIM CHUCK

Nut of SK-P for GH handle and Nut of SKT/MDSK are same for SK10, SK13 and SK20.
Nut of SK-P for GH handle and Nut of SKT/MDSK are different for SK6, SK16 and SK25.

B SK standard Nut (for C-Spanner) B SK-P Nut for High Speed (for GH Handle)
: - J type C- - ; J type
standard Sfls | Ml TiN Bearing Nut| Spanner standard Sife || TiN Bearing Nut GH Hande
SK 6(¢19.5) SKN- 6WB | SKN- 6WBJ | SKL- 6W o SSK 6(¢19.5)] SKN- 6WB(GH) |SKN- 6WBJ(GH)| GH 6
(Capis opio) SK10 -108 -108J 10 (Capis option) sKi0 -10B(GH) -10BJ(GH) | GH10
Sk13 -138 -138J | 9HC12A SK13  |MDSKN-13B |MDSKN-13BJ GH12
Sk16 -168 -16BJ | OHC16 SK16  |SKN-16B(GH) [SKN-16BJ(GH) | GH16
J type Nut SK20 -20 2BJ | guosn J type Nut SK20  [MDSKN-208  [WDSKN-208) GH20
SK25 -258 -258, SK25 | SKN-25B(GH) |SKN-25BJ(GH) | GH25
B SKT/MDSK Nut (for C-Spanner) B SKT/MDSK Nut (for GH Handle)
n— J type € R J type
standard Style | TN Bearing Nut| Bearing Nut| Spanner standard Style | TN Bearing Nt Bearing Nut BTt
SKT 6/MDSK 6 SKTN- 6B | SKTN- 6BJ |SKL- 6W o SKT 6/MDSK 6 [MDSKN- 68 [MDSKN- 68) | GH 6
(Capis opion) SKTI0/MDSK10|  SKN -10B | SKN -10BJ 10 (Capis option) SKT10/NDSKIO| ~ SKN-10B(GH) | SKN-10BJGH)| GH10
SKT13/MDSK3 -138 -138J | 9HC12A SKT13/MDSK13 | MDSKN-138  |MDSKN-138) | GH12
SKT16/MDSKf6|  SKTN-16B | SKTN-16BJ | OHC16 SKT16 MDSK16 -168 168 | GH16
J type Nut SKT20 WDSK20| KN -208 | SKN -208) | oo J type Nut $KT20/MDSK20 -208 208 | GH20
SKT25/MDSK25 | SKTN-25B | SKTN-25BJ $KT25/MDSK2S -258 258 | GH25

A To keep run-out accuracy high, you are recommended to change nuts periodically when slim chuck is used very frequently.

’/ J TYPE NUT for SLIM CHUCK

nJ type Nut

E‘JT

B
A

T
y
o
|

A
]
"

i

DN
N /\
S Fopeeion | TSR O
For standard drill. For reamer. For tap. For special cutter. °L§¥,ﬂ%ﬁ,ﬁ?§,gﬁﬁ gsle_)l dl-l;llt is also
J type nut and cap fit all existing Slim Chuck.
J type Nut Code No. Wrench %
Style SK SKT/MDSK Cap Code No. Code No.
SK 6(¢18) | SKN- 6J* - J 3
SK 6(19.5) | SKN- 6WBJ | MDSKN- 68 | 0 33,4,42,5,6 SKiL- 6
SK10 SKN-10BJ | SKN-10BJ(GH) | SKJ10-3, 4,5, 5.5,6,6.2,6.8,7,8,8.5,10 SKJL-10
SK13 SKN-13BJ | MDSKN-13BJ
ot o K16 SKN-16BJ | MDSKN-1gBJ | o1& 8.5, 10,103,12, 125,14, 16, 16|  SKiL-16
SK20 SKN-20BJ | MDSKN-20BJ
R SKN-25BJ | MDSKN-258, | SK/258,10,12,16,17.3,20, 25 i
contamination *When SK J type nut is used, the total chuck length will be extended to 6mm.
SK-J Nut MDSK-J Nut *SKN-6J maked 3 is not TiN Bearing Nut.

% The contamination of the swarf and the rust can be prevented even without coolant through application.

*The different ID hole is available as an option. Please contact us.

*The cap with O-ring at ID for oil hole drill is also available. e.g. SKJ10-4C

*When the ID hole will be machined at your side to buy a cap without hole, the centering of the cap is important. Please contact us.

AY/ HANDLE / SPANNER / WRENCH NIKKEN

M Handle for Milling Chuck M Spanner for Slim Chuck B 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) | 9HCI12A SK6 (C=¢19.5mm) | SKL-6W NPU13 NPUL-13
C16 9HC16 SK10 SKL-10
C20 9HC22 SK13 9HC12A

C25 (C1i=¢p55mm) | 9HC22 SK16 9HC16

C25 (C1=¢60mm) | 9HC25 SK20 9HC22

C32 (Ci=¢64mm) | 9HC25 SK25 9HC22

C32 (C1=¢69mm) | 9HC32
c4a2 9HC42




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.

4o By a B L L ==
N %—_’T N %‘T
Figl °© Fig2 ° Fig3 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
Explanation of the Code No. of the with centre hole for Standard Slim Chuck

Adjust screw for Standard Slim Chuck

e.9.[skcl-
€.g. - ' None, A : Centre hole indication
None, -J : Symbol of adjust screw used with J type nut (Fig.5) H - With centre hole
8,

None, S, L : Length indication I 3}2, 18, 28 : Screw size
12,18, 28 : Screw size Symbol of adjust screw

Symbol of adjust screw

Style Adcjzgztesl\%.ew Fig. Slim Chuck Code No. Style | Screw Size Adcjlésdtesl\%?w Fig. 'B?;? Cutte[;iihank V\xf’drlﬁh
SK 6 SKG- 8 1| All SK6 Slim Chucks SK10 W12 SKG-12H o4 H6~ 3
SK10 SKG-12L 1 | All SK10 Slim Chucks except below SKG-12HA $2.5 b4~ 2

SKG-128 2 | BT30-SK10-45, HSK50A-$K10-90, HSK63F-SK10-90 SK13 | Mi5P1.0 SKG-15H o4 d6~ 3
SK13 SKG-15 1 | All SK13 Slim Chucks ) SKG-15HA $2.5 b4~ 2
SKG-18L 1 | All SK16 Slim Chucks except below M2 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 M8 P15 SKG-18H 3 ®72| 10~ 6
SKG-18S 2 | BT40-SK16-60 SKG-18HA 35| b~ 3
SKG-22 1 | Al SK20 Slim Chucks except below Mi2 SKG-12H P4 | b~ 3
T SKG-12 2 | BT30-SK20-90 SK20 SKG-12HA $25| 4~ 2
SKG-12L 1 | BT30-SK20-75 M22P15 | SKG-22H ¢8| 10~ 5
8KG-128 2 | BT30-SK20-60 Mi2 SKG-12H ¢4 | pb~ 8
SKG-28 1 | Al SK25 Slim Chucks except below SK25 SKG-12HA $25| d~ 2
$K25 SKG-12 2 | BT30-5K25-00, BT40-SK25-75 _| M28P20 | SKG-28H 012 | pi6~ 8
SKG-12F | 2 | NCG-46-5K25-0 e o s g W 3
*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
schew for High Pressure Coolant Slim jChuck Style A%gztesﬁgéw Fig. I-Dl?al‘e CuIIeDriihank Slim Chuck Code No. \I\xﬁﬂﬁh
e.g.[ske|[10]- [B] - SK 6 | SKG 6- 6HG 25| o4~ | All SK6C/SKGF Slim Chucks 2
s sre K10 gﬁg}g}g:g ; ¢“Z‘5 $2~ All SK10C/SK10F Slim Chucks :
used with J type. r.1ut (FIg.S) SKG13-10HG ¢4 (])6~ 1
TR e SK13 | Sxa13-10HGA 25| oi~ All SK13C/SK13F Slim Chucks 5
. 1031“3"220'5 F‘Echr:‘:ve:fz‘ge coolant SKG16-12HG Al SK16C/SK16F Slim Chucks except below
6. 10, 16, 25 - Slim chuck syle SKG16-12HGB BT40-SK16F-90
Symbol of adjust screw 72| ¢to~ HSKA40A-SK16C-120, HSK50A-SK16C-120 6
SKG16-10HG ’ HSK63A-SK16C-120, 150, HSK100A-SK16C-120
NC5-46-SK16C-90, -120, NBT40-SK16C-60, NBT30-SK16C-75
SK16 | SKG16-12HGE NBT30-SK16C-60
o N A NCAT) - NS toal oht HSK o012 SKG16-12HGA Al SK16C/SK16F Siim Chucks except below
be used at high pressure centre through tool coolant SKG16-12HGBA BT40-SK16F-90
application (MAX.7MPa) . 35| ¢5~ | HSKA40A-SK16C-120, HSK50A-SK16C-120 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, NBT30-8K16C-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-SK25C-135
NBT40-SK16F-90. SKG20-12HG NC5-46-SK20C-120, NC5-53-8K20C-120, NBT30-SK20C-90
Please refer adjust screw for oil hole holder. SK20 ¢6.8| ¢10~ |HSK100A-SK20C-150, -200 5
SKOE"P.111, MOK 75~ P.109 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
Sz sastaan | | 0| " [BTAO-SK25C-90, NC-63-SK25C-135 :
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.
*The steel made adjust screw for SK10 or SK16 is available. For Drill %

Please add “-FE” at the end of Code No. e.g. SKG10-10HG-FE
For Tap %
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’/ NC DRILL CHUCK

Being given favorable reception for its Compactness,
High Precision & High Rigidity.
M 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
Groove for to ensure the safety in unmanned operation.
Wrench M Chucking torque three times as large as ever before. There
is no possibility of slipping-off of the carbide drill etc.

3 Times Larger
Chucking Power

l— 0 —

Chucking Length (£)
p NPU 8:18.8mm

BT-NPU

¢ NPU13 : 26.5mm
- PAT.
TAPER Code No. Chucking Dia D v~ —e Weight (kg)
N 30 BT30-NPU 8- 70 0.3~8 38 76.5 83.5 0.7
0 -NPU13- 95 1~13 48.5 102.1 113.1 1.2
BT40-NPU 8- 70 76.5 83.5 1.2
(IT40) -110 0.3~8 38 1155 1225 15
N -155 160.5 167.5 1.7
0.40 "NPUI3- 80 86.1 97.1 15
-130 1~13 48.5 137.1 148.1 2.2
-175 182.1 193.1 2.7
BT50-NPU 8- 85 87.5 94.5 3.8
(IT50) -110 0.3~8 38 115.5 122.5 3.9
N -170 175.5 182.5 4.3
0.50 "NPUI3- 90 97.1 108.1 4.1
-130 1~13 48.5 137.1 148.1 4.6
-190 197.1 208.1 5.2
% Centre Through Type Drill Chuck has different L-length & Code No. =&~ P.106, Pull Stud with Oil HolelZ=~ P.262. “*Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.
*Flange Through Type Drill Chuck has different L-length & Code No. IZ=~ P.108. *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 NIKKEN

Suitable For MULTI-LOCK Milling Chuck

N L Weight
tyl Code No. Chucking Dia
Style J MIN. | MAX. | (kg)
@ D32-NPU 8 0.3~8 65.5 725 0.9
-NPU13 1==13 84.5 96.5 1.4

. D42-NPU 8 0.3~8 5515 62.5 1.2
L D j ~

NPU13 1~13 79.5 91.5 1.7

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 DRILL CHUCK ADAPTER

- — .1 MTaper contact area of more than
HT . 80% ensures reliable drilling with

no chattering accompanied.

JT.No.
TAPER Code No. -L JT. No. D H Hi (© Weight (kg)
No.30 BT30-JTA6-30 1.0
No.40 BT40-JTA6-45, 90 6 17.17 24 4 30 11,14
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.37 is highly recommended.



A SIDE LOCK HOLDER “A” TYPE tor Exo My

¢ — |
—¢D—¢C ——¢D— ¢C
— |
Fig.1 Fig.2
SL,SLA
Il Taper contact area of more than 80% ensures reliable cutting with no chattering.
TAPER Code No. D L C H h ElM ™ 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 3[] -SL 10-60 10 60 30 = — 1 1.2
0. -SL_12-60 12 35 | 20 1o 1.2
-SL 16-60 16 40 22.5 1.2
-SLA20-75 20 75 50 24 15 55~ 70 M14 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 LAELY 1.7
-SLA20-90 20 _ 1.8
-SLA25-90 25 | 90 | 0 | 2 | 2 | g5 99 |M4PELS |, 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 3 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 55 105 50 24 21 55~ 70 M14 P=15 | , 27
-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. i
*Tl?e eCocj)e (lzlo.olf éen(:::e Th?ouzrh g[)olgr:r': t;/g? iI;)TSLOag". E;?’P.loe BT5O__BM%%.8__%§8
“B” TYPE
’/ SIDE LOCK HOLDER (for DRILL)

SLB M Taper contact area of more

than 80% ensures reliable drilling
with no chattering.

(U
‘_7 H ﬁ Socket Socket

DSA-MT M I 1 X gﬁ%‘&;—ﬁ]ﬂ

2 afb%pc P - 0D

— == e

TAPER Code No. D L MIN.'I:«lMAX. H C W | DSA Socket-MT.No. | Weight (kg)
No.30 | BT30-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 5 DSA26-MT1,MT2 12
BT40-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 5 | DSA26-MT1,MT2 o
No.40 -SLB35-135 | 35 | 135 | 147~182 | 55 | 60 | 6 | DSA35-MT2,MT3 o
BT50-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 5 | DSA26-MT1,MT2 =
N0 50 SLB35120 | 35 | 120 | 132~167 | 55 | 60 | 6 | po oo g%
-SLB35-135 | 35 | 135 | 147~182 | 55 | 60 6 26
_SLB48-165 | 48 | 165 | 181~227 | 65 | 80 | 8 | DSA48-MT3,MT4 8.4

46
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A/ \ORSE TAPER ADAPTER A TYPE

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

MT.No.

Fig. 1
SN
4
MTA
Fig. 2
TAPER Code No. MT. No. D L © W Fig | Weight (kg)
BT30-MTA1- 45 45 20 1 0.8
1 . .
-MTA1-105 12.065 105 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. 25 5.6
(IT40)-MTA1-120 0% 120 2 1.3
-MTA2- 60 60 1 1.1
2 17.7 32 6.6
NU 40 -MTA2-120 80 120 2 1.4
- -MTA3- 75 75 1 1.2
-MTA3-135 3 23.825 135 40 8.4 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 » 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 5 4.7
-MTA3-180 180 4.9
-MTA4- 75 75 1 4.0
. 12.4
-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.
ﬁ For high pressure coolant through, please use Milling Chuck === P.29,
Slim Chuck 1z==P.37 or Side Lock Holder iz==P.46 instead of MT Adapter.
\ Suitable for MULTI-LOCK Milling Chuck
L
Style Code No. L L1 C Ci
K20-MT1, MT2 59,705 5, 20 20 | 25
(25) | K25-MT1, MT2 59,705 3,105 | 25 | 29
(32) | K32-MT1, MT2, MT3 59,705,88 | 3,8526 | 32 | 37
K42-MT1, MT2, MT3, MT4 |59,70.5,89, 1135 55,518 | 42 | 48




A/ \ORSE TAPER ADAPTER B TYPE with DRAW BOLT

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

without vibration.
A
42

Draw bolt type ﬂ;ﬂ: 7 I_I\Qr—?—:h mﬁ
MT.No. Fig. 2
Pull stud draw bolt type.
TAPER Code No. MT.No. D L € Ci1 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 S 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 32 135 | M10X1.5 1.1
0. _MTB3- 45 3 | 2085 | 45 | 40 | _ [wrexizs| 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
U "MTB4- 75 4 [ 31267 | 75 | 50 | 205 | . 3.9
-MTB5-105-M16 44399 | 105 70 _ 4.2
-MTB5-105 S ' M20X2.5 2 4.0
:Q%?gée':’;ggg,&ﬁeix\sptseurgpl‘l‘iet)(/jpvéi:]saillli’;fgijirﬁvl‘éig(.)zlt.need the special pull stud. The pull stud is optional accessory. When ordering, please specify the pull stud code number.
BMPULL STUD for MORSE TAPER TAPER | Standard pull stud Code No. MTB2 MTB3 MTB4 MTB5
ADAPTER B TYPE PS- 16 PS-27 PS- 32 - —
N030 - 17 -28 - 33 = —
- PS- 1 = PS- 7 PS- 8 =
- 2 = - 29 - 10 =
: h No.40 - 08-1 — -017 -018 —
- P5-1 = - P51 -P52 o
MT No. DRAW BOLT - G51 — - G56 -G57 —
MT 2 M10X 1.5 - 805 _ -872 -873 _
MT 3 M12x1.75 PS- 5 — — PS- 57 PS-15*
MT4 / MT5 | M16x2 No.50 - 6 — — - 65 61"
MT 5 M20X2.5 -0 — — - 016 -06*

*For standard pull stud Code No. Please refer ==~ P.261.

*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-40

NT-50
G Screw
N\

TSA —
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.

48
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A nuT0. DEPTH CONTROL TAPPER CHUCK

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

BWWhen 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

e
i

[

VAR /L F1 Float F2
- Compression Tension +
TAPER Code No. Tapping Capability D|L|C Float Tap Collet Wf(ight
M U P F1 | F2 (kg)
No.30 BT30-ZL 8-110** | M 2~ 8 | 1/8~1/4 — 13 /110 | 34 | 3 | 3 (ZKN 8)** 15
0. -ZL12-130 | M 2~12 | 1/8~1/2 |P1/16~1/4| 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
(T40-ZL12-100 |y o 1o | gt | prste~tia| 19 20| 58 1.9
NO 40 -ZL12-130 130 5 | 4 2.3
. -ZL16-150 | M 3~16 | 1/8~5/8 | P1/8~3/8| 25 | 150 | 60 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| P38~ 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 3.4
~12 | 1/8~1/2 | P1/16~1/4
ZL12-130 | M 212 | VeV PSR A9 L 88 o | 13
No.50 -ZL16-135 | M 3~16 | 1/8~5/8 | P1/8~3/8| 25 | 135 | 60 46
-Z124-100 100 45
M 8~24 | 12~ 1 | P14~ 7 7
2124102 | M8 / M5B 30 S | 8 58
-ZL38-150 | M18~38 | 3/4~13/8| P38~ 1 | 45 | 150 | 92 | 8 | 10 (ZKN38) 6.9

%In Case of IT40, IT40-ZL16-160 and IT40-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 75~ P.51 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, IZ&~ P.53 (ZKG) ~P.54 (ZKN) for JIS Tap Collet, and [Z&~ P.55 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.

nital Point_ Nomal Program of AutoeDepth Control Tapper Chuck
"""""""""""" = (ZL)

NO. 1 M03 S——; Spindle Rotating

NO. 2 GO0 X——Y——Initial Point

NO. 3 GO0 Z——; R Point
R Point NO. 4 G01 Z—F——Z Point

NO. 5 G04 P—; Dwell

NO. 6 MO05 Spindle Stop

NO. 7 MO04 Spindle Reversing
7 Point NO. 8 GO01 Z——; R I?omt

| NO. 9 MO05 Spindle Stop
®Reversmg NO.10 GO0

A When using ZL Tapper Chuck, please

Z—— M03; Initial Point, Spindle Normal Rotating g1 7z -

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.
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.

MO04 ;



A FLOATING TAPPER CHUCK

Suitable Tapper Chuck for Conventional M/C

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

B With the axial floating system | - Tep Coler
B 2K) B g
- o
= |
9C1 S % —ec
o l
Z _— F1 Flc‘>at F2
~ Compression Tension +

TAPER Code No. Tapping Capability D|L|C |C: Float Tap Collet W(iight
M U P Fi | F2 9)
No.30 BT30-Z 8- 90*! (M 2~ 8| 1/8~1/4 — | 13/90| 23 33| 5 |15 (ZKN 8)* 1.2
. -712-105  |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)** 1.4
(TAO-Z12- 901\ 5 1| tlg~1r2 | PG~ 18 > 32 | 45 [ 15 15
N0.40 -212-130 130 15 1.6
-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 63 | 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 42
(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 | P1/8~38| 25 |135| 39 | 55| 8 | 20 (ZKG16) 5.2
-224-142 142 5.8
Zonqg7 M8 24 12~ 1 | PUA~5B| 30 oo 46 | 63 20 | 20 5>
-Z38-175  |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 |[{%5° |110| 10 | 25 (ZKN65) 9.0

%In Case of IT40, IT40-28-95*" and IT40-Z24-125 are standard. *In Case of IT50, IT50-Z8-105*!, IT50-238-187 and IT50-Z65-165 are standard.

*Marked *1 Z8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer 75~ P.51 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, IZ5~ P.53 (ZKG) ~P.54 (ZKN) for JIS Tap Collet, and IZ5~ P.55 for Long Size Tap Collet.
*Marked *2 () dimension is for M65 or more size of ZK Tap Collet.

/ 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. 4 BLACK

MARK
(2). Too Much Compression

When machine feed is too fast for the tap thread pitch, the compression floating mechanism will work.
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. )

50



A/ ONE TOUCH TAP COLLET (so, mreriar o

M Can be used with all NIKKEN Floating Tapper Chucks.

M Setting and Removal of Tap can be done in D1 T
ONE TOUCH. o] o] : = o5, o0,
M Torque Limitter Mechanism built-in. e L. j—U'JJL

Reversing Torque is 1.4 times of Normal Rotation —
in order to prevent the troubles caused by swarf.

Tapping ZKG12 ZKG16 ZKG24
Capacity| po~5 [Me~12 | M3~5 | M6~12[M14~20 | M8~12 M14~20M22~24
D2 19 25 30
Ds 32 39 46
D« | 13 | 19 | 13 | 10 | 26 | 19 | 26 | 32
H 54.5 55 64.5 | 65 66 73 74
Ha 30.5 31 375 | 38 42 45 48
®D1 D1 ®D1
SPEC. = - f f - f f
Code No. D Di| W | 2 Code No. D Di| W 2 Code No. D D1 | W 2
ZKG12-28 2 | 25| 2 | 74 ||ZKG16-4S 4 4 315 93 ||ZKG24-12S 12 9 | 711129
-38 3 [315] 25| 79 -5S 5 5| 4| 97 -14S 14 |11.2] 9 | 130
-48 4 4 [315]| 83 -6S 6 | 63| 5 | 102 -16S 16 | 125 | 10 | 136
ISO -58 5 5 | 4 | 87 -8S 8 8 | 63| 106 -18S 18 | 14 |11.2]| 145
Metric -6S 6 [63] 5 | 92 -10S 10 | 10| 8 | 113 -20S 20 | 14 |112] 145
-8S 8 8 | 63| 9 -12S 122 | 9 |71 121 -22S 22 | 16 |125]| 145
-108 10 | 10 | 8 | 103 -14S 14 | 112 9 | 122 -24S 24 | 18 | 14 | 155
-128 2 | 9 | 71111 -16S 16 | 12.5| 10 | 128
ZKG12-1/8PS 9.728| 8 | 6.3 | 87 | |ZKG16-1/8PS 9.728| 8 | 6.3 | 975 ||ZKG24-1/4PS | 13.157| 10 | 8 | 110
ISO -1/4PS 13.157| 10 | 8 |103.5 3/8PS 16.662 | 12.5 | 10 | 116
Pipe -3/18PS 16.662| 12.5| 10 | 109.5 -1/2PS | 20.955| 16 |12.5| 122
5/8PS 22911 18 | 14 | 124
ZKG12-1/8S(No.5S) |3.175|3.15 | 2.5 | 78 | | ZKG16-18S(No.5S)| 3.175| 3.15| 2.5 | 88 ||ZKG24-1/2S 127 | 9 |71 | 129
-No.6S 3505|355 | 2.8 | 80 -N0.6S 3.505| 3.55| 2.8 | 90 -9/16S  [14.288|11.2 | 9 | 130
-No.8S 4166 | 45 355 | 82 -No.8S | 4.166| 4.5 | 355| 92 -5/8S 15.875| 12,5 | 10 | 136
-3/168(No.108)[ 4.762 | 5 4 | 86 -3/16S(N0.10S)| 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 78S |22225] 16 [125] 145
BSW -1/48 635 | 63| 5 | 90 -1/4S 635| 63| 5 | 100 -1S 254 | 18 | 14 | 155
BSE -5/16S 7937 8 | 63| 95 -5/16S 7.937| 8 | 63| 105
-3/88 9525| 10 | 8 | 101 -3/8S 9525| 10 | 8 | 111
-1/168 11.112| 8 | 6.3 | 108 -7/16S 11112 8 | 6.3 | 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| 13.7710.31] 99.888 -1/2PB  |20.955|17.45|13.08|114.5
-5/8PB  |22.911/20.32| 15.3 | 1145
ZKG12-2D(DIN352) | 2 | 2.8 | 2.1 | 72 | | ZKG16-4DDIN37L)| 4 | 45| 3.4 | 102 ||ZKG24-120DN376)| 12 9 | 7 | 150
-3D(DIN371) | 3 |35 | 27 | 85 -SDDIN37Y)| 5 | 6 | 49| 107 -14DDIN3TE)| 14 | 11 | 9 | 145
-AD(DIN371) | 4 | 45 | 34 | 92 -6D(DIN371)| & 6 | 49| 117 -16DDIN3T6)] 16 | 12 | 9 | 145
-5D(DIN371) | 5 6 | 49 | 97 -8D(DIN376)| 8 6 | 49| 127 -18DDIN376)] 18 | 14 | 11 | 158
DIN -6D(DIN371) | 6 | 6 | 49 | 107 -8DIDIN3TL)] 8 | 8 | 6.2 | 123 -20DDIN3T6)| 20 | 16 | 12 | 168
Metric -8D(DIN376) | 8 | 6 | 49 | 117 -10DDINS76)| 10 | 7 | 55| 134 -220(DIN3T)| 22 | 18 | 145 166
-8D7(DIN371) | 8 8 | 62 | 113 -10D7DIN3TL)] 10 | 10 | 8 | 131 -24DDIN3T6)| 24 | 18 |14.5| 186
-10D(DIN376) [ 10 | 7 | 55 | 124 -I2DDINST6)[ 12 | 9 | 7 | 142
-10D7(DIN371)[ 10 | 10 | 8 | 121 -LAD(DINST6)| 14 | 11| 9 | 137
-12D(DIN376) | 12 9 7 |132 -16DDIN376)| 16 | 12 | 9 | 137
ZKG12-1/8R(DIN353)| 9.728 | 7 | 55 | 92 | | ZKG16-1BR(DIN3S3)| 9.728| 7 | 5.5 | 102.5| |[ZKG24-14R(DIN353)[13.157 | 11 | 9 | 105
F'?i":"\'e -UARDINSS3)| 13.157] 11| 9 | 985 -8R0 16.662] 12 [ 9 [ 112
-3/BR(DIN3S3)| 16.662| 12 | 9 |105.5 -12R(DINg53){ 20.955| 16 | 12 | 116
% Long size TAP Collet is available. [Z5~ P.55 e.g. ZKG12-4S-50L * TAP Clamp Mechanism for PIPE TAP is Side Lock System.

% High torque setting type example for stainless steel is available. Please add “-HT” at the end of Code No. e.g. ZKG12-3S-HT



A 1K TAP COLLET (5o, wrerac om

Rotary Bearing Cam

Safe Torque
Setting Nut

Hi

fe— g ——

— —1

T

B

—

;1
"L

B Can be used with all NIKKEN Floating Tapper Chucks.
M Torque Limitter Mechanism built-in.

]
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B S— DI R =
Rotary e‘i“"\?(g. 1 P “4’\7:@ 2
Taper Cone : ‘ :
Total length “£” is calculated as;; ZK8 | ZK38 | ZK65
Spring £¢=Tap length-£1 + H
Da 13 45 68
New Tap Clamp System Ds 23 78 110
ZK Hi 6.5 12 13
ZK8 type is semi-standard. H 29.5 64 89
$D1 ®D1 ¢D1
SPEC.
Code No. D D1 | W 21 Code No. D Di | W | & Code No. D D1 | W 21
ZK8-28 2 | 25| 20| 225 ZK38-188 18 ZK65-36S 36 | 250200/ 58
14 | 11.2| 44
-38 3 | 315 25235 -208 20 . -39S GOl PR P
-48 4 | 40 ]315|245|2 -228 22 | 16 |125| 46 -428 42 ' ]
-5 -248 -458
IS0 5 |50 40255 24 | 18 | 14 | 48 T P PR
Metric -68 6 | 6350265 -218 27 -488 48 2
20 | 16 | 54
-308 30 928 52 1355|280/ 68
-338 33 | 224| 18 | 56 |2 -56S 56 ' '
-368 36 | 25| 20| 58 -608 60
648 oa | 400 |315| 71
ISO ZK38-3/8PS | 16.662| 12.5| 10 | 34 ZK65-11/4P$ | 41.910 | 31.5| 25 | 51
Pipe -1/2P§ |20.955| 16 | 12.5| 38 |1 -11/2PS | 47.803
: : : 355 | 28 | 55 |2
-5/8PS |22911| 18 | 14 | 40 -13/4PS8 | 53,746
ZK8-No.28 2.18 -3/4PS | 26.441| 20 | 16 | 46 - 2PS|59614| 40 |315| 62
2.8 | 2.24| 235
-No.3S 2515 -718P§ | 30.201| 22.4| 18 | 48 |2
-No.4§ 2845 . | e -1P§ |33249] 25| 20| 50
-No.5S(1/8S) [ 3.175| = ~ | 235 ZK38- 3/4S | 19.050| 14 | 11.2| 44 ZK65-11/28 | 38.100| 28 | 22.4| 60
Pn— -No.6S 3.505| 3.55| 2.8 2 - 7188 | 22225 16 | 125| 46 |1 -13/4S | 44.450| 315 | 25.0| 65
e -No.8$ 4.166| 4.5 | 355|245 - 18 |[25400] 18 | 14 | 48 - 28 [50.800| 355|28.0| 68 |2
BSF -No.108(31165)| 4.826| 5.0 | 4.0 - -11/88 | 28.575| 20 | 16 | 54 -21/48 | 57.150 200 315 | 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 | 26,5 -13/88 | 34.925| 25 | 20 | 58
ZK38- 3/8PB | 16.662| 13.77 10.31] 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/ 1531395 -13/4PB | 53.746 | 41.28|30.94| 62
IMPERIAL - 3/4PB | 26.441|23.01| 17.3 | 4355 - 2 PB| 50.614 [47.63|35.71| 56
Pipe - 718PB | 30.201/27.76| 20.6 | 45.1 | 2
- 1PB | 33.249|28.57| 21.4| 46.6
ZK8-2D 20nam)| 2.8 | 2.1 | 235 ZK38-18D  |[1gpnww| 14 | 11 | 44 ZK65-36D | 36pn3m) | 28.0 | 22.0 | 59
-3D ‘ -20D j -39D i
om)| 35 | 27 |,, . 200079| 16 | 12 | 45 |, 39@375) en 200 @
-4D 40n31) | 45 | 3.4 -22D 22(0n376) -42D 42(0n376)
2 18 |145| 47
-5D 5(0n371) -24D 2400n376) -45D 45(0in376)
—1 36.0 | 29.0 | 69
DIN -6D 6on37) | 6.0 | 4.9 | 26,5 -271D 270n3%)| 20 | 16 | 53 -48D 48(0in376) )
Metric -8D 8(0in376) -30D 300ngm| 22 | 18 | 55 |, -52D 520037 | 40.0 | 32.0 | 72
-33D 330n3%6) | 25 | 20 | 57 -56D 56(0in376)
-36D 3600376 | 28 | 22 | 59 -60D 60(0in376) 45013501 75
-64D | 640na) | 50.0 | 39.0| 78
ZK38-3/8R | 16.662) 12 | 9 | 33 ZK65-11/8R | 35,828 | 28.0 | 22.0| 51
-12R | 20.955| 16 | 12 | 37 |1 -11/4R | 43:219| 32.0 | 24.0| 53
-5/8R | 22911| 18 | 145| 39 -13/8R | 4335 )
DIN -314R | 26.441| 20 | 16 | 45 -112R | 44:893 260 | 200! 55
Pipe 78R | 30201| 22 | 18 | 47 |2 -13/4R | 35588 | ™ '
-1R  |33249) 25 | 20 | 49 - 2R | 3585

% 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 o,

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

Torque Curve of NIKKEN Tap Collet

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

Rotary

60% Bearing Cam
\ System

\ Company B

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

0 10 102 103 104
Tapping—

afexealg de] —

M The torque of CCW is 1.4 times of the torque of CW
to prevent the problem of the swarf.

M The tap can be clamped with one touch operation.

j—w M The adjustment mechanism of the setting torque is
\
|

not installed on the ZKG tap collet. The high torque
setting type is available for the tapping on the

DsDimension inl .
ZKG12:32mm stainless as an option. e.g ZKG12-4HT

ZKG16:39mm
ZKG24:46mm

The ZKG tap collet is not interchangable with ZKN
tap collet.

Code.No Ds | H Hi 2 Code.No D4 H Hi 2 Code.No Ds | H Hi 2
ZKG12- 2 72 | ZKG16- 3 855 | ZKG24- 8 111
-3 75 -4 13 | 64.5 | 375|905 10 19 | 73 | 45 | 116

- 4 131945305 =g -5 985 12 122

-5 88 -6 100.5 14 123

e - 6 o0 - 8 19 | 65 | 38 |14 16 | o 128

™) -8 9 | s | 31 4 -10 109 18 70 | 4g |128
-10 99 12 115 -20 136
12 105 14 116 -22 141
16 26| 66| 42 -5 -24 - 144
ZKG12-1/8 75 | ZKG16-1/8 855 | ZKG24-1/2 19 | 73 | 45 | 124
4. . 4, .

Unified -3/16 13| 5451305 g5 -3/16 13 | 645375 g g -9/16 125
nllJle /4 20 -1/4 100.5 -5/8 26 129
L 516 935 -5/16 104 -3/ 74 | 48 [137

5 Fi_r . -3/8 19 | 55 | 31 | 99 -3/8 19 | 65 | 38 [ 109 -7/8 i 141
fus 1116 103 1116 13 1 149

Standard
: 172 107 172 117

Whiteworth -9/16 118
(W) =18 26 | 66 | 42 o
pipe | ZKG12-1/8P 19 [ 56 | 32 | 83 [ ZKG16-1/8P | 19 [665] 39 [ 93 | ZKG24-1/4P | , 104
T) -1/4P 26 | 60 | 36 | 89 -1/4P 97 -3/8P 105
(PS) /6P | 19 | 56 | 32 | 815 -3/8P 26 | 685 44 —gg AP | ,, N Ty
(PF) 1/16P-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 155~ P.55 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.



M High 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.

M The torque of CCW is 1.4 times of the torque of
CW to prevent the problem of the swarf.

B The setting torque can be adjusted.

A XN TAP COLLET o,

ZKN Tap Collet

Rotary Bearing Cam

Safe Torque Setting Nut

New Tap Clamp System

Rotary

Spring

All size for ZKN8
Larger equal to ZKN38-27

Smaller equal to ZKG38-24 All size of ZKN65

o _
”_l :

¢Ds || $Da

"o

¢ Fig. 1 ¢ Fig. 2
: The tap collet fot the unified
thread is also available. (U,W)
138, 112, 158, 134, 1758, 2, 214,
212, 234, 3, 312, 3112, 3%
ZKN
ZKNS 38 ZKNG65
M18~24 | M27~36 | M36~65 | M68~100
Ds 23 78 110 125
D. = 56 | — = =
ZKN8 is semi-standard.
Code.No Ds | H | Hi | 2 Code.No Ds | H | Hi | £ Code.No Ds | H | Hi | £
ZKN 8-2 50 ZKN38-18 117 | ZKN65- 36 179
-3 55 -20 121 -39 187
32 | 61 17
-4 13 | 295 | 65 56 -22 130 - 42 189
-5 64 -24 133 - 45 194
. -6 66 -27 142 - 48 198
M(e'\;r)lc 3 73 30 145 52 68 | 89 | 20 205
-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 84 | o4 05 254
U -3/16 13 [ 29.5| 6.5 | 64 -7/8 32 | 61 17 | 130 - 80 264
rE'U')e -1/4 66 0 138 -100° 274
or -11/8 145 | ZKN65-1P 127
., -11/4 45 | 64 | 12 | 153 -11/8P 135
British
-13/8 161 -11/4P 139
Standard 13/8P 144
Whiteworth
w) -11/2P 68 | 89 | 20 | 144
-15/8P 144
ZKN38 -3/8P 26 24 91 -13/4P 144
Pipe -1/2P 61 100 -2P 149
PT) 58P | - 17 g 21/4P 159
(PS) -3/4P 103 -21/2P 174
(PF) -71/8P 45 | 64 | 12 | 106 -23/4P 84 | 94 | 25 | 174
-1P 109 -3P 174

*#mark: 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,

JAPAN PAT.
ﬁ ZKG-L
~ fla’ Hi " |
i y J
I —7—1 ™
L o op
" i |
‘ ) |
(1ISO)
Code.No Da | H Hi | £ Code.No Ds | H Hi | £ Code.No Ds | H Hi | £
ZKG12- 35- 50L 129 | ZKG16- 3S- 500 139 | ZKG24- 8S- 50L 164
- 4S- 50L | 13 |1045|805 | 133 T4S- 50L | 13 |1145|87.5 | 143 108- 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-soL | 0110 88 g 18- 50L | 2 o4 | o |19
125- 50L 161 125- 50L 171 -208- 50L 1%
14S- 50L 172 -228- 50L 1%
3
6s- 5oL | 22 | 118 % 7 -245- 50L 205
ZKG12- 35-100L 179 | ZKG16- 35-100L 169 | ZKG24- 8S-100L 214
- 4S100L | 13 |1545]1305] 183 - 4S100L | 13 |164.5/137.5[ 193 40S00L | 19 | 173 | 145 | 22
- 55-100L 187 - 5S-100L 197 125-100L 229
- 6S-100L 192 - 6S-100L 202 -145-100L 230
- 8S-100L 196 - 8S-100L 206 16S-100L 236
100mm Long AostooL | 0| 10| ¥ 03 os-to0L | 10| 165 198 53 ss-t00L | 28 78 | 145 [ 258
125-100L 211 125-100L 221 -208-100L 245
-145-100L 222 -228-100L 245
6s-100L | 20 | 166 | 142 08 2051000 | 255
A/ L0NG SIZE ONE TOUCH TAP COLLET o NIKKEN
ZKG-L JAPAN PAT.
J ?‘\3 Hr }
! )
P —7—1 ™
x S
— i i -l
‘ \
| 0 |
(J1S)
Code.No Ds | H Hi | £ Code.No Ds | H Hi | £ Code.No Ds | H Hi | £
ZKG12- 3- 500 125 | ZKG16- 3- 50L 1355] ZKG24- 8- 50L 161
T4- 500 | 13 |1045| 805 [ 130 “4-50L | 13 |1145|87.5 [1405 A0-50L | 19 | 123 | 95 | 166
- 5- 50L 138 - 5- 50L 1485 12 50L 172
- 6- 50L 140 6- 50L 1505 14- 50L 173
- 8- 50L m 8- 50L 154 16- 50L 178
50mm Long om0 | 019 8 g q0-500 | 0|1 8 Fgg 8- 500 | 28 o0 | o5 178
12- 50L 155 12- 500 165 -20- 50L 186
14- 500 166 -22- 50L 191
2
q6- 500 | 26 | 116 92 g7 28500 | ° 194
ZKG12- 3-100L 175 | ZKG16- 3-100L 1855 ZKG24- 8-100L 211
4100 | 13 |1545/130.5] 180 “4100L | 13 |1645|137.5[1905 A0-100L | 19 | 173 | 145 | 216
- 5-100L 188 51001 1985 A2-100L 22
- 6-100L 190 - 6-100L 2005 14-100L 223
- 8-100L 194 ~8-100L 204 16-100L 228
100mm Long o000 | 0] 1% 8T [Hgg dotooL | 0| 18] 138 g9 1000 | 28 74 | 14a 1228
-12-100L 205 A2-100L 215 -20-100L 236
14-100L 216 -22-100L 241
2
61000 | 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.

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

B Tapping depth can be kept within £0.1mm.

‘ L

i =

Float

ZR

Explanation of the Code No.

f
Max Taj

o

pping Capability o Cw,p'fm" [rension
Shank No. %E‘pbé’r'gﬂﬁéﬁ" Reversing L - —HEE ii/Nu(zglpeﬁf;ﬂr)Oi\ }—FTE%:'{
TAPER Code. No. | Tapping Capabilty| | g | C|C|H Float MAX.min-1 HElE O Tap Collet
D Fi | F2 | F3 | Fa ' (Ko)

BT40-ZR 8*: | M3~ 8 | 157 | 43 | 23 | 55 1,500 26
No.40 -ZR12 M3~12 | 171 |51 38| 70 |60 | | > | 2| ° 1000 3.7
-ZR20 M10~16 | 199 | 66 | 56 | 80 6 |7 |4 |14 600 48
BT50-ZR 8*1 | M3~ 8 | 166 | 43 | 23 | 55 1,500 5.2
No.50 -ZR12 M3a~12 | 180 |5 |38 70 & | * | ° 2] ¥ 1000 6.3
-ZR20 M10~ 16 | 208 | 66 | 56 | 80 6|7 | 4|14 600 75

*Marked *1 ZR8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer [Z&~P.51 for ISO, IMPERIAL, DIN Tap Collet, IZ5~ P.52 for JIS Tap Collet, and 1Z&~ P.53 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\'c'>-/---->q> ? Initial Point
i R Point
/ STOP
Eae’:)‘:il | Z Point
\.®/ Z' Point 7, 7
Start Tapping Rgatcthing Reversing T?ppiﬂgljis
ottom Inishe
Program example of ZR Tapper Chuck
No.1 MO03 S—— ; Spindle Rotating % ZR tapper can be fed one block at a time. Check
No.2 GO0 X-——Y———Initial Point correct positions at the point No.3-No.5 and input
No.3 Z —— » R Point correct values.
No.4 GO0l Z——F—— Z Point Y 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 GOl Z——F——; Only tap going to R Point with reversing % Value 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. O

¢d:
— i —

: @&
NZ

| N
NN J Floating  Tap Collet

— Compression ~ Tension +

Style Code. No. Tap;;)mg Capaglhty L d1 d d2 Compressz:]o?tension W(i'gght Tap Collet
NZ32-12-105 | M2~12 |P1/16 ~1/4| 105~125 | 19 45 5 15 1.3

@ -16-125 | M3~16 |P1/8~3/8 | 125~145 | 25 32 55 . 5 22
-24-140 | M8~24 |P1/4~5/8 | 140~160 | 30 63 28

NZ42-12- 90 | M2~12 |P1/16 ~1/4| 90~125 | 19 45 5 15 2.0

-16-125 | M3~16 |P1/8~3/8| 125~160 | 25 42 55 3.0
-24-140 | M8~24 |P1/4~5/8 | 140~175 | 30 63 8 20 736 | (zxe20)
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A SYNCHRONIZED TAPPING HOLDER fer 10 Spctnzedosd

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

WFor ISO TAP Shank

Tap Shank| SLIM

SLIM

MILLING

Tap Shank

SLIM

SLIM

MILLING

Metric Tap| “nia. " | cHUCK | COLLET | cHuck | KM COLLET Metric Tap| pjia” | cHUCK | COLLET | cHuck | 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| gkio |SKI0-5 M 4 60 | SK10
M 5 55 SK10- 55 KM20- 5.5 M 5 6.0 SK10- 6 KM20- 6
M 6 6.0 SK10- 6 KM20- 6 M 6 6.0
M 8 6.2 SK10- 65 KM20- 6.2 M 8 8.0
MI0 7 SK13- 7 KM20- 7 M10 80 | oqg |8 | KM20-8
M12 85 | SK13 [SK13- 85| C20 | KM20- 85 M12 10.0 SK13-10 KM20-10
M14 105 SK13-10.5 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 160 | SK16 | SK16-16 KM20-16
M20 15 SK16-15 KM20-15 M20 16.0
M22 17 KM32-17 M22 20.0
M24 19 c3p | _KM32-19 M24 20.0 e 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 fioating

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

Center Through Tool Coolant

OZMK-OM Tap Collet

Weight  Tap 0ZMK12-0M 0ZMK16-0M 0ZMK24-0M
TAPER|  Code No. L |1 C 1 ka) Collet D | M8 |M8&MI2]| M6 | M8MI2] MI4-M16| Mi2 | M14-M16 | Mi8-M24
BT40-ZH12CH- 80 | 80 12 D2 19 25 30
: ZMK12 Ds3 28 36 42
105 [ 105 36 | 1.5 | oomk12-0m
135 | 135 18 Da| 13 19 13 [ 19 [ 26 19 [ 2 32
- : H| 16 20 21 29
ZH16CH- 95 | 95 15 | 7mK16 m- ! : :
No.40 120 [ 120 1 45| 19 | pomkte om
150 | 150 53 G | M4-0.5] M6-0.75 | M4-0.5 | M6-0.75 M8-0.75 | M8-1.0
-ZH24CH-105 | 105 18 | 7uKk24
120 [ 120 | 56 | 2.0 B Example of RIGID TAP cycle
0ZMK24-0M
-150 | 150 24
BT50'ZH1ZCH'12(5) 19305 22 ZMK12 ! ! No.1 MO3 S -+ ; Spindle Rotation
- : NO.2 G84.2 X+ Y-+ Z-+ R+ Foeg
165 [ 165 % 45 | 0ZMK120M | | ‘5] oot poin
-200 | 200 5.0 Rigid Tap Cycle Z point *Feed
-ZH16CH-105 | 105 42 Initial point R point
No.50 135 [135| . | 46 | ZMK16 R Point ‘ | |
-165 | 165 5.0 | 0ZMK16-OM %F is calculated by Pitch of Tap and Spindle
-200 | 200 o1 Rotation Speed.
-ZH24CH-105 | 105 4.4 Taooin For example, in case of M10XP1.5 and
-135 | 135 5.0 | ZMK24 De?)'t)h 9 N S400mint (Cutting Speed 12.6m/min.)
-165 | 165 56 5.6 0ZMK24-0M [ then F = 1.5mmX400min-1 = 600 mm/min.
-200 | 200 6.2 —\U/z Point

*Please use OZMK-OM tap collet for center through tool coolant.
*Please use ZMK [Z5~ P.56 tap collet for external coolant. In this case,

the spacer attached as standard accessary is put on a tapper chuck.
ZH Tapping Holder has fine floating mechanism, but it's not standard
floating system (Tension/Compression) like Z or ZL Tap Holder.
Therefore, please use this ZH Tap Holder only with synchronized
tapping cycle, not with ordinary tapping cycle.




’/ TAP COLLET without TORQUE CONTROL w5

B Tap Collet for ZH Tapping Holder

Bl Tap Collet for CNC Lathe G Screw
| D /
= — 1 I L
¢Ds  ¢Ds ¢D - : - D2
| 5 T
ZMK . |
For Synchronized Tapping on M/C _ H \ H1

use ZMK tap collet with ZH Tapping

Holder, Please refer P.57. 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 D1 $D1
CZMK 80| | (CZMKI2 T | \CZMIKAG T | MK
Code No. Di| W | ¢ CodeNo. [ D1 | W | £ Code No. Di1 | W | £ Code No. Di | W | ¢
ZMK8-3 4 |32 |435]||zZMK12- 3 4 | 32 |475]|| ZMK16- 4 5 | 40 |53.5( | ZMK24-12 85|65 | 8
-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 | 125[10.0| 89
_ -6 6 | 45 |54.5 -6 6 | 45 |585 -8 6.2 | 5.0 | 66 -18 14 111.0| 93
M(el\;r)'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| 8.0 | 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 -316 | 5 | 45 |525 -3116 | 55 | 45 | 565 316 | 5 |45 |615 -9/16 | 105| 8.0 | 86
L) /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
e -3/8 | 7 |55 70 38 | 7 |55 71 -1/8 | 17 |13.0] 106
Standard -6 | 8 |60 | 74 -TN6 | 8 |60 | 75 -1 |20 [150] 114
Whiteworth 12 | 9 | 70| 78 A2 | 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 | 9.0 | 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 fcetng (NIKKEN

The sales of old ZH holder | |taper|  Code No. L c Wilght T('IJ\ID

will be finished, when the (kg) collet
stock is sold out. BT40-ZH 8- 75| 75 23 1.1 ZNK 8
Please use ZH-C holder No.40 ZH12- 80| 80 36 1.2 ZMK12

=" P.57 ’ ZH16- 95| 95 45 1.5 ZMK16

ZH24-105| 105 | 56 1.8 ZMK24
BT50-ZH 8- 90| 90 23 3.8 ZNMK 8
No.50 ZH12- 90| 90 36 3.9 ZMK12
’ ZH16-105| 105 | 45 4.2 ZMK16
ZH24-105] 105 | 56 4.4 ZMK24 58




A BORING SYSTEM

ROUGH BORING

Steel; Stalnless Steel, Cast Iron

Negative type A
$43~¢130

Positive type
$25~9130 ¥

$16~p180 W& $25~9180 $3~¢50

$32~¢180
BORING ARBOR FOR LARFE DIA SPECIAL BORING

Multi-Stage; External [=— P.91

$130~¢580 $130~9595

MODULAR SYSTEM STRAIGHT SHANK

$12.7~}55
High pressure coolant through tool is
COO LANT TH ROU G H TOO I— av%nszle for all borlng headg

m@? E 'l E ; RAGI/BAC-C for LARGE|DIAY

11I
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A/ MODULAR ZMAC 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.

M Spacer & Head

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

Il Method of Selection for Modular ZMAC 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.

No Micro Vibration due
to Double-Contact
Support of Cartridge.
Long Tool-Life & High
Accuracy.

BT Base Holder

;'}%’P.BS, P.179

MBT/MIT Base Holder
[

il

U\E:J_m,ﬁp.mg

s | cngth from Gauge Line
>

15

<@ Boring Depth

Extension Spacer
for Boring Depth

N | 30 |45
==
Stepped Spacer = Boring®
Extension Spacer 130] 45 SP9-9-30 ZMAC20
for Length from = e — $20~25
Gauge Line. SP36-9-30 ZMACLE
—_— 60 790 %7H
] i —% $16~20
2660 30 4560
SP26-26-60 EE
30 60 1060 ZMAC25
2 SP12-12-60
— = = $25~32
SP26-12-30 Eéf{i@
30 60 90 |_ = ZMAC32
- SP16-16-45
] $32~42
= 45 60 —
SP26-16-60 [ B
30 60 100 J_l ZMAC42
11 SP20-20-45 —q
=5 = o1 $42~55
== 6090 —_J
SP26-20-60  —  —] !
,,,,, ! ZMACSS__
SP26-26-60 'i-
Q - $55~70

Please refer IZ=~P.86 for spacer and IZ=~ P.77, P.78 for ZMAC head.

Please refer IZ=~ P.69 for RAC head and 1=~ P.83 for DJ head.

Extension Spacer

Il Example of small diameter boring in a deep
recess using the largest diameter extension
spacer in order to maintain rigidity.

BT40-Q26-95
SP26-26-60
SP26-12-30
12-ZMAC25-40

Il Example of deep hole boring using the extension
spacer with the same diameter as head.

BT40-Q26-95
SP26-12-30
SP12-12-60
12-ZMAC25-40

Stepped Spacer

Il Example of small diameter boring in deep
recess using stepped spacer with the
same diameter as head.

BT40-Q26-95
SP26-26-60
SP26-12-30

12-ZMAC25-40

A1 Spacer

The combination of Al spacer and ZMACX head is recommended
when L/D is less than 6 times.
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A/ BALANCE-CUT BORING ARBOR (RAC-E)

Rough Boring—

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

$C1

Power of Shoulder Support

>

Cutting
Force

Perfect
Contact

Fig.1 ‘
h h
oC }
F“J—ni Klvc
[ mam
Fig.2 ”Tuh 2
(Spacer)
Borin Boring |Cuplin P¢62 .
TAPER Code No. Rangg Depttg1J Ig)ia ’ C|C. Cc?::nl\ljo. Cigzcﬁlro. W(i'gg)ht Fig
L bt Q Head Code No.|Tip No.
BT40-RAC 25-135E 67 BT40-Q12- 80 . 2.0 ’
(IT40) -165E | 25~32 105 12 24|35 -Q12-110 12-RAC025- 55E | CCO7-C| 2.1
-180E 112 -Q12- 80| SP12-12-45 21| 2
-RAC 32-150E 77 Ql6- 95| 24
-180E | 32~45 110 16 31|42 -Q16-125 16-RAC 32- 55E|CCO08-C| 2.6
-195E 122 -Q16- 95|SP16-16-45 26| 2
-RAC 43-150E 97 -Q20- 80 27
No40 80E| 43~55| 130 | 20 |40 -Q20-110| | 20-RAC 43- T0E 29]
-210E 157 50 -Q20- 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- 70E CC12-C 3.3
-225E 195 -Q26- 95 | SP26-26-60 32| 2
-RAC 70-180E 180 -Q34- 95 o 4.8 ’
-195E | 70~100| 195 34 64|64 -Q34-110 34-RAC 70- 85E 5.2
-240E 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.[Z&~ P.62 Please refer IZ5~ P.93 for cutting condition.
*Please refer IZ&~ P.85 for base holder,[Z=~P.86 for spacer and [Z&~ P.67 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. Please refer 7~ P.61, P.62
*When L length is required longer than standard, please specify the boring depth M.

12-RAC25- 55E

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

g
—

61
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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
= P.67, P.68 . below c.utting condition is
© possible by -0.3 Cartridge.
== P.70
\ N
0.3mm
* u
| 11\
Boring | Boring | Cupling P(62 .
. Shank Spacer Weight| _.
TAPER Code No. RaEr;ge D(Ie\;)th Dia |C|C: Code No. Code No. . (ko) Fig
Q Head Code No.|Tip No.
BT50-RAC 25-150E 67 BT50-Q12- 95 . 4.7 ’
(IT50) -180E | 25~ 32| 105 12 |24|44 -Q12-125 12-RAC025- 55E CCO7-C| 4.9
-195E 112 -Q12- 95 |SP12-12-45 48| 2
-RAC 32-180E 77 -Q16-125N . 54 ’
-210E | 32~ 45 110 16 31|50 -Q16-155 16-RAC 32- 55E|CCO08-C | 5.6
-225E 122 -Q16-125N | SP16-16-45 56 | 2
-RAC 43-180E 97 -Q20-110 . 5.7 ’
- 130 -Q20-125 5.8
N050 ;g:i 43~ 55 142 20 |40|60 & SP20-2045 20-RAC 43- 70E 6.1
-Q20-110 : 2
-240E 157 £ 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. IZ=~P.62 Please refer IZZ~P.95 for cutting condition. % Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer 1=~ P.85 for base holder, 1z~ P.86 for spacer and iz~ P.69 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
_ Py s Please add the grade indication into O,
' Cast Iron O ° and add the insert tip material indication
Aluminium at the end off the Code No.
csoared | Soated || e.g. CC12-C8 (AC630M)
Grade ©
Material
Applicable Arbor Dimension Code No. NoseIR AC63OM | ACA410K
sxs 7y cco7-O4| 0.4 [ J [ J
RACO025E Ldhs - 14 %4
—eb L CCMT08030L ccor-O8| 08 o
RAC25E {}T ﬁj@% CCo8-O4| 0.4 [ ] [ J
RAC32E P95 g
Tl L t CCMTO9T3ON Ccos-08| 0.8 ® L4
4wl _ITy CC12-O4| 0.4 o [ J
RACA43E - RAC530E 77}:[7 I.s
= 4*1 A CCMT12040N cc12-08| 0.8 ® L4

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

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

\ . Power of Shoulder Support
Heavy Duty Boring G Perfect
.. e e

Rough Boring—

Contact

Cutting
Force

i AN
Fig.1 W y—r”

h h
L
PC1 |
= ‘ joc
C P PQu ]
RAC Fig.2 e i
h ha
(Spacer)
Y
Boring | Boring |Cupling Shank s @ :
. pacer < Weight| _.
TAPER Code No. Range | Depth Dia |C|C: Code No. | Code No. - (ko) Fig
D M Q Head Code No.| Tip No.
BT40-RAC 43-150 97 BT40-Q20- 80 . 2.7 i
(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| 25 |
-210 | 53~70 180 26 |50 -Q26-140 26-RAC 53- 70 3.3
NO8-
N040 -225 195 -Q26- 95| SP26-26-60 SIS 32| 2 |
-RAC 70-180 180 -Q34- 95 o 4.8 i
-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

*“C” grade (Coated) inserts are supplied as standard with the head.[Z&~ P.64 Please refer1IZ5~P.95 for cutting condition.
*Please refer 1Z5~P.85 for base holder, 1Z5~P.86 for spacer and 175~ P.69 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 =5~ P.61, P.62

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 M Example of 2 Stepped
for through hole boring. Balance Cut Approx. double removal of
= P-67, P.68 (- below c;utting condition is
) possible by -0.3 Cartridge.
=" P.70
N\ N
O.Srm
/o] ° o\ |
\ ' §
A M S
2o
Boring | Boring | Cupling Shank s @ .
. pacer | We|ght .
TAPER Code No. RaSge D?\;)th %a CICi| code No. | Code No. . (ko) Fig
Head Code No.| Tip No.
BT50-RAC 43-180 97 BT50-Q20-110 . 5.7 i
(IT50) -195 130 -Q20-125 5.8
295 43~ 55 142 20 |40|60 - SP20-20-45 20-RAC 43- 70 6.1 )
-240 157 SP20-20-60 6.2
-RAC 53-210 117 -Q26-140 . 6.9 i
-240 | 53~ 70 | 182 26 |50|65 -Q26-170N 26-RAC 53- 70 7.0
No50 -270 177 -Q26-140 | SP26-26-60 CNO3-C | 76 | 2
-RAC 70-255 205 -Q34-170 . 9.5 i
-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.64 Please refer IZ&~ P.95 for cutting condition. % Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer IZ=~ P.85 for base holder, Iz~ P.86 for spacer and I~ P.69 for head. to RAC25E and RAC32E. Please refer P.61, P.62

*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 Iinsert tip for RAC for Heavy Duty Boring

Steel M) - - - -
ial Stainless Steel ° Please add the grade indication into O,
Materia ST ° and add the insert tip material indication
Aluminium — at the end off the Code No.
oate
Carbide M e.g. CC08-C8 (AC630M)
Grade (@
Material
Applicable Arbor Dimension Code No. [Nose R R
azel Iy
RAC43 - RAC530 . :; %gm CN08-0O8| 0.8 PY
l+—129- i (CNMM120408)

Minimum order quantity : 10pcs.

*When CNO8 insert (CNOO120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) IZ&~P.92. Nikken CN08-O8 insert can be used on the
eccentric bolt type cartridge.
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A/ BALANGE-CUT BORING ARBOR (RAC-A)

Rough Boring—For Aluminium

Power of Shoulder Support

Perfect
- Contact
Cutting
Force

$C1

h h ‘
¢C }
O
C P ¢'Q1§
Fig.2 ] ”Tuh 2
(Spacer)
Borin Borin i '
TAPER|  Code No. Range | Depth e ol L W(i;g)m Fig
L = Q Head Code No.|Tip No.
BT40-RAC 25-135A 67 BT40-Q12- 80 . 20 ’
(IT40) -165A | 256~32 105 12 24|35 -Q12-110 12-RAC 25- 55A 2.1
-180A 112 -Q12- 80| SP12-12-45 AEG12 21| 2
-RAC 32-150A 77 Q16- 95| 24]
-180A | 32~45 110 16 3142 -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 A80A| 43~55| 130 | 20 |40 Q20-110|  ~ | 20-RAC 43- T0A 29
-210A 157 50 -Q20- 80 | SP20-20-60 32| 2
-RAC 53-165A 135 Q26-95| 25|
-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 62| 2
-RAC100-195A | 100~130| 195 42 83|62 -Q42- 95 — 42-RAC100-100A 6.8
*“F” grade inserts are supplied as standard with the head.IZ5~ P.66 Please refer [Z5~P.95 for cutting condition. ™
*Please referIZ5~P.85 for base holder, IZ5~P.86 for spacer and IZ5~P.69 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. — ]
—

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.

M Double Cutting Capability M Example of 2 Stepped

Balance Cut

Approx. double removal of
(- below cutting condition is
possible by -0.3 Cartridge.
5 P.70
\ N
0.3mm

Borin Borin i .
TAPER Code No. Rgngg D?eptf? Cquigng clc Cf:: n,\lfo_ ciﬁgcﬁl,. V"(‘;'gg)h‘ Fig
D M Q Head Code No.|Tip No.

BT50-RAC 25-150A 67 BT50-Q12- 95 o 47 ’
(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 . 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 . 5.7 ’
-195A 130 -Q20-125 5.8
No50 opea] B3 B | 20 |40/60 SPa0.2045| 21-RAC 43- TOA o1

-240A 157 02010 o 20460 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 . 9.5 ’
-285A | 70~100 235 34 6480 -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 8383 -Q42-190 — 42-RAC100-100A 15.2

-325A 325 -Q42-225A 165| 2

*“F” grade inserts are supplied as standard with the head.Z=" P.66 Please refer I~ P.95 for cutting condition.
*Please refer =5~ P.85 for base holder, IZ="P.86 for spacer and 55~ P.69 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 . . . .
_ Stainless Steel Please add the grade indication into O,
Material 3 2 . . . .
Cast Iron and add the insert tip material indication
Aluminium - L) - at the end off the Code No.
oate!
Carbide K e.g. AEG16-F2 (KW10)
Grade F
Material
Applicable Arbor Dimension Code No. |[Nose R KW10
95— 78l S AEG12-O1| 0.1 (]
RAC25A, — b7
RACIIA e T II%“-“ AEG12-02| 0.2 °
804 L T aecrososon) |AEG12-04| 0.4 [ J
{15875 S e AEG16-O1| 0.1 o
RAC43A-RAC530A E {}2 | Jo2s s AEG16-02| 0.2 °
807 | - ’(AEGT150304L) AEG16-O4| 0.4 [ )

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

£
A\ ”.

Rough Boring—For Through Hole and Multi Sheets

»

$C1

Powe

Cutting
Force

r of Shoulder Support
f
P — Conact

Fig.1 [ .
h
L
$C1 | M
i 40C
— 00 5| oy
RAC-K — — :
Fig.2 h h
(Spacer)
Boring | Boring |Cupling Shank s P(_,Bs :
. pacer Weight| _.
TAPER Code No. Range | Depth Dia |C|C: Code No. | Code No. (ko) Fig
L b Q Head Code No.| Tip No.
BT40-RAC 25-135K 67 BT40-Q12- 80 . 2.0 i
(IT40) -165K | 25~32 105 12 24|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 3142 -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 ’
N 40 -180K | 43~55| 130 20 |40 -Q20-110 20-RAC 43- 70K 2.9
0. -210K 157 50 -Q20- 80| SP20-20-60 32| 2
-RAC 53-165K 135 Q26- 95| 25 |
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 62 | 2
-RAC100-195K [100~130| 195 | 42 [83[62 -Q42- 95|  — | 42-RAC100-100K 6.8
*“C” grade (Coated) inserts are supplied as standard with the head.IZ5~ P.68 Please refer ==~ P.95 for cutting condition.
*Please refer 175~ P.85 for base holder, [Z5~ P.86 for spacer and [Z&~P.69 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT40-RAC53-165K-C n
*When L length is required longer than standard, please specify the boring depth M. d
9 q 9 p p g dep I/
\ 4

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.

M Double Cutting Capability

m@%\ﬁgx

Borin Borin i P:68 .
TAPER|  Code No. Rangg Deptr? C%ﬁ!\”g clc Cf::”,ll‘ o Ciggcﬁro_ — W(i'gg)ht Fig
D M Q Head Code No.|Tip No.
BT50-RAC 25-150K 67 BT50-Q12- 95 o 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 . 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 o 5.7 ’
-195K 130 -Q20-125 5.8
225K 43~ 55 149 20 |40|60 SP20-2045 20-RAC 43- 70K 61
No50 -240K 157 Q20110 opon-20-60 62 | °
-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 o 9.5 ’
-285K | 70~100 235 34 |64|80 -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-RAG100-100K 15.2
-325K 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. 15~ P.68 Please refer 175~ P.95 for cutting condition.
*Please refer IZ5- P.85 for base holder, IZ5~P.86 for spacer and &~ P.69 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.
MInsert tip for RAC-K @® :best O:good
_ o * Please add the grade indication into O,
Cast Iron O ° and add the insert tip material indication
Aluminium o at the end off the Code No.
Carbide M | Carbide K €.9. SC12-C8 (ACGBOM)
Grade (0]
Applicable Arbor Dimension Code No. ”:‘/lglse:ﬂ AC630M | AC410K
RAC25K, 2§‘<%7“ '
RACSZK Eﬂ iy ET¢,3.;CMT070204N e ° °
= 4%"<%7,
RAC43K-RAC100K A s s SC12-0O8| 0.8 [ J ([ J
uﬂ i J:T\%.SSCMT12O4OBN

YMinimum order quantity : 10pcs.

68
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A/ MODULAR TYPE RAC BORING HEAD

RAC-E Balance-Cut Boring Head

Cartridge No.
S
147 1)+ cumng | For Steel, Stainless Steel and Cast Iron
oc oo~ 57 o e | CC Insert (Positive type)
— P:62
Boring Range | Boring Depth | Coupling Dia : Cutting Edge | Weight
Head Code No. D M 0 © Cartridge No. Insert No. Length (Kg)
12-RAC025 - 55E 25~ 32 55 12 24 RCC-025E CcCo7 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 - T0E 70 ~100 RCC- 70E Eale == 150,
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

*Insert tips are supplied as an option. ==~ P.62 Please refer ==~ P.95 for cutting condition.

RAC Balance-Cut Boring Head

AA/Cartridge No.

‘thlsert No.

Cutting
Edge
®D  Length

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

Boring Range | Boring Depth | Coupling Dia : Cutting Edge | Weight
Head Code No. D M 0 © Cartridge No. Insert No. lishoh (Kg)
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. IZ5~P.64 Please refer 15~ P.95 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.
417 -JEI Cutting H
— (5 -cums | For Aluminum
41(3 PQ—i— - ®D Length
Boring Range | Boring Depth | Coupling Dia . Cutting Edge | Weight
Head Code No. D \ 0 @ Cartridge No. Insert No. Length (Kg)
12-RAC 25 - 55A == &P 12 24 RAC- 25A 0.4
16-RAC 32 - 55A 32~ 45 °° 16 31 RAC- 32A eale o 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.1==~ P.66 Please refer =5~ P.95 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 Cartridge No.
M
gl Cutting
Rtfdgem For Through Hole
eng .
o 601 o5 msenno. | @Nd Multi Sheets
Boring Range | Boring Depth | Coupling Dia ; Cutting Edge
Head Code No. D \ 0 C Cartridge No. Insert No. Length
12-RAC 25 - 55K 25—~ 32 12 24 RAC- 25K
16-RAC 32 - 55K 32~ 45 55 16 31 RAC- 32K HH 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 70~100 85 34 64 | HAC- 70K
42-RAC100 -100K 100~—130 100 42 83 RAC-100K

*Insert tips are supplied as an option. =&~ P.68 Please refer IZ=~P.95 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

S
RAC Base ( @44 is common for all types of cartridges.

Please select suitable cartridge and insert tip for your application such as material and machining.

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

S.RCC-E Cartridge

&
e 7
Insert No. =

é

H
: 7

For Heavy Duty Boring

of Iron and Cast Iron )

CN Insert (Negative type) S.RCC Cartridge

&
L 7
Insert No. —
H 5

| For Aluminum

| S.RCC-A Cartridge

¢D

—

Insert No.

o>
=
)

For Through Hole
and Multi Sheets

Set Code No. Boring Range vl e Iﬁsert Code No.
D Steel, Stainless Steel|  Cast Iron
S.RCC- 25E 25 ~ 3 |41 GC08-C (AC630M) | CC08-C (AC410K)
-025E 38| 0° | CCO7-C (AC630M)| CCO7-C (ACA10K)
- 32E| 32~45 |41 GC08-C (AC630M) | CC08-C (AC410K)
- 43E| 43 ~55 |46
: ?35 33:12% :2 +3°| CC12:C (ACG30M) | CC12-C (ACATOK)
-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.62 Please refer 1z5~P.95 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)

Set Code No. D H| 6 lliseidCoHelNo
Iron and Cast Iron
S.RCC- 43 43 ~55 |46
- 53 53~70 |50 .
270 | 70~100 |55] ° 9L
-100 100~130 |57

*Insert tips are supplied as an option. IZ=~P.64 Please refer Iz=~P.95 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) &= P.92. Nikken CN08-O8 insert can be used on
the eccentric bolt type cartridge.

Set Code No. D Hle Insert Cod'e No.
For Aluminum
S.RCC- 25A| 25~32 |38
- 32A| 32~45 |41 dEnn2
- 43A| 43~55 |46 6
- B3A| 53~70 |50
- 70A| 70~100 |55 AL
-100A| 100~130 |57

*Insert tips are supplied as an option. IZ5~P.66 Please refer 1Z=~P.95 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.

Set Code No. D vl e Ihsert Code No.
Steel, Stainless Steell  Cast Iron
S.RCC- 25K | 25~ 32
4 - -
“39K| 32~a5 $C09-C (AC630M) | SC09-C (AC410K)
- 43K| 43~55 |46 0
- 53K| 53~70 |50
— ok 70100 55 $C12-C (AC630M) | SC12-C (AC410K)
-100K | 100~130 |57
Insert tips are supplied as an option. 155~ P.68 Please refer 5~ P.95 for cutting condition.
*Please order set of cartridges. e.g S.RCC-70E
Code No. BO””gga”ge hih|c|c|d
12-RAC 25- 55B 31
12-RAC025- 55B 25733 | 18y 24| Mo 23
16-RAC 32- 55B 32~45 | 22| 31| 31 V6 30
20-RAC 43- 70B 43~55 | 24|42 | 40 35
26-RAC 53- 70B 53~70 | 0140 45
26-RAC 70- 70B 70~100 38 M8 60
34-RAC 70- 85B 36 | 53 | 64 60
42-RAC100-100B 100~130 | 42 | 66 | 83 70

s Dimension “L” is “58mm” in combination of RCC-25K and 12-RAC25-55B.
% 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.

W With the screws for slight adjustment
M Boring Dia. : $130~¢580mm

RCC Cartridge

| For Roughing|

= P.72
L
mIT
J { LI~ rPC Plate
- o\ B P.72
RAK Arbor % l
=P.72 SN
Boring Dia. : $130~580mm
D RAK Arbor RPC RCC Weight
TAPE Sedclie MIN.~MAX. L c Code No. Plate No. Cartridge No. (Kg)
NU 40 BT40-RAC130-205 130~180 205 9 BT40-RAK-130 RPC-130 7.0
: (IT40)-RAC180-205 180~230 -180 8.0
BT50-RAC130-185 185 BT50-RAK-110A 9.8
(IT50) -235 235 -160A 125
-285 285 -210A 15.2
-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 10.4
-235 235 -160A 13.1
-285 285 -210A 15.8
-335 180~230 335 -260A RPC-180 185
-385 385 -310A 21.2
-435 435 -360A For Heavy 23.9
-485 485 " -410A 'zltﬂl\:o';“;:‘g 26.6
-RAC230-185 185 -RAK-110A e T 114
-235 235 -160A RCC-130 13.8
No.50 -285 285 -210A x2 165
-335 230~280 335 -260A RPC-230 Insert Tip 19.2
-385 385 -310A CNO8 21.9
-435 435 -360A 24.6
-485 485 -410A 27.3
-RAC280-185 185 -RAK-110A 117
-235 235 -160A 14.4
-285 285 -210A 171
-335 280~330 335 -260A RPC-280 19.8
-385 385 -310A 225
-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
* 210 o =
-RAC430—210* 430~480 o0ty | % ey 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 === P.95 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 IZ== P.72 for cartridges. e.g. BT50-RAC130-185E

*Please referiz==P.72 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 3 with IT50, L (gauge length) is 220. e.g. IT50-RAC330-220

8(0°~180°)

Drive Key

Cutting Edge

View from Cutting Edge .
gEda High Pressure Coolant

Through Tool



A/ MODULAR TYPE ARBOR

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

i
i

} Applicable RPC Plate Hex. Socket bolt
Code No. Boring Range L D P Weight
(Kg)
STA0 RAK-130 $130~230 130 4.9 RPC-130, 180
BT50-RAK-110A 110 7.2
(IT50)-RAK-160A 160 9.9
-RAK-210A 210 12.6
-RAK-260A $130~330 o0 | 02| % 15.3 RPC-130, 180, 230, 280 M1035
-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

*The location of the cutting edge is same as the drive key for standard. The different location is available, please specify 8. 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.
% :In case of IT50, IT50-RAK-330-135 is standard gauge length.

*IT40-RAK-130 is available.

BALANCE CUT PLATE for LARGE DIA. <RPC Plate>

L
~ 35—+ 35—
(100) | (100)

/ 0 \ }

N [

¥ @7 T ‘(58; 15

=]

\ / s

(45)

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 ®130~180 118 1.4 RPC-330 $330~380 316 | 5.3 RPC-530 $530~580 516 | 8.7
-180 ®180~230 166 | 2.0 -380 ®380~430 366 | 6.1
-230 $230~280 216 | 2.7 -430 »430~480 416 | 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 alumi For Through Hole
and Cast Iron Iron and Cast Iron oraitimintm and Multi Sheets Cartridae Lock Bolt
RCC-130 RCC-130E RCC-130A RCC-130K Please ren%ve the bolt when
(CNO08) (CC12) (AEG16) (SC12) using RAC-130 type for
$130~157mm.
55 M6 M8
\ ,,,,,,,,, ) - s
T —59— [—30—]
ese 1 —e0o——
Weight : 0.6Kg
Insert Clamp Adjust Adjust Wrench | Set Screw| L-Wrench |Hex Socket .
Tip Bolt Screw Wrench | for Insert (M8) | for M815 Bolt Bolt ARl HPS e
Accessories
< & >
J E N %, | © 4.?/%"
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: CNO8 (1=~ P.64) , RCC-130E: CC12 (15~ P.62) , RCC-130A: AEG16 (1= P.66) , RCC-130K: SC12 (1=~ P.68) Please refer 1z~ P.95 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 BORING ARBOR (ZMAC)

|Boring for Finishing |

L ZMAC16

M L
C1 —
AN . K
5 —
— E e L S
[ —— L
— ? ) h ! h2 N
N . Fig.3
ZMAC100, 140
L LM |
M
¢(il F—%C’ tDCf q’? : ‘T
e
il : ] —
f } T
h hi h2 F|g4 h L h2
(Spacer)
. A A
Code No. of the insert tip O\ are shown.
; A
i Shank Extension Pfgs
Boring Boring Spacer VARG AN i
TAPER Code No. e Depth | C | C1 | CodeNo. | 2 Mo, Wilght Fig.
D M (560 N, Insert No o
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2 ’
BT40-ZMAC16 -125 38 12-ZMAC16-45 1.9
15.9~20.2 15 | 24 | BT40-Q12- 80 ——" 3
(1T40) -135 48 _ 12-ZMAC16-55 1.9
-ZMAC20 -120 45 -Q 9- 80 1.9 .
-135 | 19.8~25.2 67 19 | 30 -Q 9- 95N 9-ZMAC20-40 1.9
3MP-C,B
-150 75 -Q 9- 80 SP9-9-30 2.0 2
-ZMAC25 -120 52 -Q12- 80 _ 2.0 ;
-150 | 24.8~32.2 90 24 | 35 -Q12-110 12-ZMAC25-40 2.1
-165 97 -Q12- 80 | SP12-12-45 2.1 2
-ZMAC32 -150 77 -Q16- 95 _ 25 .
No.40 -180 | 31.8~422 110 31| 42 -Q16-125 16-ZMAC32-55 | 4MP-C,B | 2.7
-195 122 -Q16- 95 | SP16-16-45 27 2
-ZMAC42 -150 97 -Q20- 80 _ 3.0 ;
-180 | 41.8~55.2 130 40 | 50 -Q20-110 20-ZMAC42-70 32
-210 157 -Q20- 80 | SP20-20-60 3.5 2
-ZMAC55 -165 135 -Q26- 95 _ 3.9 ;
-210 | 54.8~70.2 180 53 | 50 -Q26-140 26-ZMAC55-70 4.6
6MP-C,B
-225 195 -Q26- 95 | SP26-26-60 4.6 2
-ZMAC70 -165 165 -Q34- 95 _ 5.4 .
-180 | 69.8~85.2 180 67 | 64 -Q34-110 34-ZMAC70-70 5.8
-225 225 -Q34- 95 | SP34-34-60 6.8 2
-ZMAC85 -195 | 84.8~100.2 195 83 | 62 -Q42- 95 — 42-ZMAC85-100 9.0 1

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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) . IZ5~ Please refer [Z5~ P.96 for cutting condition.

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
*Please refer IZ5~ P.85 for Shank & Spacer, and IZ&5~ P.77, P.78 for Head. ‘

L

M

I ——

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

Please contact us for the special boring bar.

*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. BT40-ZMAC55-165C.
% For BT30, modular connection system is applied. Please refer [Z5~ P.85 for Base Holder.
*When L length is required longer than standard, please specify boring depth M.

[
}

High Pressure Coolant
Through Tool




A/ TMAC BORING ARBOR (ZMAC)

HEWith ZMAC& Boring Head
Please add “AA” at the end of Code No.
e.g. BT40-ZMAC42-150AA

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

\ . CcW
W | s . =
ZMAC X ‘h} w Unlock Adjust diameter Lock
L
AN A
Code No. of the insert tip are shown.
: A
) ) Shank Extension 4
TAPER Code No. 2‘;[{32 %Oer;?ﬁ Cc | ci| CodeNo. Cizicﬁgl (P98 Wiight Fig.
D M pleadlic Insert No. (@
BT No.-Q-h Q-Q1-h1 Q- Min.D -hz
BT50-ZMAC16 -140 I 38 15 | 24 | BTs0-q12- 95 12-ZMAC16-45 47 3
(IT50) -150 48 12-ZMAC16-55 47
-ZMAC20 -150 45 -Q 9-110 - 48 1
-165 | 19.8~25.2 67 19 | 40 -Q 9-125N 9-ZMAC20-40 48
-180 75 -Q 9110 | SP9-9-30 SMP-C.B s T 2
-ZMAC25 -135 52 -Q12- 95 _ 48 ]
-165 | 24.8~32.2 90 24 | 44 -Q12-125 12-ZMAC25-40 48
-180 97 -Q12- 95 | Sp12-12-45 4.9 2
-ZMAC32 -180 77 -Q16-125N _ 55 .
-210 | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32-55 | 4MP-C,B | 5.6
-225 122 -Q16-125N | SP16-16-45 5.7 2
-ZMAC42 -180 97 -Q20-110 _ 6.0 ]
195 | gess2 L P 020125 20-ZMACA42-70 60
-225 142 SP20-20-45 6.4
-Q20-110 2
-240 157 SP20-20-60 6.5
-ZMAC55 -210 117 -Q26-140 _ 75 .
-240 | 54.8~70.2 182 53 | 65 -Q26-170N 26-ZMAC55-70 76
No.50 -270 177 -Q26-140 | SP26-26-60 8.1 2
-ZMAC70 -240 190 -Q34-170 . 10.0 ]
-270 | 69.8~85.2 220 67 | 80 -Q34-200 34-ZMAC70-70 10.6
-300 250 -Q34-170 | SP34-34-60 115 2
-ZMAC85 -225 182 -Q42-125 _ 12.5 .
-290 | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85-100 | 6MP-C,B | 15.0
-315 272 -Q42-125 | SP42-42-90 16.0 2
-ZMAC100-225 225 -Q42-125 12.4
-290 290 -Q42-190 15.1
-325 | 99.5~140.5 325 95 | 98 -Q42-225A — 42-ZMAC100-100 17.8
-375 375 -Q42-275A 20.5
-425 425 -Q42-325A 23.2 .
-ZMAC140-225 225 -Q42-125 13.8
-290 290 -Q42-190 16.5
-325 | 139.5~180.5 325 135 | 98 -Q42-225A = 42-ZMAC140-100 19.2
-375 375 -Q42-275A 21.9
-425 425 -Q42-325A 24.6

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. *For Centre Through Tool Coolant type, add “C” at the end of Code No. e.g. BT50-ZMAC55-210C.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . IZ5~P.98
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer IZ5~P.96 for cutting condition.
*Please refer 175~ P.85 for Shank & Spacer,and IZ5~ P.77, P.78 for Head. 74



A/ 1MAC BORING ARBOR (ZMAC-R)

| Boring for Semi-Finishing—ZMAC-R|

‘ M

$C1

—

Fig.1

h2

ZMAC100, 140

W
]

LM
M C
et o i
oD
\ Py vai \; ° ;?; C E
[Pt s —
Fig.2 h h hz Fig.3 h ! h:
(Spacer)
Fy
Code No. of the insert tip L@ are shown.
) ; Shank Extension @
TAPER Code No. 222;2 %er',?g C | c1 | CodeNo. ciﬂicﬁé. < Wekight Fig.
R M Head No. Insert No. (@
BT No.-Q-h Q-Qi-h1 Q- Min.D -h2
BT40-ZMAC32R -150 77 BT40-Q16- 95 _ 25 1
(1T40) -180 | 31.8~422 110 31 | 42 -Q16-125 16-ZMAC32R-55 27
-195 122 -Q16- 95 | SP16-16-45 27 2
-ZMAC42R -150 97 -Q20- 80 _ 3.0 1
-180 | 41.8~55.2 130 40 | 50 -Q20-110 20-ZMAC42R-70 | CCO06-C 32
-210 157 -Q20- 80 | SP20-20-60 3.5 2
No.40 -ZMAC55R -165 135 -Q26- 95 _ 39 1
-210 | 54.8~70.2 180 53 | 50 -Q26-140 26-ZMAC55R-70 4.6
-225 195 -Q26- 95 | SP26-26-60 46 2
-ZMAC70R -165 165 -Q34- 95 _ 5.4 1
-180 | 69.8~85.2 180 67 | 64 -Q34-110 34-ZMAC70R-70 5.8
CC08-C
-225 225 -Q34- 95 | SP34-34-60 6.8 2
-ZMAC85R -195 | 84.8~100.2 195 83 | 62 -Q42- 95 — 42-ZMAC85R-100 9.0

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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) . [Z5~ P.76 Please refer IZ=~ P.96 for cutting condition.

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
*Please refer [Z=~ P.85 for Shank & Spacer, and IZ5~ P.77, P.78 for Head.

*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. BT40-ZMAC55-165C. M
*For BT30, modular connection system is applied. Please refer Iz~ P.85 for Base Holder.
*When L length is required longer than standard, please specify boring depth M. /W

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

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool

75



A/ TMAC BORING ARBOR (ZMAC-R)

Minsert Tip for ZMAC-R

@ :best O:good

NIKKEN

Steel [ ) a o . .
B = Please add the grade indication into O,
Cast Iron O L] and add the insert tip material
Material Aluminium . d t. t th d ff th C d N
High Speed finish for Cast Iron Indication a €endo € Code No.
Hardened Steel e.g. CC12-C8 (AC630M)
High Speed finish for Aluminium
Coated Coated P i i i
Rl i There is the CBN insert tip which both co.rners cgn be used.
Please refer z=~P.98 for ISO code of the insert tip.
Grade C =
Material] -\ ceaom | AC410K @
Applicable Arbor Dimension Code No. |[Nose R
ZMAC32R, o zﬁﬁ J CCco06-O4| 0.4 [ ) [ )
ZMACA42R, £3 235 }zs
ZMAC55R T CCMT08020N cco6-O8| 0.8 [ )
ZMACTOR, ’kél ccos-O4| 0.4 [ ] @
ZMACS85R E} 9.525 «E#&MTOQTSCN ccos-08| 08 ° °
7l [
JMACLOOR. T 478 % cc12-04| 0.4 °® °
ZMAC140R . -f-127 4
E% @ TSCCMT1204ON CC12-O8| 08 L4 L4
. Ay
Code No. of the insert tip L@ are shown.
-
Shank Extension >
Boring Boring Code No Spacer J i
TAPER Code No. Range Depth | C | Ci " | Code No. Weklght Fig.
2 M Head No. Insert No (@
BT No.-Q-h Q-Q1-h1 Q- Min.D -hz '
BT50-ZMAC32R -180 77 BT50-Q16-125N . 5.5 ;
(1T50) 210 | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32R-55 5.6
-225 122 -Q16-125N | SP16-16-45 5.7 2
-ZMAC42R -180 97 -Q20-110 . 6.0 ;
-1 130 -Q20-125 6.0
= 41.8~55.2 40 | 60 20-ZMAC42R-70 | CCO06-C
-225 142 o SP20-20-45 6.4 »
-240 157 SP20-20-60 6.5
-ZMAC55R -210 117 -Q26-140 . 75 ;
-240 | 54.8~70.2 182 53 | 65 -Q26-170N 26-ZMAC55R-70 7.6
-270 177 -Q26-140 | SP26-26-60 8.1 2
-ZMAC70R -240 190 -Q34-170 10.0 ;
-270 | 69.8~85.2 220 67 | 80 -Q34-200 34-ZMAC70R-70 10.6
-300 250 -Q34-170 | SP34-34-60 11.5 2
CC08-C
N0.50  7macasr -225 162 Qs | 25 |
-290 | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85R-100 15.0
-315 272 -Q42-125 | SP42-42-90 16.0 2
-ZMAC100R-225 225 -Q42-125 12.4
-290 290 -Q42-190 15.1
-325 | 99.5~140.5 325 95 | 98 -Q42-225A — 42-ZMAC100R-100 17.8
-375 375 -Q42-275A 20.5
-42 425 -Q42-325A 23.2
J a CC12-C 3
-ZMAC140R-225 225 -Q42-125 13.8
-290 290 -Q42-190 16.5
-325 | 139.5~180.5 325 135 | 98 -Q42-225A = 42-ZMAC140R-100 19.2
-375 375 -Q42-275A 21.9
-425 425 -Q42-325A 24.6

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . IZ5~P.76

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.

*Please refer [Z&~ P.85 for Shank & Spacer,and IZ&~ P.77, P.78 for Head.

*For Centre Through Tool Coolant type, add “C” at the end of Code No. e.g. BT50-ZMAC55-210C.

Please refer IZ&~P.96 for cutting condition.
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A/ MODULAR TYPE ZMAC BORING HEAD

W ZMAC Triangular Insert type head
_|

A
/P98,
Boring Boring Coupling Remarks Weight

Head No. Range Depth Dia. (Kg)
D M Q © C1 Unit No. Insert No. Fig.

12-ZMAC 16- 45 38 0.4
15.9~20.2 12 15 24 M 2HZ- 16 2

12-ZMAC 16- 55 48 0.4

3MP-C,B

9-ZMAC 20- 40 19.8~25.2 P 9 19 M 2HZ- 20 0.4

12-ZMAC 25- 40 24.8~32.2 12 24 M 3HZ- 25 0.5

16-ZMAC 32- 55 31.8~42.2 B5) 16 31 M 4HZ- 32 4MP-C,B 0.7

20-ZMAC 42- 70 41.8~55.2 20 40 - M 5HZ- 42 1 11

26-ZMAC 55- 70 54.8~70.2 70 26 53 M 5HZ- 55 1.2

34-ZMAC 70- 70 69.8~85.2 34 67 M 7HZ- 70 2.0

6MP-C,B

42-ZMAC 85-100 84.8~100.2 83 M10HZ- 85 4.3

42-ZMAC100-100 99.5~140.5 100 42 95 M10HZ-100 4.9
83 3

42-ZMAC140-100 139.5~180.5 135 M10HZ-140 6.3

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 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.98 Please refer IZ5~ P.96 for cutting condition.

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. l~— Length
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. 26-ZMAC55-70C 9
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length e.g. Q26-20-ZMAC42-100 B

Coupling Dia. Q
ZMAC- R LO Rhomboid Insert type head
L L
| | —
o NG| v
‘P‘I ! A © I * ‘“‘:1 A ° 9D
e T
v |~ 7U_K'E @
Fig.1 Fig.2
|
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (F(Ig)
D M Q c C1 Unit No. Insert No. | Fig.

16-ZMAC 32R - 55 31.8~42.2 55 16 31 M 4HZ- 32R 0.7

20-ZMAC 42R - 70 41.8~55.2 20 40 M 5HZ- 42R CC06-C 1.1

26-ZMAC 55R - 70 54.8~70.2 70 26 53 = M 5HZ- 55R 1 1.2

34-ZMAC T70R- 70 69.8~85.2 34 67 M 7HZ- 70R cCos.C 2.0

42-ZMAC 85R -100 84.8~100.2 83 M10HZ- 85R 4.3

42-ZMAC 100R -100 99.5~140.5 100 42 95 M10HZ-100R 4.9

83 CC12-C 2
42-ZMAC 140R -100 139.5~180.5 135 M10HZ-140R 6.3

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 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) . [Z5~P.98 Please refer [Z=~ P.96 for cutting condition.

*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. 26-ZMAC55R-70C l«—Length 4,‘

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

Coupling Dia. Q
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A/ MODULAR TYPE ZMACKX BORING HEAD

For High Speed/Deep Hole Boring

ZMACKX Ao\ Triangular Insert type head

e ——
-
™

- o ST
-

Lo &
e

] Fig.1 Fig2 A
P98,
T
D M Q © C1 Unit No. Insert No. Fig.
12-ZMAC 25- 40AA 24.8~32.2 40 12 24 M 3HZ- 25 3MP-C,B 0.4
16-ZMAC 32- 55AA 31.8~42.2 55 16 31 M 4Hz- 32 4MP-C,B 0.5
20-ZMAC 42- 70AA 41.8~55.2 20 40 M 5HZ- 42 0.8
26-ZMAC 55- 70AA 54.8~70.2 70 26 53] - M 5HZ- 55 ' 0.7
34-ZMAC 70- 70AA 69.8~85.2 34 67 M 7Hz- 70 6MP-C.B 1.1
42-ZMAC 85-100AA 84.8~100.2 83 M10HZ- 85 2.3
42-ZMAC100-100AA 99.5~140.5 100 42 95 M10HZ-100 2.8
42-ZMAC140-100AA 139.5~180.5 135 8 M10HZ-140 2 3:1

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 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.98 Please refer [Z= P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. I Length
% Centre Through Tool Coolant function is available as standard. 9
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AA e.g. Q26-20-ZMAC42-100AA
|
Coupling Dia. Q

For High Speed/Deep Hole Boring

~
ZMACX — R @ Rhomboid Insert type head

- o - o1
€ o 6 ) ol e )
‘ [T
= b= &
Fig.1 Fig.2
|
Boring Boring Coupling Remarks ;
Head No. Range Depth Dia. V\éﬁ'g)ht
D M Q C C1 Unit No. Insert No. Fig. :
16-ZMAC 32R - 55AA 31.8~42.2 55 16 31 M 4HZ- 32R 0.5
20-ZMAC 42R - 70AA 41.8~55.2 20 40 M 5HZ- 42R CC06-C 0.8
26-ZMAC 55R - 70AA 54.8~70.2 70 26 58] — M 5HZ- 55R 1 0.7
34-ZMAC 70R - 70AA 69.8~85.2 34 67 M 7HZ- 70R ccos.C 1.1
42-ZMAC 85R -100AA 84.8~100.2 83 M10HZ- 85R 2.3
42-ZMAC 100R -100AA 99.5~140.5 100 42 95 M10HZ-100R 2.8
83 CC12-C 2
42-ZMAC 140R -100AA 139.5~180.5 135 M10HZ-140R 3.1

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 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) . [Z5~P.98 Please refer [Z&~ P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. }«—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 AA e.g. Q26-20-ZMAC42R-100AA
Coupling Dia. Q

78



19

79

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

Insert 6MP
| For Finishing | ZMAC Unit
5] 1
D
""" ZMAC Cartridge
= P.81
— 1l |
BAC ol |||t
e Fos
Boring Dia:$130~595mm LI\ McC-1308 (Balancer) r=p.81
mper | coseto [ Lol U [ o [ RAKAber  TPPCrane | caiige TWeRn

BT40-BAC130-205 130~195 RPC-130 7.0

No.40 (T40)-BAC180-205 | t1eo~245 | 200 | 61 | BTAO-RAK-130 180 8.0
BT50-BAC130-185 185 BT50-RAK-110A 10.0

(IT50) -235 235 -160A 12.7

-285 285 -210A 15.4

-335 | 130~195 335 -260A RPC-130 18.1

-385 385 -310A 20.8

-435 435 -360A 235

-485 485 -410A 26.2

-BAC180-185 185 -RAK-110A 10.6

-235 235 -160A 13.3

-285 285 -210A 16.0

-335 | 180~245 335 -260A RPC-180 18.7

-385 385 -310A 21.4

-435 435 -360A 241

-485 485 - -410A 26.8

-BAC230-185 185 -RAK-110A MCCZ-130 11.3

235 235 -160A (MCC-130B) | 14

No.50 -285 285 -210A Insert 6MP | 16.7
-335 230~295 335 -260A RPC-230 194

-385 385 -310A 221

-435 435 -360A 24.8

-485 485 -410A 27.5

-BAC280-185 185 -RAK-110A 11.9

-235 235 -160A 14.6

-285 285 -210A 17.3

-335 | 280~345 335 -260A RPC-280 20.0

-385 385 -310A 22.7

-435 435 -360A 25.4

-485 485 -410A 28.1

-BAC330-210%| 330~395 RPC-330 16.7
-BAC380-210%| 380~445 -380 17.0
‘BAC430-210°| 430~4%5 | 210 | o8 'ﬂgg:gﬁggg:gg 430 18.0
-BAC480-210"| 480~545 -480 19.0
-BAC530-210"| 530~595 -530 20.0

*“C” grade (Coated) Inserts are supplied as standard. I5~P.98 Please refer 1z=-P.96 for cutting condition. 80" ~180%)

*Unit “M5HZ-55" is provided as standard, please refer iz~ P.72 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-BAC180-235 (90°)

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

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

View from Cutting edge.

High Pressure Coolant
Through Tool



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

\ | For Roughing / Finishing |

BCB RPC Plate I5°P.72
e

RAK ArborrzP.72 MCC-130B 1= P.81 P%B

Boring Dia:130~595mm L
D RPC Plante Cartridge  |Weight

TAPER Code.No MIN~MAX. | = | € Rc%lé: rrxlbcir No (Balancger) (Kgg)
BT40-BCB130-215 130~195 RPC-130 75

N0.A0 .0 BcBisoois | teo~ass | 26 | 6 | BT40-RAK-130 180 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 21.1

-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) | 143

No.50 -295 295 -210A Insert 10MP | 17.0
-345 230~295 345 -260A RPC-230 19.7

-395 395 -310A 224

-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 SRS -380 175

-BCB430-220 430~495 (20%) 98 B RAR i -430 185
-BCB480-220" | 480~545 -480 19.5

-BCB530-220" | 530~595 -530 20.5

*10MP-T (Cermet) is supplied as standard.Z=" P.98 Please refer Iz~ P.96 for cutting condition.

*MIN. dial readout on dia.: 0.02mm, Sub scale: 0.002mm Up to ¢800 is also available.
% The boring arbor marked * with IT50, L (gauge length) is 220. e.g. IT50-BCB330-220. Please contact with us

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.

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

Accessories for Balance-Cut BAC

Balance-Cut MAC type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.

MCCZ-130 MCC-130B

Adjust | Set Screw | L-Wrench | Adjust |Adjustment Applicable RPC Plate

ZMAC Insert Clamp | Wrench
Lock S
OCKSTEW) - S erew (M8)  |for M815Belt| Wrench | Handle
‘y/

Unit Tip Bolt | for Insert
[ e\ &

N
M540 M815 M4 M3 M5HZL |RPC-130,180,230,280,330,380,430,480,530

@

Accessories

@)

@

Code No.[M5Hz-55| 6MP-C | M2577 T8 M366

*Please refer =~ P.72 for RPC Plate. % Set Code No. is S.MCCZ-130.
*M5HZ-55R with CC06-C insert tip is available. Please specify code No. MCCZ-130R.
*6MP-C insert tip is supplied as standard. IZ=-P.98 Please refer 1z5~P.96 for cutting condition.

Accessories for Balance-Cut BCB

MAC type Balancer for Balance-Cut large dia.

Balance-Cut BCB type cartridge for large dia.
MCC-130B

BCB-130 55t

Insert Tip : 10MP

[
Insert Clamp | Wrench Lock Adjust | Set Screw | L-Wrench | Adjust |Adjustment ;
Tip Bolt | for Insert| Screw Screw (M8)  |forM815Belt| Wrench | Handle Applicable RPC Plate
Accessories
® | O E N 52
Code No.| M7-62 [10MP-T| M67 20S  |B357,B367| M540 M815 M4 M3 M397 | RPC-130,180,230,280,330,380,430,480,530

*Please refer == P.72 for RPC Plate.
*Set Code No. is S.BCB-130.
% 10MP-T insert tip is supplied as standard.i==~ P.98 Please refer Iz5~P.96 for cutting condition.
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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
boring heads. NIKKEN can also design and manufacture special boring arbors to suit your special applications.

Base Arbor for Special Boring Head For Overturning

L H1 M10x8

ZMAC Head

N
JE

TAPER Code No. D: | L | Hi | Ho | Ci | C. | Cs |Weight (kg) Counter Balance
- - For U Axis Boring Arbor
N 0. 40 BT40-RAA32- 60 60 15 61 25 g
(IT40) R
BT50-RAA32- 60 |32h7| 60 7 12 | 102 82 5 [
No.5b0 [(ms0)  -120 120 2 %8 9
-180 180 15.5
*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.

B Multi Stage Boring Arbor MDRILLING OPERATION by COMBAT Z DRILL

For Simultaneous machining for rough,
finish and chamfer.

L/D = 3,4 times

\7/ “Rationalization is Study of Drilling.”
which is our Slogan for developing

NIKKEN COMBAT ZDRILL. 5" P.255

Please try it. Pilot Drill and 3-Phases

/‘\ $16~80  Heat Treatment significantly improves

Extra long size
(Special Made) Cutting Condition, Secure Drilling and
Tool Life.

Please specify the boring dia., depth, and necessary
length from the gauge line.

For stepped hole boring
with restricted concentricity.

B Uitra Long Size Boring Bar

For Extreme Deep Hole Boring
Operation, please study the Machine
with NC5 Spindle ==~ P.193 or

3LOCK Spindle &5~ P.139.
\ In case of BT/IT spindle, we recommend
/ ZMAC X type Head for these
applications.

Please specify each boring dia., depth,
and necessary length from the gauge line.

For decreasing the number of A.T.C with one
arbor for two different size of the bores.

{n Shank Arbor Dia.
— \e =¢p50mm

Boring dia. =¢55mm
For large bore Photo shows with NC5 Shank.

N

Photo shows with NC5 Shank.

. 1
For small bore “Q’j Spindle

The above are just samples. Pre-Balanced type Flange Contact—L | 140 Short Taper
Boring Arbor for High Speed Application and .. MERRITTS Theory Unique Construction :

Aluminium Body Head are also available. . S Consist-ing of a Slotted Taper
h - Chattering Stability= Cone which is Pre-Loaded by
Please contact with us about your special a Disk Spring to increase its

Drive Key

boring applications. Static StiffnessXDampening Ratio vibratio-nal dampening effect
Thus, the advantage of NC5 TOOLING SYSTEM whilst ad-justing minute
is clearly demonstrated. gaugeline errors, completely.
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High Pressure Coolant
Through Tool is available.
Please contact us.

hl—
Solid Carbide DJ BnS
. i
Loc- - e g 7T
o, |®
BT'DJ DJ Head
Boring Boring Bit Hole Shank Head Bit . iah
TAPER Code No. Range Depth L | c| Size Code No. Code No. |Stroke| DJ Bit |Weight
: Code No. | (Kg)
D M J BTNo.Q-h | Q-MinD-h: | S
No.30 BT30-DJ3- 76 3~28 | 14~ 80 | 76 |45| 10 |oa0 oo 4o (Q26-DI836 | 52 [ (310 )| 10
0. -DJ8- 84AN| 3~50 | 14~130 | 84 [59| 16 -DJS-44AN| 60 | ( J16 )| 12
BT40-DJ3- 86 86 BT40-026- 50 1.6
No 40 (T80) 131 5~28 | 14~ 80 45| 10 g5 026-DJ3:36 | 52 25
' -DJ8- 94AN 94 BT40-026- 50 1.9
30aN| 370 | 14180 o159 16 o -DJ8-44AN| 6.0 T
BT50-DJ3-101 101 BT50-026- 65 42
~ 14~ 4 1 -DJ3- 2 J10
No 50 Tl 3~28 80 05| %5 0 o 026-DJ3-36 5 5
' -DJ8-109AN 109 BT50-026- 65 45
SLAN| 3750 | 14130 | 59| 16 70 DJB-MAN| 60 J16 B

*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-DJ3-86-BD
% Shank and DJ Head (including Boring Bits) are delivered in separate packages.
*Please refer [IZ&~ P.84 for Boring Bits. Please refer IZ5~ P.97 for cutting condition.

A/ by BORING HEAD with DJ BORING BIT

Easy to Set Micron Accuracy

e L1 —

L
LI — T
Solid Carbide Bit

N

AN
QP\Cﬂsé 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 QL c J &l S (kg) |(Standard Accessories)|  Code No.
J10- 3-14 _

J10- 5-35 CC03-C
J10- 8-40 3MP-C
J10-18-65 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

Q26-DJ3-36 3~28 14~80 | 26|36 | 45 10 24 5.2 0.5

& @

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-DJ3-36 1 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 IZ5~ P.84 for Boring Bits. Please refer 1z~ P.97 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-DJ3-36-BD, Q26-DJ8-44A-BD



AY/ 1) BORING BIT SOLID CARBID

L

1 L
‘, s . Ha |
o] ==t p Fig.l +——1" s T
oC Solid Carbide Bar ) | t Jr(**jw oD
L | oC
" }Hli l M M Carbide Cored Bar
N =T . :
% [ 1= Fig2 Fig.5
-+ ToC : | L
Carbide Cored Bar | )
N | ! i o T
- H fH $ M }‘ GTJI | JLq:D
— o [ gs
=S T i 4
fﬁ — T oD Fig.3 Hardened steel ?c Fig.6
— ®C Carbide Cored Bar * g.
‘ H L M 14 e —m—
‘ ! ! i — ‘ R
T S oD . q>16q)J] """" 1::::: ! ’_1[ ;
Tﬁ | \| _ ; F|g4 | I %D
T » .
®® " Solid Carbide Bar ndager M Fig.7

Explanation of the Code No. 9DITII0-ADP

i
Boring Depth:
Min. Bori(::gl;nlgia.ept mm) & Z
Al

N B i f D ia. o ank. 4 C
ew Bit Series for DJ8 bbrg/iatiofnsor}ag Bit. @ P 4
Boring Range | Boring Depth Insert Clamping | Insert Clamping | —; . |Weight
Style Code No. D M J L H H: | C | S | InsertNo. Bolt No. Handle No. Fig. ©)
J10- 3- 14 | 3~ 8 14 62 30 18 22| 15 - - - 1| 30
-5-35 | 5~15 35 70 5.0 43| 25 | CC03-C M611 10S 5| 30
- 8- 40 40 75 50
-12- 55° | 12~22 85 11.2] 6.0 100
-18- 65 65 91 | 26 | — 4 1130
-18- 80" Lo 80 106 12|90 | GMPC Ms77 T8 130
J10- 3- 14°| 3~ 8 14 10 | 62 | 30 | 18 |22 | 15 - - - 7 | 30
J16- 5- 25" 25 60 |31.5| 35 76
5 35 b~ a5 -8 | 33 | 10 43| 25 | CC03-C M611 10S 5 80
- 8- 35" 35 70 | 325 25 2 |90
-8-40 | 8~18 40 83 2 | 10 72| 4.0 M2040 3 100
- 8- 55" 55 98 3MP-C T6 110
-12- 50° 50 90 | 35 | — 140
12- 60° 12~22 - 103 1405 | 25 11.2] 6.0 M2045 2 170
-18- 60 93 6 | 150
-18- 80 80 113 300
-18-100" 18~28 100 16 | 133 - %0 4 | 350
-18-120" 120 153 400
-28- 65 65 98 16 6 | 150
-28- 85 85 118 300
-28-100° 28~39 100 133 33 14.0 | 6MP-C M2577 T8 4 350
-28-130" 130 163 450
-38- 65 65 98 6 | 200
-38- 85 85 118 350
-38-100" 38~50 100 133 23 19.0 4 | 370
-38-130" 130 163 16 470

*The Bits marked * are optional accessories.

*Please refer [Z=~ P.84 for boring bits. Please refer [Z=~P.97 for cutting condition. The inser tip for J10-8,-12 and J16-8,-12 were changed from 3MS to 3MP.
%*9DJ8-J10-ADP adapter option is necessary to use J10-3-14 for DJ8 head.

% The shorter bits are added for J16-5, J16-8 and J16-12. % “C” grade (Coated) insert tip is supplied. Please refer IZ&~ P.97 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.

lExampIe of hardened steel A Results of concentricity on
boring with CBN Insert

/

24 pcs. were all within 3.6pm.

\

\

. . /’ 7 \ = \\\
setie D gosmal oo possbienvc ames 0 V(]
also available. Please contact with us. \\\\\\\\\\ ///////// /

Results of concentricity on
24 pcs. were all within 3pm.

\\ —

&
.

&

No.20
C(¢20)
ef Rl e | Example of intermittent g8 R
Z1 o boring of hardened ILom
Example of intermittent ) - steel (HRC60)¢p20mm ig _

boring of hardened - -
steel (HRC60) $p10mm Results of surface finish on 24 pcs. Results of surface finish on 24 pcs.

were all within 3.3 microns. (R MAX.) were all within 2.8 microns. (R MAX.) 84
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85

A/ BASE HOLDER for MODULAR TYPE (BT Shank)

Coupling Bolt

1-0Q oc

L

Fig.3 Fig.4
TAPER Code No. COUPg‘g Dia L clca H Hy |COURIMOBOI Fig | weight (ko)
BT30-Q 9- 50 9 50 19 | 30 20 B19 2 0.5
-Q12- 65 12 65 24 40 _ B12 0.5
No.30 -Q16- 50 16 50 31| - 25 B16 1 05
-Q20- 50 20 50 40 26 B20 0.5
-026- 40 26 40 50 | 45 18 6 B26N 3 0.5
BT40-Q 9- 80 80 5 1.2
- 95N ° % e 27 = 12
-Q12- 80 80 12 1.2
-110 12 110 s 50 Hls ) 13
-Q16- 95 95 22 15
-125 19 125 afes 55 - B 1.6
-Q20- 80 80 27 1.5
No.40 -110 20 110 e 60 2 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 o 62 83 70 s 3 26
-042- 95 42 95 83 68 55 B42 28
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 o 5 4.0
-Q16- 125N 125 22 45
- 155 e 155 Gl & 55 9 4.6
-Q20- 110 110 27 46
-125 s 125 -0 60 e 45
-026- 65 65 27 1 3.7
-140 26 140 50 | 65 47 _ B26N ; 5.3
- 170N 170 112 5.4
No.50 -Q34- 140 140 102 1 5.6
-170 34 170 64 | 80 120 B34 5 6.5
- 200 200 150 7.1
-Q42- 125 125 87 6.5
-190 42 190 | % 152 ] 9.1
-Q42- 225A 225 B42 12.9
- 275A 275 15.6
- 325A 42 a5 | 83| % 4 18.3
- 375A 375 21.0
:q;l(l:bof QZhG llzjase Eolder has beerr: increased from 45mm to 50mm due to improvement of its rigidity. L
A tre tl h-tool lant hole.
The Coupling screw & wrench are supplied 2 standard. tm M
*When L length is required longer than standard, please specify the boring depth M. I/ Q No.




A/ sPACER for MODULAR TYPE

Extension Spacer

k;ﬂ Coupling Bolt

i . He
— ] 5 i 1
o v $Q1 l
SP s
M Example of small diameter boring in ; i . -
a deep recess using the largest Cork e, ComEmE D | COUp’|\I|ng Bolt Wilght
diameter extension spacer in order Q-Q1-L Q Q1 0. (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
i = B140-Q26-95 SP 16-16-30, 45, 60 16 16 | 3t B16 0.15,0.25, 0.35
T ' SP 20-20-45, 60 20 | 20 | 40 B20 04,05
m 127 MAGaS 40 | SP 26-26-60, 90 26 | 2 | 50 B26N 08,12
‘ 20 s SP 34-34-60, 90 34 34 64 B34 14,2.0
W Example of deep hole boring using SP 42-42-60, 90 42 42 83 B42 24,34
the extension spacer with the same X o e ot ool cooiant e, #The Coupling screw i ncluded as siandard
diameter as head. i : :
W BT40-Q26-95
E 7, | SP26-12-30
12-ZMAC25-40
10— L
“—’1 Coupling Bolt
i
Stepped Spacer oC $Q ot
p J_U_ﬂ"’m |
A— -
—— ——
w i E —>10[«—
' Code No. Coupling Dia | c; | Coupling Bolt| ~ Weight
LY : Q-Q1-L Q Q1 No. (kg)
< - SP12- 945 12 | 9 | 24 | 19 B19 0.1
SP e SP 16- 9-45 6 2 | g [ 19 B19 0.15
Il Example of small diameter boring in -12-60 12 24 B12 0.25
deep recess using stepped spacer SP 20- 9-45 9 19 B19 02
with the same diameter as head. -12-60 20 12 40 24 B12 0.3
-16-60, 90 16 31 B16 0.4,0.6
-, | BT40-Q26-95 SP 26- 9-30, 45 9 19 B19 0.3,0.3
T e | SP26-26-60 -12-30, 60 . 12 " 24 B12 03,04
M SP26-12-30 -16-30, 60, 90 16 31 B16 0.3,05,06
RUIEN [12-ZMAC25-40 -20-30, 60, 100 20 40 B20 04,06,1.0
SP 34-16-60, 90 16 31 B16 0.7,09
-20-60, 100 34 20 64 40 B20 1.0,1.3
-26-60, 100 26 50 B26N 11,15
SP 42-20-60, 100 20 40 B20 12,1.6
-26-60, 100 42 26 83 50 B26N 1.4,1.9
-34-60, 100 34 64 B34 1.8,2.5
*¢$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.
Al Spacer for Deep Hole @ L/D:MAX 6 times
Code No. Coupling Dia Weight
0-01L o | o © Ci | MAX.L (kg
— SP 26- 9- 85-A1 9 19 85 0.6
-12-115-A1 12 24 115 0.7
Coupling Bolt -16-140-A1 26 16 50 31 140 0.9
-20-180-A1 20 40 180 1.2
oCpa A gy A -26-190-A1 26 50 190 15
$Qu N X ©
| Please specify the “L” length when ordering. Code No. is

10

e.g SP26-9-85-Al (Q1=9 and L-85)

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.
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Y /A MaJoR SREA B oF HOI DER for MODULAR TYPE

87

‘¢C1 W )
Fig.1 L]
MDQ
Photo shows with Al spacer
and ZMACK head.

TAPER Code No. Q L C C1 H V"(eki(_%ht ZMAC Boring Range | Fig
No.30 NBT30-MDQ26- 60 26 60 50 50 375 16~70 1
No.40 NBT40-MDQ26- 65 26 65 50 54 30.0 1.3 16~70 2

NBT50-MDQ26- 80 26 80 50 87 22.0 4.6 16~70

No.50 -MDQ34- 90 34 90 64 87 32.0 49 16~85 2
-MDQ42-100 42 100 83 87 45.0 5.7 16~180
*All base holders are used for centre through tool coolant. - L
% Coupling bolt a_nd wrench are supplied as §tandard. o . r le—M
& head ded h th base hold -vib . il
hen L longth s required longer than standard. pieace specify e boring depth M and & No. C Wﬁ—a o No.
Y Coupling Dia. . Weight
K-Q _ Code No. C | L |CouplingBolt.
Q (Ko)
K32-Q 9-20 20 0.4
ZMAC Head == P.77 9 19 B19
ea -40 40 05
-Q12-20 20 0.4
L 12 24 B12
. . -60 60 0.6
-Q16-20 20 0.5
[ RAC Head 1=~ P.69 16 31 B16
M%Azﬂ/ ol o ac -55 55 0.7
- L. = om) _ -Q20-40 20 40 B20 0.7
t‘ ~ -Q26-40 %6 50 40 B26N 0.8
DJ Head %= P.83 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

* Chanfering angle is 45°




A/ MODULAR TYPE BORING HEAD

BCB Micro-Cut Boring Head

-

Insert No.

L
qﬁ & Unit No.
®C
P A
P:98
Code No. BoringDRange BoringMDepth Coupl(i;g Dia | Total tength c C, Unit No. e N,
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 18 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.98 Please refer IZ5~P.96 for cutting condition.
‘47 L4>‘/lnsen No.
oC 6Qf— ¥ \
T nit No. P%a
| SN
Set/Head Code No Boring Range Boring Depth Coupling Dia _Remarks
D M Q © Unit No. Insert No.
9-BCB 22 - 40 22 ~29.5 9 20 M 2- 22
12-BCB 29 - 40 29 ~ 41 40 12 25 M 3- 29 Harls
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. [Z5~P.98 Please refer [Z&~ P.96 for cutting condition. ’—— Length —»‘
% 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

N T [ — The sales of micro cut
== - boring bar will be finished,
U ‘ } when the stock is sold out.
A
K-BCB P:98
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 L -BCB14.58-100 14.5~19.5 65

*Please refer =~ P.87 for straight shank base holder and iz==P.88 for micro cut head.
*“T” grade (Cermet) Insert is supplied as standard. =5~ P.98  Please refer &~ P.96 for cutting condition.
*Please use ZMAC Boring Bar for the bore dia. is larger equal to ¢16mm. I==~P.88

88
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K-RAC

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. By,
Use with Straight Shank ZMAC Boring Bar.

i i | t .
e W BonngDRange BorlnglelDepth Cig:r:\ll(a Head No. n'\?g.r Weight (kg)

K32-RAC25- 75E 70 K32-Q12-20 0.8
me 12-RAC025- 55E | CCO7-C

115E o & 93 01260 09

-RAC32- 75E 70 -Q16-20 1.1
= 16-RAC 32- 55E | CCO08-C

110E e Qes5 | 10 HAC 3259 13

-RAC43-110E 43~ 55 105 -Q20-40 | 20-RAC 43- 70E 1.7

-RAC53-110E 53~ 70 -Q26-40 26-RAC 53- 70E | 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. =5~ P.62

*Baring bar with the cartridges for heavy duty boring of iron and cast iron IZ&~P.64, for aluminium (A) [Z5~ P.66 and for through hole and multi sheets (K) .[Z5~P.68
Please refer [z~ P.95 for cutting condition.

% Shank (P.87) and head (P.69) are delivered in separate packages.

* For centre through tool coolant type except K32-RAC70-110E marked */, please add “-C” at the end of Code No. e.g. K32-RAC53-110E-C

K-ZMAC

A/ straight Shank Z MAC BORING BAR

L
MC
w1
=
=
t

You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions.

. . A
Boring Boring Shank P;98 Weidht
Code No. Range Depth C|C. Code No. M (kg)
D M Head No. |Insert No.| Head No. | Insert No.
- - 38 12-ZMAC16-45 0.5
K32-ZMAC16- 65 15.9~202 5 - | renernm
- 75 48 12-ZMAC16-55 0.5
- - 59) -Q 9-20 0.6
oA [ 19.8~25.2 19 2 9-ZMAC20-40 | 3MP-C,B
- 80 63 30 -Q 9-40 0.7
- - 55 -Q12-20 0.6
ZHIAGE ] 24.8~32.2 24 12-ZMAC25-40
-100 83 30 -Q12-60 0.7
-ZMAC32- 75 70 -Q16-20 0.9
31.8~42.2 31 16-ZMAC32-55 | 4MP-C,B | 16-ZMAC32R-55
-110 -Q16-55 CCO6-C 1.1
-ZMAC42-110 41.8~55.2 105 40 -Q20-40 | 20-ZMAG42-70 6MP-C.B 20-ZMAC42R-70 1.5
-ZMAC55-110 54.8~70.2 53 -Q26-40 | 26-ZMAC55-70 ’ 26-ZMAC55R-70 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 -75

Y MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia. ZMAC32 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 Iz~ P.96 for cutting condition.
We would recommend “B” grade (CBN) Insert for Hardened Steel and High Speed Boring of Cast Iron.

% For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. K32-ZMAC42-110C.



A straight Shank DEEP HOLE ZMACX BORING BAR

Axially Adjustable and Solid Carbide
For Deep Hole Boring

For Deep Hole Boring with Extended Gauge Length

rim
B = 4
~— = oD
Axially Adjustable type
ZMACX25, 32, 42 are the centre through tool coolant type with ZMAC& head as standard. //x\
S-ZMACX (98
Code. No. Boring Range | Boring Depth | | s Unit Insert | Weight Suitable Holder
D M No. No. (k9) Chuck KM Collet
$12-BCBX12.7- 95 12.7~145 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-ZMACX16-120 15.9~20.2 65~120 150 | 15 | M2HZ-16 0.3 BT40-C32 -15
$19-ZMACX20-150 19.8~252 | 100~150 | 180 | 19 | M2HZ-20 | 3MP-C,B | 0.6 BT50-C32 -19
$24-ZMACX25-190C | 24.8~32.2 140~190 | 220 | 24 | M3HZ-25 1.3 24
$30-ZMACX32-260C | 31.8~42.2 | 190~260 | 290 | 30 | M4HzZ-32 | 4MP-C,B | 26 -30
$32-ZMACX42-330C | 41.8~552 | 260~330 | 360 | 32 | M5HZ-42 | 6MP-C,B | 38 -

* T grade (Cermet) insert tip or “C” grade (Coated) insert tip is supplied as standard for BCBX or ZMACX respectively. [Z&~ P.98 Please refer [Z&~ P.96 for cutting condition.

% Centre Through Tool Coolant type is available. Please add “C” at the end of Code No. e.g. S19-ZMACX20-150C

Deep Hole Boring Operation with combination of Milling Chuck, Collet and S-ZMACX Boring Bar.

Ultra Deep Hole Boring MAX.L/D=8 times with Carbide Solid Boring Bar
Axially Adjustable with Milling Chuck

N ﬁ’. 7 /
~
' & 2 &/ S /
\ / {
& /
Milling Chuck Collet Boring Bar
TAPER Milling Chuck Code No. Collet KM Collet No. Deep Ié(c))lgeB’\clJcr)ing Bar
BT40 -C20- 70, 90, 105, 120 Ckm20) KM20-12 $12-BCBX12.7- 95
No.40 -C25- 70, 90,120 Ckm25) 13 $13-BCBX14.5-105
-C32- 85, 105, 120 (km32) KM25-12 $12-BCBX12.7- 95
BT50 -C20-105, 135, 165, 180 -13 $13-BCBX14.5-105
NO 50 -(25-105, 135, 165 (Kkm25 ) -15 $15-ZMACX16-120
. -C32- 90, 105, 120, 135, 165 | Ckm32) KM32-12 $12-BCBX12.7- 95
-C42- 95, 105, 120, 135, 165 | (km42) -13 $13-BCBX14.5-105
-15 $15-ZMACX16-120
-19 $19-ZMACX20-150
-24 $24-ZMACX25-190
-30 $30-ZMACX32-290C
= $32-ZMACX42-360C

*KM42-12, 13, 15, 19, 24 are also available.

90
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A/ straight Shank DJ BORING BAR

L Solid Carbide
I — s
N r—d ot
I ¢C T
il i [ et
K-DJ
You can use following boring tools with C32 Milling Chuck. P%S Pc
It is convenient for Various/Small Volume Productions. L2
Boring Range | Boring Depth Bit Hole Size Shank Bit Stroke Bit Weight
Code No. D M Lic L Code No, | eadNo. S Code No. | (kg)
-DJ8-84AN 3~50 14~130 84159 16 -DJ8-44AN 6.0 CJie ) | 16

*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 15~ P.84 for Boring Bit. Please refer 15~ P.97 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/ WULTI 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

Please supply ISO cartriges basically,
even we can provide by ourselves.




A/ BALANCE CUT BORING UNIT PARTS LIST

There are two methods of Tip Clamping;
Screw-on type (5) and Eccentric bolt type (6) . 13
Please pay attention when ordering.

&3
4 @ 3 K (Muiple Sheet, Through Hole

| 5 g 4
8®© PSS 3 A (Aluminum) _
| |

‘ [3 (Eccentric B(-)It) j
1

’. %/? 3 E (Steel, Stainless Steel, !

, Cast Iron)

3 (Heavy Duty of Iron, Cast Iron)

<10 J
1 2 3 4 5 6 7 8 9 10 | 11 | 12 | 13 | 14 15
Tip ! - |Cartridge Tip | Tip |Wrench|L-Wrench
SA% BRAC Cartridge Tip Clamping Ecr|:3er|1ttr|c Asdjustlng Clamping SSEt C(l)Dpper Clamping|Clamping| for | for Sstepped
Boring ea ase Bolt 0 CTEW! "Bolt [SCTEW| PNl wrench| Handle |Adustment{Cartridge| >P2C€"
Range
7 @ @ Q
12-RAC025- 55E RCC-025E CCo7
¢ 25~ 32 12-RAC025- 55B M3070 — M508 | G-25 | B12 | — — | T10 M3 | SP26-12-30
- 556A - 25A | AEG12
- 55K - 25K SC09
16-RAC 32- 55E RCC- 32E CCo8 M4090 T15
¢ 32~ 45 16-RAC 32- 55B — M512 | G-32 | B16 | — = M4 | SP26-16-30
- 55A - 32A | AEG12
M3070 T10
- 55K - 32K SC09
20-RAC 43- 70 RCC- 43 CNO08 CSM-70 CSM-43 R12 | M3 | 20S
- T0E - 43E CC12 M5012
¢ 43~ 55 20-RAC 43- 70B M514 | G-43 | B20 M5 | SP26-20-30
- 7T0A - 43A | AEG16 M4090 — = — | T15
- 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 | G-53 | — M2.5 —
- T0A - 53A | AEG16 M4090 — = — | T15
- 70K - 53K SC12 M5012
26-RAC 70- 70 RCC- 70 CNO08 CSM-70 CSM-43 R12 | M3 | 208
- T0E - 70E CC12 M5012
26-RAC 70- 70B M528 | G-70 | — —
- 70A - 70A | AEG16 M4090 — = — | Ti5
- 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 | G-70 | — =
- 85A - 70A | AEG16 M4090 — = — | Ti5
- 85K - 70K SC12 M5012
42-RAC100-100 RCC-100 CNo08 CSM-70 CSM-43 R12 | M3 | 20S
-100E -100E CC12 M5012
$100~130 42-RAC100-100B M538 | G-70 | — —
-100A -100A | AEG16 M4090 — = — | T15
-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. 1Z="P.69

*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-025".

% The Code No. of Tip Clamping Handle is unified to T10, T15 and 20S. 92
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A 1MAC UNIT PARTS LIST

1

NIKKEN ZMAC Boring Heads come complete with ZMAC
Boring Unit. See below part No. for spares.

Different codes for the Triangular Insert unit & Rhomboid
Insert unit are shown below : column 1: Boring unit, column 2:
Cartridge, column 3: Insert, column 6: Insert clamp screw,
column 7: Insert clamp handle, but all other parts (column 31
to 34,36,39) are common to both.

N.B. Other manufacturers ISO Standard Insert Tip may have
different centre hole diameters.

1 2 3 6 7 31 32 33 34 36 39 40
: Insert | Insert : ; Unit
A . ) Triangular Dial Lock Wave | Preload | Lock | Adjustment
ZMAC Unit|  Cartridge Insert ggg‘x ﬁ;ﬂ% Ring | Flange | Spring | Nut | Screw | Handle Céaornp
Boring Range - y S~ ~
</<s) | § 77 / / SN
99 8@ @00 o7 -
15.9~ 20.2 M 2HZ- 16C 9M216D | 9M216L M361 M 2HZL-A
9M216W | 9M216P M2045
19.8~25.2 | M 2HZ- 20 | M 2HZ- 20C 3MP-C,B M2045 9M220D | 9M220L M362 M 2HZL-B
T6
24.8~32.2 | M 3HZ- 25 | M 3HZ- 25C 9M325D | 9M325L M333 9M325P M363 | M 3HZL
31.8~42.2 | M 4HZ- 32 | M 4HZ- 32C 4MP-C,B M2070 9M432D | 9M432L M334 M344 M365 M 4HZL -
577
41.8~55.2 |M 5HZ- 42 | M 5HZ- 42C M364
9M542D | 9M542L | M335 | 9M542P M 5HZL
54.8~70.2 |M 5HZ- 55 | M 5HZ- 55C M366
69.8~85.2 M 7HZ- 70 | M 7HZ- 70C 9M770D | 9M770L | M337 | 9M770P | M360 | M 7HZL M3090
6MP-C,B Me577 | T8
84.8~100.2 | M10HZ- 85 | M10HZ- 85C o M367
(M2562D)
99.5~140.5 | M10HZ-100 | M10HZ-100C 9M108D | 9M108L | M330 9M108P M368 M10HZL M4012
139.5~180.5 | M10HZ-140 | M10HZ-140C 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.

% Cartridge can not be supplied alone, please order ZMAC unit.

Special cartridge example for necking
is available. Please contact us with the

1 2 3 6 7 work piece drawing.
: Insert | Insert
@ ZMAC Unit|  Cartridge Ri}ﬁrsnebr?'d Clamp | Clamp | The cartridge head can be exchanged itself for the
A~ Screw | Handle | head bigger equal to ZMAC42.
Boring Range ; , @ )
= Cartridge Head Head Clamp Bolt
T ’ O
31.8~ 422 | M 4HZ 32R | M 4HZ- 32RC M2560 Boring Range [ON L e
5]
418~ 552 | M SHZ 42R | M SHZ- 42RC |  CCO6-C T8 DN VAN S
M2577 v @
54.8~ 70.2 | M 5HZ- 55R | M 5HZ- 55RC N —
69.8~ 85.2 | M 7HZ 70R | M 7HZ- 70RC M4090 41.8~ 55.2| M SHZ- 42CH M SHZ- 42RCH|
CC08-C T15 54.8~ 70.2 | M 5HZ- 42CH | M 5HZ- 42RCH
84.8~100.2 M10HZ- 85R | M10HZ- 85RC M4012 69.8~ 85.2 | M 7HZ- 70CH|M 7HZ- 70RCH M625
09.5~140.5 M10HZ-100R | M10HZ-100RC 84.8~100.2 | M10HZ- 85CH | M10HZ- 85RCH M825
cC12-C Ms012 | T15 99.5~140.5 | M10HZ-100CH | M10HZ-100RCH M835
130.5~180.5 | MIOHZ140R | M10HZ-140RC 139.5~180.5 | M10HZ-100CH | 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 than the MIN. boring diameter.
*Cartridge can not be supplied alone, please order ZMAC unit. Attach eInsert the head into cartridge, then tighten head clamp bolt temporary.

e|_oosen 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.




A/ MICR0-CUT BORING UNIT PARTS LIST

BCB Relation bet Mi Cut Boring Arb d BCB
elation between Micro-Cut Boring Arbor an
Screw on type Micro-Cut Boring Unit Clamp on type

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.

34 = 41 é 16
»8 AN
N _ 13
S AN
g 14
‘ T
The sales of clamp on 15
P type will be finished, when
the stock is sold out. 19
Screw on type Clamp on type
1 2 8 4 5 6 | 7 11 12 13 /141516 |17 | 18| 19
: Insert for Steel, | Insert | Insert Insert | Insert (Insert for Insert | Insert
Borlng BC? Cartridge Insert for | Insert for Stainless | Clamp | Clamp BCE Cartridge | for Alloy | for Cast | Steel, I;?:aigr %liaer:s Clamp | Clamp
Range Unit Alloy Steel| Castlron |~ gieq Bolt |Handle| Unit Steel | Iron |Saess e Bolt |Handle

12.7~14.5
145~195(M 1145 — IMP-E | 1MP-F | 1MP-T | M61 | 10S
19 ~22.5|M 2-19 |M 2-19 C M6
22 ~29.5|M 2-22 |M 222 C| 3MS-E | 3MS-F| 3MS-T 13S
29 ~41|M 329 [M329 C M63 M 3L-2SC | 3P-E| 3P-F| 3P-T| — |CP- 3/B183|M1.5
38 ~ 50 (M 5-38 |M 5-38 C M 5S-2SC
MP-E MP-F | 6MP-C |M2577| T8 5P-E| 5P-F| 5P-T| 5CB |CP- 5| B185 | M2
48 ~ 65 |M 5-48 |M 5-48 C 6 6 BMP-C 25 M 5L-2SC
62 ~ 90
82 ~110 M 762 (M 762 C 10MP-E | 1OMP-T | 10MP-T Mé7 203 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.
% Each unit and cartridge are supplied without insert tip.
*Brazed type is available for the diameter of $29~¢200.
31 32 59 34 35 36 37 38 39 40 41 42
) Dial Lock Wave Pre-Load Lock Lock Unit Unit Adjustment| Wrench for Wrench for Wrenclllfor
Sgggg Ring Flange Spring Nut Metal Screw Mgglr:txmg Mgglr:tg\g Handle Umg\gftu'r&nng Unlglg:)tugmg SL(?rgw
g8 |% a
12.7~14.5
145195 B311 B321 B331 B341 B351 B361 B381 M391 M1.27 M1.5
19 ~22.5 B362
22 ~295 B312 B322 | 9M216W | 9M216P | B352 M363 B382 M392 T6 M2
29 ~ 41 B313 B323 M333 | 9M325P | B353 B363 _ B384 M393 - 13S M2.5
38 ~ 50 B325 B355 B365 B386 - 20S M3
B31 M M542P M
48 ~ 65 319 B326 35| oM B356 B366 M375 - 39 M405 - M4
62 ~ 90 B367
B317 B327 M337 | 9M770P | B357 M377 M397 M407 M5
82 ~110 B368 B387 M405
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 end of Code No.
e.g. D.M2-22  for Boring Range:$22~29.5mm
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A/ BALANCE-CUT BORING ARBOR CUTTING DATA

CN (Positive type) RAC-E
Material

Steel 60~150m/mim. (Dry or Wet cutting)

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

Insert
Interrupted
ﬁode Grade SS41 S55C SCM SKD sc FC,FCD sSuUsS AL,ALC Cutting
0.
Coated o o o © O O © _ o
) Carbide M|  60~120 60~150 | 60~150 | 50~80 80~120 60~150 40~80
(0] | e
L Coated - . . . ©) ©) . B .
Carbide K 80~120 60~150
on | Coated @) @) O O O O O _ O
Carbide M| 60~120 60~150 60~150 50~80 50~80 60~150 40~80
AEG | K10 - - — — — — — | | ©
Coated ) o © © O O © _ o
e Carbide M |  60~120 60~150 60~150 50~80 80~120 60~150 40~80
Coated @) © . .
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 feed rate at the entrance is recommended to be reduced to 60 to 70%.

MRelation 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)

) Best Condition MAX. Condition
Boring Range Type

28

24

@25~ 32| RAC 25 | 2.0~ 40| 02-03 |05~ 6.0| 0.1~0.4
/ 32~ 43| RAC 32 |30~ 50| 02-03 |1.0~ 80 0.1~0.4
5 O VTricio 43~ 53| RAC 43 | 40~ 70| 02-03 [1.0~100, 0.1~0.5
| e 53~ 70| RAC 53 | 40~ 70| 02-~0.3 [1.0~10.0 0.1~05
RACES 70~100 | RAC 70 | 5.0-10.0| 0.3-04 [1.0~15.0| 0.1~05

20

a

j\\ Removal mm/®| Feed mm/rev. | Removal mm/®| Feed mm/rev.
|
[
(

16

N

Wy

o

| 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)
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A/ 1MAC BORING SYSTEM CUTTING DATA

B Selection of Insert Tip for each material.

Material
A\ Steel 100~400m/min. (Dry or Wet cutting)
AON A\ /
Coated | Stainless Steel| 80~150m/min. (Wet cutting)
TiALN
\ Cast Iron 150~250m/min. (Dry or Wet cutting)

Hardened Steel| 100~150m/min. (Dry or Wet cutting)

=
CBN )
‘/\ High Speed finish | 4,51 600m/min. (Dry or Wet cutting)

for Cast Iron

Wet Cutting 4 \\
K grade Carbide | —& Aluminium Wet cutting \\x ;

- | K grade carbide
Diamond | g Non-ferrous metal Please use RAC Head | ®
for Aluminium.

Please use ZMAC & head
for Diamond.r=P.78 Please refer =~ P.65

B Recommended cutting Speed ©O---Best O--Good —:--Unsuitable

Insert Hardened Steel Inter-
SS41 S55C SCM SKD SC FC,FCD SUS | ALALC rupted
legde Grade SCM | SKD SUJ  [cuting
@) @) @) © ©) O @) _ _ - _
C | Coated | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O @) O © _ O _ _ _ _
. E P10 | 60~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
NS (@) O
P - - - - ~ | 60~130 | ~  |400~1000] " - - |0
© © ©) © © _ @) _ _ _ _
T |Cermet | 5002400 | 200~400 | 200~400 | 80~150 | 80~150 120~180 O
© O (@) ©)
B | CBN - - - - - |s00~800| - = |100~150 | 70~100 |120~150 | ©
D |Diamond = - = - = = = 40092000 = = = =
Coated O O © (@) O O ©) - - - -
c Carhide M | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150
A Coted | O O O O e 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 N as small as possible : MAX. 3 times.
@ Stock removal on diameter.
Boring Range|  Type L= L = D<32mm : less than 0.25mm
Best Condition MAX. Condition Best Condition MAX. Condition | D>32mm : less than 0.3mm
Removal mm/9 |Feed mm/rev.| Removal mm/9 |Feed mm/rev.| Removal mm/® |Feed mm/rev.| Removal mm/® |Feed mm/rev. Feed per rev. depends on
$16~ 20| ZMAC16 | 0.2~0.4 | 0.05~0.07 1.0 0.1 Nose/R and accuracy required.

425~ 321 2uACE | oo TeetaT 30 T 0 Lot Surtac inih . €Z24pere0)
$32~ 42| ZMAC32 | 0.2~0.4 | 0.05~0.08 2.0 0.2 1.0~3.0 | 0.1~0.15 5.0 0.2
$42~ 55| ZMAC42 | 0.2~0.5 | 0.05~0.08 4.0 0.2 1.0~3.0 | 0.1~0.15 5.0 0.2
$55~ 70| ZMAC55 | 0.2~0.5 | 0.05~0.08 4.0 0.2 1.0~3.0 | 0.1~0.15 5.0 0.2
$70~ 85| ZMAC70 | 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~| 0.2~0.8 | 0.05~0.1 4.0 0.25 1.0~4.0 | 0.1~0.2 8.0 0.25
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A DJ BORING ARBOR CUTTING DATA

M Selection of Insert Tip for each material.

6
AON [\ /

Coated

T :\
CBN =

MAX. L/D for CBN
insert tip is 3 times.

/N
K grade Carbide | ~<&

Material

Steel

Stainless Steel

Cast Iron

Hardened Steel

Aluminium,
Non-ferrous metal

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)

300~500m/min. (Wet cutting)

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  (cyting
O O © O (@) O © _ _ _ _
C | Coated | 1090~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O @) O © _ O _ _ _ _
A E P10 | 6o~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
[ ON o O
F | KIO - - - - ~ | 60~130 | ~ |300~s00| - - |0
(@) O @) © (@) _ O _ _ _ _
T [ Cermet | 100300 | 100~300 | 100~300 | 80~150 | 80~150 80~150 O
O @) @) (@)
B | CBN - - - - - |200~500| - - | 60~120 | 60~100 | 0~120 | ©
o) C | Coated o O O ©} ©) O (@) - _ - _ o
[\~ 100~300 | 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.
B Recommended Cutting Condition (removal,feed)
N . In case of CBN insert, reduce L/D
Boring Range Type Best Condition MAX. Condition as small as possible : MAX. 3 times.
mm/ mm/rev. mm/ mm/rev. Stock removal on diameter.
DJ3 DJ8 ¢ v i v 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 Ji0- 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 : 7@;?(‘,’“22;/‘;"')
$38~ 50 J16-38 0.2~0.5 0.05~0.08 2.0 0.15




Steel [ ) [ ) ()
Stainless Steel [ ) o o
Cast Iron [ ) [ [ ) ® O
Material Aluminium [
High Speed finish for Cast Iron o
Hardened Steel [ )
High Speed finish for Aluminium [ ]
. . Coated Coated | Coated Cermet |Carbide| Carbide "
For the_ Boring _of Large Diameter and Short Depth, the Cermet | Cartide M | Cartide K | (wlo coating) | P K CBN |Diamond
use of insert with large nose radius is recommended. e
The smaller nose radius inserts are ideal for smaller Grade c T E Lobeder| 7| B D
diameter boring or finishing operation. Vaterial
*1
Applicable Arbor ST Code No[Nosg R [PV90*+{T2000Z | AC630M | ACALOK |NS530| TN9O| ST10P HL  |KBN10B| KPD010
> il s
BCB12.7, BCB14.5 —F i 1MP-O2| 0.2 |@*1 o o (]
175 — $1.40
4 T (WBGT050102L)
BCB19, iwl_[5
BCB22, — il 3ams-02| 02 |@*1 o o o*20 o
BCB29 3.969 [ $2:30
4 f TBGT06010L
ZMAC16 S *2
) 1591 |5y 3MP-O2| 0.2 ( ] [ ] ® O [ ]
ZMAC20, n
ZMAC2S hrooos oz 3MP-O4| 0.4 e () ()
for DJ Bit b T WBGT06010L ) :
80°
2%l _f, aMP-02| 0.2 ° ° ®o o2|®
ZMAC32 — H o
$4.762  —{t-— $2.30 ’ *
s [—1 T WBGT08020L 4MP-O4| 0.4 ® ®*2 ® ®
ZMAC42 - ZMAC140 sl [y 6MP-O2| 02 | @ | @ ) o 0% e @ *4
D) e WeCT1% o %ﬂ 0 6MP-O4| 04 | @ | @ ° o o*2j0| © |0+
BAC130 - BAC530 i oL | 6MP-O8| 08 | @ | @ ° o 0*2j0 @ | @*4
B s o7l o 10MP-O2| 02 |@*1 o o0*2|@
BCB62, BCBS2, — N 10MP-O4| 0.4 |@*1 o o0*2|®
525 | X
SoE v Fteriraol |10MP-O8| 0.8 |@*1 o o*’e o
w1l I7,
3105, 165 ‘ %%g cco3-02| 02 | @
N/ 1 ceeTosnioL
ZMAC32R, 2l [7, cc06-04| 0.4 e ()
ZMACA2R 28558 3t
ZMACS5R D os e
] T commosnzon | CC06-O8 0.8 o ®
swl f7, cco7-O4| 0.4 ° )
RAC025 Lo %% "
AT | F commosasoL | CC07-O8| 0.8 °® o
ZMACTOR, s 7, )
ZMACESR w T = ccos8-O4| 0.4 o o
RAC25, - -f- 9525 —-|-p4.4
RAC32 AT | T commogtson | ©C08-O8| 0.8 o ®
a6l o
RAC43-RAC530 | /) T o
(Eccentric Bolt Type) i7 TSl(e ) CN08-O8| 0.8 ®
! CNMM120408;
ZMAC100R sl 7, cc12-04| 04 ° °
) i\ T Of
ZMAC140R b s
RACA43E - RAC100E L a F comromon | CC12-08| 0.8 ) o
*Minimum quantity of CBN and Diamond: 1pcs, All other insert tip: 10pcs i
o ode No. of | standard Insert Tip
%2 “-NB” (w/o breaker) is recommended for cast iron.
%3 Hole diameter of 6MP is ¢2.8mm. M2562D (Optional tip clamp bolt) is required for the IE @
ISO standard insert tip with the hole diameter of $3.3~¢3.5mm.

% k4 M2562D is necessary for 6MP-D (Diamond) , because of the hole diameter is different.

*The ISO code No. surrounded with () is the Nikken original insert tip. Cuting Edge Thickness Coner Radius ~ Cutting L : Left

Length Direction N : Either

Please add the grade indication into O, and

add the insert tip material indication at the et T: A Nomd B 5o TomeCiss TpBedrs  WACED

end off the Code No. Shape w: /) goe Clearance ¢ 7+ -3 G : Ground  Hole Configuration T : LE
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1) c: [J 8 P:11° [ M : Pressed R: M
M: D g N oo B :[J
s: [ o0° E 200 [ H: B
A:[Y85 M:EH
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A/ NIKKEN INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (2)

Steel [ J [
Stainless Steel [
) Cast Iron o
plesus Aluminium o
High Speed finish for Cast Iron o
Hardened Steel [ ]
Cermet Carbide Carbide
(w/o coating) P K CBN
Grade T E F B
Material ¢
Applicable Arbor Dimension Code No. |NOSER Ti2A ST1oP HTI10 KBN10B
~=|1.59
I
BCB29 N 3P-0O2| 0.2 () ] (]
LI (TPMR060102)
‘_'3,‘18
[ 11°
BCB38, BCB48 v 5P-O4| 0.4 o o ([ J
L TPMR11030L
A e 7P-O4| 0.4 ° ° ° °
BCB62, BCBS2 |
L TPMR16030L 7P-O8) 0.8 L 1
Alge 10P-O4| 0.4 ° ° ° °
L 11
BCB100 i 7
L TPMR22040L 10P-08| 0.8 ® ®

*Minimum quantity of CBN: 1pcs, All other insert tip: 10pcs
*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 Ingert Tip T
Grade Indication |Material Indication 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 - - — - - -
120007 ZX coaled suitable for the high speed finishing on the steel with long insert life.
. 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 AC6=0h Excellent for the impact resistance and the fracture resistance for the stainless steel
. Very tough carbide K (base material) with the super FF coated.
Sl Gl 1 RIERITS Very stable cutting for the ductile cast iron and normal cast iron.
TN9O Applicable for the roughing and finishing on the steel.
Very stable cutting to be improved the heat resistance and the impact resistance.
Cermet (w/o coating) T NS530 | The general material for the steel and the cast iron with the heat resistence and the toughness.
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 . =D 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
Excellent for the fracture resistance and wear resistance.
CBN = ekl 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 KEROLO Applicable for the cutting on the carbide, ceramics, glass fibere and the plastic also.




A/ BORING BAR for SQUARE & CYLINDRICAL BORING TOOL

.

A
—

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 (& Cu 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
D -BSA 50-180,225 50~ 65 153, 198 13 40 44 24, 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 4.4, 57 .
-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 4.6 f‘\
-BSA 38-180 38~ 52 140 10 30 33 4.8
-BSA 42-210 42~ 56 170 34 37 5.0
N050 -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 4.7, 5.6 Fi2
-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
N05[] -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 1.8
(IT40)-BOA 30-165 30~ 35 137 8 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 19 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 19 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.
*When L length is required longer than standard, please specify the boring depth M.

—
—

100



19

101

A FACE MILL ARBOR (JIS)

For JIS B4113 Face Mill

M Taper contact area of more than 80%
ensures reliable milling with no chattering
accompanied

le— - H> Drive key
oC | /T
] N ‘+H2

- | e
‘ <5
=3
79
o % &
o
<]

FMH Arbor for High Feed with an ﬂof”l
Coolant Through == P.151, P.183 Rt
Dimensions Weight | Demension of Arbor with cutter | Drive Bolt
TAPER Code No. (¢D -L) H C| W ]| Ci| C| Hi | H2| (k9 | Ln | D1 | F Key
No0.30| BT30-FMA25.4 - 45 | 22 | 50 | 95 | 33 | 23 | 10 2 | 13| 9 | 80| 50 |FW 5 | FM12
BT40-FMA25.4 - 45 15 | 95 FW 5
No.40 (IT40)-FMA25.4 - 90 | 22 | 0 | 9533 | 23 [ 10 | 2 ayap| 80| 50 w5 | FMI2
0. -FMA31.75 - 45 1.7 | 105
“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 37 | 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 FWA13 FM16
No.50 -FMA31.75 -105 6.1 | 165
-FMA38.1 - 45 43 | 105 FW18
"FMA38.1 - 75 34 | 80 (159 | 50 | 27 | 14 6 56 | 135 125 | 60 FWA9 FM20
-FMA50.8 - 45 4.9 | 105 FW23
-FMA508 - 75 36 | 100 |19 65 | 37 | 14 | 10 68 | 135 160 | 60 FWo4 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. % Above weight is for Arbor only. (Not include Face Mill Cutter)

* 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 [Z=~ P.103.

% 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.

*In case of the special cutter, please

specify the dimensions below.

BT50-FMA25.4 -200,-250 Fig.la‘ 0 Fig.2 e
e SR S T R M L
* Diameter ¢C of BT50-FMA25.4 and BT50-FMA31.75 are enlarged. VA K//\XL“:) F f 4' i IZU’(///L ?Bj(H) !
T —
— D2 —|
~— Ds —|

A FAcE MILL ARBOR

M Taper contact area of more than 80%
ensures reliable milling with no chattering
accompanied

fe——L1——|

Inch Series (+)figures for Metric Series Metric Series

Dimensions Weight|_Avor e auter | _. i
TAPER | Code No.(@D-L) |H|C| W |GGl H] G| P ko) .| Di| F |79 Code No.(¢D-L)
No0.30[BT30-FMB25.4 - 45|26 | 80 | 95(12)[ 332310 2 | — | — |1.7] 95/ 80/ 50| 1 | BT30-FMB27 - 45
BT40-FMB25.4 - 60 25[110 BT40-FMB27 - 60
N0.40 [(T20-FMB25.4 - 00|26 | 80| 95(12) 33|23 |10 2 | — | — F45Tu0] 8050 | 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| 95 BT50-FMB27 - 45
(IT50)-FMB25.4 - 90 80| 95(12)[ 33 (23|10 2 | — | — |5.8[140| 80/ 50 | 1 |(IT50)-FMB27 - 90
-FMB25.4 -150 8.2 200 -FMB27 -150
No 50 -FMB38.1 - 45 26 47108 -FMB40 - 45
. -FMB38.1 - 75 85 — | — |6.1]138 1 -FMB40 - 75
-FMB38.1 -105 ) BO | &7 B 8.7 |168]1%°| 63 -FMB40 -105
-FMB38.1F- 75 110 M12| 667166 .0 ) -FMB40F- 75
-FMB60 - 75|25 [140| 254 | — | — | — | — |M16/101.6/7.9"°°[200] 63 -FMB60 - 75

*Drive keys, L-Wrench & Bolt are supplied as standard.
*Above weight is for Arbor only. (Not include Face Mill Cutter)



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

Dimensions Weight | Dimensions of Arbor with cutter c | H LFi
TAPER Code No.($D-L) H | c | w | (kg L. | D:| F |G CAP bolt 9
No0.30 | BT30-FMC22- 40 | 18 | 45 | 10 | 14 80 15040 M10X30] 16 [ 10 | 1
ﬁ{g:imggg: gg 18 | 45 | 10 ;g 18350 50 | 40 | M10X30 | 16 | 10 | 1
-FMC27- 60 15 | 110
No.40 FMGa7- 90 | 20 | 60 | 12 [55——,0 80| 50 | Mi2X35 | 18 | 12 )
-FMC32- 60 23 | 110
FMGa2. 75| 22 | 85 | 14 o ps (125 50 | M16X35 | 30 | 16
BT50-FMC22- 60 42 | 100
(IT50)-FMC22-105 | 18 | 45 | 10 | 47 | 145 | 50 | 40 | M10X30 | 16 | 10
-FMC22-150 53 | 190
-FMC27- 45 4.1 95
No.50 CEMC27- 90 | 20 | 70 | 12 | 55 | 140 |80 |50 | M12x35 | 18 | 12 | 1
-FMC27-150 7.3 | 200
-FMC32- 45 4.2 95
-FMC32- 75 | 22 | 85 | 14 | 55 | 125 [125|50 | M16X35 | 30 | 16
-FMC32-105 7.0 | 155

% 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). IZ&~P.103

% 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 Cs W G (kg)
BT30-SMS16- 30 | 16 - 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 e 1.7
-SMS22- 60 60 14
No.40 oMoss 120 | 22 120 16 42 28 10 M10 51
. -SMS27- 45 45 14
aMaor 1oz | 7 105 18 50 33 12 M12 23
-SMS32- 45 45 16
oveas 2 | ® & 20 60 40 14 M16 T
BT50-SMS16- 75 75 4.2
(IT50)-SMS16-120 | '© | 120 & & & 8 i 58
-SMS22- 75 75 43
1
SMs22-120 | %2 120 16 42 28 0 Ehie 48
-SMS27- 60 60 43
No.50 -SMs27-105 | 2 [ 105 18 %0 3 2 M2 5.2
-SMS32- 45 45 42
e & 20 60 40 14 M16 "
-SMS40- 45 45 80 43
SMs40- 75 | %0 75 23 70 50 e = 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/ PRO-END MILL {fressimfacettiing, oo

PRO-END MILL Suitable for NIKKEN FMA/FMC Arbor.
o) I o) b
— ¢D — oD
T ‘]—_ ToleranceofDng T |—|
$D1 ®D1
gl L[
Max. Cutting Depth (Ad) : 13mm h— ]
Figd | — Fig2 o ——
Code No. D | D1| L ¥gétohf Insert Tip Tip Clamp Bolt V\éﬁg)ht 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 |25.4| 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.g.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 PEGOHC~PE100HC as standard.
PEBOHC: M12x35 PE80OHC: 9PEM12-50 PE100HC: 9PEM16-55
PE
BT (IT) Shank Arbor for PRO-END MILL
FMA.FMC TAPER | PRO-END MILL | PRO-END MILL Arbor L L1 D D1
= PES0HC BT40-FMC22  -45,-90 90.135 45. 90 50 22
5t |N0.40 | PE6OHC, PEBOHC | (IT40)-FMA25.4 -45,-90 ’ ’ 60,80 25.4
[ Eﬂ’f’ PE100HC -FMA31.75-45-75 | 95125 | 45,75 100 31.75
PES0HC BT50-FMC22  -60,-105| 105,150 60,105 50 22
. No.50 | PE6OHC, PESOHC | (IT50)-FMA25.4 -45,-90 | 90,135 | 45,90 | 60,80 25.4
= J PE100HC -FMA31.75-45-75 | 95125 | 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.101 for FMC Arbor, FMA Arbor.
Tip Clamp Bolt | Tip Clamp Wrench
Code No. Dimension Grade Material | Pro-END MILL |ISO Code No. @ /
ODKT12 | 7 Steel, Castlron  $20-PE22 | APKT1203 M 3070 T-10
ookT1s | IOF5) (50N Steel ADKT1505 |  M4090""
AR _ Except $20-PE22 PE-T15
9DKR15 e a5, i |C28 Aluminum, Cast Iron 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.

A straight Shank PRO-END MILL

@]
o mBky
L1 L2
L
S-MDPE
MAX. Cutting Depth| No. of Tip Clamp Tip Clamp | Weight
(Czalz o CEN L LU L3 Teeth Insert Code No. Bolt Wrench (Kg)
S16-MDPE16- 90 16 | 16 | 90 | 60 2 0.2
S20-MDPE20-100 20 | 20 | 100 | 70 30 10 3 AOMT123608PEER-M TPS-25 TIPO7F 02
$25-MDPE25-110 25 | 25 | 110 | 75 | 35 2 04
$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 IZ& P.219 for cutting condition.

*Insert tip is available as an option. IZ&~ P.171
*Coolant through tool is available as an standard for all series.
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A $TUB ARBOR

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

| L 30 —»|
‘ I H G ~Hi—>
w TR
* =
i =
"
(3,5,7,8,10,12)
Inch Series (") figures for Metric Series Metric Series
TAPER Code No.($D-L) H: C % G Weight (kg) Code No.(PD-L)
BT30-SCA12.7 -60 17 20 — M12 1.0 BT30-SCA13-60
N 0 30 -SCA15.875-60 23 26 3.18(4) | M4 1.1 -SCA16-60
c -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 3.18(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 GJl2 |GNT 2| SCA13 | G13 |GNT }2
15.875 | G988 |GNT %8 16 | G16 |GNT %%
22.225 | G78 |GNT 78 22 | G22 |GNT 78
25.4 G1 | GNTI 27 | G27 | GNT1
31.75 | G114 |GNT1 V4 32 | G32 (GNT1 /4
38.1 G112 |GNT1 12 40 | G40 GNT1 4

*Please add the Hz thickness at the end of Code No. for the collar. e.g. G1-8.

Straight Shank STUB ARBOR

M For Multi-Lock Milling Chuck
) K-SCA
G

=
Bl ©

oD
Bolt Tightening
T Stub Arbor

(3,5,7,8,10,12)

K-SCC
Style K No. ¢D -L H: © W G Weight (kg) e
K32-SCA25.4-30 M24 12 ] e
-SCC25.4-30 M12 12 0 A

dC

32 40 6.35 Bolt Code No.

K42-SCA25.4-30 M24 1.3 ‘ SM12
-SCC25.4-30 M12 13 LLEEHJ
||

Thinner Bolt Head type is
also available.
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A/ CENTRE THROUGH COOLANT TYPE HOLDER

MAX.7MPa

MILLING CHUCK for Centre Through N> pat

L

£

oI * " =

Centre Through N
MAX. 7TMPa f <
TAPER Code No. Ci1 | D1 21 22 23 Stopper Collet Weight (kg)
BT40 -C20C- 70, 90,105 | 52 | 20 | 58 8 | o 9MC20H 16,1.8,2.0
N0.4Q| (T40)-c25c- 70, 90 60 | | 6 72 9MC25H 18,21
-C32C- 85,105,120 69 64,70,70/77,81,81| 107 |9IMC32HS, IMC32H, IMC32H 21,2528
BT50 -C20C-105,135 52 20 58 66 @ 9MC20H 45,49
N 50 (IT50)-C25C-105,135 60 o5 61 72 9MC25H 48,52
0. -C32C- 90,105,135 69 70 81 107 9MC32H 4.3,4.6,55
-C42 - 95,105,135* | 86 42 74 115 125 9IMC42H 5.5,5.8,7.1
Sto er for Direct Chuckin % Spanner is available as an option. C20 9HC22, C25 9HC25 32\\\
Direcﬁ)ghucking means that chuckingg¢32mm % Shank of High Speed Milling Chuckcfé)-iggfgiKCizcégggﬁmzrough tool coolant
shank tool by $32mm ID Holder. If Tool's shank is standard.) 5~ P. 160 e.g. NBT40-C32-105G GH handle 5~ P.30 is necessary
length longer than£1, Stopper is not necessary. " for High Speed Milling Chuck. _
Chuck [ Swopper | i [ G| —F~——  iharmereswomonmer,,
c20C 9MC20H 49~47 17 O-ring ——— *Please add "RP" at the end of Code No. for Rust Proof Treatmeant Milling
T Chuck. e.g. BT40-C32C-85-RP.
C25C 9MC25H 50~55 22 N {‘"D **Ctilcz Meilci!ing Chuck is Centre Coolant Through type as standard.
9MC32H 49~59 & * Stopper for Direct Chucki_ng_ is availabl_e as an option. _
C32C 9NIC32HS 5560 24 o, O-ring *ltﬂ caze of_tlt-:ea\t/y End l\é;lllng operation, please chuck the End Mill longer
~ an £1 without using Stopper.
C42 9MC42H 57~67 | 24

SLIM CHUCK for Centre Through

G No. (Option)

SK Collet Explanation of the Code No.

i S W v
= ¢fl

| BT40)— —
L Range
Symbol of
Style

\\MM% ] ob.

TAPER Code No. D1 Hi L2 Ci| C2 G No. (Option) W(ﬁig%ht SK Collet
BT40-SK 6C- 90,120 4~6 | 26~ 51,60 6090 195 3232 SKG6-6HG 1114
(IT40)-SK10C- 90,120,150,180 | 5~10 | 33~41 | 48,737373 |60,90,118,148/ 275404034539  SKG10-10HG  [1.214,16,1.6

-SK13C- 90,120,150,180 | 5~13 | 39~51 | 58888888 | --118,148 | 33 | --4040 SKGI3-10HG  |14,16,1818 (SKI3)

No.40 -SK16C- 90,120,150,180 | 10~16| 45~57 |58,88,118,148 40 SKG16-12HG  |15,1.7,1.9.20
-SK20C- 75, 90,120 10~20| 47~63 | 4560,90 485, SKG20-18HG 14,1620

-SK25C- 90,120 16~25|60~65,60~70| 61,91 65 | 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 | 57,70,75,75 | - 92,114,151 [275| -32,32,36 SKG10-10HG ~ |4.24.44648
-SK13C-105,135,165,200 | 5~13 | 39~51 | 62929292 | --122,157 | 33 | --4545 SKG13-10HG  |45474952| (SK13)

No.50 -SK16C-105,135,165,200 | 10~16| 45~57 | 62929090 | --122,157 | 40 | --5052 SKG16-12HG ~ |4.7,4.951,55
-8K20C-105,135,165 10~20| 47~63 | 6292122 485 SKG20-18HG 434650
-SK25C-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) is 2LOCK .=~ P.166 e.g. NBT40-SK10C-90P GH handle IZ~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-SK10C-90-RP.

*When cutter shank dia. is smaller than MIN. of D1, special adjust screw (G No.) is required. IZ5~P.44
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A/ CENTRE TROUGH COOLANT TYPE HOLDER

MAX.7MPa
MINI-MINI CHUCK for Centre Through

30,000min-1 & G2.5

Gripping from Front Nose I Al T
Run-out Accuracy : Within 3um .
Centre Through y H \‘ : q;ﬁn

MAX. 7TMPa % : MMC12 :¢$52

TAPER Code No D D L L Collet LAY, ight (ki
. [0} ¢D1 1 2 (min-) Weight (kg)

NO 40 BT40-MMC 8C- 90,120 2~ 8 20 36, 43 42,72 (VMK 8J) 30.000 14,15

: (IT40)-MMc12C- 90,120 4~12 30 35, 60 44,74 ’ 1.7,1.8
NO 50 BT50-MMC 8C-105,135,165 2~ 8 20 36,43,43 | 42,72,102 | (VMK 8J) 20.000 4.4,45,4.6
. (IT50)-MMC12C-105,135,165 4~12 30 | 35,60,70 | 44,74, 104 ’ 46,47 48

*Wrench is supplied as standard. Collet is available as an option 1IZ=~P.33.
*Please use VMK Collet for the cutter with oil hole, and use VMK-J Collet for the cutter without oil hole. =~ P.33
% Photo shows MINI-MINI Chuck & VMK Collet chucking with $2.7mm oil hole drill.

NPU DRILL CHUCK for Centre Through T

(MAX. 1MPa) ™M -
RS
;_1;—“—‘5_)4{
TAPER Code No. oDmMmm oD I 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 o= S A58 97.1~108.1 41
No. 50 (IT50) 130 137.1~148.1 46
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. IZ5~P.103

SIDE LOCK HOLDER (for DRILL) ﬁL«H: c
for CentreThrough — mui i
o e — | g Y

Centre Through l T !
MAX. 7MPa H

TAPER Code No. D L © h H H1 G Collet Weight (kg)
BT40-SL20C- 90 20 50 16 12 445 | M10 — 1.8
No. 40 (IT40)-SL25C- 90 25 | 90 55 17 | 14 | 545 | M12 P1.25 17
-SL32C- 90 32 60 16 15 | 595 | Mi2 P1.25 1.9
BT50-SL20C-105 20 50 16 12 44.5 M10 — 4.8
NO 50 (IT50)-SL25C-105 25 105 55 17 14 54.5 M12 P1.25 (__0K25 ) 4.7
' -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 (0K25), (0K32) and Collet, please refer E2~ P.109.

Rust Proof Treatment (Option)
The RPT 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
RPT treatment will not effect the accuracy and the hardness of your NIKKEN tool holders.

4 /\ Caution )

¢ If the detection of tool existing at tool magazine by optical method on your
M/C, the tool with RPT treatment may be judged "no tool existing". Please
check your M/C specification.

» The taper connection of the tool shank with RPT treatment is more stuck
than the taper connection of the tool shank without RPT 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.

e Therefore, the taper cone of 3Lock tool and NC5 tool is changed to without
RPT treatment as standard. When the taper cone with RPT treatment is
Qequired, please add "TCRP" at the end of Code No. /
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A/ FLANGE THROUGH COOLANT TYPE HOLDER

MILLING CHUCK for Flange Through N> raT.

23&4'
2.

TAPER Code No. C: | D1 | £ 22 23 Stopper Collet Weight (kg)

BT40 -C20F- 90,105 52 | 20 | 58 66 9MC20H 19,20

N0.4Q| (740 -c25F- 90,105 60 - 61 70 % 9MC25H 20,22

-C32F-105,120 69 70 81 107 9MC32H 25,28
BT50 -C20F-105,135,165 | 52 | 20 | 58 66 0 9MC20H 42,44 ,48
N0.50 (IT50) -C25F-105,135,165 | 60 - 61 72 9MC25H 45,51,57
' -C32F-120,135,165 | 69 2 81 107 9MC32H 51,55,6.4
-C42F-120,135,165 | 86 | 42 105, 115, 115 125 9MC42H 58,6.1,6.8

D B A O 2 ohicas, cap - aors cmell N A e e i e 20 10%¢

*Please refer =~ P.32 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.105
*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.

SLIM CHUCK for Flange Through

G No. (Option)

| \rHj SK Collet

[l I !

¢C:
\lHMJ ) & %
t
C> Lo—+f

Ls—

L.

TAPER Code No. Di| H Lo Ls |Ci| Cz |G No.(Option) V"(ﬁg“ Collet
BT40-SK 6F- 90,120 4~6 | 26~ 51,60 60,90 |195| 3232 SKG6-6HG 1114
(IT40)-SK10F- 90,120,150,180 | 5~10 | 33~41 | 48737373 160,90,118,148|27.5|404034539|  SKG10-10HG  |1.214,1616

-SK13F- 90,120,150,180 | 5~13 | 39~51 | 58,8888,88 | --118,148 | 33 | --4040 SKG13-10HG  |14,17,1.8,1.8

No.40 -SK16F- 90 oot B 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-MGHGBSKG201BHG] 1420

-SK25F- 90,120 16~25 | 50~58,55~65| 61,91 55 | 5KG25-18HGC,SKG25-24HGA  1.8,2.0 (SK25)

BT50-SK 6F-105,165 4~6 | 26~31 55,60 64,114 195 3232 SKG6-6HG 384.0
(IT50)-SK10F-105,165,200,225 | 5~10 | 33~41 | 57,757575 |-114,151,178 |275| -32,36,40 SKG10-10HG ~ |4.246485.1
-SK13F-105,165,200 5~13 | 39~51 62,9292 | -122,157 | 33 | -4545 SKG13-10HG 454952

No.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 "~ | [sKeosouHoASKeZsHE| 5256 (8K25)

*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 1%~ 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 1z~ P.39 for SK Collet.
*When cutter shank dia. is smaller than MIN. of D1, special adjust screw (G No.) is required.I==~ P.44

[

* 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 2Lock tool and the nozzles. Please check the specification on your M/C.

107



A FLANGE THROUGH COOLANT TYPE HOLDER

BT40  BT50

& N 7 Z N/
] i,

N2

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.

M RPT (Rust Proof Treatment) === P.106

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-1 & G2.5

Gripping from Front Nose

Run-out Accuracy: Within 3pym

MINI-MINI CHUCK for Flange Through

New Locking Mechanism

[ T I 1 177,
p44.5+ _toD

¢D1

High Speed * : MMC12 :¢52.4
TAPER Code No. ®D ¢D1 L1 L2 Collet MAX. min-t | Weight (kg)
N 40 BT40-MMC 8F- 90, 120 2~ 8 20 33,40 42,72 (VMK 8 30,000 14,15
0. (IT40)-MMC12F- 90, 120 4~12 30 36, 60 44,74 (UMK12J ' 1.7,1.8
N 50 BT50-MMC 8F-105, 135, 165 2~ 8 20 | 33,40,40 | 42,72,102 | (VMK 8 20.000 4.4,45,4.6
0. (IT50)-MMC12F-105, 135, 165 4~12 30 | 36,60,70 | 44,74,104 | (UMK12J ' 4.6,4.7,4.8

*Wrench is supplied as standard. Collet is available as an option IZ5~ P.33.
*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

M

TS o

;_IHHL

TAPER Code No. éDmm ¢D1 2 L Weight (kg)
N 40 BT40-NPU13F-105 112.1~123 1 19
0. (IT40) 150 o1 s 265 157.1~168.1 24
NO .50 BT50-NPU13F-110 : : 117.1~128 1 44
0. (IT50) 150 157.1~168.1 48

*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 Iz~ P.107 for high pressure coolant (MAX. 7Mpa).

SIDE LOCK HOLDER (for DRILL)
for Flange Through

TAPER Code No. D L © h H H1 G Collet Weight (kg)
BT40-SL20F- 90 20 9 | 50 16 12 | 445 [ M0 — 18
No. 40 (IT40)-SL25F- 90 25 90 | 55 17 14 | 545 | M12 P1.25 | C_OK25 D 17
-SL32F- 90 32 9 | 60 16 15 | 595 | M12 P1.25 | (C_0K32 ) 1.9
BT50-SL20F-105 20 | 105 | 50 16 12 | 445 [ M0 — 48
No. 50 (IT50)-SL25F-105 25 | 105 | 55 17 14 | 545 | Mi2 P1.25 | C_0K25 ) 47
. -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 OK40 D 5.2

*For ,(0K32) and (OK40) Collet, please refer 1= p.111.

vy)
—
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AY/ WULTI 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,

and reamer without oil hole are used switching of Internal
and External Feeding can be done in one touch. L

- T — ==

Qil Hole
Straight Collet

- o — e

K Oil Holder
*For High Precision Machining, /! MT Sleeve
MOC or MOK is recommended.
NP gl I =
//@ ZMAC Boring Head 75~ P.89
Qil Holder Drill Jet Coolant from
Multi Nozzles
Varieties of Attachment 1=~ P.111 JET Coolant direction adjustable L

) - = —
OK Shank Slim Collet
Slim Chuck

’/ E \._

! Straight Collet (for Drill)

Straight Collet (for End Mill)

M Conventional Oil Hole Holder (Internal Coolant Feeding) CO, SLO, MTO, SKO are also available. /5~ P.111

Milling Chuck type Multi Oil Hole Holder L
M Rigidity -+ Gripping Power + Accuracy 4
— | | :{; i " ob. P02
l\ SECRITI] oP opr
Wy
Bl Da:
MOC == BT50 110

MAX. Coolant Pressure: 2.5MPa
TAPER Code No. -L D 2 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 IZ== P.111. *K32-Q : Straight Shank for Modular type. 1IZ5~P.87 % 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.

Slim Chuck type Multi Oil Hole Holder | L
B For High Speed Rotation of Small Dia. Cutter | G No. (Option) [+~ £ —
MAX.6,000min-1 ‘ -
$D2
T |90
. r} ,,,,,,H ] D2:
MOK ] BT80: 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 39 275 6,000 3.2 (SK10) SKG10-10HGF
0- (IT40)-MOK16-150 | 10~16 54 40 5,500 &5 (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.) IZ5-P.44 and spanner are available as an option. MOK10: SKL-10, MOK16: 9HC16

*For Slim Collet, please refer 1=~ P.39. % 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 -
. . ) - g >
M Tool life is extremely extended in ‘
straight shank drill. AT {
: I U 1
A4 | ‘ $D ¢E1 $D2
: - \ 1
MOL & W s 55
) “ MAX. Coolant Pressure : 2.5MPa  ~H~ BTS0: 110
TAPER Code No. -L D 2 D1 MAX.min-1 Weight (kg) Collet
BT40-MOL16-130 16 34.5 5,500 &L —
(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 OK32-16, 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 OK25-16, 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 1=~ P.111. % 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. 1ZZ~P.266
Morse Taper type Multi Oil Hole Holder L MTO MT Shank MT Sleeve
g MT No.
Wk = MT.No. T L \\j ﬁkr" @ -
| 7777777 Ny ' ¢D2 L—ﬂl»
| ,,,L”, iDl Explanation of the Code No.
e . Internal Taper
MO M T 17:: DZBTAO . 85 External Taper
MAX. Coolant Pressure : 2.5MPa BT50:110 Symbol of O Hole MT Sieeve
TAPER Code No.  -L MT 2 D1 MAX.min-1 | Weight (kg) Sleeve
N 40 BT40-MOM3- 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-MOM3-113 3 0 = 5,500 6.3 MTO3-1, 2
No.50 | (50-mMom4-120 4 4 44 4,000 68 MTO4-1, 2, 3
-MOM5-120 5 4 59 3,000 6.8 =
% For Socket, please refer 1=~ P.111. %*1T40-MOM3-105 and 1T40-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. Iz~ P.266
Auto Depth Control Tapper B To be used with Oil Hole Tap.
Chuck for Qil Hole Tap M Tapping depth is precisely controlled.
HEMAX. 2,000min-1, MAX. Coolant Pressure : 1.5MPa
L OZK Tap Collet for OZL

sl
il

|
- Compression ‘ Tension +

Tapping Capability Float Weight Tap
TAPER Code No. -L C c
M u P D Compression| Tension ' (kg) Collet

No.40 BT40-OZL12-170| M 2~12 | Ve~V2 | PYie~Va | 19 | 5 4 82 | 385 | 48
. (IT40)-OZL24-205| M 8~24 | Yo~1 PVa~% | 30 6 7 08 56 5.3
BT50-0ZL12-185| M 2~12 | Ye~V2 | PYie~Va | 19 | 5 4 98 | 385 | 85

N0.50 (150)-0zL24-210| M g~24 | o~1 | PVe~% | 30 | 6 | 7 | 98 | 5 | 90 | (Ozke4
-071.38-240| M18~38 | %~1% | P¥%e~1 | 45 | 8 | 10 | 115 | 78 | 100 | (0z«38

% 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.266
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111

Slim Chuck type for BT40/50
is Multi Oil Hole type (MOK),
please refer ==~ P.109.

A/ 01L HOLE HOLDER

SLO Side Lock type
SKO Slim Chuck type

L

L
L]
TN MGG 18| ‘ D2
ISl N 1
“‘rrﬂ‘i‘,,,, inh D1
T |
[ D
[
[ }
ot B EEEEEE,

Fig2 ~ MAX. Coolant Pressure : 2.5MPa  Fig1

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 D1 D2 | MAX.min-1 |Weight (kg)| Collet Fig.
BT30-SK0O10-135B,135,125KA| 5~10 | 18,4143 | 27.5 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-SL0O16-130 16 _
(IT40)-SL0O20-130 20 39.5 49 35
No.40 -SL025-130 25 82 3,000 2
-SL032-140 32 415 54 38
BT50-SL0O16-150 16 _
(IT50)-SL0O20-150 20 o 49 .
No.50 -SL025-150 25 98 | 3,000 ' 2
-SL0O32-150 32 54
-SLO40-160 40 50 64 8.0 0K40

*BT-30-SKO added “B” (e.g. BT-30-SK0O10-135B) is for BROTHER. BT30-SKO added “KA” (e.g. BT30-SK010-125KA) is for KIRA.

*IT40-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. IZ5~ P.44 SKO10: SKG10-10HGF, SKO16: SKG16-12HGF, SKO25: SKG25-18HGF

*For Heavy Duty Model with strong oil seals, please add the letter "HD" to the Code No. e.g.BT40-SLO25-130HD Ideal for ceramic material component.

*Please refer [Z5~P.111 for OK25 and OK32 Collet for SLO type. % Nut, Adjust Screw and Collet Extractor are included for SKO type as standard. Please refer 1z~ P.39 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.

OK Shank MT Sleeve for MOL and SLO

Explanatlon of the Code No.

ﬁ[{ T loK][32] - [MmT1] T
- 0 OK-MT Sleeve Code No. Length
{ OK32-MT1-85, MT2-85, MT3-100 o e T
! L - Symbol of gK SCI::r:k
OK Shank Slim Chuck for MOL and SLO
& Mo (option) — Code No. D C ) G No. (Option) Collet
=" ;H ] - ‘ OK25-SK10 5~10 27.5 23 SKG10-10HG (SK10)
N % j ¢ -SK16 | 10~16 | 40 65 SKG16-12HG (SK16)
| OK32-SK10 5~10 27.5 23 SKG10-10HG (SK10)
Explanatlon of the Code No. -SK16 10~16 40 65 SKG16-12HG
[oK][25] - [sK ? OK40-SK10 5~10 275 25 SKG10-10HG (SK10)
MAX, Chucking Di. -SK16 | 10~16 40 51 SKG16-12HG (SK16)
Slim Chuck *Adjust Screw (G No.) is available as an option. 1= P.44
OD of Shank *Please refer Iz5~ P.44 for Adjust Screw (G No.) .
Symbol of OK Shank *Please refer === P.39 for Slim collet.

OK Shank Straight Collet for MOL and SLO (for drill)

4‘—(‘—3—“—3—L Code No. L [ Explanatlon of the Code No.
- OK25-16, 20 56 45 loK] [25]- ?
ID of Collet
S

OK32-16, 20, 25 61 45, 45, 55
—Li— OK40-32 71 60

L

OD of Collet
ymbol of OK Shank

OK Shank Straight Collet for MOL and SLO (for end mill)

—r‘—y—r‘—y—'_ Code No. L Explanatlon of the Code No.
| OKE32-16, 20, 25 63 oK ? F
OKE40-20, 25, 32 73 oo oy D ofCole
e L _. for End Mill

Symbol of OK Shank



A HiGH SPEED SPINDLE SPEEDER

NX

Explanation of the Code No.

[BT40]-[NX]
Length
R
N

atio
X : 4times, 5 times
PX : 6times, 10 times

10,000~40,000min-1
BNIKKEN NX increases the spindle speed by 4 or 5 times, so
economically convert your standard M/C to high speed M/C.

M Inside 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).

vy)
—

Within 10microns

R

Shank
TAPER Code No. D L © MAX. min-t |Weight (kg) Collet
No.30 | BT30-NX 5-153 153 29
- 1.75~1 27. 20,000 (SK10A)
BT40-NX 5-153 10 153 S ’ 5.0
No.40 | (T40)-PX 6-150GX 149 76 60 | 6 30,000 4.1
J 0.5~8.0 22 14.5 ’ (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. IZ&5~P.39
*Wrench, Collet Extractor and A type SK Collets are supplied as standard.
NX5: SK10-6A, 8A, 10A NX4: SK16-8A, 10A, 12A, 16A
* 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.
*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=0.5~1.0: Each 0.1mm (Gripping range : 0.1mm)
e.g. ETS14-0.5: 0.4~0.5mm

% d=1.25~2.5: Each 0.25mm (Gripping range : 0.25mm)

% d=3.0 ~8.0: Each 0.5mm (Gripping range : 0.5mm)

PXtype ETS Collet
Y Grease lubrication is standard. Exol i f the Code N
*Please add “MX” instead of “GX” at the end Xplanation of the t-ode No.

of Code No. for the oil mist lubrication. Id ’

e.g. BT40-PX6-130MX . .
*ETS collet is supplies as an option. Sty ’i\‘/IAX. Chucking Dia.

1457 tyle No.
- 20.5—+| Symbol of ETS Collet

A/ MR TURBINE SPINDLE TOOL

150,000min-1

Run-out Accuracy of
the Spindle: Within 1pum

Collet Size : MAX 4.0mm
HTS \

Explanation of the Code No.

BT40]-[HTS|[1500]-[140]
Nominal Gauge Length
1
Sy

HSK shank is also available.
HSK 50A-HTS1500-158
HSK 63A-HTS1500-160
HSK100A-HTS1500-167

50,000min*
mbol of Air Turbine Spindle

Air Pressure, Comsumption:0.5MPa, 90NI/min.

T

the machine spindle.

Please do not rotate J

Shank No.
TAPER Code No. D L C C £ H Fixed min-1 | Weight (kg) Collet
No.30 BT30-HTS1500-148 148 55 2.7
. -HT$1500-152B 152 40 27 CHA-C]
N0.40 | BT9-HTS1500-140 057 o | ™2 | ¥ | B T 150,000 32 | (Internal dia.)
N0.50 | BT23-HTS1500-146 146 82 6.0
*Collet CHA-4.0 and spanner are suplied as standard. _|+——— L ——] [~ L ——— *The collet which internal dia. excepts 4.0mm is available as an option.

AIr line kit (AL-0304/AL-951) , the lubrication oil (K-211)
and the stopper block are available as an option.

> T

LxWxH
300x120x22

I‘
AL-0304 0 L E

W
A

CHA-2.35, 3.0, 3.175
The internal dia. range is each 0.1mm incremental from 0.5to 4.0mm.

AL-951 (DC24V ON/OFF)
LxH
490x320
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A iR MoTOR SPINDLE ToOL &

NR2351:30,000min-1 ‘
Air Pressure, Comsumption : 0.5MPa, 2264/min {Z=2==¢
Collet Size : MAX ¢$6.0mm — H = ‘

Tools for NR2351 oVt L -
-Square End Mill: MAX.$3.0mm |l {
-Ball End Mill: MAX.R0.5mm fe oDl oC
-Grinding Wheel : MAX.$20mm T R

NR601:58,000min-1

“\Air Pressure, Comsumption : 0.6MPa, 160£/min Please do not rotate
Collet Size : MAX $3.0mm /L A \ the machine spindle.

L

NBT-NR Photo shows NR601.

Tools for NR601
-Square End Mill: MAX.$1.0mm

N -Ball End Mill: MAX.R0.5mm
g -Grinding Wheel: MAX.¢10mm
% TAPER Code No. D L C ©h 2 H Fixed minl | Weight (kg) Collet
NGB UENGEd S IEATE 05~635 | 208 | 169 169 —2 30,000 CHK-[J
-NR2351-208B 40
No.30 U] A 03~3175 | 210 | 82 8 2 58,000 ’ CHM-CJ
-NR601 -210B e : 1 40 ’
No.40 NBT40-NR2351-188 05~635 | 188 | 169 169 | 30,000 27 CHK-(J
: (IT40)-NR601 -190 0.3~3.175 | 190 8.2 8 58,000 ' CHM-I
No.50 NBT50-NR2351-208 05~6.35 | 208 | 169 169 | o 30,000 67 CHK-[J
' (IT50)-NR601 -210 0.3~3.175 | 210 8.2 8 58,000 ' CHM-[I
B AIr Line Kit AL-0304 / AL-951 Preparation for automatic tool change
| L

. 1. Compressor 0.5~0.6MPa

2. Installation of the air circuit including the air line kit (AL-951)
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 ail.
Further discussion is required. )

AL-0304 (Manual oN/OFF) AL-951 (DC24v ON/OFF)

LxWxH 300x120x220 LxH 490x320 _ — )
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.
J

+Lubrication oil is supplied as standard.

in-1

NR2351 (301000m|n _2 Work Sample No. Shape Cutting condition Time
i e [ @ |3, 2t End mil $30,000min” Fi50mmimin |
@ |Drill hole: 11.5mm deep| 11.5mm Deep :

. $30,000min"" F120mm/min
/ \ @ [¢1 Drill: 15mm deep 15mm Deep 8sec.

. $30,000min”" F250mm/min
@ ® @ | ¢1.32 Drill: 6mm deep 6mm Deep 2sec.

. i . $30,000min”" F120mm/min
®® Material: Aluminium ® | $1.32 Drill: 15mm deep 15mm Deep 8sec.

in-1
HTS1500 (150,000min) Work Sample End Mill: Nissin MRB230 (R0.25x6)
0) @ ©) S : 150,000min-! t
P 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.

P

Material NAKSO (HRC40)

No. Shape Cutting Condition Cutting 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
82 59min.46sec. : 3 150,000min-! bed
@ | (1.5mm deep) [Fish Ad0o1 X Rd0o1 Fao00 2" Material.[NAKSOIHRCAO)T ¢ tinuouisly and stably.

Pocket | Rough Ad 0.04 X Rd 0.04 F 3,000
(1.0mm deep) | Finish Ad0.01 X Rd0.01 F 2,000
Pocket | Rough Ad0.04 X Rd 0.04 F 3,000
(2.0mm deep) | Finish Ad0.01 X Rd 0.01 F 2,000

50m | 1hour5min.22sec.

47m | 1hour3min.17sec.
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A ANGULAR HEAD SYSTEM (Free Positioning in 360°)

M Quick type Angular Head w=r 115
BT-AFT Off-Set type

!
al
5

BT-AHT 90°type

]
BT-AHT 45°type

7}//

i
_||||||I|§I,.,g,
—'Illlll'ﬁll"o}//

=

1
--i||' —
.l.l_!

Bl Modular type Angular Head =r.117
BT-AHM Modular type Main Body

M Direct Mount Flange
type Angular Head =r.119

NT-F
Direct Mount
Flange type Shank

~ F Flange

M Solid Type Angular Head w=r.11s

AFK AFC Off-Set type

®Free Radius Positioning in 360°.

; ¢ Angular Head
Spindle Speed Angular Head
pindle Speder type Angular Hea @ with Oil Hole System
e®Taper Connection System is applied to Stopper Block. .y "‘_1 - )

(Different from the one of another FA tooling)
@®Qil 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, | T50-AHPX10-206

Various machining such as end milling, drilling, face milling,
tapping etc. can be conveniently done by just changing adapter.
Very suitable for production of many kinds of small quantity.

BT50-AFT35-90 Cutting Data
Material of Work: S55C Carbon Steel
Adaptor Tool Wi(d:tﬁiti[;]egpth min-1 (an?/?:in)
skio |MSSZFUES| 40,50 | g0 80
Pceo | P90 | 45@0 | 600 300
sca | P00 | 40x60 70 70
c20 L 185x40 | 400 80

Head can be changed according to the application. Small Dia. Head,
45° or 90° Head, Long Head etc. are available in standard series.
For Heavy Cutting, Direct Mount Flange type is recommended.

Most popular Slim Chuck SK10, 16, 25 and Milling Chuck C20, 32
are combined as solid. High Precision and High Rigidity are ensured.

AHK AHC 90°type

aE

) B

AHK AHC 30°,45°,60°types

114



19

115

Y /A QUICK TYPE ANGULAR HEAD (Free Positioning in 360°)

Quick type Off-Set Angular Head

Explanatlon of the Code No.

[BT40| T @
Length from
Gauge Line
— Taper No. of Adapter
@ Quick type
4 P = Off-Set type Angular Head
{ Shank
MAX2,000min1
TAPER Code No. Shank L P 41 R Adapter | Weight (kg)
No.40 | BTi%-AFr30-200 BT40 200 65 85 35 70 175 75
No.50| BI59-AFT35-230 BT50 230 110 85 45 84 25 16.0

*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.

*IT40-AFT30-200 and IT50-AFT35-230 are also available.

Quick type 90° Angular Head

*All types are available with Oil Hole System.

*When M/C spindle rotates CW, the cutter rotates CW.

Th
0l
"

il

e Tl

Explanatlon of the Code No.

BT40]- [AH| [T] [30] - ?
Length from

,Angle

Gauge Line
Taper No. of Adapter
Quick type
Symbol of Angular Head

AHT e Shank
MAX2,000min-t
TAPER Code No.L -0 Shank L P £1 £2 23 @ B 0 Adapter |Weight (kg)
BT40-AHT30-160 -90 BT40 | 160 6.5
N0.40 — o~ 250700 | Brao 20 | 65 | 5| OF | 37 | 8 | 80 | 9 05
BT50-AHT35-210 -90 BT50 | 210 17.0
No.50 (IT50) 30090 | BT50 | aoo | (0| 0 | 88 | 45 11001 90 1 %0 (RHK35) 22,0

*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.

*Models with sk mark :Detailed discussion is needed.

Quick type 30°, 45°, 60°Angu|ar Head

*All types are available with Oil Hole System.

*When M/C spindle rotates CCW, the cutter rotates CW.

Explanatlon of the Code No.

BT40]- [AH| [T] [30] - T 5
Length from

TAngIe

Gauge Line
Taper No. of Adapter
Quick type
Symbol of Angular Head

Photo shows 30° type. eShank MAXZ,OOOmin’l
TAPER Code No.L -8 Shank L P 41 L2 Cc B 6 Adapter |Weight (kg)
BT40-AHT30-205 -30 205 15 | 122 30 6.5
(IT40) -170-45 | BT40 | 170 | 65 | 35 | 8 | 8 | 80 | 45 6.5
NU 40 160 -60 160 3% | 88 60 6.5
. -250"-30 15 | 122 30 10.5
-45 BT40 | 250 65 35 88 86 80 45 10.5
-60 3% | 88 60 10.5
BT50-AHT35-258 -30 258 0 140 30 17.0
(IT50) -225 -45 BTS0 | 225 | 110 | 26 | 110 | 100 | 90 | 45 17.0
NO 50 210 -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)
% 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 * mark : Detailed discussion is needed.

*All types are available with Oil Hole System.

*When M/C spindle rotates CCW, the cutter rotates CW.



NIKKE

A NDAPTER FOR QUICK TYPE ANGULAR HEAD

e L —

=

Quick type Slim Chuck

2~

e
e

SK COLLET

5

Quick type Angular Head

s P.115
Code No.SK.No. D L D1 | Weight(kg) | SK Collet
AHK30-SK10 | 1.75~10 | 35 |275| 04
-SK16 | 2.75~16 | 50 | 40 0.6
AHK35-SK10 | 1.75~10 | 35 [275| 05
-SK16 |2.75~16 | 50 | 40 07
% SK Collet is not included, please refer 15~ P.39.
Quick type Tapper Chuck st
Quick type Milling Chuck (Double Face Contact) ﬁg/ & I
H\u
i f‘ﬁ Code No.Z.No. L Weight(kg) Tap Collet
’i% AHK30-8, 712 85,100 | 0.6, 0.9
e’l AHK35-78, 712, 716 | 75,85,100/ 0.7,1.0,1.5 |(ZKN_8)(ZKG12)(ZKG16)
*Tapping Capability Z8 : M2~8 z12 : M2~12 716 : M3~20
*Tap Collet is not included, please refer 1=~ P.53.
Code No. D L D1 |Weight(kg) KM Collet . .
T R " Quick type Face Mill Arbor (Double Face Contact)
AHK35-C16,C20| 60, 65| 44,52 | 1.1,1.2

*For KM COLLET, please refer I P.31.

Quick type NIKKEN PRO-CUT (Double Face Contact)

Code No. L D1 w Weight (kg)
AHK35-FMA25.4 185 254 9.5 0.7
-FMA31.75 ' 3175 | 127 0.8
*The Keys and a Bolt are standard accessory.
Cotle 1 Pedie L D: | Weighta) | ~ Quick type Morse Taper Sleeve
AHK30-PC50 45 50 0.7
AHK35-PC60,PC80 45, 57 60, 80 0.9,1.3
*Inserts are standard accessory.
Quick type Side Cutter Arbor (Double Face Contact)
Ei Code No. MT.No. L D1 Weight(kg)
67— AHK30-MT1,MT2 50, 65 25,32 04,05
"1 'i”@ AHK35-MT1,MT2,MT3 | 50,60,85 | 25 32,40 |0.5,0.6,0.9
|2y P2
. 77— | Quick type Drill Chuck Adapter
|
- N
|
Code No. L D D1 Weight(kg)
AHK35-SCA25.4 12 254 40 1.1 Code No. J.No. L J.No. Weight(kg)
*The key and set of distance collars are standard accessory. AHK30-J6 04
16 J6
AHK35-J6 0.5

*This adapter is supplied without drill chuck.
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A MODULAR TYPE ANGULAR HEAD

Modular type Angular Head

19

f—

AHM

—
ARM MAX6,000min1
TAPER Code No.-L L P Weight (kg) Suitable Modular Head
0.40 BT A3-AHM-100 100 65 45 VN
0.50 eg-AHM-120 120 110 115 @ﬂff

* 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.

90°type Modular Head AHM90 L L B Explanation of the Code No.
— |~ - -[80]
,“ r- T /" 1 %2 © Qj];@ A TLength fr_om
‘ I: ' ‘ - ‘ 1 wﬁ Gauge Line
iy ‘ EJ £1 Symbol of
5 ) aolchH Slim Chuck
- ? D ‘ S%mbol of Modular Head
- °type
AHM D17 SK6 : MAX6,000mint SK10,16 : MAX4,000min-
Code No.  -L D 21 2» 23 D: B Weight (kg) SK Collet
AHM90-SK 6-80, 120, 150* | 0.7~6 42 35 22 50 48 3.0,4.0,4.5 (SK 6)
-SK10-80, 120, 150* | 1.75~10 63 57 32 64 60 90 | 35,4.5,5.0 (Sk10)
-SK16-80, 120, 150* | 2.75~16 66 58 35 74 70 42,52,5.7 (SK16)

xMark is for light machining.

*For SK Collet, please refer 1Z5P.39.

30°, 45°, 60°,type Modular Head

AHM

*When M/C spindle rotates CCW, the cutter rotates CW.

A

Explanation of the Code No.

- -
Length from

Gauge Line

Symbol of
Slim Chuck

Symbol of Modular Head

¥ Q¥ 45°type
AHM SK6 : MAX6,000mint SK10,16 : MAX4,000min-t
Code No.  -L D A 22 23 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 35 74 70 4.2,5.2,5.7 (SK16)

*#Mark is for light machining.

*For SK Collet, please refer 15 P.38.

*Angle 30°, 60° are also available as an option.

*When M/C spindle rotates CCW, the cutter rotates CW.

Angular head for deep hole

¥
A
t

a = B Ta ESXA Collet
D1 v
PR : P EJM’H ) 1L
’—L’ L 4,
J o ~— £2 £1 M /‘tﬂs
AHPL ] b MAX3,500mint
TAPER Code No. -L D Di | A| B L M 21 | 2. | £s | mint |Weight (kg)| Applocable Collet
BT40-AHPL4-199 199 | 32 5.0
-223 223 | 56 5.5
47 | 10~40| 80 25| 31 | o5, 675|995 | 1456450 —
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[995| 15 [ 8,000 6.0 (ESXAB)
-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[905| 15 [ 8,000 8.0 (ESXAB)
No.50 P 276.5 | 102.5 10.0
. -AHPL8-248 2475| 73 9.0
-280 |1.0~8.0 110 |43 |475|2795| 105 | 78 |965| 20 6,000 10.0
-300 2995 | 125 11.0

*ESXA Collet is supplied as an option.

*Different shape is possible, please contact with us for more detail.
117 *When M/C spindle rotates cw, the cutter at a rotates CW and the cutter at b rotates CCW.

% |T40-AHPL6-270 and IT50-AHPL8-288 are also available.



A/ s0LID TYPE ANGULAR HEAD (Free Positioning in 3607

Solid OFF SET type Angular head

Explanation of the Code No.

o] o] - [ 20
E Length from
Gauge Line
MAX. Chucking Dia.

Kind of chuck

K : Slim Chuck

C : Milling Chuck

e — & OFF SET type
Symbol of Angular Head
®Shank
AFK-AFC

TAPER Code No. -L D D1 21 22 L3 B R | min'l | Weight (kg) Collet
N 40 BT40-AFK16-200 2.75~16 | 40 | 50 S I N T Py 8.5
0. (IT40)-AFC20-200 2~20 52 | 56 R 8.7
N 50 BT50-AFC20-230 2~20 52 | 58 w | m | e | 2 | e 17.0
0. (IT50)-AFC32-230 3~32 69 | 65 ’ 17.2 (KM 32)

Y Taper Connection System is applied to Stopper Block. (Different from the another FA Tooling) Y 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 , please refer IZ5~ P.39. Forand , please refer Iz5~ P.31.

*Please advise name of M/C builder and model No. etc. *When M/C spindle rotates CW, the cutter rotates CW.

Solid - 90°, 45°type Angular head

Explananon of the Code No.

BT40]-[AH] [K][10]-] 195 —’
angle 30°, 45°,

60°, 90°
Length from Gauge Line

MAX chucking Dia

Kind of chuck
K : Slim Chuck
C : Milling Chuck

Symbol of Angular Head
®Shank

AHK-AHC
TAPER Code No. -L - D D: 2 21 | L2 | £s 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 | (i120)-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 | 275 | 18 | 45 | 57 | 32 | 60 4,000 | 12:0. 160
No.50 (IT50) -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 Y 1175,225 ) (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 , please refer 1= P.39. For (KM20) and (KM32), please refer === P.31.

*Angle 30°, 45°, 60° are also available as an option. % sk Mark is for light cutting.

*When M/C spindle rotates CCW, the cutter rotates CW.

*Please contact with us for the dimension of 30°, 45°, 60° type.
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A/ DIRECT MOUNT FLANGE TYPE ANGULAR HEAD

Spindle

Shank No. T'—"
-
oD [
S
;’ -
Direct Mount —_—
Flange type Shank Flange Modular Head

Code. No.
50]-[F] -
L
oD
s

hank No.

7;
/// \T — t  We have alot of experience of
= Flange Mount type, Both Sides

-7 T Spindles type Heads and Angular

——

4=y
S

\

|

|

|

|

|

|
. | I
=
M

n-{

od

m_3

Special Angular Heads such as

Head for High Speed Rotation.
Please contact with us.

Code. No.

235 )-nM] = PALT
Symbol of Modular type Angular Head
dD
S

ymbol of Flange type

%When ordering, please let us know above A, B, C, D, E, F, G, H, J, K, M and Work Drawing. Photo shows NCS Shank.

A MULTI SPINDLE HEAD SERIES

MHS (DMulti Drill Head
(for Straight Shank Drill)

MHD @Multi Drill Head
(for MT Shank Drill)

R

MHT ®Multi Drill Head MHV High Speed Multi Drill Head
(for Tapper Chuck) MAX.8,000min"1

Please specify the below when ordering.

[e——70— M M/C Maker, Model No. Drawing of Spindle
Y axis Flange. Stopper Block is provided or not.

f\\B Hl Coordinates of each hole A(X=-35,Y= 35)
SRS B(X= 35,Y= 35)
Qﬁé‘\‘ I C(X=-35,Y=-35)

a ; 70 D(X= 35,Y=-35)
\ ’,‘7\ / or pitch and number of holes.
e N/ M A diameter of drill or tap

M Material



A/ 1ERO FIT TYPE MILLING CHUCK c@’

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.
CZF32 0.030mm/dia.
PAT.

TAPER Code No. C1 C2 L L1 L2 4 | Weight (Kg) | Fig. Collet
NO 30 BT30-CZF20-100 51.5 66.5 i . . @ 15
. -CZF25-100 59.5 74.5 1.6 (KM25)
BT40-CZF20-105,120 | 515 66.5 5l @ 64.5 80 21,25 1
No.40|  -Czr2s5-05,120| 595 | 745 |'™ > | e 24,29 (Km25)
-CZF32-120 69 80.5 120 42 78 105 2.8 (KM32)
BT50-CZF20-105, 165 | 51.5 66.5 . i 4.6,6.0
No.b0!  -Czr25-105,165| 595 | 745 105, 165 - 50,68 | 2 | (KMZ5)
-CZF32-105, 165 | 69 80.5 42 105 53,74 (KM32)

* Spanner is available as an option.

CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type

*Wrench to adjust run-out (9ZFL) is available as an option.

Wrench to adjust
9ZFL

*Please refer [Z&~ P.31, P.32 for KM, CCK collet.

: 9HC32(%

*When direct chucking of centre through tool coolant, please use CKFN-D nut.
When using collet, please use CCK collet and CKFN nut. [Z5~ P.32

*Please note the acceptable shank tolerance is h7.

*For How to Adjust the Run-Out, please refer [Z&5~ P.156.

A\

N
* 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/ 1ER0 FIT TYPE SLIM CHUCK <& NIKKEN

Multi-Cam Style

G No. (Option) Explanatlon of the Code No.

) -~ H - SK Collet BT4 ZFl
Flg.1 i — Tl\lomlnal Gauge Length
Fine Adjust Cam ¢C ¢C1 Chucking Capacity
Zero Fit Type Slim Chuck
Shank No.
MAX. run-out at 100mm
Master Cam Fig.2 G No. (Option) SK Collet | e ¢ L<150 | 0.050mm/dia.
N
i - . / _ MC oc SZF16 0.040mm/dia.
.. SZF25 0.025mm/dia.
L PAT.
TAPER Code No. D L JA g1 | 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 | 175~100 % | 61 |215] 485 |a0~60| SKGAL[ 13 |
-SZF16-105 2.75~160 | 105 40 | 76 | 40 | 595 |45~65| SKG-18L | 1.6
BT40-SZF 6- 90,150 | 0.7~6.0 37,60 195 1405485|21~35| SKG-8 | 1.3,1.7 (SK 6)
NO 40 -SZF10- 90,150 | 1.75~10.0 | 90,150 gg7| - LZ5| 485 |30~ SKG-12L | 15,19 | 2
. -SZF16- 90,150 | 2.75~16.0 : 40 | 595 |40~70| SKG-18L | 1.8,2.2
-SZF25-120,150 | 7.5~254 | 120,150 | 55,86 (84,114 55 | 665 |55~85| SKG28 | 24,29 | 1 | (SK25)
BT50-SZF 6-105,165 | 0.7~6.0 41,63 19.5 | 405,595 21~35| SKG- 8 | 4.0,4.2 SK 6
NO 50 -SZF10-105,165 | 1.75~10.0 | 105,165 dgn| - |25 485 |30~E0 SKG-12L | 4.5,4.9 5
. -SZF16-105,165 | 2.75~16.0 ’ 40 | 595 |40~70| SKG-18L | 5.0,5.4
-S7F25-135,165 | 7.5~254 | 135,165 | 71,101 55 | 665 |55~85| SKG-28 | 5.8,6.0 @

*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. [Z&~ P.39

*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. [Z5~ P.43

*For High Speed type, Code No. is “GSZF-P”. e.g. BT40-GSZF10-90P

*For How to Adjust the Run-Out, please refer [Z&~ P.156.
*Multi-Cam style is available. e.g. BT40-SZF16-90-C3. (3 Cams) Please contact us for more detail.

GH handle 175~ P.30 is necessary for High Speed Milling Chuck.

vy)
—
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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 2

is standard.

AF-OH

The front end arbor is changeable to suit different facing diameter.
Byte can be selected as follows;

+ HSS : Powdered HSS + lon Nitrided + TiA2N Coated (Min. order : 3pcs)
- Carbide : Grade P, K or M can be selected. (Min. oder : 5pcs)

Back Spot Facing
Arbor Main Body \

I e
e
i

Y

% - Insert Tip
Explanatlon of the Code No.
Changeable Arbor 7 ’ 120-16-31.30 |- Q‘
Byte I :InsertTip
d MIN. and D MAX. are the figures only for the selection of the main body. Arbor Code o wh 0SS
TAPER Code No. M(IjN. MBX L L1 4 21 C Ci1 | C2 V\éﬁg)ht Arbor Code No.
BT40-AF1-20-OH 16 82 185 | 143 35 45 BF120-d-D-T
No.40 (720 -300H 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
No 50 BT50-AF2-50-OH 50 90 | 230 | 158 65 9.0 | BF250-d-D-T
(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
Changeable Arbor for Automatic Back Spot Facing Arbor *+ -+ The changeable arbor is made according to your order.

Explanatlon of the Code No

[1][20] - [16] 130] Q
Oil Hole
r\ N:No Oil Hole
i\ k7 i |J'H d¢ Slde Lock
E K3
Fa

h — —‘ il w\J\ u\ C:Modular
I'u-’ Thickness of the Material (mm)
Option: o d(cr:‘ri)Dla D (mm)
BF TiN Coated sioke "
lfAFllyp:
Please specify ¢d, ¢D, t, T, h and material, when ordering. Symbolof Changeatl Ao
T h

t

Grade : Coated Material : Steel, Cast Iron

5 f - j/ Code No.| Dimension | A | B | T | ¢d |NoseR|TPSlamp|Tip Clamp
N vy AFC- 9 =7 | 9516.4/2.4] 2.8 | 0.4 |M2560S| T 8
l / -15 15
% -20 "1 ied |20.5| 7 3.2 3.5 M3070S
B _ -27 1274 0.8 T10
Material Ho|$dD|a. Facg;gD Dia. FacmgtDepth Thlcgl_ness Spﬁ\ce 35 <11 35 025 = e —
-45 45 |77 72 pes 2 pcs

M Application
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A/ SEQUENCE of BACK SPOT FACING

stroke of the cam inside, and the figure will be different per arbor Code No.

'm N - ) S ;" ¥ T

Z75. and Z-75. are the position by the

A
G01Zz-75. F4000;

==Y 1"""- ia '

G91G01720. F4000; G91G01Z720. F4000;
(Approaching) - s ; =
S240 MO3;
(Start spindle rotation.) ‘
G91G01710. F24; .
(Back spot facing)
MO5;
(Stop spindle rotation.) .
G91G01Z-30. F4000; L8] ol :
(Move to the position of face contact.) G91G01Z100. F4000;
PAT.P 300
e.g. ST32-MF53-84-300 —
f -
5 / 2
k4 ©
¥ /?90
MF
T—————h—r
Lo H 242
,L <7 *Please specify ¢d, ¢D, t, T, h and material, when ordering. H
‘f () (Dimension for byte in/out) is depended on ¢d and ¢D.
Guide Sleeve Operation
1. X, Y Positioning
Byte IN 2. Z down (Insert the arbor into the hole.)
3. Rotate clamp ring causes guide sleeve forward
to push the byte out.
4. Z up (Back spot facing)
5. Z Down
Byte OUT 6. Rotate clamping in reverse direction causes
guide sleeve backward to store the byte in.
7. X, Y Moving
Sample
Material : FCD200  V=30m/min.
Hole . 953 f=0.1mm/rev.

Facing Dia. : ¢84
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A 11 TOOLING SYSTEM

BMWhat is IT Shank Tooling?

IT shank is based on ISO 7388/1-'83 (DIN69871-'90)
and its flange has an unsymmetrical shape.
~ /M -Depth of Drive Key Slots are different.

B\

AN IT-X has to be balanced
by machining this area
due to the unsymmetrical
design of IT (Drive Key
Slot and V Notch).

V Notch

D . . .
® Diameter “D” below the flange is restricted under the

7 .
% above standard. Normally the holder for large diameter
‘ i - cutter has a large body, therefore, large diameter at “D”

‘ -V Notch on one side.
Short Therefore, NIKKEN IT_X shank has a groove at
bottom of V groove for mass balancing.

- 3Smm— is expected. However, in case of IT Shank large diame-
D 1740 : MAX. 50mm ter tool holder, “D” is smaller than the front end part
ITS0: MAX.80mm — dye to the standard, and the length from gauge line is

also different from BT Shank tool holders.

A/ |7 MULTI LOCK MILLING CHUCK <

®High rigidity
®High precision
~. ®Compact design

ANNIVERSARY Type
—Powerful gripping torque —

C12A . Cl6~C42 TL PR
—— M —

KM— «28>] E‘T

—— 4D¢%3¢35 1 - JDq)c,

1T40 : Less than ®50mm
IT50 : Less than $80mm

TAPER | 1v0 b L Code No. Ci L 21 Collet Weight (kg)
IT40-C12- 65, 90;120"" 33 65, 90, 120 58 (KM12) 13,156,158
-C16- 60, 90;120"" 44 60, 90, 120 65 14,17,20
No.40| -czo- 8o, 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 21,25,2.8
IT50-C12-105, 135, 165" 33 105, 135, 165 58 (KMi2) 40,43, 46
-C16-105, 135, 165 44 105, 135, 165 65 4.2,46,5.1
No.50 -C20-105, 135, 165, 180" 52 | 105, 135, 165, 180 80 45,5.1,57,60
- -C25-105, 135, 165 60 105, 135, 165 80 (CCK25) 48,52,56
-C32- 85, 105, 120, 135, 165 69 | 85,105,120, 135, 165 105 41,46,5.1,56,6.4
-C42- 9574105, 135165 " 86 95, 105, 135, 165 125 52,55,72,86
e ot oA oHC12A, C16:9HC16, C20: 9HC20, A S
Kbioase note the cobptable shank tlowance is o, - High Speed Milling Chuck

% For KM, CCK and CCNK Collet, please refer [Z5~P.31, P.32.
% 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.
% T50-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.
IT40-C20C-80, 90,105,120 IT50-C20C-105, 135, 165 **

-C25C-85, 105 -C25C-105, 135, 165**

-C32C-95, 105, 120 -C32C- 85, 105, 135, 165
-C42C-105

% Please add “F” for the flange through tool coolant type.
IT40-C20F- 90, 120** IT50-C20F-105, 135, 165 **

-C25F- 90, 120** -C25F-105, 135, 165**

-C32F-105 -C32F-105, 135, 165
-C42F-120

§ O i —

GH Handle === P.30

Code No. MA?({ Code No. MAX,
(min-1) (min-1)

IT40X-C12- 656G, 906G 30,000 |IT50X-C12-105G, 1356""

C16- 606, 906 0161056, 1356
020- 806, 906 | 22900 [ gop0s6, 1356 | 20000
-C25- 856 -625-1056, 1356
032- 956, 1056 | 22900 | c39- 56, 1056, 1206 5000

-C42- 95P;105P

“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 MINI-MINI CHUCK T bestchuck or

MAX. 30,000min?t & G2.5
Gripping from Front Nose ﬁj‘:{“ﬁi;’g%‘v‘igﬂpch
Run-Out Accuracy : 3um at 4D '

L—m—+
L2 Within 3um.

L1—
[T ¥ \L
| [ | 1 I |
o44.5% ——— oD
$D1
* : MMC12 = ¢52.4
TAPER Code No. Ch”‘:k'ggDRa”ge L ¢D1 L1 Collet MAX.(min-L) | Weight(kg)
ITA0X-MMC 4- 90 1~ 4 90 15 30 (MPK 4) 30,000 1.2
N0.40 -MMC 8- 90,120 2~ 8 90,120 20 33,40 |(PMK 8) (VMK 8) 30,000 14,15
-MMC12- 90,120 4~12 90,120 30 35,60 30,000 17,18
ITS0X-MMC 4-105 1~ 4 105 15 30 (MPK 4 20,000 3.8
No.50 -MMC 8-105,135,165 2~ 8 105,135,165 | 20 | 33,4040 |(PMK 8) (VMK 8)| 20,000 | 44,4546
-MMC12-105,135,165 4~12 105,135,165 | 30 | 35,60,70 VK12 20,000 464748
*Wrench is supplied as standard. MPK, PMK, VMK collet is not included with MINI-MINI Chuck. Please refer 75~ P.32
*Please add “C” for the centre through tool coolant type.  e.g. IT40X-MMC8C-90
*Please add “F” for the flange through tool coolant type; IT40X-MMC 8F- 90,120 IT50X-MMC 8F-105,120
-MMC12F- 90,120 -MMC12F-105,120
SLIM CHUC o NIKKEN

!

High precision

High speed
Powerful gripping

GNo. (Option)

~H—

I ,tim:;ﬁj qjc

sk N, e oc JIH]
| —
L
When SK J type nut is used, the total chuck length will be extended by 6mm.
TAPER Code No. D ) ¢ |c| H (gp't\ilgﬁ) W(le;ig%ht Fig. |SK Collet
IT40-SK 6- 60, 90,120,150 0.7~6.0 | 38486260 | --82112 |195| --3225 [21~35/SKG-8 | 1.0,1.1,1.214 | 1,123
-SK10- 60, 90,120,150,180 |1.75~10.0|40,50,60,73,73|--,82,112,144|27 5| - - 32,33.5,39|30~50 | SKG-12L [1.1,1.2,1.4,1.6,1.7|1,1,2.3,3
NO 40 -SK13- 60, 90,120,150,180 |2.75~13.0|40,50,80,88,88 - -, 114,144 | 33 | - --40,40 |31~65|SKG-15 [1.3,1.4,1.6,1.8,1.9/1,1,1,33| (SK13)
D -SK16- 60.°90,120,150,180 |2.75~16.0|40,54,84,114,144 - 40 - 40~70/ SKG-18L"1.4,1.5,1.7,1.920| 1
-SK20- 90,120 35~200| 70,100 - 485 - 47~80| SKG-22 17,19 1
-SK25- 90,120 75~254| 70,100 - 55 - 55~75 | SKG-28 18,20 1 |(SK25)
IT50-SK 6-105,135,165,200 0.7~6.0 | 60626260 |-,93,117,154|195 -,32,32,30 [21~35| SKG- 8 | 37,394.143 | 12,23
-SK10-105,135,165,200 1.75~10.0| 65,70,75,75 |-95,125,154|27.5| -32,32,36 |30~50| SKG-12L | 42444650 | 1223
NO 50 -SK13-105,135,165,200 2.75~130| 65959292 | --125160 | 33 | --4545 |31~65|SKG-15 | 45474853 | 1,123 |(SK13)
D -SK16-105,135,165,200 2.75~16.0| 65,95,90,90 | --,125,160 | 40 | --,50,50 |40~70|SKG-18L | 4.7,495.155 | 1,122
-SK20-105,135,165,200 3.5~20.0/ 65,95,125,160 - 485 - 47~80|SKG-22 | 48515458 1
-SK25-105,135,165,200 7.5~25.4/65,95,125,160 - 55 - 50~85| SKG-28 | 4.85.25.6,6.0 1 |(SK25)

*Dimension for IT40-SK16-60 marked * , H=50~65 and G No.=SKG-18S
*Please refer [Z5~ P.39 for SK collet and please refer [Z5~ P.43 for J type nut,. A
High Speed SLIM CHUCK
SK10C- 90,120 -SK10C-105,165
SK13C- 90,120 -SK13C-105,165

* Collet, adjust screw (G No.) and spanner are available as an option. ==
*Please add “C” for the centre through tool coolant type.
-SK16C- 90,120 -SK16C-105,165 %
-SK20C- 90,120 -SK20C-105,165

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 I
IT40-SK 6C- 90,120 IT50-SK 6C-105,165 \\

*Pleas?;tzitsj(?‘F"g?(’)ﬁl?e flange thrfu@istingzégit type. GH Handle =" P30
T SKIor 30120 | SKi0F108.165 Code No. WA, Code No. MAX,
-SK13F- 90,120 -SK13F-105,165
-SK16F- 90,120 -SK16F-105,165 IT40X-SK 6- 60P, 90P, 120P IT50X-SK 6-105P, 165P
’gggi’lgg'lzo g'}ggiig:igg -SK10- 60P, 90P, 120P | 30,000 -SK10-105P, 165P
i i i e -SK13- 60P, 90P, 120P -SK13-105P, 165P | 20,000
-SK16- 60P, 90P, 120P 95.000 -SK16-105P, 165P
-SK20- 90P, 120P J -SK20-105P, 165P
-SK25- 90P, 120P 20,000 -SK25-105P, 165P [ 15,000

% The extended gauge length (L) is available. Please contact with us.
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A/ |1 ANNIVERSARY TYPE VC HOLDER
S mp_

With TiN Bearing Nut 1
MAX.30,000min1 & G2.5 S = ‘ @é? ®CpC10C2
Run-Out Accuracy : 3pum at 4D \\
e 0|
le—— 01—
L
G No. Weight | MAX.
TAPER Code No. D L | £ 21 C | C1| C2 H (Option) (ko) | (min-d) Collet
IT40X-VC 6- 60 60 23 275 1.1
-90 | 20~60 | 90 | 23 | 519 | 275 | 315 35~45 | VCG 6- 8A 1.3
-120 120 81.9 kil 1.5
No.40 -VC13- 60 60 29 400 | *7 o] S
- 90 |30~120 | 90 | 29 70 40 447 50~60 | VCG13-15A 1.5
-120 120 100 ) 1.9
IT50X-VC 6-105 105 64.9 334 3.9
-135 | 20~60 | 135 | 23 | 949 | 275 | 37.6 35~45 | VCG 6- 8A 41
-165 165 124.9 41.8 4.4
No.50 -VC13-105 105 64.9 T 31| 20000
-135 | 3.0~120 | 135 | 29 | 94.9 | 40 | 49.2 50~60 | VCG13-15A 45
-165 165 124.9 534 4.9
*TiN Bearing Nut is supplied as standard. *T40X-VC6-150, IT40X-VC13-150, IT50X-VC13-90, -120 are available as semi-standard.
*When the axial stopper is required, please use Adjust Screw (G No.) *Collet, adjust screw (G No.) and GH Handle are available as an option. 175~ P.30

*Please add “-RP" at the end of Code No. for Rust Proof Treatment VC Holder. *All series are for High Speed Rotation.
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 1=~ P.34 for VCK Collet.

A/ NiT MAJOR DREAM HOLDER

G No. (Option)

Difference of the swarfs )
Diffe s
i e [
Tl
L T 1T il qjc o4
e S | —— L T
Witﬁ.:]ep(iooljant_gg_la’sh Wigh Air I'3I9w ‘[7L24.
Please use Jet Coolant Splash for better swarf generation. ==~ P. 34, P.43 (H*) : MAX. H without adjust screw.
* G No. Weight
TAPER Code No. D L2 C H Hi (Option) (kg) Collet
NITAON-MDSK 6- 60, 75, 90 | 183348 86101116 |, 080911
105,120 80~ 60— gagg 195 a4 |21°%]  SKG-8 12,14
-MDSK10- 60, 75, 90,105 |, .~ | 19334863 |  |86,101,116,181 ], 11131516
20150480 |00 178 10,141 75| 146,176,206 30~50]  SKG12L 182224
-MDSK13- 65, 75, 90,105 |, .. | 24334863 |2 86.101,116,131 ,,_ _ 12141718
No.40 120150180 |°0""130 7 110,144 146176206 |° 80|  SKG15 202426
-MDSK16- 65 24 86 | 560 12
=75, 90,105 [30~160] 334864 | 40 | T0L1I631 |, | SKe-aL 151920
120,150,180 80.113.1446 146.176.206 202528
_MDSK20- 75, 90 1 41255 80,95 | SKelaSKGzsEL | 192
-105.120 A0~200 70851 B T yi005 120 [oKa2T0LSKG1285L] 2326
NIT50 -MDSK 6-105.120.135 |30~ 60| 486378 |195] 116131146 |21~35] _ SKG- 8 363739 | k&R
-MDSK10-105.120.135 48632782 116131146 |, _ 134447
165.195 3000500141217 17600 | 200|  SKG2L 5053
-MDSK13-105.120,135 | 486378 116,131,146 |, _ _ 124750
N0.50 165,195 80180 —y07ay | B [ azgo0 070  SKGS 5356
0. -MDSK16-105.120,135 | 4864801 116,131,146 | 114952
165.195 3016031471406 O [ 76208 |70 SKGEL 5558
“MDSK20-105.135 ~ 272 159,175 |, _ 1953
165,195 40200 —00ap | B [ |0 SKG2 5967
“MDSK25-105.135 - 274 159175 |0 _ 1957
165,195 BO~254—s1as | %O [ omsass || SKGB 6575

*Please use A type SK collet that is available as an option for end milling operation. 1I75~P.39

* Please refer 5= P.43 for Jet coolant J type nut and cap.

% GH Handle is available as an option. Iz~ P.30 Please order with the Code No. GH10 : MDSK10, 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.



A 1T ZERO FIT TYPE MILLING CHUCK

Explanation of the Code No.

. ~— L —
\/ Fig.1 ~— _
Nominal Gauge Length
Cl

i p— }
»13 D $C1 pC2

® hucking Capacity
¢ l Zero Fit Type Milling Chuck
Shank No.
Photo. shows BT shank.
TAPER Code No. (Gl C2 L L1 L2 4 Weight (Kg) | Fig. Collet
IT40-CZF20-105 51.5 66.5 105 35 70 80 2.1
No.40 -CZF25-105 59.5 745 | 105 35 70 80 24 1
-CZF32-120 69 | 805 | 120 | 42 85 | 105 28 (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
-CZF32-120 69 80.5 120 42 = 105 5.5) KM32) (CCK32
* Spanner is available as an option. *Please refer 175~ P.31, P.32 for KM, CCK collet.
*Please note hat e acceptable Shank tolerance i hoohr = Wrench to adjust
*Please add “P” at the end of Code No. for the high speed type. e.g. IT40-CZF25-105P QZFL

*Wrench to adjust run-out (9ZFL) is available as an option.
*For How to Adjust the Run-Out, please refer IZ&~ P.156.

( « In case of CZF (Milling Chuck) style, please rotate the Adjust Cam to the free position. Please make sure the )

. . . nose ring contacts with
Then, tighten the nose ring until face contact. the chuck body perfectly There are clearance s
i i i —_— < between Nose Ring  Face Contact
If the face contact is not completed, the Adjust Cam can not function. (Free run) and Cam Ring
f If the Adjust Cam is not at the free position before tightening, you can

< L
4
not tighten the nose ring until face contact correctly. = %—\‘\
I

« 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.

=
T

\_

A 1T ZERO FIT TYPE SLIM CHUCK

Multi-zCam Style G No. (Option)
Fig.1 N0
[\ r —

SK Collet Explanation of the Code No.

T -
? th q>C1 Nominal Gauge Length
¢D c
l

Fine Adjust €am
hucking Capacity

A Zero Fit Type Slim Chuck

Shank No.

G No. (Option)  SK Collet

C LA ~H] : }
7 i p— (DD* q>*c $C1
}

SZF
Photo. shows BT shank. — £ —
TAPER Code No. D L I 41 © C1 H | GNo.(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 |(SK &)
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
-8ZF25-120, 150 | 16.0~25.4 | 120, 150 | 49,79 | 85,115 | 55 665 | 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 6)
No.50 -8ZF10-105, 165 | 1.75~10.0 | 105, 165 | 60, 65 - |275|485,59.5| 30~50 | SKG-12L| 45,49 | 2
. -SZF16-105, 165 | 2.75~16.0 | 105, 165 | 60,120 | - 40 595 | 40~70 | SKG-18L| 5.0,54 | 2
-8ZF25-120, 165 | 16.0~25.4 | 120,165 | 75,120 | - 55 66.5 | 55~85| SKG-28 | 5.7,6.0 | 2
*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. [Z5P.39 —
*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 “GSZF-P” . e.g. IT40-GSZF10-120P

*For How to Adjust the Run-Out, please refer IZ5~ P.156

*Multi-Cam style is available. e.g. IT40-SZF16-120-C3. (3 Cams) Please contact us for more detail.
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A/ UNIVERSAL MICRO TOUCH

3D Electronic Edge Detector of Basic Point

M Precision Touch Sensor
Repeatability 22 micron.

BLong Safety Over-Travel Distance protects
from damage. X, Y=X7mm Z=3mm

MRed 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

and the red lamp will light at the moment when the former touches the

Measurement
of height

position

latter. A position where 3mm is compensated from that position (because

of 6mm stylus diameter ), is the touching position to be obtained.

Straight Shank UMT MICRO TOUCH

BT-UMT-W MICRO TOUCH

BT-UMTH pt
MICRO TOUCH for ring senso

For Machining Centre with ring sensor, the electric
circuits are different from standard, please purchase
this through M/C Builder.

Setting reference

Z

Measurement of
groove width

Battery(Single-5 type X 2pcs.)

e

NIKKEN

Measurement and
alignment of
inside diameter

Measurement
of diameter

N 931
] %/fi.ﬁ |
: — ' 6+0.005
i
—| 6 |~
2 21 43—
Code No. od g 21 Weight (Kg)
S20-UMT 20 68 61 0.4
S32-UMT 32 65 65 0.7
MT2-UMT MT2 66.5 75 0.4
*Ball type 6mm stylus is also available : S32-UMTB
200 0.1
Battery (9V6F22 1pc.)
Electronic
[T Beep  |ED
/ F’E‘/h/ I *\ 5610'005 T T
- - —Pr | e ¢44%62.5
\ B l — I 1 J
LAY 35 |
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

M Repeatability 1 micron

T

M Perfect 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
BT40-UMS200
BT50-UMS200

Please contact with us for

more details.

Specification
X-Y Over-Travel 10mm
Z Over-Travel 6mm
Stylas $6 Ball

Transmission

Inductive




A" UNIVERSAL MICRO TOUCH with INTERNAL CONTACT SYSTEN (2

[Internal Contact System - can be used for not conductive work piece.]

M Precision Touch Sensor
Repeatability £2 micron.

BLong Safety Over-Travel Distance protects
from damage. X, Y=x7mm 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
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

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.)
Wiy

¢d / =
] m‘f;o }

1 =
H— - —{s = ,,,]g_,gtc *q>4to.005
| F7\N
AN
2 21 30

Code No. ¢d 2 21 | Weight (Kg)
S20-UMTX 20 68 64 0.5
Ruby stylus is available as an option. S32-UMTX 32 65 64 08
MT2-UMTX MT2 66.5 64 0.5

*p4mm steel stylus and battery are supplied as standard.

% The delay of the system is within 0.01mm, because of the internal contact system.

200#0.1

BT'UMT)( MICRO TOUCH Battery (9V6F22 1pc.)
Electronic
MO /30;99 LED $4+0.005
| ry R o= S
i e e

28

I

TAPER Code No. Weight (Kg)
BT30-UMTX200W 2.3
BT-UMTX No.30
Ruby stylus is available as an option. NO '40 BT40-UMTX200W 29
No.50 BT50-UMTX200W 5.2
*p4mm steel stylus and battery are supplied as standard.
Specrﬂ Cati on *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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A/ TOUCH POINT (ELECTRONIC SENSOR)
- 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.

BRepeatability: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 Easy Checking
Location of Work,
Face,ODand ID !!

M Straight Shank TOUCH POINT B TOUCH POINT for machining centre

(with Z-axis Float Mechanism)

TP BT-TP

@ Can be connected to NIKKEN Milling Chuck C20, C32 @ 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

Battery (Single-5 type X 2pcs.)

3.5 ] LED (red lamp)

\\\‘ // o6 Soft Touch Detection.
- ] i * LED (red lamp)
e — (= —— el _—1Y |
AN | I i
\ $20 a‘ —
Cap Float
L. L. 45 122 ‘ 33 ‘ 45— (Lgrr;]%h)
157 L 200
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 4.5
% No Z-axis float in straight shank type TOUCH POINT. % No applicable to Non-conductive work piece (Plastic, Bakelite and so on).
If float is needed, please order UMT series (S20,S32-UMT). &5~ P.127 *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.
Q¢1 0 Shank TOUCH POINT Pin style Lithium Battery BR435 LED (red lamp)
-2 W |
10 = —— ) 98

N

S10-TP8

‘ 80

@ Compact and slim type.

@It can be used for the narrow space and deep groove.
@|t's suitable for HSK25A, 32A, 40A and 50A.

@ No Z-axis froat.

129



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 I .

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

M
""" == . ') as long as 300mm can be

N 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 4

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

HP-100

Sticking
Face

ﬁ
@
53.5

18.5

I

"7
100
| p——
¥ ‘ L
53.5

62 19 90
81 "\ Sticking Face

Red Lamp.

%2 of Batteries LR44(HC) are supplied as standard
with both of HP-100 and HP-150.

| Y]
NS

Sticking Face

150

1845‘

62 19

Red Lamp

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 HoO1

Compensation Value=Hol

J

==\

©

29

G927100
HP-100

/270

Work piece

50
Stroke 2

Reference point of work
piece can be measured very
quickly and accurately
without damage of tool teeth.
B High Precision Measurement

M Easy to measure tooling off-set
values on the machine accurately.

M Hard wearing powerful magnetic Base.

B Powerful magnetic base (700N)
makes it suitable for use on manual
machi_ne_z as well as Vertical/Horizontal
Machining Centres and NC Lathes.

B Swarf Removal
The Magnetic Base can be switched
on and off allowing the reference face
to keep clean.

B Plunger Head is given a Anti-Rust
Rubber Seal.

B Proximity Lamp
The red lamp is activated when the

plunger comes within the measuring
range of the reference height.

.

HP-50K
HEIGHT PRESETTER

“7 945 4"

¢ &

|_Stroke 1

—

50
Stroke 2

HP-50X

INTERNAL CONTACT TYPE
HEIGHT PRESETTER

+ $0.2mm drill can be measured.

(Feed rate must be lower than
5mm/min.)

+ It can be used for not conductive
machine and work piece.

e

Also suitable for use of Micron
Adjustment of Boring Arbor.

Example of usage at NC Lathe.



A/ CENTERING HOLDER

SY Large Measuring Range
: 0~240mm

Shank
(®Positioning Handle
Shim retain Slide bar
screw

Dial gauge

Measuring range 10mm
0.01mm

Z 1 division

Fine Adjust
screw ® ] 3
Dial gauge 7
adjust screw ®

Clamp screw @
Stylus

Setting screw @ (Code No.: SY9)

Parallelism Measuring

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.

Centering Holder) " 1p of Milling Chuck Mgfnug“eng
SY20-120 20
SY32-120 $32 0~240
SY42-120 042

ID Centering

%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.

[sv][32]-[120 ]
MAX. Measuring Radius

OD of Shank :¢22, 32, 42
Symbol of Centering Holder

fb-l“-&- omt
L e p—r

OD Centering

& BaLL CENTRALIZER

| [3le [ oI-1REE:1e][5Y for Accuracy Control

Universal Application

of $20 ball

_____ 600\ .
A /]

NIKKEN Milling Chuck
gset” ——

Lock Nut —

Fine Adjustment Screw

e

o 500

eh?

KM collet

First Artlculated Point
(20 ball)

Long Bracket
Centering of ID and OD can be done by the Ball \ Second Artculated Point (180° Pivotable)
Centralizer gripping into Nikken Milling Chuck. ) - Dial Gauge Fixture (360° Rotatable) 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 :¢35~¢9320 ID :¢3.5~¢520
OD : MAX. $300 OD : MAX. $500
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A 1ESTBAR

Indispensable for checking your machine spindle.

Each test bar is provided in a safety wooden box.

Sub-zero treatment keeps accuracy to prevent from the deformation.

(/] 0.002

(O |0.002

U)_‘U\

d s

L£0.05

Exact size of D and L are marked on each test bar.

TAPER Code No. oD L Weight (Kg) |Run-outattotal length |  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 2.7
No.50 BT50-TB50-300 50 300 7.7
% The code No. for Test Bar without flange is AST instead of BT. e.g. Test Bar for #40=AST40-TB40-200
It comes with Pull Stud, please specify Pull Stud Code No. Please refer IZ5~ P.266 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.

’/ Tool Wagon

NIKKEN

TAPER Code No. Storage

BT30 TW30 60piece

BT40 TW40 48piece

BT50 TW50 40piece

NC5- 46 TW-NC5- 46 48piece

NC5- 63 TW-NC5- 63 48piece

NC5- 85 TW-NC5- 85 40piece
NC5-100 TW-NC5-100 40piece

*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. TR

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.g. NTP-CLE5S0

TW

Photo shows wagon with E236N.
E236N must be used on.

L]

A 100L CLAMPER

7/ ‘T/\ . Hit- [030

— H
R10
| P ) j \<
} T ‘ T (4 points)
o L il | |
NCL L L P —

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 [Z5~P.216 for the TCL-GH Tool Clamper.



A V1001 PRESETTER E236N

M Rapid & Accurate Measurement Non-Contact Type
C MOS Sensor
Autocollimation
(The cutting edge is detected
automatically and displayed.)
Rapid Positioning & Fine Adjustment
B Rapid Positioning & Fine Adjustment
Gra_mte Column and Base Spindle (Option)
M Spindle can be exchanged.
(BT, HSK, CAPTO TOOLING)
BMFine and Easy Screen
5.7" LCD Monitor (80 X 60mm)
Magnification: 20
M Various Functions

for Measurement Printer WASP-PT

Nose R of the
cutting edge

Measuring of the
cutting edge

Angle of the
cutting edge

E236N L N < o
646
Item Contents E236N-40 E236N-50

Measuring Range X Axis: Dia. of Tool 0~¢$260mm 0~$260mm N
Z Axis: Length of Tool 30~360mm 30~360mm ‘é
AX' Scale Counter 8
' Reading Method | AXIS 0.001mm (Radius) 2
MIN. Reading MIN. Reading z Scale Counter o 2
AXis 0.001mm ~ s
Monitor Magnification: 20 5.7" LCD Monitor | -
Tool Clamp Not installed | T

Spindle NT40 NT50 ‘

Master Gauge * 1 GN40K GN50K ‘

Spindle (Option)

The spindle can be exchanged.
NT40, 50, HSK32, 40, 50, 63, 80, CAPTO TOOLING C4, 5, 6
Z stroke will be shortened for HSK and CAPTO TOOLING.

Reducti

on Sleeve (Option)

TN430 : NT40-NT30

‘ TN540 : NT50-NT40

240

Power

408
257

AC100~230V

* The spindle for HSK100A, CAPTO TOOLING C8, 3LOCK, NC5 can not be supplied, please select E238 presetter [Z&~ P.135 '
*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.

112

% * 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)

Working desk and the tool pot case (E450N-STD-MGH)
can be supplied as an option. The tool pot case has 3

pots and the s

hank can be specified.

e.g NT30-NT40-NT50

Working Desk

E236N

Tool Pot

B Spindle (Option)

Please add the shank No. at the end of
“E236N-SP-" for the Code No. of the spindle.
e.g E236N-SP-HSK63

Shank No. Z Stroke (mm)
NT30 0~360
NT40 0~360
NT50 0~360

Case HSK32 0~-358
HSK40 0~351

HSK50 0~343

HSK63 0~335

HSK80 0~333

C4 0~324

C5 0~315

C6 0~293

*Spindle can be exchanged. (BT, HSK, CAPTO TOOLING)
« In case of BT30, 40, 50 spindle
No tool clamping mechanism
« In case of HSK32, 40, 50, 63 and CAPTO TOOLING C4, 5, 6 spindle
Tool can be clamped just by one wrench, but Z stroke will be shortened.

134



135

A 100L PRESETTER £238-MBT

B High Precision / High Accuracy
- Ground granite base and column.

BWide and well-visualized screen - 5.4" LCD monitor
Zoom in/out for X20/X40. of Actual Size.

Display of angular grid (1 degree increment)
for inspection of Tool cutting edge

Display of reference circles
for measurement of Nose Radius.

MRapid and Accurate Measuring - Mechanism for
switching between rapid positioning and fine adjustment.

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

MTool Management System “TOOLIVE”

,_:.'.“_ ~

F =il

E238-MBT
ltem Contents E238-MBT40 E238-MBT50
Measuring | X Axis : Diameter of Tool 0~¢$280mm 0~¢280mm
range Z Axis : Length of Tool 45~380mm (145~480mm)*? 45~380mm (145~480mm)*?
: X Axis ~ Scale Counter
re'\élcliri]hg Reading Method 0.001mm (Radius) Radius / Diameter Chengable
i Min. reading ' Scale Counter
increment Z Axis 0.005mm
CCD Camera %20/ x40 5.4" LCD Monitor
Spindle Clamp Tool Clamp unit for 3Lock (MBT40, MBT50)
Inter-changeable Spindle (other sizes availahle as optional extras) NT40 NT50
Master Gauge GMBT40 GMBT50
Reduction Sleeve (Option) TN430 : NT40-NT30 TN540 : NT50-NT40
Interface. RS232C (Optional accessory)
Power supply AC100/ 110V

% %1 Extended Z axis of 145~480mm is available as an option. Please add “L” at the end of Code No. e.g. E238-MBT50-L.
* TOOLIVE software with interface function is only available in English Language. Minimum Computer Requirement : 486DX or above (Pentium 90 recommended) ,
8MB RAM (16MB recommended) , 15 MB free space on HDD, Windows 95 or above, Mouse.
850 (DZ Axis Rapid/Fine Changable Clutch
@) @2z Axis Fine Adjustment Knob
@ (®X Axis Rapid/Fine Changable Clutch
@®X Axis Fine Adjustment Knob
@ L ® (®2ZIX Axis Rapid Positioning Handle
(®5.4" LCD Monitor
@spindle
(®Operation Panel

E450 with Working Desk

__E450

Tool Pot Case
E450N-STD-MGH

\ Working Desk

E450N-STD

Box size: W X H X D: 1,200 X 650 X 820mm
Presetter Weight: 75Kg, Box Weight: 115Kg




A T00L PRESETTER 450N (Y

M Touch Panel Display with Quick & Easy Operation

Il Super Precision & High Accuracy —=
Granite Column and Base 'z'

1 $&

Double Circulation Ball Bearing Guide

M Non-Contact Type Fine Screen -10.4" LCD Monitor
Magnification: X35
Changeable of C MOS Sensor/ Micro Scope

C MOS Sensor

o
Micro ScopeE r (.
ra

M Rapid & Accurate Measurement
Changeable Clutch of Rapid/Fine Feed

l Vacuum Clamp System Independent from the
pull stud type.
The mechanical tool clamp system is installed on E238 for the
double face contact tool such as 3LOCK tool, NC5 tool or HSK tool.

M Tool Management System "TOOLIVE"
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

900

(DZIX Axis Rapid Positioning SW

@2zIX Axis Rapid Positioning Handle

®X Axis Fine Adjustment Knob
®Z Axis Fine Adjustment Knob 3
®sSpindle

(®Handle for Spindle Rotation

©10.4" LCD Monitor
(®Operation Panel

Box size: W X H X D: 1,100 X 1,200 X 700mm

Presetter Weight: 145Kg, Box Weight: 170Kg

E450N
Item Contents E450N-40 E450N-50
Measuring | X AXxis : Diameter of Tool 0~$400mm 0~@400mm
range Z Axis : Length of Tool 35~500mm 35~500mm
. _ X Axis ~ Scale Counter _ _
reatlj?hg s?admngethOd 0.001mm (Rad|us)SChIan(gé;ablet of Radius/Diameter
i in. readin ; cale Counter
increment g Y Axis 5.001mm
Monitor Magnification: X35 Changable of C MOS Sensor/ Micro Scope 10.4" LCD Monitor
Vacuum Clamp (Air: 0.5MPa
Tool Clamp The mechanical tool clamp systgn(1 *1lis avail)able as an option.
Spindle NT40 NT50
Master Gauge GN40K GN50K
Reduction Sleeve (Option) TN430V : NT40-NT30 TN540V : NT50-NT40
External Output RS232C (option)
Power AC100~230V
900 BExclusively designed for multiple function tool
measuring system rather than just measuring
the length and diameter.
é @ @@ -+ Automatic measurement (Automatic scanning of the tool edge)
' + Display of angular grid (1 degree incremental) for checking the tool edge.
=2 ° ®/-$ . Disp;)lgy of rgferer?ce f;irclegfor checking N)ose R. ’ ’
Y * Multiple calculation functions
i ® ® 94 e.g. calculation for radius from 5 points, angle from 2 lines,
® or distance of 2 points
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A 100L PRESETTER NTP300, 400, 500

M Deluxe type Tool Presetter. Best to increase the productivity of
expensive machining centre

- Large Measuring Range:Diameter:$300~500/ Length:500mm, 600mm
- Opto-Fiber System Projector. Bright and least burning of bulb. (Only for

NTP400)
NTP300:¢80%10

NTP400:¢116x10 (¢p180x20 Option)

NTP500:9180%20

- Fast and smooth approach from a distance can be achieved with 2

speed motor.

- Pneumatic Tool Attaching Device ensures Safety and Sureness in
Accuracy and Operation.

+ High Precision Scale Counter is provided to both axes.

Explanauon of the Code No.

ﬂ
Pull Stud No.(The Pull Stud of Master Gauge is ground after assembly in order

Spindle Taper 30 BT30

NTP400 T
Kind of Counter Unit

to maintain the highest accuracy. Please specify the Pull Stud
No. which you use most often.
The Master Gauge will be supplied with the indicated Pull Stud.)

50 BT50
XZ : 2 Axes Display
NTP NTP400 oo Presetier
Photo shows NTP400XZ-50 NTP500 Tool Presetter
ltem Contents NTP300XZ-50(40) NTP400XZ-50(40) NTP500XZ-50(40)
Measuring | X axis:Diameter of Tool D= 0~®$300mm D= 0~®400mm = 0~P500mm
Range Z axis:Length of Tool L=50~ 500mm L=50~ 500mm* L=50~ 600mm
X axis Digital Display
Min. Reading Unit Reading Method 0.002mm(Diameter) or 0.001mm(Radius)
' g Readable Unit 7 axis Digital Display
0.001mm
Min. Reading N X axis 0.001mm
of Indicator ' Z axis 0.01mm
Spindle Taper HM:SDME Select one from BT30/40/50 or IT40/50

(for NC5-46/63/85/100 is also available.)

Master Gauge

1500~ |
40

T

®40X 1504 of the selected shank is supplied asstandard.
e.g.) for BT50 Spindle, ISO50-$40 X 1504 is supplied.

Power Supply | for Axis Driving and Projector AC100V  50/60Hz 0.5KVA lAC200/220V 50/60Hz 1.2KVA
Air Pressure | for Tool Attaching Device 0.4~0.7MPa

Net Weight Net:300kg Gross:390kg Net:400kg Gross:480kg Net:700kg Gross:800kg

and Packing Wooden Crate : 1220(W)X950(L)x1850(H)mm | Wooden Crate : 800(W)X1200(L)x1900(H)mm | Wooden Crate : 1800(W)X1400(L)X2400(H)mm
Standard Motor Driving System, Pneumatic Tool Attaching Device,
Accessories Projector, Spindle Cleaner, Levelling Bolts

Optional Reduction Sleeve, Extra Master Gauge, Special Color, RS-232C(for Interface with PC),
Accessories Remote Control Cable, TMS System, Tool ID, Projector(¢180 X 20)

*NC5 and 3Lock are available. Y Reduction sleeve for NC5 : NT40-NC5-46, 63, NT50-NC5-46, 63, 85, 100
Reduction sleeve for 3Lock : NT40-MBT40, NT50-MBT40, MBT50

%20 Projector (Option)
¢ 180mmScreen with Side Scale

Reductlon Sleeve @\
‘N\KKEN /®
Maséer Gauge X /@
="
—
— | /@
Reduction Sleeve @ \w [ =i
Code No. oD D = S
T430 NT 40 - NT 30 Y
T530 NT 50 - NT 30 ®——
T540 NT 50 - NT 40
Reduction Sleeve
Code No.| TAPER ¢D L
G30 | NT30-030-150mm | O
G40 | NT40-040-150mm | @ s
G50 | NT 50 40 -150mm 660

740

80

1000

s

1740

(D z-axis Square Column

(@ Xx-axis Indicator

(® Zz-axis Indicator

@ Digital Display Unit

(B X-axis Scale

(® Zz-axis Scale

@ Projector (® Operation Panel
(@ X-axis Fine Movement Knob
(0 z-axis Fine Movement Knob
@ Spindle

@ Spindle Rotating Handwheel
@ Spindle Fixing Knob

(9 z-axis Vertical Movement Motor
@ X-axis Longitudinal Movement Motor
Pneumatic Cylinder Housing
() Stocker Door

@) Connections of Power Supply
and Air Pipe

@9 Levelling Bolt
@0 Caster



A T\ SYSTEM for Windows

SYSTEM Application

CONFIGURATION

Hub
Anti-Dust Rack

PCTorT™MS  piter COM ASSIST

Recommended PC

CPU : 486DX4 (100MHz or faster)
Memory : 32MB or larger

HDD : 100MB or larger

[1can be supplied from NIKKEN. Standard M/C

COM ASSIST is the converter from network Tool Presetter Offset data is
transmitted through

I/F to RS232C I/F.

Tool ID I/F is supplied as an option. PC, Hub, Printer and
Anti-Dust Rack are supplied as an option. The system
configuration differs depending on your application.
Please contact with us for more detail.

RS232C.

CAD/CAM

FAPC

M/C with ID Interface

ID Tooling

m/C

[ ]Measuring Mode
The combination drawing of tooling and cutter, CAD drawing and photo
can be confirmed before presetting the tool. The offset data can be
calculated automatically according to pre-described formula as soon as
the tool is measured. Read/ Write/ Initialize to ID, Label printing of
Offset data, Cutter Inventory and some restriction for presetting (MAX.
dia. or length checking) etc. can be done.

1D Mode
7 kinds of ID protocols are selected. (BALLUFF, OMRON etc.)

[ JM/C Mode
Number of M/C : 1,000 or more M/Cs

[ ]Layout Mode
MAX. Tool Number per 1 Layout : 200 Tools
Number of Layout : 10,000 or more Layouts
Tool layout can be written by searching the registered tool data.
Search/ Copy/ Merge of Layout Data, Tool List Printing and Output of
Offset Data with G10 Format etc. can be done.

[ ]Tool Mode
Number of Tool : 20,000 or more Tools
Tool data can be written by searching the registered cutter data. Copy/
Search of Tool Data and Automatic Cutting Condition Generation etc.
can be done.

[ ]Cutter Mode
Number of Cutter : 20,000 or more Cutters
Copy/ Search of Cutter Data and Cutter inventory etc. can be done.

[ ITool Group Mode
Number of Tool drawings : 80
Number of Cutter Drawings : 99
Number of combination drawings : 1,200

The formula to calculate the offset data can be registered for the tool group.

[]Cutting Condition Mode

M Offset Data Label Print
Label : A.ONE Computer Label 28105 (84x42mm)
M Auto. Layout Generation from NC Program
M Tool Life Management
M Statistics Information
[ ]Utilities
B means the optional function.
*OS : Windows NT4.0, Windows 98, Se, 2000, XP
** CD-ROM drive, Mouse and Network Board have to be installed on PC.

*NTP300, 400 and 500 can be connected with TMS System.
Windows NT4.0 and Windows 98, Se, 2000, XP are registered trade mark of Micro Soft.
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A D= TOOLING SYSTEM

JAPAN, USA, KOREA PAT. EU PAT.P

3LocK (triple contact) can be done on the BT double face contact spindle.
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.

BT Tool 3Lock (MBT)
Harmonic Vibration - Unstable Cutting — Dampening Effect - Stahle Cutting

PV —

YWY
v

0.0 TIME 8.0msec. 0.0 TIME 8.0msec.

2. The mechanism which generates the excellent cutting performance
-Internal Expanding Pressure System

Internal Expanding Mechanism System for
%Ifggfé gﬂﬁ'{ﬁg instantly locking the maximum pulling force

* Tool clamping mechanism that use a disc
springs experience lower clamping force
during continuous use.

LOCK is a system for locking the maximum

pulling force that is instantly produced during
tool pulling.

+ Cutting torque is greatly reduced compared to
\ BT tooling for more comfortable cutting.

800Kg -

500Kg
(Spring force)

Pulling
force

Pressure System
(Ka)

J T

The Paower of
Internal Expanding

Machine spindle expansion due to the centrifugal force at the high speed rotation or heat expansion

3. The taper sleeve follows the expansion and Run—@‘“
maintains perfect contact with the taper and flange. m@\ﬂ@@”

Taper Contact : Flange Contact = 90% : 10% [Iﬁ@
= o \a‘(j\\‘\w

2L0CK

4.3 }6—) Power of TiN Bearing Nut
LOCK

*
5. Excellent Rigidity

3LOCK tool performs the excellent rigidity, when the Solid Carbide Arbor ZMAGC & Head

extended tool is used on the horizontal M/C. | B
Deep Hole Boring =

L)

Within 3pm.

L/D=9.9times L/D=9.4times
15 83 5004152 4.8
::OL 425 —o0——70_1
T b ‘
Bl L - T
——— i I = s s U
¢§5 40 48 §9.§§Lh)69.8243d—11-68 AT S e | VAN R
T A | Solid Carbide Arbor | | /20-ZMAC42-70AA ] - Solid Carbide Arbor I
i TM _ 26-ZMAC55-70AA
Material: Aluminum V : 450m/min.
Stock Removal: 0.23~0.27mm/dia. S : 3,000min-t Material: Aluminum V : 545m/min.

F : 180mm/min. Stock Removal: 0.5mm/dia. S : 3,000min-t
F : 210mm/min.
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A BT DOUBLE FACE CONTACT SPINDLE

M/C with BT double face contact spindle.

#30

Gauge face

(47.4) 0.98*

©

&
N
|

Taper 7/24 r :
< L

/r/

-

=

L

$31.75
Basic dimension

T

($69.832)

#40

Gauge face
(64.4) 0.08*
©
i
&
Taper7/24 | | |
[ c
k)
— 2 g
Ol o
- JIE 8
| T
— A o 3
[Z}
- @
il
L]

#50

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

Gauge face

(100.8) 1.48*

=1.6

Targer 7124

L“J Rz:

|
|
$69.85
Basic dimension
($128.57)

* mark: The tolerances of the extension of the spindle flange from gauge face depend on the M/C.

Y /A @ TECHNICAL INFORMATION

1. When 3LOCK tool is inserted into 3LOCK
spindle (before clamping) , the gap
between the spindle flange and the tool
flange is ; #40 : 0.2mm, #50 : 0.5mm

2. When the tool is clamped, the taper cone
pre-loaded by the disc springs deforms
radially and slides to reach the face
contact between the spindle flange and
the tool flange.

The Power of
Internal Expanding
Pressure System

Taper Cone —|
with Slit

Disc Spring

Before Clamping

—_ Gap

=

I #40:0.2mm
#50 : 0.5mm

After Clamping

—XXX

Face Contact

Deep Profiling
Tool for Die Mould
Strong track record
even for plunge
cutting cutters with a
long expanded length
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A 310X MBT MULTI LOCK MILLING CHUCK <

The cutting chips show us the
actual machining capability. L

Centre Through
MAX. 7MPa

[ SLIOCK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system.

Standard PAT.
TAPER Code No. D|C L 21 22 Weight (kg) Collet
MBT40-C12- 90,120 1233 90, 120 48 58 16,1.9
-C16- 60, 90,120 16|44| 63,90,120 50 65 14,17,20
No.40 -C20- 70, 90,120 2052 71,90,120 57 %0 16,18,22 |(KM20) (CCK20) (CONK20)
-C25- 70, 90,120 25|60 70,90, 120 60 1.8,2.1,25 |(KM25) (CCK25) (CCNK25)
-C32- 85,105,120 32|69| 85,105,120 |64,70,70| 75,81,81 21,25,2.8 |(KM32)(CCK32) (CCNK32)
MBT50-C12-105,165 1233 105, 165 48 58 40,46 (KM12) (CCK12)
-C16-105,165,200 16 | 44 5 e 50 65 42,48 ,51
-C20-105,165,200 20|52 Y 57 o 45,51,57 |(KM20)(CCK20)(CCNK20)
No.50 -C25-105,135,165 25|60| 105,135,165 60 48,52,56 |(KM25) (CCK25)(CCNK25)
' -C32- 90,105,120,135,165 90,105,120,135,165 4.3,46,5.1,5.6,6.4
-200,250,300 321691 500,250,300 e e 7802106 (kn32) (CCK32) (CCNKS2)
-C42- 95,120,135,165 95,120,135,165 85,110,125,125| 5.5,6.6,7.2,8.6
-200,250,300 42186 | 500,250,300 8| 125125125 | 9.541.7,140

*Please refer Z5 P.142 for KM and CCK collet.
*Please add "F" for the flange through tool coolant type.

% Spanner is available as an option.
C12 (pC=930) : 9HC12 C12A (¢C=¢33) : 9OHC12A C16: 9HC16
C20:9HC22 C25:9HC25 C32:9HC32 C42:9HC42 ﬁ
*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 * .
*For C32,£2 dimension longer than standard is available.
MBT40-C32D- 105 MBT50-C32D- 105
*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 : G20 : 9MC20, C25 : 9MC25,
C32:9MC32, C42: 9MC42

A 3108 meT HIGH SPEED MILLING CHUCK <=

ANNIVERSARY Type
—Powerful gripping torque—
®High rigidity

®High precision

®Compact design

Stopper for

Explanation of the Code No.
Direct Chucking

MBT40 ——
Nominal Gauge Length

Chucking Capacity
Symbol of Milling Chuck

——eShank No.

C-G

Centre Through
MAX. 7MPa

High Speed 3L—0GK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system.

PAT.
TAPER Code No. D|C L 21 22 | Weight (kg) | MAX. (min-) Collet
MBT40-C12- 90G 12|33 <0 48 58 1.6 (KM12) (CCK12)
-C16- 60G, 90G 16|40| 63,90 50 65 14,17 25,000
No.40 -C20- 70G, 90G 20/48] 71,90 | 57 [ .| 16,18 (KM20) (CCK20) (CCNK20)
-C25- 70G, 90G,120G |25|55| 70,90,120 | 60 18,2.1,25 . (KM25) (CCK25) (CCNK25)
-C32- 85G,105G 32/68| 85,105 |6470| 7581 | 21,25 ’ (KM32) (CCK32) (CONK32)
MBT50-C12-105G 12|33 48 | 58 4.0 (KM12) (CCK12)
-C16-105G 16 | 40 i 50 | 65 4.2 20,000
No.50 -C20-105G 20 | 48 57 a0 45 (KM20) (CCK20) (CCNK20)
. -C25-105G 25|55 60 4.8 e (KN25) (CCK25) (CCNK25)
-C32- 90G,105G,120G 32|68 90,105,120 | 70 81 4.3,4.6,5.1 ’ (KM32) (CCK32) (CCNK32)
-C42- 95P;120P 42186 | 95,120 73 |85110| 55,6.6 12,000 (KM42) (CCK42) (CCNK42)

*Please note the acceptable shank tolerance is hs.
*Please refer [Z5~P.30 for KM and CCK collet.

Explanation of the Code No.

*GH Handle is available as an option. 75~ P.31 %
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

Chucking Capacity
ymbol of Milling Chuck
——eShank No.

MBT40]- -
Symbol of High Speed
Nominal Gauge Length
S




A/ CENTRE COOLANT STRAIGHT COLLET

PAT.
ot Geslih Pressio Suitable for all models of the NIKKEN MILLING CHUCK

| Create oy Oinade ect)
mﬂ@@iﬁﬂaﬁi’mﬁi

CCK Collet Front Nut Jet Coolant

Prevention of Swarf
entering the collet
through the slots

Explanation of the Code No.

-
ID of Collet
S

0D of Collet
ymbol of CCK Collet

CCK : Centre Coolant

CCNK : Centre Coolant, Adjustable

KM : Standard

NK : Adjustable

ONK : Oil Hole Drill

OJK-A 1 Jet Coolant " A front nut with an O-ring seal

0JK-S : Multiple Nozzles For grooving. For cutters with cutting diameter Prevention of for use with oil hole Cung,’ '
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.

" Photo shows

. Cutter length adjustment
on the collet is possible
from front and back.

CC K with front nut. Photo shows
ith front nut.
Style CCK Collet Code No. (OD-ID) (TR [ CCNK v frontnd
(cck12) | CCK12-3,4,5,6,8,10 CKFN12 Front Nut
(cck16) | CCK16-3,4,5,6,8,10,12 CKFN16 Style SelcealEr Col N (G101 Code No.
(cck20) | CCK20-6,8,10,12,16 CKFN20 (ccnk20)| CCNK20-6, 8, 10, 12, 16 CKFN20
(cck25 | CCK25-6,8,10,12, 16,20 CKFN25 (cenk25)| CCNK25-6, 8, 10, 12, 16, 20 CKFN25
(cck32) | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T (ceNk32)| 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
s Above bold figures indicate “ANNIVERSARY” type > CCK Collet. *Please note the acceptable shank tolerance is he~hz.
*Please note the acceptable shank tolerance is he~h7. % 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. *For (“,132 thet:re afre;ggsizes, CKFN32 = for nose
ring diameter o mm,
— Exol . f the Code N CCKFN“ZD 195 | 7 CKFN12 -3, 4,5,6,8,10 CKFN32T = for nose ring diameter of ¢64mm.
xplanation of the Code No. (CKFN16) |285| 8 | CKFN16 -3,4,5,6,8,10,12 *Jet Coolant type for the cutter with a cutter dia.
— (CKEN20D) 33 | 8 | CKFEN20 -6,8,10,12,16 larger than shank dia. is also available.
D2 39 [85] CKFN25 -6,8,10,12,16, 20 CKFN25-20MN, CKFN32-25MN, CKFN42-32M
ID of Collet 465 | 9 | CKFN32 -6,8,10,12,16, 20, 25 *Front Nut fitted with an O-ring is also available.
0D of Colle (ckenN32TD) | 43 | 9 [ CKFN32T-6,8,10,12,16, 20, 25 €-g. The Code No. is CKFN32-10C
N *The spanner is available as an option. =
' Symbol of Front Nut (CKEN42) |595] 9 | CKFN42 -6,8,10,12,16, 20, 25, 32 CKFN’}.Z - CCKL12, CKFN16 - CpCKL16
~—L2  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)

(km12) KM12- ,8,9,10

8

(kmM16) KM16-2, ,7,8,9,10,11,12
8
9

&mM25) | KM25-3, ,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

2,3,4,5,6,7
2,3,4,5,6,7

&M20 | KM20-2,3.4,5,6,7,8,9,10,11,12,13,14,15,16
3,4,5,6,7,8
4,5,6,7,8

KM32 KM32-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30

&m42) 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 > KM Collet.
*Please note the acceptable shank tolerance is he~h7.

Style NK Collet Code No. (OD-ID)

Cutter length adjustment on the 20 NK203, 891011 12.13.14.15.16

(NK25) NK25-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

. . 3,4,5,6,7,8
collet is possible from front and back. (NK22) NK22-3.4.5.6.7.8.9.10.11.12.13.14.15 16,17 18
3,4,5,6,7,8
4,5,6,7

(K32 NK32-3, ,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.

N K *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 IZ5~ P.31, P.32 for more detail of the straight collet.
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A D102 mBT SLIM CHUCK
@ G No. (Option)

SKT13, SKT20 Series Addition

[—H™
I - !
B ‘ ‘ */_ME}DDW ¢C1
SKT . L2
Centre Th h W ‘
MAX. 7MPa o )
Standard 3L—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.
TAPER Code No. D L 2 21 C C1 H G No. (Option) | Weight (kg) | SK Collet
MBT40-SKT 6C- 90 90 60 252 11
0.7~6.0 19.8 195 26~31 | SKG 6- 6HG
-120 120 90 294 14
-SKT10C- 90 90 60 329 12
-120 | 175~100 | 120 | 22 | 90 | 275 | 371 | 35~41 | SKG10-10HG 14
-150 150 120 4.3 1.6
-SKT13C- 90 90 60 378 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 60 447 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
35~20.0 28. 48. 47~ KG20-18H
-120 120 83 92 83 574 8| SKG2M-EHG 20
-SKT25C- 90 90 62.6 59.5 18
75~254 3 55 60~65 | SKG25-18HGD
-120 120 922 59.3 24 e
MBT50-SKT 6C-105 105 62 255 38
0.7~6.0 198 19. 26~31 | SKG 6- 6H
-165 165 122 ° 338 G~31 | SKG & BHG 40
-SKT10C-105 105 62 33.1 42
1.75~10. 22 21. ~41 KG10-10H
-165 o108 165 122 ° 45 ® SKGT0-10HG 46
-SKT13C-105 105 62 38.1 45
2.75~13.0 26 33 39~51 | SKG13-10HG
NO 50 -165 165 122 465 49 (SK13)
' -SKT16C-105 105 62 449 47
2.75~16.0 27 40 45~57 KG16-12H
-165 165 122 53.3 SHG1E-124G 5.1
-SKT20C-105 105 62 53.2 43
3.5~20. 28. 48, 47~ KG20-18H
-165 00 165 83 122 83 61.6 8 | SKG20-18HG 5.0
-SKT25C-105 105 62 594 52
75~254 3 55 60~70 KG25-24HG ————
-165 165 122 67.8 SKG25244G 56 €=

% Collet, adjust screw (G No.) and GH Handle are available as an option. p Explanation of the Code No.
The Code No. of the GH Handle is SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH13, _ _
SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25 % I@l Nominal Gauge Length
*Please use P class collet or A type collet. IZ5~P.145 9 9
*All models are high pressure centre through tool coolant type. antre Thrqugh Tool Coolant
SKT6: ¢p4~¢6, SKT10: ¢p6~§10,SKT16: $p10~¢16,SKT20: ¢p6~$p20,SKT25: p16~§25 Chucking Capacity
*Please refer IZ5- P.43, P.44 for the adjust screw (G No.) Symbol of New Slim Chuck
——eShank No.




A D108 meT HIGH SPEED SLIM CHUCK

&

SKT13, SKT20 Series Addition

G No. (Option)

— [ !
— _ = I 1
= [[— e
SKT-P ) L2
Centre Through \i\
MAX. 7TMPa
High Speed 3L—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.
TAPER Code No. D L 2 1| C | C1 H | G No. (Option) | Weight (kg) |SK Collet
MBT40-SKT 6C- 90P 90 60 25.2 1.1
7~8. 19. 19, 26~31 | SKG 6- 6H
dgop | 07700 [y | 198 gy | 198 [y, | B SGEEHG
-SKT10C- 90P 90 60 329 12
-120P | 175~100 | 120 | 22 | 90 | 275 | 37.1 | 35~41 | SKG10-10HG 14
-150P 150 120 4.3 16
-SKT13C- 90P 90 60 37.8 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 4.7 15
-120P | 275~160 | 120 | 27 | 90 | 40 | 489 | 45~57 | SKG16-12HG 17
-150P 150 120 53.1 19
-SKT20C- 90P 90 60 53.0 16
5~20. 2. 48. 47~ KG20-18H
120 35~20.0 0 85 2 85 4 83 | SKG20-18HG 20
-SKT25C- 90P 90 62.6 59.5 18
75~25.4 31 5 60~ KG25-18HGD
A20p | TP i o | [sag | % | SO ) (SK)
MBT50-SKT 6C-105P 105 62 25.5 38
7~8. 19. 19, 26~31 | SKG 6- 6H
-165P 07~60 165 28 122 9 338 G~31 | SKG & BHG 40
-SKT10C-105P 105 62 33.1 4.2
1.75~10. 2 21. ~41 | SKG10-10H
-165P o100 165 122 ° 45 ® SUGI0-10HG 46
-SKT13C-105P 105 62 38.1 45
2.75~13.0 2% 3 39~51 | SKG13-10HG
NU 50 -165P 165 122 465 49 G
' -SKT16C-105P 105 62 4.9 47
2.75~16.0 27 40 45~57 | SKG16-12HG
-165P 165 122 53.3 5.1
-SKT20C-105P 105 62 53.2 43
3.5~20.0 285 485 47~63 | SKG20-18HG
-165P 165 122 61.6 50
-SKT25C-105P 105 62 59.4 5.2
75~25.4 31 55 60~70 | SKG25-24HG
-165P 165 122 67.8 56 =5

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

The Code No. of the GH Handle is SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH13,
SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25

*Please use P class collet or A type collet. IZZ~P.145

*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 refer Iz~ P.43, P.44 for the adjust screw (G No.)

1

Explanation of the Code No.

Centre Through Tool Coolant

——=eChucking Capacity

MBT40]-[SKT10] [C] - [90] @‘
High Speed Rotation
Nominal Gauge Length
S

Symbol of New Slim Chuck

hank No.
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A sLIM CHUCK COLLET

Il

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

sK][10]- ?
MAX. Chucking Dia.

Style No.
Symbol of SK Collet

Explanatlon of the Code No.

; Non: Standard

P:P class (Run-out Accuracy=3pm)
A:A type (for End Mill Shank)

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

necessary for the new types of co

available as an option. Collet removal is not

llet (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- 0.8 |07 ~0.8 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~ 40 -4 35~ 40 -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 ~ 50 -5 45 ~ 50 - 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 | 16.5~17.0
- 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 = 60 -7 6.5 ~7.0 - 175 | 17.0~175
-25 |23 ~25 -65 |60~65 -65 |6.0~65 -75 |70 ~75 - 18 | 175~18.0
- 2.75 | 255~ 2.75 -7 65 ~ 7.0 -7 65 ~ 7.0 -8 75 ~8.0 - 185 | 18.0~18.5
-3 28 ~3.0 -75 |70 ~75 -75 |70~175 -85 |80 ~85 - 19 |185~19.0
-35 [30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~9.0 - 195 | 19.0~19.5
-4 |35~40 -85 |80~85 -85 |80~85 -95 90 ~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 ~50 -95 9.0 ~95 -95 9.0 ~95 - 10.5 |10.0~10.5 -21 | 205~21.0
-55 |50 ~55 -10 |95 ~100 -10 |95 ~10.0 - 11 |105~11.0 - 215 |21.0~215
- 6 55 ~6.0 - 10.5 | 10.0~10.5 - 105 | 10.0~10.5 - 115 |11.0~ 115 - 22 | 215~220
SK10- 2 1.75~ 2.0 - 11 |105~11.0 - 11 |105~11.0 - 12 |115-120 - 225 22.0~225
- 225120 ~2.25 - 11.5 | 11.0~115 - 115 | 11.0~115 - 125 |12.0~ 125 - 23 | 225~23.0
-25 |225~25 - 12 |115~120 - 12 | 115~120 - 13 |125~13.0 - 235 23.0~235
- 275125 ~2.75 - 125 |12.0~125 - 125 ] 12.0~125 - 135 (13.0~135 - 24 | 235~24.0
-3 2.75~ 3.0 - 13 125~13.0 - 13 |125~13.0 - 14 |135~14.0 - 245 | 24.0~24.5
-35 |30 ~35 - 135 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 |35~40 - 14 | 135~140 - 15 |145~150 - 25.4 | 25.0~25.4
- 45 |40 -45 - 145 140-145 - 155 |150~155|  *SKG oottt special
-5 45 =50 - 15 | 145~15.0 - 16 |155~16.0
-55 |50 ~55 - 155 | 15.0~15.5 - 16.5 |16.0~ 16.5
-6 55 ~6.0 - 16 |155~16.0 - 17 |165~17.0
- 65 [6.0~65 - 175(17.0~175
-7 65 ~7.0 - 18 |17.5~18.0
- 75 [10-75 - - 185 180~ 185
-8 |75 -80 ; ﬁ - 19 |185-190
-85 (80 ~85 - 195 [19.0~ 19.5
-9 [85-~90 "h Q‘ : - 20 |195-200
- 95 90 ~95 Collet removal (SKR-6) is supplied as standard
-10 95~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

W “P” class SK collet for drill W “A” type SK collet for endmill

It guarantees the Run-out accuracy within
3 micron at the nose (4D) from the chuck.
Additionally Collet Set is also available.

within Sum

145

The acceptable shank tolerance ids hs.

SK Collet A type

SK 6-3A, 3.175A, 4A, 5A, 6A

SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A

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

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




A 308K mBT MINI-MINI CHUCK 25552 %
> JAPAN PAT.
., . Clamp/unclamp
\ p just with a wrench
I gy pp—

3 30,000mint & G2.5 | ~— Lz T
v/ Gripping from Front Nose = T
Run-Out Accuracy : 3pum at 4D i I N ‘¢D
Ls‘ 1 (p44 5% ; ¥
MMC N - .
\*‘ * MMC12 : ¢52.4
High Speed tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. ] PAT
TAPER Code No. Ch”"kiq';gDRa”ge oD | L | L | L Collet WS | weight (ko)
MBT40-MMC 4- 90 1~ 4 15 30 43 (MPK 4) 1.2
No.40 120 120 | 43 | 72 30000 | 15
-MMC12- 90 90 35 44 1.7
] 10 T e [ 18
MBT50-MMC 4-105 1~ 4 15 105 30 43 (MPK 4) 3.8
-MMC 8-105 36 42 44
-135| 2~ 8 20 | 13 1 72 45
No.50 -165 165 102 20000 | 46
-MMC12-105 105 35 44 46
-135 4~12 30 135 60 74 4.7
-165 165 70 104 48
*Wrench is supplied as st_andar_d. ] Explanation of the Code No.
) e e o avicac 0 (eTa0l-WMCE]BY o Gauge Lengi
*Please add “F" for the flange through tool coolant type ; MBT40-MMC 8F- 90,120 MBT50-MMC 8F-105,120 Chucking Capacity
-MMC12F- 90,120 -MMC12F-105,120 Symbol of Mini Mini Chuck

——=eShank No.

DLOGLK MeT VC HOLDER

TMAXZ30,000mMEG2 5 .%5

Run-Out’Accuracy;: 3um at 4

G No. (C\)ption)

Centre Through
MAX. 7MPa

High Speed SILOGIX 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 21 C | C 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 13 i
-90[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.
-165 165 122 41.3 4.4
No.50 -VC13-105 105 62 44.6 G| AU
-135 [ 3.0~120 | 135 | 29 | 92 | 40 |48.8 | 50~60 | VCG13-15A| 4.5
-165 165 122 53.0 4.9
*Collet, adjust_ screw (G l_\lo.) an_d GH Handle are a_vailable as an option. The Code No. of the GH Handle is VC6: GH10, VC13: GH16 Explanation of the Code No.
:\’\Iﬂvg?rr;(t)hsxallssct)o;:\;Jg[rfor?/(qgllr;dls%leﬁg_lézg_e%igt_ ggrevlvz(g ar;leo gvailable 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 I’ P.30 . .
*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.34 for VCK collet. L eShank No. 146



A D9&< ZMAC BORING ARBOR

ZMAC

|Boring for Finishing|

Photo shows ZMACK.

L
®Ct ‘7M¢f4’
K s Py
u\ €] No Micro Vibration due to
M Double-Contact Support of
Cartridge. Long Tool-Life &
h ho —» High Accuracy.
L L |
‘s ) e o0 ‘ﬁpﬁéa
F( vofeleafe] j;g r( = : g
= e e R
‘47 h——<—hi—<—h2—> h h2—>|
(Spacer)

Only for ZMAC16

A A F
All codes shown are for heads with triangular inserts For heads with thomboid inserts @ please add the letter “R” to the code No. e.g. MBT40-ZMAC32 R -150

- g | G P98
TAPER Code No. 53233 BD%rglart]r? ctgaigng © |G BB
D M M Head No. nsert No. (kg)
MBTNo.- Min.D - L Q- Min.D -h2
MBT40-ZMAC 16-125, 135 15.9~20.2 38,48 12 | 15 | 24 | 12-ZMAC16-45, 55 19,19
-ZMAC 20-120, 135, 150 19.8~252 |  45,67,75 9 |19|30| 9-ZMAC20-40 3MP-C,B | 19,1.9,20
-ZMAC 25-120, 150, 165 248~322 |  52,90,97 12 | 24 | 35 | 12-ZMAC25-40 2.0,2.1,2.1
-ZMAC 32-150, 180, 195 31.8~422 | 77,110,122 16 | 31 | 42 | 16-ZMAC32-55 | 4MP-C,B | 25,2727
No.40 -ZMAC 42-150, 180, 210 418~552 | 97,130, 157 20 | 40 | 50 | 20-ZMAC42-70 3.0,32,35
-ZMAC 55-165, 210, 225 548~70.2 | 135,180,195 | 26 |53 | 50 | 26-ZMAC55-70 TR0 3.9,46,4.6
-ZMAC 70-165, 180, 225 69.8~85.2 | 165,180,225 | 34 |67 | 64 | 34-ZMAC70-70 ’ 54,58,68
-ZMAC 85-195 84.8~100.2 195 42 | 83|62 | 42-ZMAC85-100 9.0
MBT50-ZMAC 16-140, 150 15.9~20.2 38,48 12 | 15 | 24 | 12-ZMAC16-45, 55 47,47
-ZMAC 20-150, 165, 180 19.8~252 |  45,67,75 9 | 1940 | 9-ZMAC20-40 3MP-C,B | 48,4849
-ZMAC 25-135, 165, 180 248~322 | 52,90,97 12 | 24 | 44 | 12-ZMAC25-40 48,4849
-ZMAC 32-180, 210, 225 31.8~422 | 77,110,122 16 | 31 | 50 | 16-ZMAC32-55 | 4MP-C,B | 55,5657
-ZMAC 42-180, 195, 225, 240 | 41.8~552 |97,130,142,157| 20 | 40 | 60 | 20-ZMAC42-70 6.0,6.0,6.4,6.5
No.50 -ZMAC 55-210, 240, 270 54.8~70.2 | 117,182,177 | 26 |53 | 65 | 26-ZMAC55-70 7.5,7.6,8.1
-ZMAC 70-240, 270, 300 69.8~85.2 | 190,220,250 | 34 | 67 | 80 | 34-ZMAC70-70 TR 10.0,10.6, 11.5
-ZMAC 85-225, 290, 315 84.8~100.2 | 182,247, 272 42-ZMAC85-100 1125, 15.0,16.0
-ZMAC100-225, 290 * 99.5~140.5 295 200 42 | 83| 83 | 42-ZMAC100-100 13.8,16.5
-ZMAC140-225, 290 * 139.5~180.5 ’ 42-ZMAC140-100 14.6,17.3

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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 refer IZ&~P.149 for Shank, and IZ&~P.86 for Spacer, andIZ&~P.77 for Head.

*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. MBT40-ZMAC55-165C.

*When L length is required longer than standard, please specify boring depth M.

% % : MBT50-ZMAC100-325, 375, 425, 475 are also available.

MBT50-ZMAC140-325, 375, 425, 475

Please refer [IZ5~P.96 for cutting condition.

M High Speed Boring ZMAC &

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

MAX12,000min-1

147

B ZMAC for Multi-Stage Boring Bar

Please contact us for the special boring bar.

Photo. shows NC5 shank.

High Pressure Coolant
Through Tool

Please add “AA” at the end of Code No. for the boring arbor with ZMAC&X head. =" P.78
e.g. MBT40-ZMAC42-150AA



A D10a< BALANCE-CUT BORING ARBOR

|Boring for Roughing | L
®C Power of Shoulder Support

Perfect
- Contact

Cutting
o

[

W ' Force

NEi
&

h hi
(Spacer)
C Boring Boring  |Cupling .
TAPER ode No. Range Depth Dia | C |C1 Weight
D M Q Head No. nsert No. (kg)
MBTNo.- Min.D -L Q- Min.D -h2
MBT40-RAC 25-135E, 165E, 180E 25~32 67,105, 112 12 | 24 | 35 | 12-RAC025- 55E | CCO7-C 2.0,2.1,2.1
-RAC 32-150E, 180E, 195E 32~45 77,110, 122 16 | 31 | 42 | 16-RAC 32- 55E | CCO08-C 24,26,2.6
-RAC 43-150E, 180E, 210E 43~55 97,130, 157 20 | 40 | 50 | 20-RAC 43- 70E 27,29,32
No.40 -RAC 53-165E, 210E, 225E 53~70 | 135,180,195 | 26 |50 | 50 | 26-RAC 53- 70E ey 25,33,3.2
-RAC 70-180E, 195E, 240E 70~100 | 180,195,240 | 34 | 64 | 64 | 34-RAC 70- 85E 48,5.2,62
-RAC100-195E 100~130 195 42 | 83 | 62 | 42-RAC100-100E 6.8
MBT50-RAC 25-150E, 180E, 195E 25~32 67, 105, 112 12 | 24 | 44 | 12-RAC 25- 55E | CCO7-C 47,49,48
-RAC 32-180E, 210E, 225E 32~45 77,110, 122 16 | 31 | 50 | 16-RAC 32- 55E | (CCO08-C 5.4,56,5.6
-RAC 43-180E, 195E, 225E, 240E | 43~55 |97,130,142,157| 20 | 40 | 60 | 20-RAC 43- 70E 57,5.8,6.1,6.2
No.50 -RAC 53-210E, 240E, 270E 53~70 117,182,177 | 26 | 50 | 65 | 26-RAC 53- 70E o 6.9,7.0,7.6
-RAC 70-255E, 285E, 315E 70~100 | 205,235,265 34 | 64 |80 | 34-RAC 70- 85E 95,9.9,10.9
-RAC100-225E, 290E, 325E * 100~130 | 225,290, 325 42 | 83 | 83 | 42-RAC100-100E 12.5,12.5,16.5

*“C” grade (Coated) inserts are supplied as standard with the head.[ZE~ P.62 Please refer [Z5~ P.93 for cutting condition.

*Please refer [Z&~ P.149 for base holder, IZ5~ P.86 for spacer and IZ5~ P.67 for head.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. MBT40-RAC53-165E-C

*Cartridges & Insert tips for the Heavy Duty Boring of Iron and Cast Iron (No letter) , for Aluminum (A) , and for Through Hole & Multiple Sheets (K)
are available. Please refer IZZ~ P.69 for cartridges. Please add the letter “No letter” , “A” or “K” at the end of Code No. e.g. MBT40-RAC53-165A

*For MBT30, modular connection system is applied. Please refer [Z&~ P.149 for Base Holder. L
*When L length is required longer than standard, please specify the boring depth M. M
% Cartridge & Insert for Alloy Steel (E) is recommended for boring on steel and stainless steel. i

% % : MBT50-RAC100-375E, 425E and 475E are also available. ﬂ\/

Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E.
Please refer 15~ P.61, P.62

High Pressure Coolant
Through Tool

148
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A S19E< MODULAR TYPE BORING BASE HOLDER

L
Coupling Bolt
PL=N
e ll==x
U\ e PQeC S
Fig.1 Fig.2

[ S1LI0CK 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. Coa‘,%'”g L e | @ H H, | COURIG Bolt| kg | \weight (kg)
MBT40-Q26- 50,95,140 26 50, 95,140 50 - 20,65,110 - B26N 1 11,17,25
No.40|(MIT40)-Q34- 95,110 34 95,110 64 | 62 68,83 55,70 B34 3 22,26
-Q42- 95 42 95 83 62 68 59 B42 2.8
MBT50-Q26- 65,140,170N 26 65,140,170 50 65 27,47,112 B26N 129 3.7,53,54
No.50|(MIT50)-Q34-140,170,200 34 140,170,200 | 64 | 80 | 102,120,150 - B34 - 56,65,7.1
-Q42-125,190 42 125,190 83 - 87,152 B42 1 6.5, 9.1
*¢$C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. wBlank arbor with 3LOCK shank is available.

*All base holders have a centre through-tool coolant hole. MIN. order quantity of blank arbor is 5 off.
*The Coupling screw & wrench are supplied as standard.
*When L length is required longer than standard, please specify the boring depth M.

*MBT50-Q42-225A, 275A, 325A and 375A are the arbor with tapered shape. E 7

= | f

'

L

Please specify ;
+ Hardness of arbor : Raw or HRC40+2
- ¢DxL
e.g. $D=50mm, L=200mm MBT50-BLK50-200

A D16 pJ BORING HEAD with DJ BORING BIT

High Pressure Coolant Through type
is available Please contact with us.

Easy to Set Micron Accuracy

hi——
Solid Carbide Bit
S
| p—
@ b
et
‘ [}
—M
=
DJ Head
DJ .
A 1Graduation:0.01mm on dia.
Boring Boring Bit Hole Shank Head Bit
TAPER CeeEiNe: Range Depth L C Size Code No. Code No. Stroke g‘sgg l-\lrlcf)
MBTNo.-MinD-L D M J MBTNo0.Q-h Q-MinD-h1 S
MBT40-DJ3- 86 86 MBT40-026- 50
~2 ~ = & o
N[] 40 Wm0 131 3~28 | 14~ 80 | 45 10 g5 | 026-DJ3-36 52
. -DJ8- 94AN 94 MBT40-026- 50
Taoan| 3780 | 14180 o 59 16 — -DJ8-44AN| 6.0
MBT50-DJ3-101 101 MBT50-026- 65
= = -DJ3- ; J10
NU 50 (M50 206 5~28 | 14~ 80 | | 45 10 70 | 926-D43-36 52
' -DJ8-109AN 109 MBT50-026- 65
214AN 3~50 14~130 214 59 16 170N -DJ8-44AN 6.0 J16

*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 MBT40-DJ8-94A : J16-8-40, J16-18-80, J16-28-85, J16-38-85
Bits included for MBT40-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. MBT40-DJ3-86-BD
% Shank and DJ Head (including Boring Bits) are delivered in separate packages.
*Please refer [Z5—P.84 for Boring Bits. Please refer [Z&~P.97 for cutting condition.



A D10 BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

ZMAC Unit
B Min. dial read out:main scale dia.

0.02mm, sub scale dia.0.002mm
M Boring Dia:$p130~595mm

pi
RAK Arbor
. i L. B MCC-130B (Balancer) P%a
Boring Dia:$130~595mm for Finishing. RPC Plate V7N 2
D RPC Plante | Cartridge Weight
TAPER Code.No =R L © Arbor No. No (Balancer) %)
MBT40 -BAC130-205 130~195 RPC-130 6.8
No.40 (MIT40) -BAC180-205 teo~ass | 2 | OF | MBTAD-RAK130 -180 78
MBT50 -BAC130-185, 235, 285 | 130~195 RPC-130 130,145,175
- - 180~24 -180 ' d !
(ITSD)-BAC180-185, 285, 285 | 180245 oo oo »cc| ay | MgTS0-RAK-110A, -160A, -210A MCCZ-130 [ oo o010
-BAC280-185, 235, 285 | 280~345 -280 _ |145,16.0,19.0
No.50 -BAC330-210" 330~395 T AL T
-BAC380-210 " 380~445 VIBTS0-RAK330-125 -380 16.5
N 040 * ~ 210 H & _
BAC430 210* 430~4% | hey | 98 | yT50-RAK330-135 430 175
-BAC480-210 480~545 -480 18.5
-BAC530-210" 530~595 -530 19.5

6(0°~180°)

**“C” grade (Coated) Inserts are supplied as standard. Please refer =5~ P.96 for cutting condition.
*Unit “M5HZ-55" is provided as standard, please refer Iz== P.72 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 6 in Code No. e.g. MBT50-BAC180-235 (90°)
% The boring arbors markedwith MIT50, L (gauge length) is 220. e.g. MIT50-BAC330-220

Drive Key

View from Cutting edge.

A D10 BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

B With slight adjust screw
MBoring Dia:$130~580mm

Rl {

(@]

— 1,
L,

RAK Arbor
Boring Dia:$130~580mm for Roughing. RPCPIe. rec canridge P-38
D RPC Plate | Cartridge No. | Weight

e CEEE/N MIN.~MAX. L = Arbor No. No. for Large dia. (kg)

MBT40 -RAC130-205 130~180 RPC-130 6.8
2 1 -RAK-

N040 (MIT40)-RAC180-205 180~230 0 61 | MBTAD-RAK-130 -180 78
MBT50 -RAC130-185, 235, 285 | 130~180 RPC-130 For Heavy Duty 11.3,12.8, 15.8
(MIT50)-RAC180-185, 235, 285 | 180~230 -180 | Boring of Iron |11.8,13.3,16.3

-RAC230-185, 235, 285 | 230~280 185,235,265 90 | MBTS0-RAK-110A, 1604, -210A -230 | andCastlron 123 1338, 16.8
-RAC280-185, 235, 285 | 280~330 -280 RCC-130 |12.8,14.3,17.3
No.50 -RAC330-210" 330~380 RPC-330 <2 155
-RAC380-210" 380~430 -380 ln%ilr(l] lIip 165
-RAC430-210* 430~480 (2222)2‘) % mmg:zggggg -430 175
-RAC480-210* 480~530 -480 185
-RAC530-210* 530~580 -530 195

% The Code No. on above table are the boring arbors with RCC-130 cartridge (Inset tip: CN08) the Heavy Duty Boring of Iron and Cast Iron . Please refer IZ5~P.95 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 IZ=~P.72 for cartridges. e.g. MBT50-RAC130-185E
*Please refer 1 P.72 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 interference with tool magazine of ATC.

% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 6 in Code No. e.g. MBT50-RAC180-235 (90°)
% The boring arbors marked * with MIT50, L (gauge length) is 220. e.g. MIT50-RAC330-220
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A 3100 meT FACE MILL ARBOR TYPE A/SHOULDER CUTTER ARBOR

FMA

Photo. shows with
face mill cutter.

JIS B4113 Face Mill Cutter

Drive Key

Fig.1

3|.-0GK tooling (MBT) can be used as the friple contact tooling on the M/C where spindle is BT double face contact system. ]

TAPER Code No. (¢D -L) ” Aré)or W V\éig)ht L1 AT gimer E Drive Key | Lock Bolt | Fig.
MBT40-FMA25.4 - 45, 90 22 50 9.5 1.5, 81 95,140 80 50 FW 5 FM12
N0_40 -FMA31.75 - 45,75 30 60 12.7 1.7, 3841 105,135 100 60 FW13 FM16 1
-FMA38.1 - 60 34 80 15.9 2.9 120 125 FW18 FM20
MBT50-FMA25.4 - 45, 90,150 22 58 9.5 [3.7,4.6,5.5/95,140,200 80 50 FW 5 FM12
-FMA31.75 - 45, 75,105 30 70 12.7 14.5,5.3,6.1105,135,165] 100 FW12,13 | FM16
No.50 -FMA38.1 -45,75 3 | 80 | 159 | 43,56 o0 | 125 6o LFW1819 | FM20 !
-FMA50.8 -45,75 36 100 19 49,6.8 ! 160 FW23,24 | FM24
-FMA47.625- 75* 38 [128.57| 254 7.7 135 200 FW26 * 2
EMC [ tooling (MBT) can be used as the friple contact tooling on the M/C where spindle is BT double face contact system. ]
Arbor Weight With Cutter .
TAPER Code No. (¢D -L) ST Tw (kg) ™ b. [ F | GcapBor] & | 1 | Fio
MBT40-FMC22-45, 90 18 | 45 | 10 13,20 85,130 50 | 40 M10X30 16 | 10 8
No.40 -FMC27-60, 90 20 (60 | 12| 15,22 110,140 | 80 | | wmi2xss |18 [ 12|
-FMC32-60, 75 22 | 85 | 14 2.3,2.6 110, 125 125 M16X35 24 | 16
MBT50-FMC22-60,105,150 18 | 45 | 10 | 4.2,4.7,5.3 | 100,145,190 | 50 | 40 M10X30 16 | 10
No.50 -FMC27-45, 90,150 | 20 | 70 | 12 | 4.1,55,7.3 | 95140200 | 80 | . | M12xss | 18 | 12| 3
-FMC32-45, 75,105 22 | 85 | 14 | 4.2,5.5,7.0 | 95,125,155 | 125 M16X35 24 | 16
*Drive keys, L wrench and bolt are supplied as standard.
*The arbor weight is only for the arbor.
* The different type of the cap bolt may be used for the recent cutter. Please check the specification. E
% The arbor marked #* requires 4 fixing bolts (FMA47.625 : M16, P=101.6)
*Extended length is available as an option. MBT50-FMA25.4 -200, 250,500 =
-FMA31.75-150, 200,500
-FMA38.1 -150, 200, --500
High Feed Cutter Arbor with Coolant Hole
@3 p| Code No. Cutter Dia.|  ¢d ¢C M H q)%ozolant q|>_| dolle od2
ugs ¢d2 3 Plugs ¢50, ¢52 47
- FMH22 (22.225) ©63. 66 22(22.225) 60 M10x1.5 [18(17) 16 6~8 | 3
T“’C FMH27(25.4) ®80 27(254) |76(70) M12X1.75/20(22) |19.5(18.5) | 8~10 | 3.5
FMH32(31.75) ®100 | 32(31.75) | 96 | M16X2.0 |22(30) 24 10~13| 4
FMH40(38.1) ®125 | 40(38.1) 100 M20x2.5 |26(34)| 30(29) [10~15| 5
FMH50.8 $160 50.8 M24X3.0 | 36 375 [15~20] 7
* Fixing dimension is basically based on FMA/FMC. *The combination of the other cutter dia. are also available.
[ tooling (MBT) can be used as the friple contact tooling on the M/C where spindle is BT double face contact system. ]
FMH High Feed Cutter Arbor with Coolant Hole
TAPER Code No. (pD-dpC-L) A c WArtC):olr Co |l V\Ei'g)ht Drive Key | Lock Bolt | G Cap Bolt
MBT40-FMH22 - 47(60)-45 | 18 | 47(60) | 10 | 16 10 1.3(1.4) FW 8 M10X30
N0 40 -FMH27 - 60(76)-60 20 |60(76) |12 | 18 | — | 12 | — | 1.8(2.2) FW11 s M12X35
o -FMH32 - 96-60 22 96 14 | 24 16 2.9 FW16 M16X35
-FMH40 -100-60 26 100 16 | 50 | 27 | 14 | 6 3.1 FW22 FM20 —
MBT50-FMH22 - 47(60)-60 18 | 47(60) | 10 | 16 10 4.2(4.5) FW 8 M10>X30
-FMH27 - 60(76)-45 [ 20 |60(76) | 12 | 18 | — | 12 | — | 3.9(4.1) FW10 — M12X35
No.50 -FMH32 - 96-45 22| 96 |14 024 16 4.2 FW15 M16X35
-FMH40  -100-45 26 100 16 | 50 | 27 14 6 5.1 FW20 FM20 o
-FMH50.8 -100-45 36 19 | 65 | 37 10 4.4 FW23 FM24

*FMH22.225, FMH25.4, FMH31.75, FMH38.1 are also available.

*For FMH22, there are two types of ¢C, $47 and ¢60.
For FMH27, there are two types of $C, $60 and ¢76.



A 35 meT ZERO FIT TYPE MILLING cHucK
@ Fig.1 % Qﬂcﬁ ’gg

Chucking Capacity ¢D
Zero Fit Type Milling Chuck

Li ng.u’ Shank No.

FIgZ ﬁkl oD PC10C2
|

-~ L1

[ SLOCK tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system.

PAT.

TAPER Code No. C1 C2 L L1 L2 £ | Weight(kg) | Fig. Collet
MBT40-CZF20-105,120| 515 | 665 - 64.5 30 21,25
No.40 CZF25-105,120| 505 | 745 | 68 2429 | 1
-CZF32-120 69 805 | 120 42 81 105 28
MBT50-CZF20-105,165| 515 | 665 = 80 4.6,6.0
No.50 CZF25-105,165| 595 | 745 |105, 165 - 50,68 | 2
-CZF32-105,165| 69 80.5 42 105 5.3,74

“*Spanner is available as an option. *Please note that the acceptable shank tolerance is he~h7.

CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type : 9HC32 (://% *Please add“P”at the end of Code No. for the high speed type. e.g. MBT40-CZF25-105P

*Wrench to adjust run-out(9ZFL)is available as an option. *Please refer IZ&~ P.31, P.32 for KM, CCK collet.

Wrench to adjust
9ZFL

*For How to Adjust the Run-Out, please refer IZ&~ P.156.

A 3108 meT ZERO FIT TYPE SLIM CHUCK

G No.(Option)

E

SK Collet

Explanatlon of the Code No.

oD qjc ¢C1 [MBT40]-[SZF10] T
l Nominal Gauge Length

|gh Pressure Centre Through
Chucking Capacity
Zero Fit Type Slim Chuck

SK Collet *Shank No.

—_ﬂ D! q;c q>C1

SZF
[ tooling (MBT) can be used as the triple contact tooling on the M/C where spindle is BT double face contact system. PAT
TAPER Code No. D L £ | 4| C C1 H | G No.(Option) | Weight(Kg) | Fig.| Collet
MBT40-SZF 6C- 90,150 | 0.7~6.0 37,60 19.5| 405485 | 26~31 | SKG 6- 6HG | 1.3,1.7
NO 40 -SZF10C- 90,150 | 1.75~10.0 | 90, 150 a7 7| - |275] 485 |35~41 SKG10-10HG | 15,19 | 2
. -SZF16C- 90,150 | 2.75~16.0 ’ 40 | 595 | 45~57 | SKG16-12HG | 1.8,2.2
-S8ZF25(-120,150 | 7.5~25.4 120,150 55,86 [84,114] 55 | 665 |60~65|SKG25-18HGD| 2.4,2.9 | 1 | (SK25)
MBT50-SZF 6C-105,165| 0.7~6.0 41,63 19.5| 405,595 | 26~31 | SKG 6- 6HG | 4.0, 4.2
No.50 -SZF10C-105,165 | 1.75~~10.0 105,165 |, ,o.| _ 275, 485 |35~41 SKGIOOHG 45,49
. -SZF16C-105,165 | 2.75~16.0 ’ 40 | 595 | 45~57| SKG16-12HG | 5.0,5.4
-82F250-135,165 | 7.5~25.4 1135, 16571, 101 55 | 665 | 60~70] SKG25-24HG | 5.8, 6.0 (SK25)

*Adjust screw(G No.), wrench to adjust run-out(9ZFL)and SKL spanner are available as an option. SZF6C: SKL-6W, SZF10C: SKL-10, SZF16C: 9HC16, SZF25C: 9HC25
*Please use “P” class or “A” type SK collet. [Z5~ P.145
*For centre through coolant appllcatlon 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.[Z&~ P.43, P.44
*For High Speed type, Code No. is “GSZF-P”. e.g. MBT40-GSZF10C-90P

In this case, GH Handle is required. IZ&~ P.30
*For How to Adjust the Run-Out, please refer IZ&~ P.156.

=]
=
‘ﬁ

- Drill chuck, side lock holder or morse taper sleeve are not supplied with 3LOCK shank. To prevent the swarf
contamination to the gap between spindle flange and tool flange, these kinds of chucks with 2L0CK shank is available.
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A D9&K SPINDLE FLANGE CLEANER
D '

Spindle Flange Cleaner for 3LOCK Tooling and NC5 Tooling.

M Let's clean your spindle flange just before the fine machining
to keep ATC repeatability accuracy higher.
Do not rotate your spindle, just supply the 0.5MPa dry air from the stopper block
in approx. 30sec., then the intermittent jet air blow from the spindle flange cleaner
will clean your spindle flange surface.

92
MBT40-CLEF- 92 D RAL5(RS0)
MBT50-CLEF-113 w" /] '
M1 T40-CLEF- 92 — FHHFT]
M| T50-CLEF-113 AL \ &
Air Supply Port =» ::_ \(2(&

CLEF

% Stopper Block is not included. When ordering, please specify the name of M/C builder, model No. and the drawing of the spindle flange. ==~ P.266

(): MBT50, MIT50

A sPINDLE TAPER CLEANER

M Let's clean your spindle taper just before the fine machining.
Rotate your spindle at 50~150min-1, then the spindle cleaner will rotate

to clean your spindle taper.
Please be careful, MAX. rotation speed of your spindle is 150min-1.

Deer Skin

BT40-CLE-100
BT50-CLE-120

Special Pull Stud
for CLE Cleaner

| T40-CLE-100
I T50-CLE-120

% Special Pull Stud for CLE Cleaner is supplied as standard. Please specify the Pull Stud Code No.
% Stopper Block is not included. When ordering, please specify the name of M/C builder, model No. and the
drawing of the spindle flange. =&~ P.266

A/ AUTOMATIC OIL SUPPLY HOLDER

M For Improvement of Tap run-out accuracy and extended tap life.
Automatic oil or grease supply of a required amount can be done with this holder
before your tapping operation.

ZP
Capacity | Discharge | Weight Nozzle
URHER Gtz Ve ¢D1 | 9b2 L of tank /Stroke (Kg) (Standard Accessories)
No0.30 | BT30-zP60-200 | 60 64 | 200 100cm® 0~3.0cm’ 1.2 ZP-10, ZP-10G, ZP-20
No.40 | BT40-zP80-279 | 80 | 84 | 279 | 300cm* | 0~3.5cm: 33
. ZP-10, ZP-10G, ZP-20, ZP-30
No.50 | BT50-zP95-312 | 9 | 100 | 312 500cm?’ 0~3.5cm’ 6.0




A 1T TOOLING SYSTEM

Bwhat is MIT Shank Tooling?

MIT Shank is 3LOCK SYSTEM for IT shank.
1 IT shank is based on ISO 7388/1-'83 (DIN69871-'90)

1
short / / \ and its flange has an unsymmetri_cal shape.
-Depth of Drive Key Slots are different.
- - -V Notch on one side.
Long \\LKJM

// Therefore, MIT shank Multi-Lock Milling Chuck,

4 MINI-MINI Chuck, Slim Chuck and VC Holder have a
~~ IT-X has to be balanced 7 flat cut just under the V flange for mass balancing
by machining this area as standard.

due to the unsymmetrical
design of IT(Drive Key
Slot and V Notch).

\w

V Notch

A D19&K it MULTI LOCK MILLING CHUCK <

ANNIVERSARY Type
—Powerful gripping torque—

‘ ®High rigidity
ﬁ)ilgj;ﬁt’spmilling Stable finishing ®High precision L
- LH ®Compact design

The cutting chips show us the
actual machining capability.

o gL

C
Centre Through
MAX. 7TMPa
TAPER Code No. C:| D |Di| £ 2 23 Collet Weight (kg)
MIT40-C12- 90,120 33| 12|12 48 53 58 (KM12)(CCK12) 16,19
-C16- 60, 90,120 44 |16 | 16 | 51 58 65 1.4,17,20
No.40 -C20- 80, 90, 120 522020 | 59 66 80 16,18,22
-C25- 85,120 60 | 25|25 | 61 70,72 7580 | (KM25)(CCK25)(CCNK25) 21,25
-C32- 957105, 120 64 |32 (25| 67 82,81,77 -95,107 | (KM32)(CCK32)(CONK32)| 2.1,25,28
MIT50-C12-105,165" 33 (12| 12| 48 53 58 (km12)(CCK12) 40,46
-C16-105,165; 200" 44| 16| 16| 51 58 65 42,4851
NO 50 -020-105,165:,:209f‘ 52 12020 | 59 66 80 45,51,57
. -C25-105,135, 165 602525 61 72 80 (KM25)(CCK25) (CONK25)| 4.8, 5.2, 5.6
-C32- 90,105, 120,135,165 69|32 |25| 70 81 107 (KM32) (CCK32) (CCNK32) |4.3,4.6,5.1,5.6,6.4
-C42- 95,1207 135,165 86 | 42 | 42 | 74 | 80100115115 | 85110,125125 |(KM42)(CCKA42) CCNK42)| 5.5,6.6,7.2,8.6

% Spanner is available as an option.
C12(¢30) : 9HC12, C12A(933) : 9HC12A, C16:9HC16, C20:9HC20, C25:9HC25,

C328¢C1=64:9HC25, C32:9HC32, C42:9HC42 High Speed Milling Chuck
% Please note the acceptable shank tolerance is hr.

Please refer IZ5~ P.142 for KM, CCK and CCNK collets.

*For heavy duty milling, please grip the end mill shank longer than £1.

Y For the chucks excepts, the stopper for direct chucking, ONK collet and OJK collet
can be used.

oo e opper CESHERD, CEOMCRS C2NCR, AR GH Handle =="P.30
* illing Chucks marked *1 are available as an option.
*I\M/l:isl\cﬂ)-csg-goo, 250 and MIT50-C42-200, 250 are avai?atble as an option. Code No. MAX' Code No. MAX'
*C22 style is available. (mint) (min)
* “Ffor n It n : .019- -019-
Please addFfor e flange (rough ool coolant ype MIT40-C12- 90G 30,000 |MIT50-C12-105G
-C25F- 90, -C25F-105 -C16- 606G 25000 -C16-1056G 20000
-C32F-105, -C32F-10 ) )
e 5 9 5105
32 9561056 | 2>°%0 [ c32- 906,1056,12086 5000
-C42- 95PF :

*For the chucks except#, the stopper for direct chucking, ONK collet and OJK collet can be used.
*CCNK Collet can not be used for MIT50-C42-95P*.
*The extended gauge length(L)is available. Please contact with us.
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A D005 i MIN-MINI CHUCK .. besinuckior
Clamp/Unclamp

== just with a wrench.

MAX. 30,000min-t & G2.5
Gripping from Front Nose
Run-Out Accuracy:3pm at 4D

~— Lo —

e

ﬁ [ 1 1
|

TP

MMC ® L ®D e MMC12=¢52.4
TAPER Code No. ChuckgRangel | ¢D:1 | Ls Collet | MAX.(mins) | Veght
No.40 MIT40-MMC 8- 90,120 2~ 8 90,120 | 20 | 3340 30,000 14,15

. -MMC12- 90,120 4~12 90,120 | 30 | 35,60 30,000 17,18
No.50 MIT50-MMC 8-105,135,165 | 2~ 8  105,135,165| 20 | 33,40,40 20,000 |4.4,45,46
. -MMC12-105,135,165 | 4~12  [105,135,165/ 30 | 35,60,70 20,000  |4.6,4.7,48

*Wrench is supplied as standard. *MPK, PMK, VMK collet is available as an option. Please refer [Z5~ P.32

*Please add “C” for the centre through tool coolant type.  e.g. MIT40-MMCB8C-90

*Please add “F” for the flange through tool coolant type; MIT40-MMC 8F- 90,120 MIT50-MMC 8F-105,120
-MMC12F- 90,120 -MMC12F-105,120

A D10&K wit SLIM CHUCK

High precision
High speed
Powerful gripping

Dampening effect
Jet Spray Cc::slant Supply

Over 3 times of extended Too| life
(for HSS & Carbide Drills)

Perfect Sealing
G No.(Option)

|
7
|
)

[
[
!
!

| &{
-
<€
(@]
<

o

SK

L I )

o Thar L

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

TAPER Code No. D L 2 21 C C1 H | G No.(Option)| Weight(kg) | SK Collet

MIT40-SKT 6C- 90, 120 0.7~6.0 | 90,120 |19.8| 60,90 |19.5| 252,294 |26~31| SKG 6- 6HG | 1.1,14 (SK 6)

-SKT10C- 90, 120, 150 (1.75~10.0|90,120,150| 22 |60,90,120|27.5 |32.9 ,37.1,41.3| 35~41 | SKG10-10HG | 1.2,1.4,1.6 | (SK10)

N 0 40 -SKT13C- 90, 120, 150 |2.75~13.0{90,120,150| 26 |52,85,110| 33 |36.6,41.2,44.7| 39~51 | SKG13-10HG | 1.4,1.6,1.8 | (SK13)
o -SKT16C- 90, 120, 150 |2.75~16.0|90,120,150| 27 |60,90,120| 40 |44.7 48.9,53.1| 45~57 | SKG16-12HG | 1.5,1.7,1.9 | (SK16
-SKT20C- 90, 120 40~20.0 | 90,120 |285| 60,92 |485| 53.057.4 |47~63| SKG20-18HG | 1.6,2.0 (SK20

-SKT25C- 90, 120 8.0~254 | 90,120 | 31 [62.6922| 55 | 59.559.3 |60~65| SKG25-18HGD 1.8,2.4 ((SK25 )

MIT50-SKT 6C-105, 165 0.7~6.0 | 105,165 | 19.8 | 62,122 |19.5| 255,338 |26~31| SKG 6- 6HG | 3.8,4.0 (SK 6)
-SKT10C-105, 165 1.75~10.0| 105,165 | 22 | 62,122 |275| 33.1,415 |35~41| SKG10-10HG | 4.2,4.6 SK10

N0 50 -SKT13C-105, 165 2.75~13.0| 105,165 | 26 | 65,125 | 33 | 38.4,46.8 |39~51| SKG13-10HG | 4.0,4.3 (SK13)

o -SKT16C-105, 165 2.75~16.0| 105,165 | 27 | 62,122 | 40 | 44.9,53.3 |45~57 | SKG16-12HG | 4.7,5.1 ((SK16 )
-SKT20C-105, 165 4.0~20.0 | 105,165 |28.5 | 62,122 |485| 532,616 |47~63| SKG20-18HG | 4.35.0 SK20
-SKT25C-105, 165 8.0~25.4 | 105,165 | 31 | 62,122 | 55 | 59.4,67.8 |60~70| SKG25-24HG | 5.2,5.6 SK25

*Adjust screw(G No.)of MIT40-SK25C- 90*is SKG25-18HGD. 7

*Collet, adjust screw(G No.)and GH Handle are available as an option.
The Code No. of the GH Handle is SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH13,
SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25
*Please refer 175~ P.145 for SK collet and please refer IZ5~ P.43 for J type nut, .
*All chucks are high pressure centre through tool coolant type.
SK6C:p4~p6, SK10C:¢p6~¢p10, SK16C:¢p10~$16, SK25C:p16~¢p25

High Speed SLIM CHUCK
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*Please add“Ffor the flange through tool coolant type;

MIT40-SK 6F- 90,120
-SK10F- 90,120

MIT50-SK 6F-105,165

-SK10F-105,165

O

GH Handle ==~ P.30

-SK13F- 90,120 -SK13F-105,165

. Cote No. [ PR code N | I
MIT40-SKT 6C- 90P, 120P MIT50-SKT 6C-105P, 165P
-SKT10C- 90P, 120P | 30,000 -SKT10C-105P, 165P
-SKT13C- 90P, 120P -SKT13C-105P, 165P | 20,000
-SKT16C- 90P, 120P 95,000 -SKT16C-105P, 165P
-SKT20C- 90P, 120P ' -SKT20C-105P, 165P
-SKT25C- 90P, 120P | 20,000 -SKT25C-105P, 165P | 15,000

*The extended gauge length(L)is available. Please contact with us.




A D10@x wiT VC HOLDER

G No.(Option)

~—H -

With TiN Bearing Nut
MAX.40,000min1 & G2.5

2 FD;E%JCWLZ
oD ¢ | l

VC - Run-Out Accuracy:3um at 4D .
Centre Through R
MAX. 7MPa PAT.P
G No. Weight | MAX.
TAPER Code No. D L | £ 21 C | C | C2 H ©ption) | (kg) | (mind) Collet
MIT40-VC 6- 60 60 23 27.5 1.1
-90 | 20~6.0 | 90 | 23 | 519 | 275 | 315 35~45 | VCG6-8A 1.3
-120 120 81.9 35.7 1.5
No.40 -VC13- 60 60 29 400 | 447 12 | 30,000
- 90 | 30~120 | 90 | 29 70 40 47 50~60 | VCG13-15A 1.5
-120 120 100 ) 1.9
MIT50-VC 6-105 105 64.9 33.4 3.9
135 | 20~60 | 135 | 23 | 949 | 27.5 | 376 35~45 | VCG6-8A | 4.1
-165 165 124.9 41.8 44
No.50 VC13-105 105 64.9 250 | 1% 21| 20000
-135 | 3.0~120 | 135 | 29 | 94.9 40 | 49.2 50~60 | VCG13-15A 4.5
-165 165 124.9 53.4 4.9

* TiN Bearing Nut is supplied as standard. *Collet, Adjust Screw(G No.)and GH Handle are available an option.
*When the axial stopper is required, please use Adjust Screw(G No.) *All series are for High Speed Rotation.
*Please add“-RP”at the end of Code No. for Rust Proof Treatment VC Holder. e.g. MIT40-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. GH Handle=P.30
*MIT40-VC 6-150, MIT40-VC13-150, MIT50-VC13- 90, -120 are available as semi-standard.

A/ 1ERO FIT HOLDER INSTRUCTION cow To AbuusT A Run-0uT)

(DLoosen 2 off Cam Ring Lock Screws and rotate the Adjust Cam to the free Free Position of Cam |
position.Set the Dial Gauge at front end of the cutting tool. I |
(@Rotate the Zero Fit Holder and stop at the position where the Maximum run-out
figure is shown. ®
®@Turn the Cam Ring and locate the Adjust Cam to the“Maximum Run-out”position.
Turning the Cam Ring is not affected to the balancing grade, because the Cam
Ring itself is well balanced.
@Turn the Adjust Cam by wrench(9ZFL)to adjust the run-out to be the middle _
between the maximum and the minimum. Adjustments made with small move-

Adjust Cam

il

Cam Ring Lock Screw Cam Ring

ments may take some time to achieve the correct accuracy. It is better to try to ®
adjust the full error in one attempt. With practice this becomes easier.
Middle Position
The Minimum | The Maximum Adjustable range of run-out at 200mm from Adjust Cam.
Read gul Rfé/ad Out (The range will be double at 200mm) =
S7E 6 L<150 0.050mm/dia. ® L]
L=150 0.040mm/dia.
SZF10 0.050mm/dia.
. SZF16 0.040mm/dia.
Wrench to adjust . =)
9ZFL SZF25 0.025mm/d!a. @ r
CZF20 0.050mm/dia. =
CZF25 0.050mm/dia.
CZF32 0.030mm/dia.
(®To make sure please rotate the Zero Fit Holder and check the run-out is adjusted ® i

correctly. If adjustment is not correct, loosen the screw to get the Adjust Cam back to
the free position and repeat the above procedure from (R). Please ensure that the 2
off Cam Ring Lock Screws are tightened after the above operations.
(®Please note that there are certain cutters which have the difficulty to check the run-out at ®
their front end. In that case, put the dial gauge on the cylindrical shank portion under the
teeth as (&) and proceed the above operation (O~®. Then, move the dial gauge to the front
end and confirm the run-out. If further fine adjustment is required, please do so by using the
Adjust Cam only without rotating the Cam ring.
When new special cutter is designed, we will recommend to design to add the
boss to check the run-out accuracy at the front end.
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A 300G T FACE MILL ARBOR TYPE A/SHOULDER CUTTER ARBOR

JIS B4113 Face Mill Cutter

Photo. shows with
face mill cutter.

Fig.1
EMA 3I.-0GK tooling (MIT) can be used as the triple contact tooling on the M/C where spindle is IT double face contact system. ]
TAPER Code No. (¢pD-L) H Argor W V\éilg ht 0 it (Slljtter = Drive Key |Lock Bolt| Fig.
MIT40-FMA25.4 - 45, 90 22 50 | 95 | 15,31 | 957140 80 50 FW 5 | FM12
No.40 -FMA31.75 - 45,75 30 60 | 127 | 17,31 | 105135 | 100 60 FW13 | FM16 1
. -FMA38.1 - 60 34 80 | 15.9 2.9 120 125 60 FW18 | FM20
MIT50-FMA25.4 - 45, 90,150 22 58 | 9.5 |3.7,4.6,5.5/95,140,200[ 80 50 FW 5 | FM12
-FMA31.75 - 45, 75,105 30 70 | 12.7 |45,5.3,6.1105,135,165 100 60 | FW12,13| FM16 ]
No.50 -FMA38.1 -45,75 34 | 80 | 159 | 43,56 | 105135 | 125 60 | FW18,19 | FM20
-FMA50.8 - 45, 75 36 | 100 | 19 | 49,6.8 | 105135 | 160 60 | FW23,24 | FM24
-FMA47.625- 75* 38 |128.57| 25.4 7.7 135 200 60 FW26 * 2
G

Fig.3

3I.-0GK tooling (MIT) can be used as the triple contact tooling on the M/C where spindle is IT double face contact system. ]
FMC FMA For SANDVIK T-MAX Shoulder Face Mill/SUMITOMO CHE5,000 Series

Arbor Weight With Cutter .
TAPER Code No. (¢D-L) oW (kg) " i [ F [ GeapBor | O | M | Fio
MIT40-FMC22-45, 90 18 | 45 | 10 1.3,2.0 85, 130 50 | 40 M10%30 16 | 10 3
No.40 -FMC27-60, 90 20 |60 [ 12| 15,22 110,140 [ 80 [50 | Mi2x3s |18 [ 12 | ,
-FMC32-60, 75 22 | 85 | 14 23,26 110, 125 125 | 50 M16<35 24 | 16
MIT50-FMC22-60,105,150 18 | 45 | 10 | 4.2,4.7,5.3 | 100,145,190 | 50 | 40 M10%30 16 | 10
N0_50 -FMC27-45, 90,150 20 | 70 | 12 | 4.1,5.5,7.3 | 95,140,200 80 | 50 M12X35 18 | 12 3
-FMC32-45, 75,105 22 | 85 | 14 | 42,55,7.0 | 95,125,155 | 125 | 50 M16<35 24 | 16
*Drive keys, L wrench and bolt are supplied as standard.
% The arbor weight is only for the arbor.
% The different type of the cap bolt may be used for the recent cutter. Please check the specification. E
*The arbor marked * requires 4 fixing bolts (FMA47.625 : M16, P=101.6)
*Extended length is available as an option. MIT50-FMA25.4 -200, 250,"-500 g
-FMA31.75-150, 200,---500
-FMA38.1 -150, 200,500
High Feed Cutter Arbor with Coolant Hole
: Coolant Hole
@ e Code No. Cutter Dia.|  ¢d ®C M H oDz | o1 |paz
®50, 952 47 N
FMH22(22.225) ©63. 66 22(22.225) 60 M10x1.5 [18(17) 16 6~8 | 3
FMH27 (25.4) ®80 | 27(25.4) |76(70) |M12X1.75(20(22) [19.5(185) | 8~10 | 3.5
FMH32(31.75) ®100 | 32(31.75) | 96 | M16X2.0 |22(30) 24 10~13| 4
FMH40(38.1) ®125 | 40(38.1) | 100 | M20x2.5 |26(34)| 30(29) |[10~15| 5
FMH50.8 ®160 50.8 100 | M24%3.0 | 36 375 [15~20] 7
* Fixing dimension is basically based on FMA/FMC. *The combination of the other cutter dia. are also available.
[ tooling (MIT) can be used as the triple contact tooling on the M/C where spindle is IT double face contact system. ]
FMH High Feed Cutter Arbor with Coolant Hole
TAPER Code No. (¢D-L) H c WArl:g)lr G T [ He V\éig)ht Drive Key | Lock Bolt | G Cap Bolt
MIT40-FMH22 - 47(60)-45 | 18 |47(60) | 10 | 16 10 1.3(1.4) FW 8 M10X30
N0 40 -FMH27 - 60(76)-60 |20 |60(76) |12 | 18 | — | 12 | — | 1.8(2.2) FW11 — M12X35
" -FMH32 - 96-60 22 96 14 | 24 16 2.9 FW16 M16X35
-FMH40 -100-60 26 100 16 | 50 | 27 | 14 | 6 3.1 FW22 FM20 —
MIT50-FMH22 - 47(60)-60 18 | 47(60) | 10 | 16 10 4.2(4.5) FW 8 M10X30
-FMH27 - 60(76)-45 |20 |60(76) |12 | 18 | — | 12 | — | 3.9(4.1) FW10 — M12X35
No.50 -FMH32 - 96-45 22| 96 |14 024 16 4.2 FW15 M16X35
-FMH40 -100-45 26 100 16 | 50 | 27 14 6 5.1 FW20 FM20 .
-FMH50.8 -100-45 36 19 | 65 | 37 10 4.4 FW23 FM24

*FMH22.225, FMH25.4, FMH31.75, FMH38.1 are also available. *For FMH22, there are two types of ¢C, $47 and ¢60.

For FMH27, there are two types of $C, $60 and ¢76.
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A 2498 TO0LING SYSTEM NIKKEN

2LOCK tool (NBT)is created from the technology of Triple Face

the BLOCK tool (MBT)with its acclaimed cutting and JLOCK tool - eaes CONACt

safe and reliable triple contact type. A series of | BT/IT Double Face M Contact Spindle

MAJOR DREAM Holders and high speed tooling [ Contact Spindle ©)

were created using the 2L0CK tool system. U\IL 3LOCK tool

‘MIN. Z-axis displacement at high speed rotation 206K 00! Double Face

. - ili 00 [

Improved run-out accuracy of ATC repeatability O BT/IT Double Face maatact
‘/ﬂr Contact Spindle
\\L 210cK tool

2L0CK tool can also be used on the machine with BT/IT standard spindle.

The Nikken 2LOCK tooling system is not a simple taper/flange double face contact tool.

The built-in dampening mechanism and front chucking mechanism have a variety of features.

IMAJOR DREAM Holder = P169- - - - Dampening Mechanism®TiN Bearing Nut 1
R UL

(HV2,200)
The dampening effect
generates the excellent cutting.

M High Speed Milling Chuck = P160

Same Appearance, but a
remarkable improvement
—l be found when cutting.

~ Within 3um

Simple external design without 8 deg. internal taper proven

M High Speed Slim Chuck ==~P165, Anniversary type VG Holder = P 168 & e o o e e .

Unstable oooo@ The Tin coated bearing
accuracy caused 3" ? plate reduced friction.
© This is the best for the
thrust load.

by tightening
torque and the
possibility of rust.

TiN Bearing Nut
(Hardness:HV2,200)

Pilot shank on the collet
for further stability of the accuracy.

T The thick wall design of the VC Holder
t ' body improves its cutting rigidity.
Competitors NIKKEN

BMini-Mini Chuck ==P162---Expert for Small Dia. End Milling

30,000min*t & G2.5 X o)
RUN-OUT ACCURACY :
L WITHIN 3pm HYDRAULIC CHUCK MINI-MINI CHUCK
L No Gripping at 0il Chamber Gripping from
— " Front Nose Front Nose Powerful
; I ] NS : = Y Y I Gripping Torque? Gripping Torque/3times
¢D

¢D1

( A Caution Please read. ]
If chattering instability occurs during processing with the BT/IT double face contact tool(eg, if the M/C pulling force is reduced), be sure to select }
158

the SLOCK tool of the internal expanding mechanism. This enables stable cutting by the taper, flange and the internal expanding mechanism.
MBT40, MIT40: Pulling force of 500 kg or greater
MBT50, MIT50: Pulling force of 1,500 kg or greater
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A D00EK MILLING CHUCK <

JAPAN, USA, FRANCE, ITALY, SPAIN, KOREA, TAIWAN PAT.

GERMANY PAT.P
c12 -
[ 50 - ~
. o [m:nanv;B ¢§5 Close
! ®+ | |Contact//
CIG No Vibration -
High Rigidity
L Chuck Ring
" \C 16~C42 - . hucking/Unchuking //
\ -~ N No Moving-up
" o of End Mill 7
_ o _ T, 7 #C1 NG —r J
s
i,
Centre Through X )
MAX. 7MPa tooling(NBT) can be used as the double face contact tooling on
the M,~C where spindle is BT double face contact system.
tooling can also be used on the M,/C with BT standard spindle.
TAPER Code No. C: L 2. 2 Collet Weight (kg)
NBT30-C12- 55 33 58 48 58 (cck12) (km12) 06
-C16- 55 44 57 50 65 (ccK16) (KM16) 0.7
No.30 -C20- 65, 75 52 67,75 57 80 |(Cck20)(CoNK20 (KM20) (NK20)|  1.0,1.1
-C25- 752, 80 55 75, 82 56 68 | (CCK25)(CCNK25) (KM25) (NK25) 12,13
-C32- 90*2,100 64 90, 100 67 68,76 | (CCK32)(CCNK32) (KM32) (NK32) 14,15
NBT40-C12- 65, 90,120 33| 65,90,120 48 58 (cck12) (km12) 1.3,16,1.9
-C16- 60, 90,120 44 63, 90,120 50 65 (GCK16) 1.4,1.7,2.0
No.40 -C20- 70, 90,105,120 52| 71,90,105120 | 57 0 (CCK20) (CCNK20) (KM20) (NK20) | 16, 1.8, 2.0, 2.2
-C25- 70, 90,120 60| 70,90,120 60 (CCK25)(CCNK25) (KM25) (NK25) | 1.8,2.1,2.5
-C32- 85,105,120 69| 85105120 |64,70,70|77,81,81 | (CCK32)(CCNK32) (KM32)(NK32)| 2.1,25,2.8
NBT50-G12-105,135,165 33 105.135.165 48 58 (cck12) (km12) 40,4.3,4.6
-C16-105,135,165 44 Y 50 65 42,4548
-C20-105,135,165,180 52 105,135,165,180 | 57 - 45,48,51,54
No.50 -25-105,135,165 60| 105,135,165 60 (ccK25) (CCNK25) (KM25) (NK25) | 4.8,5.2,5.6
: -C32- 90,105,120,135,165 4.3,46,5.1,5.6, 6.4
200,250,300 69 o105 0tastes| 10 | 81 | CoKsCowka2 (kmsi(Nksz) oo,
-C42- 200,250,300 5.5,5.8,6.6,7.2 8.6
i B a8 1,10

*MULTI LOCK Milling Chuck is a Base Holder for machining centre.

The following straight shank tooling to suit Milling Chucks are available.

Explanation of the Code No.

[S-C] Milling Chuck (Extension Type) 1=~ P.31
[K-MMP] MINI-MINI Chuck [Z&~ P.33
[K-MMC] MINI-MINI Chuck Iz~ P.33

[K-SK1 Slim Chuck IZ&~ P.40

[S-SK] Long Size Slim Chuck Iz~ P.40
[D-NPU] NC Drill Chuck IZ5~ P.45

[NZ] Tapper Chuck [Z&~ P.56

[K-MT] Morse Taper Socket =5~ P.47

[K-ZMAC] ZMAC Boring Bar IZ=~ P.89

[K-RAC] RAC Boring Bar IZ=~ P.89

[S-ZMACX] ZMAC Boring Bar for Deep Hole IZ5~ P.90
[K-DJ] DJ Boring Bar &~ P.91

[K-SCA] Stub Arbor IZ5~ P.104

[S-MDPE] PRO-END MILL IZ5~ P.103

[MSO-AO-Q] Straight shank shrink fit holder 175~ P.172

*Please refer IZ5~ P.159 for heavy duty type milling chuck with larger arbor diameter.

*Please refer IZ5~P.161 for KM, NK, CCK, CCNK collet.

* 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.

*For “L” dimension of centre through coolant type milling chuck is same as the above standard, however , refer 15~ P.105 for Code No.

*For “L” dimension of flange through coolant type milling chuck is same as the above standard, however , refer 1=~ P.107 for Code No.

Chucking capacity
Symbol of milling chuck

= K

FS type

nerso}-[ ce2]-{ss]-[_ ]
:Standard
FS:Face Sealed
Nominal Gauge Length
S

hank No.

*Please refer Iz~ P.57 to use milling chuck as a tap holder for synchronizing tapping.

C25(¢C1=55mm): 9HC22, C25(¢C1=60mm): 9HC25, C32(pC1=64mm): 9HC25, C32(¢pC1=69mm): 9HC32, C42: 9HC42

*Please note the acceptable shank tolerance is h7.
* The milling chucks marked 31, *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

=

For machining
of aluminum

*Heavy duty type milling chucks with larger arbor diameter are available. Please add“R”at the end of Code No.
NBT50-C32-200R, 250R, 300R -
-C42-200R, 250R, 300R =40 m—
— -

——— =

—



A 209E HIGH SPEED MILLING CHUCK <>

JAPAN, USA, FRANCE, ITALY, SPAIN, KOREA, TAIWAN PAT.
GERMANY PAT.P

Anniversary type & High Speed
Applicable for High Pressure
Centre Through Coolant by CCK Collet

C-G GFS type
For machining
of aluminum
Centre Through

MAX. 7MPa tooling (NBT) can be used as the double face contact tooling on
the M,/C where spindle is BT double face contact system.

High Speed tooling can also be used on the M,/ C with BT standard spindle. PAT.
TAPER Code No. D|c:| L 2: | 42 |MAX. mint Collet V‘éi'g‘)m
NBT30-C12- 55G 12(33] 58 48 | 58 | 40000 (cck12) (km12) 05
-C16- 556 16/40| 57 | 50 | 65 ’ (cek16) (km16) 0.6
No.30 -C20- 65G*!, 75G 20|48 | 67,75 | 57 | 80 | 30,000 (CCK20) (CCNK20) 0.9,1.0
-C25- 75G*2, 80G 25|55 75,82 | 56 | 68 | 25000 (CCK25) (CCNK25) (KM25) (NK25) | 1.2,1.3
-C32- 90G**,100G 32/62|90,100 | 67 [68,76| 10,000 (ccK32) (CCNK32) (KM32) (NK32) | 1.4,15
NBT40-C12- 65G, 90G 12/33| 65,90 | 48 | 58 | 30,000 (cck12) (Km12) 11,13
-C16- 60G, 90G 1640/ 63,90 | 50 | 65 | . 0o (ccK16) (KM16) 12,15
No.40 -C20- 70G, 90G 2048 71,90 | 57 | o ’ (CCK20) (CCNK20) 14,17
-C25- 70G, 90G 25|55| 70,90 | 60 o (CCK25) (CCNK25) (KM25) 1.6,2.0
-C32- 85G,105G 32|68 | 85,105 | 64,70 77, 81 : (ccK32) (CCNK32) (KM32) (NK32) | 1.9,2.3
NBT50-C12-105G,135G 12|33 48 | 58 (ccK12) (Km12) 3.9,4.2
-C16-105G,1356 16140 | c1oc| 50 | 65 | 20,000 CCK16 41,44
-C20-105G,135G 20|48 57 (CCK20) (CONK20) 4448
No.50 -C25-105G,1356 25|55 60 80 1 CCK25) (CCNK25) (KM25) (NK25) | 4.6,5.2
-C32- 90G,105G,1206G | 32 | 68 [90,105120| 70 | 81 5,000 (CCK32) (CCNK32) (KM32) (NK32) [4.3,4.7,52
-C42-"95P,120P 42/86| 95120 | 73 | 125 | 12,000 | (CCK42) (CONK42) 5.5, 6.6

% GH Handle is available as an option. Please refer [Z5~ P.30
C12-G:GH12, C16-G:GH16, C20-G:GH20, C25-G:GH25, C32-G (¢C1=68mm):GH32, C32-G (¢C1=62mm):GH32S,
*Please note the acceptable shank tolerance is hs.
*Please add “RP” at the end of Code No. for Rust Proof Treatment Milling Chuck. e.g. NBT40-C32-85G-RP
% Centre Through Coolant application; '.
For direct chucking, CKFN-D nut is recommended.
With a collet, CCK collet and CKFN nut are recommended.
% NBT30-C20-65G marked s may not be used by the M/C restriction. In this case, please use NBT30-C20-75G.
*NBT50-C42-110P is also available.
*Please refer [Z=~ P.161 for KM, NK, CCK and CCNK collet.

?

s T i

CCK collet & CKFN nut

The Jet Coolant Pressure
creates a tornado effect,
ensuring efficient swarf
dispersal.

Explanation of the Code No.
NBT40]-[C16] - [60)
G ‘High Speed
GFS 'High Speed and Face Sealed

Nominal Gauge Length

Chucking Capacity
Symbol of Milling Chuck

——eShank No.
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A/ CENTRE COOLANT STRAIGHT COLLET

PAT.
ot Geslih Pressio Suitable for all models of the NIKKEN MILLING CHUCK

| CreateOinatgeects
mﬁ@@i’ﬁﬂaﬁi’mﬁi

CCK Collet Front Nut Jet Coolant

Prevention of Swarf
entering the collet
through the slots

Explanation of the Code No.

-
ID of Collet
S

0D of Collet
ymbol of CCK Collet

CCK  :Centre Coolant

CCNK :Centre Coolant, Adjustable
KM :Standard

NK  :Adjustable

ONK :Oil Hole Drill

OJK-A:Jet Coolant

A front nut with an O-ring seal,

0JK-S:Multiple Nozzles For grooving. For cutters with cutting diameter Prevention of for use with ol hole cutter,
which is larger than the shank diameter. the swarf is also available as option.
contamination.

CCK Collet CKFN front nut and CCKL spanner are available as an option.

" Photo shows

. Cutter length adjustment
on the collet is possible
from front and back.

CC K with front nut. Photo shows
ith front nut.
Style CCK Collet Code No.(OD-ID) (R [ CCNK v frontnd
(cck12) | CCK12-3,4,5,6,8, 10 CKFN12 Front Nut
(ccKk16) | CCK16-3,4,5,6,8,10,12 CKFN16 Syyle Selld bl Snibin (ondD) Code No.
(cck20) | CCK20-6,8,10,12,16 CKFN20 (ccnk20)| CCNK20-6, 8, 10, 12, 16 CKFN20
(cck25 | CCK25-6,8,10,12, 16,20 CKFN25 (cenk25)| CCNK25-6, 8, 10, 12, 16, 20 CKFN25
(cck32) | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T (ceNk32)| 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 > CCK Collet. *Please note the acceptable shank tolerance is he~h.
*Please note the acceptable shank tolerance is he~h7. % Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16,
Y Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 718, 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 | @Dz (2] Front Nut_Code No. AFor Ca2 there are 2 szes, CKFNG2 =for nose
ring diameter o mm,
— Exol . f the Code N CCKFN“ZD 195 | 7 CKFN12 -3, 4,5,6,8,10 CKFN32T = for nose ring diameter of $64mm.
Xplanation of the Code No. (CKFN16) |285| 8 | CKFN16 -3,4,5,6,8,10,12 *Jet Coolant type for the cutter with a cutter dia.
[32]-[10] (CKFN20) | 33 | 8 | CKFN20 -6,8,10,12,16 larger than shank dia. is also available.
D2 39 [85] CKFN25 -6,8,10,12,16, 20 CKFN25-20MN, CKFN32-25MN, CKFN42-32M
1D of Colet 465 9 | CKFN32 -6,8,10,12,16, 20, 25 *Front Nut fitted with an O-ring is also available.
0D of Collet (ckenN32TD) | 43 | 9 [ CKFN32T-6,8,10,12,16, 20, 25 €:g. The Code No. is CKFN32-10C
N *The spanner is available as an option. =4
' Symbol of Front Nut (CKFN42) |595] 9 | CKFN42 -6,8,10,12,16, 20, 25, 32 CKFN'}.Z:CCKL12, CKFNlG:CCK’I)JG
~—L2 Y 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)
km12) | KM12-2,3,4,5,6,7,8,9,10

8
(kmM16) KM16-2, ,7,8,9,10,11,12

8
&mM25) | KM25-3, ,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

2,3,4,5,6,7
2,3,4,5,6,7

&M20 | KM20-2,3.4,5,6,7,8,9,10,11,12,13,14,15,16
3,4,5,6,7,8
4,5,6,7,8

KM32 KM32-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30

&m42) 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 € KM Collet.
*Please note the acceptable shank tolerance is he~h7.

' Style NK Collet _Code No.(OD-ID)
Cutter length adjustment on the <20 NK203, 8.9.1011.12.13.14,15.16

(NK25) NK25-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

. . 3,4,5,6,7,8
collet is possible from front and back. (NK22) NK22-3.4.5.6.7.8.9.10.11.12.13.14.15 1617 18
3,4,5,6,7,8
4,5,6,7

(K32 NK32-3, ,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.

N K *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 IZ5~ P.31, P.32 for more detail of the straight collet.




’/ MINI-MINI CHUCK  Exenr for SMALL DIA. END MILLING

. " Clamp/Unclamp
{ -30,000min™ & G2.5 just with a wrench.
) Gripping from Front Nose

Run-Out Accuracy:
3um at 4D
L

Within 3pm.

]

D1

tooling (NBT) can be used as the double face contact tooling on S N
the M./ C where spindle is BT double face contact system. e ets
High Speed tooling can also be used on the M,/ C with BT standard spindle.

TAPER Code No. ggr‘]‘;'gigg L | o | L | Lo Collet MAX.mint | Weight(kg)
NBT30-MMC 4-105 1~ 4 15 30 | 43 0.9
No.30 -MMC 8-105 | 2~ 8 | 105 | 20 | 36 | 42 30,000 0.9
-MMC 12-105 4~12 30 35 | 44 1.1
NBT40-MMC 4- 90 1~ 4 - 15 30 | 43 1.2
-MMC 8- 90 3% | 42 1.2
No.40 a0 | 7% [0 | P [ | 30,000 13
-MMC 12- 90 90 35 | 44 1.4
a0 | Y T | N0 e | s 15
NBT50-MMC 4-105 1~ 4 - 15 30 | 43 3.8
-MMC 8-105 3% | 42 3.8
-135 2~ 8 135 20 43 | 72 3.9
No.50 -165 165 43 | 102 20,000 4.0
-MMC 12-105 105 3% | 44 4.0
-135 4~12 135 30 60 | 74 4.1
-165 165 70 | 104 42

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

*MMC12 is a NEW type, therefore, Old style collets for MMK12 can not be used with it. Please Use VMK12 or PMK12 Collets. Explanation of the Code No.

*Centre Coolant Through type MINI-MINI Chuck is available MMC8 and MMC12 type only. NBT40|-|MMCS8 |-
Please add the letter "C" to the Code No. e.g. NBT40-MMC8C-90 [~ P.104 Nominal Gauge Length
*MPK, PMK, VMK collet is available as an option. Please refer [Z&~ P.32 Chucjing Capacity

Symbol of Mini-Mini Chuck
—®Shank No.

PMK Collet -+ Please select PMK collet for the MINI-MINI Chuck without coolant through capability.

Explanation of the Code No. PMK Collet Code No.
é“ [8] - MPK 4-1,1.5,2, 25,3, 35, 4
D of Collet PMK 8-2,2.2,2.4,+:3,++*4,+++5,++:6,*+7,-*-8(each 0.2mm)
Style No. PMK12-4, 5, 6, 8, 10, 12
Symbol of PMK Collet *Please note the acceptable shank tolerance of MPK Collet is he.
*Even the gripping range of PMK collet is 0.2mm/dia. (e.g. PMK8-2 : 1.8~2.0),
but the shank tolerance of hs is highly recommended for precision machining.

VMK, VMK-J Collet -:--  For centre through tool coolant type MINI-MINI Chuck ; VMK Collet Code No.

+ Standard VMK collet is for the cutting tool with coolant hole. VMK 8-2J,3J,4J,5J,6J,8]

*VMK-J collet is for the cutting tool without coolant hole. VMK12-4J,53,6J,8J,10,12J

@ *Please note the acceptable shank tolerance is hé.

Explanation of the Code No. l e
*Please add “J" for the Jet Spread Coolant type.
[12]- — o0 %Q .g. VMK-6J
Non : Without Jet Spread Groove T *VMK8-2J is Jet Spread Hole type.
D
S
S

J 1 With Jet Spread Groove

ID of Collet Jet Spread Groove (J type)

tyle No.

ymbol of VMK Collet JAPAN PAT.
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A 2103 sLIM CHUCK

SKT13

Series Addition

|

SKTZO GNo.(Option) mD *¢
——H—y
B == |
C| GNo.(Option)
o [IH] 0 o.Optor) __
L——r / ﬁ%
Flg 3 Y A ?JC
SK o oc] [[H]eo}
Photo shows SK10 type. ‘ T . )
| L
Centre Through K ]
MAX. 7MPa AWK tooling (NBT) can be used as the double face contact tooling on
the M_C where spindle is BT double face contact system.
ZOEX tooling can also be used on the M./C with BT standard spindle.
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. D L | 2| .| C C1 H (gp,alc?ﬁ) V\Eig)ht Fig | Collet
NBT30-SK _6C- 60 60 | 33 | 33 19.5 0.7 1
-90 |07 ~ 60 90 [ 56 | 65 | 195 | ,, | 26~31 SKG6 6HG | 07 | , (SK 6)
-120 120 | 62 | 95 0.8
-SK10C- 45 45 | 22 | 22 0.8
- 60 60 | 35 | 35 0.9
- 75 | 1.75~10.0 | 75 | 50 | 50 | 27.5 | 27.5 | 33~41 | SKG10-10HG | 1.0
- 90 90 | 65 | 65 1.0
-120 120 [ 95 | 95 1.1
-SK13C- 60 60 | 35 | 35 1.0
- 75 . 75 | 50 | 50 _ _ 1.1
No.30 90 | 275180 o165 a5 | 33 | 33 | 39~51 | SKGI3OHG — (sK13)
-120 120 [ 95 | 95 1.2 1
-SK16C- 60 60 | 37 | 37 47~52 | SKG16-12HGE | 1.1
- 75 | 575160 |75 | 52 | 52 | ,0 | 4o | 45~52 | SKGI610HG | 1.2
- 90 %0_| 67 | 67 45~57 | SKGI6-12HG |2
-120 120 | 97 | 97 1.3
-SK20 - 60 * 60 | 37 | 37 65~70 | SKG-12S 0.7
-SK20C- 75 | 3.5~20.0 | 75 | 52 | 52 | 485 | 48.5 | 50~55 | SKG20-12HGE | 0.9
- 90 9 | 67 | 67 47~63 | SKG20-12HG | 1.2
-SK25 - 90* 75~25.4 | 90 | 67 | 67 | 55 | 55 | 55~75| SKG-12 1.5 (SK25)
NBT40-SK 6C- 60 60 | 30 [ 30 19.5 1.0 1
=90 107 ~60 -0 51 1 60 | y95 | 35 | 26~31 | SKG 6 6HG 1 2
-120 120 [ [ 90 1.4
-150 150 120 25 15 | 3
-SK10C- 60 60 | 32 | 32 1.1
- 75 75 | 45 | 45 &S 1.2 L
- 90 90 | 48 | 60 1.2
120 120 90 40 14 | 2
159 175100 455 115 275 375 ] 3341 | SKG10-10HG ¢
-180 180 | 73 | 148 16 | ,
-200 200 168 39 2.0
-250 250 218 2.3
-SK13C- 60 60 | 28 | 28 1.2
- 75 75 | 43 | 43 33 1.3 ;
- 90 90 | 58 | 58 1.4
-120 . 120 88 . 1.6
150 | 2757130 o5 1181 38 39~51 | SKGI3-10HG g (sK13)
No.40 -180 180 | 88 | 148 40 18 | ,
-200 200 168 2.2
-250 250 218 26
-SK16C- 60 60 | 32 | 32 45~52 | SKG16-10HG | 1.3
- 75 75 | 43 | 43 15
- 90 90 | 58 | 58 15
-120 120 | 88 | 88 1.7
150 | 2757180 5o 18 [ 118 | 40 | 40 | 45~57 | skate12HG | 1.9
-180 180 | 148 | 148 2.0
-200 200 | 168 | 168 23
-250 250 | 218 | 218 238 1
-SK20C- 60 60 | 32 | 32 57~63 | SKG20-16HG | 1.3
- 75 75 | 45 | 45 1.4
oo | 357200 B 485 | 485 | 4o o | skaoiaHe [T
-120 120 | 90 | 90 2.0
-SK25C- 75 75 | 47 | 47 60~65 | SKG25-18HGE | 1.7
-90 | 75~254 | 90 | 61 | 61 | 55 | 55 SKG25-18HGD | 1.8 (SK25)
-120 120 | 91 [ of 60~70 | SKG25-24HG | 2.0




Y /A SLIM CHUCK

SKT13 . .
Series Addition
SKTZO GNo.(Option)
——H—y
e qj ‘
C GNo.(Option)
oo, I oo oiomm
L—- /
Fig. 3 A iﬁéﬁ{afc
i 90 |
Photo shows SK16 type. ‘ i — .
Centre Through - K ]
MAX. 7MPa AKEK tooling (NBT) can be used as the double face contact tooling on
the MC where spindle is BT double face contact system.
AOEX tooling can also be used on the M/ C with BT standard spindle.
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. D L|e|&| c|lc| H (gp't\ilgﬁ) V‘éﬁg)ht Fig | Collet
NBT50-SK 6C-105 105 | 55 64 3.8
-135 135 92 32 3:9 2
1651 07 ~ 60 Hei o0 14 195 26~31 | SKG 6 6HG | —,°
-200 200 151 30 4.2 3
-SK10C-105 105 | 57 | 57 27.5 4.2 1
-135 135 | 70 92 30 4.4 >
-165 165 114 4.6
-200 | 1.75~10.0 | 200 151 | 275 | 36 | 33~41 SKG10-10HG 4.8 (SK10)
-225 225 | 75 | 178 40 5.0 3
-250 250 207 5.2
-300 300 257 60 515)
-SK13C-105 105 | 62 62 33 4.5 1
-135 135 92 4.7
-165 165 122 4.9 2
200 275130 5001 92 [157| 33 . 39~51 | SKG13-10HG e (sK13)
-250 250 207 5.7 3
-300 300 257 6.7
No.50 -SK16C-105 105 | 62 | 62 - a7 |
-135 135 | 92 92 4.9
165 | 5 75~16.0 | 165 122 1 40 |50 | 45~57 | skGleteHG 22
-200 200 2 157 50 55
-250 250 207 6.2 3
-300 300 257 60 6.7
-SK20C-105 105 | 62 62 4.3
-135 135 | 92 92 4.6
-165 165 | 122 | 122 5.0
200 | 357200 50057 [q57 | 485 | 48.5 | 47~63 | SKG20-18HG =
-250 250 | 207 | 207 6.2
-300 300 | 257 | 257 7.0 1
-SK25C-105 105 | 62 | 62 5.2
-135 135 | 92 92 5.4
-165 165 | 122 | 122 5.6
200 | 757254 50057 157 | 55 | 55 | 60~70 | SKG25:24HG o (SK25)
-250 250 | 207 | 207 6.8
-300 300 | 257 | 257 7.5
*Please refer 7=~ P.57 for use as Tap Holder for Synchronized Tapping. '**‘ *Please refer 175~ P.167 for SK collet.

*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
*Please refer IZ5~P.165, P.166 for High Speed Slim Chuck(40,000min-*)
*All Slim Chucks can be used for Centre Through Coolant type. Please refer IZ5~ P.44 for Centre Through Coolant Adjust Screw
and =5~ P.240 for Centre Through Pull Stud.
*Please refer IZ5~ P.105 for High Pressure (MAX.7MPa) Centre Through Coolant type. *Please refer 1Z5~ P.108 for Flange Through Coolant type.
*NBT40-SK10-200, 250 NBT50-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. NBT40-SK10-90-RP
* Extended gauge length slim chucks with the straight arbor like as Fig.1 are available.
NBT50-SK10C-200ST, -250ST. -300ST
-SK13C-200ST, -250ST, -300ST
-SK16C-200ST, -250ST, -300ST
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A 200@X HIGH SPEED SLIM CHUCK (TAPER TYPE)
MAX.40,000min' & G2.5

G No. (Option)

SKT-P

Centre Through

MAX. 7TMPa

H

Explanation of the Code No.

NBT40]-[SKT][10] [c]- [o0]

7¢D¢
/M—;ﬁ

N

O

T

1

1

—o—]

Symbol of High Speed
Nominal Gauge Length mm
Centre Through Tool Coolant

Chucking Capacity
Symbol of New Slim Chuck

——eShank No.

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

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

JAPAN, USA PAT.

IIE TAPER Code No. D L| 2| &|clc| H ] gp’t\ilc?ﬁ) MAX. mint | Collet V\éi'g’)ht

(o) NBT30-SKT 6C- 60P 60 35 21.7 0.7

% - 75P 0.7~6.0 75 | 19.8 | 50 | 19.5 | 23.8 | 26~31 SKG6-6HG (SK6) 0.7

- 90P 90 65 25.9 0.7

-SKT10C- 60P 60 35 294 0.9

- 75P | 1.75~10.0 | 75 | 22 | 50 | 275 | 31.5 | 35~41 | SKG10-10HG 40,000 1.0

No 30 - 90P 90 65 33.6 1.0

" -SKT13C- 60P 60 35 34.3 1.0

- 75P | 2.75~13.0 | 75 | 26 | 50 33 | 36.4 | 39~51 | SKG13-10HG (CSK13 ) 1.1

- 90P 90 65 38.5 1.1

-SKT16C- 60P 60 37 4.4 | 47~52 | SKG16-12HGE 1.1

- 75P | 2.75~16.0 | 75 27 | 526 | 40 | 43.6 | 45~5h2 SKG16-10HG 30,000 (_SK16 ) 1.2

- 90P 90 62.8 45 | 45~57 SKG16-12HG 1.2

NBT40-SKT 6C- 60P 60 30 21.0 1.0

- 75P 75 45 23.1 1.1

~ 90P 0.7~6.0 %0 19.8 60 19.5 252 26~31 SKG6-6HG 11

-120P 120 90 29.4 1.4

-SKT10C- 60P 60 30 28.7 1.1

- 75P 75 45 30.8 1.2

- 90P 1.75~10.0 | 90 22 60 | 275 | 32.9 | 35~41 SKG10-10HG 30.000 (_SK10 ) 1.2

-120P 120 90 37.1 ’ 1.4

-150P 150 120 41.3 1.6

-SKT13C- 60P 60 30 33 1.1

- 75P 75 45 35.7 1.3

- 90P | 2.75~13.0 | 90 | 26 | 60 33 | 37.8 | 39~51 | SKG13-10HG (_SK13 ) 1.3

N04ﬂ -120P 120 90 42 1.6

-150P 150 120 46.2 1.8

-SKT16C- 60P 60 30 40 | 45~52 | SKG16-10HG 1.3

- 75P 75 45 42.6 1.5

- 90P | 2.75~16.0 | 90 | 27 | 60 | 40 | 447 1.5

-120P 120 % 489 | ¥ | SKGIE-12HG 17

-150P 150 120 53.1 25,000 1.9

-SKT20C- 60P 60 30 485 | 57~63 | SKG20-16HG 1.3

- 75P 75 45 50.9 1.4

- 90P 35~200 90 285 60 485 53.0 | 47~63 | SKG20-18HG 1.6

-120P 120 92 57.4 2.0

-SKT25C- 75P 75 47 57.3 SKG25-18HGE 1.7

—90p | "4 M0 | 3 eas| *° [ses | 7% skaessnap | 200 CSE25D 1.8

NBT50-SKT 6C-105P 105 62 255 3.8

-135P | 07~6.0 |135|19.8 | 92 | 195 | 29.6 | 26~31 | SKG6-6HG 3.9

-165P 165 122 33.8 4.0

-SKT10C-105P 105 62 33.1 4.2

-135P | 1.75~10.0 | 135 | 22 92 | 275 | 37.3 | 35~41| SKG10-10HG (_SK10 ) 4.4

-165P 165 122 415 4.6

-SKT13C-105P 105 62 38.1 4.5

-135P | 2.75~13.0 | 135 | 26 92 33 | 423 | 39~51 | SKG13-10HG 20,000 (SK13 ) 4.7

NO 50 -165P 165 122 46.5 4.9

" -SKT16C-105P 105 62 44.9 4.7

-135P | 2.75~16.0 | 185 | 27 | 92 | 40 | 49.1 | 45~57 | SKG16-12HG 4.9

-165P 165 122 5318 5.1

-SKT20C-105P 105 62 53.2 4.3

-135P | 35~20.0 | 135|285 | 92 | 485 | 57.4 | 47~63 | SKG20-18HG (_SK20 ) 4.6

-165P 165 122 61.6 5.0

-SKT25C-105P 105 62 59.4 5.2

-135P | 75~254 | 135 | 31 92 55 | 63.6 | 60~70 | SKG25-24HG 15,000 (_SK25 ) 5.4

-165P 165 122 67.8 5.6

*Please refer [Z&— P.43 for TiN Bearing Nut. *Please add "RP" at the end of the Code No. for Rust Proof Treatment Slim Chuck. e.g. NBT40-SKT10C-90P-RP
*Collet, adjust screw(G No.)and GH Handle are available as an option. *Please use MDSK J type nut & cap for the Centre through tool coolant. [Z&~ P.43 %
165 The Code No. of the GH Handle ?S SKT6C-P: GH6, SKT10C-P: GH10, SKT13C-P: GH13, SKT16C-P: GH16, SKT20C-P: GH20, SKT25C-P: GH25 GHH dl

%P class or A type SK collet is highly recommended to use. 75~ P.167 andile

&~ P.30



A 200@X HIGH SPEED SLIM CHUCK (STRAIGHT TYPE)
\ MAX.40,000min' & G2.5

G No. (Option) Explanation of the Code No.

‘ ! H‘—;{ Symbol of High Speed

= *g“’c Nominal Gauge Length mm
p ¢!
C
A ! EJLE;' Chucking Capacity
h Q‘\J | ] L Symbol of New Slim Chuck
SK-P Fig. 1 L———eShank No.
Centre Through

MAX. 7MPa tooling (NBT) can be used as the double face contact tooling on
the M_C where spindle is BT double face contact system.
tooling can also be used on the M,/ C with BT standard spindle.

When SK J type nut is used, the total chuck length will be extended by 6mm. JAPAN, USA PAT.
TAPER Code No. D L 2 | & © Ci H (OGp';lc?ﬁ) MAX. minl|  Collet V\éi'gg)ht
NBT30-SK 6C- 60P 60 33 33 19.5 "~ 0.7
“gop | 07 ~ 60 %0 | 56 | 65 19.5 =~ 26~31 | SKG 6- 6HG %
-SK10C- 45P 45 22 22 0.8
- 60P 60 35 35 " i 0.9
~75p 1.75~10.0 75 50 5 275 | 275 | 33~41 | SKG10-10HG i 0
- 90P 90 65 65 1.0
-SK13C- 60P 60 35 35 1.0
NO 30 - 75P 2.75~13.0 75 50 50 33 33 39~51 | SKG13-10HG (CSK13) | 1.1
. - 90P 90 65 65 1.1
-SK16C- 60P 60 37 37 47~52 | SKG16-12HGE 1.1
- 75P 2.75~16.0 75 52 52 40 40 45~52 | SKG16-10HG (SK16) | 1.2
- 90P 90 67 67 45~57 | SKG16-12HG 1.2
-SK20 - 60P* 60 37 37 65~70 SKG-12S 30,000 0.7
-SK20C- 75P 3.5~20.0 75 52 52 | 485 | 485 | 50~55 | SKG20-12HGE (SK20) | 0.9
- 90P 90 67 67 47~63 | SKG20-12HG 1.2
-SK25 - 90P*| 7.5~25.4 90 67 67 55 55 55~75 SKG-12 (SK25 ) | 15
NBT40-SK 6C- 60P 60 30 30 19.5 1.0
- 90P 0.7 ~ 6.0 90 51 60 | 195 32 26~31 | SKG 6- 6HG (CSK6) | 1.1
-120P 120 | 60 90 1.4
-SK10C- 60P 60 32 32 075 1.1
- 75P 75 | 45 | 45 ) 1.2
- 90P 1.75~10.0 90 48 60 | 275 40 33~41 | SKG10-10HG (CSKi0) | 1.2
-120P 120 73 90 30,000 1.4
-150P 150 118 34.5 1.6
-SK13C- 60P 60 28 28 1.2
- 75P 75 43 43 33 1.3
- 90P 2.75~13.0 90 58 58 33 39~51 | SKG13-10HG (CSK13) | 14
-120P 120 | oo 88 1.6
NO 40 -150P 150 118 40 1.8
-SK16C- 60P 60 32 32 45~52 | SKG16-10HG 1.3
- 75P 75 43 43 1.5
o] P TR R | 0| e | sz —
-150P 150 | 118 | 118 25,000 1.9
-SK20C- 60P 60 32 32 57~63 | SKG20-16HG 1.3
- 75P 75 45 45 1.4
“oop | 397200 90 T 60 [ e0 | 85 | 85 | 4763 | Ska20-18HG 16
-120P 120 | 90 90 2.0
-SK25C- 75P 75 47 47 60~65 | SKG25-18HGE 1.7
- 90P 7.5~25.4 9 | 61 | 61 55 55 SKG25-18HGD | 20,000 | CSK25) | 1.8
-120P 120 | 9t 91 60~70 | SKG25-24HG 2.0
NBT50-SK 6C-105P 105 | 55 64 3.8
-135P | 07 ~ 6.0 | 135 | 44 92 | 195 32 26~31 | SKG 6- 6HG SK 6 3.9
-165P 165 114 4.0
-SK10C-105P 105 | 57 57 275 4.2
-135P 1.75~10.0 | 135 | 70 92 | 275 32 33~41 | SKG10-10HG (CSK10) | 44
-165P 165 | 75 | 114 4.6
-SK13C-105P 105 | 62 62 33 45
-135P | 2.75~13.0 | 135 o 92 33 39~51 | SKG13-10HG | 20,000 (CSK13) | 47
NO 50 -165P 165 122 45 49
- -SK16C-105P 105 | 62 62 40 47
-135P | 2.75~16.0 | 135 | 92 [ 92 40 45~57 | SKG16-12HG (CSK16) | 4.9
-165P 165 | 90 | 122 50 5.1
-SK20C-105P 105 | 62 62 4.3
-135P | 35~20.0 | 135 | 92 | 92 | 485 | 485 | 47~63 | SKG20-18HG (SK20) | 4.6
-165P 165 | 122 | 122 5.0
-SK25C-105P 105 | 62 62 5.2
-135P 7.5~25.4 135 | 92 92 55 55 60~70 | SKG25-24HG 15,000 (SK25 ) | 54
-165P 165 | 122 | 122 5.6
*Please refer 1z~ P.43 for TiN Bearing Nut. _*Please add RP at the end of the Code No. for Rust Proof Treatment Slim Chuck. e.g. NBT40-SKT10C-90P-RP
*Collet, adjust screw(G No.)and GH Handle are available as an option. *Please use MDSK J type nut & cap for the Centre through tool coolant. IZ5~ P.43 %
The Code No. of the GH Handle is SK6C-P: GH6, SK10C-P: GH10, SK13C-P: GH13, SK16C-P: GH16, SK20C-P: GH20, SK25C-P: GH25
%P class or A type SK collet is highly recommended to use. 75~ P.167 *Code No. marked * are not centre coolant tool coolant type. GH Handle 166

&~ P.30



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

Il

Explanatlon of the Code No.

SK lO ;
Non: Standard
P:P class(Run-out Accuracy=3pm)
A:A type(for End Mill Shank)
M

IAX. Chucking Dia.
Style No.
Symbol of SK Collet

. 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- 0.8 |07 ~0.8 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 ~10 -35 |30~35 -35 |30~35 - 45 |40 ~45 - 10 9.5~10.0
- 1.25|1.15~1.25 -4 35~ 40 -4 35~ 40 -5 45 ~50 - 12 | 115~120
I'S -15 [13~15 -45 40~ 45 -45 |40~ 45 - 55 |50 ~55 - 16 |155~16.0
(o) - 1.75 | 155~ 1.75 -5 45 ~ 50 -5 45 ~ 50 - 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 | 16.5~17.0
a - 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 = 60 -7 65 ~7.0 - 175 | 17.0~175
-25 |23 ~25 -65 |60~65 -65 |6.0~65 -75 |70 ~75 - 18 | 175~18.0
- 2.75 | 2.55~2.75 -7 65 ~ 7.0 -7 65 ~ 7.0 -8 75 ~8.0 - 185 | 18.0~18.5
-3 28 ~3.0 -75 |70 ~75 -75 |70~75 -85 |80 ~85 - 19 |185~19.0
-35 [30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~9.0 - 195 | 19.0~19.5
-4 |35~40 -85 |80~85 -85 |80~85 -95 90 ~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 ~50 -95 9.0 ~95 -95 9.0 ~95 - 10.5 |10.0~10.5 - 21 |205~21.0
-55 |50 ~55 -10 |95 ~100 -10 |95 ~10.0 - 11 |105~11.0 - 215 | 21.0~215
-6 55 ~6.0 - 10.5 | 10.0~10.5 - 105 | 10.0~10.5 - 115 |11.0~ 115 - 22 | 215~220
SK10- 2 1.75~ 2.0 - 11 |105~11.0 - 11 |105~11.0 - 12 |115-120 - 225 22.0~225
- 225120 ~2.25 - 11.5 | 11.0~115 - 11.5 | 11.0~-115 - 125 |12.0~ 125 - 23 | 225~23.0
-25 |225~25 - 12 |115~120 - 12 | 115~120 - 13 |125-13.0 - 235 23.0~235
- 275|25 ~275 - 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 |135~140 - 245 | 24.0~24.5
-35 |30 ~35 - 135 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 |35~40 - 14 | 135~140 - 15 |145~150 - 25.4 | 25.0~25.4
- 45 |40 ~45 - 145 [140-145 - 155 150-155| %SG colet win e specil,
-5 45 =50 - 15 | 145~15.0 - 16 |155~16.0
-55 |50 ~55 - 155 | 15.0~15.5 - 16.5 |16.0~ 16.5
-6 55 ~6.0 - 16 |155~16.0 - 17 |165~17.0
- 65 [6.0~65 - 175(17.0~175
-7 6.5 ~7.0 - 18 |175~18.0
-75 |70 ~75 - 18.5|18.0~185
-8 |75 -~80 i 19 |185-190
-85 (80 ~85 - 195 [19.0~ 19.5
-9 85-90 h &o - 20 |195-200
-95 [90-~95 Collet removal (SKR-6) is supplied as standard
-10 95~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

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 Syum

167

B“A”type SK collet for endmill

The acceptable shank tolerance ids hs.

SK Collet A type

SK 6-3A, 3.175A, 4A, 5A, 6A

SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A

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

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




A 2103 ANNIVERSARY TYPE VC HOLDER

With TiN Bearing Nut
MAX. 40,000min-1 & G2.5 & No.(Option)
Run-Out Accuracy : Within 3pm at 4D Y L —

f— \ »fgw@jqfc ¢T01
—1

O
le—

T
©

vC

Centre Through - -
MAX. 7MPa AKIEX tooling (NBT) can be used as the double face contact tooling on

the M,~C where spindle is BT double face contact system.

High Speed tooling can also be used on the M,/ C with BT standard spindle. PAT.
TAPER |  Code No. D L& | & cloc| n | She Ve yax mint|  Collet
NBT30-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 G | U
- 90 |30~120| 90 | 29 | 67 | 40 |[41.3|50~60 | VCG13-15A | 0.9
-120 120 97 42.4 1.2
NBT40-VC 6- 60 60 30 30.0 1.1
-90 [20~ 60| 9 | 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 40.3 1.2 | 30,000
- 90 [3.0~120] 90 | 29 | 60 | 40 | 44.3 | 50~60 | VCG13-15A | 1.5
-120 120 90 48.5 1.9
NBT50-VC 6-105 105 62 33.0 3.9
-135 | 2.0~ 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 44.6 4.1 | 20,000
-135 | 3.0~120 | 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. *When the axial stopper is required, please use Adjust Screw (G No.)
*Collet, Adjust Screw (G No.) and GH Handle are available as an option. *All series are for High Speed Rotation.
*Please add “-RP” at the end of Code No. for Rust Proof Treatment VC Holder. e.g:NBT40-VC13-60-RP ) Explanation of the Code No.
*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. I@l B _

*NBT40-VC 6-150, NBT40-VC13-150, NBT50-VC13- 90, -120 are available as semi-standard.
Nominal Gauge
Length mm

Chucking Capacity
GH Handle 5= P.30 Symbol of VC Holder

——eShank No.

VCK Collet VCK Collet Code No.

_ ___.4-—" L VCK 6-2,3, (3.175) ,4,5,6
_-_—_———I-h

\

- VCK13-3, (3.175) ,4,5,6,7,8,9, 10, 11, 12

*The acceptable shank tolerance of VCK collet is hs.
*Inch series is also available.
VCK 6-1/8, 3/16, 1/4  VCK13-1/8, 3/16, 1/4, 5/16, 3/8, 7/16, 1/2
*VCK 6-3.175 is same as VCK 6-1/8.
*VCK13-3.175 is same as VCK13-1/8.

e
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MAJOR DREAM
HOLDER

Dampening Effect

TiN Bearing Effect

S MDSKG6

DK MAJOR DREAM HOLDER

G No. (Option) | H*
QR
L D e A |

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

Hi——

i

Series Addition

MDSK13

pDPC

|

bl

—

I

|- L1 -

L2—=|

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 Ll | | c|ci|H Hi |GNo(Opton) V‘(ﬁg)ht Collet
NBT30-MDSK 6- 50 50 19.5 200 | 73 0.5
- 60 60 255 20.8 | 83 0.6
75| 30~60 e 162 5= 195 55 otop | 2135 | SKG- 8 07
- 90 90 55.5 25.0 | 113 0.8
-MDSK10- 50 50 19.0 275 | 72 0.5
- 60 60 25.7 286 | 82 SKG-12L 0.6
No.30 5 30~~10.0 —— 18.0 ;55— 27.5 5o 3050 08
- 90 90 58.7 332 | 112 0.8
-MDSK13- 60 60 29.0 34.0 | 83 | 31~43 0.8
- 75| 30~13.0 | 75 | 220 | 45.0 | 33.0 | 36.2 | 98 31~60 SKG-15 08 | CSK13 A)
- 90 90 60.0 38.3 | 113 0.8
-MDSK16- 75 75 47.5 60 | 45~60 | SKG-12L 1.1
- g0 | 307160 7951 280 [g55 1 400 | 400 75 T45~70 [ SKG-12 13
NBT40-MDSK 6- 60 60 18.0 19.5 | 86 0.8
- 15 3.0~6.0 75 33.0 21.9 | 101 0.9
- 90 ' ' 90 | 16.2 | 48.0 | 195 | 240 | 116 | 21~35 | SKG- 8 1.1 |CSK6A>
-105 105 63.0 261 | 131 1.2
-120 120 78.0 28.2 | 146 1.4
-MDSK10- 60 60 19.0 275 | 86 1.1
- 15 75 33.0 29.6 | 101 1.3
- 90 | 3.0~10.0 | 90 48.0 31.7 | 116 1.5
105 105 18.0 63.0 275 338 | 131 30~50 | SKG-12L 16
-120 120 78.0 35.9 | 146 1.8
-150 150 110.0 40.4 | 176 2.2
-MDSK13- 65 65 24.0 33.0 | 91 1.2
- 75 75 33.0 34.6 | 101 14
NU 40 - 90 30~13.0 90 48.0 36.7 | 116 1.7
0 -105 | & 1105 | 22.0 | 63.0 | 33.0 | 38.8 | 131 | 31~60 | SKG-15 1.8 | CSKI3 A D
-120 120 78.0 40.9 | 146 2.0
-150 150 110.0 45.4 | 176 2.4
-180 180 144.0 50.1 | 206 2.6
-MDSK16- 65 65 24.0 40.0 | 91 | 45~60 1.2
- 15 75 33.0 41.4 | 101 1.5
- 90 | 3.0~16.0 | 90 48.0 435 | 116 1.9
-105 105 | 220 [ 64.0 | “00 (258 131 | 45~70 | SKG18L 5%
-120 120 80.0 48.0 | 146 2.2
-150 150 113.0 52.6 | 176 2.5
-MDSK20- 75 75 41.2 51.3 | 80 SKG-12 1.9
- 90 | 40~20.0 | 90 55.0 532 | 95 SKG-12-55L | 2.1
-105 105 | 222 [ 700 | *80 522 [110| %073 [ skG-12-70L | 2.3
-120 120 85.0 53.2 | 125 SKG-12-85L | 2.6
*Please use A type SK collet for the end milling operation. IZ5~ P.170 Explanation of the Code No.
D el £ e P44 o e Jlcoolnt s e TGS DS &, GHIO - MDSKI0 nerag-(uoskiol g
GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25 Length
*Please a(_id “P” at _the end of Code No. fo_r high spged spe_cification, eg 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.
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 mnigmmeen B 6red MAJOR DREAM HOLDER

Holder with an adjust screw for axial adjustment

Dam pening Effect is supplied as an option. Please contact us.
- - G No. (Option) | H*
TiN Bearing Effect ]
: )
' T Tl

T Tq’é

m 55; ’ D$C
MDSK6 | 1 J : l {
SN Series Addition Lo
MDSK N\} MDSK13 .
N 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 L|L| L2 | C|cC1|H* H1L |GNo.(Option) V‘(ﬁg)ht Collet
NBT50-MDSK 6-105 105 48.0 24.0 | 116 3.6
120 | 30760 4507162 76307 195 e 731 | 2170 | SKG-8 37
-MDSK10-105 105 48.0 31.7 | 116 4.3
-120 120 63.2 33.8 | 131 SKG-12L 4.4
-135 | 3.0~10.0 | 135 | 182 | 782 | 27.5 | 35.9 | 146 | 30~50 47 | CSKi0 A
-165 165 110.2 40.4 | 176 5.0
-195 195 141.2 44.8 | 206 53
-MDSK13-105 105 48.0 36.7 | 116 4.2
-120 120 63.0 38.8 | 131 SKG-15 4.7
-135 | 3.0~13.0 | 135 | 22.0 | 78.0 | 33.0 | 40.9 | 146 | 31~60 50 | CSKIi3 A>
-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 4.1
-120 120 64.0 45.8 | 131 SKG-18L 49
-135 | 3.0~16.0 | 135 | 23.0 | 80.1 | 40.0 | 48.0 | 146 | 45~70 52 | (CSK16 A )
-165 165 114.7 52.6 | 176 5.5
-195 195 144.6 52.8 | 206 5.8
-MDSK20-105 105 42.3 51.4 | 159 4.9
-135 135 72.0 55.6 | 175 SKG-22 5.3
165 | #0200 g5 252 [q02.0 | “30 [59.8 [205 | 4780 59
-195 195 132.0 64.0 | 235 6.7
-MDSK25-105 105 42.3 57.2 | 159 4.9
-135 135 74.0 61.6 | 175 SKG-28 5.7
-165 | 807254 g5 | 270 4050 59 [66.0 [ 205 | 9 65
-195 195 135.0 70.2 | 235 7.5
*Please use A type SK collet for the end milling operation. 75~ P.170 Explanation of the Code No.
:Zlﬁassnrglfgri.iﬁﬁéﬁé e 2;0‘;;::;3%0;&;8 spﬁifsnéﬁdwe‘fﬁvﬂﬁﬁﬁgdcﬁ% No. GH6 : MDSK6 &, GH10 : MDSK10, EERE Nomina| Gauge
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 3ym SK 6-3A, 3.175A, 4A, 5A, 6A
N % SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A
SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A
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

*The acceptable shank tolerance of A Type collet is hs.

SK
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A g o MAJOR DREAM PRO-ENDMILL

22
G .01 ¢
=
M \E'\
T R s
»L:% - 4=l O ¢1D
] L lm ]
L1 ‘ L2
L
NBT-MDPE (Arbor+Head)
TAPER Code No. oD L L L MAX'LBep‘h M Cﬁg‘,’\;o_ C(:ldeeaﬁlo.
NBT30-MDPE16- 75 16 75 0 10 375 NBT30-MDPE-M 8- 45 M 8-MDPE16-30
No.30 -MDPE20- 75 20 45 ' -MDPE-M10- 45 M10-MDPE20-30
: -MDPE25- 80 25 80 35 15 434 -MDPE-M12- 45 M12-MDPE25-35
-MDPE32- 95 32 95 55 40 52.5 -MDPE-M16- 55 M16-MDPE32-40
NBT40-MDPE16- 85,105,120 | 16 | 85,105,120 |55, 75, 90 0 10 37.4 NBT40-MDPE-M 8- 55, 75, 90 | M 8-MDPE16-30
No.40 (NIT40)-MDPE20- 90,105,120 | 20 90.105.120 60, 75, 90 40.0 -MDPE-M10- 60, 75, 90 | M10-MDPE20-30
: -MDPE25- 90,105,120 | 25 T 55,70, 85|35 15 45.3,47.5,47.5 -MDPE-M12- 55, 70, 85| M12-MDPE25-35
-MDPE32-105,120,135 | 32 | 105,120,135 65, 80, 95|40 52.5 -MDPE-M16- 65, 80, 95| M16-MDPE32-40
NBT50-MDPE16-100,120,135 | 16 | 100,120,135 |70, 90,105 0 10 37.4 NBT50-MDPE-M 8- 70, 90,105 M 8-MDPE16-30
No.50 (NIT50)-MDPE20-105,120,135 | 20 105120135 75, 90,105 40.0 -MDPE-M10- 75, 90,105 | M10-MDPE20-30
: -MDPE25-105,120,135 | 25 T 70, 85,100 | 35 15 45.3,47.5,47.5 -MDPE-M12- 70, 85,100 | M12-MDPE25-35
-MDPE32-120,135,150 | 32 | 120,135,150 80, 95,110| 40 52.5 -MDPE-M16- 80, 95,110 | M16-MDPE32-40
% 2pcs of tip clamp bolt and tip clamp wrench are supplied as standard. *Please refer [Z&~ P.219 for cutting condition.
*Insert tip is available as an option . Please refer [z~ P.171.
*Centre through tool coolant is available for all series.
NBT-MDPE-M (Arbor)
TAPER Code No. ®D L1 ID ¢d FroArzlt’gia. ¢ 2: 2: Screw G
NBT30-MDPE-M 8- 45 16 85 14.7 11 20 M 8
No.30 -MDPE-M10- 45 20 45 10.5 18.7 12 21 M10
: -MDPE-M12- 45 25 12.5 23.0 15 24 M12
-MDPE-M16- 55 32 59) 17.0 30.0 16 25 M16
NBT40-MDPE-M 8- 55, 75, 90 16 55, 75, 90 85 14.7 11 20 M 8
No.40 (NIT40)-MDPE-M10- 60, 75, 90 20 60, 75, 90 10.5 18.7 9 12 21 M10
: -MDPE-M12- 55, 70, 85 25 55,70, 85 12.5 23.0 15 24 M12
-MDPE-M16- 65, 80, 95 32 65, 80, 95 17.0 30.0 16 25 M16
NBT50-MDPE-M 8- 70, 90,105 16 70, 90,105 85 14.7 11 20 M 8
No.50 (NIT50)-MDPE-M10- 75, 90,105 20 75, 90,105 10.5 18.7 12 21 M10
' -MDPE-M12- 70, 85,100 25 70, 85,100 12.5 23.0 15 24 M12
-MDPE-M16- 80, 95,110 32 80, 95,110 17.0 30.0 16 25 M16
*Head is available as an option. IZ5~P.171 % Centre through tool coolant is available for all series.

*This is interchangeable with DEPO. When the connection interface (Screw G and ID ¢d)is same, the cutter head of other carbide makers can be used.

A/ \NTERCHANGABLE PRO-ENDMILL HEAD NIKKEN

. . @ AOMT (Insert Tip)
‘ . @) qjd | =] o0 Insert Tip Code No. |[L11|L12|L13|S1|F1
1o AOMT123608PEER-M | 12 |6.6| 10 |3.6|1.2
‘ ‘ vy AOMT184808PEER-M | 18] 9 | 154.81.4
! H L3 L2 \ % Only Nose R = 0.8 is available. Please contact Mitsubishi for
11° " he rigid type insert tip and the insert tip with other Nose R.
— iIEH *Only grade of VP15TF (for steel, cast iron, hardened
l‘ steel) is available. Please contact Mitsubishi for VP20RT
] ) *'E;Qr_stainless steel) atl_rt1d ':rLzlS (for aluminum).
M'MDPE(Head) inimum order quantity: 10pcs.
MAX. Depth No. of ) Tip Clamp Tip Clamp | Spanner
D Code No. L2 L3 La ¢d G Teeth Insert Tip Bolt o Width H
16 | M 8-MDPE16-30 18 85 | M8 2 10
20 M10-MDPE20-30 30 19 10 105 | M0 3 AOMT123608PEER-M TPS-25 TIPO7F 14
25 M12-MDPE25-35 | 35 | 22 125 | M12 2 19
32 | M16-MDPE32-40 | 40 | 23 15 170 | M6 3 AOMT184808PEER-M TPS-4 TIP15W o
% 2pcs of tip clamp bolt and tip clamp wrench are supplied as standard. *Please refer [z~ P.219 for cutting condition.

*Insert tip is available as an option . Please refer [Z=~ P.171.
% Centre through tool coolant is available for all series.
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A/ migmeem ASAMUNE SHRINK FIT HOLDER
T @ ——\_ [

~3o M
S Slim Style L
TAPER Code No. oD | ¢C ¢C1 ¢C2 L M H
NBT30-MDMS 3S- 80, -105 3 6 10.2,12.8 10
-MDMS 4S- 80, -105 4 7 11.2,13.8 13
No.30 "MDMS 6S- 80,-105 | 6 132,158 | 41 | 80106 | 4267 g
-MDMS 8S- 80, -105 8 13 17.2,19.8 25
-MDMS10S- 80 10 16 20.2 80 42 31
NBT40-MDMS 3S- 90, -115 3 6 10.2,12.8 10
(NIT40) -MDMS 4S- 90, -115 4 7 11.2,13.8 13
-MDMS 6S- 90, -115 6 9 13.2,15.8 19
No.40 ‘MDMS 8S- 90,-115 | 8 | 18 | 172198 | >4 | 015 | 4267 o
-MDMS10S- 90, -115 10 16 20.2,22.8 31
-MDMS12S- 90, -115 12 19 23.2,25.8 31
NBT50-MDMS 3S-130 3 6 12.8 130 67 10
(NIT50) -MDMS 4S-105, -130 4 7 11.2,13.8 13
NO 50 -MDMS 6S-105, -130 6 9 13.2,15.8 54 19
2 -MDMS 8S-105, -130 8 18 17.2,19.8 105, 130 42, 67 25
-MDMS10S-105, -130 10 16 20.2,22.8 31
-MDMS12S-105, -130 12 19 23.2,25.8 31
R Standard
TAPER Code No. oD | ¢C ¢C1 $C2 L M H
NBT30-MDMS 4R- 80, -105 4 10 14.2,16.8 13
-MDMS 6R- 80, -105 6 12 16.2, 18.8 19
No.30 ‘MDMS 8R- 80,105 | 8 | 18 | 222248 | 41 | 80105 | 4267 o
-MDMS10R- 80, -105 10 22 26.2,28.8 31
NBT40-MDMS 4R- 90 4 10 14.2 90 42 13
(NIT40) -MDMS 6R- 90, -115 6 12 16.2, 18.8 19
No.40 -MDMS 8R- 90,-115 | 8 18 22.2,24.8 54 SR w2
-MDMS10R- 90, -115 10 22 26.2,28.8 ' ' 31
-MDMS12R- 90, -115 12 26 30.2, 32.8 31
NBT50-MDMS 6R-105, -130 6 12 16.2, 18.8 19
(NIT50) -MDMS 8R-105, -130 8 18 22.2,24.8 25
No.50 "MDMSI0R-105,-130 | 10 | 22 | 262,288 | °>+ | 105180 | 4267 /g
-MDMS12R-105, -130 12 26 30.2, 32.8 31
*Please note the acceptable shank tolerance is he. *ID=¢16, $20 and $25mm are available.
% Carbide tool can be used and HSS tool can not be used. % The capacity of the drier is approx. 3KW.
% The tool will became very hot during heat shrinking. Please use glove for safety. *Inductive style of the heat shrinking unit is recommended.

A/ STRAIGHT SHANK MASAMUNE SHRINK FIT HOLDER

Fig.1 8] | o1 @
O [P
L Sy, e
SRS CHREE
- Fig.2 3] S o Fig.3 3 1 oo
MS-A —] | =
L
Style d Code No. L $D L1 L2 L3 D1 D2 Fig
MS10-A 3- 90 3 10 6 8.7
W -A_4- 90 ey 4 2 T3 — [ 7 97 J
MS16-A 4-120 4 49 13 7 11.2 1
16 -A 6-120 120 6 19 = 10 14.2
-A 8-120 8 38 25 12 16.0 2
MS20-A 6-150 6 - 19 | 10 17.4 :
20 -A 8-150 150 8 25 12 19.4
-A10-150 10 57 31 63 14 20.0 3
-A12-150 12 38 37 78 16 20.0
% Please note the acceptable shank tolerance is he. % The tool will become very hot during heat shrinking. Please use glove for safety.
% Carbide tool can be used and HSS tool can not be used. *ID=¢16, $20 and $25mm are available. *Inductive style of the heat shrinking unit is recommended.
*Minimum insertion length is L2. % The capacity of the drier is approx. 3KW.

Y Maximum insertion length is L3. If cutting tool is inserted longer than L3, the cutting tool bottom will be contacted to holder. Then, the run-out accuracy will be worse. 172



& 2085 NBT ZERO FIT TYPE MILLING CHUCK

Explanatlon of the Code No.

[NBT40] [cZF32] ’
Nominal Gauge Length

Chucking Capacity ¢D
Zero Fit Type Milling Chuck

%0012

MAX. run-out at 100mm
CZF20 0.050mm/dia.
CZF25 0.050mm/dia.
CZF32 0.030mm/dia.
PAT.
TAPER Code No. C1 C2 L L1 L2 2 | weight(Kg) | Fig. Collet

NO 30 NBT30-CZF20-100 515 66.5 i - 65 80 15
' -CZF25-100 59.5 745 16 (KM25) (CCK25)
NBT40-CZF20-105,120 | 515 865 |, e 1 ; 64.5 80 21,25 1

No.40 ovro-Czr25-105, 120 | 595 | 745 1B 10 B g 24,29 (KM25)
-CZF32-120 69 805 | 120 42 78 105 2.8 (Kkm32)
NBT50-CZF20-105,165| 515 | 665 46,6.0 (KM20) (CCK20

No.50 imso-Czr25-105,165 | 595 | 745 |10s165] > | - | X | 5068 | 2 | (KMo
-CZF32-105,165 | 69 80.5 42 105 5.3 7.4 (Kkm32)

*Please refer I P.31, P.32 for KM, CCK collet.
“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 note that the acceptable shank tolerance is he~h.
*Please add“P”at the end of Code No. for the high speed type. e.g. MBT40-CZF25-105P

=

Wrench to adjust
9ZFL

*For How to Adjust the Run-Out, please refer IZ5~ P.156.

Explanatlon of the Code No.

[NBT40] [sZF10] T
Nominal Gauge Length

A 219@x NBT ZERO FIT TYPE SLIM CHUCK

G No.(Option)
SK Collet

173

¢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.
SZF 6 :
~H-~ T =150 | 0.040mm/dia.
) N
1 ¢C ¢C1 SZF10 0.050mm/dia.
Ll SZF16 0.040mm/dia.
SZF-C .. SzF25 | 0.025mm/dia.
High Pressure Centre Through Coolant type - PAT.
G No. Weight | _.
TAPER Code No. D L 2 21 c C1 H (Option) (Kg) Fig.| Collet
NBT30-SZF 6C- 90 0.7~6.0 % 42 - |195] 405 |26~31|SKG 6- 6HG 0.9 2 SK 6
No.30 -SZF10C- 90 | 1.75~10.0 35 | 61 [275] 485 |35~41|SKGIOA0HG | 13 |
-SZF16C-105 2.75~16.0 | 105 40 76 | 40 | 595 | 45~57 | SKG16-12HG 1.6 SK16
NBT40-SZF 6C- 90,150 | 0.7~6.0 37,60 19.5 | 405,485 | 26~31 | SKG 6- 6HG | 1.3,1.7 (SK 6)
No.40 (NIT40)-SZF10C- 90,150 | 1.75~100 | 90,150 | o, o0 | - |275| 485 |35~41| SKG10-0HG | 15,19 | 2
. -SZF16C- 90,150 | 2.75~16.0 ' 40 | 595 |45~57 | SKG16-12HG | 1.8,2.2
-8ZF25C-120,150 | 7.5~254 | 120,150 | 55,86 | 84,114 | 55 | 665 | 60~65 | SKG25-18HGD| 2.4,2.9 | 1 (:K25
NBT50-SZF 6C-105,165 | 0.7~6.0 41,63 19.5 | 405,59.5 | 26~31 | SKG 6- 6HG | 4.0,4.2 (SK &)
No.50 (NIT50)-SZF10C-105,165 | 1.75~10.0 | 105,165 | ,, (. | _ |275| 485 |35~41| SKGIO-I0HG | 45,49 | ,
' -SZF16C-105,165 | 2.75~16.0 ' 40 59.5 | 45~57 | SKG16-12HG | 5.0, 5.4 SK16
-SZF250-135,165 | 7.5~25.4 | 135,165 | 71,101 55 66.5 | 60~70 | SKG25-24HG | 5.8, 6.0
*Adjust screw(G No.), wrench to adjust run-out(9ZFL)and SKL spanner are available as an option. SZF6C: SKL-6W, SZF10C: SKL-10, SZF16C: 9HC16, SZF25C: 9HC25 )
*Please use “P” class or*A”type SK collet. [Z5~P.167 g
*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. [Z5~ P.43

*For High Speed type, Code No. is “GSZF-P”. e.g. MBT40-GSZF10C-90P

In this case, GH Handle is required. [ZZ~ P.30

*For How to Adjust the Run-Out, please refer [Z&~ P.156.




A 2193x NC DRILL CHUCK

Being given favorable reception its Compactness, High iﬁ%ﬁ‘m;&fg ?e No.
- Precision & High Rigidity. L
& Nominal Gauge Length

Chucking Capacity
L Symbol of Drill Chuck

——=e®Shank No.
T femeay
i T ¢L £ :Chucking Length

l NPU 8:18.8mm

NPU13:26.5
NPU

TAPER Code No. Chucking Dia D VN L VAKX, Weight (kg)

ND 30 NBT30-NPU 8- 70 0.3~8 38 76.5 83.5 0.7

" -NPU13- 95 1~13 48.5 102.1 113.1 1.2

NBT40-NPU 8- 70 76.5 83.5 1.2

(NIT40) -110 0.3~8 38 115.5 122.5 15

-155 160.5 167.5 1.7

N0'40 -NPU13- 80 86.1 97.1 1.5

-130 1~13 48.5 137.1 148.1 2.2

-175 182.1 193.1 2.7

NBT50-NPU 8- 85 87.5 94.5 3.8

(NIT50) -110 0.3~8 38 115.5 122.5 3.9

-170 175.5 182.5 4.3

No'su -NPU13- 90 97.1 108.1 41

-130 1—~13 48.5 137.1 148.1 4.6

-190 1971 208.1 5.2

*Wrench is available as an option. NPU 8: NPUL- 8 ZZQ
NPU13: NPUL-13

A/ 210EX SIDE LOCK HOLDER

o
SN
M12 h |eH-—» G
i : ]
— - T
L/
A TYPE (for END MILL)  Fig.1 Fig.1
TAPER Code No. D L C h H H. @ Weight(kg)
MIN.~MAX.
No.30 | NBT30-SLA20- 75 20 75 50 21 15 55~ 70 M14 P=15 1.3
NBT40-SLA20- 90 20 1.8
N0.40 | (Nm0)-SLAZ5- 90 2 %0 0o A 55~ 70 M14 P=1.5 17
-SLA32- 90,135 32 90,135 60 25 25 M16 P=15 1.9,2.3
NBT50-SLA20-105,135 20 105,135 ~ 4.8,5.2
No.50 |(VTE0)-SLAZ-106,185° 165" | 25 | S L o~ 70 M4 PRSI 75257
' -SLA32-105,135",165" | 32 T 60 25 25 65~ 80 M16 P=15 4.0,4.955
-SLA42-115%,150" 42 115,150 90 32 30 85~100 M20 P=2.0 6.6,7.5
* Code No. of Side Lock Holder for Combination Shank is DM. 3 marked is available semi-atandard.
% The Code No.of Centre Through Coolant type is "SLOC". IZ=~ P.106 NBT50-DM32-120
B TYPE (for DRILL) Fig.2 DNS0.8120
TAPER Code No. D L © h H H: G Weight(kg) Collet
NBT40-SL20C- 90 20 50 16 12 445 M10 1.8 =
No. 40 -SL25C- 90 25 90 55 17 14 | 545 | M12 P1.25 1.7
-SL32C- 90 32 60 16 15 595 | M12 P1.25 1.9
NBT50-SL20C-105 20 50 16 12 445 | M10 4.8 —
No. 50 -SL25C-105 25 108 55 17 14 545 | M12 P1.25 4.7
. -SL32C-105 32 60 16 15 595 | M12 P1.25 4.9
-SL40C-105 40 88 19 18 70 M12 P1.25 5.2

*Please refer IZ5~ P.111 for Collet and Sleeve. 174



%0012

A D19&< MORSE TAPER ADAPTER A TYPE

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

’kL" MT.No.
%C
(]8)

<

MTA | Fig. 1 Fig. 2
TAPER Code No. -L MT. No. D L C W Fig | Weight(kg)
NBT30-MTA1- 45, 105 1 12.065 45,105 | 20,25 | 56 0.8,0.9
No.30 -MTA2- 60, 120 2 17.780 60, 120 30 66 | ° 09,12
-MTA3- 80 3 23.825 80 40 8.4 1 1.0
NBT40-MTA1- 45, 120 1 12.065 45,120 25 5.6 1.0,1.3
N0.40 (NIT40)-MTA2- 60, 120 2 17.780 60, 120 32 66 |, ,| 11,14
. -MTA3- 75, 135 3 23.825 75,135 40 8.4 ’ 12,18
-MTA4- 95, 165 4 31.267 95, 165 50 12.4 14,24
NBT50-MTA1- 45, 120, 180 1 12.065 |45,120,180| 25 5.6 40,4343
(NIT50)-MTA2- 45, 135, 180 2 17.780  |45,135,180| 32 66 [1,2,2 40,44 46
No.50 -MTA3- 45, 150, 180 3 23.825 45,150,180 40 8.4 3.9,47,4.9
-MTA4- 75, 180 4 31.267 75, 180 50 124 [1,2] 40,54
-MTA5-105 5 44,399 105 65 165 | 1 46

A/ 249 MORSE TAPER ADAPTER B TYPE with DRAIW BOLT

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

—L—

MT.No. MT.No.

MTB e . Fio-1 Draw bolt type Pull stud draw bolt type.

TAPER Code No. MT.No. D L © C1 G Fig Weight(Kg)

NBT30-MTB1- 45 1 | 12065 | 45 | 25 10 | M 6X1 1 08

No.30 -MTB2- 25 2 | 17780 | 25 | 32 | _ | MIOX15 | 0.8

-MTB3- 80 3 | 23825 | 80 | 40 M12X1.75 1.0

NBT40-MTB1- 45 1 | 12065 | 45 | 25 10 | M 6Xi1 1 1.0

No.40 -MTB2- 60 2 17780 | 60 | 32 | 135 | Mi0X15 1.1

. -MTB3- 45 3 | 23825 | 45 | 40 _ | maext7s | 1.1

-MTB4- 85 4 | 31267 | 8 | 50 M16X2 1.3

NBT50-MTB1- 45 1 | 12065 | , | 25 10 | M 6Xi1 3.9

-MTB2- 45 2 | 17.780 32 16 | M10X1.5 3.9

No.50 -MTB3- 60 3 | 23825 | 60 | 40 18 | M12x1.75 | 1 3.9

. -MTB4- 75 4 | 31267 | 75 | 50 | 205 | ., 3.9

-MTB5-105-M16 42

-MTB5-105 9| Ganid | e Al | M0x25 | 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.
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& 219K TAPPER CHUCK

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

B When 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.

Tap Collet

/@@Tap

L

— 10
—i

- Comprmgon +
AUTO. DEPTH CONTROL FLOATING
ZL AUTO. DEPTH CONTROL
TAPER Code No. Tapping Capability b | L | c roa Tap Collet ~ Welgnt
M U P Fi | F2 (ka)
NBT40-ZL 8-120** | M 2~ 8 | 1/8~1/4 — 13 [ 120 | 34 3 3 (ZKN 8 )™ 1.6
NIT40)- - .
NIT0-ZLI2A00 | 5 15 | yg~i2 |Pit6~1i4| 19 2 58 19
NO 40 -ZL12-130 130 5 4 2.3
- -ZL16-150 M 3~16 | 1/8~5/8 | P1/8~3/8 | 25 | 150 | 60 ZKG16 2.9
-Z1.24-160 M 8~24 | 1/2~ 1 P1/4~5/8 | 30 | 160 | 73 6 7 (ZKG24 ) 3.3
-ZL38-190 M18~38 | 3/4~13/8 | P3/8~ 1 45 1190 | 92 8 10 (ZKN38 ) 6.0
NBT50-ZL 8-130* | M 2~ 8 | 1/8~1/4 — 13 /130 | 34 | 3 | 3 (ZKN 8)* 4.2
(NIT50)-ZL12- 85 85 34
~ 1/8~1/2 |P1/16~1/4
-ZL12-130 M 2~12 19 130 = 5 4 4.3
No.50 -2L16-135 | M 3~16 | 1/8~5/8 | P1/8~3/8 | 25 | 135 | 60 4.6
-Z1.24-100 100 4.5
M 8~24 | 1/2~ 1 P1/4~5/8 | 30 73 7
-Z1L24-142 142 6 5.8
-Z1.38-150 M18~38 |3/4~13/8 | P3/8~1 | 45 | 150 | 92 8 | 10 (ZKN38 ) 6.9
*In case of NIT40, NIT40-ZL16-160 and NIT40-ZL24-175 are standard.
*In case of NIT50, NIT50-ZL12-130, NIT50-ZL24-142 and NIT50-ZL.38-180 are standard.
*Marked *1 ZL8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer IZ5~ P.51 (ZKG)~P.52 (zK) for ISO, IMPERIAL, DIN Tap Collet, [Z5~ P.53 (ZKG)~P.54 (ZKN) for JIS Tap Collet, and [Z=~ P.55 for Long Size Tap Collet.
Z FLOATING
TAPER Code No. Tapping Capability plL|c | ot Tap Collet W(Ie(ig)ht
M U P Fi | F2 Y
NBT40-Z 8- 90** (M 2~ 8| 1/8~1/4 - 13190 | 23 | 33| 5 | 15 (ZKN 8)** 1.4
NIT40)-Z12- ,
NITO-Z12- 0y 5 15 1g~1i2 |Piit6~10a| 19 | 3 | 45— 15 '
NO 40 -Z12-130 130 15 1.6
- -Z16-109 M 3~ 16| 1/8~5/8 | P1/8~3/8 | 25 |109| 39 | 55| 8 | 20 (ZKG16 ) 2.0
-724-100 100 68 | 10 2.1
M 8~ 24| 12~ 1 P1/4~5/8 | 30 4 20
-724-187 187 3 63 | 20 315
-Z38-140 M18~ 38| 3/4~13/8 | P3/8~1 | 45 |140| 78 | 85| 8 | 22 ZKN38 6.7
NBT50-Z 8-105** (M 2~ 8| 1/8~1/4 — 13 [105| 23 [ 33| 5 | 15 (ZKN 8)** 4.2
(NIT50)-212-130 130 43
-212-175 M 2~ 12| 1/8~1/2 |P1/16~1/4| 19 |175| 32 | 45| 15 | 15 4.8
-212-220 220 5.0
No.50 -216-135  |M 3~ 16| 1/8~58 | P1/8~3/8 | 25 [135| 39 | 55| 8 | 20 (ZKG16) 5.2
-724-142 142 5.8
M 8~ 24| 12~ 1 |P1/4~ 30 46 | 63|20 | 20
-224-187 ° : A8 | 0 g7 ® 6.2
-Z38-175 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 |[{%2 |110| 10 | 25 ZKN65 9.0

*In case of NIT40, IT40-ZL8-95%! and NIT40-ZL24-1255 are standard.

*In case of NIT50, IT50-ZL8-105%1, NIT50-ZL.38-187 and NIT50-ZL65-165 are standard.

*Marked *1 Z8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.

*Please refer IZ5~ P.51 (ZKG)~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, IZ&~ P.53 (ZKG)~P.54 (ZKN) for JIS Tap Collet, and [Z&~ P.55 for Long Size Tap Collet.
*Marked *2 () dimension is for M65 or more size of ZK Tap Collet.
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A 2108 IMAC BORING ARBOR

|Bor|ng for Finishing |

M

h2 —»|

P e

No Micro Vibration due to

Double-Contact Support of Cartridge.
Long Tool-Life & High Accuracy.

q)fl M q’f ¢C1L “*M—'
= i R | Ml e B
e R e S
le———h——>—hi—>le—h2—> «—h h2—
(Spacer) Only ZMAC16
All codes shown are for heads with triangular inserts A For heads with thomboid inserts L@ please add the letter “R” to the code No. e.g. NBT40-ZMAC32 R -150
. e %
TAPER Code No. 53232 BD%?;TE lejpi!\ng C|C weight
D M Q Head No. nsert No. (kg)
NBTNo.- Min.D - L Q- Min.D -h2
NBT40-ZMAC 16-125, 135 15.9~20.2 38,48 12 | 15 | 24 |12-ZMAC16-45, 55 1.9,1.9
(NIT40)-ZMAC 20-120, 135, 150 19.8~252 | 45,67,75 9 |19|30| 9-ZMAC20-40 | 3MP-C,B | 19,1920
-ZMAC 25-120, 150, 165 248~322 | 52,90,97 12 |24 |35 | 12-ZMAC25-40 20,2.1,2.1
-ZMAC 32-150, 180, 195 31.8~422 | 77,110,122 16 | 31|42 | 16-ZMAC32-55 | 4MP-C,B | 25,2727
No.40 -ZMAC 42-150, 180, 210 418~552 | 97,130, 157 20 |40 50 20-ZMAC42-70 30,32,35
-ZMAC 55-165, 210, 225 548~702 | 135,180,195 | 26 |58 26-ZMAC55-70 R 39,46,46
-ZMAC 70-165, 180, 225 69.8~852 | 165,180,225 | 34 | 67 | 64 | 34-ZMAC70-70 ’ 5.4,58,6.8
-ZMAC 85-195 84.8~100.2 195 42 | 83|62 | 42-ZMAC85-100 9.0
NBT50-ZMAC 16-140, 150 15.9~20.2 38,48 12 | 15 | 24 [12-ZMAC16-45, 55 47,47
(NIT50)-ZMAC 20-150, 165, 180 19.8~252 | 45,67,75 9 |19]40| 9-ZMAC20-40 | 3MP-C,B | 48,4849
-ZMAC 25-135, 165, 180 248~322 | 52,90,97 12 | 24 | 44 | 12-ZMAC25-40 4.8,4.8,4.9
-ZMAC 32-180, 210, 225 31.8~422 | 77,110,122 16 | 31|50 | 16-ZMAC32-55 | 4MP-C,B | 55,56,5.7
-ZMAC 42-180, 195, 225, 240 | 41.8~552 |97,130,142,157| 20 | 40 | 60 | 20-ZMAC42-70 6.0,6.0,6.4,6.5
No.50 -ZMAC 55-210, 240, 270 548~70.2 | 117,182,177 | 26 |53 |65 | 26-ZMAC55-70 75,76,8.1
-ZMAC 70-240, 270, 300 69.8~85.2 | 190,220,250 | 34 | 67 | 80 | 34-ZMAC70-70 R 10.0,10.6, 1.5
-ZMAC 85-225, 290, 315 84.8~100.2 | 182, 247,272 42-ZMAC85-100 " 1125,15.0,16.0
-ZMAC100-225, 290* 99.5~140.5 295 500 42 | 83 | 83 | 42-ZMAC100-100 13.8,16.5
-ZMAC140-225, 290* 139.5~180.5 ’ 42-ZMAC140-100 14.6,17.3

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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). [Z5~ P.98 Please refer IZ5~ P.96 for cutting condition.

We would recommend”“B”grade (CBN)insert for Hardened Steel & High Speed boring of Cast Iron.
*Please refer [Z5~P.85 for Shank&Spacer, and IZ5~P.77, P.78 for Head.

*For Centre Through Tool Coolant type, please add“C”at the end of Code No. e.g. BT40-ZMAC55-165C.

*For BT30, modular connection system is applied. Please refer IZ5~ P.85 for Base Holder.

*When L length is required longer than standard, please specify boring depth M.
% : NBT50-ZMAC100-325, 375, 425, 475 are also available.

NBT50-ZMAC140-325, 375, 425, 475

—
—

B High Speed Boring ZMAC X

Special Hardened light alloy metal head
with balancing for preventing from high
frequency vibration.

Ultra high speed boring:MAX.12,000min-1

177

BZMAC for Multi-Stage Boring Bar

Please contact us for the special boring bar.

Boring dia.:$43.5mm

High Pressure Coolant
Through Tool

Photo. shows NC5 shank.

Please contact us for your application
with the boring diameter. 75~ P.78
e.g. NBT40-ZMAC42-150AA




Y A BALANCE-CUT BORING ARBOR

|Boring for Roughing|

¢C1

M Power of Shoulder Support

Perfect
Contact

\

Cutting
Force

" (Spgt:er) "
Boring Boring  |Cupling .
TAPER Code No. Range | Depth | Dia | C |C1 Weight
D M Q Head No. o (kg)
NBTNo.- Min.D -L Q- Min.D -h2
NBT40-RAC 25-135E, 165E, 180E 25~32 | 67,105,112 12 | 24 | 35 | 12-RAC025- 55E | CCO7-C | 2.0,2.1,2.1
(NIT40)-RAC 32-150E, 180E, 195E 32~45 | 77,110,122 | 16 | 31|42 | 16-RAC 32- 55E | CC08-C | 24,26,26
No.40 -RAC 43-150E, 180E, 210E 43~55 | 97,130,157 | 20 |40 - 20-RAC 43- 70E 2.7,2.9,32
’ -RAC 53-165E, 210E, 225E 53~70 | 135,180,195 | 26 |50 26-RAC 53- 70E GE 25,33,32
-RAC 70-180E, 195E, 240E 70~100 | 180,195,240 | 34 | 64 | 64 | 34-RAC 70- 85E 48,52,6.2
-RAG100-195E 100~130 195 42 |83 |62 | 42-RAC100-100E 6.8
NBT50-RAC 25-150E, 180E, 195E 25~32 | 67,105,112 | 12 |24 | 44 |12-RAC 25- 55E | CCO7-C | 4.7,4.9,48
(NIT50)-RAC 32-180E, 210E, 225E 32~45 | 77,110,122 16 | 31 | 50 | 16-RAC 32- 55E | CCO08-C | 5.4,5.,5.6
" -RAC 43-180E, 195E, 225E, 240E | 43~55 |97,130,142,157 20 | 40 | 60 | 20-RAC 43- 70E 5.7,5.8,6.1,6.2
0.50 -RAC 53-210E, 240E, 270E 53~70 | 117,182,177 | 26 |50 | 65 | 26-RAC 53- 70E oo 6.9,7.0,7.6
-RAC 70-255E, 285E, 315E 70~100 | 205,235265 | 34 | 64 | 80 | 34-RAC 70- 85E 95,9.9,10.9
-RAC100-225E, 290E, 325E* 100~130 | 225,290,325 | 42 |83 | 83 | 42-RAC100-100E 12.5,12.5, 16.5

*“C” grade (Coated) inserts are supplied as standard with the head.IZ5~ P.62 Please refer [Z5~ P.93 for cutting condition.

*Please refer IZ5~ P.179 for base holder, 175~ P.86 for spacer and IZ5~ P.67 for head.

*For centre through tool coolant type, please add"-C"at the end of Code No. e.g. NBT40-RAC53-165-C

*Cartridges & Insert tips for the Heavy Duty Boring of Iron and Cast Iron (No letter), for Aluminum (A), and for Through Hole & Multiple Sheets (K) are available.
Please refer IZ5~ P.69 for cartridges. Please add the letterNo letter”, “A” or “K” at the end of Code No. e.g. NBT40-RAC53-165A

% @ NBT50-RAC100-375E, 425E and 475E are also available.

Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E. Please refer IZ5~ P.61, P.62

’\/ WA BIEAN BASE HOLDER for MODULAR TYPE
N -

L

oC1 W
Fig.1 R
MDQ .
Photo shows with Al spacer and ZMACX head.
TAPER Code No. Q L C C1 H V"(ekg ht | zMAC Boring Range | Fig
No.30 NBT30-MDQ26- 60 26 60 50 50 375 - 16~70 1
No.40 NBT40.MDQ26- 65 26 65 50 54 30.0 13 16~70 2
NBT50-MDQ26- 80 26 80 50 87 22.0 46 16~70
No.50 (NIT50)-MDQ34- 90 34 920 64 87 32.0 4.9 16~85 2
-MDQ42-100 42 100 83 87 45.0 57 16~180

*All base holders are used for centre through tool coolant. e ]

% Coupling bolt and wrench are supplied as standard. - e M —»|
*ZMACK head is recommended to use with the MAJOR DREAM base holder for anti-vibration. |/ m H
*When L length is required longer than standard, please specify the boring depth M and Q No. Q No.

=
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A&/ D19&x BASE HOLDER for MODULAR TYPE

%
- Coupling Bolt ‘ L L
— Tl -
i $Q ¢C
Fig.1 Fig.4
TAPER Code No. C°“p'('5‘9 bz L c C1 H Hy  (CoURIMG Bl pig | weight(kg)
NBT30.Q 9- 50 9 50 19 | 30 20 B19 2
Q12- 65 12 65 24 40 B12
No.30 Q16- 50 16 50 31 25 B16 1 05
-Q20- 50 20 40 26 B20
Q26- 40 26 40 5 | 45 18 6 B26N 3
NBT40-Q 9- 80, 95N 9 8095 19 | 30 5,27 B19 12,12
(NIT40)-Q12- 80,110 12 80,110 24 | % 12,50 B12 ) 12,13
QL6- 95,125 16 96,125 31| 42 22,55 B16 1.5,1.6
No.40 -Q20- 80,110 20 80,110 40 | 50 27,60 B20 15,1.7
-Q26- 50, 95140 | 26 5095140 | 50 - | 2065110 B26N 1| 14,1824
-Q34- 95,110 34 95,110 64 | 62 6883 | 5570 | B34 3 22,26
Q42 95 42 % 83 | 62 68 55 B42 28
NBT50-Q 9-110,125N 9 10125 | 19 | 40 5,27 B19 41,41
(NIT50)-Q12- 95,125 12 96,125 24 | 44 12,50 B12 » 40,40
-Q16-125N, 155 16 125155 | 31 | 50 22,55 B16 45,46
-Q20-110,125 20 110125 | 40 | 60 27,60 B20 46,45
No.50 -Q26- 65,140,170N| 26 65140170 | 50 | 65 | 2747112 B26N | 122 | 37,5354
|Q34140,170200 | 34 | 140170200 | 64 | 80 | 102,120,150 B34 | 122 | 56,65,7.1
Q42-125,190 125190 | 83 : 87,152 1 6.5, 9.1
-Q42-225A,275A 12 225275 | g0 | g B42 4 | 129158
325A,375A 325,375 18.3,21.0

*$C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity.

*All base holders have a centre through-tool coolant hole.
% The Coupling screw & wrench are supplied as standard.
*When L length is required longer than standard, please specify the boring depth M.

A 2192 pJ BORING BAR

For both wide range small quantity production and mass production

Boring Head with Power of Solid Carbide DJ Bit

Q\ — hi——|
-y B\sfl »Q Solid Carbide DJ Bit s
: ,/ 77777 T8
; "\"-’ - i w”@ﬁ’ ‘
~ \L ] ] ‘ ‘ oD
[HHEL, M
J DJ Head
Boring Boring Bit Hole Shank Head Bit .
TAPER Code No. Range Depth L C Size Code No. Code No. Stroke C(E)a]eBl:lto
NBTNo.-MinD-L D M J NBTNo.Q-h Q-MinD-h1 S5
N 30 NBT30-DJ3- 76 3~28 14~ 80 | 76 45 10 NBT30-026- 40 026-DJ3-36 5.2 (Jio )
0. -DJ8- 84AN| 3~50 | 14~130 | 84 59 16 -DJ8-44AN| 60 | J16 )
NBT40-DJ3- 86 86 NBT40-026- 50
3~28 14~ 4 1 26-DJ3- 2 J10
N 0 40 (NIT40)  -131 Ol ® 0 —g5 | LPEDI30 °
E -DJ8- 94AN 94 NBT40-026- 50
“139AN 3~50 14~130 139 59 16 T 05 -DJ8-44AN 6.0 J16
NBT50-DJ3-101 101 NBT50-Q26- 65
~2 14~ 80 45 10 26-DJ3-36 5.2 J10
N 0 50 (NIT50)  -206 28 206 -170N L
. -DJ8-109AN 109 NBT50-026- 65
= 14~1 1 -DJ8-44AN ! J16
214AN 3~50 30 214 59 6 170N J8 6.0

*MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.

% Bits included for NBT40-DJ8-94A : J16-8-40, J16-18-80, J16-28-85, J16-38-85
Bits included for NBT40-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. NBT40-DJ3-86-BD

% Shank and DJ Head (including Boring Bits)are delivered in separate packages.

*Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs of DJ Boring Bits as standard.
*Please refer [Z=~ P.84 for Boring Bits. Please refer [z~ P.97 for cutting condition.



A/ 200G BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

B Min. dial read out:main scale dia.

0.02mm,sub scale dia.0.002mm ZMkC onit Insert 6MP
M Boring Dia:$130~595mm I
oD
==} 158
|~
RAK Arbor
.98
Boring Dia:$130~595mm for Finishing. LN
D RAK Arbor PPC Plante | Cartridge Weight
TAPER Code.No MIN.~MAX. L © Code No. No (Balancer) (kg)
NBT40 -BAC130-205 130~195 RPC-130 6.8
205 61 | NBT40-RAK-1
N040 (NIT40) -BAC180-205 180~245 2 ) -180 7.8
NBT50 -BAC130-185, 235, 285 | 130~195 RPC-130 13.0, 14.5,17.5
(NIT50) -BAC180-185, 235, 285 | 180~245 -180 13.5,15.0, 18.0
155 185,235,285 90 | NBT50-RAK-110, 160, 210 - —
‘BAC230-185, 235, 285 | 200~295 230 (mggz1;gg) 140,165,185
-BAC280-185, 235, 285 | 280~345 -280 el 14.5,16.0, 19.0
No.50 -BAC330-210* 330~395 RPC330 | evo | 162
-BAC380-210* 380~445 NBT50RAK330125 -380 165
. N — 210 d : i
BAC430-210 * 430~495 220 | B | NIT50-RAK330-135* 430 17.5
-BAC480-210 480~545 -480 185
-BAC530-210°* 530~595 -530 19.5
*"'C" grade (Coated) Inserts are supplied as standard. *Please refer 1=~ P.95 for cutting condition. 0(0°~180")

*Unit"M5HZ-55" is provided as standard, please refer Iz~ P.72 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 6 in Code No. e.g. NBT50-BAC180-235 (90°)
% The boring arbors markeds*with NIT50, L (gauge length) is 220. e.g. NIT50-BAC330-220

View from Cutting edge.

A/ 200 BALNCE-CUT BAC BORING ARBOR for LARGE DIA.

MWith slight adjust screw | L e
M Boring Dia:$130~580mm

1
¢‘C ﬂD<<
| Pl
RAK Arbor i
. RPC Plate T
RCC Cartridge
Boring Dia:$130~580mn for Roughing.
| D | RAK Arbor PPC Plante | Cartridge No. |~ Weight
TAPER Code.No A L C Code No. No for Large dia. (kg)
NBT40 -RAC130-205 130~180 RPC-130 6.8
205 61 -RAK-
No.40 (NIT40) -RAC180-205 180~230 NBTAO-RAK-130 -180 78
NBT50 -RAC130-185, 235, 285 | 130~180 RPC-130 For Heavy |11.3,12.8,15.8
-RAC180-185, 235, 285 | 180~2 b Duty Boring |41g 133, 16.
UEY) 807230 | 05 235, 285| 90 | NBT50-RAK-110, 160, 210 L | ey L (68 T8
-RAC230-185, 235, 285 | 230~280 -230 | castiron |12:3,138,16.8
-RAC280-185, 235, 285 | 280~330 -280 RCC-130 12.8,14.3,17.3
E3
No.50 -RAC330-210 330~380 RPC-330 x2 155
-RAC380-210 380~430 -380 | |nsert Tip 165
-RAC430-210* 430~480 (22210% % xﬂgg:ﬁggg:gg* -430 CNO8 17.5
-RAC480-210* 480~530 -480 185
-RAC530-210* 530~580 -530 195

% The Code No. on above table are the boring arbors with RCC-130 cartridge (Inset tip: CN08) the Heavy Duty Boring of Iron and Cast Iron . Please refer I~ P.95 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.72 for cartridges. e.g. NBT50-RAC130-185E
*Arbor, Plate and Cartridge are delivered in separate packages. *When ordering, please let us know machine maker and model no. to avoid the interference 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. NBT50-RAC180-235 (90°)
% The boring arbors marked#*with NIT50, L (gauge length) is 220. e.g. NIT50-RAC330-220 180
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A 215&K FACE MILL ARBOR (JIS)

For JIS B4113 Face Mill Cutter DU TR
M Taper contact area of more than 80% HL(DC' piy prive key
) & > ‘+H2

ensures reliable milling with no chattering
accompanied

- | =
e
<
79
o % &
| )

FMH Arbor for High Feed | o
with Coolant Through /=~ P.183 B
Dimensions Weight| Demension of Arbar with cutier| Drive Bolt
TAPER Code No. (¢D -L) H | C| W | C | C | H | H | (k)| Lt | Di | F | Key
No0.30| NBT30-FMA254 - 45| 22 | 50 | 95 | 33 | 23 | 10 | 2 | 1.3 | 95 | 80 | 50 | FW5 | FM12
NBT40-FMA25.4 - 45 1.5 95 FW 5
N 0 FMA254 - 90 22 50 | 95 33 23 10 2 31 | 140 80 | 50 FW 5 FM12
0.4 -FMA31.75 - 45 17 | 105
FMA31.75 - 75 30 60 |12.7 | 40 23 10 6 31 | 135 100 | 60 FW13 FM16
-FMA38.1 - 60 | 34 80 |15.9 50 27 14 6 29 | 120 | 125 | 60 FW18 FM20
NBT50-FMA25.4 - 45 37 95
-FMA25.4 - 90 22 58 | 95 33 23 10 2 46 | 140 80 | 50 FW 5 FM12
-FMA25.4 -150 55 | 200
-FMA31.75 - 45 45 | 105 FW12
-FMA31.75 - 75 | 30 70 |12.7 | 40 23 10 6 53 | 185 | 100 | 60 FW13 FM16
No.50 -FMA31.75 -105 6.1 | 165
-FMA38.1 - 45 43 | 105 FW18
FMA38.1 - 75 34 80 |15.9 50 27 14 6 56 | 135 125 | 60 FW19 FM20
-FMA50.8 - 45 4.9 | 105 FW23
FMA508 - 75 36 | 100 |19 65 37 14 10 68 | 135 160 | 60 FW24 FM24
-FMA47.625- 75 | 38 |12857/254 | — | — — | — 7.7 | 135 | 200 | 60 FW26 *
* Drive keys, L-Wrench & Bolt are supplied as standard. % The arbor marked *requires 4 fixing bolts. % Above weight is for Arbor only. (Not include Face Mill Cutter)
 FMA25.4 type Arbor is suitable for NIKKEN PRO-END MILL $60 (PE6OHC) and ¢80 (PESOHC).
* FMA31.75 type Arbor is suitable for NIKKEN PRO-END MILL ¢100 (PE100HC). Please refer 75~ P.103. %In case of the special cutter, please
% Code No. of Centre Throygh Coolant type_ FMA Arbor for NIKKEN PRO-END MILL is : e.g. NBT40-FMA25.4C-45 specify the dimensions below.
% Extended length Face Mill Arbors are available on request. . .
NBT50-FMA25.4 -200,-250 Fig.1 e |— Fig.2 —eo
oL e S T . PP
i . 0- - - . . P77/ G} f A% Ha (H)
% Diameter ¢C of NBT50-FMA25.4 and NBT50-FMA31.75 are enlarged % ! YQ* F 4 T \//3 1 i T
- ga. | -t Lo
[~—— Ds

A& 210&X FACE MILL ARBOR

M Taper contact area of more than 80%
ensures reliable milling with no chattering
accompanied

H2
¥ oD il rT
- ff = ¢C1 $C1
. ~H | et
] Fig.1 Fig.2
Inch Series (*)figures for Metric Series Metric Series
Dimensions Weight] Avsor s cuner | —. i
TAPER | Code No.@D-L) |H|C| W |CilClH |G P ko) L:|D:| F |Fig:| Code No.(¢D-L)
No0.30 |NBT30-FMB25.4 - 45| 26 | 80 | 95(12)| 33|23 /10| 2 | — | — [1.7] 95| 80|50 | 1 | NBT30-FMB27 - 45
NBT40-FMB25.4 - 60 25110 NBT40-FMB27 - 60
No.40 FMB25.4 - 90] 26 | %0 | 95(12)| 33|28 10| 2 | —| — [,51,0] 8050 -FMB27 - 90
-FMB38.1 - 60 85 [15.9(16) | 50 | 27 |14 | 6 | — | — |7.4 |123[125] 63 -FMB40 - 60
NBT50-FMB25.4 - 45 40| 95 NBT50-FMB27 - 45
-FMB25.4 - 90 80 | 95(12)| 33|23 10| 2 | — | — [58[140] 8050 | 1 -FMB27 - 90
-FMB25.4 -150 8.2 200 -FMB27 -150
No.50 -FMB38.1 - 45| 2 4.7 108 -FMB40 - 45
. -FMB38.1 - 75 85 —| — [e1]138 1 -FMB40 - 75
_FMB38.1 -105 15.9(16)| 50 | 27 | 14| 6 87 [168] 12| 63 -FMB40 -105
-FMB38.1F- 75 110 M12| 667 66| .o ) -FMB40F- 75
-FMB60 - 75| 25 [140| 254 | — | — | — | — [m16/101.6 /7.9 200 | 63 -FMB60 - 75

*Drive keys, L-Wrench & Bolt are supplied as standard.
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A 210X SHOULDER CUTTER ARBOR

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

with no chattering accompanied. E

FMC Inch Series (“)figures for Metric Series Metric Series
Dimensions Weight| Dimensions of Arbor with cutter :

TAPER | CodeNo.@D-L) |H]C|] W | (a) | L |Di|F |Gcapbor| ' | ™ |Fig| CodeNo.(¢D-L)
No.30 18 | 45 10 1.4 | 80 [50]40] M10x30 | 16 | 10 | 1 [NBT30-FMC22- 40
1.3 85 NBT40-FMC22- 45
18 | 45 10 o0 | 130 | 50|40 | M10X30 | 16| 10 | 1 EMG22- 90
NBT40-FMC25.4- 60 15 | 110 FMC27- 60
No.40 EMGoE 4 90 ] 20 | 60 | 941D —0—— —| 80 | 50 | M12x35 | 18 | 12 2 VG790
-FMC38.1- 60 23 | 110 30 FMC32- 60

. X

“FMoasL 75| 2| % 15.5(14) o6 | 125 | 15| %0 MIBX35 | (5yy[15(16) FMGC32- 75
42 | 100 NBT50-FMC22- 60
18 | 45 10 47 | 145 | 50 | 40 | M10%X30 | 16 | 10 FMC22-105
53 | 190 FMC22-150
NBT50-FMC25.4- 45 41 95 FMC27- 45
No.50 -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 %0 FMC32- 45
-FMC38.1- 75| 22 | 85 [155(14) | 55 | 125 |125| 50 | M16X35 (24)15(16) 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(PE5S0HC). [ZEP.103

% Code No. of Centre Through Coolant type FMC Arbor for NIKKEN PRO-END MILL is e.g. NBT40-FMC22C-45.

’/ D& SHELL END MILL ARBOR

JIS B4214 for SHELL END MILL HL#
M Taper contact area of more than :
80% ensures reliable Milling ®C: -
with no chattering accompanied. 1 C1
t‘ ) v
i H2 ‘ [*H1
f—F—
Inch Series ( Hfigures for Metric Series Metric Series
Dimensions Weiaht | Dimensions of Arbor with cutter
TAPER Code No.(¢D -L) Hlclw lclelEml (ko) L D, [E| CodeNo.(oD-L)
No.30 NBT30-SMA15.875-30 1734 g 2015|7 |, 0.9 60 35 30| NBT30-SMA16-30
) -SMA22.225-30 27 |42 28189 1.0 75 45(50) | 45 -SMA22-30
NBT40-SMA15.875-60,120 17 |34 g 20157 1.3:1.7 90-150 | 35(40) | 30 | NBT40-SMA16-60,120
-SMA22.225-60,120 27 | 42 28/18|9 | 2 1.4:2.1 105-165 | 45(50) | 45 -SMA22-60,120
No.40 -SMA25.4 -45,105 36|50 10 133 23110 1.4:2.3 105:165 | 60(75) -SMA27-45,105
-SMA31.75 -45,75 38 60 40 6 1.6-2.3 106-135 100 |60 -SMA32-45,75
-SMA38.1  -60 80| 12 /50|27 |14 3.0 120 125 -SMA40-60
NBT50-SMA15.875-75,120 17 | 34 g 20|15 7 4.2:5.8 105-150 | 35(40) | 30 | NBT50-SMA16-75,120
-SMA22.225-75,120,180 | 27 | 42 28(18|9 | 2 | 4.3:4.8:5.5 | 120-165-225 | 45(50) | 45 -SMA22-75,120,180
No.50 -SMA25.4 -60,105,150 | 36 | 50 10 1331 0140 4.35.2:5.8 | 120-165-210 | 60(75) -SMA27-60,105,150
-SMA31.75 -45,75,105 38 60 40 6 4.2-5.2:6.2 | 105-135-165| 100 |60 -SMA32-45,75,105
-SMA38.1  -45,75 80| 12 150(27 |14 4.3-5.5 105-135 125 -SMA40-45,75
SMB Inch Series
Dimensions Weight | Dimensions of Arbor with cutter
TAPER Code No.(¢D -L) HIC| W |Ci|Ce|Hi|H:| (ko) L Di |F
No.30 | NBT30-SMB22.225-50 17140 8 |28/18|9 |2 1.0 65 50 |35
NBT40-SMB22.225-45,120 17145 8 [28(18|9 | 2 1.3:2.2 80155 50 |35
N040 -SMB31.75 -45,75 30|60 |12.7|40|23 |10 6 1.6:2.3 95-125 75 |50
-SMB38.1  -60 361801595027 |14 2.8 120 100 |60
NBT50-SMB22.225-60,120,180 |17 (45| 8 |28|18|9 | 2 | 4.3-5.0-5.7 | 95-155-215 | 50 |35
No.50 -SMB31.75 -45,75,105 |3060 12.7[40(23[10] , | 42:6.2:62 | 96-125-155 | 75 |50
-SMB38.1  -45,75, 36180 |15.9| 50|27 |14 4.3-5.5 105-135 100 |60

% Above weight is for Arbor only. (Not include Face Mill Cutter)
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A 210& STUB ARBOR

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

‘<7 L————>«30—+]
w

= iﬁ‘ @
A
~\Uit giik
“TAL | o

H.

(3,5,7,8,10,12)

le—H1 —|

<
-8 —

Inch Series (*)figures for Metric Series Metric Series
TAPER Code No.(PD-L) H: C W% G Weight(kg) Code No.($D-L)
NBT30-SCA12.7 -60 17 20 — M12 1.0 NBT30-SCA13-60
No.30 -SCA15.875-60 23 26 3.18(4) | M14 1.1 -SCA16-60
o -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
NBT40-SCA12.7 -75,105 17 20 = M12 12,1.3 NBT40-SCA13-75,105
(NIT40) -SCA15.875-75,105 23 26 3.18(4) M14 14,15 -SCA16-75,105
No.40 -SCA22.225-75,120 | 29 3 |318(6) | M20 | 17,20 -SCA22-75,120
-SCA25.4 -75,120 32 40 6.35(7) M24 2.0,2.4 -SCA27-75,120
-SCA31.75 -90 41 46 7.92(8) M30 2.6 -SCA32-90
NBT50-SCA12.7 -75,105 17 20 = M12 40,43 | NBT50-SCA13-75,105
(NIT50) -SCA15.875-90,120 23 26 3.18(4) M14 42,44 -SCA16-90,120
N 0 50 -SCA22.225-90,135 29 34 3.18(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. 7=~ P.104
% The Code No. of Nut is unified from “GN” to “GNT”.

FMH High Feed Cutter Arbor with Coolant Hole

Cutter Coolant Hole
Dia. | %4 | ¢C b H T oD2 | odi [od2

50, ©52 47 N
FMH22(22.225) | 55" o 22(22225) |—go—| M10X1.5 | 18(11)| 16 | 6~8 | 3

FMH27(25.4) ¢80 | 27(254) |76(70) |M12X1.75/20(22) [19.5(18.5) | 8~10 | 3.5
FMH32(31.75) | $100 |32(31.75) | 96 | M16%2.0 |22(30)| 24 |10~13| 4
FMH40(38.1) ¢125 | 40(38.1) | 100 | M20x2.5 [26(34)| 30(29) |10~15| 5
FMH50.8 ©160 50.8 100 | M24X3.0| 36 375 [15~20| 7

*Fixing dimension is basically based on FMA/FMC. % The combination of thr other cutter dia. are also available.

Code No.

¢d2 3 Holes

FMH
TAPER Code No. (pD-pC-L) m c D\;\rperé:sllonzz i Ha V\(ilg)ht Drive key Bolt G Cap Bolt
NBT40-FMH22 - 47(60)45 | 18 | 47(60) | 10 | 16 10 13(1.4) | FW 8 M10X30
No.40 -FMH27 - 60(76)}60 | 20 | 60(76) | 12 | 18 | — | 12 | — | 1.8(22) | FW11 — M12X35
. -FMH32 - 96-60 22| 9 |14 24 16 2.9 FW16 M16X35
-FMH40__-100-60 26| 100 |16 50 | 27 | 14| 6 | 31 FW22 | FM20 —
NBT50-FMH22 - 47(60)-60 | 18 | 47(60) | 10 | 16 10 42(45) | FW 8 M10X30
-FMH27 - 60(76)45 | 20 | 60(76) | 12 | 18 | — | 12 | — | 8.9(4.1) | FW10 — M12X35
No.50 -FMH32 - 96-45 22| 9 |14 24 16 4.2 FW15 M16X35
-FMH40 _-100-45 26| o L1680 27 ] [6] s FW20 | FM20 B
-FMH50.8_-100-45 36 19 | 65 | 37 10 44 Fw23 | FM24

*FMH22.225, FMH25.4, FMH31.75 and FMH38.1 are also available.
*For FMH22, there are two types of $C, $47 and ¢60.
*For FMH27, there are two types of ¢C, $60 and ¢76.
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A 210@X HIGH SPEED SPINDLE SPEEDER

10,000~40,000min-1

BINIKKEN NX increases the spindle speed by 4 or 5 times, so
economically convert your standard M/C to high speed M/C.

Minside gears are mirror-finish ground by NIKKEN original Fluid-
Dynamic Grinding Process.

BMRun-out accuracy is more stable due to
TiN Bearing Nut (standard accessory).

| R ——
Within 10microns
$C—
$Ca H

NX, PX

Explanation of the Code No.

NBT40]-[NX]
Length
NX:

Ratio
‘4times, 5 times
PX:6times, 10 times

Shank
TAPER Code No. D L © C. 2 H Ratio | MAX. min-1 | Weight(kg) Collet
No0.30 | NBT30-NX 5-153 153 55 29
= 1.75~10 275 | 85 32 5 20,000 (SK10A)
NBT40-NX 5-153 153 5.0
No0.40 | (NiT40)-PX 6-150GX 149 76 60 6 30,000 4.1
' 0.5~8.0 22 14.5 (ETS14)
-PX10-160GX 162.5 98 10 40,000 4.5
NBT50-NX 4-192 2.75~16 | 192 40 | 118 46 4 10,000 11.0 SK 16A
NU 50 (NIT50)-NX 5-151 1.75~10 | 151 275 | 85 82 5 20,000 7.0 SK 10A
' -PX 6-140GX 142 76 6 30,000 6.8
0.5~8.0 22 14.5 ’ (ETS14)
-PX10-155GX 155.5 98 10 40,000 7.2
NX type Air Cylinder for Cooli
For End Mill, please use SK A type collet. For Drill, please use SK-P class collet. IZ5~ P.39 Ir y Inder 1or Coo Ing
*Wrench, Collet Extractor and A type SK Collets are supplied as standard. with ON/OFF Magnet
NX5: SK10-6A, 8A, 10A  NX4: SK16-8A, 10A, 12A, 16A
% Stopper block is available as an option. When ordering, please inform your M/C maker NXE'COOL
a_nd M(_)del as well as your M/C spinc_ile f_Iange dimension. . The best cooling is to cool the speeder body
*Air Clyinder for Cooling (NXE-COOL) is highly recommended to use for the stable milling. directly.
PX t ETS Collet
*Gregs?eelubrication is standard. H—'\ Explanation of the Code No.
*Please add “MX” instead of “GX” at the end * *$d=0.5 ~1.0: Each 0.1mm(Gripping range:0.1mm)
of Code No. for the oil mist lubrication. ’7'771&‘ ) . e.g. ETS14-0.5:0.4~0.5mm
*E?éNBIHQ-PXG-%OMX . Style ’i\‘AﬂAX' Chucking Dia. *$d=1.25~2.5: Each 0.25mm(§ripping rangeIO.ZSmm)
colletis supplies as an option. ﬂgdr)sf;' Symbol of ETS Collet *$d=3.0 ~8.0: Each 0.5mm(Gripping range:0.5mm)

A 218 AIR TURBINE SPINDLE TOOL

150,000min-1

Run-out Accuracy of
the Spindle: Within 1pm
Air Pressure, Comsumption:0.5MPa, 90NI/min. H
"5 Collet Size:MAX $4.0mm l
’ E’iﬁc
LY o 1P
HTS
Explanation of the Code No. HSK shank is also available. d
” HSK 50A-HTS1500-158
Nominal Gauge Length
150,000min’ HSK 63A-HTS1500-160 ( /N | Please donot rotate J
Symbol of Air Turbine Spindle HSK100A-HTS1500-167 the machine spindle.
Shank No.
TAPER Code No. D L © C: J/ H MAX. min-1 | Weight(kg) Collet
N 0 30 NBT30-HTS1500-148 148 55 2.7
' -HTS1500-152B 152 40 2.7 .
I — 05~4 139 | 49 | 15 150,000 CHA-L]
N0.40 | NBT19-HTS1500-140 140 60 3.2 (Internal dia.)
N0.50 | NBT29-HTS1500-146 146 82 6.0
*Collet CHA-4.0 and spanner are suplied as standard. _|+——— L ——] \f_i L | The collet which internal dia. excepts ¢p4.0mm is available as an option.

KAir line kit(AL-0304/AL-951), the lubrication oil(K-211)
and the stopper block are available as an option.

CHA-2.35, 3.0, 3.175
The internal dia. range is each 0.1mm incremental from $0.5 to $4.0mm.

AL-951(DC24V ON/OFF)
LXH

3 S - 490%320 184

I —

/ LXWXH
W 300%X120X22

AL-0304 H
o L
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A 210K QUICK TYPE ANGULAR HEAD (Fe Poiioning 360

Quick type Off-Set Angular Head

Explanation of the Code No.

] 7 [NBT40- [AF] -
Length from
) @ P =

TAPER Code No. Shank L P 01
No0.40 | NETi9-AFT30-200 | NBT40 | 200 65 85
No.50| NBIS9-AFT35-230 | NBTS50 | 230 110 85

*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.
*NIT40-AFT30-200 and NIT50-AFT35-230 are also available. *When M/C spindle rotates CW, the cutter rotates CW.

Quick type 90° Angular Head

Gauge Line

Taper No. of Adapter
Quick type
¢ Off-Set type Angular Head

MAX2,000min1
R Adapter | Weight(kg)

17.5 75

25 16.0

fam] Explanation of the Code No.
e B EITE (506
%Tz - Angle
l Length from
i Gauge Line
] ¢ ‘ \‘ | Taper No. of Adapter
- Ff Szran-4 Quick type
~—¢C K o Symbol of Angular Head
eShank
MAX2,000mint
TAPER Code No.L -8 Shank | L P 01 L2 23 @ B 0 Adapter | Weight(kg)
NBT40-AHT30-160 -90 | NBT40 | 160 6.5
NO.4D(\ruy  os0%a0 [wemao  2s0 O | % | 61| &7 | 86 | 80 | % 105
NBT50-AHT35-210-90 | NBT50 | 210 17.0
11 4 1 (AHK35)
No.50 (NIT50) 30090 | NeTso | aoo | 10| 0| 88 | 45 | 100 | 90 | %0 | (AHKSE) )

*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.
*Models withsk mark :Detailed discussion is needed. *When M/C spindle rotates CCW, the cutter rotates CW.

Quick type 30°,45°, 60°Angular Head
Explanation of the Code No.

NBT40
Angle

'T!f — | Lenath from
1 ’ Taper No. of Adapter
4= l - ‘\l\ Quick t:/)pe "
AHT = ] Symbol of Angular Head
Photo shows 30° type. eShank MAX2,000min-t
TAPER CodeNo.L -8 Shank L P 21 L2 @ B 0 Adapter |Weight(kg)
NBT40-AHT30-205 -30 205 15 | 122 30 6.5
(NIT40) -170-45 | NBT40 | 170 | 65 | 35 | 8 | 8 | 80 | 45 6.5
NU 40 160 -60 160 3% | 88 60 6.5
. -250™-30 15 | 122 30 10.5
-45 | NBT40 | 250 65 35 88 86 80 45 10.5
-60 3% | 88 60 105
NBT50-AHT35-258 -30 258 0 | 140 30 17.0
(NIT50) -225-45 | NBT50 | 225 | 110 | 26 | 110 | 100 | 90 | 45 17.0
NO 50 -210*-50 210 40 | 105 60 17.0
. -300™-30 0 | 140 30 22.0
-45 | NBT50 | 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.
* 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 sk mark : Detailed discussion is needed. *When M/C spindle rotates CCW, the cutter rotates CW.



A D0H&K SOLID TYPE ANGULAR HEAD (rree Posiioning in 360

Solid OFF SET type Angular head

Explanation of the Code No.

-[aF] f
E Length from
1 Gauge Line
K MAX. Chucking Dia.
Kind of chuck
—
e - OFF SET type
Symbol of Angular Head
Shank
AFK, AFC

TAPER Code No. -L D Dr | 1 | £ | £ B R | min | Weight(kg) Collet
NBT40-AFK16-200 2.75~16 40 50 8.5 (SK16)
No.40 85 | 35 | 70 | 175 | 2,000 EHD
(NIT40) -AFC20-200 2~20 52 | 56 8.7
NBT50-AFC20-230 2~20 52 58 17.0 (KM 20)
No.50 85 | 45 | 84 | 25 | 2,000 D
(NIT50) -AFC32-230 3~32 69 | 65 17.2

*When M/C spindle rotates CW, the cutter rotates CW.
. L3,
SOIld = 9005 450 type Angl'"ar head ' e/ Explanation of the Code No.
i NBT40]-[AH] [ K] [10]-[ 195 |-
T N — | T o
_r [}

Length from Gauge Line

MAX chucking Dia
Kind of chuck
K:Slim Chuck
C:Milling Chuck
Symbol of Angular Head

'..- / ¥ ®Shank
™
AHK, AHC i
i
TAPER Code No. -L - D D: 2 81 | 82 | £s | B | minl|Weight(kg)| Collet
No0.30 NBT30-AHK10-120-90 1.75~10 | 275 | 20 | 49 | 50 |275| 55 |2,000| 3.0
NBT40-AHK10-180,220-90 | 1.75~10 | 275 | 18 | 45 | 57 | 32 | 60 8.0,9.0

4
NO0.40 | (NT40)-AHK16-180.22G00 | 275~16 | 40 | 25 | 41 | 58 | 35 | 70 | *°0 [ 87,97
_AHC20-160,250°-90 | 2~20 | 52 | 57 | 58 | 61 | 37 | 80 | 2,000 7.1,11.1

SRR

NBT50-AHK10-200,240*-90 1.75~10 | 275 | 18 | 45 | 57 | 32 | 60 4,000 15.0, 16.0
No.50 (NIT50) -AHK16-200,240°-90 | 2.75~16 | 40 | 25 | 41 | 58 | 35 | 70 |’ 15.7,16.7
-AHK25-210,300"-90 7.5~25.4 55 17.2,22.2
: 57 | 60 | 82 | 45 | 90 |2,000
-AHC32-210,300"-90 3~32 69 175,225
* 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 (SK10) (SK16) (SK25), please refer I=== P.39. For and (KM32), please refer 15~ P.31.
*Angle 30°, 45°, 60°are also available as an option. * *kMark is for light cutting.

*When M/C spindle rotates CCW, the cutter rotates CW.

*Please contact with us for the dimension of 30°, 45°, 60° type.

& 215&X MODULAR TYPE ANGULAR HEAD

Modular type Angular Head AHM

—
T
L

AR MAX6,000min-t
TAPER Code No. -L L P Weight(kg) Suitable Modular Head
No.40 ra6-AHM-100 100 65 45
No.50 o s00-AHM-120 120 10| 115
*Taper Connection System is applied to Stopper Block(Different from the another FA Tooling) K 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.
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Y / FLANGE THROUGH COOLANT TYPE HOLDER
s

MILLING CHUCK for Flange Through QN>paT.

Qs ———
L
.y
1T oD; “Tle0 T
C-F !
TAPER Code No. Ci | D1 | £ 22 23 Stopper Collet Weight(kg)
NBT40-C20F- 90,105 52 | 20 | 58 66 0 9MC20H 19,20
No.40 -C25F- 90,105 6 | | 6 70 9MC25H 20,22
-C32F-105,120 69 70 81 107 9MC32H 25,28
NBT50-C20F-105,135,165 | 52 | 20 | 58 66 0 9MC20H 42,4448
N 5 0 -C25F-105,135,165 60 o5 61 72 9MC25H 45,51,5.7
0. -C32F-120,135,165 | 69 " 81 107 9MC32H 51,55,6.4
-C42F-120,135,165 | 86 | 42 105, 115, 115 125 9MC42H 5.8,6.1,68
% Spanner is available as an option. C20 : 9HC22, C25 : 9HC25 7} % Shank of High Speed Milling Chuck (G) is2LOCK . e.g. NBT40-C20F-105G
C32: 9HC32, C42 : 9HC42 GH Handle z==P.30 is necessary for High Speed Milling Chuck.
*Please refer z5~P.161 for CCK Collet and CCNK Collet.  %In case of Heavy End Milling operation, please chuck the End Mill longer than £1 without using stopper. ==~ P.105
*Please add “RP” at the end of Code No. for Rust Proof Treatment Milling Chuck. e.g. NBT40-C20F-75-RP. *Please note the acceptable shank tolerance is h7.
SLIM CHUCK for Flange Through
G No. (Option)
| r Hlj SK Collet
[l I q)t;]
\HZUM_L HHJ op.
!
$C: Li Le—
SK-F ‘ Li—
I L.
. Weight
TAPER Code No. D1 Ha L2 Ls Ci| C2 G No. (Option) (kg) |Collet
NBT40-SK 6F- 90,120 4~6 | 26~31 51,60 6090 [195| 32,32 SKG6-6HG 11,14
-SK10F- 90,120,150,180 | 5~10 | 33~41 | 48,7373,73 |60,90,118,148|27.5|40,40,34.5,39 SKG10-10HG 12,14,16,16
-SK13F- 90,120,150,180 | 5~13 | 39~51 | 58,88,88,88 | --118,148 | 33 | --4040 SKG13-10HG 14,17,18,1.8|(SK13)
-SK16F- 90 45~50 58 SKG16-12HGB 15
No.40 10~16 40
-SK16F-120,150,180 45~57 | 88,118,148 SKG16-12HG 17,1920
-SK20F- 90,120 10~20 |57~6347~63| 60,90 485 SKG20-18HGB,SKG20-18HG | 14,20
-SK25F- 90,120 16~25 |50~58,55~65| 61,91 55 SKG25-18HGC SKG25-24HGA | 1.820 | (SK25)
NBT50-SK 6F-105,165 4~6 | 26~31 55,60 64114  [195| 32,32 SKG6-6HG 384.0
-SK10F-105,165,200,225 | 5~10 | 33~41 | 57757575 |-,114,151,178|27.5| -,32,3640 SKG10-10HG 42464851
N0.50 -SK13F-105,165,200 5~13 | 39~51 629292 | -122157 |33 | -4545 SKG13-10HG 454952 |(SK13)
0. -SK16F-105,165,200 10~16| 45~57 629090 | -122,157 |40 | -5052 SKG16-12HG 475155
-SK20F-105,165 10~20| 47~63 62,122 485 SKG20-18HG 4350
-SK25F-105,165 16~25|55~6555~70| 62,122 55 SKG25-24HGA SKG25-24HG | 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 2L0¢K . e.g. NBT40-SK10F-90P GH HandleZ== 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.167 for SK Collet.
*When cutter shank dia. is smaller than MIN. of D1, special adjust screw (G No.) is required.[==" P.44

==D)

A\

* The special pull stud with Oring is required for the M/C with flange through coolant capability.

* 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 2Lock tool and the nozzles. Please check the specification on your M/C.




& FLANGE THROUGH COOLANT TYPE HOLDER

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.

BT40 . BTS50
0~3 ﬂ@?& ] 3 @*}Q 17 5

m

&“\E

B RPT (Rust Proof Treatment) ==~ P.106
Pull Stud (with O-ring) for Flange Through type is also available.

\

MINI-MINI CHUCK for Flange Through

New Locking Mechanism

30,000min-' & G2.5
Gripping from Front Nose
Run-out Accuracy: Within 3pym

—
- ¢D1

* 1 MMC12 :¢52.4

High Speed

TAPER Code No. ®D ¢D1 L1 L2 Collet MAX. min-t | Weight (kg)

N 40 NBT40-MMC 8F- 90, 120 2~ 8 20 33, 40 42,72 (VMK 84 30.000 14,15
0. -MMC12F- 90, 120 4~12 30 36, 60 44,74 (VMK12J ’ 1.7,1.8

N 50 NBT50-MMC 8F-105, 135, 165 2~ 8 20 | 33,40,40 | 42,72,102 | (VMK 8 20.000 4.4,45,4.6
0. -MMC12F-105, 135, 165 4~12 30 | 36,60,70 | 44,74,104 | (UMK12J ’ 4.6,4.7,48

*Wrench is supplied as standard. Collet is available as an option IZ=~ P.33.
*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

]
IS L
;_IHEL
TAPER Code No. éDmm ¢D1 2 L Weight (kg)

NBT40-NPU13F-105 112.1~123.1 1.9
N04O 150 6~13 485 265 157.1~168.1 2.4
N 50 NBT50-NPU13F-110 ’ ’ 117.1~128.1 4.4
0. 150 157.1~168.1 48

*Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.  *Please use Slim Chuck I~ P.107 for high pressure coolant (MAX. 7Mpa).

*MIN. Chucking Dia. for center through coolant is ¢6mm.

SIDE LOCK HOLDER (for DRILL)

for Flange Through

TAPER Code No. D L © h H H1 G Collet Weight (kg)
NBT40-SL20F- 90 20 9 | 50 16 12 [ 445 [ M0 — 18
No. 40 -SL25F- 90 25 90 | 5 | 17 | 14 | 545 | M12 P1.25 | C OK25 ) 17
-SL32F- 90 32 9 | 60 16 15 | 595 | M12 P1.25 | (C_0K32 ) 1.9
NBT50-SL20F-105 20 | 105 | 50 16 12 [ 445 [ M0 — 48
No. 50 -SL25F-105 25 | 105 | 55 17 14 | 545 [ M12 P1.25 | C 0K25 ) 47
J -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_OK40 ) 5.2

*For ,(0K32) and Collet, please refer == P.111.
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A 200@X NIT 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 NIT double face contact spindle. The NIKKEN 2LOCK tooling can be used as the double face contact on
the M/C with NIT double face contact spindle.

Gauge face
#40 Gauge face #50 (100.8) 1.48*
(64.4) ot o0
R
: = Taper 7/24 A !
Taper 7/24 r T :P; L 7J
; S /r/ c
/ S — s
] 2 5 8l
. 35 - - g/s
7 < S © %
BRI 7 .
Ll B
L]

* mark: The tolerances of the extension of the spindle flange from gauge face depend on the M/C.

Please be careful to check your M/C specification especially for ATC arm and magazine, when NIT tooling is
going to use on the M/C with IT standard spindle. Because, the flange thickness of NIT tooling is 1.7mm(NIT50)
or 2.2mm(NIT40)larger than the thickness of the IT standard tooling.

A D9EK NIT MULTI LOCK MILLING CHUCK <

ANNIVERSARY Type
—Powerful gripping torque—

o Ih ngidity C12A L C16~C42 [ .
igh precision "7 R o
~ ®Compact design KM— 28 i !
e — +D¢§3¢§5 I ‘ = ﬂl
Centre Through [« 35mm
MAX. 7MPa oot oo ot
TAPER Code No. C1 L 01 Collet Weight (kg)
ITNo. -D -L
NIT40-C12- 65, 90,120 33 65, 90, 120 58 (KM12) 13,16,18
-C16- 60, 90,120 44 60, 90, 120 65 1.4,1.7,2.0
No.40 -C20- 80, 90, 105, 1207 52 | 80,90,105, 120 80 16,1.8,20,2.2
-C25- 85, 105, 120 60 85, 105, 120 80 (CCK25) 2.1,2.3,25
-C32- 95, 105, 120 64 95, 105, 120 77,81, 81 21,2528
NIT50-C12-105, 135, 165" 33 105, 135, 165 58 (KM12) 40,43, 4.6
-C16-105, 135, 165" 44 105, 135, 165 65 4.2,4.6,5.1
No.50 -C20-105, 135, 165, 180" 52 | 105, 135, 165, 180 80 45,5.1,5.7,6.0
. -C25-105, 135, 165 60 105, 135, 165 80 (CCK25) 48,5256
-C32- 85, 105, 120, 135,165 | 69 | 85, 105, 120, 135, 165 81 4.1,46,51,56,64
-C42- 954105, 135,165 86 | 95,105, 135, 165 125 52,55,72,86

% Spanner is available as an option.
C12(¢30):9HC12, C12A(¢33):9HC12A, C16:9HC16, C20: chzm
C25: 9HC25, C32&¢$pC1=64:9HC25, C32:9HC32, C42:9HC42
*Please note the acceptable shank tolerance is hr.
*Please refer [Z&~P.161 for KM, CCK, CCNK Collet.
% For heavy duty milling, please grip the end mill shank longer than £1.
*For Milling Chucks marked %2, NK Collet, CCNK Collet,

High Speed Milling Chuck

ONK Collet and OJK Collet can not be used. \\\ g
% Milling chucks marked 1 are available as an option. \:‘\N

*NIT50-C32-200, 250 and NIT50-C42-200,250 are also available as an option. ¢
*Please add “F" for the flange through tool coolant type. MAX

GH Handle rr==P.31

NIT40-C20F- 90, 120%! NIT50-C20F-105, 135, 165 Code No. i Code No. MAX
-C25F- 90, 120*! -C25F-105, 135, 165*! (min-1) : (min-t)
-C32F-105 gigﬁgg 135,165 NIT40-C12- 65G, 90G 30,000 |NIT50-C12-105G, 135G

haal -C16- 60G, 90G -016-105G, 1356
20- 806, 906 | 2% [ caotos6, 3| 20000
-025- 856G -025-105G, 135G™
o3 956,105 | 2% |"cap- 56, 1056, 7206 |
-042- 95P;105P ’

Y 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.
189 % The end mill shank tolerance is recommended to be he.



A 2065 NIT MINI-MINI CHUCK e e bestchuck for

MAX. 30,000mint & G2.5
Gripping from Front Nose Clamp/Unclamp
Run-Out Accuracy:3pm at 4D just with a wrench.

L2 Within 3pm.

— 1
o44.5% — _leD
t
-Hh- D1

MMC *MMC12=¢52.4
TAPER Code No. ChuckPgRange | oD:1 | Lu Collet MAX (min-t) | Weight (kg)
NIT40-MMC 4- 90 1~ 4 90 15 30 (MPK 4) 30,000 12
No.40 -MMC 8- 90,120 2~ 8 90120 | 20 | 3340 [CPmk8)(VMKB)| 30000 | 14,15
-MMC12- 90,120 4~12 90,120 30 35,60 | (CPMK12) CUMK12) 30,000 17,18
NIT50-MMC 4-105 1~ 4 105 15 30 (CMPK 4) 20,000 38
No.50 -MMC_8-105,135,165 2~ 8 | 105135165 | 20 | 334040 |(PMKB) (WWKB)| 20000 | 444546
-MMC12-105,135,165 4~12 105,135,165 | 30 | 35,60,70 |(CPMK12) ( UNIK12) 20,000 464748
*Wrench is supplied as standard. *MPK, PMK, VMK collet is available as an option. Please refer [Z5~ P.33

*Please add “C” for the centre through tool coolant type.  e.g. NIT40-MMC8C-90
*Please add “F” for the flange through tool coolant type; NIT40-MMC 8F- 90,120 NIT50-MMC 8F-105,120
-MMC12F- 90,120 -MMC12F-105,120

A 200G NIT SLIM CHUCK "o s

. . . Jet Spray Coolant Supply
High precision n

High speed
Powerful gripping

Over 3 times of extended Too| life
"% (for HSS & Carbide Drills)

G No.(Option)

. SK Collet
S %anva
X -
gelﬁtre Through Q‘k\\ G200 ! -
MAX. 7MPa When SK J type nut is used, the total chuck length will be extended by 6mm.
TAPER Code No. D H 2 6 |c| o |Shosl Weldnt | sk colet
NIT40-SK 6C- 60, 90,120,150 0.7~6.0 | 26~31 | 38486260 | --82112 [19.5| --32,25 |[SKG 6-6HG| 1.0,1.1,1.2,1.4
-SK10C- 60, 90,120,150,180 | 1.75~10.0) 33~41 | 40,50,60,73,73 |-,-,82,112,144|27.5| - - 32,33.5,39 |SKG10-10HG | 1.1,12,14, 16,16
N 0 40 -8K13C- 60,1 90,120,150,180 | 2.75~13.0 39~51*1 40,50,80,88,88 | -,-,-,114,144 | 33 | - --40,40 SKG13-10HGl1.3,1.4,1.6,1.8,1.8 (SK13)
J -SK16C- 60, 90,120,150,180 | 2.75~16.0| 45~57 |40,54,84,114,144 - 40 - SKa16-12HG | 14,15,17,20,20
-8K20C- 90, 120 4.0~20.0| 47~63 70,100 - 485 - SKG20-18HG 1.7,1.9
-SK25C- 90;120 16.0~25.4) 60~70"1 70,100 - 55 - skasoHE  1.8,2.0 (SK25)
NIT50-SK 6C-105,135,165,200 0.7~6.0 | 26~31 | 60626260 |-93,117,154/19.5| -,32,32,30 |SKG 6- 6HG| 3.7,3.94.1,4.3
-8K10C-105,135,165,200 1.75~10.0| 33~41 | 65707575 |-,95,125,154|27.5| -32,32,36 |SKGI0-10HG| 4.2,4.4,4.6,5.0
NO 50 -8K13C-105,135,165,200 2.75~13.0| 39~51 | 60,100,92,102 | --,125,160 | 33 | --4545 |SKG13-10HG| 45,4.7,48,53 | (SK13)
. -8K16C-105,135,165,200 2.75~16.0| 45~57 | 65959090 | --125,160 | 40 | --50,50 |SKG16-12HG| 4.74.9,5.1,5.5
-8K20C-105,135,165 4.0~20.0| 47~63 | 6595125 | 86,116,146 |485| 709  |SKG0-18HG| 4.85.1,5.4
-8K25C-105,135,165,200 16.0~25.4| 60~70 | 65,95,125,160 - 55 . SKG25-24HG | 4.85.2,5.6,6.0 | ((SK25)
% Dimension for NIT40-SK16C-60 marked#1, H=45~52 SKG16-10HG )

High Speed SLIM CHUCK

B

GH Handle i=="P.30

NIT40-SK25C-90 marked=#2, H=60~65 SKG25-18HG
*Collet, adjust screw(G No.)and SKL spanner are available as an option.
SK6(C=¢18):SKL-6, SK6(C=¢19.5):SKL-6W, SK10:SKL-10, SK13:9HC12A,
SK16:9HC16, SK20:9HC22, SK25:9HC22.
*Please refer [Z&~P.39 for SK collet and please refer [Z&—P.43 for J type nut.
*Please add “F” for the flange through tool coolant type.

NIT40-SK 6F- 90,120  NIT50-SK 6F-105,165
ke gggg Eiigiigéigé Code No. ('\rﬂnﬁ%) Code No. (Mm'?ﬁxl)
-SK16F- 90,120 -SK16F-105,165
-SK20F- 90,120 -SK20F-105,165 NIT40-SK 6C- 60P, 90P, 120P NIT50-SK 6C-105P, 165P
-SK25F-120 -SK25F-105,165 -SK10C- 60P, 90P, 120P | 30,000 -SK10C-105P, 165P

-SK13C- 60P, 90P, 120P -SK13C-105P, 165P | 20,000
-SK16C- 60P, 90P, 120P 25.000 -SK16C-105P, 165P
-SK20C- 90P, 120P J -SK20C-105P, 165P
-SK25C- 90P, 120P 20,000 -SK25C-105P, 165P | 15,000

*The extended gauge length (L) is available. Please contact with us.
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’/ CNIT ANNIVERSARY TYPE VC HOLDER (NIKKEN

G No.(Option)

—H—
With TiN Bearing Nut — |
Y nb r F‘“’Ej ¢C pC1C2
MAX.30,000mint & G2.5 \ | oD | | l
Run-Out Accuracy:3um at 4D
- g~
T PATP
G No. Weight | MAX.
TAPER Code No. D L 2 21 C Ci1 C2 H (Option) (kg) (min-1) Collet
NIT40X-VC 6- 60 60 23 275 1.1
-90 | 20~60 | 90 | 23 | 519 | 275 | 315 35~45 | VCG6-8A | 1.3
-120 120 81.9 35.7 15
No.40 VC13- 60 60 29 100 | *7 12 | 30.000
N - 90 | 30~120 [ 90 [ 20| 70 | 40 [, 50~60 | VCG13-15A | 1.5
g -120 120 100 ' 1.9
o NIT50X-VC 6-105 105 64.9 33.4 3.9
Py 135 | 20~60 | 135 | 23 | 949 | 275 | 376 35~45 | VCG6-8A | 4.1
-165 165 124.9 4138 4.4
No.50 C13-105 105 64.9 250 | 01 a1 | 20,000
135 | 3.0~12.0 | 135 | 29 | 949 | 40 | 492 50~60 | VCG13-15A | 4.5
-165 165 124.9 53.4 49

*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. NIT40X-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 IZ5- P.34 for VCK Collet.

HNIT40X-VC6-150, NIT40X-VC13-150, NIT50X-VC13-90, -120 are available as semi-standard.
*Collet, adjust screw (G No.) and GH Handle are available as an option. IZ=~ P.30

*All series are for High Speed Rotation.

The Code No. of the GH Handle is VC6: GH10, VC13: GH16

’/ Do NIT MAJOR DREAM HOLDER

leference of the swarfs

-
With Je;€0olant Splash

3
With Air Blow
Please use Jet Coolant Splash for better swarf generation. I==-P. 34, P.43

G No. (Option)

ﬂ

—

¢C ¢54

y

o

—o——

(H*) : MAX. H without adjust screw.

* G No. Weight
TAPER Code No. D L2 C H Hi (Option) (kg) Collet
NITAON-MIDSK 6- 60, 75, 90 | 1634 86,101,116 |, 080911
105,120 30~ 60— gagg 195 a4 |21°%]  SKG-8 12,14
‘MDSK10- 60, 75, 90,105 |, .| 19334863 |  |86,101,116,131 1. 11131516
20150480 |°0100 178 40,141 5| 146,176,206 30~%0)  SKG-f2l 182224
MDSK13- 65, 75, 90,105 |, .| 24334863 |2 ° 86,101,116,131 ,, _ _ 12141718
No.40 420150180 |30 7,110,144 146176006 |0 "60|  SKG-15 202426
-MDSK16- 65 2 86 |56 12
75, 00105 |30~160| 84860 | 40 | 100016181 |, | SK&aL 151920
120 150,180 80,113,146 146,176,206 202528
-MDSK20- 75. 90 1 41255 8095 | | SKGI2SKGT2GL | 1921
-105.120 A0~200 0851 B T yi0005 120 (ka2 T0LSKG1285L ] 2326
NIT50 -MDSK 6-105.120.135 |30~ 60| 486378 |195] 116.131.146 |21~3%] _ SKG- 8 363739 | (SK&D
-MDSK10-105.120.135 48632782 116,131,146 | . 134447
165,195 3000001412173 176008 |20  SKG1AL 5053
“MDSK13-105.120,135 .| 436378 116,131,146 |, _ 124750
No.50 165,195 30180 —i00ay 1 B [ a7go0 0780 SKGS 5.3.56
0. -MDSK16-105.120.135 864801 116,181,146 | . 114952
165,195 301603147 1aag ] O [ i76208 |70 SKGEL 5558
-MDSK20-105.135 - 272 159175 |, _ 1953
165,195 4200 —001ap 1 B g (V0| SKG2 5967
-MDSK25-105.135 ~ 274 169175 | _ 1957
165.195 BO~254s1as | % [ ommass || SKGB 6515

*Please use A type SK collet that is available as an option for end milling operation. I~ P.167

*Please refer IZ== P.43 for Jet coolant J type nut and cap.
% GH Handle is available as an option. [ZZ~P.30 Please order with the Code No. GH10:MDSK10, GH16:MDSK16, GH20:MDSK20, GH25:MDSK25.
*Please add “P” at the end of Code No. for high speed holder, e.g. NIT4AON-MDSK10-60P.
191  *oC2of NIT40N is larger than the dimension of the IT40 standard.



A/ 200 NIT FACE MILL ARBOR TYPE A/SHOULDER CUTTER ARBOR

JIS B4113 Face Mill Cutter

N
Photo. shows with
face mill cutter.

Fig.1
FMA
TAPER Code No. (¢D-L) H Ar(k:)or W V\éi'g)ht ™ ety gl:tter = Drive Key |Lock Bolt| Fig.
NIT40-FMA25.4 - 45, 90 22 50 95 | 15,31 | 95140 80 50 FW 5 FM12
N040 -FMA31.75 - 45,75 30 60 127 | 1.7,3.1 | 105,135 100 60 FW13 FM16 1
-FMA38.1 - 60 34 80 15.9 2.9 120 125 60 FW18 FM20
NIT50-FMA25.4 - 45, 90,150 22 58 9.5 |3.7,4.6,55/95,140,200| 80 50 FW 5 FM12
-FMA31.75 - 45, 75,105 30 70 12.7 |4.5,5.3,6.11105,135,165 100 60 |FW12,13| FM16 ’
N050 -FMA38.1 -45,75 34 80 15.9 | 4.3,5.6 | 105,135 125 60 | Fw18,19 | FM20
-FMA50.8 - 45,75 36 100 19 | 49,6.8 | 105,135 160 60 | FwW2324 | FM24
-FMA47.625- 75* 135 200 60 FW26 * 2

L14>

FMC FMA For SANDVIK T-MAX Shoulder Face Mil/SUMITOMO CHE5,000 Series

Arbor Weight With Cutter .

TAPER Code No. (¢pD-L) TRy (kg) " D: [ F [ GeapBor | O | * | Fio:

NIT40-FMC22-45, 90 1845 | 10 | 13,20 85,130 | 50 | 40 | M10X30 | 16 | 10 | 3

No.40 -FMC27-60, 90 20 [60 [ 12 15,22 | 110,140 [ 80 [50 | M12x35 |18 [ 12 | |,
-FMC32-60, 75 228 | 14| 23,26 | 110,125 | 125 |50 | M16X35 | 24 | 16
NIT50-FMC22-60,105,150 | 18 | 45 | 10 | 4.2,4.7,5.3 | 100,145,190 | 50 | 40 | M10X30 | 16 | 10

No.50 -FMC27-45, 90,150 | 20 | 70 | 12 | 4.1,65,7.3 | 95,140,200 | 80 | 50 | Mi2x35 | 18 | 12 | 3
-FMC32-45, 75,105 | 22 | 85 | 14 | 4.2,55,7.0 | 95,125,155 | 125 | 50 | M16X35 | 24 | 16

*Drive keys, L wrench and bolt are supplied as standard.
% The arbor weight is only for the arbor.
*The different type of the cap bolt may be used for the recent cutter. Please check the specification. !
*The arbor marked * requires 4 fixing bolts (FMA47.625 : M16, P=101.6) "
*Extended length is available as an option. NIT50-FMA25.4 -200, 250,--500

-FMA31.75-150, 200,---500

-FMA38.1 -150, 200,---500 e

FMH High Feed Cutter Arbor with Coolant Hole

. Coolant Hol
Code No.  |CuterDia.| &d | ¢C M H ¢DZO an 5 dcl’ S o
¢d23HoIes 50 ¢52 47
FMH22(22.225) b0, 22(22.225) M10%1.5 [18(17) 16 6~8 | 3

$63, P66 60
FMH27(25.4) ¢80 | 27(254) |76(70) |M12X1.75|20(22) [19.5(18.5) | 8~10 | 3.5
FMH32(31.75) | $100 |32(31.75) | 96 | M16%2.0|22(30)| 24 |10~13| 4
FMH40(38.1) ¢125 | 40(38.1) | 100 | M20x2.5 |26(34)| 30(29) |10~15| 5
FMH50.8 ©160 50.8 100 | M24Xx3.0| 36 375 [15~20| 7

*Fixing dimension is basically based on FMA/FMC. *The combination of the other cutter dia. are also available.

FMH
TAPER Code No. (¢D-L) T WArbcolr ST V\Ei'é")ht Drive Key | Lock Bolt | G Cap Bolt
NIT40-FMH22 - 47(60)45 | 18 | 47(60) | 10 | 16 10 13(1.4) | FW 8 M10X30
No.40 -FMH27 - 60(76)-60 | 20 |60(76) | 12 | 18 | — | 12 | — | 1.8(2.2) | Fw11 — M12X35
. -FMH32 - 96-60 2| 96 |14 |24 16 2.9 FW16 M16X35
-FMH40__ -100-60 26| 100 | 16|50 | 27 | 14| 6 | 3. FW22 | FM20 —
NIT50-FMH22 - 47(60)60 | 18 | 47(60) | 10 | 16 10 42(45) | Fw 8 M10X30
-FMH27 - 60(76)-45 | 20 |60(76) | 12 | 18 | — | 12 | — | 3.9(4.1) | FW10 — M12X35
No.50 -FMH32 - 96-45 22| 9 |14 24 16 4.2 FW15 M16X35
-FMH40  -100-45 26| o [16]50[27] 16 [ i FW20 | FM20 _
-FMH50.8_-100-45 36 19 | 65 | 37 10| 44 FW23 | FM24

*FMH22.225, FMH25.4, FMH31.75, FMH38.1 are also available. *For FMH22, there are two types of $C, $p47 and ¢60.
For FMH27, there are two types of ¢C, $60 and ¢76.
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A NC5 TOOLING SYSTEM

machine.== P.263~264

Solid Taper with Dampening Effect
(not hollow Shank)

— Innovational Design! Double Contact * 1/10 Short Taper

Since the launch of the NC5 TOOLING SYSTEM at JIMTOF'94, OSAKA the system has proven its
outstanding ability is a wide cross-sector of Japanese Industry, with ever-increasing expectation
of its being adapted as the Next Generation Tooling Interface.

Please take a moment to look at the NC5 TOOLING SYSTEM before you purchase your next

NIKKEN

NC5 is an abbreviation of New Century arbor with 1/10 taper(5°43' 29").

M1/10 and 7/24 Taper

The following diagrams show the correlation between Pulling
Force/ Taper Angle and their Static Stiffness. As can be seen,
using the same Pulling Force, the smaller the Taper Angle, the
greater the Static Stiffness. Therefore, the larger the Taper
Angle, the greater the Pulling Force is required. For example,
12KN of Pulling Force is required for a 7/24 taper to obtain the
same value of Static Stiffness as a 1/10 taper using a 4KN
Pulling Force.

Inclination

zZ 1/10 Thust  F=1kn(10rad) ‘
Flange Short Taper 200mm——| P=2KN
O Contact 30 PaKN
P=8KN
a Pulling Force P(KN) E‘A‘ / P=12KN
Drive key <= : 20 C— ]
E.H.Merritt's Theory Unique Construction : %
Chattering Stability = Considering of a slotted taper 10
. . . . cone which is pre-loaded by a g . 10° 15+
Static Stiffness X Damping Ratio disc spring to increase its Deflection 1/10 7124
Thus, the advantage of NC5 TOOLING vibrational dampening effect Taper angle

SYSTEM is clearly demonstrated. whist adjusting minute

gauge-line errors, completely.

Photo is used the taper
cone with RPT treatment.

Higher Repeatability is accomplished due to run-out

B Repeatability

accuracy of contact flange for taper is within 0.002mm.

B Pulling Force and Static Stiffness
The NC5-63 takes advantage of the taper/Pulling Force to increase
its Static Stiffness such that under a force of 5.5 KN the Static
Stiffness of an NC5-63 and BT40 are almost the same. But at 12KN
the Static Stiffness of an NC5-63 is three times that of a BT40.

Y Y
——5H Deflection
= o)
4 X
&tﬂ _{L A@» Thrust F=1KN \
8 100 <t || BT
L . v
Repeatability Puling Foree P(KN) - . NCS:63
TAPER Equivalent L S
: x | v [z ———
NC5- 46 BT30 70 | 0.003 | 0.003 | 0.002
4 6 8 10 12 15
- 63 BT40 120 | 0.003 | 0.003 | 0.002 Deflection Puling Force (KN)
- 85 BT45 150 0.003 | 0.003 | 0.002 [/ /A means Deflection of Test Bar itself.
-100 BT50 180 | 0.003 | 0.003 | 0.002

BATC
Clamp Action|--+ Cleaning Air is same as Unclamp Action.

(M When tool is inserted into a spindle,
there is no contact between the taper
or flange.

Unclamp Action

@Taper is detached and air blast cleans
the taper.

193

» @Taper makes contact and centres.

4- @Flange is detached slightly and high
pressure air blast cleans the flange.

@ Further retraction causes simultaneous
} contact of the taper and the flange with
spindle.

«@As the pull stud is released, an air blast is<

activated inside the spindle.



A/ \C5 TOOLING SYSTEM 522 i ymveno o

Innovational Design! Double Contact * 1/10 Short Taper

l Face Milling Comparison of Milling Capability
using extended cutter
Cutting Depth 8
Ad (mm)
7
6
5
4
3
[ HSK-63 2 NIKKEN PRO-END MILL
i PEGOH $60.5¢
I NC5-63 1
POWER 5 SYSTEM
| — 0
BT40 0.05 0.1 015 0.2 0.25 0.3 %ﬁ%

Feed/Tooth i
Comparison between Material:S53C
HSK_63, NC5-63 & BT40 V=180m/min. Constant

45mm i
5mm
t

25,4t
Carbide End Mill

Material:SCM415

V=300m/min. f=0.3mm/tooth
S$=3800min*  F=4560mm/min.

NC5-100

1to 1 Scale
Swarf of SCM415

Stiffness & Dampening Effect

NC5-63
Material:TITAN

Material:S53C

. Dn”lng V=500m/min. f=0.25mm/tooth V=75m/min.  f=0.18mm/tooth
$=10000min* F=10000mm/min. TITAN $=1500min® F=1700mm/min.
Deep hole Hardened steel High speed-High feed
$6.7mm —» le— $8.5mm —»| le— $8.5mm —»| ‘ l—
Hamary "l [22mm
45mm ‘
Material:SCM435 Material:SCM435(HRC50)  Material:Thermal Refined
V=100m/min. V=80m/min. Steel(HRC20~26)
S=4770min* S=3000min* V=134m/min.
f=0.5mm/rev. f=0.15mm/rev. S=5000min*
F=2385mm/min. F=450mm/min. f=1.0mm/rev.
SCM435 No Peck Drilling F=5000mm/min.

V=200m/min V=350m/min

Current developments in inserts (coated T:AIN & CBN) and

their improved capability for high speed cutting is oD

remarkable. However, the results are based on using these (m/min) i

inserts with high-speed cutting conditions (their performance

is reduced when used for medium or low cutting speeds). c

The ZMAC Boring Head has been designed to optimise this (um}

new high-speed cutting technology. L

ECutting data Material:S53C Surface finish §,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

M/C  :VC8 Cutting Speed: V=200m,/min,350m /min,  [hermal refined  BAYERC ¢

Holder : NC5—-63—-Q26—50 f=0.05mm/rev. for both T
SP26—-12-30 Feed :0.5mm on dia. T
12-ZMAC16-45 V= in. @ it
External coolant ga3§ %’2{{2;" 1 k. Xaﬁ',a(t}',?,',‘) P

Insert :3MP—C Nose/R=0.2 _|finish & accuracy S e S

Measurement of 35 bores on end

CoatiniiCoated T;AlNl
Material:S53C Thermal refined carbon steel.
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A/ NC5 MILLING CHUCK <

PAT.
c12
Anniversary Type il i
- Powerful Gripping Torque - ﬂ_ﬁ%ﬂl q%»
® High Rigidity
® High Precision
® Compact Design C16~Ca2 —
[T
C  centre Through : b o0:
MAX. 7MPa
TAPER Code No. D1|D2 21 22 L Collet Stopper Weight(kg)
NC5- 46-C12- 55 1233 56 46 58 (KM12) CCK12) 06
-C16- 70, 120 16/44| 63,65 49 70, 120 (KM16) €CK16) o 0.8,1.2
NC5- 46 -C20- 80 20|52 72 57 80 |(km20)(CCK20)CCNK20) 9MC20HS 10
-C25- 90 25/60 80 60 90 (KM25)(CCK25) CCNK25) 9MC25H 1.3
-032-100* 32/64 75 66 100 — 1.6
NC5- 63-C12- 65 12/33 56 46 65 KM12) €CK12) . 1.2
-C16- 60, 70,120,150 [16]44 65 49 63,70,120, 150/  (KM16) CCK16) 14,15,20,23
NC5- 63 -C20- 70, 80,120,150{2052| o oo oo I 57 | K2 €CK2D ConkzD 9MC20H 16,17,23,26
-025- 70, 90,120,150 [25(60] "™ ™ ™ 60 » 9% 168 IOV (Mi25) (CCK25) (CONK25) 9MC25H 19,21,27,30
-C32- 80*, 90,120,150 [32/69 71,77, 81,8165, 67, 70, 70 |82, 90, 120, 150 CCNK32)| — 9MC32HS, IMC32H, IMC32H [2.1,2.3, 2.9, 3.2
NC5- 85-C12- 80 12/33 56 46 80 (KM12) CCK12) 2.2
-C16- 80, 120,160 1644 65 49 (KM16) CCK16) - 2.6,3.0,3.3
NC5- 85 -C20- 80, 120,160  [20[52 57 80, 120, 160 CCNK20)9MC20HL, 9MC20H, SMC20H) 2.8, 3.3, 3.6
-C25- 80, 120,160 25/60 60 (KM25) CCK25) GCNK25) 9MC25H 29,37, 4.0
-C32- 85, 100,160,200 |32]69 81 70 87,100, 160, 200 9MC32HS, OMC32H, OMC32H, QMC32H 3.2, 3.6, 5.3, 5.8
-042-105%, 125,160,200 | 42|86 |93, 113, 125, 125 73 105, 125, 160, 200/(KM42) (CCK42) (CCNKA2)| — 9MC42HS, 9MC42H, IMC42H 4.8, 5.3, 6.6, 7.0
NC5-100-C12-105 1233 56 46 105 (KM12) CCK12) 4.1
-C16-105, 135,165,200 [ 16|44 65 49 105,135, 165,200  (KIM16) CCK16) B 44,47,50,53
NC5-1 00 -C20-105, 165,200 20|52 80 57 105. 165. 200 CCK20)(CCNK20) 9MC20H 46,55,5.8
-025-105, 165,200 25|60 60 7 7 [(KMiz5) (CCK25) (CONK25) 9MC25H 5.0,6.1,6.4
-C32- 90, 105,165,200 |32]69 81 70 90,105, 165, 200 9MC32HS, OMC32H, OMC32H, QMC32H 4.8, 5.4, 7.1, 7.5
-C42- 95*, 115,165,200 | 4286 105, 125, 125, 125 73 95, 115, 165, 200 |(KMA42) (CCK42) CCNK42)| —, 9MC42HS, IMC42H, IMC42H |55, 6.1, 8.6, 9.0

*For High Speed type, please add“G"at the end of Code No. e.g.NC5-63-C16-60G
Y Spanner is available as an option. C12(¢30):9HC12, C12(¢$33):9HC12A, C16:9HC16, C20:HC20, C25:9HC25, C32(¢p64):9HC25, C32(¢$69):9HC32, C42:9HC42
*NC5-63-C32-80 may not be used by the M/C restriction.
*CCNK collet and the stopper can not be used for the chucks marked #* . The cutter shank length must be longer than £2 in case of the direct chucking and centre through coolant application.
*CCNK collet can be used for the all chucks except marked % . The stopper (optional accessory)is required, if the cutter shank length is shorter than £2 and direct chucking,
*Please refer Z&~P.196 for KM, CCK, CCNK Collet.

C12 and C16 Milling Chuck with Special Stopper

*The"D"in the Code No. shows ID of the chuck.

Stopper for Direct Chucking
Direct chucking means that chucking $32mm shank tool into $32mm ID chuck.
If tool shank length is longer thanRu, the stopper is not required.

Chuck | Stopper H: Ca
9MC20H
c20C 9MC20HS 42~47 | 17
C25C 9MC25H 50~55 | 22
9MC32H 49~59
C32C  "gmc32Hs | s5~60 | 2
C42 9MC42H 57~67 | 24

*For heavy milling, please insert the cutter shank longer than £1 into the chuck body. Do not use the stopper.
*When the oil hole pitch of the back end is larger than the dia. of O-ring,

please contact with us.

*Milling Chuck for Oil Mist is also available. Please contact with us.

*Please note the acceptable shank tolerance is hr.

)
4

| gﬁpcl

O-ring

)

H I
O-ring

$D1

@on hole pitch

C12 and C16 Milling Chucks with the stopper to use with KM Collets
are available as special option. e.g. NC5-63-C12-65S, NC5-63-C16-70S

Stopper
C12 : MCG12-6HG
C16 : MCG16-6HG

=

—ire

a

A=)

| C12:41.5~465 _|
C16: 49~54

For the types with O-ring on the end flange
add the O-ring type at end of the Code No. e.g. MCG16-6HG-S6
For the steel type, add “-FE” at the end of Code No. e.g. MCG16-6HG-FE

KM12 Collet
| KM16 Collet

High Speed milling Chuck
Please add“G"at the end of Code No. for High Speed Milling Chuck.

*The extended tool length is available as an option. Please

= =

GH Handle IZ5~P.30

contact with us.

* The stopper can not be used for the chucks marked *:. The
cutter shank length must be longer than £2 in case of the

direct chucking and centre through coolant application.

*All chucks except marked * can be used for high pressure
centre through coolant application. The stopper (optional

TAPER Code No. oy |TAPER Code No. ey
NC5- 46-C12- 556 40000 NC5- 85-C12- 80G
-C16- 706 ' -C16- 80G 5,000
. -C20- 80G 30,000 | ycs.85 -C20- 806G '
-C25- 90G 20,000 -C25- 80G
-c32-1006* 10,000 -C32- 856 2,000
-C42-105P* '
NC5- 63-C12- 656 NC5-100-C12-1056
-C16- 606, 706G | 20,000 -C16-1056 5000
-C20- 706, 80G -C20-1056 )
NC5-63 625~ 706, 906 | . .~ |NC>100 (251056
-C32- 80G* 906G | ™ -C32- 906 12,000
-C42- 95P* :

accessory) is required, if the cutter shank length is shorter %GFS type [Z5~ P.31 is available for C25 and C32 except NC5-46 shank.
than £2 and direct chucking.




A/ CENTRE COOLANT STRAIGHT COLLET

PAT.
ot Geslih Pressio Suitable for all models of the NIKKEN MILLING CHUCK

| Create oy Oinade ect)
mﬂ@@iﬁﬂaﬁi’mﬁi

CCK Collet Front Nut Jet Coolant

Prevention of Swarf
entering the collet
through the slots

Explanation of the Code No.

-
ID of Collet
S

0D of Collet
ymbol of CCK Collet

CCK  :Centre Coolant

CCNK :Centre Coolant, Adjustable
KM :Standard

NK  :Adjustable

ONK :Qil Hole Drill

OJK-A:Jet Coolant

A front nut with an O-ring seal,

0JK-S:Multiple Nozzles For grooving. For cutters with cutting diameter Prevention of for use with ol hole cutter,
which is larger than the shank diameter. the swarf is also available as option.
contamination.

CCK Collet CKFN front nut and CCKL spanner are available as an option.

" Photo shows

. Cutter length adjustment
on the collet is possible
from front and back.

CC K with front nut. Photo shows
ith front nut.
Style CCK Collet Code No.(OD-ID) (e [ CCNK it font nu
(cck12) | CCK12-3,4,5,6,8,10 CKFN12 Front Nut
(cck16) | CCK16-3,4,5,6,8,10,12 CKFN16 Style e Code No.
(cck20) | CCK20-6,8,10,12,16 CKFN20 (ccnk20)| CCNK20-6, 8, 10, 12, 16 CKFN20
(cck25 | CCK25-6,8,10,12, 16,20 CKFN25 (cenk25)| CCNK25-6, 8, 10, 12, 16, 20 CKFN25
(cck32) | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T (ceNk32)| 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 > CCK Collet. *Please note the acceptable shank tolerance is he~h.
% Please note the acceptable shank tolerance is he~h7. % 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. *For (“,132 thet:re afre;ggsizes, CKFN32 = for nose
ring diameter o mm,
— Exol . f the Code N CCKFN“ZD 195 | 7 CKFN12 -3, 4,5,6,8,10 CKFN32T = for nose ring diameter of $64mm.
xplanation of the Code No. (CKFN16) |285| 8 | CKFN16 -3,4,5,6,8,10,12 *Jet Coolant type for the cutter with a cutter dia.
[32]-[10] (CKFN20) | 33 | 8 | CKFN20 -6,8,10,12,16 larger than shank dia. is also available.
D2 39 [85] CKFN25 -6,8,10,12,16, 20 CKFN25-20MN, CKFN32-25MN, CKFN42-32M
1D of Colet 465 | 9 | CKFN32 -6,8,10,12,16, 20, 25 *Front Nut fitted with an O-ring is also available.
0D of Colle (ckenN32TD) | 43 | 9 [ CKFN32T-6,8,10,12,16, 20, 25 €-g. The Code No. is CKFN32-10C
N *The spanner is available as an option. =
' Symbol of Front Nut (CKEN42) |595] 9 | CKFN42 -6,8,10,12,16, 20, 25, 32 CKFN’}.Z:CCKL12, CKFNlG:CCKFl).lﬁ
~—L2 Y 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)

&km12) | KM12-2,3,4,5,6,7,8,9,10
(km16) | KM16-2,3,4,5,6,7,8,9,10,11,12
&M20 | KM20-2,3.4,5,6,7,8,9,10,11,12,13,14,15,16
3,4,5,6,7,8,9
4,5,6,7,8

&M25) | KM25-3, ,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22
KM32 KM32-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30
&m42) | 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 > KM Collet.
*Please note the acceptable shank tolerance is he~h7.

Style NK Collet Code No.(OD-ID)
. . (NK20) NK20-3,4,5,6,7,8,9,10,11,12,13,14,15,16
collet is possible from front and back. (NK22) NK22-3.4.5.6.7.8.9.10.11.12.13.14.15 16,17 18
3,4,5,6,7,8
4,56,7

Cutter length adjustment on the

(NK25) NK25-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

(Nk32) | NK32-3, ,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.

N K % 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, 11/8, 1/4, 1/24re also available.
*The collets with bold character are standard.
*Please note the acceptable shank tolerance is he~hz7.

*Collet removal(9CKR)is available as an option.
*Please refer IZ5~ P.31, P.32 for more detail of the straight collet. 196
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A \c5 SLIM CHUCK

Wide Variation
of the Tool Length

G No. (Option)

) Vina

5 it
- —1 I i oD ¢C

. _}TMEQ

Photo. ShO\INS L

SK Collet

==

SK Ceﬁﬂ;@};‘;};gh with J'type Nut.
When SK J type nut is used, the total chuck length will be extended by 6mm. JAPAN, USA PAT.
TAPER Code No. MEEE 2 |cC H G No.(option) | &M | sk collet
NC5- 46-SK 6C- 75, 90,120 | 0.7~ 6.0 | 48,56,72 |19.5 26 ~ 31 SKG6-6HG 0.4,05,0.7
-SK10C- 75, 90,120 [1.75~ 10.0| 50, 65,95 |27.5 35 ~ 41 SKG10-10HG 05,0.6,08
-SK13C- 90, 120 275~ 130| 6595 |33 39 ~ 51 SKG13-10HG 07,09 (sK13)
NC5- 46 -SK16C- 90,120 [275~160| |40 50 SKG16-10HG 08,10
-SK20C- 90, 120 35~ 200 ’ 485| 50~5547~63 | SKG20-12MFHG,-12HG | 1.2,1.6
-SK25 - 90™ 75~ 254 67 55 55 ~ 60 SKG-12MF 1.2 (SK25)
NC5- 63-SK 6C- 90, 150 07~60 | 51,60 [195 26 ~ 31 SKG6-6HG 12,14
-SK10C- 90, 150, 200 [1.75 ~ 10.0| 48,73,73 |27.5 35 ~ 41 SKG10-10HG 1.4,1.6,1.8
-SK13C- 90, 150, 200 (2.75 ~ 13.0| 58,88,88 | 33 39 ~ 51 SKG13-10HG 1.5,17,1.9 (SK13)
NC5- 63 -SK16C-105, 150, 200 [2.75 ~ 16.0(73,118,168| 40 | 45~ 57 SKG16-12HG 16,20,22
-SK20C-105, 150, 200 | 3.5 ~ 20.0 |75, 120, 170|485 47 ~ 63 SKG20-18HG 2.0,2.6,3.3
-SK25C-135, 180 75~ 254 | 106,151 | 55| 60~65 60~70 SKG25-18HGD, 24HG 25,28 (SK25)
NC5- 85-SK 6C-105, 150 07~60 | 5560 [195 26 ~ 31 SKG6-6HG 23,2.7
-SK10C-105, 150, 200 |1.75~ 10.0| 70,73,75 |27.5 35~ 41 SKG10-10HG 24,2832
-SK13C-105, 150, 200 |2.75~ 13.0| 67,92,92 | 33 39 ~ 51 SKG13-10HG 26,3.0,34
NC5- 85 -SK16C-105, 150, 200 [2.75 ~ 160| 65,90,90 | 40 | 45~ 57 SKG16-12HG 27,32,36
-SK20C-135, 165, 200 | 3.5~ 20.0 97 197 162 485 47 ~ 63 SKG20-18HG 35,39,4.3
-8K25C-135, 165,200 | 7.5~ 254 | ' ' 55 | 60~65,60~70,60~70 | SKG25-18HGD,-24HG,-24HG | 3.5, 4.0, 4.4 (SK25)
NC5-100-SK 6C-105, 165 07~60 | 5560 [195 26 ~ 31 SKG6-6HG 39,43
-8K10C-105, 165, 200 |1.75 ~ 10.0| 57,75,75 |27.5 35 ~ 41 SKG10-10HG 4.0,4.4,48
-8K13C-105, 165, 200 (2.75 ~ 13.0| 62,92,92 | 33 39 ~ 51 SKG13-10HG 42,47,5.1 (SK13)
NC5-100 -SK16C-105, 165, 200 [275 ~ 160| 62,90,90 | 40 | 45~ 57 SKGI6-12HG | 43,50,54
-8K20C-135, 165, 200 | 3.5 ~ 20.0 9 199,157 485 47 ~ 63 SKG20-18HG 5.1,5.5,6.0
-SK25C-135, 165, 200 | 7.5~ 254 | = 55 60 ~ 70 SKG25-24HG 5.1,55,5.9 (SK25)
*The “D” of Code No. shows MAX. gripping diameter. *The “H” dimension is a figure in case of the MAX.gripping diameter.

*All slim chucks except NC5-46-SK25-90 marked *1 are High Pressure Centre Through Coolant type (MAX.7MPa).
*For NC5-46-SK25-90, the adjust screw SKG-12MFH is used for centre through coolant application (IMPa).

The Code No. of the adjust screw for J type nut is SKG-12MF-J.
*For the adjust screws for oil hole taps or smaller dia. cutters, please referiz="P.44. _
*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
*Please referZ=~P.198 for SK collet and please refer Iz~ P.43 for J type nut.

SK6C:9p4~¢p6, SK10C:p6~¢10, SK16C:p10~¢$16, SK25C:p16~p25
*Slim Chuck for Oil Mist is also available. Please contact with us.

High Speed Slim Chuck TAPER Code No. MAX, | TAPER Code No. s
SK-P” is the Code No. of High Speed Slim Chuck. min min
NCG- 46-SK 6C- 757, 0P, 120P NCG- 85-SK 6C-105P, 50P

% _ski0c- 75, 90p, 120p | 0000 “SK10C-105P, 150P, 200P
“SK13C- 90P, 120P “SK13C-105P, 150P, 200P | 20,000
e vandie o pao | NG9-46 SKIGC P18 | NC5-85 “SK16-105P, 150, 200P
“SK20C- 90P, 120P : “SK20C-135P, 165P, 200

-SK25 - 90P -SK25C-135P, 165P, 200P | 15,000
NC5- 63-SK 6C- 90P, 150P NC5-100-SK 6C-105P, 165P

-SK10C- 90P, 150P, 200P 30,000 -8K10C-105P, 165P, 200P

-SK13C- 90P, 150P, 200P -SK13C-105P, 165P, 200P | 20,000
NC5-63 -SK16C-105P, 150P, 200P | 25,000 NC5-100 -SK16C-105P, 165P, 200P

-SK20C-105P, 150P, 200P -SK20C-135P, 165P, 200P

-SK25C-135P, 180P 20,000 -SK25C-135P, 165P, 200P | 15,000




A SLIM CHUCK COLLET

Explanation of the Code No.

Non: Standard
S

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

| _L S o ot nbiae
&\Q' Symbol ovtélz ';:IIel
SK “A” type SK collet(for End Mill Shank)are marked . The acceptable shank tolerance is hs.Code No. is e.g. SK10-10A
“P” class SK collet (for drill) are available for all series. e.g. SK10-10P
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 ~0.8 SK13- 3 2.75~ 3.0 SK16- 3 2.75~ 3.0 SK20- 4 35 ~40 SK25- 8 7.5~8.0
-1 09 ~10 -35 |30~35 -35 |30~35 - 45 |40 ~45 - 10 9.5~10.0
- 1.25]1.15~1.25 -4 35~ 40 -4 35~ 40 -5 45 ~5.0 - 12 | 115~12.0
-15 |13 ~15 -45 |40~ 45 -45 40~ 45 -55 |50 ~55 - 16 |155~16.0
- 1.75 | 155~ 1.75 -5 45 ~ 50 -5 45 ~50 - 6 55 ~6.0 - 16.5 | 16.0~16.5
-2 18 ~2.0 -55 |50 ~55 -55 |50 ~55 -65 |6.0~65 - 17 | 16.5~17.0
- 2.25 |2.05~2.25 -6 55~ 6.0 -6 55 ~ 6.0 -7 6.5 ~70 - 175 17.0~175
-25 |23 ~25 -65 |6.0~65 -65 |60 ~65 -75 |70 ~75 - 18 | 175~18.0
- 2.75 | 2.55~2.75 -7 6.5~ 7.0 -7 6.5~ 70 -8 75 ~8.0 - 185 | 18.0~18.5
-3 28 ~30 -75 |70 ~75 -75 |70~175 -85 |80 ~85 - 19 |185~19.0
-35 [30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~90 - 195 | 19.0~19.5
-4 35 ~40 -85 |80~85 -85 |80~85 -95 90 ~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 ~50 -95 |9.0~095 -95 |90~095 - 10.5 |10.0~ 10.5 - 21 |205~21.0
-55 |50 ~55 - 10 |95 ~10.0 -10 |95 ~10.0 - 11 |105~11.0 - 215 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 |105~110 - 12 |115~120 - 225 22.0~225
- 225120 ~2.25 - 11.5 | 11.0~115 - 115 | 11.0~-115 - 125 12.0~ 125 - 23 | 225~23.0
- 25 |225~25 - 12 |115~12.0 - 12 | 115~120 - 13 |125~13.0 - 235 | 23.0~235
- 27525 ~2.75 - 125 | 12.0~125 - 125 ] 12.0~125 - 135 |13.0~ 135 - 24 | 235~24.0
-3 2.75~3.0 - 13 125~13.0 - 13 |125~13.0 - 14 |135~14.0 - 245 | 24.0~24.5
-35 |30 ~35 - 135 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 35 ~40 - 14 | 135~140 - 15 |145~150 - 254 | 25.0~25.4
- 45 |40 ~45 - 145 | 14.0~145 - 15,5 |15.0~ 15,5 *SKG6 collet with the special
internal dia. is also available.
-5 45 ~50 - 15 |145~150 - 16 |155~16.0
-55 |50 ~55 - 155 | 15.0~155 - 16.5 |16.0~ 16.5
- 6 55 ~6.0 - 16 |155~16.0 - 17 |165~17.0
- 65 |6.0~65 - 175 |17.0~175
-7 6.5 ~7.0 - 18 |175~18.0
- 75 |70 ~15 : - - 185 |18.0- 185
-8 |75 -80 ; ﬁ - 19 |185-190
-85 (80 ~85 - 195 [19.0~ 19.5
-9 [85-90 "H Q‘ : - 20 [195-200
-95 [90-~95 Collet removal (SKR-6) is supplied as standard
-10 95~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are
available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
SK25 collet including SK13 and SK20).
M“P” class SK collet for drill B“A” type SK collet for endmill
It guarantees the Run-out accuracy within The acceptable shank tolerance ids hs.

3 micron at the nose (4D) from the chuck.

Additionally Collet Set is also available. < Coleis Boe

SK 6-3A, 3.175A, 4A, 5A, 6A
within Sy SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A

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

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

' SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A
| oo SK25-8A, 10A, 12A, 16A, 20A, 25A
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A \c5 VEGA CHUCK

BNew Innovation for _ﬂ PMK Collet
. arye - VMK Collet
High Speed Milling ] |
. f
The setting of cutter can be M= =2 - } *D ¢D:
done through the centre hole LUTN _J ¢ '
of the pull stud with wrench. a R
VMC
Chucking Range MAX. .| Weight
TAPER Code No. ®D D1 2 Collet (min-1) Collet Removal Jig (ko)
NC5- 63-VMC 8- 60, 120N 2~8 22 | 30,30 | PMK 8, VMK 8J 1.1,1.4
-UMC12- 65, 120 4~12 30 | 3547 | PMK12, VMK12J 1.2,1.7
NCH- 63 -VMC16- 85, 120 4~16_ | 40 | 53,88 | VMK16, UMKI6J | 40,000 VML-63 1418
-VMC20- 85, 120 6~20 47 | 53,88 | \VMK20, VMK20J 1.5,2.0
-UMC25- 90, 120 8~25 55 | 60,90 | VMK25, VMK25J 1.7.2.3
NC5- 85-VMC 8- 75N, 135 2~8 22 | 30,30 | PMK 8, VMK 8J 2327
-UMC12- 75, 135 4~12 30 | 39,42 | PMK12, VMK12J 2429
N05_ 85 -UMC16- 85, 135 4~16 40 | 47,57 | \MK16, VMK16J 20000 VML-85 2533
-UMC20- 85, 135 6~20 47 | 47,97 | \MK20, VMK20J ’ 26,33
-UMC25- 90, 135 8~25 55 | 52,97 | VMK25, VMK25J 2836
-VMC32-110 12~32 70 72 VMK32, VMK32J 36
NC5-100-VMC 8- 90N, 150N 2~8 22 | 30,30 | PMK 8, VMK 8J 4045
-UMC12- 90, 150 4~12 30 | 49,60 | PMK12, VMK12J 4146
Ncs 100 -VMC16- 90, 150 4~16 40 | 49,80 | VMK16, VMK16J 20,000 VML-100 4249
" -VMC20- 85, 150 6~20 47 | 42,95 | \VMK20, VMK20J ’ 4253
-UMC25- 90, 150 8~25 55 | 47,107 | VMK25, VMK25J 4354
-VMC32-105 12~32 70 57 VMK32, VMK32J 49

*The “D” of the Code No. shows MAX. gripping diameter.
*Please add “P” at the end of Code No. for High Speed Chuck.
e.g. NC5-63-VMC16-85P.

H Collet Removal Jig

Push back the Pull Stud onto the VEGA

VML

Chuck and rotate the Chuck to tighten and

*Collet and collet removal jig are available as an option.

/\ [PROTECTION MUST BE USED.]

release. Spanner is available as an option.

NC5-53, NC5-63:9HC22,

NC5-85:9HC32, NC5-100:9HC42

Releasing
A . .
DTlghtenmg

VMK Collet Code No.

VMK 8-2J, 3J, 43, 5J, 6J, 8J

VMK12-4J, 53, 6J, 8J, 10J, 12J

VMK16-4J, 5J, 6J, 8J, 10J, 12J, 16J

VMK20-6J, 8J, 10J, 12J, 16J, 20J

VMK25-8J, 10J, 12J, 16J, 20J, 25

VMK32-12J, 16J, 20J, 25J, 32J

*Please note the acceptable shank tolerance is hs.
*VMK8-2J is Jet Spread Hole type.

A \c5 ANNIVERSARY TYPE VC HOLDER

NIKKEN

G No.(Option)

With TiN Bearing Nut T
MAX.40,000min-t & G2.5 e

Run-Out Accuracy:3pm at 4D 1y S

VC N 21

PAT.

G No. Weight| MAX.
TAPER Code No. D L 2| 41 |C Ci H (Option) (kg) |(min) Collet
NG5 4g -GS 460 & &5, 60, %0 | 20°601 AT |2 [ 2306 [ 57| %k | -oM66 ¢ [050608] oo [V
V13- 65, 90,120 |30~120] 500120 | 29 | 28797 | 40 (418413424 -5~ | --vouratsh | 080912] 0000 (yekia)
NC5- 63-VC 6- 60, 90,120 | 20~60 23 [ 306090 28 [300227%69  5~05 V00 688 131517 VK o)
NC3- 63 VG138 60, 90,120 |30~120] 001 oo Tt soan | a0 403443485 -50~8050~60 | -WomisAvoaratan 144721 | 30090 Myekes)
NC5- 85-VC 6105, 135, 165 | 20~60 5 88798020 Bl V0o 6 8A | 262831 VK &)
NC5- 85 V13105, 135, 165 |30~120] 1080 o9 175127 i T 5 05557 50 voanssh 1283236] 22000 [k
NC5-100-VC 6-105, 135, 165 | 20~60 A 2 [30371413]  Bls V00 684 434549 VK b)
NC5-100 AVC13105. 135, 165 |a0120] 138160 g 1822220t 0r 6 a0 st vt (454953 22000 [Cyokis)

*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
*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 : NC5-63-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.

*NC5-63-VC 6-150, NC5-63-VC13-150, NC5-100-VC13- 90, -120 are available as semi-standard.

*All series are for High Speed Rotation.

199

VCK Collet Code No.

VCK 6-2, 3,(3.175), 4,5, 6

VCK13-3,(3.175),4,5,6, 7,8, 9, 10, 11, 12

*Please note the acceptable shank tolerance is hs.
*Inch size is also available. VCK6-1/8, 3/16, 1/4 VCK13-1/8, 3/16, 1/4, 5/16, 3/8, 7/16, 1/2
*VCK6-3.175 and VCK13-3.175 are same as VCK6-1/8 and VCK13-1/8 respectively.

Please order VCK6-1/8 or VCK13-1/8




A/ \c5 ZERO FIT TYPE MILLING CHUCK

L
L . ——
—
_ T | VﬂEf T
Fig.1 i N &)fD‘pi:lq;ch Fig.2 @&mw@
B paie L T
CZF
PAT.
TAPER Code No. C1 C2 L L1 L2 2 | Weight(Kg) | Fig. Collet
NC5- 46-CZF20-100 51.5 66.5 1.4 KM20 ) (CCK20)
NG3- 46 -CZF25-100 | 505 | 745 | 0 | % | 8 | & 15 _ (KM25) (CCK29 |
NC5- 63-CZF20-105 515 | 665 65 2.1 1 | (KM20) (CCK20 |
NC3- 63 CZF25105 | 595 | 745 | | B T | ¥ 24 " (KM25) (CCK25)
-CZF32-120 69 805 | 120 | 42 81 105 2.9 KM32) (CCK32) |
NC5-100-CZF20-105 515 | 665 49 | (KM20) (CCK20D |
NC5-100 CZF25-105 | 505 | 745 | 05 | 2 | - | & 5.3 > | (KM25) (CCK25
-CZF32-105 69 80.5 42 105 5.7 KM32) (CCK32
:\S/;\Iprzﬂzr?rtf ;‘jiﬁi??lﬁfu??g?gf)n .isCf\/l;Zilggl);pzf:ans{i&?FZS;prlg:sl—é%ZO?é ?éf?ﬁet);gg:)?eijs shank tolerance is he~hv. (ﬁ

*Please refer IZ&~ P.31, P.32 for KM, CCK collet.

*Please add “P” at the end of Code No. for High Speed Zero Fit Milling Chuck. e.g. NC5-63-CZF25-105P

% For center through coolant application:Please use CKFN-D Nut for the direct chucking. Please use CCK collet and CKFN nut for chucking with collet. (75~ P.196
*For How to Adjust the Run-Out, please refer Iz~ P.156

Wrench to adjust

9ZFL

A \c5 ZERO FIT TYPE SLIM CHUCK

SK Collet G No.(Option) ~ SK Collet

E‘TDW\ —H— [

S ———
i q;Dq)lC qu Fig.2 ﬁ LEB}:J P qu
A 2

G No.(Option) [e—H—

SZF )
PAT.
TAPER Code No. D L 2 g1 | C| C H | G No.(Option) | Weight(kg) |Fig.| Collet
NC5- 46-SZF 6C- 90 0.7~6.0 4 - | 195| 405 |26~31|  SKG6-GHG 08 |2 | (SK6)
NC5- 46 SZFI0C- 90 [ 175~100] *° [ a7 | 61 |275| 485 |35~41] SKGIAHG | 12 | SKD
-SZF16C-120 [ 275~160] 120 | 50 | 86 | 40 | 505 | 50 | SKGI6-0HG 1.7 (SK16)
NC5- 63-SZF 6C- 90,150 | 0.7~60 | 37,60 195 405,485/ 26~31|  SKG6HG | 13,16 (SK 6
NG5- 63 -SZF10C- 90,150 | 1.75~100 | ™ ™ | 87,97 | - |275| 485 |35~41| SKGIOd0HG | 15,17 | 2 | (SKID)
-SZF16C-105,150 | 2.75~16.0 [ 105, 150 52,97 40 | 595 |45~57| SKGI6-12HG | 17,20 (SK16)
-8ZF25C-135,180 | 7.5~25.4 [135,180(70,115|99,144 | 55 | 665 |60~65|SKG25-18HGD,24HG | 26,29 | 1 | (SK2) |
NC5-100-SZF 6C-105,165 | 0.7~6.0 41,63 195 405,505/26~31|  SKG66HG | 41,45 | | (SK B)
NC5-100 -SZF10C-105,165 | 175~100 |105,165|41,101| | 275] 485 |35~41| SKGI0M0HG | 43,47 | , | (SKID)
-SZF16C-105,165 | 2.75~16.0 41,101 40 | 595 |45~57| SKGIG-1HG | 46,53 SK16
-SZF250-135,165 | 7.5~25.4 |135, 165 61, 101 55 | 665 |60~70| SKG2524HG | 55,59 (SK25)

*Adjust screw (G No.), wrench to adjust run-out (9ZFL) and SKL spanner are available as an option. SZF6C: SKL-6W, SZF10C: SKL-10, SZF16C: 9HC16, SZF25C: 9HC25 ==
*NC5-85 is also available. NC5-85-SZF6C-105, -150 NC5-85-SZF10C-105, -150 NC5-85-SZF16C-105, -150 NC5-85-SZF25C-135, -165 =
*Please use “P” class or “A” type SK collet. 7=~ P.198. *Please add “P” at the end of Code No. for High Speed Zero Fit Slim Chuck. e.g. NC5-63-SZF10C-90P
*For centre through coolant application, please use SK J type nut and cap. IZ5~ P.43. Please note that the total tool length with J type nut is extended 6mm longer.
*For How to Adjust the Run-Out, please refer [Z=— P.156

E
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A \c5 NPU DRILL CHUCK

NPU
TAPER Code No. Chucggg Dia. c ) L MIN. L MAX. | Weight(kg)
Nc5_ 46 NC5- 46-NPU 8-100 0.3~ 8 38 18.8 100 104.7 1.0
-NPU13-120 1 ~13 48.5 26.5 120 131.7 1.4
Ncs_ 63 NC5- 63-NPU 8- 90 0.3~8 38 18.8 90 94.7 1.3
-NPU13-110 1 ~13 48.5 26.5 110 121.7 1.7
N05 85 NC5- 85-NPU 8- 90 0.3~ 8 38 18.8 90 94.7 2.8
3 -NPU13-110 1 ~13 485 265 110 1217 34
Nc5 100 NC5-100-NPU 8- 90 0.3~ 8 38 18.8 90 94.7 3.8
B -NPU13-110 1 ~13 48.5 26.5 110 121.7 41
% NPU8 can not be used for Centre Through Tool Coolant application. *Wrench is available as an option. NPU8: NPUL-8, NPU13: NPUL-13.
*Please add “C” to the Code No. for Centre Through Tool Coolant type NPU13(1MPa).
e.g. NC5-63-NPU13C-110
L
fe—— Hi ——
h H
s
1 T
f— T
I Nu\ 1 ¢D q)C
N
SL
Photo shows the holder
with NIKKEN COMBATZ DRILL.
IZ= P.255
SIDE LOCK HOLDER for Dirill SIDE LOCK HOLDER for End Mill
TAPER CodeNo. |clh|HH & [¢™ | TAPER CodeNo. [c|n|HW| & |
NC5- 63-SL20C-55 |50 | — |14 |45 1.4 NC5- 63-SLS16- 60)48| —|24|60| Mi4(P=2) |14
-SL25C-60 (55|15 11|55 ~ 1.6 -SLS20- 75|52|— 25|70 Mi6(P=2) |1.7
NC5- 63 sis2c70 Terfzoreleol 2”129 471 NCH- 63 -SLS25- 90|63]25[24]75] M18(P=2) | 1.9
-SL40C-80 |70[19|15|70 1.8 -SLS32-105(72(28]24 (90| M20(P=2) |2.0
NC5- 85-SL20C-70 |50|16|12|45| M10(P=1.5) | 2.8 NC5- 85-SLS16- 70{48| — [24|60| M14(P=2) |2.7
NCS' 85 -SL25C-70 |55 |17 |14 |55 29 -SLS20- 70[52| —|25|70| M16(P=2) |3.2
-SL32C-70 |60|15|15|60| M12(P=1.25) | 2.8 NC5 85 -SLS25- 95(65(25|24|75| M18(P=2) | 3.6
-SL40C-80 [84]19|18|70 3.7 -SLS32-100{72 28|24 (85| M20(P=2) |3.8
NC5-100-SL20C-80 [50|16|12|45| M10(P=1.5) | 4.2 -SLS42-115|90|32/30|95| M20(P=2) | 4.7
N05'1 00 -SL25C-80 |55|17|14|55 44 -SLS50-120{95(35|35(83| M24(P=2) |6.0
-SL32C-80 (60|16 |15|60| M12(P=1.25) | 4.6 NC5-100-SLS16- 75(48|— [24|60| M14(P=2) |4.0
-SL40C-80 |88|19|15|70 5.9 -SLS20- 75(52|—|25|70| M16(P=2) |4.5
*All holders are High Pressure Centre Through Tool Coolant type. (7MPa). Ncs 100 -SLS25- 75[65|25|24|75| M18(P=2) |4.7
The Code No. of SIDE LOCK HOLDER for Combination Shank Cutter is“DM”. = -SLS32- 75|72|28|24|90| M20(P=2) 49
.g. NC5-100-DM50.8-120
S0 N Ca 85-DM=0 8120 -SLS42-11590(32(30(95| M20(P=2) |6.2
-SLS50-105(98(34.5/3590| M24(P=2) | 7.5

% The above are suitable for JIS B4005 Shank End Mill.




AV NC5 MORSE TAPER SLEEVE TYPE A

R M For Drill & Reamer e
with MT No.1~No.4 Shank. ; ? :‘ ;
| NI \V\‘HM -1 .
= =
W
L
MTA
TAPER CodeNo.  [MTNo c | w ["E9™ | TaApER CodeNo.  |MTNo| c | w | Meignt
Nc5 46 NC5- 46-MTA1- 85 MTH 25 5.6 0.9 NC5- 85-MTA1- 85 MTH 25| 5.6 2.6
- -MTA2- 95 MT2 32 6.6 1.1 -MTA2- 95 MT2 32 6.6 2.7
-MTA3-115 MT3 40 8.4 1.3 Nc5' 85 -MTA3-115 MT3 40 8.4 3.0
NC5- 63-MTA1- 85 MT1 25 5.6 1.2 -MTA4-140 MT4 50 12.4 3.5
NCS 63 -MTA2- 95 MT2 32 6.6 1.3 NC5-100-MTA1- 85 MT1 25 5.6 4.1
= -MTA3-115 | MT3 40 8.4 1.6 -MTA2- 95 | MT2 32 6.6 4.2
-MTA4-140 MT4 50 12.4 2.2 NCS-100 -MTA3-115 MT3 40 8.4 4.5
 The“D”of Code No. shows MT No. sPlease contact with us for the Centre Through Tool Coolant type Sleeve. -MTA4-140 MT4 50 12.4 5.1

BNo Vibration at slotting. |
RS
i 1 I 5 4 oof

AL

SC A (a,s,zs,wnz?u
TAPER Code No.(Inch) Hi1 C w G Weight(kg) Code No. (Metric)
NC5- 63-SCA12.7 -75 17 20 — M12 1.2 NC5- 63-SCA13-75
-SCA15.875-75 23 26 3.18(4) M14 1.4 -SCA16-75
NC5- 63 -SCA22.225-75 29 34 3.18(4) M20 1.7 -SCA22-75
-SCA25.4 -75 32 40 6.35(7) M24 2.0 -SCA27-75
-SCA31.75 -90 41 46 7.92(8) M30 2.6 -SCA32-90
NC5- 85-SCA12.7 -75 17 20 — M12 2.6 NC5- 85-SCA13-75
-SCA15.875-90 23 26 3.18(4) M14 2.8 -SCA16-90
NC5- 85 -SCA22.225-90 29 34 3.18(4) M20 32 -SCA22-90
-SCA25.4 -90, 135 32 40 6.35(7) M24 3.5 -SCA27-90
-SCA31.75 -90, 135 41 46 7.92(8) M30 3.9 -SCA32-95
NC5-100-SCA12.7 -75 17 20 — M12 4.0 NC5-100-SCA13-75
-SCA15.875-90 23 26 3.18(4) M14 4.2 -SCA16-90
Nc5_1 00 -SCA22.225-90 29 34 3.18(4) M20 4.4 -SCA22-90
-SCA25.4 -90 32 40 6.35(7) M24 4.5 -SCA27-90
-SCA31.75 -95, 135 41 46 7.92(8) M30 4.7 -SCA32-90
-SCA38.1 -95, 135 46 55 9.52(10) M36 4.9 -SCA40-90
*The “D” of Code No. shows shaft diameter. *Guide Key and Collars are supplied as standard. *The figures in () of W are for Metric.
L | Tap Collet
‘ =& P.53, P.54
M Built-in Floating Mechanism and ~ [ [ | 7 f
Torque-Limiter Mechanism on FH?JWETW oci | o o
Tap Collet. LUTN —
- 1 f
Z - Compression —— Tension +
Tapping Capability Weight
TAPER Code No. o U = D C Ci Tap Collet (K g)
NC5- 63-Z12- 90 M 2~M12 1/8~1/2 P 1/16~1/4 19 32 45 (ZKG12) 1.5
NC5- 63 -216-120 M 3~M16 1/8~5/8 P 1/8~3/8 25 39 55 (ZKG16) 2.0
-224-120 M 8~M24 12~ 1 P 1/4~5/8 30 46 68 (zkG24) 21
-238-160 M18~M38 3/8~13/8 P 3/8~ 1 45 78 85 (ZKN38) 6.7
NC5- 85-Z12-105 M 2~M12 1/8~1/2 P 1/16~1/4 19 32 45 (zKG12) 3.3
-216-120 M 3~M16 1/8~5/8 P 1/8~3/8 25 39 55 (zKG16) 45
NC5- 85 -224-120 M 8~M24 1/2~ 1 P1/4~5/8 | 30 46 68 (ZKG24) 4.9
-238-175 M18~M38 3/8~13/8 P 3/8~ 1 45 78 85 (ZKN38) 8.4
-265-195 M36~M100 1~33/4 P1~ 3 68 110(125) 110 (ZKNG5) 8.7
NC5-100-Z12-130 M 2~M12 1/8~1/2 P 1/16~1/4 19 32 45 (zKkG12) 4.3
-216-135 M 3~M16 1/8~5/8 P 1/8~3/8 25 39 L) (zKG16) 5.2
NC5-100 -224-125 M 8~M24 1/2~ 1 P1/4~5/8 | 30 46 68 (ZKG24) 58
-Z38-155 M18~M38 3/8~13/8 P 3/8~ 1 45 78 85 (ZKN38) 8.3
-265-195 M36~M100 1~33/4 P1~ 3 68 110(125) 110 (ZKN65S) 9.0
*Please refer &~ P.53, P.54 for Tap Collet.
*\ For Synchronized Tapping \: ZH Tapper Chuck without tension/compression mechanism
is available. It improves tap life remarkably by absorbing fine pitch error completely with NC5- 63-ZH12- 90 NC5-100-ZH12- 90
the small floating mechanism. Please use ZH Tapper Chuck only with ZMK Tap Collet -ZH24-105 -ZH24-105

NC5- 85-ZH12- 90

without torque-limiter mechanism. Please refer [Z=~ P.58. ZH Tapper Chuck + ZMK Tap Collet _ZH24-105
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A \c5 ZMAC BORING ARBOR

T ‘ T/EJ No Micro Vibration due to
o [ Double-Contact Support of
h he Cartridge. Long Tool-Life &
High Accuraf:y.
oC: LM oCs M
e " NN Y
% v iehere j JD % : j-r-w E
ZMAC e y BT
Photo shows ZMACK head with Al spacer. h hs he h he
A A ~ (pacer) Only for ZMAC16
All codes shown are for heads with triangular inserts /(O For heads with homboid inserts @ please add the letter “R” to the code No. e.g. NC5-63-ZMAC32 R -150
. . A\
TAPER Code No. 22232 BDoeT)rt]r? AN W(i'g)ht
D M Head No. Insert No.
NC5- 63-ZMAC16-125,135 15.9~20.2 38, 48 12-ZMAC16-45,55 1.6,1.6
-ZMAG20-120,135,150 19.8~25.2 45, 67,75 9-ZMAC 20- 40 | 3MP-C,B 1.6,16,1.7
-ZMAG25-120,150,165 24.8~32.2 52,90, 97 12-ZMAC 25- 40 1.7,1.8,1.8
NC5-63 -ZMAC32-150,180,195 31.8~42.2 77,110,122 | 16-ZMAC 32- 55 | 4MP-C,B 2.2,24,24
-ZMAG42-150,180,210 41.8~55.2 97,130,157 | 20-ZMAC 42- 70 2.7,2.9,32
-ZMAC55-165,210,225 54.8~70.2 135,180,195 | 26-ZMAC 55- 70 6MP-C,B 3.6,4.3,4.3
-ZMAC70-165,180,225 69.8~85.2 165, 180,225 | 34-ZMAC 70- 70 5.1,55,6.5
-ZMAC85-195 84.8~100.2 195 42-ZMAC 85-100 8.7
NC5- 85-ZMAC16-140,150 15.9~20.2 38,48 12-ZMACG16-45,55 2.9,2.9
-ZMAC20-150,165,180 19.8~25.2 45, 67,75 9-ZMAC 20- 40 | 3MP-C,B T
-ZMAC25-135,165,180 24.8~32.2 52,90, 97 12-ZMAC 25- 40 o
-ZMAC32-180,210,225 31.8~42.2 77,110,122 | 16-ZMAC 32- 55 | 4MP-C,B 3.7,38,39
NC5-85 -ZMAC42-180,195,225,240 | 41.8~55.2 |97, 130, 142,157 | 20-ZMAC 42- 70 42,42,46,47
-ZMAC55-210,240,270 54.8~70.2 117,182,177 | 26-ZMAC 55- 70 5.7,58,7.3
-ZMAC70-240,270,300 69.8~85.2 190, 220,250 | 34-ZMAC 70- 70 6MP-C,B 82,8897
-ZMAC85-225,290,315 84.8~100.2 | 187,252,277 | 42-ZMAC 85-100 10.7,13.2.14.2
-ZMAG100-225,290,315 99.5~140.5 205, 290, 315 42-ZMAC100-100 12.0,14.7,14.6
-ZMAG140-225,290,315 139.5~180.5 Y 42-ZMAC140-100 12.8,15.5,16.2
NC5-100-ZMAC16-140,150 15.9~20.2 38, 48 12-ZMAC16-45,55 39,39
-ZMAG20-150,165,180 19.8~25.2 45, 67,75 9-ZMAC 20- 40 | 3MP-C,B 40,4041
-ZMAG25-135,165,180 24.8~32.2 52,90, 97 12-ZMAC 25- 40 o
-ZMAC32-180,210,225 31.8~42.2 77,110,122 | 16-ZMAC 32- 55 | 4MP-C,B 47,4849
NC5-100 -ZMAC42-180,195,225,240 | 41.8~55.2 |97, 130, 142,157 | 20-ZMAC 42- 70 5.2,52,56,5.7
-ZMAC55-210,240,270 54.8~70.2 117,182,177 | 26-ZMAC 55- 70 6.7,6.8,8.3
-ZMAC70-240,270,300 69.8~85.2 190, 220,250 | 34-ZMAC 70- 70 6MP-C,B 9.2,9.8,10.7
-ZMAC85-225,290,315 84.8~100.2 | 187,252,277 | 42-ZMAC 85-100 11.7,14.2.15.2
-ZMAC100-225,290,315 99.5~140.5 205 200,315 42-ZMAC100-100 13.0,15.7,15.6
-ZMAG140-225,290,315 139.5~180.5 Y 42-ZMAC140-100 13.8,16.5,17.2

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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 refer IZ5~ P.96 for cutting condition.

*Please refer [Z&5~ P.206 for Shank, and IZ5~ P.86 for Spacer, and IZ&~ P.77 for Head.
*For Centre Through Tool Coolant type, please add“C”at the end of Code No. e.g. NC5-63-ZMAC55-165C.
*When L length is required longer than standard, please specify boring depth M.
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A \c5 BALANCE-CUT BORING ARBOR

oC1 M
i ——T
‘ h

Power of Shoulder Support

Al — > — 2
Cutting
Force ‘
) o
$C1 M
i \
RAC JﬁL‘r“
Photo shows RAC head with Al spacer. : {spacen)
. . [
TAPER Code No. 52233 BD%%?E @ Wweight
D M Head No. Insert No. 9
NC5- 63-RAC 25-135E, 165E, 180E 25~32 67,105,112 | 12-RAC025- 55E | CCO7-C 1.7,1.8,1.8
-RAC 32-150E, 180E, 195E 32~45 77,110,122 | 16-RAC 32- 55E | (CC08-C 2.1,23,2.3
NC5 63 -RAC 43-150E, 180E, 210E 43~55 97,130,157 | 20-RAC 43- 70E 24,26,2.9
i -RAC 53-165E, 210E, 225E 53~70 135,180,195 | 26-RAC 53- 70E CC12-C 22,30,29
-RAC 70-180E, 195E, 240E 70~100 180, 195,240 | 34-RAC 70- 85E 45,49,59
-RAC100-195E 100~130 195 42-RAC100-100E 6.5
NC5- 85-RAC 25-150E, 180E, 195E 25~32 67,105,112 | 12-RAC 25- 55E | CCO7-C 2.9,3.1,30
-RAC 32-180E, 210E, 225E 32~45 77,110,122 | 16-RAC 32- 55E | (CC08-C 3.6,38,38
NC5-85 -RAC 43-180E, 195E, 225E, 240E 43~55  |97,130, 142, 157 | 20-RAC 43- 70E 3.9,4.0,43 44
i -RAC 53-210E, 240E, 270E 53~70 117,182,177 | 26-RAC 53- 70E CC12-C 5.1,5.2,5.8
-RAC 70-255E, 285E, 315E 70~100 205,235,265 | 34-RAC 70- 85E 7.7,8.1,9.1
-RAC100-225E, 290E, 315E 100~130 187,252,277 | 42-RAC100-100E 10.7,10.7, 14.1
NC5-100-RAC 25-150E, 180E, 195E 25~32 67,105,112 | 12-RAC 25- 55E | CCO07-C 3.9,4.1,4.0
-RAC 32-180E, 210E, 225E 32~45 77,110,122 | 16-RAC 32- 55E | (CC08-C 4.6,4.8,4.8
NC 100 -RAC 43-180E, 195E, 225E, 240E 43~55 97,130, 142, 157 | 20-RAC 43- 70E 49,5.0,5.3,5.4
9 -RAC 53-210E, 240E, 270E 53~70 117,182,177 | 26-RAC 53- 70E CC12-C 6.1,6.2,6.8
-RAC 70-255E, 285E, 315E 70~100 205, 235,265 | 34-RAC 70- 85E 8.7,9.1,10.1
-RAC100-225E, 290E, 315E 100~130 225,290,315 | 42-RAC100-100E 11.7,11.7, 151

*“C” grade (Coated) inserts are supplied as standard with the head. [Z5~P.62 Please refer [Z5~ P.93 for cutting condition.

*Please refer [Z&~ P.206 for base holder, 1Z&~P.86 for spacer and [Z&~ P.67 for head.

*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. NC5-63-RAC53-165-C

*Cartridges & Insert tips for the Heavy Duty Boring of Iron and Cast Iron(No letter), for Aluminum(A), and for Through Hole & Multiple Sheets(K) are available.
Please refer IZ5~ P.69 for cartridges. Please add the letter “No letter *, “A” or “K” at the end of Code No. e.g. NC5-63-RAC53-165A

*When L length is required longer than standard, please specify the boring depth M.

*Cartridge & Insert for Alloy Steel (E) is recommended for boring on steel and stainless steel.

€.9. NC5-63-RAC53-165E j )
Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E. Fel{ 8
Please refer IZ=~ P.61, P.62 i il

High ressure
Coolant Through
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’/ NC5 BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

AR

B Min. dial read out:main scale dia.
0.02mm,sub scale dia.0.002mm
M Boring Dia:$130~595mm

L
ZMAC Unit

Insert 6MP

A
. . - . . MCC-130B (Balancer) Z
Boring Dia:$130~595mm for Finishing. z&%
D RPC Plante| Cartridge Weight
TAPER Code.No VN A L c Arbor No. Noane (Balancger) (kg)
NC5-63 -BAC130-205 130~195 RPC-130 6.8
o 1 -63- =
NC5- 63 -BAC180-205 T | oo |9 LEFCSLLGEY 180 78
NC5-85 -BAC130-185, 235, 285 | 130~195 RPC-130 13.0, 14.5,17.5
(NC-100)_pac1g0-185, 235, 285 | 180~245 NC5-85-RAK-110, 160,210 | -180 135,150,180
185, 235, 285| 90 o telk MCCZ-130
-BAC230-185, 235, 285 | 230~295 (NC5-100) -230 (MCC-130B) 14.0,15.5,18.5
NC5- 85 -BAC280-185, 235, 285 | 280~345 -280 Insert Tip 14.5,16.0, 19.0
NC5-100 -BAC330-210 330~395 RPC-330 6MP 162
-BAC380-210 380~445 -380 16.5
-BAC430-210 430~495 | 210 | 98 m%g:%%;mquzs -430 175
-BAC480-210 480~545 -480 185
-BAC530-210 530~595 -530 195

6(0°~180°)

*"C" grade (Coated) Inserts are supplied as standard.

% 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. NC5-100-BAC180-235 (90°)

Drive Key

Cutting Edge

View from Cutting edge.

’/ NC5 BALANCE-CUT BAC BORING ARBOR for LARGE DIA. (NIKKEN

LN W With slight adjust screw 8
A M Boring Dia:$p130~580mm
L Insert
M CNo8

s, Nl

Jof}
@

Through Tool is available.

> High Presure Coolant

RAK Arbor
RPCPlate pec (ﬁ(ﬁe
. . . e
Boring Dia:$130~580mm for Roughing. P98
D RPC Plate | Cartridge No. | Weight
TAPER Code.No VN ~NAX. L c Arbor No. No. for Large dia. (kg)
NC5-63 -RAC130-205 130~180 RPC-130 6.8
NC5- 205 61 | NC5-63-RAK-130
C3- 63 -RAC180-205 180~230 ¢ -180 7.8
NC5-85 -RAC130-185, 235, 285 | 130~180 RPC-130 For Heavy |11.3,12.8,15.8
(NC5-100). g \C180-185, 235, 285 | 180~230 55,235 285 oo | NC5-85-RAK-110, 160, 210 -180 g;“l\:gl“;il:‘g 118,133,163
-RAC230-185, 235, 285 | 230~280 | (NC5-100) 230 | castiron [123,138,168
-RAC280-185, 235, 285 | 280~330 -280 RCC-130 |128.143,17.3
NC5- 85 )
-RAC330-210 330~380 RPC-330 X2 155
NC5-100
-RAC380-210 380~430 -380 Insert Tip 165
-RAC430-210 430~480 210 | 98 (r:l(ég_-%%;mkssoqzs -430 CNo8 175
-RAC480-210 480~530 -480 185
-RAC530-210 530~580 -530 19.5

% The Code No. on above table are the boring arbors with RCC-130 cartridge (Inset tip: CN0O8) the Heavy Duty Boring of Iron and Cast Iron . Please refer IZ5~ P.95 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 [Z&~ P.72 for cartridges. e.g. NC5-100-RAC130-185E *When ordering, please let us know machine maker and model no. to avoid the interference with tool magazine of ATC.
Arbor, Plate and Cartridge are delivered in separate packages. % 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. NC5-100-RAC180-235 (90°)



A/ \c5 MODULAR TYPE BASE HOLDER

Fig.1 Fig.2 Fig.3

“7L4.

‘«H» Coupling Bolt | H

/- ]
e =

‘ ‘

o

-
ey { ‘ I i
i Nm i & $Q¢C C; W ¢Q¢C —®QaeC
Q -‘—J 1 l 1 l
= U s -u Y
TAPER Code No. CO“p'gg bl L c Ci H b [COPNOBON g | weight(kg)
NC5- 46| NC5- 46-Q26- 40 26 40 50 45 18 6 B26N 3 0.4
NC5- 63-Q 9- 80, 95 9 80, 9 19 30 48, 63 5,27 B19 16,17
-Q12- 80, 110 12 80, 110 24 35 48, 78 12,50 B12 ) 16,17
-Q16- 95,125 16 95,125 31 42 63, 93 22,55 B16 19,21
Nc5- 63 -Q20- 80, 110 20 80, 110 40 50 48, 78 27,60 B20 20,22
-Q26- 50, 95, 140 26 50, 95, 140 50 - 20, 65, 110 - B26N 1 09,15,23
-Q34- 95,110 34 95,110 64 62 68, 83 55,70 B34 s 30,34
-Q42- 95 02 9% 83 62 68 55 B42 36
NC5- 85-Q 9-110, 125 9 110, 125 19 40 72, 87 5,27 B19 2.9,3.1
-Q12- 95,125 12 95, 125 24 4 57, 87 12,50 B12 ) 25,32
-Q16-125, 155 16 125, 155 31 50 87,117 22,55 B16 36,38
NC5- 85 -Q20-110, 125 20 110,125 40 60 72,87 | 27,60 | B20 37,38
-Q26- 65, 140, 170 26 65, 140, 170 50 65 27,102,132 | — 40,110 | B26N 2o | 254647
-Q34-140, 170, 200 34 140, 170, 200 64 80 | 102,137,167 |-, 117,147| B34 " 45,64,68
-Q42-125, 190 2 125,190 83 — 87, 152 - B42 1 8.0
NC5-100-Q 9-110, 125 9 110, 125 19 40 67,82 5,27 B19 40,42
-Q12- 95,125 12 95, 125 24 4 52,82 12,50 B12 ) 41,43
-Q16-125, 155 16 125, 155 31 50 82,112 22,55 B16 47,49
Nc5.1 00 -Q20-110, 125 20 110, 125 40 60 67,82 27,60 B20 48,49
-Q26- 65, 140, 170 26 65, 140, 170 50 65 27,97,127 | —, 45,110 | B26N 2p | 3657.58
-Q34-140, 170, 200 34 140, 170, 200 64 80 97,127,157 |—,117,147] B34 o 56,75,7.9
-Q42-125, 190 42 125,190 83 — 87, 152 = B42 1 9.1
*$C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. kﬁl‘j
|

*All base holders have a centre through-tool coolant hole. ) le—M

% The Coupling screw & wrench are supplied as standard. M smliil =

*When L length is required longer than standard, please specify the boring depth M. “-MSUI!I [t QNe.
s

A/ Nc5 FACE MILL ARBOR (TYPE A)

For JIS B4113 Face Mill Cutter

FMH arbor is available. Please contact us.

MFor the Face Milling of
$80~¢$200mm
For the NIKKEN
PRO-END MILL

Code No. Demension of Arbor with cutter |  prive Weight
TAPER NC5 No. oD -L H c |w | c | c| H | H L oL | E Key | Bot (ké’)
NC5- 46 | NC5- 46-FMA25.4 -45 2 50 95 | 33 23 10 2 95 80 | 50 FWs | FMI2 | 06
NC5- 63-FMA25.4 -45,90 22 58 9.5 33 2 95, 140 80 50 FW5 FM12 1.6,3.2
NC5- 63 -FMA31.75 -45.90 | 30 | 63 | 127 | 4 | > | ° 5 105150 [ d00 | [ Fwig | Fwte | 17,3
-FMA38.1 _-60 34 80 15.9 50 27 14 120 125 FW18 FM20 2.9
NC5- 85-FMA25.4 -45,105 22 58 9.5 33 23 10 2 95, 155 80 50 FW5 FM12 | 2.7,3.8
-FMA31.75 -45,105 30 70 12.7 40 6 105, 165 100 FW12, FW13] FM16 | 3.0,4.3
Nc5- 85 -FMA38.1 -45,90 34 80 15.9 50 27 14 105, 150 125 60 FW18, FW19] FM20 | 34,438
-FMA47.625-70 38 128.57 | 254 = = = = 130 200 FW26 * 6.3
-FMA50.8 -65 36 100 19.05 65 37 14 10 125 160 FW23 FM24 5.0
NC5-100-FMA25.4 -45,105 22 58 9.5 33 23 10 2 95, 155 80 50 FW5 FM12 | 3.7,5.0
-FMA31.75 -45,105 30 70 12.7 40 6 105, 165 100 FW12, FW13] FM16 | 4562
Nc5-1 00 -FMA38.1 -45,95 34 80 15.9 50 27 14 105, 155 125 60 FW18, FW19] FM20 | 4.3,5.8
-FMA47.625-75 38 128.57 | 25.4 = = = = 135 200 FW26 * 5.8
-FMA50.8  -45 36 100 19.05 65 37 14 10 105 160 FW23 FM24 4.9
% The “D” in the Code No. shows centre bore dia. of the milling cutter. *FMC22 type arbor is suitable for the NIKKEN PRO-END MILL ¢$50 mm.
*The above arbors are suitable for JIS B4113 milling cutter. NC5-46-FMC22-40, NC5-53-FMC22-40, NC5-63-FMC22-45, NC5-85-FMC22-45, NC5-100-FMC22-60
% The arbor marked * requires 4 fixing bolts (M16). *Centre through coolant type arbor for the NIKKEN PRO-END MILL is also available.
*Drive keys, wrench and bolt are supplied as standard. Please add “C” of the Code No. e.g. NC5-63-FMA25.4C-45

% The above weight is for arbor and pull stud only. (not including milling cutter.) % Centre Through Tool Coolant type arbor except NIKKEN PRO-END MILL, please provide the drawing of milling cutters.

*For high speed application, balancing must be required after fixing the milling cutter.
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AV Nc5 TAPER GAUGE - TEST BAR

[

| | B

TAPER Gauge Test Bar(¢D-L)
NC5- 46 NC5- 46-SGT NC5- 46-TB40-200
NC5- 63 NC5- 63-SGT NC5- 63-TB40-300
NC5- 85 NC5- 85-SGT NC5- 85-TB40-300
NC5-100 NC5-100-SGT NC5-100-TB40-300

*Above Code No. includes Ring GAUGE(SG-R)and Plug Gauge(SGT-P).
“*Dial Gauge is not included with the Ring Gauge.

NC5 TOOLING SYSTEM is basically developed for the Machine
with Centre Through Tool Coolant capability, however, of course,
the system is also suitable for the Machine without Centre
Through Tool Coolant capability.

NC5 TOOLING SYSTEM takes advantage of the powerful pulling force
to improve its static stiffness. Therefore, please ensure that at least the
following pulling force figures in the table are required for each size of
NC5 TOOLING. The Pulling Force Measuring Tool with special Pull

Spindle

Pull Stud
Power Clamp
Mechanism

Bearing

Flange
Contact

E.H.Merritt's Theory

Chattering Stability=
Static StiffnessXxDamping Ratio

Thus, the advantage of NC5 TOOLING
SYSTEM is clearly demonstrated.

1/10
Short Taper

Drive key

Unique Construction:
Considering of a slotted taper
cone which is pre-loaded by a
disc spring to increase its
vibrational dampening effect
whilst adjusting minute
gauge-line errors, completely.

Pulling Force
Measuring Tool

Even the use with 5m
cable, it can be
measured both manual
tool change and ATC.

Stud is available for the pulling force measurement. 5~ P.263
For manufacturing of NC5 Machine Spindle, we could supply the Gauge
for Machine Spindle as well as any other know-how about Spindle CLP
Flange Cleaning, Drive Key Mechanism and so on. Please contact with
us for any technical correspondences if required. -
TAPER Spindle POWER 5 Pulling Force Measuring Tool
ID Code No. (KN) Code No. Pull Stud
NC5- 46 30 | POWER- 46-D30| 4.5~ 7 | NC5- 46-CLP-D30 | PS-N46A
Pull Stud Power Clamp & Lock Mechanism ] 35 -D35| 5.5~ 8 -D35 -N46
Please ask for the details of NIKKEN POWERS NC5- 63 |2 - 63-D40| 11~14 - 63-CLP-D40 -NB3A
SYSTEM, Powerful Pulling & Locking Mechanism 45 -D45 | 14~17 -D45 -N63
in order to gain maximum performance of the NC5- 85 | 50 - 85-D50 | 20~23 - 85-CLP-D50 -N85
NIKKEN NC5 TOOLING System. NC5-100 | 55 -100-D55 | 24~27 -100-CLP-D55 -N100
% Pulling Force is only guideline and depends on the M/C specfication. s Pull Stud Code No. is without hole.

A/ DIMENSION of NC5 TOOL SHANK

NC5-100 (BT50 equivalent) L

===

Yol )

Luj

4*574>T*384>
TAPER : 1/10

e 95—

Dimensions of V Flange are same as BT50.

NC5-63 (BT40 equivalent) —
i)
— 1 7
UL

fe—34——27—

TAPER : 1/10

fe——f1 ——

Dimensions of V Flange are same as BT40.

NC5-85 (BT45 equivalent)

]

19.3

47474#33%
TAPER : 1/10
80

=
U

==
‘@so.a ]

Dimensions of V Flange are same as BT45.

NC5-46 (BT30 equivalent) m

F

(a0 v.}‘gu

|
38 —»‘

46

12.2

TAPER : 1/10

(=T
930.4
‘ L

44
44

Dimensions of V Flange are same as BT30.
(3%Width of drive key grooves are different.)



A 1K TOOLING SYSTEM

BMHSK A---HSK40A, HSK50A, HSK63A, HSK100A

Hole for Balancing a ?Sma,, HSK A shank is based on 1S012164-1(DIN69893-1)
Flat for Balancing V Notch . N ! and Hollow Shank Taper with 1/10 Taper and Double
‘. Short ~ Contact System of Taper & Flange. Its dimension is
IT unsymmetrical shape such as;
- oD - Depth of Drive Keys Slots are different.
- Width of U Groove are different.
LR X -V Notch on one side.
/‘“—T _ 1.1t's not well balanced due to above
NN Hide unsymmetrical shape, therefore NIKKEN

Long - HSK A Shank has a hole and a flat for mass
balancing as standard.

2. Hole for manual clamp is not standardized for the size smaller or
equal to HSK50A. HSK63A and HSK100A tools without a hole for
manual clamp are also available for high speed application.

3. Hole for ID is not standardized for all models.

4. HSK tool is clamped to the main spindle with clamping force more
than about 2 times of BT tool by intensifying clamp mechanism.

1/10 Short Taper

Coolant pipe B Clamping Force
Ei Flange Contact TAPER HSK40A HSK50A HSK63A HSK100A

| Clamp Force 6.8KN 11KN 18KN 45KN

—DNNE 5. A big clamping force and the double face contact system of 1/10 short
taper & flange largely improved the static stiffness as the tool interface.

6. Higher repeatability of ATC is accomplished due to the run-out accuracy
of contact flange for taper is within 0.002mm.

B Repeatability of ATC

Repeatability
Drive Key X Y Z

HSK 25 | 40 Y !
Intensifying Clamping Mechanism 32 | 50 A\
(Expanding oflnterrpal Collet System) 40 | 60 S z W X
40 1601 0,002 |0.002 0.002 %
HSK Double Face Contact System 63 (100 T
100 | 150

BMHSK E & HSK F++*HSK25E, HSK32E, HSK40E, HSK50E, HSK63E, HSK63F

HSK-E type & HSK-F type holders are for High Speed Application and are manufactured

to DIN69893-5 & -6 standard. The configuration of the holder is different to that of

HSK-A type, the holder is designed symmetrically without drive key slots, U-groove,

V-notch, holes in the taper for manual clamping and hole for I/D chip.

The tool flange diameter of HSK-E & -F are the same, but the taper size on HSK-F is

one size smaller than HSK-E.

TCL-GH clamper is designed for symmetrical holders without drive key slots or U-grove.

The TCL-GH clamper is also suitable for the other shank tooling with same flange

diameter as E & F type.[Z=~P.222 HSKS50E

4 R N\
A Caution

- Always ensure that swarf does not attach at the spindle flange surface, because of the double contact
system. Generally the inside of the machining envelope is always covered swarf. This means that there
is a possibility that the flange of the tooling may collect swarf easily at the ATC. It is therefore important
that the machining envelope is regularly cleaned (Clean the ATC arm, the route through which the
tooling passes, the tool pot and the spindle surfaces etc.) at least every 3 months.

- Always ensure that M/C has the mechanism to confirm the perfect flange contact.

- Always ensure that M/C has the mechanism to clean the spindle flange surface.
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A/ HSK MULTI LOCK MILLING CHUCK <>

23

MSH

ANNIVERSARY Type &
—Powerful gripping torque— T
®High rigidity gl I S
®High precision e T ‘ ®D
® Compact design
C L
Centre Through Y
MAX. 7TMPa
Photo shows High Speed Milling Chuck ngh Speed PAT.
TAPER Code No. C: | D | Di| 8| £ | & | MAXmin? Collet V\éf(g)ht
HSK HSK 40A-C12- 80G 3 | 12 | 12 | 49 | 53 58 KM12) CCK12 05
-C16- 80G 40 | 16 | 16 | 51 57 60 30,000 07
40A -C20-100G™ 48 | 20 | - - - 57 12
HSK HSK 50A-C12- 80G 33 | 12 | 12 | 49 | 53 56 08
-C16- 90G 40 | 16 | 16 | 51 57 60 30,000 1.0
o0A -C20- 95G™° 48 | 20 | 20 | 58 | 65 | 68 12
HSK 63A-C12- 90G 3 | 12 | 12 | 49 | 53 58 30,000 KM12) CCK12) 1.3
-C16- 75G™ - - - 50 12
- 90G 40 | 16 60 1.4
16 | 51 57
-120G 65 e 1.7
-C20- 85G™ - - - 60 ' 15
HSK - 056G ® |20 [ | o | 65| 68 16
63A -110G 72 80 1.8
-C25- 90G™ 5 | 62 65 1.7
-100G 55 | 25 | 25 o . 75 (KM25) CCK25) 1.9
-130G 80 20,000 2.3
-€32-110G™ 32 | 66 | 80 83 22
1306 88 1 % o5 70 [ 81 | 103 Ly
HSK1°0A'C16:1ggg 40 | 16 | 16 | 52 | 56 | 60 23
-620-1156 ALY 30
135G 48 | 20 | 20 | 58 | 66 80 T
HSK -czs:ggg 55 | 25 | 25 | 61 | 72 | 80 15000 | (KM25)(CCK2D) gg
100A -€32-115G 66 | 78 83 32
-135G 68 | 32 | 25 0 | s 103 (KM32) CCK32) 4.0
-165G 107 12,000 48
-C42-115P 80 83 48
-165P 8 | 42| 2\ B 5T 70
*Please note the acceptable shank tolerance is he. *GFS type IZ&~ P.30 is available for C25, C32 and C42.

*Please refer [Z&~P.212 for KM and CCK collet.

*GH Handle is available as an option. [Z5~ P.30 "
C12G : GH12, C16G : GH16, C20G : GH20, C25G : GH25, C32G : GH32 ——

*NK, CCNK, ONK and OJK collet can not be used for the chucks marked *2. " GFS type

For machining
of aluminum

p— i—
.
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A/ HSK MULTI LOCK MILLING CHUCK <>

ANNIVERSARY Type L2
—Powerful gripping torque— T

®High rigidity mull 1T e
®High precision ¢D: Q oD

® Compact design

C L
Centre Through
MAX. 7MPa
PAT.
TAPER Code No. o D D1 2 2 2 Collet V\éﬁg)ht
HSK HSK 40A-C12- 80 33 12 12 49 53 58 (KM12) CCK12 05
-C16- 80 44 16 16 51 57 60 07
40A -620-100° 2 | 20 | - | - [ & 12
HSK 50A-C12- 80 33 12 12 49 53 56 (KM12) (CCK12) 0.8
HSK -C16- 90 44 16 16 51 57 60 1.0
-C20- 95 52 20 20 58 65 68 12
50A -C25-100 55| 25 | 25 | 56 | 72 | 75 | (KM25(CCcKD 15
-€32-115 64| 32 . 66 . - (KM32) CCK32 1.9
HSK 63A-C12- 90 33 12 12 49 53 58 (KM12) (CCK12) 13
-C16- 75 - - - 50 12
- 90 44 16 - o - 60 14
-120 65 17
-C20- 85 - - - 60 15
HSK - 95 2 | W [ | g |6 | 68 16
63A -110 72 80 18
-C25- 90™ 59 62 65 1.7
-100 60 25 25 . — 75 (KM25) CCK25) 19
-130 80 2.3
-C32-110™ 32 66 80 83 22
-130 52 e 25 70 81 103 (kw32 Gxsd 26
HSK100A'C15:132 44 16 16 52 56 60 gg
'620:1;2 52 20 20 58 66 80 722
-czs:};g 60 25 25 61 72 80 (KM25) CCK25) gz
-C32-115 66 78 83 32
HSK -135 103 4.0
100A -165 69 32 25 - i (KM32) CCK32 48
-200 107 57
-250 7.0
-C42-115 80 83 48
2169 86 42 42 73 i
-200 115 125 8.5
-250 10.8
* Spanner is available as an option. *NK, CCNK, ONK and OJK collet can not be used for the chucks marked *2.

C12(¢pC=¢30) : 9HC12 C12A(pC=¢$33) : 9HC12A C16:9HC16 *Please refer IZ=~ P.212 for KM and CCK collet.
C20:9HC22 C25:9HC25 C32:9HC32 C42:9HC42 (ﬁ *C22 style is also available.
*1 C25 & ¢pC1=55 : 9HC22, C32 & ¢pC1=64 : 9HC25

*Please note the acceptable shank tolerance is h6~7.

*For heavy duty milling, please grip the cutter shank longer than £1.
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MSH

A/ HSK MULTI LOCK MILLING CHUCK <>

ANNIVERSARY Type L
—Powerful gripping torque— T
®High rigidity 310 I

®High precision oD: T ‘—[ oD
® Compact design
C | .
Centre Through
MAX. 7TMPa
Photo shows High Speed Milling Chuck

TAPER Code No. C.| D | D | 8| & 2 Collet | MAX.mint V‘éﬁg)ht
HSK HSK 40E -C12- 80G 33 | 12 | 12 | 49 53 58 05
-C16- 80G 40 | 16 | 16 | 51 57 60 30,000 07
40E -¢20-1006" B 0| - | - | - 57 12
HSK HSK 50E -C12- 80G 33 | 12 | 12 | 46 53 56 09
-C16- 80G™ 40 | 16 | 16 | 51 57 60 30,000 1.0
o0E -C20- 95G 48 | 20 | 20 | 58 65 68 1.2
HSK 63E -C12- 90G 33 | 12 | 12 | 49 53 58 30,000 1.3
HSK -C16- 90G 40 | 16 | 16 | 51 57 60 ey 14
-C20- 95G, 110G 48 | 20 | 20 | 58 | 65,72 | 68 80 ’ 15,18
63E -C25-100G 55 | 25 | 25 | 61 72 75 SR 19
-€32-110G 68 | 32 | 32 | 66 80 83 ’ 22
TAPER Code No. Ci D D: | £1 2> 25 Collet MAX.mint V\éilg)ht
HSK 63F -C12- 90G 3B | 12 | 12 | 49 53 58 30,000 1.3
HSK -C16- 90G 40 | 16 | 16 | 51 58 65 e 1.4
-C20- 95G, 110G 48 | 20 | 20 | 58 | 65,66 | 68 80 ’ 15
63F -C25-100G 55 | 25 | 25 | 61 72 75 - 19
-€32-110G 68 | 32 | 32 | 66 80 83 ’ 22
*Please note the acceptable shank tolerance is hs. *GFS type IZ5~ P.30 is available for C25 and C32.
Rk iandle o avaliabie as an opton. cE~P.30 0
XNK, CONK. ONK and OJK collet can not be used for the chucks marked %2, Y@ CFStype
* Coolant pipe can not be used for the chuck marked #3. For machining
*Please contact us for the extended L length. - - - of aluminum

el

211



A CENTRE COOLANT STRAIGHT COLLET

PAT.
ot Geslih Pressio Suitable for all models of the NIKKEN MILLING CHUCK

| Create oy Oinadge ect)
mm@dimﬁi'mﬁi

CCK Collet Front Nut Jet Coolant

Prevention of Swarf
entering the collet
through the slots

Explanation of the Code No.

-
ID of Collet
S

0D of Collet
ymbol of CCK Collet

CCK :Centre Coolant

CCNK :Centre Coolant, Adjustable
KM :Standard

NK  :Adjustable

ONK :Oil Hole Drill

OJK-A:Jet Coolant

A front nut with an O-ring seal,

0JK-S:Multiple Nozzles For grooving. For cutters with cutting diameter Prevention of for use with oil hole cutter,
which is larger than the shank diameter. the swarf is also available as option.
contamination.

CCK Collet CKFN front nut and CCKL spanner are available as an option.

" Photo shows

. Cutter length adjustment
on the collet is possible
from front and back.

CC K with front nut. Photo shows
ith front nut.
Style CCK Collet Code No.(OD-ID) (TR [ CCNK v frontnd
(cck12) | CCK12-3,4,5,6,8,10 CKFN12 Front Nut
(ccKk16) | CCK16-3,4,5,6,8,10,12 CKFN16 Syyle e Code No.
(cck20) | CCK20-6,8,10,12,16 CKFN20 (ccnk20)| CCNK20-6, 8, 10, 12, 16 CKFN20
(cck25 | CCK25-6,8,10,12, 16,20 CKFN25 (cenk25)| CCNK25-6, 8, 10, 12, 16, 20 CKFN25
(cck32) | CCK32-6,8,10,12,16, 20, 25 CKFN32, CKFN32T (cenk32)| 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 @ CCK Collet. *Please note the acceptable shank tolerance is he~hz.
*Please note the acceptable shank tolerance is he~h7. % 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, 718, 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 | @Dz (2] Front Nut_Code No. AFor Ca2 there are 2 sizes, CKFNG2 =for nose
ring diameter o mm,
— Exol . f the Code N CCKFN“ZD 195 | 7 CKFN12 -3, 4,5,6,8,10 CKFN32T = for nose ring diameter of $64mm.
xplanation of the Code No. (CKFN16) |285| 8 | CKFN16 -3,4,5,6,8,10,12 *Jet Coolant type for the cutter with a cutter dia.
[32]-[10] (CKFN20) | 33 | 8 | CKFN20 -6,8,10,12,16 larger than shank dia. is also available.
D2 39 [85] CKFN25 -6,8,10,12,16, 20 CKFN25-20MN, CKFN32-25MN, CKFN42-32M
1D of Colet 465 9 | CKFN32 -6,8,10,12,16, 20, 25 *Front Nut fitted with an O-ring is also available.
0D of Collet (ckFnN32TD) | 43 | 9 [ CKFN32T-6,8,10,12,16, 20, 25 €:g. The Code No. is CKFN32-10C
o *The spanner is available as an option. =
v Symbol of Front Nut (ckEN42) | 595 9 | CKEN42 6,8,10,12,16, 20, 25, 32 CKEN12:COKL12, CKFNL6:CCKL16
~—L2 Y 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)
km12) | KM12-2,3,4,5,6,7,8,9,10

2,3,4,5,6,7,8
km16) | KM16-2,3,4,5,6,7,8,9,10,11,12
&M20) KM20-2,3,4,5,6,7,8,9,10,11,12,13,14,15,16
(km25) KM25-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22
KM32 KMmM32-3,4,5,6,7,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30
(km42) 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
Photo shows ANNIVERSARY % |For Synchronous Tapping Program| : Special ID Collets for Tap Shank are also available.
KM
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 N> KM Collet.
Ordinary KM Collet can be used with “ANNIVERSARY” type @ Milling Chuck, but better performance can be found with the “ANNIVERSARY” type € KM Collet.
*Please note the acceptable shank tolerance is he~h7.

' Style NK Collet _Code No.(OD-ID)
Cutter length adjustment on the K200 | NK20-3,4,5,6,7,8,9,10,11,12,13,14,15,16
collet is possible from front and back. (NK22) NK22-3.4.5.6.7.8.9.10.11.12.13.14.15 1617 18
3,4,5,6,7,8
4,5,6,7

(NK25) NK25-3, ,8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22

(Nk32) | NK32-3, ,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.

N K % 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, 11/8, 1/4, 11/2&re also available.
*The collets with bold character are standard.
*Please note the acceptable shank tolerance is he~hz7.

*Collet removal (9CKR) is available as an option.
*Please refer IZ5~ P.31, P.32 for more detail of the straight collet. 212
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Y A HSK HIGH SPEED SLIM CHUCK

GNo.(Option)

| ﬁ;@
N Fig. 1 Jﬂh | ]

GNo. (Option)

!

Centre Through L Fig. 2 L
MAX. 7TMPa H1: MAX. H without adjust screw
Photo shows High Speed HSK Slim Chuck ngh Speed
Please add “-J” at the end of code No. for the chuck with SK J type nut. (Cap is not included, please order separately) e.g. HSK63A-SK10C-105P-J
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. oD | H |Hi| o |2 | c || Shoy | MES @9 Fig. sk colet
HSK 40A-SK 6 - 60P*® | 07~60 | 40 |40 | 37 195 - 0.28
HSK K10 - 75 |175~100| 29~ | 43 | 52 75| | SGEL | om0 |04
40A -SK13 - 75P*> |275~130| 55 [ 55 | 54 | ~ | 33 ) 05 (SK13)
-SK16 - 80P |[2.75~160| 60 | 60 | 59 40 30,000 0.6
HSK 50A-SK 6 - 60P™ N 37 |37 ] 3 : 04
SK6c- 80P | 780 [oe~at| 45 | s 13 SKGE-6HG 05
-SK10 - 60P N R : 05
HSK K10 - 9P~ | 100 g5t | 65 | 3 ket | 0% Tos |
-SK13 - 70P* - 47 | 47 | 43 | . 09
20A SK13 -105P= | 270 [gi~ar w0 | 76 & SKG-15 12 SK1D)
-SK16 - 80P™ - 52 | 52 | 53 - 0.6
SK16 -105P= | %150 [50~s8] 65 | 78 o skeolosl | 200 g
HSK 63A-SK 6 - 60P* 3B | B/ | 3 : - - 07 1
-SK 6C-100P 0.7~6.0 " 71 | 195 SKG6-6HG 09
-SK 6C-120P 231 % | & I, 2 I oKae6HG 10 | 2
-SK10 - 60P™ 3»H | | 3 ) ) - 0.7 1
-SK10C-105P 1.75~10.0 33~41 | 58 74 215 SKG10-10HG 30,000 1.1
-SK10C-120P 60 | 91 32 | SKG10-10HG 1.3 2
-SK13 - 70P* 45 | 45 | 43 - 0.9
-SK13 -105P*2 | 2.75~13.0| 31~47 | 80 | 74 33 SKG-15 1.2 (SK13)
HSK -$K13C-120P 3951 68 | 69 SKG13-10HG 1
63[,\ -SK16 - 80P* 52 | 52 | 51 - 1.1
-SK16 -105P*2 | 2.75~16.0 | 50~58 | 65 | 76 40 SKG-8 13
-SK16C-120P ~52 77 9 | - - | SKG16-10HG 6 |
-SK20 - 90P* 5 | 59 | 63 - 25,000 14
-SK200-120P 5055 | 74 [ SKG20-12MFHG L
-SK20C-135P 108 2.0
-SK25 - 90P*° N 63 | 63 | 61 - 16
SK25C-135P | "% [6o~65 | o1 | 108 % skastsHee | 200 B
HSK100A -SK 6C-105P 0.7~6.0 |26~31| 46 | 62 7 195 SKG6-6HG 1.2
-SK10C-105P 57 1 26 |
-SK10C-120P 1.75~10.0 | 33~41 | 58 | 74 | 86 | 275 SKG10-10HG 2.9
-SK10C-150P 80 | 116 3.2
-SK13 -105P* 63 | 63 | 71 ) . 27
-SK13C-120P 2.75~130 | po 86 33 3.1 (SK13)
-SK16 -105P* 45~60 | 63 | 71 ) SKG-12-30L 2.7
100A SKIBCA20P | 275~160 [, | 77 | 86 2 SKG16-10HG 32
-SK16C-150P 84 | 90 | 116 50 | SKG16-12HG 35 2
-SK20C-120P 50~55 | 74 | 86 SKG20-12MFHG 3.1
-SK20C-150P | 35~200 [ [ o | 116 485 SKG20-12HG 35
-SK20C-200P 166 | - - | SKG20-18HG 42 1
-SK25 -120P** 55~75| 76 | 86 SKG-12-30L 34
-SK25C-145P | 724 Tgpgs | o1 | 111 % skaosanGE | 0 [4g (SK25)
% Nut, adjust screw and collet extractor are supplied as standard. *Please refer [Z5~P.216 for SK collet and please refer IZ& P.43 for J type nut.

* Collet, adjust screw (G No.) and GH Handle are available as an option. The Code No. of the GH Handle is SK6C-P:GH6, SK10C-P:GH10, SK13C-P:GH13, SK16C-P: GH16, SK20C-P:GH20, SK25C-P:GH25
*All Slim Chucks are High Pressure centre Through Coolant type (MAX. 7MPa). SK6C:p4~$6, SK10C:p6~$10, SK16C:p10~¢p16, SK25C:p16~$p25 p 7= P.30

% Slim Chucks marked =2 and @ can be used for the centre through coolant type with J type nut. % No adjust screw is applied for the Slim Chucks marked #3.

*The “H1” is the MAX. dimension without the adjust screw. * is C type.



Y /A HSK SLIM CHUCK

High Precision+High Speed 1 TH %} A
Power of TiN Bearing Nut GNo.(Option) o0 | oc JH] o0
(—| L —
——H— . \_"‘ ——1
Fig. 2
—h—ﬂ—f/—\ i Foc g GNo.(Option)
= (Option)
SK : o 5]l i —=]
Centre Through ua% T e o, IH] o0
MAX. TMPa 4 \ Fig. 1
S L 1N ‘ L
Fig. 3 b

Please add “-J” at the end of code No. for the chuck with SK J type nut. (Cap is not included, please order separately) e. g HSK63A-SK10C-105-J
When SK J type nut is used, the total chuck length will be extended by 6mm.

TAPER Code No. oD Ho|Hi| o] 22| clc| Shoo | e | Fig. | skcolet
HSK 40A -SK 6 - 60™ N 0 [ 40 | 37 - 0.28
gg C- ggs 07~60 op~ar 46 [ 57 | ~ | 5| - [ sKeeeHa 032
SKI0 - 60° 0|40 | 39 : 035
HSK SKI0 - 75 | 175~100 [29~3 [ 43 | 52 | - | 275 | - SKG-6L 04
10A g E uc-1l7)g 33~ | 58 | 17 SKG10-10HG 05 1
SKI3 - TF = 55 |55 | 54 | | _ : 05
gg c-1g | 21180 gosi |8 [ 100 8 SKGT3-10HG 08 GKD
-SKi6 - 80° = 60 |60 | 59 | _ : 06
— gg -1% | 21180 sy 77 [ o9 40 SKG16-10HG 0.9
SK 6 - 607 » 7 LT 3] : : 04
gg c-g ] 0780 [ ~g a6 [ 51 195 SKG6-6HG 05
SKi0 - 60° % | 3% | 3 : 05
SK10 - 907 | 175~100 [ 35~41 | 65 | 63 | - | 275 | - SKG-125 06
HSK g 2 uc-1l7)E 35~41 | 58 | 76 SKG10-10HG 07
SK13 - AR AR ; 09 1
50A SKI3 105 | 275~130 [31~a7 [ 80 | 76 | - | %3 | - SKG-15 12 636
EE c--g . 39~51 | 68 | 89 SKG13-10HG 14
SKi6 - 80° 5 |5 | 5 : 06
SK16 105 | 275~160 [50~58 | 65 | 78 | - | 40 | - | SKGGLZL 0.9
— gg c--% B [ 77 1% SKG16-10HG 1 1
SK 6 - B % 31 - : : 07
-SK 6C-10 . [ 26~31 [ 46 | 62 | T % 09
SK6C-120 | %780 oe~ai a6 |62 | o1 | 195 [ | sKGeHG 10 2
-SK 6C-150 26~31 | 46 | 60 | 121 25 12
SKi0 - 60 % % [ 31 - : 07 1
-SK10C-105 B~a1 [ 58 | T4 | - : 11
-SK106-12 175~100 [33~41 [ 56 | 60 | 91 | 275 [ 82 | goioine 13
-SK10C-135 33~41 [ 58 | 75 | 106 10 {5 2
-SK10C-150 33~41 [ 58 | 73 | 121 35 17
SK13 - 10 B |45 4 : 09
HSK SE -'25 275130 LS4 [ 8O T 78] - | 4 | - SKG-15 12 ' | cx®
-SK13C-1 T5~130 = — 8 _ 5
63A _32. go B~ | 68 g g| SKGI3-10HG 12 3
SK16 - 807 5 | 52 | 5 : 1
SKi6 1057 e [50~58 65 [ T6 K68 13
-SK16C-12 275~180 ge~mp 77 191 | O | © [SKaie10MG 16
gg go f5~57 | 84 | 121 SKG16-12HG 17
SK20 - 59 |59 | 63 ; 14
. 59 : 1
A as~mg S BB g5 SKG-8 16
-9K29 - 90" ~ . . - .
SK25C-135 | 754 go~65 [ 91 | 108 5 SKG25-T8HGE 19 (SK25)
HSK100A gg G5 [ 07~60 | 26~31 | 46 | 6 | 71 | 195 | 4 | SKG66HG 12 7 | &K®
-SK10C-105 57 | T 26
-SK10C-12 _ N 74 86 I _ 29
EEBEBU 176~100 | 3~41 | 58 o8 75 SKG10-10HG 23 1
-SK10C-200° 75 [ 166 % 35
gg 1 gE B & 7 27
-SK13C-1 _ 8 31
HSK gégn 275130 | a951 | 68 [ 116 8 ] SKG1310HG 34 7| GKi®
SK13C-2 % [ 166 5 38 3
100A gg 1 25*2 B~ [ 8 | 71 - | G 27 1
-SK16C-1 nn U~B [T [ 86 - ; 16-10 52
-SK16C-15 275160 55y a4 | 90 [ 16| 0 [50 | SKGI6-12HG 35 )
-SK16C-200" 45~50 | 84 | 90 | 166 55 | SKG16-12HG 38
-SK20C-120 50~5 | 74 | 8 SKG20-T2WFHG | 3.
o B ECEE ¢ 2S SE
- ~L & »
-SK75 -120 o | 55~% [ T 8 SKG-12-300 34
SK25c-145 | '69~254 eo~gs o1 (111~ | 55 | | SKG25-8HGE 18 2 | GK25

*Collet, adjust screw (G No.) and spanner are available as an option. % Please refer[Z&~ P.216 for SK collet and please refer[Z=~ P.43 for J type nut.
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
% H1 means MAX.H without an adjust screw. % No adjust screw is applied for the Slim Chucks marked #3.
*All Slim Chucks are High Pressure centre Through Coolant type (MAX. 7MPa). SK6C:p4~$6, SK10C:9p6~¢d10, SK16C:p10~¢p16, SK25C:p16~dp25
% Slim Chucks marked 2 and 3 can be used for the centre through coolant type with J type nut. % is C type. HSK40A-SK16C-120, HSK50A-SK6C-80, HSK63A-SK25C-135 214




MSH

215

A HSK-E, F SLIM CHUCK

HSK63E HSK63F oC: G No.éc():ption)
| L H -
—h—ﬂ — 1 L—pﬁ*ﬁ(ﬁ:ﬁj,mfc
g AQLE@
T L,
SK-P L
Centre Through
MAX. 7MPa ngh Speed
Please add “-J” at the end of code No. for the chuck with SK J type nut. (Cap is not included, please order separately) e.g. HSK63E-SK10C-105P-J
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
TAPER Code No. oD | H |Hi| &1 | 82 |c| (gplt\ilcc))h) sk Caller| MAX, | Weidht
HSK [HSK 25E-SK 6 - 45P* 0~60 | 05 [N5] % 195 01
25E -SK10 - 55P* 115~100] 4 4 45 1215 | (SK10) 50000 0.18
HSK [HSK 32E-SK 6 - 50P* i~ 2 [l X 195 | ’ 017
32E -SK10 - 60P*, 75P* 1.75~100 | 44,29~36 | 44,43 | 41,54 1215 -, SKG-AL 026,030
HSK 40E-SK 6 - 60P* ~0 ] 0 Jal 3 195 - 028
HSK -SK10 - 60P*, T75P* 1.75~100 | 40,29~36 | 40,43 | 39,54 1275 | -, SKG-AL 40000 | 04,05
40E -SK13 - 75P* 26~30] % | % | o El (SK13) "
-5K16 - 80P a~160] % 1% | % | - [ 4] 0,00 '
HSK 50E-SK 6 - 60P*° N N 100 % - 05
-SK 6C- 80P b 6~3 | 46 | A 1975 SKG6-GHG 06
-K10 - 60P*° ~ 8] 3 3 - 30,000 05
HSK -SK106-105P W0 et 58 | 6 g SHGH0 MG 07
o0E -SK13 - 70P*°, 105P* 2T5~130 | 47, 31~47 | 41,80 43,76 El - KGt5 | (SK13) 10,13
-SK16 - 80P RO R |8 - 06
-SK16C-120P P e T [ w ! SHGTB G W T
HSK 63E-SK 6C-100P, 120P 07~60 | 26~31 | 4 | 6262 | 71,91 [195] 2% | SKGooHG | (SK 6) 09,10
-SK10C-105P, 120P, 150P | 175~100| 33~41 | 58 |60,75,73| 106,121 | 275 | 32,40,345 | SKGI-10HG g 3547
HSK -5K13 - 70P*, 105P™ 2130 45, 31~47 | 45,80 | 43,74 2 -, SKG1h (SKi3) ’ 10,13
-SK13C-120P T I~ 68 89 e SKG13-10HG 16
63E -SK16C-120P, 150P 275~160 | 46~h2 | T | 91,12 - 4 - SKG16-10HG 25 000 17,18
-SK20C-120P, 135P 35~200 | 50~B5 | 74 | 93,108 1485 | SKG20-12MFHG ’ 18,20
-SK25(-135P 15~254 | 60~65 | 9 108 55 SKG25-18HGE | (SK25 20000 19
HSK 63F-SK10 - 90P;° | 5| - | 8 SKG-12 08
-SK10C-105P 0 i T8 | 46 SHG10-0HG 13
-SK13 - 70P* 45 4 3 - 10
-SK13 -105P* 275~130 | 3~41 | 80 74 B SKGf5 | (SK13) 2000 13
HSK -SK13C-120P 9~b1 | 68 89 I SKG13-10HG ’ 16
-SK16 - 90P* b7 b7 b1 - 12
63F -SK16 -105P* 275~160 | 50~58 | 83 16 4 SKG-18S 17
-K16C-120P o~ | T ] L SKG16-10HG 18
-SK20C-120P 35~200 | 50~55 | T4 9% 1485 | SKG20-12MFHG 25,000 18
-5K25 - 90P* T5~B4 ] 6 [ 6| 5 - | GK®) [ am0 | 16
*Nut, adjust screw and collet extractor are supplied as standard. *Please refer I7Z5P.216 for SK collet and please refer 75 P.43 for J type nut.
*Collet, adjust screw (G No.) and GH Handle are available as an option. p IZ57P.30
The Code No. of the GH Handle is SK6C-P: GH6, SK10C-P: GH10, SK13C-P: GH13, SK16C-P: GH16, SK20C-P: GH20, SK25C-P: GH25
Al Slim Chucks are High Pressure centre Through Coolant type (MAX. 7MPa). SK6C:$p4~¢6, SK10C:p6~¢10, SK16C:9p10~¢p16, SK25C:p16~¢25 %

% Slim Chucks marked s¢ and e can be used for the centre through coolant type with J type nut. % No adjust screw is applied for the Slim Chucks marked 3.
% H1 means MAX.H without an adjust screw. * is C type. HSK63F-SK10C-105P



A SLIM CHUCK COLLET

Explanation of the Code No.

Non: Standard
S

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

| _L S oot nbiae
&\Q' Symbol ovtélz ';:IIel
SK “A” type SK collet (for End Mill Shank) are marked . The acceptable shank tolerance is hs.Code No. is e.g. SK10-10A
“P” class SK collet (for drill) are available for all series. e.g. SK10-10P
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 ~0.8 SK13- 3 2.75~ 3.0 SK16- 3 2.75~ 3.0 SK20- 4 35 ~40 SK25- 8 7.5~8.0
-1 09 ~10 -35 |30~35 -35 |30~35 - 45 |40 ~45 - 10 9.5~10.0
- 1.25]1.15~1.25 -4 35~ 40 -4 35~ 40 -5 45 ~50 - 12 | 115~12.0
-15 |13 ~15 -45 |40~ 45 -45 40~ 45 -55 |50 ~55 - 16 |155~16.0
- 1.75 | 155~ 1.75 -5 45 ~ 50 -5 45~ 50 - 6 55 ~6.0 - 16.5 | 16.0~16.5
-2 18 ~2.0 -55 |50 ~55 -55 |50 ~55 - 65 |6.0~6.5 - 17 | 16.5~17.0
- 2.25 |2.05~2.25 -6 55~ 6.0 -6 55 ~ 6.0 -7 6.5 ~70 - 175 17.0~175
-25 |23 ~25 -65 [6.0~65 -65 [6.0~65 -75 |70 ~75 - 18 | 17.5~18.0
- 2.75 | 2.55~2.75 -7 6.5~ 7.0 -7 6.5~ 70 -8 75 ~8.0 - 185 | 18.0~18.5
-3 28 ~30 -75 |70~175 -75 |70~175 -85 |80 ~85 - 19 |185~19.0
-35 [30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~90 - 195 | 19.0~19.5
-4 35 ~40 -85 |80~85 -85 |80~85 -95 90 ~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 ~50 -95 |9.0~095 -95 |90~095 - 10.5 [10.0~ 10.5 - 21 |205~21.0
-55 |50 ~55 - 10 |95 ~10.0 -10 |95 ~100 - 11 |105~11.0 - 215 |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 |105~110 - 12 |115~120 - 225 22.0~225
- 225120 ~2.25 - 11.5 | 11.0~115 - 115 | 11.0~115 - 125 12.0~12.5 - 23 | 225~23.0
- 25 |2.25~25 - 12 |115~12.0 - 12 | 115~120 - 13 |125~13.0 - 235 | 23.0~235
- 275|125 ~2.75 - 125 | 12.0~125 - 125 ] 12.0~125 - 135 |13.0~ 135 - 24 | 235~24.0
-3 2.75~3.0 - 13 125~13.0 - 13 |125~13.0 - 14 |135~14.0 - 245 | 24.0~24.5
-35 |30 ~35 - 135 13.0~135 - 145 |14.0~ 145 - 25 | 245~25.0
-4 35 ~40 - 14 | 135~140 - 15 |145~150 - 25.4 | 25.0~25.4
- 45 |40 ~45 - 145 | 14.0~145 - 15,5 |15.0~ 15,5 *SKG6 collet with the special
internal dia. is also available.
-5 45 ~50 - 15 |145~150 - 16 |155~16.0
-55 |50 ~55 - 155 | 15.0~155 - 16.5 |16.0~ 16.5
- 6 55 ~6.0 - 16 |155~16.0 - 17 |165~17.0
- 6.5 |6.0~65 - 175 |17.0~175
-7 6.5 ~7.0 - 18 |175~18.0
- 75 |70 ~75 : - - 185 |18.0- 185
-8 |75 -80 ; ﬁ - 19 |185-190
-85 (80 ~85 - 195 [19.0~ 19.5
-9 [85-90 "H Q‘ : - 20 [195-200
-95 [90-~95 Collet removal (SKR-6) is supplied as standard
-10 95~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are
available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
SK25 collet including SK13 and SK20).
M “P” class SK collet for drill W“A” type SK collet for endmill
It guarantees the Run-out accuracy within The acceptable shank tolerance ids hs.

3 micron at the nose (4D) from the chuck.

Additionally Collet Set is also available. < Coleis Boe

SK 6-3A, 3.175A, 4A, 5A, 6A
within Sy SK10-3A, 3.175A, 4A, 5A, 6A, 8A, 10A

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

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

' SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A
| Joo SK25-8A, 10A, 12A, 16A, 20A, 25A
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A gz ok MAJOR DREAM HOLDER

S H* : MAX. Cutter Shank
Da

.\‘\mpening Effect TiN Bearing Effect Length to be inserted

le— H1—|

S =2
MDSK6 w T

$D2

MSH

P o :
Series Addition —
: Y MDSK13 I
MDSK PAT.
G No. |Weight
TAPER Code No. D L |L1|L2| C|C1|C2|H* H1 (Option) | (kg) Collet
HSK 50A-MDSK 6- 70 70 18.2 195 48 | 48 - 0.7
HSK gp | 30780 750162735, 195 5519 68 |21~35| SKG- 8 1.0
-MDSK10- 70 70 19.2 275|416 | 46 | 46 - 0.7
50A - g0 | 307100 79y 182 1555 |47 303 66 |31~45| SKG-12S | 1.0
-MDSK13- 90 | 3.0~13.0 | 90 | 22.0 | 40.0 | 33.0 | 35.6 66 | 66 - 11 |(SK13 A)
-MDSK16-115 | 3.0~16.0 | 115 | 23.0 | 24.0 | 40.0 | 40.0 | 54.0 | 91 |45~70| SKG-18S | 1.4 |(SK16 A)
HSK 63A-MDSK 6- 75 75 18.0 195 50 | 21~28 1.0
- 90 90 33.0 21.9 65 1.1
05 | 30780 o5 162 g0 19.5 24.0 80 |21~35 ser 1.4
-120 120 63.0 26.1 95 1.6
-MDSK10- 75 75 19.0 275 49 | 49 - 1.1
- 90 90 33.0 29.6 64 |31~40] o oo | 14
-105 | 3.0~10.0 | 105 | 18.2 | 48.0 | 27,5 | 31.7 79 | 31~50 1.6
-120 120 63.0 33.8 94 1.8
135 135 79.0 36.0 TS| G e
-MDSK13- 80 80 24.0 33.0 54 | 54 ) 1.2
HSK - 90 90 33.0 34.6 64 | 64 15
-105 | 3.0~13.0 | 105 | 22.0 | 48.0 | 33.0 | 36.7 | 52.4 | 79 17
63A -120 120 63.0 38.8 94 |31~54| SKG-15 19
-135 135 78.0 40.9 110 o
-MDSK16- 80 80 24.0 40.0 54 | 54 ) 13
- 90 90 34.2 41.6 64 | 64 15
-105 | 3.0~16.0 | 105 | 23.0 | 49.3 | 40.0 | 43.7 79 SKG-185 |17
-120 120 64.3 458 85 | 45~60 1.9
-135 135 79.0 47.9 105 SKG-18L | 2.2
-MDSK20- 90 90 40.9 51.2 64 | 64 ] 19
-120 120 70.0 50.6 L P, 2.4
-135 135 85.8 51.2 105 25
HSK100A-MDSK 6-110 110 33.0 21.9 80 3.9
-125 125 48.0 24.0 95 40
qap | 39760 507 162 195 ot 1101217~35 | SKG- 8 T
-165 165 88.0 29.6 135 45
-MDSK10-110 110 33.0 29.8 80 40
-125 125 48.0 31.7 95 4.1
40 | 307100 7507 182 o 27.5 g 130730~50 | SKG-12L | —5
-165 165 89.0 37.4|54.0| 135 46
HSK -MDSK13-110 110 33.0 34.6 75 |31~52 4.3
-125 125 48.0 36.7 90 44
100A 40 | 307180 701220 pr g1 330 Fogg 105 | 31~54| SK&15 45
-165 165 88.0 423 130 5.0
-MDSK16-125 125 51.0 44.0 87 |45~65| o oo | 46
-140 | 3.0~16.0 | 140 | 23.0 | 66.0 | 40.0 | 46.1 104 | 45~70 48 |(SK16 A)
-165 165 91.0 49.6 129 | 40~70| SKG-18L | 5.3
-MDSK20-140 140 42.0 51.4 104 | 47~70 49
165 | 407200 e 252 701 480 g 440 | 129 47~80 shee 1 —p
-MDSK25-140 140 43.0 573 |7 | 104 | 55~75 4.9
165 | 397254 651 270 5901 %50 0 120 [55~85| 08 [gg

*Please use A type SK collet for the end milling operation. [Z&~ P.216 *Please refer [Z~ P.38, P.42 for the Jet coolant system, J type nut and cap.

% GH Handle is available as an option. [ZZ— P.30 Please order with the Code No. GH6: MDSK6 &, GH10:MDSK10, GH16:MDSK16, GH20:MDSK20, GH25:MDSK25
*Please add“P”at the end of Code No. for high speed specification, e.g HSK63A-MDSK10-75P

*Holder with an adjust screw for axial adjustment is supplied as an option. Please contact us.
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A HsK ANNIVERSARY TYPE VC HOLDER
~ @With TiN Bearing Nut

G No.(Option)

3 MAX.40,000min- & G2.5 s B
Run-Out Accuracy:3um at 4D H,/,;J I _151" ¥ qfc ¢I:1
Ve | Ny
Centre Through - i
MAX. 7MPa Pasiine
. L
High Speed PAT.
G No. Weight| MAX.
TAPER Code No. D L 2 21 C C1 H (Opt|0n) (kg) min_l CO"et
HSK 40A HSK 40A-VC 6- 65, 90 20~60| 6590 |23| 4570 |28 33.6 -,35~4b -\VCG 6- 8A 04,06 40.000 (VCK 6)
-VC13- 90, 120 30~12.0] 90,120 |29 | 70,100 | 40 40.0 -,50~60 - VOG13-15A 0.7,1.0 ’ (VCK13)
HSK 50A HSK 50A-VC 6- 70, 90,120 2.0~6.0 | 70,90,120 | 23 | 41,6191 | 28 |33.8,32.8,37.0,| --35~45 --V0G 6- 8A 0.6,080.9 40,000 (\ICK 6)
-VC13- 90,120 30~120] 90,120 |29 | 6494 |40 40.0 - 50~60 - VCG13-15A 09,12 ’ (\VCK13)
HSK 63A HSK 63A-VC 6- 70, 90,120 2.0~6.0 | 70,90,120 | 23 | 41,6191 | 28 |33.8,32.8,37.0 -35~45,35~45 | -VCG 6- BAVCG 6- 8A|0.9,1.0,1.2 30000 (VCK 6)
-VC13- 90,120 30~120] 90,20 | 29| 6192 |40 | 445488 - 50~60 -VCG13-15A 1216 ’ (VCK13)
HSK 100A-VC 6- 105, 135, 165 | 2.0~6.0 | 23 | 28 1342384426 35~45 VCG 6- 8A 242629 (VCK 6)
HSK 100A UC13- 105, 135, 165 | 30~120] %5108 o 100 10T 01501543 -50~6050~60 | -Veaa-savearah | 27.3.1.36] 22000 [(yekia)
G No. Weight| MAX.
TAPER Code No. D L 2 21 C C1 H (Opt|0n) (kg) min_l CO"et
HSK 40E HSK 40E-VC 6- 65, 90 20~60| 6590 |23| 4570 |28 34 - 35~45 -\VCG 6- 8A 05,0.7 40.000 (VCK 6)
-VC13- 90, 120 30~12.0] 90,120 |29 | 70,100 | 40 40.0 -,50~60 - VOG13-15A 08,11 ’ (VCK13)
HSK 50E HSK 50E-VC 6- 70, 90,120 | 2.0~6.0 | 70,90,120 | 23 | 41,61,91 | 28 |33.8,32.8,37.0 | -35~45,35~45 | - VCG 6- BAVCG 6- 8A| 0.7,09,1.0 40000 (\ICK 6)
-VC13- 90, 120 30~120] 90,120 |29 | 6494 |40 40.0 - 50~60 - VCG13-15A 10,1.3 ’ (\VCK13)
HSK 63E HSK 63E-VC 6- 70, 90,120 | 2.0~6.0 | 70,90,120 | 23 | 41,61,91 | 28 |33.8,32.8,37.0 | -35~45,35~45 | - VCG 6- BAVCG 6- 8A| 1.0,1.1,1.3 30000 (VCK 6)
-VC13- 90, 120 30~120] 90,120 | 29| 61,92 |40 | 445488 -50~60 - VCG13-15A 1317 ’ (VCK13)
G No. Weight| MAX.
TAPER Code No. D L 2 21 |C C1 H (Option) (kg) min-1 Collet
HSK 63F HSK 63F-VC 6- 65, 90,120 | 20~6.0 | 6590,120 | 23 | 37,61,91 | 28 |27.5,30.6,34.8 | - 35~45,35~45 | -VCG 6- BAVCG 6- 8A | 0.8,09,1.1 30000 (\ICK 6)
-VG13- 90,120 30~120] 90,120 |44 | 6192 | 40| 445488 - 50~60 -VOG13-15A 1215 ’ (\CK13)
:\-;\Il’:eietz?sg\;ljtsi);:gfi“segezzif:ir,“:)?é:se use Adjust Screw (G No.). VCK CO”et VCK Collet Code No.
*Collet, adjust screw (G No.) and GH Handle are available as an option. IZ5~ P.30
The Code No. of the GH Handle is VC6:GH10, VC13:GH16 _ . - 44 | VCK 6-2,3,(3.175),4,5,6
SN ISR I S0 S i3 g s . ey | VCK13.3,(3.175), 4,5.6,7,8,9, 10, 11, 12

The Code No. of VC J type Nut is VCN-6BJ, VCN-13BJ. % The acceptable shank tolerance of VCK collet is hs.

*Inch series is also available.
VCK 6-1/8, 3/16, 1/4 VCK13-1/8, 3/16, 1/4, 5/16, 3/8, 7/16, 1/2

*VCKG6-3.175 is same as VCK6-1/8.

*VCK13-3.175 is same as VCK13-1/8.
Clamp/Unclamp

M just with a wrench
44.5%
— 1
=
]

The Code No. of the Cap is SKJ10-[], SKJ16-[]
When VC J type Nut is used, the total holder length will be extended to 6mm.
*All series are for High Speed Rotation.

Y /A 'HSK MINI-MINI CHUCK

£ MAX. 30,000min-1 & G2.5

N Gripping from Front Nose
Run-Out Accuracy within 3um _
MMC .
Centre Through .
MAX. 7MPa *:MMC12=¢52.4
High Speed
TAPER Code No. ¢D L ¢D1 L1 Collet MAX. (min-1) Weight(kg)
HSK 50A-MMC 8C-127 2~8 127 20 33 (PMK 8 (VMK 8 1.4
HSK50A -MMC12C-129 | 4~12 | 129 30 36 | (PMKI2UMKI2 80,000 16
HSK 63A-MMC 8C-115 2~8 115 20 33 (PMK 8 VMK 1.4
HSK63A -MMC12C-117 | 4~12 | 117 30 35 | (PMK12 (VMK] 30,000 16
HSK100A-MMC 8C-130 2~8 20 33 PMK 8 VMK 29
HSK100A -MMC12C-130 | 4~12 | ' [ 3 36| (PMKI2 VMKI2 20,000 3.1
*Wrench is supplied as standard. *PMK, VMK collet is available as an option.[Z&~P.32
TAPER Code No. ®D L D1 L1 Collet MAX.(min-1) Weight(kg)
HSK 50E-MMC 8C-127 2~8 127 20 33 PMK 8 VMK 1.4
HSK50E -MMC12C-129 | 4~12 | 129 30 36 | (PMKI2 UMK 30,000 16
HSK 63E-MMC 8C-115 2~8 115 20 33 PMK 8 VMK 1.4
HSK63E -MMC12C-117 | 4~12 | 117 30 36 | (PMKI2 VMK 30,000 16
TAPER Code No. ®D L D1 L1 Collet MAX.(min-1) Weight(kg)
HSK63F HSK 63F-MMC 8C-127 2~8 127 20 33 (PMK 8 VMK 8 30,000 1.4
-MMC12C-129 4~12 129 30 36 MK12) UMK12 : 1.6 218




A s zmem poyk MAJOR DREAM PRO-ENDMILL

MSH

@ Coolant Pipe
(Option)
o
< Xt
. ~ .y | LU
\? N “lom
g
HSK-MDPE (Arbor+Head)
MAX. Depth Arbor Head
TAPER Code No. ®D L L1 L2 L3 M Code No. Code No.
HSK 63A-MDPE16-100,120,135| 16 |100,120,135| 70, 90,105 30l 10 37.4 HSK 63A-MDPE-M 8- 70, 90,105/ M 8-MDPE16-30
HSK -MDPE20-105,120,135| 20 105.120.135 75, 90,105 40.0 -MDPE-M10- 75, 90,105 M10-MDPE20-30
63A -MDPE25-105,120,135 | 25 Y 70, 85,100/35 15 45.3,47.5,47.5 -MDPE-M12- 70, 85,100 M12-MDPE25-35
-MDPE32-120,135,150 32 |120,135,150| 80, 95,110/40 52.5 -MDPE-M16- 80, 95,110 M16-MDPE32-40
HSK100A-MDPE16-120,140,155| 16 |120,140,155| 90,110,125 0 10 37.4 HSK100A-MDPE-M 8- 90,110,125 M 8-MDPE16-30
HSK -MDPE20-125,140,155| 20 125.140.155 95,110,125 40.0 -MDPE-M10- 95,110,125 M10-MDPE20-30
100A -MDPE25-125,140,155 | 25 T 90,105,120/35 15 45.3,47.5,47.5 -MDPE-M12- 90,105,120 | M12-MDPE25-35
-MDPE32-140,155,170 32 | 140,155,170(100,115,130(40 52.5 -MDPE-M16-100,115,130 | M16-MDPE32-40
% 2pcs of tip clamp bolt and tip clamp wrench are supplied as standard. *Insert tip is available as an option . Please refer IZ5~ P.171.
*Please refer [Z&~ P.211 for cutting condition. % Centre through tool coolant is available for all series.
HSK-MDPE-M (Arbor)
TAPER Code No. ®D L1 ID ¢d Fré;?%'ia_ ) 2 2 Screw G
HSK 63A-MDPE-M 8- 70, 90,105 16 70, 90,105 8.5 14.7 11 20 M 8
HSK -MDPE-M10- 75, 90,105 | 20 75, 90,105 105 18.7 12 21 M10
63A -MDPE-M12- 70, 85,100 | 25 70, 85,100 125 230 15 | 24 M12
-MDPE-M16- 80, 95,110 32 80, 95,110 17.0 30.0 9 16 25 M16
HSK100A-MDPE-M 8- 90,110,125 16 90,110,125 8.5 14.7 11 20 M 8
HSK -MDPE-M10- 95,110,125 | 20 95,110,125 105 18.7 12 21 M10
100A -MDPE-M12- 90,105,120 [ 25 90,105,120 125 23.0 15 24 M12
-MDPE-M16-100,115,130 32 100,115,130 17.0 30.0 16 25 M16

*Head is available as an option. &~ P.171 % Centre through tool coolant is available for all series.
*This is interchangeable with DEPO. When the connection interface (Screw G and ID ¢d) is same, the cutter head of other carbide makers can be used.

A/ CUTTING CONDITION of PRO-ENDMILL

Side - The bold figures of cutting speed V(mm/min.) show the cutting speed when ae=0.5 X D.
o & V(mm/min.) should be reduced to 80%, when ae=0.75 X D.
MI”Ing - Feed rate per 1 tooth/ 1 revolution f(mm/tooth) should be smaller, when ap is getting larger.
cte The feed rate of f(mm/tooth) shows the feed rate when ae=0.5 X D & ap=MAX.
Material Mild Steel Carbon Steel Cast Iron Ductile Cast Iron Hardened Steel HRC40~55
(SS400, S10C) (S45C, SCM440) (FC300) (FCD450) (SKD)
Cutting Speed V| 220(140~270) 170(110~210) 170(110~210) 120(80~150) 85(50~100)
MDPE16 0.1(0.1~0.15) 0.07(0.07~0.1)
MDPE20 0.1(0.1~0.25) 0.07(0.07~0.2) 0.07(0.07~0.15)
[ MDPE25
MDPE32 0.1(0.1~0.3) 0.07(0.07~0.25) 0.07(0.07~0.15)
Groove ", Feed rate per 1 tooth/ 1 revolution f(mm/tooth) should be smaller, when a@p is getting larger.
i i The feed rate of f(mmj/tooth) shows the feed rate when ae=0.5 X D & ap=MAX.
Milling ) - MAX. ramping angle is MDPE16: 15°, MDPE20: 9°, MDPE25: 11°, MDPE32: 7°
Material Mild Steel Carbon Steel Cast Iron Ductile Cast Iron | Hardened Steel HRC40~55
(SS400, S10C) (S45C, SCM440) (FC300) (FCD450) (SKD)
Cutting Speed V|  180(140~210) 140(110~160) 100(80~120) 100(80~120) 70(50~80)
MDPE16 0.1 0.07
i MDPE20 0.07(0.07~0.1) 0.07
MDPE25
MDPE32 0.07(0.07~0.15) 0.07

- Please clamp the insert tip with the suitable torque.
& AOMT123608 : 1.0Nm , AOMT184808 : 4.0Nm

- For the guide line of insert tip life, the frank wear within 0.3mm under normal cutting will be recommended.
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AN/ w3z meem oy 110 JOR DREAM MASAMUNE SHRINK FIT HOLDER

TP
‘ | — : q)qucqulz
I I Lob 4 |
|
r ‘@w "
L
S Slim Style
TAPER Code No. oD ¢C $C1 ¢Ce L M H
HSK 50A-MDMS 3S-100, -125 3 6 10.2, 12.8 10
-MDMS 48-100, -125 4 7 11.2,13.8 13
HSK30A -MDMS_65-100, 125 6 o | 12158 | 416 | 10012 4 4267 g
-MDMS 8S-100, -125 8 13 17.2,19.8 25
HSK 63A-MDMS 3S-105, -130 3 6 10.2, 12.8 10
-MDMS 48-105, -130 4 7 11.2,13.8 13
-MDMS 6S-105, -130 6 9 13.2,15.8 19
HSK63A -MDMS_85-105, 130 8 13| 172,198 | o24 | 105180 | 4267 o
-MDMS108-105, -130 10 16 20.2,22.8 31
-MDMS128-105, -130 12 19 23.2,25.8 31
HSK100A-MDMS 3S-150 3 6 12.8 150 67 10
-MDMS 48-125, -150 4 7 11.2,13.8 13
-MDMS 6S-125, -150 6 9 13.2, 15.8 19
HSK100A -MDMS 88-125, -150 8 13 17.2,19.8 & 125, 150 42, 67 25
-MDMS108-125, -150 10 16 20.2,22.8 31
-MDMS128-125, -150 12 19 232,258 31
R Standard
TAPER Code No. ¢D ¢C $Ca $C2 L M H
HSK 50A-MDMS 4R-100, -125 4 10 14.2,16.8 13
-MDMS 6R-100, -125 6 12 16.2, 18.8 100, 125 42, 67 19
HSK50A -MDMS_8R-100, -125 8 18 | 202248 | 410 25
-MDMS10R-100 10 22 26.2 100 42 31
HSK 63A-MDMS 4R-105 4 10 14.2 105 42 13
-MDMS 6R-105, -130 6 12 16.2,18.8 19
HSK63A -MDMS 8R-105, -130 8 18 22.2,24.8 52.4 105, 130 42,67 25
-MDMS10R-105, -130 10 22 26.2,28.8 31
-MDMS12R-105, -130 12 26 30.2,32.8
HSK100A-MDMS 6R-125, -150 6 12 16.2,18.8 19
-MDMS 8R-125, -150 8 18 22.2,24.8 25
HSK100A MDMS10R-125, 150 | 10 | 22 | 2e2288 | - | 210 | @6
-MDMS12R-125, -150 12 26 30.2,32.8
*Please note the acceptable shank tolerance is hé. *1D=¢16, $20 and $p25mm are available.
% Carbide tool can be used and HSS tool can not be used. % The capacity of the drier is approx. 3KW.
% The tool will became very hot during heat shrinking. Please use glove for safety. *Inductive style of the heat shrinking unit is recommended.
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A/ WsK ZERO FIT TYPE MILLING CHUCK

Py g
T o, ¢TCZ Fig.2
i PP '
<1+
I
PAT.
TAPER Code No. C1 C2 L L1 L2 2 | Weight(kg) | Fig. Collet
HSK 50A| HSK 50A-CZF20-115 55 | g5 | 73 18
HSK 63A-CZF20-110 ' ' o | B | g | 2 :
HSK 63A CIF5-110 | 595 | 745 25 (KNI25)(CCK25)
-CZF32-130 69 | 805 | 130 | 42 | 8 | 105 28 (KM32)(CCK32)
HSK 100A-CZF20-115 | 515 | 665 35 n 35
HSK 100A CIF5-115 | 505 | 745 | 115 - 38 2 | (KM25)(CCK25)
-CZF32-115 89 | 805 42 83 4 (KM32)(CCK32)
% Spanner is available as an option. CZF20 type:9HC22, CZF25 type:9HC25, CZF32 type:9HC32 *Please refer 175~ P.212 for KM, CCK collet.
*Please note that the acceptable shank tolerance is he~hz. s For Center Through Coolant application:
Sk Plocns ad b at the and of Gode No- o High Spesdl zero Fit Miling Chuck. e.g. HSK&A_Cﬁ Ploase s GOK collet and GKEN mut for chicking with collet,

*For How to Adjust the Run-Out, please refer Iz~ P.156

9ZFL

A/ WsK ZERO FIT TYPE SLIM CHUCK
- e

G No.(Option) ST SK Collet SK Collet
Fig1 |17 ﬁlﬁmq{c q»%:l qu{chl
B T d—
SZF
PAT.
TAPER Code No. D L £ |21 C | C1| H |GNo.(Option) |Weight(kg)|Fig. Collet
HSK 40A-SZF 6C-105 0780 | oo | 3y | 7| 1951405 | 26~3f SKG 6- 6HG | 06
HSK 40A SIF0C-105 | 1.75~10.0 275 | 485 | 35~41 | SKG10-10HG | 07 | 1
-SZF16C-120 275~160| 120 | 48 | 85| 40 |595 | 45~52 | SKG16-10HG | 0.8
HSK 50A-SZF 6C-120 07~60 | 0 | 68 | - 185 /405 | 2%~31 | SKG 6-6HG | 09 |2
HSK 50 -SZF10C-120 1.75~10.0 4 | 781|275 | 485 | 35~41 | SKG10-10HG | 1.1
-SZF16C-135 205160 | e | o7 | gy | 401595 | 45~62 | SKGIBAOHG | 15 |1
-SZF250-135 75~254 55 | 665 | 60~65 | SKG25-18HGE| 1.8 (SK25)
HSK 63A-SZF 6C-120 07~60 | 120 | 68 195 | 405 | 26~31 | SKG 6- 6HG | 1.2
HSK 63A -SZF10C-105, 150 | 1.75~10.0 105, 150/53,98| - | 27.5 | 485 | 35~41 | SKG10-10HG | 1.3,19 | 2
-SZF16C-150 275~160| 150 | 76 40 |595 | 45~57 | SKG16-12HG 2
-SZF250-135 75~254 | 135 | 57 | 93| 55 |66.5 |60~65 | SKG25-18HGE| 24 | 1| (SK25)
HSK 100A-SZF 6C-120 07~60 | 120 | 54 195 | 405 | 26~31 | SKG 6- 6HG | 24
HSK 100 -SIF10C-150 | 1.75~100 g | . 215|485 3H~41 | SKGIOAHG | 34 |
-SZF16C-150 275~16.0| 150 40 595 | 45~57 | SKG16-12HG | 37
-SZF250-150 75~254 95 55 | 665 | 60~65 | SKG25-18HGE| 4.1 (SK25)

*Adjust screw (G No.), wrench to adjust run-out (9ZFL) and SKL spanner are available as an option. SZF6C:SKL-6W, SZF10C:SKL-10, SZF16C:9HC16, SZF25C:9HC25
 Spanner for run-out adjustment is available as an option. Code No. is 9ZFL.
*Please use “P” class or “A” type SK collet. [Z5~P.216 *For High Speed type, Code No. is “GSZF-P”. e.g. HSK63A-GSZF10C-105P
*For Centre Through Coolant application, please use SK J type nut and cap. 175~ P.43
Please note that the total tool length with J type nut is extended 6mm longer.  For How to Adjust the Run-Out, please referI=&~ P.156
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A HSK TEST BAR

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.

A

9115 “]o.003

/] 0.002

(O 10.002 L)

,,,,,,,,,,,,,,, — : $D=0.005

L£0.05

Exact size of D and L are marked on each test bar.

TAPER Code No. oD | L | Weight(Kg) | Run-out at total length Circularity, Cylindricality
HSK 40A HSK 40A-TB30-150 30 | 150 1.0
HSK 50A HSK 50A-TB40-200 40 | 200 22
Within 0.003mm Within 0.002mm
HSK 63A HSK 63A-TB40-200 40 | 200 24
HSK100A HSK100A-TB50-300 50 | 300 63
*The different dimension of ¢d and L are available. e.g. HSK100A-TB50-400
But, the accuracy standard will be different. Please contact us. The inspection certificate traceable to the
national standard is available with charge.
. . . e N\
TAPER Lubrication Pipe C?de No. fo&nCh gode Ngi A Caution
Movable | Stationary or Movable type 0 Forlthle HSK M/C with celntre throll(Jgh coolﬁnt c:\elilvebre_d via the
HSK 40A [ HSK 40-LP | HSK AD-LPS | HSK 40-LPL | | iociciimeing it plsse make et e orton
HSK 50A HSK 5u_|_P HSK 50LPS HsK 5u_|_P|_ coolant from flooding the hollow chamber of the HSK Tool.
HSK 63A | HSK 63-LP | HSK 63-LPS | HSK 63-LPL 'Ei’{e?nil“fﬁ%gﬁ%swsﬁ?é’e“,‘gfrhf;‘ﬁku‘?{%%ftlife?"ié”;%&éﬂ?&é’zIa?,?'fym_m
HSK100A | HSK100-LP | HSK100-LPS | HSK100-LPL | |_ihe nolow areaof e chuck Please it ecommencea pig. ——— )

*Wrench for movable type marked 1 is as an option.
* Standard wrench can be used for stationary type.

HSK40-LPS:W=5, HSK50-LPS:W=5, HSK63-LPS:W=6, HSK100-LPS:W=8
K Stationary type is popular but, movable type is used for the M/C of JTEKT,

TSUGAMI, KOMATSU NTC or TAKIZAWA. Please check your M/C

specification.

A T00L CLAMPER for HSK TOOLING

4-¢5.1mm

Clamp / Neutral / Unclamp &\

TCL-GH

PCD88mm

Clamper Head TCL-HD

key slots or U-grove. The TCL-GH clamper is also suitable for the

TCL-GH clamper is designed for symmetrical holders without drive

E other shank tooling with same flange diameter as E & F type.
- e.g. TCL-GH63 is suitable for HSK63A, 63E, 63F, BT40 and NC5-63.
Head | | I Bychanging the clamper heads to the suitable sizes, the same
| TCL-BD base can be used for the other sizes of shank.
“ 741 Clamper | Base Head ealille S
a Code No. |Code No. | Code No. Applicable Shan
‘ TCL- 32GH TCL- 32HD | HSK 32E
4 TCL- 40GH TCL- 40HD | HSK 40A, 40E
Agsmm TCL- 46GH TCL- 46HD | BT30, NC5-46
pase Clamper 8252 TC-80 761 50GH | - B0 [TCL- 50HD HSK 50A, SOE
TCL- 63GH TCL- 63HD | HSK 63A, 63E, 63F, BT40, NC5-63
TCL-100GH TCL-100HD | HSK100A, BT50, NC5-100
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’/ HSK NC DRILL CHUCK

B Compact, High Accuracy and Rigidity

L
Y .
4 N
e S o0
i -
§; £ :Chucking Length
NPU NPU 8 :18.8mm
NPU13 : 26.5mm
Chucking Length L :
TAPER Code No ® mm D VN MAX. Weight(kg)
HSK 40A | HSK 40A-NPU 8-114 0.3~8 38 114 121 08
HSK 50A-NPU 8-118 0.3~8 38 118 125 1.0
HSK 50A -NPU13-135 1~13 485 135 147 15
HSK 63A-NPU 8-120 0.3~8 38 120 127 1.3
HSK 63A -NPU13-135 1~13 485 135 147 1.9
HSK100A-NPU 8-130 0.3~8 38 130 137 2.7
HSK100A -NPU13-145 1~13 48.5 145 157 3.4

*Wrench is available as an option. The Code No. of wrench is NPU8:NPUL-8, NPU13:NPUL-13
*Centre Through Coolant (MAX. 1MPa) is available for NPU13 style only. Please add “C” at the Code No. e.g. HSK63A-NPU13C-135

A/ HsK SIDE LOCK HOLDER

ESimple and Rigid

L
—H— 5
] R
LH] G T
e Hillaln
-I- = T-0oDoC - L - [¢D¢c
.‘ / P ‘ ‘ *
SL \—
TAPER Code No ¢D L C h H H1 G |Weight(kg)

HSK 63A-SLS 6- 80 6 25 - 25 M6 0.9
-SLS 8- 80 8 28 30 M8 0.9
-SLS10- 80 10 - 35 ) 20 42 M10 1.0
-SLS12- 80 12 42 225 46 M12 12
HSK 63A -SLS16- 80 16 48 24 52 M14 13
-SLS20- 80 20 52 25 52 M16 14
-SLS25-110 25 - 65 25 " 70 M18 1.8
-SLS32-110 32 72 28 75 M20 2.6
HSK100A-SLS 6- 80 6 25 0 25 M6 2.3
-SLS 8- 80 8 - 28 30 M8 2.3
-SLS10- 80 10 35 ) 20 42 M10 2.4
-SLS12- 80 12 42 225 49 M12 2.6
HSK100A -SLS16-100 16 48 24 52 M14 3.0
-SLS20-100 20 - 52 25 54 M16 3.1
-SLS25-100 25 65 25 . 65 M18 3.7
-SLS32-100 32 72 28 68 M20 3.9

%JIS B4005 end mill can be gripped.
* The Code No. for ultra heavy duty combination shank end mill is"DM”. e.g. HSK100A-DM50.8-120

223



’/ HSK STUB ARBOR

MReliable Milling with No Chattering Accomplished. ‘ L

H:
(3,5,7,8,10,12) !

SCA
Inch Series (" )shows for Metric Series. Metric Series
TAPER Code No. D L|C w Hi|Hs| G |Weight(kg) Code No.
HSK 63A HSK 63A-SCA25.4 -90 | 25.4(27) 0 40| 635(7) (3225 | M4 | 18 HSK 63A-SCA27-90
SCA31.75-90 | 31.75(32) 4| 792(8) |41 30 | M30 | 23 HSK 63A-SCA32-90
HSK100A HSK100A-SCA25.4 -90 | 25.4(27) 0 40| 635(7) | 32|25 | M4 | 32 HSK100A-SCA27-90
SCA31.75-90 | 31.75(32) 46| 792(8) | 4130 | M30 | 37 HSK100A-SCA32-90

*JIS B4206, JIS B4107, JIS B4219, JIS B4109 cutters can be attached.
*Key and collars (H2=3, 5, 7, 8, 10, 12mm) are supplied as standard. For Code No. of collar and nut, please refer [Z5~ P.104.

A/ HsK TAPPER CHUCK

B With the axial NC floating system.

L ‘ Tap Collet

Al T,
A

Compression =— Tension
TAPER Code No. y | Pping Capabilty D c C | Tap Collet V\éekg)ht
HSK 63A-Z 8-115™| M 2~M 8 1/8~1/4 — 13 23 33 (ZKN 8) 2.7
2124120 | M 3~Wi2 1/8~1/2 P18 19 32 45 (ZKG12) 32
HSK 63A -216-130 | M 3~Mi6 1/8~5/8 | P1/8~3/8 | 25 39 55 (IKG16) 43

224-140 | M 8~M24 1o~ 1 P1l4~58 | 30 46 68 (ZKG24) 47
-738-190 M18~M38 38~13/8 | P3/g~ 1 45 78 85 (ZKN38) 8.2

HSK100A-Z 8-120™"| M 2~M 8 1/8~1/4 — 13 23 3 (ZKN 8 35

212125 | Ma~Mi2 | 1B~1R2 P1/8 19 32 4 | (ZKG12) | 36

HSK100A 216140 | M3~Mi6 | 1B~5B | P1B~3B | 25 39 55 | (ZKG16) | 50
124150 | M8~M24 | fl~1 [ PiA~5B | 30 46 68 ZKG24 58

-238-190 | M18~M38 | 3/8~13/8 | P3e~ T 45 78 85 (ZKN38) 8.3
-165-215 | M36~M100 | 1~33/4 Pi~3 110(125) | 110 | CZKNG5) 90

*Marked *1 Z8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.

*Please refer [~ P.51 for ZKG/ZKN tap collet. 0. :gﬁ égﬁ:?:igg:jgg
| For Synchronized Tapping HSK 63A-ZH12CH-100
ZH Tapper Chuck without tension/compression mechanism is available. _ZH24CH-130

It improves tap life remarkably by absorbing fine error completely with the R ~

small floating mechanism. Please use ZMK Tap Collet without torque-limited HSKlOOA_%:%ig:_igg

mechanism [IZ5~ P.58 only for ZH Tapper Chuck. ZH Tapper Chuck + ZMK Tap Collet
*High pressure centre through tool coolant type and oil mist type are available.

But, OZMK Tap Collet must be used. Please contact us.
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’/ HSK FACE MILL ARBOR

BFMA:JIS B 4113 Face Mill Cutter joc !

FMC:Shoulder Cutter (SANDVIK, SUMITOMO etc.) ]l :
(- ¢£h6 C1
L * E&EE
=t 3
L ! H—~|
FMA, FMC
Dimensions . Weight
TAPER Code No. D L H c lct W Drive key Lock bolt (kg)
HSK 40A | HSK 40A-FMA25.4 -50 | 254 | 50 | 22 | 50 | 33 | 95 FW5 FM12 0.7
HSK 50A | HSK 50A-FMA25.4 -55 | 254 | 55 | 22 | 50 | 33 | 95 FW5 FM12 0.8
HSK 63A-FMA25.4 -50 254 50 22 | 50 | 33 | 95 FW5 FM12 1.2
HSK 63A -FMA31.75-60 | 3175 | . | 30 | 60 | 40 | 127 FW13 FM16 1.6
-FMA38.1 -60 38.1 34 | 80 | 50 | 15.9 FW18 FM20 1.8
HSK100A-FMA25.4 -50 254 50 22 | 50 | 33 | 95 FW5 FM12 2.4
-FMA31.75-75 | 31.75 30 | 70 | 40 | 12.7 FW13 FM16 3.4
HSK100A -FMA38.1 -75 38.1 75 34 | 80 | 50 | 15.9 FW19 FM20 3.8
-FMAS50.8 -75 50.8 36 | 100 | 65 19 FW24 FM24 4.4
-FMA47.625-75 | 47.625 - 12857 - | 254 FW26 * 5.3
% The arbor marked * requires 4 fixing bolts. (M16)
Dimensions . Weight
TAPER Code No. D L a c Tt W Drive key G Cap bolt (kg)
HSK 40A | HSK 40A-FMC22-50 22 50 | 18 | 45 | 16 | 10 FW 8 M10x30 0.6
HSK 50A HSK 50A-FMC22-50 22 50 18 | 45 | 16 10 FW 8 M10X30 0.7
-FMC27-60 27 60 20 | 60 | 18 12 FW11 M12X35 1.1
HSK 63A-FMC22-45, 60 22 45,60 | 18 | 45 | 16 10 FW 8 M10Xx30 1.0,1.2
HSK 63A -FMC27-60 27 g0 | 20|60 18| 12 FW11 M12x35 1.4
-FMC32-60 32 22 | 80 | 24 14 FW16 M16X35 1.9
HSK100A-FMC22-50 22 50 18 | 45 | 16 10 FW 8 M10X30 2.4
HSK100A -FMC27-50 27 20 | 60 | 18 | 12 FW11 M12x35 2.6
-FMC32-75 32 75 22 | 80 | 24 14 FW16 M16X35 3.4
*Drive key, L-Wrench & Bolts are supplied as standard. *Above weight is for arbor only. (Not include Face Mill Cutter) *In case of the special cutter, please
% The bolt may not be the same as above table, please use *In case of the special cutter, please specify the dimension below. specify the dimensions below.

the bolt specified by the cutter maker.
*Extended length Face Mill Arbors are available as an option.
HSK100A-FMA25.4 -200, 250
-FMA31.75-150, 200
-FMA38.1 -150, 200

A/ HSK MORSE TAPER ADAPTER A TYPE

M For Drill & Reamer with MT1~MT5 Shank. \ -

W With Side Lock Screw. ﬂ:ﬁ%‘[ " T No.

~ A i =

L—u_‘; Ll D 4

L
MTA
TAPER Code No. MT.No. D C L1 Weight(kg)

HSK 63A-MTA1-105 1 12.065 25 74 0.9
-MTA2-120 2 17.780 32 89 1.1
HSK 63A -MTA3-150 3 23.825 40 119 16
-MTA4-165 4 31.267 50 136 2.2
HSK100A-MTA1-110 1 12.065 25 71 2.3
-MTA2-125 2 17.780 32 86 2.3
HSK100A -MTA3-140 3 23.825 40 106 2.8
-MTA4-165 4 31.267 50 131 36
-MTA5-195 5 44,399 65 161 4.9
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’/ HSK FMH FACE MILL ARBOR

H For Oil Hole Cutter joc !

For High Feed Cutter [ T
L[ ¢£hs C1
L * |

¢d2 3 Holes Cutter Coolant Hole
Code No. i ¢d ¢D1 M ®D2 od1 |od2
®50, $52 47 N
FMH22(22.225) ©63, ©66 22(22.225) 60 M10X%1.5 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) | 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
FMH |nch Series *Fixing dimension is basically based on FMA/FMC. s The combination of the other cutter dia. are also available.
Arbor . Weight
TAPER Code No. D L Talclcalw Driver Key | Lock Bolt | G Cap Bolt (kg)
HSK 63A-FMH22.225 - 47- 45 gg 1.;
- 6 _ 1.
90 22.225 90 17 | 47 | 28 8 FW 3 FM10 17
-150 150 2.5
HSK 63A -FMH25.4 - 70- 60 60 1.8
-90 | 254 90 [ 22| 70 | 33 | 95 FW 5 FM12 = 205
-150 150 41
EMH3LTS - 76- 801 3175 | 80 130 | 76 | 40 | 127 | Fw1a FM16 - 29
HSK100A-FMH22.225 - 47 - ng (5)8 23
200 22.225 200 17 | 47 28 8 FW 3 FM10 — 4:7
-250 250 558
-FMH22.225 - 60- 60 60 2.9
-105 105 3.9
-150 | 22.225 | 150 | 17 | 60 | 28 8 FW 3 FM10 = 4.9
-200 200 6.1
-250 250 7.2
-FMH25.4 - 70- ;g 88 2%
HSK100A q50] 254 501 22| 70 | 33 | 95 FW 5 FM12 = 9
-200 200 7.4
-FMH31.75 - 76- 60 60 3.9
- 90 90 515
-105 | 31.75 05]30| 76 | 40 | 12.7 FW13 FM16 = 6.4
-150 50 9.0
-200 200 11.8
-FMH38.1 _ -100- ;g 88 451;
105 38.1 105 34 | 100 | 50 | 15.9 FW19 FM20 = 68
-150 150 9.6
FMH Metric Series
Arbor . Weight
TAPER Code No. D CTaTc lcal w Driver Key | Lock Bolt | G Cap Bolt (kg)
HSK 63A-FMH16 -37- 45 16 45 |17 | 37 | 20 8 FW 3 FM 8 = 1.0
-FMH22 - 47- 48 gg w.;
- 6 _ 1.
HSK 63A -0 22 0 18 | 47 16 10 FW 8 M10 X 30 17
-1 150 2.5
EMH2T - 60- 801 57 8020 | 60 | 18| 12 | Fwis = Mi2X35
HSK100A-FMH22 - 47 -1 gg gg 23
200 22 200 18 | 47 | 16 | 10 FW 8 = M10 X 30 47
-250 250 5.4
-FMH22 - 60- 60 60 2.9
-105 05 3.9
-150 22 50 | 18 | 60 | 16 | 10 FW 8 — M10 X 30 5.4
-200 200 6.1
P27~ 60--40 ) X
- - -0 5
HSK100A - 90 27 90 | 20| 60 | 18 | 12 FW11 = M12 X 35 3.7
-150 150 5.0
-FMH27 - 76- 60 60 3.2
- 90 27 90 | 20| 76 | 18 | 12 FW11 = M12 X 35 4.3
-150 150 6.5
-FMH32 - 96- 60 60 3.8
- 90 32 90 | 22| 9% | 24 | 14 FW16 — M16 X 35 515
FIAD 100 5 oA 49
- - ol ) — b
405 40 105 26 | 100 | 50 | 16 Fw22 FM20 6.8
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A/ HSK BALANCE-CUT BORING ARBOR (RAC-E)

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

Rough Boring—

$C1 "7’%4’
19C
ol A8g*°
— <
Fig.1 %h%ﬁhzq
L LM |
PC1 | M oC 5 ;rD
$oC g ]
ol Lol (B o118
¥ g4
Fig.2 | h ha hz;_‘ Fig.3 ®
(Spacer) he
Boring | Boring Shank Spacer Wei
ght| _.
TAPER Code No. Range | Depth |C|C. Code No. S V. (kg) Fig
= bt Head Code No. |Tip No.
HSK 63A-RAC25-135E 67 HSK 63A-Q12- 80 o 1.7 i
-165E| 25~32 105 |15/ 24 -Q12-110 12-RAC025- 55E|CCO7-C| 1.8
-180E 112 -Q12- 80| SP12-12-45 18 | 2
-RAC32-150E 77 -Q16- 95 . 2.1 ’
-180E| 32~45 110 19|30 -Q16-125 16-RAC 32- 55E|CC08-C| 2.3
-195E 122 -Q16- 95| SP16-16-45 23 | 2
-RAC43-150E 97 -Q20- 80 . 2.4 ’
HSK63A -180E| 43~55 | 130 |40 -Q20-110 20-RAC 43- 70E 26
-210E 157 50 -Q20- 80| SP20-20-60 29 | 2
-RAC53-165E 135 -Q26- 95 . 2.2 i
-210E| 53~70 180 (53 -Q26-140 26-RAC 53- 70E|CC12-C| 3.0
-225E 195 -Q26- 95| SP26-26-60 29 | 2
-RAC70-180E 180 -Q34- 95 4.5
056 00 5 ey Qattio|  — | S4RAC 70- BoE 49 | 3
-RAC100-195E | 100~130| 195 |83 -Q42- 95 42-RAC100-100E 6.5

*“C” grade (Coated) inserts are supplied as standard with the head.[Z5~ P.62 Please refer [Z&~ P.93 for cutting condition.
*Please refer IZ5 P.243 for base holder, IZ5~P.86 for spacer and IZ5~ P.67 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. HSK63A-RAC53-165E-C
*For HSK40A or 50A, modular connection system is applied. Please refer IZ5~ P.243 for Base Holder.

*When L length is required longer than standard, please specify the boring depth M.

12-RAC25- 55 —

12-RAC25- 55E

% Code No. of RAC25 and RAC32 are changed to RAC25E and RAC32E.
e.g. HSK63A-RAC25-135 — HSKG63A-RAC25-135E

in

High Pressure Coolant

Through Tool



A/ HSK BALANCE-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 B Example of 2 Stepped
for through hole boring. Balance Cut
=" P.233, P.234 —

Approx. double removal of
below cutting condition is
possible by -0.3 Cartridge.
=" P.70

0.3mm

Elerliiy) | e Shank Spacer IL‘ZE} Weight
TAPER Code No. Range | Depth |C|C. Code No. Code No. (ko) Fig
= b Head Code No.|Tip No.
HSK100A-RAC 25-150E 67 HSK100A-Q12- 95 o 3.9 :
-180E| 25~32 105 |15|24 -Q12-125 12-RAC025- 55E | CCO7-C| 4.1
-195E 112 -Q12- 95 |SP12-12-45 40| 2
-RAC 32-180E 77 -Q16-125N . 4.6 ’
-210E| 32~45 110 [31/50 -Q16-155 16-RAC 32- 55E|CCO08-C| 4.8
-225E 122 -Q16-125N | SP16-16-45 48| 2
-RAC 43-180E 97 -Q20-110 . 4.9 ’
-195E 130 |40/ 60 -Q20-125 5.0
43~ 20-RAC 43- 70E
225E 3798 142 -Q20-110 | SP20-20-45 il 5.3 2
HSK100A -240E 157 -Q20-110 | SP20-20-60 54
-RAC 53-210E 117 -Q26-140 . 6.1 i
-240E| 53~70 182 |53| 65 -Q26-170N 26-RAC 53- 70E 6.2
-210E 177 -Q26-140 | SP26-26-60 CC12-C| 68| 2
-RAC 70-255E 202 -Q34-170 o 8.7 i
-285E| 70~100| 232 |64|80 -Q34-200 34-RAC 70- 85E 9.1
-315E 262 -Q34-170 | SP34-34-60 10.1] 2
-RAC100-225E 225 -Q42-125 . 11.7 i
-290E|100~130| 290 |83|83 -Q42-190 42-RAC100-100E 11.7
-315E 315 -Q42-125 | SP42-42-90 151 | 2
*“C” grade (Coated) inserts are supplied as standard with the head. =&~ P.62 Please refer 15 P.95 for cutting condition. % Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer =~ P.243 for base holder, 5~ P.86 for spacer and Z&~P.69 for head. to RAC25E and RAC32E.
*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK100A-RAC53-210E-C e.g. HSK100A-RAC25-150 — HSK100A-RAC25-150E
*HSK100A-RAC100-375E, 425E and 475E are also available. 12-RAC25- 55 — 12-RAC25- 55E
MInsert tip for RAC-E ® best O good
_ _otee : Please add the grade indication into O,
Material Cast Iron O ° and add the insert tip material indication
Aluminium YT e at the end off the Code No.
cooaed | cooaed | | e.g. CC12-C8(AC630M)
Grade ©
Material
Applicable Arbor Dimension Code No. Ngse:?? ACE30M ACALOK
T 38| % cco7-O4| 0.4 () [
RACO025E g} 7.94 «@»qﬁ.a
Py L t CCMT08030L cco7-08| 08 ® °
e T = i‘] CcCco8-O4| 0.4 () [ ]
RAcezE in | M:ZCMTOQTSON ccos-O8| 08 ° L4
T mﬂ% CC12-0O4| 0.4 () [
RAC43E - RAC530E £}127 «@—;5
=y 4*1 1 coumanon |CC12:08 0.8 ° o

YMinimum order quantity : 10pcs.
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A/ HSK BALANCE-CUT BORING ARBOR (RAC)

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

Rough Boring—

Heavy Duty Boring oCs

Fig.1 _7,]4_%'124

MSH

L LM |
oC1 | M dC 5 ¢TD
46C T ol
ffffff e P Llde
‘ ¥ . L

Fig.2 | N o hz# Fig.3 T &

(Spacer) ‘ he

Boring | Boring Shank Spacer Wei
ght| .
TAPER Code No. Range | Depth |C|C. Code No. Code No. (ko) Fig

D M Head Code No. |Tip No.

HSK 63A-RAC43-150 97 HSK 63A-Q20- 80 o 2.4 i

-180| 43~55 130 |40 -Q20-110 20-RAC 43- 70 2.6
-210 157 50 -Q20- 80 | SP20-20-60 29 | 2
-RAC53-165 135 -Q26- 95 . 2.2 ’

HSK63A -210| 53~70 | 180 |53 -Q26-140 26-RAC 53- 70 |CN0S-C| 3.0
-225 195 -Q26- 95 | SP26-26-60 29 | 2

-RAC70-180 180 -Q34- 95 45
5| 010 05 1504 Qatti0]  —  |S4RACTO- 8 49 | 3

-RAC100-195|100~130| 195 |83 -Q42- 95 42-RAC100-100 6.5

*“C” grade (Coated) inserts are supplied as standard with the head.IZ=~ P.64 Please refer 1Z&~P.95 for cutting condition.
*Please refer IZ5~P.243 for base holder, [Z5~P.86 for spacer and IZ5~ P.69 for head.

*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK63A-RAC53-165-C
*For HSK40A or 50A, modular connection system is applied. Please refer IZ5~ P.243 for Base Holder.
*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 =5~ P.61, P.62

High Pressure Coolant
Through Tool
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A/ HSK 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.

M Double Cutting Capability Please use RAC-K B Example of 2 Stepped
for through hole boring. Balance&ut

1’5 P.233, P.234

Approx. double removal of
below cutting condition is

N\ possible by -0.3 Cartridge.
IZ="P.70
\ N
0.3mm
f u
| 5 N
VT]
Boring | Boring Shank S &z_i(} :
pacer Weight| _.
TAPER Code No. Range | Depth |C|C. Code No. Code No. (ko) Fig
= b Head Code No. |Tip No.
HSK100A-RAC 43-180 97 HSK100A-Q20-110 o 4.9 1
-195 130 -Q20-125 5.0
43~55 40| 60 20-RAC 43- 7
225 142 0 -Q20-110 | SP20-20-45 iR 5.3 5
-240 157 -Q20-110 | SP20-20-60 5.4
-RAC 53-210 117 -Q26-140 . 6.1 ’
-240( 53~70 182 |53| 65 -Q26-170N 26-RAC 53- 70 6.2
HSK100A -270 177 -Q26-140 | SP26-26-60 CN08-C| 638/ 2
-RAC 70-255 202 -Q34-170 . 8.7 i
-285| 70~100| 232 64|80 -Q34-200 34-RAC 70- 85 9.1
-315 262 -Q34-170 | SP34-34-60 10.1] 2
-RAC100-225 225 -Q42-125 . 11.7 i
-290(100~130| 290 83|83 -Q42-190 42-RAC100-100 11.7
-315 315 -Q42-125 | SP42-42-90 15.1| 2
*“C” grade (Coated) inserts are supplied as standard with the head. ==~ P.64 Please refer IZ=~ P.95 for cutting condition. %Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer IZ5~ P.243 for base holder, 15~ P.86 for spacer and ©z5~ P.69 for head. to RAC25E and RAC32E. Please refer P.61, P.62
*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK100A-RAC53-210-C
*HSK100A-RAC100-375, 425 and 475 are also available.
M Insert tip for RAC for Heavy Duty Boring
_ e : Please add the grade indication into O,
Material Cast Iron ° and add the insert tip material indication
Aluminium at the end off the Code No.
oooated || g g. CC0O8-C8(AC630M)
Grade ©
i i Material AC630M
Applicable Arbor Dimension Code No. |[Nose R
a7l _foy
RAC43 - RAC530 77§ 127 I,m CN08-O8| 0.8 [
<o i (CNMM120408)

Y Minimum order quantity : 10pcs.

*When CNO8 insert (CNOO120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) IZ&~ P.92. Nikken CN08-O8 insert can be used on
the eccentric bolt type cartridge.
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A HSK BALANCE-CUT BORING ARBOR (RAC-A)

Rough Boring—For Aluminium

oC
: WCM T

Fig.1 %h%ﬁhzq

MSH

L LM |
¢C1 | M oC q,TD
1oC |
,,,,,, e s1d8
f B —
Fig.2 | h e e Fig.3 T
(Spacer) he
[

Boring | Boring Shank Spacer P.232 -
[ ght| _.
TAPER Code No. Range | Depth |C|C. Code No. Code No. (ko) Fig

= bt Head Code No. |Tip No.

HSK 63A-RAC25-135A 67 HSK 63A-Q12- 80 o 1.7 i

-165A| 25~32 105 |15|24 -Q12-110 12-RAC 25- 55A 1.8
-180A 112 -Q12- 80 |SP12-12-45 AEG12 18 | 2
-RAC32-150A 77 -Q16- 95 . 2.1 ’

-180A| 32~45 110 [19/30 -Q16-125 16-RAC 32- 55A 2.3
-195A 122 -Q16- 95 |SP16-16-45 23 | 2
-RAC43-150A 97 -Q20- 80 . 2.4 ’

HSK63A 180A| 43~55 | 130 |40 -020-110 20-RAC 43- 70A 26
-210A 157 50 -Q20- 80 | SP20-20-60 29 | 2
-RAC53-165A 135 -Q26- 95 . 2.2 i

-210A| 53~70 180 |53 -Q26-140 26-RAC 53- 70A| AEG16 | 3.0
-225A 195 -Q26- 95 | SP26-26-60 29 | 2

-RAC70-180A 180 -Q34- 95 45
Ag5A| 010 g5 %50 Qs4t0| —  |YHRACT0- B3R 49 | 3

-RAC100-195A| 100~130| 195 |83 -Q42- 95 42-RAC100-100A 6.5

*“F” grade inserts are supplied as standard with the head.I7&~P.66 Please refer 75~ P.95 for cutting condition.
*Please refer [z~ P.243 for base holder, IZ&~P.86 for spacer and [ZZ~P.69 for head.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. HSK63A-RAC53-165A-C
% For HSK40A or 50A, modular connection system is applied. Please refer IZZ~ P.243 for Base Holder.

*When L length is required longer than standard, please specify the boring depth M.

High Pressure Coolant
Through Tool
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A HSK BALANCE-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.

M Double Cutting Capability B Example of 2 Stepped
Balance Cut
_ Approx. dquble rerr_\c_)val_of
below cutting condition is
possible by -0.3 Cartridge.
1= P.70
N N
0.3mm
; u
| 11\
Boring | Boring Shank s P 232 :
pacer Weight| _.
TAPER Code No. Range | Depth |C|C. Code No. Code No. (ko) Fig
D M Head Code No. |Tip No.
HSK100A-RAC 25-150A 67 HSK100A-Q12- 95 | 39/
180A| 25~32 | 105 |15|24 -Q12-125 12-RAC 25- 55A 4.1
- -Q12- -19-.
195A 112 Q12- 95 |SP12-12-45 AEG12 401 2
-RAC 32-180A 77 -Q16-125N . 4.6 ’
-210A| 32~45 110 [31/50 -Q16-155 16-RAC 32- 55A 4.8
-225A 122 -Q16-125N | SP16-16-45 48| 2
-RAC 43-180A 97 -Q20-110 . 4.9 ’
-195A 130 |40/ 60 -Q20-125 5.0
43~ 20-RAC 43- 70A
225A 379 142 -Q20-110 | SP20-20-45 il 5.3 2
HSK100A -240A 157 -Q20-110 | SP20-20-60 54
-RAC 53-210A 117 -Q26-140 . 6.1 i
-240A| 53~70 182 |53| 65 -Q26-170N 26-RAC 53- 70A 6.2
-270A 177 -Q26-140 | SP26-26-60 AEG16 | 68| 2
-RAC 70-255A 202 -Q34-170 o 8.7 i
-285A| 70~100| 232 |64|80 -Q34-200 34-RAC 70- 85A 9.1
-315A 262 -Q34-170 | SP34-34-60 10.1 | 2
-RAC100-225A 225 -Q42-125 . 11.7 i
-290A| 100~130| 290 (83|83 -Q42-190 42-RAC100-100A 11.7
-315A 315 -Q42-125 | SP42-42-90 151 | 2
*“F” grade inserts are supplied as standard with the head. IZ=~P.66 Please refer IZ5-P.95 for cutting condition.
*Please refer 5~ P.243 for base holder, 7=~ P.86 for spacer and =&~ P.69 for head.
*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK100A-RAC53-210A-C
*HSK100A-RAC100-375A, 425A and 475A are also available.
Minsert tip for RAC-A
Viaterial StainlsetsgSteel Please add the grade indication into O,
ateria Cast Iron and add the insert tip material indication
Aluminium ° at the end off the Code No.
cooaed | | €.9. AEG16-F2(KW10)
Grade F
Material
Applicable Arbor Dimension Code No. Ngse:; —
RAC25A 95— 53§l \\20 AEG12-O1| 0.1 [ ]
' ] B AEG12-0O2| 0.2 (]
RAC32A o0, {37 938 ¢AEGT090304L ool 04 pS
PSS aml b, AEG16-O1| 0.1 [
RAC43A-RAC530A i \ 1, %44 AEG16-02| 0.2 o
SOEgls ) Tcp(AE(;|'1503()4|_) AEG16-O4| 0.4 [ )

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

Rough Boring—For Through Hole and Multi Sheets

*“C” grade (Coated) inserts are supplied as standard with the head.[Z&~P.68 Please refer 1Z&~P.95 for cutting condition.

*Please refer [Z5~P.243 for base holder, IZ5~ P.86 for spacer and IZ5~P.69 for head.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. HSK63A-RAC53-165K-C
Y For HSK40A or 50A, modular connection system is applied. Please refer [Z=~ P.243 for Base Holder.

*When L length is required longer than standard, please specify the boring depth M.

/N

L
$C1 M ».20°
e A
218
. f =
Fig.1 h e
LM |
L ,\~FO
®C M 7120° oC AT
1oc AT : op
~~~~~~ =in) 148
f ¥
Fig.2 N o s Fig.3 T 5
‘ (Spacer) he
Boring | Boring Shank S :
pacer Weight| _.
TAPER Code No. Range | Depth |C|C. Code No. Eore V. (ko) Fig
D M Head Code No. |Tip No.
HSK 63A-RAC25-135K 67 HSK 63A-Q12- 80 o 1.7 ’
-165K| 25~32 105 |15/ 24 -Q12-110 12-RAC 25- 55K 1.8
-180K 112 -Q12- 80| SP12-12-45 18 | 2
SC09
-RAC32-150K 77 -Q16- 95 . 2.1 ’
-180K| 32~45 110 |19] 30 -Q16-125 16-RAC 32- 55K 2.3
-195K 122 -Q16- 95| SP16-16-45 23 | 2
-RAC43-150K 97 -Q20- 80 . 2.4 ’
HSK63A 180K | 43~55 | 130 |40 -Q20-110 20-RAC 43- 70K 26
-210K 157 50 -Q20- 80| SP20-20-60 29 | 2
-RAC53-165K 135 -Q26- 95 . 2.2 i
-210K| 53~70 180 |53 -Q26-140 26-RAC 53- 70K| SC12 | 3.0
-225K 195 -Q26- 95 | SP26-26-60 29 | 2
-RAG70-180K 180 -Q34- 95 4.5
g5k 10190 105 ®45, 4 i I e 49 | 3
-RAC100-195K | 100~130| 195 |83 -Q42- 95 42-RAC100-100K 6.5

High Pressure Coolant

Through Tool



A/ HSK BALANCE-CUT BORING ARBOR (RAC-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.

M Double Cutting Capability

N\

P.2314
Borin Borin . .
TAPER Code No. Rangg Deptf? clc Cf:eanl\'fo_ Cigzcﬁro. = W(i'gg)h‘ Fig
D M Head Code No. |Tip No.
HSK100A-RAC 25-150K 67 HSKIO0AQI2- 95 | 39
180K| 25~32 | 105 |15|24 Q12125 12-RAC 25- 55K 4.1
195K 112 Qf2- 95 |SP12-12-45 scog |40 2
-RAC 32-180K 77 Qe1BN| 46
210K| 32~45 | 110 |31]50 -Q16-155 16-RAC 32- 55K 48
-225K 122 -Q16-125N | SP16-16-45 48| 2
-RAC 43-180K 97 Qo0 | 49
-195K 130 -Q20-125 20-RAC 43- 70K 5.0
25k 0 g 400 Q20110 | SP20-20-45 5.3
HSK100A 240K 157 1020-110 | SP20-20-60 54 °
-RAC 53-210K 117 6140 | 61
240K| 53~70 | 182 |53|65 -Q26-170N 26-RAC 53- 70K 6.2
270K 177 Q26140 | SP26-26-60 SC12 | 68| 2
-RAC 70-255K 202 0 | 87
285K | 70~100| 232 |64|80 -Q34-200 34-RAC 70- 85K 9.1
315K 262 Q34170 | SP34-34-60 101/ 2
-RAC100-225K 205 o125 | axap
290K |100~130| 290 |83|83 Q42190 42-RAC100-100K 11.7
-315K 315 Q42125 | SP42-42-90 151 2

*“C” grade (Coated) inserts are supplied as standard with the head. 5~ P.68 Please refer IZ5~ P.95 for cutting condition.
*Please refer IS~ P.243 for base holder, 175~ P.86 for spacer and IZ5~ P.69 for head.
For centre through tool coolant type, please add “-C” at the end of Code No. e.g. HSK100A-RAC53-210K-C
*HSK100A-RAC100-375K, 425K and 475K are also available.

M Insert tip for RAC-K ® :best O:good
Steel ® .
_ Stainiess Sieel . Please add the grade indication into O,
Material Cast Iron O ° and add the insert tip material indication
Aluminium - _ at the end off the Code No.
Coate Coate
Carbide M | Carbide K e.g. SC12-C8(AC630M)
Grade C
Material
Applicable Arbor Dimension Code No. |[Nose R (G, e
RAC25K 2% L
PACK Eﬂ Jos 0 SC09-04| 04 | @ °
LT sewroroaoan
4%"<j7,
racask-RACIook | [[es 10, L sc12-08| 038 ° °
\\ - %o
el ) LI seumiansoen

Y Minimum order quantity : 10pcs.
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A/ HSK BALANCE-CUT RAC BORING ARBOR for LARGE DIA.

W With the screws for slight adjustment
M Boring Dia. : $130~¢580mm

|For Roughing|

Insert tip
L CNo8

99X

RAK Arbor

[9)
RPCPlate pcc cartridge

MSH

RAC
Boring Dia.:p130~580mm
TAPE SN MIN.EMAX. L c RcAoEeA ’r\lbgr PI:t: ilo. CartSdcgce No. V\ésg)ht
HSK 63A-RAC130-205| 130~180 RPC-130 6.5
HSK 63A "RAC180-205| 1s0~230 | 2% | 6 | HSK 63A-RAK-130 180 75
HSK100A-RAC130-185 185 HSK100A-RAK-110A 9.3
-235 235 -160A 11.8
-285 285 -210A 145
-335| 130~180 | 335 -260A RPC-130 17.2
-385 385 -310A 19.9
-435 435 -360A 22.6
-485 485 -410A 25.3
-RAC180-185 185 -RAK-110A 11.3
-235 235 -160A 9.9
-285 285 -210A 12.4
-335| 180~230 | 335 -260A RPC-180 15.1
-385 385 -310A 17.8
-435 435 -360A For Heavy 20.5
-485 485 90 -410A 2;“#;\052‘3 23.2
-RAC230-185 185 -RAK-110A Castiron | 106
-235 235 -160A Rcc.430 | 131
HSK100A -285 285 -210A x2 15.8
-335| 230~280 | 335 -260A RPC-230 Insert Tip 18.5
-385 385 -310A CNO3 21.2
-435 435 -360A 23.9
-485 485 -410A 26.6
-RACG280-185 185 -RAK-110A 11.2
-235 235 -160A 13.7
-285 285 -210A 16.4
-335| 280~330 | 335 -260A RPC-280 19.1
-385 385 -310A 21.8
-435 435 -360A 24.5
-485 485 -410A 27.2
-RAC330-210 | 330~380 RPC-330 17.8
-RAC380-210 | 380~430 -380 18.6
-RAC430-210 | 430~448 210 98 | HSK100A-RAK330-125 -430 19.5
-RAC480-210 | 480~530 -480 20.4
-RAC530-210 | 530~580 -530 21.2

*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 1z~ P.95 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.236 for cartridges. e.g. HSK100A-RAC130-185E 08(0°~180")

N

*Please referz=-P.236 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. HSK100A-RAC180-235 (90°)

*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK100A-RAC130-185-C

Drive Key

Cutting Edge

View from Cutting Edge High Pressure Coolant

235 Through Tool



A HSK MODULAR TYPE ARBOR

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

RAK

_—

N O

‘«60%

Weidh Hex. Socket bolt
. eight
Code No. Boring Range L D P (Kg)
HSK 63A-RAK-130 130~230 130 4.3 RPC-130, 180
HSK100A-RAK-110A 110 6.7
-RAK-160A 160 9.2
-RAK-210A 210 11.9
_RAK-260A 130~330 | 260 | %2 | ¥ [Tq4p RPC-130, 180, 230, 280 M1035
-RAK-310A 310 17.3
-RAK-360A 360 20.0
-RAK-410A 410 22.7
-RAK330-125 330~580 125 | 240 | 100 11.3 RPC-330, 380, 430, 480, 530 M1045

*The location of the cutting edge is same as the drive key for standard. The different location is available, please specify 6. e.g. HSK100A-RAK-160A(90°)
*For centre through tool coolant type, please add“-C”at the end of Code No. e.g. HSK100A-RAK-160A-C 2 set of coolant nozzles are standard accessory.

BALANCE CUT PLATE for LARGE DIA.<RPC Plate>

L
~ 35 == 35~ [ 73*0
(100) | (100) A
/ o (j ¢f0.5 —
= (30)
X 7 | o]
(45)
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-130 130~180 118| 1.4 | RPC-330 330~380 316| 5.3 | RPC-530 530~580 516| 8.7
-180 180~230 166| 2.0 -380 380~430 366| 6.1
-230 230~280 216| 2.7 -430 430~480 416| 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 alumi For Through Hole
and Cast Iron Iron and Cast Iron or aluminum and Multi Sheets Cartridae Lock Bolt
RCC-130 RCC-130E RCC-130A RCC-130K Please ren%\,e the bolt when
(CNO08) (CC12) (AEG16) (sc12) using RAC-130 type for
$130~157mm.
55 Mg M8
\ :7:7:7:7:7 (o) ff 115
. [——59— [--30—
Tess 1 60—
Weight :0.6Kg
Insert Clamp Adjust Adjust Wrench | Set Screw| L-Wrench |Hex Socket .
Tip Bolt Screw Wrench | for Insert (M8) | for M815 Bolt Bolt ARl HPS e
Accessories
B s SR EQN >
< | G E %, | 8 "g;/%
Code No. * CSM-70 | M540 M3 20S M815 M4 M625 RPC-130,180,230,280,330,380,430,480,530

s : The insert tip is RCC-130:CNO08 (IZ&P.64), RCC-130E:CC12 (1=5~P.62), RCC-130A:AEG16 (IZ=~P.66), RCC-130K:SC12 (IZ="P.68) Please referr=s—P.95 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 HSK ZMAC BORING ARBOR (ZMAC)

|Boring for Finishing |

ZMAC16

B

Fig.3

BieINGlex}

i
N
Y

ZMAC100, 140

ol
Fig.2
Code No. of the insert tip are shown.
Bori Bori Extension PfAB
orin orin ;

TAPER Code No. Rangg Deptr? clc Ciggr,‘\'fo_ Spacer it Weight | Fig

D M Sz NE: Head No. |Insert No. | (k9)

HSK63A-ZMAG16-125 38 12-ZMAC16- 45 1.6
135 15.8~20.2 13 15| 24 |HSK63A-Q12- 80 12-ZMAC16- 55 16 3
-ZMAC20-120 45 -Q 9- 80 o 16 |

-135| 19.8~25.2 67 |19/30 -Q 9- 95N 9-ZMAC20- 40 3MP-C.B 1.6
-150 75 -Q 9-80 |SP 9- 9-30 TI1T7 ]2
-ZMAC25-120 52 -Q12- 80 . 1.7 i

-150 | 24.8~32.2 90 |24|35 -Q12-110 12-ZMAC25- 40 1.8
-165 97 -Q12- 80 |SP12-12-45 18 | 2
-ZMAC32-150 77 -Q16- 95 L 2.2 :

-180| 31.8~422| 110 31|42 -Q16-125 16-ZMAC32- 55 |4MP-C,B| 2.4
HSK63A -195 122 -Q16- 95 |SP16-16-45 24 | 2
-ZMAC42-150 97 -Q20- 80 . 2.7 i

-180| 41.8~552| 130 40|50 -Q20-110 20-ZMAC42- 70 2.9
-210 157 -Q20- 80 | SP20-20-60 31| 2
-ZMAC55-165 135 -Q26- 95 L 3.6 :

-210| 548~702| 180 53|50 -Q26-140 26-ZMAC55- 70 6MP-C.B 4.3
-225 195 -Q26- 95 | SP26-26-60 143 ] 2

-ZMAC70-165 165 -Q34- 95 5.1
-180| 69.8~852| 180 |67(52.4 -Q34-110 o 34-ZMAC70- 70 55 A

-225 225 -Q34- 95 | SP34-34-60 6.5

-ZMAC85-195 |84.8~1002| 195 |83|52.4 -Q42- 95 — 42-ZMAC85-100 8.7

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01lmm on diameter.
*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). IZ5~P.98 Please refer [Z5~P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. ‘

*Please refer [Z5~ P.243 for base holder, IZ&~ P.86 for spacer and [Z5~ P.77, P.78 for head. M
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. HSK63A-ZMAC55-165C.

% For HSK40A or 50A, modular connection system is applied. Please refer IZ5~ P.243 for Base Holder. o
*When L length is required longer than standard, please specify boring depth M. L : -

M Boring Arbor with Extension Spacer MZMAC for Multi-Stage Boring Bar =Pp.91

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool
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A HSK ZMAC BORING ARBOR (ZMAC)

EwWith ZMAC& Boring Head
Please add "AA" at the end of Code No.
e.g. HSK63A-ZMAC42-150AA

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

s B e BF

o ) g
Unlock Adjust diameter Lock
Code No. of the insert tip are shown.
Bori Bori Extension P%s
orin orin % :
TAPER Code No. Rangg Deptr? clc Cﬁggr,'\'fo_ Spacer it V‘(’ﬁg;‘t Fig
D M Code No. Head No. Insert No.

HSK100A-ZMAC 16-140 38 12-ZMAC 16- 45 3.9

150 15.8~20.2 48 15| 24 |HSK100A-Q12- 95 12-ZMAC 16- 55 39 3

-IMAC 20-150 45 -Q 9-110 o 40
-165| 19.8~25.2 67 191 40 -Q 9-125N 9-ZMAC 20- 40 3MP-C.B 4.0

-180 75 -Q 9-110 |SP 9- 9-30 412

-IMAC 25-135 52 -Q12- 95 . 4.0 ]
-165| 24.8~32.2 90 |24 44 -Q12-125 12-ZMAC 25- 40 4.0

-180 97 -Q12- 95 |SP12-12-45 41| 2

-IMAC 32-180 77 -Q16-125N . 4.7 i
-210| 31.8~422 110 |31 50 -Q16-155 16-ZMAC 32- 55|4MP-C,B| 4.8

-225 122 -Q16-125N | SP16-16-45 49| 2

-ZMAC 42-180 97 -Q20-110 L 5.2 ]
-195 130 -Q20-125 5.2

95| #1872 40| 60 020110 | SP20-20-45] 20-ZMAC 42- 70 56,
-240 157 -Q20-110 | SP20-20-60 5.7

-ZMAC 55-210 117 -Q26-140 . 6.7 1
HSK1 00 A -240 | 54.8~70.2 182 |53| 65 -Q26-170N 26-ZMAC 55- 70 6.8

-210 177 -Q26-140 | SP26-26-60 83| 2

-ZMAC 70-240 187 -Q34-170 . 9.2 1
-210| 69.86~852 | 217 |67 80 -Q34-200 34-ZMAC 70- 70 9.8

-300 247 -Q34-170 | SP34-34-60 10.7 | 2

-IMAC 85-225 187 -Q42-125 . 11.7 1
-290|848~1002| 252 |83|— -Q42-190 42-ZMAC 85-100 | 6MP-C,B| 14.2

-315 277 -Q42-125 | SP42-42-90 152 | 2
-ZMAC100-225 225 -Q42-125 11.6
-290 290 -Q42-190 14.3
-325(99.5~1405| 325 |95|98 -Q42-225A — 42-ZMAC100-100 117.0 |
-375 375 -Q42-275A 19.7

-425 425 -Q42-325A 22.4 4
-ZMAC140-225 225 -Q42-125 13.0
-290 290 -Q42-190 15.7
-325|139.5~1805| 325 [135 98 -Q42-225A — 42-ZMAC140-100 18.4
-375 375 -Q42-275A 21.1
-425 425 -Q42-325A 23.8

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. %For Centre Through Tool Coolant type, add “C” at the end of Code No. e.g. HSK100A-ZMAC55-210C.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). =&~ P.98
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer IZ5~P.96 for cutting condition.
*Please refer [Z5~ P.243 for base holder, IZ5~ P.86 for spacer and IZ5~ P.77, P.78 for head. 238



MSH

A/ HSK ZMAC BORING ARBOR (ZMAC-R)

|Boring for Semi-Finishing—ZMAC-R |

ZMAC100, 140

=
Code No. of the insert tip L@ are shown.

Boring | Boring Extension m
TAPER Code No. Range | Depth |C|C. Cigsr,'\'fo_ Spacer B Vgiiggt Fig
D M Code No. Head No. |InsertNo.| °
HSK63A-ZMAC32R-150 77 HSK63A-Q16- 95 . 2.2 ’
-180 | 31.8~422| 110 |31]42 -Q16-125 16-ZMAC32R- 55 2.4
-195 122 -Q16- 95 |SP16-16-45 24 | 2
-ZMAC42R-150 97 -Q20- 80 . 2.7 ’
-180 | 41.8~55.2| 130 |40 50 -Q20-110 20-ZMAC42R- 70 |CCO06-C| 2.9
-210 157 -Q20- 80 |SP20-20-60 31| 2
HSK63A -ZMAC55R-165 135 -Q26- 95 36
-210| 54.8~702 | 180 |53|50 -Q26-140 o 26-ZMAC55R- 70 4.3 1
-225 195 -Q26- 95 |SP26-26-60 43 | 2
-ZMAC70R-165 165 -Q34- 95 5.1
-180| 69.8~852 | 180 |67/52.4 -Q34-110 o 34-ZMAC70R- 70 CCO08-C 55 4
-225 225 -Q34- 95 |SP34-34-60 6.5
-ZMAC85R-195 |84.8~100.2| 195 |83|52.4 -Q42- 95 = 42-ZMAC85R-100 8.7

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 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). IZ5~ P.76 Please refer [Z5~ P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. L

*Please refer IZ5~ P.243 for base holder, IZ5~ P.86 for spacer and IZ5~ P.77, P.78 for head. ‘ M ‘
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. HSK63A-ZMAC55R-165C.
*For HSK40A or 50A, modular connection system is applied. Please refer [Z5~ P.243 for Base Holder. °
*When L length is required longer than standard, please specify boring depth M. LJUU_N
M Boring Arbor with Extension Spacer MZMAC for Multi-Stage Boring Bar ==p.91 L -
Please contact us for the special boring bar. "e% r ﬁ

High Pressure Coolant
Through Tool
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A/ HSK ZMAC BORING ARBOR (ZMAC-R)

M Insert Tip for ZMAC-R

NIKKEN

@®best (O:good
S : Please add the grade indication into O,
Cast Iron O [) and add the insert tip material
Materta Figh Spae fhich for Caston indication at the end off the Code No.
Hardened Steel e.g. CC12-C8(AC630M)
High Speed finish for Aluminium
cg%?;idm Cg:’bf’i‘idK There is the CBN insert tip which both corners can be used.
rade . Pla refer i===P.98 for ISO code of the insert tip.
Applicable Arbor Dimension Code No. mztse::! ACE30M ACAL0K @
ZMAC32R, _ 2381 L CC06-O4| 0.4 [ [
ZMAC42R, éggss %Em
ZMACS55R T T coumoseon | CC06-08| 0.8 )
ZMAGTOR, Tﬁ‘ @ ccos-O4| 0.4 ° )
ZMACESR Egjzs %gCMTOQTSON Ccos-O8| 08 ® ®
Vel Tﬁ"% cc12-04| 04 ° °
ZMACLAOR £§i7 TS‘ZCMTH[MON Cc12-08| 08 ® ®
=y
Code No. of the insert tip @ are shown.
=)
Borin Borin Extension P.240
TAPER Code No. Rangg Deptr? clC nggr;\ll(o. Spacer b Vélle(ig;n Fig
D M Lo e Head No. Insert No. g
HSK100A-ZMAC 32R-180 77 HSK100A-Q16-125N . 4.7 :
-210| 31.8~42.2 110 |31 50 -Q16-155 16-ZMAC 32R- 55 4.8
-225 122 -Q16-125N | SP16-16-45 491 2
-ZMAC 42R-180 97 -Q20-110 . 5.2 1
-195 130 -Q20-125 5.2
225 41.8~55.2 142 40| 60 Q20110 | SP20-20-45 20-ZMAC 42R- 70| CCO06-C 56 )
-240 157 -Q20-110 | SP20-20-60 5.7
-ZMAC 55R-210 117 -Q26-140 . 6.7 i
-240 | 54.8~70.2 182 |53 65 -Q26-170N 26-ZMAC 55R- 70 6.8
-270 177 -Q26-140 | SP26-26-60 83| 2
-ZMAC 70R-240 187 -Q34-170 . 9.2 :
-270| 69.8~85.2 217 |67 80 -Q34-200 34-ZMAC 70R- 70 9.8
HSK1 UU A -300 247 -Q34-170 | SP34-34-60 CC08-C 10.7 | 2
-ZIMAC 85R-225 187 -Q42-125 o 11.7 ’
-290|84.8~1002| 252 |83|— -Q42-190 42-ZMAC 85R-100 14.2
-315 277 -Q42-125 | SP42-42-90 152 | 2
-ZMAC100R-225 225 -Q42-125 11.6
-290 290 -Q42-190 143
-325|99.5~1405| 325 95|83 -Q42-225A — 42-ZMAC100R-100 117.0 |
-375 375 -Q42-275A 19.7
-425 425 -Q42-325A 224
-IMAC140R-225 225 Q42-125 C12C a0 4
-290 290 -Q42-190 15.7
-325(139.5~180.5 325 (135 83 -Q42-225A = 42-ZMAC140R-100 18.4
-375 375 -Q42-275A 21.1
-425 425 -Q42-325A 23.8

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. % For Centre Through Tool Coolant type, add“C”at the end of Code No. e.g. HSK100A-ZMAC55R-210C.
*“C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life).I=&~ P.76

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
*Please refer IZ5~ P.243 for base holder, 155~ P.86 for spacer and =&~ P.77, P.78 for head.

Please refer [IZ5~P.96 for cutting condition.




Y /A HSK BALANCE-CUT BAC BORING ARBOR for LARGE DIA. INIKKEN

B MIN. dial readout on dia. : 0.01mm
M Boring Dia : $130~¢595mm

L
ZMAC Unit

|For F|n|sh|ng|

Insert 6MP:6MP
P

MSH

BAC T
RAK Arbor‘
N\
Boring Dia:¢130~595mm é&%
D RAK Arbor PPC Plante | Cartridge | Weight
TAPER Code.No MIN~MAX.| - c Code Nb:. No (Balancen) <K§>
HSK 63A-BAC130-205| 130~195 RPC-130 6.5
HSK G3A -BAC180-205 | 180~245 | 200 | 61 | HSK 63A-RAK-130 180 75
HSK100A-BAC130-185 185 HSK100A-RAK-110A 9.5
-235 235 -160A 12.0
-285 285 -210A 14.7
-335 | 130~195 335 -260A RPC-130 17.3
-385 385 -310A 20.1
-435 435 -360A 22.8
-485 485 -410A 25.5
-BAC180-185 185 -RAK-110A 10.1
-235 235 -160A 12.6
-285 285 -210A 15.3
-335 | 180~245 335 -260A RPC-180 18.0
-385 385 -310A 20.7
-435 435 -360A 23.3
-485 485 -410A 26.1
-BAC230-185 185 | %0 -RAK-110A MCCZ-130 | 10.8
-235 235 -160A (MCC-1308B) | 133
HSK100A -285 285 -210A Insert 6MP | 16.0
-335 | 230~295 335 -260A RPC-230 18.7
-385 385 -310A 21.3
-435 435 -360A 24.1
-485 485 -410A 26.8
-BAG280-185 185 -RAK-110A 11.4
-235 235 -160A 13.9
-285 285 -210A 16.6
-335| 280~345 335 -260A RPC-280 19.3
-385 385 -310A 22.0
-435 435 -360A 24.7
-485 485 -410A 27.4
-BAC330-210 | 330—~395 RPC-330 18.0
-BAC380-210 | 380~445 -380 18.8
-BAC430-210 | 430~495 210 98 | HSK100A-RAK330-125 -430 19.7
-BAC480-210 | 480~545 -480 20.6
-BAC530-210 | 530~595 -530 21.4
*“C" grade (Coated) Inserts are supplied as standard.iz5"P.98 Please refer 15~ P.96 for cutting condition. d0°'~180°)

*Unit “M5HZ-55" is provided as standard, please refer 1z~ P.236 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. HSK100A-BAC180-235 (90°)
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. HSK100A-BAC130-185-C

View from Cutting edge.

High Pressure Coolant
Through Tool
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Y /A 'HSK BALANGE-CUT BCB BORING ARBOR for LARGE DIA

| For Roughing / Finishing |

BCB

RPC Plate

s/ | §]
RAK Arbor MCC-1308 P%8
Boring Dia:$130~595mm L5
D PPC Plante Cartridge | Weight
TAPER Code.No MIN~MAX. | = | © e N No (Balancen | (Kg)
HSK 63A-BCB130-215 | 130~195 RPC-130 6.9
HSK G3A 'BCB180-215 | 180~245 | 210 | 61 | HSK B3A-RAKLI0 180 7.9
HSK100A-BCB130-195 195 HSK100A-RAK-110A 9.8
-245 245 -160A 12.3
-295 295 -210A 15.0
-345 | 130~195 345 -260A | RPC-130 17.7
-395 395 -310A 204
-445 445 -360A 23.1
-495 495 -410A 25.8
-BCB180-195 195 HSK100A-RAK-110A 10.2
-245 245 -160A 12.9
-295 295 -210A 15.6
-345 | 180~245 | 345 -260A | RPC-180 18.3
=325 395 -310A 21.0
-445 445 -360A 23.7
-495 495 90 -410A 26.4
-BCB230-195 195 HSK100A-RAK-110A BCB-130 10.9
-245 245 -160A (MCC-130B) | 136
HSK100A -295 295 -210A Insert 10MP | 16.3
-345 | 230~295 | 345 -260A | RPC-230 19.0
=225 395 -310A 21.7
-445 445 -360A 24.4
-495 495 -410A 27.1
-BCB280-195 195 HSK100A-RAK-110A 11.5
-245 245 -160A 14.2
-295 295 -210A 16.9
-345 | 280~345 | 345 -260A | RPC-280 19.6
5995 395 -310A 22.3
-445 445 -360A 25.0
-495 495 -410A 27.7
-BCB330-220 | 330~395 RPC-330 18.1
-BCB380-220 | 380~445 -380 18.9
-BCB430-220 | 430~495 | 220 | 98 | HSK100A-RAK330-125 -430 19.8
-BCB480-220 | 480~545 -480 20.7
-BCB530-220 | 530~595 -530 215
*10MP-T (Cermet) is supplied as standard. 5~ P.98 Please refer 1=~ P.96 for cutting condition.
*MIN. dial readout on dia.: 0.02mm, Sub scale: 0.002mm Up to 4)800 is also available.

Please contact with us.

/>

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. HSK100A-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.

Stepped Cut
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243

A WsK BASE HOLDER for MODULAR TYPE

Fig.1
o
L H—-
] o
PR eC oo
Tt | l
TAPER Code No. Q L C C1 H H1 COUP"\ilgg Bolt | Fig. | weight(kg)
HSK 40A | HSK 40A-026- 75 26 | 75 | 50 | 336 | 55 40 B26N 3 08
HSK 50A | Hsk 50A-026-75 | 26 | 75 | 50 | 416 | 48 | 33 B26N 3 1.1
HSK 63A-Q 9- 80 80 49 5 0.7
- 95N J 95 19 30 64 27 B1e 2 0.7
-012- 80 80 49 12 0.8
-110 12 110 24 % 79 50 B12 2 0.8
-016- 95 95 64 22 1.0
-125 16 125 3 42 94 59 B16 2 1.1
-020- 80 80 53 27 1.4
2 4 B2 2
HSK 63A -110 0 110 0 50 83 60 0 1.3
-026- 60 60 33 1.0
- 95 26 95 50 = 68 = B26N 1 1.5
-140 140 113 2.3
-034- 95 95 68 53 2.0
-110 34 110 o4 524 83 68 B34 3 2.4
-042- 95 42 95 83 524 68 35 B42 3 2.5
HSK100A-Q 9-110 110 76 5 2.3
-125N 9 125 19 40 91 27 B19 2 2.3
-012- 95 95 61 12 2.3
-125 12 125 24 4 91 50 B12 2 2.3
-016-125N 125 91 22 2.8
-155 16 155 31 50 121 99 B16 2 2.9
-020-110 110 76 27 3.0
-125 20 125 40 60 91 60 B20 2 2.9
-026- 65 65 = 33 — 1 24
HSK1 00 A -140 26 140 50 65 106 45 B26N 5 45
-170N 170 136 110 4.6
-034-140 140 = 106 = 1 4.4
-170 34 170 64 80 138 117 B34 » 5.3
-200 200 168 147 5.9
-042-125 125 95 5.3
-190 42 190 8 160 7.9
-042-225A 205 _ B - 1 11.7
2058 |, | 275 | o - 14.4
-325A 325 17.1
-375A 375 19.8
*$C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity.
*All base holders have a centre through-tool coolant hole. L
% The Coupling screw & wrench are supplied as standard. <« M—>
When L length is required longer than standard, please specify the boring depth M. ]
* gth is req ger than st p pecify t g dept [] =] ono.

L




AV HsKDJBORING BAR

Solid Carbide DJ Bit

DJ
A e
High Pressure Coolant P98 PCQ
Through Tool is available. £22 <
Boring | Boring Bit Hole Shank Head Bit )
TAPER Code No. Range | Depth | L | C Size Code No. Code No. | Stroke CDd] B’\';f
D M J HSK No.-Q-h Q-MinD-h1 S ode o
HSK 63A -DJ3- 96 HSK 63A-026-
3~28 | 14~ 80 % 45 10 S Gl p 026-DJ3-36 52
-DJ8-104AN 104 HSK 63A-026- 60
-139AN 3~50 | 14~130 139 59 16 05 -DJ8-44AN| 6.0
HSK100A -DJ3-101 101 HSK100A-026- 65
~ ~ -DJ3- : 10
HSK-muA 206 3~28 | 14~ 80 206 45 10 170 026-DJ3-36 5.2
-DJ8-109AN 109 HSK100A-026- 65
210AN 3~50 | 14~130 214 59 16 170 -DJ8-44AN| 6.0 J16

*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 to HSK63A-DJ8-94A : J16-8-40, J16-18-80, J16-28-85, J16-38-85
Bits included to HSK63A-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. HSK63A-DJ3-96-BD
% Shank and DJ Head (including Boring Bits)are delivered in separate packages.
*Please refer Iz5~ P.84 for Boring Bits. Please refer 1z~ P.97 for cutting condition.

A gz yok BASE HOLDER for MODULAR TYPE

=
~——-L
< H—|
— 1
- * (DCq)Cl
’THT’
MDQ
Photo shows with spacer W
and ZMACK head. PAT.
TAPER Code No. Q L C C1 H Weight(kg) ZMAC Boring Range
HSK 50A| HSK 50A-MDQ26- 95 26 95 50 50 95.0 1.2 16~70
HSK 63A| HSK 63A-MDQ26-100 26 100 50 52.4 30.0 1.5 16~70
HSK100A-MDQ26-135 26 135 50 18.0 52 16~70
HSK100A -MDQ34-140 34 140 64 80 275 5.3 16~85
-MDQ42-150 42 150 83 121 6.1 16~180
*All base holders have a centre through coolant hole. [fe——L——
% The coupling bolt and wrench are supplied as standard. <~ M
*When L length is required longer than standard, please specify the boring depth M and Q No. r__ ==
L > Q No.
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A/ NIKKEN REAMER SERIES

Wide Product Range to meet Any Material Requirements
Long Life*High Finishing Accuracy on Tough Materials

Cutting Speed on Each Material for Soluble Coolant Use

Mild Steel
SS400

Cr,Mo.or Ni,Cr.Mo.
Steel ~HRC20

20~50m/min
R

Ductile Cast Iron

20~50m/min

Steel S35C~S55C
eel S35C PF RADICAL REAME

, \ RADICAL REAMER
15~50m/min
Steel S35C~S55C

P.246
“—--—
HRC20~30 ‘

15~40m/min

Cr,Mo.or Ni,Cr.Mo.
Steel HRC20~30

15~40m/min

Malleable Cast Iron,
Meehanite
FC200~FC300

25~40m/min

Die Steel, Stainless,
Heat Resistance

N\

25~35m/min

All | Pre-Harden
oy Stee : Steel. FC450~FC600
10~30m/min Titanium
AN

10~25m/min k

@Radical reamer has been developed for reaming with soluble coolant, thus when the standard radical reamer is used with oil base coolant
the finished diameter might be larger than expected. Please contact with us for further details.
@Please use Carbide Mill Reamer or Carbide Broach Reamer (Non-Coated) for Aluminium.

m Cutting Speed on Each Material for Oil Base Coolant Use

E 10~20m/min 10~20m/min

o Mild Steel ;

E SS400 BROACH Crs't'\gg'lq'ﬁlhccrél\go'
REAMER

i3 4 Sieel'S35C~S55@ P.250
~HRC20_~10~20m/min — 8~12m/min

NC SENSOR Cr,Mo.or Ni,Cr.Mo:

Steel HRC20~30
REAMER '
P.253 '

6~12m/min

Steel S35C~S55C
HRC20~30

8~14m/min “
6~10m/min
. 8 TOUGH-CUT
Stainless Steel
SKILL REAMER
10~30m/min P.251, P.252
Nm 20~30m/min
20~30m/min . Malleable Cast Iron,

Meehanite

20~35m/min

S .
@\‘ N\\“ |
/> CARBIDE ,‘ R R
Aluminium Casting, BROACH REAMER

Die Cast
P.249 Die Steel, Stainless,
‘ Heat Resistance Alloy Steel
l FC450~FC600

20~30m/min

This is just a suggestion for the best combination between NIKKEN
reamers and each material, thus for example the Broach Reamer also
can be used on die steel or non-alloy steel.

The further improved combination can be selected dependent on the

machine, type of coolant and other cutting condition. (The above cutting speed in red shows the ones achieved with carbide reamer.)

245



A/ NIKKEN CARBIDE PF RADICAL REAMER SERIES

TIHA-HINYY

S=E
BPF Radical Mill Reamer {Straight Shank) L .
l Y
—_— »—] o
WT Il 4D
®3~¢p14 with every 0.5mm increment is standard. $15~¢30 with every 1Tmm increment is semi-standard.
Code No. D w7 L $dan7 2 21 22 Rerr(})oval mFrﬁﬁgv
RMSS- 3.0 3.0 60 3 4.0 16 35 0.1~0.3 0.1~0.15
- 4.0 4.0 60 4 4.8 18 35 0.1~0.3 0.1~0.15
- 50 5.0 70 5 4.8 22 40 0.1~0.7 0.1~0.15
- 6.0 6.0 85 6 5.4 25 50 0.15~0.7 0.12~0.2
- 7.0 7.0 90 8 6.0 25 50 0.15~0.7 0.2~0.3
- 80 8.0 100 8 6.6 25 60 0.15~0.7 0.2~0.3
- 9.0 9.0 105 10 7.0 25 60 0.15~0.7 0.2~0.3
-10.0 10.0 110 10 7.2 29 60 0.15~0.7 0.2~0.3
PF-RMSS-11.0 11.0 115 12 7.9 22 65 0.15~0.7 0.2~0.3
-12.0 12.0 125 12 7.9 22 70 0.15~0.7 0.2~0.3
-13.0 13.0 130 12 8.2 22 75 0.15~0.7 0.2~0.3
-14.0 14.0 130 16 9.0 22 75 0.15~0.7 0.2~0.3
-15.0 15.0 140 16 9.0 22 80 0.15~0.7 0.2~0.3
-16.0 16.0 150 16 94 24 90 0.15~0.7 0.2~0.3
-18.0 18.0 155 20 9.4 24 90 0.2~0.7 0.2~0.3
-20.0 20.0 160 20 9.8 24 95 0.2~0.7 0.2~0.3
-21.0 21.0 170 20 10.3 24 105 0.2~0.8 0.2~0.3
-22.0 22.0 170 20 10.8 28 105 0.2~0.8 0.2~0.3
-23.0 23.0 180 25 10.8 28 110 0.2~0.8 0.2~0.3
-24.0 24.0 180 25 10.8 28 110 0.2~0.8 0.2~0.3
-25.0 25.0 190 25 11.3 28 120 0.2~0.8 0.2~0.3
-26.0 26.0 190 25 11.3 28 120 0.2~0.8 0.2~0.3
-27.0 27.0 190 25 11.3 28 120 0.2~0.8 0.2~0.3
-28.0 28.0 200 32 11.6 34 120 0.2~0.8 0.3~0.4
-29.0 29.0 200 32 11.6 34 120 0.2~0.8 0.3~0.4
-30.0 30.0 200 32 11.6 34 120 0.2~0.8 0.3~0.4
*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
% The reamer with * PF-" at the front of the Code No. is Press Fit type, and without this is Carbide Solid type.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck. | .
M PF Radical Reamer {Straight Shank) ‘ —
l | T
ﬂ ¢T ] P«
®3~dp14 with every 0.5mm increment is standard. $15~®30 with every 1Tmm increment is semi-standard.
Code No. D w7 L &dan 2 21 22 Rengpoval mFI’ﬁ/?’gV
RDSS- 3.0 3.0 60 3 4.6 16 35 0.1~0.2 0.1~0.15
- 4.0 4.0 60 4 4.6 18 35 0.1~0.2 0.1~0.15
- 50 5.0 70 5 5.7 22 40 0.15~0.2 0.1~0.15
- 6.0 6.0 85 6 5.7 25 50 0.15~0.2 0.12~0.2
- 7.0 7.0 90 8 7.0 25 50 0.2~0.3 0.2~0.3
- 80 8.0 100 8 7.0 25 60 0.2~0.3 0.2~0.3
- 9.0 9.0 105 10 7.0 25 60 0.2~0.3 0.2~0.3
-10.0 10.0 110 10 7.0 29 60 0.2~0.3 0.2~0.3
PF-RDSS-11.0 11.0 115 12 7.0 22 65 0.2~0.3 0.2~0.3
-12.0 12.0 125 12 7.0 22 70 0.2~0.3 0.2~0.3
-13.0 13.0 130 12 7.0 22 75 0.2~0.3 0.2~0.3
-14.0 14.0 130 16 7.0 22 75 0.2~0.3 0.2~0.3
-15.0 15.0 140 16 7.0 22 80 0.2~0.3 0.2~0.3
-16.0 16.0 150 16 7.0 24 90 0.2~0.3 0.2~0.3
-18.0 18.0 155 20 7.0 24 90 0.2~0.3 0.2~0.3
-20.0 20.0 160 20 7.0 24 95 0.2~0.3 0.2~0.3
-21.0 21.0 170 20 8.0 24 105 0.3~0.5 0.2~0.3
-22.0 22.0 170 20 8.0 28 105 0.3~05 0.2~0.3
-23.0 23.0 180 25 8.0 28 110 0.3~0.5 0.2~0.3
-24.0 24.0 180 25 8.0 28 110 0.3~0.5 0.2~0.3
-25.0 25.0 190 25 8.0 28 120 0.3~0.5 0.2~0.3
-26.0 26.0 190 25 8.0 28 120 0.3~0.5 0.2~0.3
-27.0 27.0 190 25 8.0 28 120 0.3~0.5 0.2~0.3
-28.0 28.0 200 32 8.0 34 120 0.3~0.5 0.3~0.4
-29.0 29.0 200 32 8.0 34 120 0.3~0.5 0.3~0.4
-30.0 30.0 200 32 8.0 34 120 0.3~0.5 0.3~0.4
*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*The reamer with ‘PF-" at the front of the Code No. is Press Fit type, and without this is Carbide Solid type. 246

*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
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A NIKKEN CARBIDE MILL REAMER
REe
B HMS (Straight Shank) [Through Hole| %
R ~

=
=

03, v4, p5~¢p14 with every 0.5mm increment is standard. $15~¢p30 with every 0.5mm incremental is semi-standard.

Code No. D w7 L ®dan7 2 £1 22 Rerz)oval mFI’Te’I/ergV
HMS- 3.0 3.0 60 3 4.0 16 35 0.1~0.3 0.1~0.3
- 4.0 4.0 60 4 4.8 18 35 0.1~0.3 0.1~0.3
- 5.0 5.0 75 5 4.8 22 45 0.1~0.7 0.15~0.3
- 6.0 6.0 100 6 5.4 25 65 0.15~0.7 0.15~0.3
- 7.0 7.0 110 8 6.0 25 70 0.15~0.7 0.15~0.3
- 8.0 8.0 125 8 6.6 25 85 0.15~0.9 0.15~0.3
- 90 9.0 135 10 7.0 25 90 0.15~0.9 0.15~0.3
-10.0 10.0 150 10 7.2 29 100 0.15~0.9 0.15~0.3
-11.0 11.0 155 12 7.9 29 105 0.15~0.9 0.15~0.3
-12.0 12.0 160 12 7.9 29 105 0.15~1.0 0.15~0.3
-13.0 13.0 165 12 8.2 29 110 0.15~1.0 0.15~0.3
-14.0 14.0 170 16 9.0 29 115 0.15~1.0 0.15~0.3
-15.0 15.0 180 16 9.0 29 120 0.15~1.0 0.15~0.3
-16.0 16.0 185 16 9.4 30 125 0.15~1.0 0.15~0.3
-17.0 17.0 185 16 9.4 30 125 0.15~1.0 0.2~0.5
-18.0 18.0 195 20 94 30 130 0.2~1.5 0.2~0.5
-19.0 19.0 195 20 9.4 30 130 0.2~1.5 0.2~0.5
-20.0 20.0 205 20 9.8 30 140 0.2~1.5 0.2~0.5
-22.0 22.0 215 20 10.8 33.5 150 0.2~15 0.2~0.5
-24.0 24.0 230 25 10.8 33.5 160 02~1.8 0.2~0.5
-25.0 25.0 230 25 11.3 335 160 0.2~1.8 0.2~0.5
-30.0 30.0 240 32 11.6 39 160 0.2~1.8 0.25~0.6
*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
B HMM<{Morse Taper Shank)
= 22
. MT.No: "7&?«/&
- D
®6~d50 with every 0.5mm increment is standard. MIN. Reamer Dia:¢3mm
Removal Feed
Code No. D w7 L MT No. 2 21 2> ® mmirev
HMM- 6.0 6.0 130 1 5.4 25 64.5 0.15~0.7 0.15~0.3
- 7.0 7.0 140 1 6.0 25 74.5 0.15~0.7 0.15~0.3
- 80 8.0 150 1 6.6 25 84.5 0.15~0.9 0.15~0.3
- 9.0 9.0 165 1 7.0 25 99.5 0.15~0.9 0.15~0.3
-10.0 10.0 165 1 7.2 29 99.5 0.15~0.9 0.15~0.3
-11.0 11.0 170 1 7.9 29 104.5 0.15~0.9 0.15~0.3
-12.0 12.0 175 1 7.9 29 109.5 0.15~1.0 0.15~0.3
-13.0 13.0 180 1 8.2 29 114.5 0.15~1.0 0.15~0.3
-14.0 14.0 180 1 9.0 29 114.5 0.15~1.0 0.15~0.3
-15.0 15.0 200 2 9.0 29 120 0.15~1.0 0.15~0.3
-16.0 16.0 205 2 9.4 30 125 0.15~1.0 0.15~0.3
-17.0 17.0 205 2 9.4 30 125 0.15~1.0 0.2~0.5
-18.0 18.0 210 2 94 30 130 0.2~1.5 0.2~0.5
-19.0 19.0 210 2 94 30 130 0.2~1.5 0.2~0.5
-20.0 20.0 220 2 9.8 30 140 0.2~1.5 0.2~0.5
-22.0 22.0 230 2 10.8 33.5 150 0.2~1.5 0.2~0.5
-24.0 24.0 250 3 10.8 335 151 0.2~1.8 0.2~0.5
-26.0 26.0 255 3 11.3 33.5 156 0.2~1.8 0.2~0.5
-28.0 28.0 260 3 11.6 39 161 02~1.8 0.25~0.6
-30.0 30.0 260 3 11.6 39 161 0.2~1.8 0.25~0.6
-40.0 40.0 330 4 12.1 46 206 0.2~2.0 0.25~0.6
-50.0 50.0 385 4 13.5 56 261 0.2~2.2 0.4~0.7

*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*MT shank size for reamer diameter :~¢14mm: MT1, $15~23mm: MT2, $24~32mm: MT3, $33~62mm: MT4, $63mm~: MT5.



A/ NIKKEN CARBIDE MILL REAMER

B FMS (Straight Shank) L . : —

l —
= : =] pr— szt
—_— ! Il CLRS T¢D

®8~¢14 with every Tmm increment is standard. p4~¢7 with every Tmm incLementaI and $15~¢30 ¥
with every Tmm incremental is semi-standard.
Code No. D w7 L Q)d 1h7 2 d 21 22 Rerz)oval mFI'ﬁ/el’gV
FMS- 4.0 4.0 60 4 0.6 2.0 18 35 0.1~0.3 0.07~0.2
- 50 5.0 75 5 0.6 2.5 22 45 0.1~0.3 0.07~0.2
- 6.0 6.0 100 6 0.6 3.0 25 65 0.1~0.5 0.1~0.3
- 7.0 7.0 110 8 0.6 35 25 70 0.1~0.5 0.1~0.3
- 8.0 8.0 125 8 0.6 4.0 25 85 0.1~0.6 0.1~0.3
- 9.0 9.0 135 10 0.6 4.5 25 90 0.1~0.6 0.1~0.3
-10.0 10.0 150 10 0.6 5.0 29 100 0.1~0.6 0.1~0.3
-11.0 11.0 155 12 0.6 5.0 29 105 0.1~0.6 0.1~0.3
-12.0 12.0 160 12 0.6 6.0 29 105 0.1~0.8 0.1~0.3
-13.0 13.0 165 12 0.6 6.0 29 110 0.1~0.8 0.1~0.3
-14.0 14.0 170 16 0.6 7.0 29 115 0.1~0.8 0.1~0.3
-15.0 15.0 180 16 0.6 7.0 29 120 0.1~1.0 0.1~0.3
-16.0 16.0 185 16 0.6 7.0 30 125 0.1~1.0 0.1~0.3
-17.0 17.0 185 16 0.6 8.0 30 125 0.1~1.0 0.1~0.3
-18.0 18.0 195 20 0.6 9.0 30 130 0.1~1.0 0.1~0.3
-19.0 19.0 195 20 0.6 9.0 30 130 0.1~1.0 0.1~0.3
-20.0 20.0 205 20 0.6 10.0 30 140 0.1~1.5 0.1~0.3
-22.0 22.0 215 20 0.6 11.0 335 150 0.1~1.5 0.1~0.3
-24.0 24.0 230 25 0.6 12.0 8315) 160 0.1~1.8 0.1~0.3
-26.0 26.0 230 25 0.6 14.0 33.5 160 0.1~1.8 0.15~0.4
-28.0 28.0 240 32 0.6 15.0 39 160 0.1~1.8 0.15~0.4
-30.0 30.0 240 32 0.9 16.0 39 160 0.2~1.8 0.15~0.4
*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
* The internal diameter “¢d” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.
*Please use Right Hand Helical Reamer 1z5~ P.254 for the hole with no room of swarf or blind hole.
B FMM {Morse Taper Shank) % ]
MT.No. | = 01—
R e =g
= bo
M— w!
$8~¢100 with every 1mm increment is standard. MIN. Reamer Dia:p6mm
Code No. D L | MTNo. | ¢ d A 2 ML (55
[0} mm/rev
FMM- 8.0 8.0 150 1 0.6 4.0 25 84.5 0.1~0.6 0.1~0.3
- 90 9.0 165 1 0.6 45 25 99.5 0.1~0.6 0.1~0.3
- 10.0 10.0 165 1 0.6 5.0 29 99.5 0.1~0.6 0.1~0.3
- 11.0 11.0 170 1 0.6 5.0 29 104.5 0.1~0.6 0.1~0.3
- 12.0 12.0 175 1 0.6 6.0 29 109.5 0.1~0.8 0.1~0.3
- 13.0 13.0 180 1 0.6 6.0 29 114.5 0.1~0.8 0.1~0.3
- 140 14.0 180 1 0.6 7.0 29 114.5 0.1~0.8 0.1~0.3
- 15.0 15.0 160 2 0.6 7.0 29 80 0.1~1.0 0.1~0.3
- 16.0 16.0 165 2 0.6 7.0 30 85 0.1~1.0 0.1~0.3
- 18.0 18.0 170 2 0.6 9.0 30 90 0.1~1.0 0.1~0.3
- 20.0 20.0 180 2 0.6 10.0 30 100 0.1~1.5 0.1~0.3
- 22.0 22.0 190 2 0.6 11.0 33.5 110 0.1~15 0.1~0.3
- 24.0 24.0 225 3 0.6 12.0 335 126 0.1~1.8 0.1~0.3
- 30.0 30.0 235 3 0.9 16.0 39 136 0.2~1.8 0.15~0.4
- 40.0 40.0 275 4 0.9 23.0 46 151 0.2~2.0 0.15~0.4
- 50.0 50.0 290 4 1.2 30.0 56 166 0.2~3.0 0.2~0.6
- 60.0 60.0 295 4 1.2 40.0 50 171 0.2~3.0 0.2~0.6
- 70.0 70.0 330 5 1.2 50.0 50 174 0.2~3.0 0.2~0.6
- 80.0 80.0 340 5 1.2 58.0 50 184 0.2~3.0 0.25~0.8
- 90.0 90.0 340 B 1.2 65.0 50 184 0.2~3.0 0.25~0.8
-100.0 100.0 340 5 1.2 75.0 50 184 0.2~3.0 0.25~0.8

*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*MT shank size for reamer diameter :~¢14mm : MT1, $15~23mm : MT2, $24~32mm : MT3, $33~62mm : MT4, $63mm~ : MT5.

* The internal diameter “¢d” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.
*Please use Right Hand Helical Reamer 1=~ P.254 for the hole with no room of swarf or blind hole.
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A/ NIKKEN CARBIDE BROACH REAMER

M SX(Straight Shank)

bd1

£2

21

L~

s — L;D
$®2~p14 with every Tmm increment is standard. $15~¢30 with every 1mm increment is semi-standard.
Code No. D w7 L ®dan7 2 £1 22 Rerz)oval mFI’Te'l/eI‘gV
SX- 2.0 2.0 55 2 4.6 16 35 0.1~0.3 0.1~0.2
- 3.0 3.0 60 3 4.6 16 35 0.1~0.3 0.1~0.2
- 4.0 4.0 60 4 4.6 18 35 0.1~0.3 0.15~0.2
- 5.0 5.0 75 5 5.7 22 45 0.2~0.4 0.15~0.2
- 6.0 6.0 100 6 8.7 25 65 0.2~0.4 0.15~0.3
- 7.0 7.0 110 8 7.0 25 70 0.2~0.4 0.15~0.3
- 8.0 8.0 125 8 7.0 25 85 0.2~0.4 0.15~0.3
- 9.0 9.0 135 10 7.0 25 90 0.2~0.4 0.15~0.3
-10.0 10.0 150 10 7.0 29 100 0.2~0.4 0.15~0.3
-11.0 11.0 155 12 7.0 29 105 0.2~0.4 0.15~0.3
-12.0 12.0 160 12 7.0 29 105 0.2~0.4 0.15~0.3
-13.0 13.0 165 12 7.0 29 110 0.2~0.4 0.15~0.3
-14.0 14.0 170 16 7.0 29 115 0.2~0.4 0.15~0.3
-15.0 15.0 180 16 7.0 29 120 0.2~0.4 0.15~0.3
-16.0 16.0 185 16 7.0 30 125 0.2~0.4 0.2~0.3
-17.0 17.0 185 16 7.0 30 125 0.2~0.4 0.2~0.3
-18.0 18.0 195 20 7.0 30 130 0.2~0.4 0.2~0.4
-19.0 19.0 195 20 7.0 30 130 0.2~0.4 0.2~0.4
-20.0 20.0 205 20 7.0 30 140 0.2~0.4 0.2~0.4
-22.0 22.0 215 20 8.0 33.5 150 0.2~0.5 0.2~0.4
-24.0 24.0 230 25 8.0 33.5 160 0.2~0.5 0.2~0.4
-26.0 26.0 230 25 8.0 33.5 160 0.2~0.5 0.2~0.4
-28.0 28.0 240 32 8.0 39 160 0.2~0.5 0.2~0.4
-30.0 30.0 240 32 8.0 39 160 0.2~0.5 0.2~0.4
* The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
B MX{Morse Taper Shank) —
MT.No. “ 0 |—
—— ——— L ) aaa | bo
$®6~¢p50 with every Tmm increment is standard.
Removal Feed
Code No. D w7 L MT No. 2 21 22 ® mmirev
MX- 6.0 6.0 130 1 5.7 25 64.5 0.2~0.4 0.15~0.3
- 7.0 7.0 140 1 7.0 25 745 0.2~0.4 0.15~0.3
- 8.0 8.0 150 1 7.0 25 84.5 0.2~0.4 0.15~0.3
- 9.0 9.0 165 1 7.0 25 99.5 0.2~0.4 0.15~0.3
-10.0 10.0 165 1 7.0 29 99.5 0.2~0.4 0.15~0.3
-11.0 11.0 170 1 7.0 29 104.5 0.2~0.4 0.15~0.3
-12.0 12.0 175 1 7.0 29 109.5 0.2~0.4 0.15~0.3
-13.0 13.0 180 1 7.0 29 114.5 0.2~0.4 0.15~0.3
-14.0 14.0 180 1 7.0 29 114.5 0.2~0.4 0.15~0.3
-15.0 15.0 200 2 7.0 29 120 0.2~0.4 0.15~0.3
-16.0 16.0 205 2 7.0 30 125 0.2~0.4 0.2~0.3
-17.0 17.0 205 2 7.0 30 125 0.2~0.4 0.2~0.3
-18.0 18.0 210 2 7.0 30 130 0.2~0.4 0.2~0.4
-19.0 19.0 210 2 7.0 30 130 0.2~0.4 0.2~0.4
-20.0 20.0 220 2 7.0 30 140 0.2~0.4 0.2~0.4
-22.0 22.0 230 2 8.0 8315 150 0.2~0.5 0.2~0.4
-24.0 24.0 250 3 8.0 33.5 151 0.2~0.5 0.2~0.4
-26.0 26.0 255 3 8.0 8815 156 0.2~0.5 0.2~0.4
-28.0 28.0 260 3 8.0 39 161 0.2~0.5 0.2~0.4
-30.0 30.0 260 3 8.0 39 161 0.2~0.5 0.2~0.4
-40.0 40.0 330 4 9.0 46 206 0.2~0.6 0.2~0.6
-50.0 50.0 385 4 10.3 56 261 0.3~0.8 0.3~0.6

*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*MT shank size for reamer diameter :~¢14mm: MT1, $15~23mm: MT2, $24~32mm: MT3, $33~62mm: MT4, $63mm~: MT5.



A 1.5.5. BROACH REAMER

M BRS (Straight Shank) -
0 —
e AR ' - e

=

»3~¢p14 with every 0.1mm increment is standard. $2~¢2.9 with every 0.1mm incremental, and ¢$15~¢30
with every Tmm incremental are semi-standard.

21

Code No. D w7 L ®dan7 2 £1 22 Rergoval mFrre]ﬁgV
BRS- 2.0 2.0 60 3 5.7 15 35 0.1~0.3 0.07~0.2

- 3.0 3.0 70 3 5.7 22 45 0.1~0.3 0.07~0.2
- 4.0 4.0 80 4 6.5 24 58 0.1~0.3 0.07~0.2
- 5.0 5.0 90 5 7.6 25 60 0.1~0.3 0.07~0.2
- 6.0 6.0 100 6 7.6 30 65 0.1~0.3 0.1~0.3
- 7.0 7.0 110 7 9.5 30 70 0.2~0.4 0.1~0.3
- 8.0 8.0 125 8 9.5 35 85 0.2~0.4 0.1~0.3
- 9.0 9.0 135 9 9.5 35 90 0.2~0.4 0.1~0.3
-10.0 10.0 150 10 9.5 40 100 0.2~0.4 0.1~0.3
-11.0 11.0 155 11 9.5 40 105 0.2~0.4 0.1~0.3
-12.0 12.0 160 12 9.5 40 105 0.2~0.4 0.1~0.3
-13.0 13.0 165 13 9.5 45 110 0.2~0.4 0.1~0.3
-14.0 14.0 170 14 9.5 45 115 0.2~0.4 0.1~0.3
-15.0 15.0 180 16 9.5 45 120 0.2~0.4 0.1~0.3
-16.0 16.0 185 16 11.5 45 125 0.2~0.5 0.1~0.3
-18.0 18.0 195 20 11.5 50 130 0.2~0.5 0.15~0.4
-20.0 20.0 205 20 11.5 55 140 0.2~0.5 0.15~0.4
-22.0 22.0 215 20 11.5 59 150 0.2~0.5 0.15~0.4
-24.0 24.0 230 25 11.5 60 160 0.2~0.5 0.15~0.4
-26.0 26.0 230 25 11.5 60 160 0.2~0.5 0.15~0.4
-28.0 28.0 240 32 11.5 60 160 0.2~0.5 0.2~0.6
-30.0 30.0 240 32 11.5 60 160 0.2~0.5 0.2~0.6

* The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.

( + When the incremental of the reamer diameter is 0.1mm for the straight shank broach reamer, the shank diameter of the reamer from $3mm to )
$14mm is the same diameter of the reamer. When the incremental of the reamer diameter is 0.01mm for the straight shank broach reamer;

A If the decimal two columns of the reamer diameter is lower equal to 3, the shank diameter is lower diameter of 0.1mm incremental. If the

decimal two columns of the reamer diameter is higher equal to 4, the shank diameter is higher diameter of 0.1mm incremental.
e.g. Shank diameter of BRS-3.1: ¢$3.1mm, Shank diameter of BRS-3.13: $3.1mm, Shank diameter of BRS-3.14: $3.2mm

.

L

B BRM{Morse Taper Shank) 3 .

MT.No. gl
®3~330 with every 0.5mm increment, $30~¢»50 with every 1Tmm increment, and $50~¢100 with every
5mm increment are standard.

TTHA-HINY

Removal Feed
Code No. D L MT No. 2 21 22 ® mm/rev
BRM- 3.0 3.0 115 1 5.7 24 49.5 0.1~0.3 0.07~0.2
- 4.0 4.0 115 1 6.5 24 49.5 0.1~0.3 0.07~0.2
- 5.0 5.0 120 1 7.6 25 54.5 0.1~0.3 0.07~0.2
- 6.0 6.0 130 1 7.6 30 64.5 0.2~0.4 0.1~0.3
-7.0 7.0 140 1 9.5 35 74.5 0.2~0.4 0.1~0.3
- 8.0 8.0 150 1 9.5 40 84.5 0.2~0.4 0.1~0.3
- 9.0 9.0 165 1 9.5 40 99.5 0.2~0.4 0.1~0.3
-10.0 10.0 165 1 9.5 40 99.5 0.2~0.4 0.1~0.3
-11.0 11.0 170 1 95 40 104.5 0.2~0.4 0.1~0.3
-12.0 12.0 175 1 9.5 40 109.5 0.2~0.4 0.1~0.3
-13.0 13.0 180 1 9.5 40 114.5 0.2~0.4 0.1~0.3
-14.0 14.0 180 1 9.5 45 1145 0.2~0.4 0.1~0.3
-15.0 15.0 200 2 95 45 120 0.2~0.4 0.1~0.3
-16.0 16.0 205 2 11.5 45 125 0.2~0.4 0.1~0.3
-18.0 18.0 210 2 11.5 50 130 0.2~0.4 0.15~0.4
-20.0 20.0 220 2 11.5 55 140 0.2~0.4 0.15~0.4
-22.0 22.0 230 2 115 55 150 0.2~0.4 0.15~0.4
-24.0 24.0 250 3 115 60 151 0.2~0.4 0.15~0.4
-26.0 26.0 255 3 1.5 60 156 0.2~0.4 0.15~0.4
-28.0 28.0 260 3 115 60 161 0.2~0.4 0.2~0.6
-30.0 30.0 260 3 11.5 60 161 0.2~0.4 0.2~0.6
-40.0 40.0 330 4 15.0 60 206 0.3~0.5 0.2~0.6
-50.0 50.0 385 5 15.0 70 229 0.3~0.5 0.3~038

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*MT shank size for reamer diameter :~¢14mm: MT1, $15~23mm: MT2, $24~32mm: MT3, $33~49mm: MT4, $50mm~: MT5.

250



TTHAHINYY

251

A T0UGH CUT SKILL REAMER
EE
B SRS(Straight Shank)  [Through Hole| %

22

' g i
— > e o
r T
»6~¢p14 with every 0.5mm increment is standard. ¢3, ¢4, $5 and ¢p15~¢p30 with every Tmm
incremental are semi-standard.
Code No. D w7 L ddan7 2 £1 22 Ren;)oval mFrﬁz(ejv
SRS- 3.0 3.0 70 3 4.0 20 45 0.1~0.3 0.1~0.3
- 4.0 4.0 80 4 4.0 22 53 0.1~0.3 0.1~0.3
- 5.0 5.0 90 5 4.0 24 60 0.1~0.3 0.1~0.3
- 6.0 6.0 100 6 4.2 25 65 0.2~0.5 0.1~0.3
- 7.0 7.0 110 8 47 25 70 0.2~0.5 0.1~0.3
- 8.0 8.0 125 8 518 25 85 0.2~0.6 0.1~0.3
- 9.0 9.0 135 10 5.8 30 90 0.2~0.6 0.15~0.3
-10.0 10.0 150 10 6.8 30 100 0.2~0.6 0.15~0.3
-11.0 11.0 155 12 7.3 30 105 0.2~0.6 0.15~0.3
-12.0 12.0 160 12 7.5 30 105 0.2~0.8 0.15~0.3
-13.0 13.0 165 12 7.7 30 110 0.2~0.8 0.15~0.3
-14.0 14.0 170 16 7.9 35 115 0.2~0.8 0.15~0.3
-15.0 15.0 180 16 8.3 35 120 0.2~0.8 0.15~0.3
-16.0 16.0 185 16 9.6 35 125 0.2~1.0 0.15~0.3
-17.0 17.0 185 16 9.9 35 125 0.2~1.0 0.15~0.3
-18.0 18.0 195 20 10.6 40 130 0.2~1.0 0.15~0.5
-19.0 19.0 195 20 11.0 40 130 0.2~1.2 0.15~0.5
-20.0 20.0 205 20 11.0 40 140 0.2~1.2 0.15~0.5
-22.0 22.0 215 20 11.2 40 150 0.2~1.2 0.15~0.5
-24.0 24.0 230 25 11.8 40 160 0.2~1.2 0.2~0.5
-26.0 26.0 230 25 12.5 40 160 0.2~15 0.2~0.5
-28.0 28.0 240 32 12.5 45 160 0.25~1.5 0.2~0.5
-30.0 30.0 240 32 12.5 45 160 0.25~1.5 0.2~0.5
% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
B SRM<{Morse Taper Shank) | 1 §
MT.No £
ﬂ_r/_';_—, el |
= — MJF
$6~950 with every 0.5mm increment and $51~¢100 with every 1Tmm increment is standard. MIN. Reamer Dia:o3mm
Code No. D L MT No. ) 3 2 FETIEE] ol
[0} mm/rev
SRM- 6.0 6.0 130 1 42 25 64.5 0.2~0.5 0.1~0.3
- 7.0 7.0 140 1 4.7 25 74.5 0.2~0.5 0.1~0.3
- 8.0 8.0 150 1 53 25 84.5 0.2~0.6 0.1~0.3
- 9.0 9.0 165 1 5.8 30 99.5 0.2~0.6 0.15~0.3
-10.0 10.0 165 1 6.8 30 99.5 0.2~0.6 0.15~0.3
-11.0 11.0 170 1 7.3 30 104.5 0.2~0.6 0.15~0.3
-12.0 12.0 175 1 75 30 109.5 0.2~0.8 0.15~0.3
-13.0 13.0 180 1 7.7 30 114.5 0.2~0.8 0.15~0.3
-14.0 14.0 180 1 7.9 35 114.5 0.2~0.8 0.15~0.3
-15.0 15.0 200 2 8.3 35 120 0.2~0.8 0.15~0.3
-16.0 16.0 205 2 9.6 35 125 0.2~1.0 0.15~0.3
-17.0 17.0 205 2 9.9 35 125 0.2~1.0 0.15~0.3
-18.0 18.0 210 2 10.6 40 130 0.2~1.0 0.15~0.5
-19.0 19.0 210 2 11.0 40 130 0.2~1.2 0.15~0.5
-20.0 20.0 220 2 11.0 40 140 0.2~1.2 0.15~0.5
-22.0 22.0 230 2 11.2 40 150 0.2~1.2 0.15~0.5
-24.0 24.0 250 3 11.8 40 151 0.2~1.2 0.2~0.5
-26.0 26.0 255 3 12.5 40 156 0.2~15 0.2~0.5
-28.0 28.0 260 3 12.5 45 161 0.25~1.5 0.2~0.5
-30.0 30.0 260 3 12.5 45 161 0.25~1.5 0.2~0.5
-40.0 40.0 330 4 13.5 52 206 0.25~1.5 0.25~0.6
-50.0 50.0 385 5 15.0 60 229 0.25~1.5 0.25~0.6

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*MT shank size for reamer diameter :~¢14mm: MT1, $15~23mm: MT2, $24~32mm: MT3, $33~49mm : MT4, $50mm~: MT5.



A T0UGH CUT SKILL REAMER

B SRS-F (Straight Shank) 11] . : R
i 21 il

———— - - - o 2EZEE

! od| P

$6~¢14 with every 0.5mm increment is standard. ¢4, $5 and ¢15~¢d30 with every 0.5mm incremental are semi-standard.

Code No. D w7 L ®d in7 2 d 21 22 Ren&)oval mFrﬁﬁ(ejv
SRS- 4.0F 4.0 80 4 0.6 1.5 22 53 0.1~0.3 0.07~0.2
- 5.0F 5.0 90 5 0.6 2.0 24 60 0.1~0.3 0.07~0.2
- 6.0F 6.0 100 6 0.6 3.0 25 65 0.1~05 0.07~0.2
- 7.0F 7.0 110 8 0.6 3.0 25 70 0.1~05 0.1~0.3
- 8.0F 8.0 125 8 0.6 35 25 85 0.1~0.6 0.1~0.3
- 9.0 9.0 135 10 0.6 4.0 30 90 0.1~0.6 0.1~0.3
-10.0F 10.0 150 10 0.6 4.5 30 100 0.1~0.6 0.1~0.3
-11.0F 11.0 155 12 0.6 4.5 30 105 0.1~0.6 0.1~0.3
-12.0F 12.0 160 12 0.6 515 30 105 0.1~0.8 0.1~0.3
-13.0F 13.0 165 12 0.6 515 30 110 0.1~0.8 0.1~0.3
-14.0F 14.0 170 16 0.6 6.5 35 115 0.1~0.8 0.1~0.3
-15.0F 15.0 180 16 0.6 6.5 35 120 0.1~0.8 0.1~0.3
-16.0F 16.0 185 16 0.6 6.5 35 125 0.1~0.8 0.1~0.3
-17.0F 17.0 185 16 0.6 7.0 35 125 0.1~0.8 0.1~0.3
-18.0F 18.0 195 20 0.6 8.0 40 130 0.1~1.0 0.1~0.3
-19.0F 19.0 195 20 0.6 8.0 40 130 0.1~1.0 0.1~0.3
-20.0F 20.0 205 20 0.6 9.0 40 140 0.1~1.0 0.1~0.3
-22.0F 22.0 215 20 0.6 10.0 40 150 01~12 0.1~0.3
-24.0F 24.0 230 25 0.6 11.0 40 160 0.1~1.2 0.1~0.3
-25.0F 25.0 230 25 0.6 12.0 40 160 01~1.2 0.15~0.4
-26.0F 26.0 230 25 0.6 13.0 40 160 01~1.2 0.15~0.4
-28.0F 28.0 240 32 0.6 14.0 45 160 01~1.2 0.15~0.4
-30.0F 30.0 240 32 1.0 15.0 45 160 02~12 0.15~0.4

*The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.

* The internal diameter “¢d” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.
*Please use Right Hand Helical Reamer =&~ P.254 for the hole with no room of swarf or blind hole.

M SRM-F{Morse Taper Shank) n

22
MT.No. £

— — 2 PP PA i
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TTHA-HINY

$6~9100 with every Tmm increment is standard. MIN. Reamier Dis:eAmm

Code No. D L | MTNo. | 2 d 2 g, | Removal | Feed
[0} mm/rev

SRM- 8.0F 8.0 150 1 0.6 35 25 84.5 0.1~0.6 0.1~0.3
- 9.0F 9.0 165 1 0.6 4.0 30 99.5 0.1~0.6 0.1~0.3

- 10.0F 10.0 165 1 0.6 4.5 30 99.5 0.1~0.6 0.1~0.3

- 11.0F 11.0 170 1 0.6 45 30 104.5 0.1~0.6 0.1~0.3

- 12.0F 12.0 175 1 0.6 55 30 109.5 0.1~0.8 0.1~0.3

- 13.0F 13.0 180 1 0.6 515 30 114.5 0.1~0.8 0.1~0.3

- 14.0F 14.0 180 1 0.6 6.5 35 114.5 0.1~0.8 0.1~0.3

- 15.0F 15.0 200 2 0.6 6.5 35 120 0.1~0.8 0.1~0.3

- 16.0F 16.0 205 2 0.6 6.5 35 125 0.1~0.8 0.1~0.3

- 17.0F 17.0 205 2 0.6 7.0 35 125 0.1~0.8 0.1~0.3

- 18.0F 18.0 210 2 0.6 8.0 40 130 0.1~1.0 0.1~0.3

- 19.0F 19.0 210 2 0.6 8.0 40 130 0.1~1.0 0.1~0.3

- 20.0F 20.0 220 2 0.6 9.0 40 140 0.1~1.0 0.1~0.3

- 22.0F 22.0 230 2 0.6 10.0 40 150 01~1.2 0.1~0.3

- 24.0F 24.0 250 3 0.6 11.0 40 151 0.1~1.2 0.1~0.3

- 26.0F 26.0 255 3 0.6 13.0 40 156 01~1.2 0.15~0.4

- 28.0F 28.0 260 3 0.6 14.0 45 161 01~12 0.15~0.4

- 30.0F 30.0 260 3 1.0 15.0 45 161 02~12 0.15~0.4

- 40.0F 40.0 330 4 1.0 22.0 52 206 02~15 0.15~0.4

- 50.0F 50.0 385 & 1.5 29.0 60 229 0.2~2.0 0.2~0.6

- 60.0F 60.0 400 5 1.5 39.0 60 244 0.2~2.0 0.2~0.6

- 70.0F 70.0 400 ® 1.5 48.0 65 244 0.2~2.0 0.2~0.6

- 80.0F 80.0 400 9 1.5 55.0 65 244 0.2~2.0 0.25~0.6

- 90.0F 90.0 400 5 1.5 62.0 65 244 0.2~2.0 0.25~0.6
-100.0F 100.0 400 5 1.5 70.0 65 244 0.2~2.0 0.25~0.6

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

*MT shank size for reamer diameter :~¢14mm : MT1, $15~23mm : MT2, $24~32mm : MT3, $33~49mm : MT4, $50mm~ : MT5.

* The internal diameter “¢d” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.

*Please use Right Hand Helical Reamer 175~ P.254 for the hole with no room of swarf or blind hole. 252
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BNCS(Straight Shank) e

| - ¢ —{ £ i
) e—— = i 5w
$6~¢p14 with every 0.5mm increment and ¢15~¢100 with every 1mm increment is standard. N

Code No. D w7 L ®dn7 2 21 22 Rerz)oval mFrre]/ergV

NCS- 3.0 3.0 70 & 4.0 20 45 0.1~0.3 0.1~0.3

- 4.0 4.0 80 4 4.0 22 53 0.1~0.3 0.1~0.3

- 5.0 5.0 90 5 4.0 24 60 0.1~0.3 0.1~0.3

- 6.0 6.0 100 6 4.2 25 65 0.2~0.5 0.1~0.3

- 7.0 7.0 110 8 4.7 25 70 0.2~0.5 0.1~0.3

- 8.0 8.0 125 8 5.3 25 85 0.2~0.6 0.1~0.3

- 9.0 9.0 135 10 5.8 30 90 0.2~0.6 0.15~0.3

-10.0 10.0 150 10 6.8 30 100 0.2~0.6 0.15~0.3

-11.0 11.0 155 12 7.3 30 105 0.2~0.6 0.15~0.3

-12.0 12.0 160 12 7.5 30 105 0.2~0.8 0.15~0.3

-13.0 13.0 165 12 7.7 30 110 0.2~0.8 0.15~0.3

-14.0 14.0 170 16 7.9 35 115 0.2~0.8 0.15~0.3

-16.0 16.0 185 16 9.6 35 125 0.2~1.0 0.15~0.3

-18.0 18.0 195 20 10.6 40 130 0.2~1.0 0.15~0.5

-20.0 20.0 205 20 11.0 40 140 0.2~1.2 0.15~0.5

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.

BNCM({Morse Taper Shank) % 1 .
N——n o
2L P

$6~¢d50 with every 0.5mm increment and $51~¢100 with every 1mm increment is standard. . reamer Dia:;mf]

Removal Feed
Code No. D w7 L MT No. 2 21 2> ® P S
NCM- 8.0 8.0 150 1 5.3 25 84.5 0.2~0.6 0.1~0.3
- 9.0 9.0 165 1 5.8 30 99.5 0.2~0.6 0.15~0.3
-10.0 10.0 165 1 6.8 30 99.5 0.2~0.6 0.15~0.3
-11.0 11.0 170 1 7.3 30 104.5 0.2~0.6 0.15~0.3
-12.0 12.0 175 1 7.5 30 109.5 0.2~0.8 0.15~0.3
-13.0 13.0 180 1 7.7 30 114.5 0.2~0.8 0.15~0.3
-14.0 14.0 180 1 7.9 35 114.5 0.2~0.8 0.15~0.3
-15.0 15.0 200 2 8.3 35 120 0.2~0.8 0.15~0.3
-16.0 16.0 205 2 9.6 35 125 0.2~1.0 0.15~0.3
-18.0 18.0 210 2 10.6 40 130 0.2~1.0 0.15~0.5
-20.0 20.0 220 2 11.0 40 140 0.2~1.2 0.15~0.5
-30.0 30.0 260 3 12.5 45 161 0.25~1.5 0.2~0.5
-50.0 50.0 385 5 15.0 60 229 0.25~1.5 0.25~0.6

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.
*MT shank size for reamer diameter :~¢14mm: MT1, $15~23mm: MT2, $24~32mm : MT3, $33~49mm : MT4, $50mm~: MT5.

L
BNCS-F(Straight Shank) & -
v Qe
M o | % 2B
¢D

*
®6~p14 with every 0.5mm increment and ¢15~¢100 with every 1mm increment is standard.

Code No. D wr L ®din7 2 d 21 2> Rerg)()val an?/el'gV
NCS- 4.0F 4.0 80 4 0.6 1.5 22 53 0.1~0.3 0.07~0.2
- 5.0F 5.0 90 0 0.6 2.0 24 60 0.1~0.3 0.07~0.2
- 6.0F 6.0 100 6 0.6 3.0 25 65 0.1~0.5 0.07~0.2
- 7.0F 7.0 110 8 0.6 3.0 25 70 0.1~0.5 0.1~0.3
- 8.0F 8.0 125 8 0.6 35 25 85 0.1~0.6 0.1~0.3
- 9.0F 9.0 135 10 0.6 4.0 30 90 0.1~0.6 0.1~0.3
-10.0F 10.0 150 10 0.6 45 30 100 0.1~0.6 0.1~0.3
-11.0F 11.0 155 12 0.6 45 30 105 0.1~0.6 0.1~0.3
-12.0F 12.0 160 12 0.6 55 30 105 0.1~0.8 0.1~0.3
-13.0F 13.0 165 12 0.6 515 30 110 0.1~0.8 0.1~0.3
-14.0F 14.0 170 16 0.6 6.5 35 115 0.1~0.8 0.1~0.3
-15.0F 15.0 180 16 0.6 6.5 35 120 0.1~0.8 0.1~0.3
-20.0F 20.0 205 20 0.6 9.0 40 140 0.1~1.0 0.1~0.3

*The dimension £ means the taper length from the top end to the front end reaming diameter ¢pD. Y We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.
*The internal diameter “¢pd” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.

253 *Please use Right Hand Helical Reamer 1z5~P.254 for the hole with no room of swarf or blind hole.



A RIGHT HAND HELICAL REAMER

M RSS-F (Straight Shank) LJ

[RSS-F:HSS || | [RXS-F:Carbide |
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$5~¢14 with every Tmm increment is standard. $3, ¢4, $15~¢p100 with every 1rr%m increment is semi-standard.
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Code No. D w7 L ®dnr 2 d 21 22 Rerg)oval mFrﬁﬁ(eiv
RSS- 3.0F 3.0 70 3 0.6 1.5 20 45 0.1~0.3 0.1~0.3
- 4.0F 4.0 80 4 0.6 1.5 22 53 0.1~0.3 0.1~0.3
- 5.0F 5.0 90 B 0.6 2.0 24 60 0.1~0.3 0.1~0.3
- 6.0F 6.0 100 6 0.6 3.0 25 65 0.1~0.6 0.15~0.4
- 7.0F 7.0 110 8 0.6 3.0 25 70 0.1~0.6 0.15~0.4
- 8.0F 8.0 125 8 0.6 35 25 85 0.1~0.8 0.15~0.4
- 9.0F 9.0 135 10 0.6 4.0 30 90 0.1~0.8 0.15~0.4
-10.0F 10.0 150 10 0.6 45 30 100 0.1~1.0 0.15~0.4
-11.0F 11.0 155 12 0.6 45 30 105 0.1~1.0 0.15~0.4
-12.0F 12.0 160 12 0.6 B 30 105 0.1~1.2 0.15~0.4
-13.0F 13.0 165 12 0.6 515 30 110 0.1~1.2 0.15~0.4
-14.0F 14.0 170 16 0.6 6.5 35 115 0.1~15 0.15~0.4
-15.0F 15.0 180 16 0.6 6.5 35 120 01~15 0.15~0.4
-16.0F 16.0 185 16 0.6 6.5 35 125 01~15 0.15~0.4
-17.0F 17.0 185 16 0.6 7.0 35 125 0.1~2.0 0.2~0.5
-18.0F 18.0 195 20 0.6 8.0 40 130 0.1~2.0 0.2~0.5
-19.0F 19.0 195 20 0.6 8.0 40 130 0.1~20 0.2~0.5
-20.0F 20.0 205 20 0.6 9.0 40 140 0.1~2.0 0.2~0.5
-22.0F 22.0 215 20 0.6 10.0 40 150 0.1~2.0 0.2~0.5
-25.0F 25.0 230 25 0.6 12.0 40 160 0.1~3.0 0.2~0.5
-30.0F 30.0 240 32 0.9 15.0 45 160 0.2~3.0 0.25~0.7
-40.0F 40.0 285 32 0.9 22.0 52 205 0.2~3.0 0.25~0.7
-50.0F 50.0 310 32 1.2 29.0 60 230 0.25~3.0 0.25~0.7

% The dimension £ means the taper length from the top end to the front end reaming diameter ¢D.

Y We would recommend you to use the NIKKEN reamer with NIKKEN Milling Chuck or Slim Chuck.

*Always make sure that the above reamer requires longer reamer tooth length(£1)than the hole length.
* The internal diameter “¢d” is the front end bore without bottom teeth, thus please make sure that the predrilled hole is always larger than “¢d”.
*We would recommend the above reamer with oil hole as the cutting chips might twist around the reamer dependant on the materials.

A/ NIKKEN SPECIAL REAMER SERIES

®The following special feature reamers as well as the nonstandard size reamers (Each 0.01mm) are also available as option.
Please contact with NIKKEN distributors for the nonstandard size reamers.

M Stepped Reamer

®This reamer can ream the different size holes with one
pass for rationalized operation.

M Reamer with oil groove

®This is ideal for deep hole reaming which is difficult to
supply the coolant to the bottom.

MIN. Reamer dia:¢p10mm

O TE kA TS

Il Semi Dry Reamer

®Semi Dry Reamer for clean environment is also available.

1 ’
Oil Mist Hole for Reamer
Oil Mist Hole for End Mill

M Reamer with Guide

®This reamer performs very well for deep hole required
good concentricity.

M Oil Hole Reamer
MIN. Reamer diaggomm

The coolant is splashed
over from the reamer front
end, therefore this reamer
is suitable for only NC
Lathe and M/C, but also
for NC Special Purpose
machine and FMS Line
Production.

Bl Deep Hole Reamer

eMAX. length of approx. 30 times of diameter (D) is
available as a guide line.

; ~ N

* The trial cutting on the same material as your work piece is
recommended, because the reaming is the final process.

* The basic inspection charge is required for the inspection of
your reamer, whether your reamer is re-ground or not.
\ J
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Cost down can be achieved by
improvement of drilling operation.

*1 Dimension

$16~¢20.5:2.1mm
$21~9p26 :2.4mm
$26.5~¢35:2.8mm
$36~p42 3.4mm

A comBAT Z DRILL

Dimensions of $16~42 mm
COMBAT Z DRILL

$16~¢$35mm by every 0.5mm increment, $36~¢$p60mm by every Tmm

$16~¢38 increment,p60~¢80mm by every 5mm increment are standard.
L/D=3 or4 Each 0.1mm increment drill is available as an option.
3D Series 4D Series 3D, 4D
Pilot | Insert | Clamp |Tip Clamp
Drill Dia. Code No. Code No. Drill Tip Screw | Handle
Il 1a ode NO 2 21 ode NO 2 21 C|>d 22
)
w0 A w4 D | @
16 ST20-COMZ16 - 50 ST20-COMZ16 - 65
16.5 -COMZ16.5- 50 | 75 -COMZ16.5- 65 | % 1840
17 -COMZ17 - 50 -COMZ17 - 65
175 -COMZ17.5- 50 -COMZ17.5- 65
18 -COMZ18 - 55 -COMZ18 - 75 9CMD5 | 9CMT4
20 43 T-6
18.5 -COMZ18.5- 55 | 55 80 -COMZz18.5- 75 | 75 100 =95 | 2 pcs
19 -COMZ19 - 55 -COMz19 - 75 M1845
19.5 -COMZ19.5- 60 -COMZ19.5- 80
20 -COMZ20 - 60 | 60 85 -COMZ20 - 80 | 80 105
20.5 -COMZ20.5- 60 -COMZ20.5- 80
21 ST25-COMZ21 - 60 | g5 | ST25-COMZ21 - 80| 105
215 -COMZ21.5- 60 -COMZ21.5- 80
22 -COMZ22 - 65 65 90 -COMZ22 - 85 85 10
225 -COMZ22.5- 65 -COMZ22.5- 85
ﬁ 23 -Comz23 - 70 -cOmMz23 - 90
= o - o 5 25 53 9CMD6 | 9CMT6
g 235 C0MZ23.5- 70 70 95 COMZ23.5- 90 9% 115 o6 | 2 M2560 T8
> 24 -COMZ24 - 70 -COMZ24 - 90 = pcs
= 24.5 -COMZ24.5- 70 -COMZ24.5- 90
' 25 -COMZ25 - 75 -COMZ25 -100
25.5 -COMZ25.5- 75 75 100 -COMZ25.5-100 100 125
26 -COMZ26 - 75 -COMZ26 -100
26.5 ST32-CO0MZ26.5-80N ST32-COMZ26.5-110N
27 -Comz27 - 80 80 105 -comz27 -110 110 135
275 -COMz27.5- 80 -COMZ27.5-110
28 -Comz28 - 80 -COMz28 -110
28.5 -COMZ28.5- 90 -COMZ28.5-120
29 -COMz29 - 90 -COMZ29 -120
29.5 -COMZ29.5- 90 -COMZ29.5-120
30 -COMZ30 - 90 -COMZ30 -120
30.5 -COMZ30.5- 90 -COMZ30.5-120 9CMD8 | 9CMT7
31 -COMZ31 - 90 -COMz31 -120 =08 | 2pcs M3070 T-10
315 -COMZ31.5- 90 -COMZ31.5-120 32 58
) 115 120 145
32 -COMz32 - 90 -COMZ32 -120
325 -COMZ32.5- 90 -COMZ32.5-120
33 -COMZz33 - 90 -COMZ33 -120
8815 -COMZ33.5- 90 -COMZ33.5-120
34 -COMZ34 - 90 -COMZ34 -120
345 -COMZ34.5- 90 -COMZ34.5-120
35 -COMz35 - 90 -COMZ35 -120
36 -COMZ36 -100 -COMZ36 -140 9cMD10| 9CMT9
37 -COMZ37 -100 [ 100 125 -COMZ37 -140 | 125 125 G0 | 2pcs | MO0 | T15
38 -COMzZ38 -100 -COMz38 -140

%2 off Pilot Drill, one set of Insert and Insert Clamp Handle are supplied as standard.
*Please refer P.106 for Centre Through Side Lock Holder, P.108 for Flange Through Side Lock Holder and P.111 for Oil Hole Holder for COMBAT Z Drill at M/C use.
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A coMBAT Z DRILL

$39~¢49 L "D=2,30r4

Cost down can be achieved by
improvement of drilling operation.

NIKKEN

2D Series 3D Series 4D Series 2D,3D,4D
Drill Pilot | Insert |Clamp TipCI?jrlnp
: Code No. Code No. Code No. Drill | Tip |Screw |Handle
Dia. oce o ¢ | o oce o ¢ | o oce o 2 | 81| od | £ o
¢d -oD -2 ¢d -oD -8 od -¢D -9 %
39 [ST32-COMZ39- 80 ST32-COMZ39-120 ST32-COMZ39-160
40 -COMZ40- 80 -COMZ40-120 -COMZ40-160 9CMTO| oo | 145
4 -COMZ41- 80 -COMZ41-120 -COMZ41-160 2 pcs
42 -COMz42- 80 -COMZ42-120 -COMZ42-160
43 -COMz43- 80 -COMZ43-120 -COMZ43-160 9CMD10
44 -COMZ44- 80| 80 | 105 -C0MZz44-120| 120 | 145 -COMZz44-160| 160 | 185 | 32 | 58 |d=¢10
45 -COMZ45- 80 -COMZ45-120 -COMZ45-160 oCNIT
46 -COMZ46- 80 -COMZ46-120 -COMZ46-160 M2560 | T-8
47 -COMZ47- 80 -COMZ47-120 -COMZ47-160
48 -COMZ48- 80 -C0MZ48-120 -COMZ48-160
49 -COMZ49- 80 -COMZ49-120 -COMZ49-160
Dimensions of¢43mm or larger $50~¢80 L D=2
COMBAT Z DRILL 2D Series Pilot | Insert|Clamp |Tip Clamp
. . . Drill | Tip |Screw |Handle
4 insert tips are installed on | pril RPN 2
the drill larger than$43mm | Dia. ode No. 0 | g | ¥ 2 ®
for less cutting I %
resistance.
50 |ST32-COMZ50-100
51 -COMZ51-100
52 -COMZ52-100 9CMT6
*1 Dimension 100 125 M2560 | T-8
RRZHSQE ‘ £ P) $43~949:3.4mm 53 -COMZ53-100
2o 2 1L 950~98043mm | 54 -COMZ54-100 9CMD12
i : =1 55 -COMZ55-100 S I P
*h : SRt 56 -COMZ56-110
- 57 -COMZ57-110 9cMT7
110 | 135 -
& 58 -COMZ58-110 M3070) T-10
ifective Lenath ¢ gg sm-ggmigg:;g 9CMT?
L/D=6.2 - . _
y o “comzes1z0] 120 | 145 - M3070| T-10
7 -COMZ70-1 S
! COMZT0130| o) | 455 | 40 | 68 Iy 12 lacmTo
Photo. shows ST25-COMZ21-130 5 -COMZ75-130 M4090 | T-15
80 -COMZ80-150| 150 | 175

The extended drill longer than L/ D=5 or with chamfering
tool are available as an option.
MIN. order quantity of special drill is 2 off.

M Insert Tip for COMBAT Z DRILL

and 15~ P.111 for Oil Hole Holder for COMBAT Z Drill on M/C.

%2 off Pilot Drill, one set of Insert and Insert Clamp Handle are supplied as standard.
*Please refer =& P.106 for Centre Through Side Lock Holder,z="P.108 for Flange Through Side Lock Holder

Insert Tip 1SO
Code No. Grade Material | Applicable Drill
Dimensions oD T od RNa%SiSS Code No. PP
9CMT4 _R 1}‘ 4.76 1.98 1.9 04 MPMTO04T104 COMZ16~20.5
R ' COMZ21~26
I T Cones
9CMT9 9.525 44 MPMT090308 COMZ66~80

*The Rhomboid insert tips are installed on the drill. Total 4 corners at 2 external and 2 internal diameters can be used. Please pay attention to install the insert into the pockets correctly.

A

*The spare Insert Tips are available per a box (10 off).

M COMBAT Z DRILL Economical Cutting Condition

e For Steel/Cast Iron

“40,000” is the basic figure for cutting speed, and the rotation speed
could be obtained by dividing above figure by the drill diameter.
e.g. forp32mm diameter drill:40,000+32=1,250 (min-1)

e For Stainless Steel/Steel Plate SS41

“25,000” is the basic figure for cutting speed, and the rotation speed
could be obtained by dividing above figure by the drill diameter.
e.g. forp32mm diameter drill:25,000-+32= 780 (min-1)

® Feed Rate
Drill Dia $L6~D26 $26.5~¢42 $®43~$85
Mild Steel Feed per rev. 0.1~0.15 0.1~0.2 0.15~0.2
Cast Iron  Feed per rev. 0.15~0.2 0.2~0.3 0.2~0.35

Vs

~N

*How to install Insert Tips

% Coolant higher than 0.5MPa pressure must be supplied.

% For Stainless Steel/Steel Plate, even the cutting speed is
reduced to meet with the materials, please do not reduce
the feed rate and keep it as for steel.

% For tough materials, e.g. steel plate, please use stepped
feed (G73) for breaking the swarf.

* This drill is suitable for offset hole, or inter-merged twin

\_ bore, but not suitable for stacked plate drilling.

J
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A cNc ROTARY TABLE with &X21 CONTROLLER

CNC105AA21-04

= 3

v pr—

External dimensions will be different according to the type of the servo motors. Dimensions with NIKKEN &21
controller are shown. Please contact with us for CAD data (2D:DXF, 3D:PARASOLID) of each dimension.
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SMALL CNC ROTARY TABLE ¢105mm

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
e®Spindle Hole

Air purge function

1 $105mm
: 60kg (Horizontal) 30kg (Vertical)

22.2 (minY), 44.4 (min')

: £30sec.

: 32kg

:ACQiF1

: 60mm H7X$30mm Through Hole

is provided.

CNC180AA21-04

T e

5

1
.

—L_‘T'.'-'-,r“

CNC180AA21-04(400W)is standard. CNC180AA21-08(750W)and CNC180AA21-06 (High Torque)are available.

241
%135—7-71064

129—

¢180mm type CNC ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
®Indexing Accuracy
®Net Weight
®Servo Motor
eSpindle Hole

Air purge function

: $180mm
: 200kg (Horizontal) 100kg (Vertical)

22.2 (minY), 44.4 (min?)

: £20sec.

: 45kg

:ACQiF2

: $60mm HX®40mm Through Hole

is provided.

CNC202AA21-08

—— -t

& | =

e
[ ]

346
—106— 240
N ®Diameter of Table
®MAX. Work Load
. ®MAX. Rotation Speed :
= | ) eindexing Accuracy
&@l R A /| HimlinE ®Net Weight
S =i g ®Servo Motor
lo 7y i eSpindle Hole
¢ —&
14 Air purge function
181 149—

s standard. CNC202AA21-06 (High Torque) is available.

$202mm type CNC ROTARY TABLE
1 $200mm
: 200kg (Horizontal) 100kg (Vertical)

22.2 (minY), 44.4 (min)

: £20sec.

: 55kg

: ACQiF4

: $60mm H7X$40mm Through Hole

is provided.

CNC260AA21-08

*-#"""'ﬁ.' By

CNC260AA21-08(750W) is standard. CNC260AA21-06 (High Torque) is available.
$260mm type CNC ROTARY TABLE

452
295

157

160

170

330
\

12

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
e®Spindle Hole

For the rotary tabl
air purge function

1 $260mm
: 300kg (Horizontal) 150kg (Vertical)

16.6 (min?), 33.3 (min?)

: 20sec.

1 115kg

:ACQiF4

: 80mm w7 Through Hole

e with pneumatic brake,
is provided inside the motor

cover as standard.

CNC302AA21-08

High seed rotation Z series is available for all

CNC302AA21-08(750W) is standard. CNC302AA21-06 (High Torque) is available.
¢300mm type CNC ROTARY TABLE

45

452
200 157 295
o
©
g < i
al g —
° e
=~ ) T i
- 0|l =2-!
Y o
1T,
195 12 290 150

models of CNC rotary table. e.g. CNCZ260AA21
B Guide Line of MAX. Unbalancing Load

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
e®Spindle Hole

For the rotary tabl
air purge function

1 $300mm
: 300kg (Horizontal) 150kg (Vertical)

16.6 (min?), 33.3 (min?)

: 20sec.

: 120kg

1 ACQiF4

: 80mm w7 Through Hole

e with pneumatic brake,
is provided inside the motor

cover as standard.

High speed CNCZ series can not be recommended for the application
with large unbalancing load. Please select standard CNC series.

MAX. Unbalancing Load CNC180 CNC202 CNC260 CNC302
10Nm CNC180AA21-04
20 CNC180AA21-08 CNC202AA21-08
30 CNC260AA21-08 CNC302AA21-08
50 CNC180AA21-06 CNC202AA21-06 CNC260AA21-06 CNC302AA21-06

This is just a guide line. For high precision machining, the balancing of the rotary table is strongly recommended with counter

balance weight.

= [ Please refer to CNC ROTARY TABLE Catalogue. ]




A cNc ROTARY TABLE with &<21 CONTROLLER

CNC321,401A21-18

External dimensions will be different according to the type of the servo motors. Dimensions with NIKKEN &21
controller are shown. Please contact with us for CAD data (2D:DXF, 3D:PARASOLID) of each dimension.

% Built-in type rotary joint can be mounted.

. - — 250 635
5 ) 50 OUT port |00 435
IN port _t
o) s 19 ol |
ay —" g °
8 ¢

r %
125

—

Photo shows with rotary joint(Option).

$400
$320)
435

5 stofzosa

ﬁzssi

$321, 401mm type CNC ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
eSpindle Hole

% Please contact us for
of CNC321A21-18.

: $320, 400mm
: 500kg (Horizontal) 250kg (Vertical)

22.2 (minY), 44.4 (min)

: 15sec.

: 200, 230kg

:ACQiF12/ QiF22

: $105mm w7 Through Hole

the dimension

CNC501,601, 802A21-18

50|,
IN port

35 Pitch

% Built-in type rotary joint can be mounted.
——290—

208
808

508

OUT port

187.5

¢501, 601, 802mm type CNC ROTARY TABLE

e®Diameter of Table
®MAX. Work Load

®MAX. Rotation Speed :
e®indexing Accuracy :
®Net Weight

e®Servo Motor
eSpindle Hole

% Please contact us for
of CNC501, 802A21-

1 $500, 600, 800mm
: 800kg (Horizontal) 400kg (Vertical)

16.6 (mint), 33.3 (min?)
15sec.

: 470, 500, 1100kg
:ACQiF12/ QiF22
: $130mm 7 Through Hole

the dimension
18.

CNC1000, 1200A21
el

"\-‘.\ _j

- S — -
™ iy s,

Photo shows with center socket (Option).
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-

$1200mm type CNC ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
@®Servo Motor
eoSpindle H $300mm w7

1 $1200mm
: 5000kg (Horizontal)

2.7 (mint)

: 5.5sec.
: 1850kg
1 ACQiF22

Through Hole

% Ultra precision of +3sec. is available as an option.
There is no through hole on the rotary table due to
the rotary encoder for ultra precision option.

% Please contact us for

the dimension of CNC1000A21.

% Code No. will be varied according to the servo
motor capacity. e.g CNC1000A21-44 (4.4KW Motor)

CNC1201A21
el

2 1536 0
Ny 500444592
j [ ‘

T~d | Y

=gt

548.5

X
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X
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i

536 — ~—400—~

$1200mm type CNC ROTARY TABLE for Heavy Duty

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
eSpindle Hole

1 $1200
: 13000kg (Horizontal) 6500kg (Vertical)

2.7 (min?)

: 15, +3sec.

: 3500kg

1 ACQIiF30

: $300w7 Through Hole

% Ultra precision of =3sec. is available as an option.
There is no through hole on the rotary table due to
the rotary encoder for ultra precision option.

% Please contact us for
% Code No. will be vari

the dimension of CNC1000A21.
ed according to the servo

motor capacity. e.g CNC1201A21-110 (11KW Motor)

CNC1600, 2000A21

100

490~

353
pe
¢

20012

$1600
T

22h7

1634.5
<7850—><482.5—1

¢1600mm type CNC ROTARY TABLE for Heavy Duty

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
eSpindle Hole

1 $1600
: 30000kg (Horizontal) 1000kg (Vertical)

2.7 (min?)

1 15, £3sec.

: 6300kg

:ACQiF30

: ®400+7 Through Hole

% Ultra precision of +3sec. is available as an option.
There is no through hole on the rotary table due to
the rotary encoder for ultra precision option.

% Please contact us for

the dimension of CNC2000A21.

% Code No. will be varied according to the servo
motor capacity. e.g CNC1600A21-44 (4.4KW Motor)

The specification of the large rotary table will be varied according to your application.

1. With/without T slot, Width of T slot
2. Spindle hole dimension---Centre socket for centreing is normally attached.
3. Layout of the rotary table---Vertical use, horizontal use, vertical and horizontal use
4. Total reduction ratio---Suitable capacity of the servo motor will be selected.

[@[ Please refer to CNC ROTARY TABLE Catalogue. ]
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A Tilting Rotary Table with <21 Controller

0AX-130WAA21

o
W’
e

Photo shows with $130mm plate.
Rotary axis cable stays.

External dimensions will be different according to the type of the servo motors. Dimensions with NIKKEN &21
controller are shown. Please contact with us for CAD data (2D:DXF, 3D:PARASOLID) of each dimension.

Tilting Centre

523 373
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¢130mm type 5AX TILTING ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
®Spindle Hole
®Tilting Angle

: $130mm
: 50kg (Horizontal) 25kg (Vertical)

22.2 (mint)

: £30sec., 60sec.

: 115kg

1 ACQiF2, ACQiF2

: 960mm 17X$30mm Through Hole
:0°~105°

Motor capacitiy of rotary axis and tilting axis is added at the end of Code No. e.g 5AX-130WAA21-0404

oAX-201WAA21

Tilting Centre

545 385
153110, 110 975 124+ 261——
200 ‘
[‘*4‘1 |
‘O T i 003 %ﬁéﬁ’zﬁi“
18l gl % FHE =l N
S | 3 T
\ I e e T o R [ i
i 5 — i o= I
| | 1 - 1
4 L N
—] 123--131.
39 224 —i=— 201 —18L 254—+—130—

$200mm type 5AX T
e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
®Spindle Hole
®Tilting Angle

ILTING ROTARY TABLE

1 $200mm
: 60kg (Horizontal) 40kg (Vertical)

22.2 (min?)

: £20sec., 60sec.

: 160kg

:ACQiF2, ACQiS4

: 960mm 1 XP50mm Through Hole
:0°~105°

Motor capacitiy of rotary axis and tilting axis is added at the end of Code No. e.g 5AX-201WAA21-0408

oAX-250WA21

~——448— 435 ——

323122122, 310~

250 | T
T+
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@) 1" ©
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‘ % 18
295 120 -1 250 =~

¢250mm type 5AX TILTING ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
e®Spindle Hole
®Tilting Angle

1 $250mm
: 80kg (Horizontal) 50kg (Vertical)

11.1 (mint)

: 20sec., 60sec.

: 290kg

: ACQiF4, ACAiF4

: ©60mm HX$55mm Through Hole
:0°~105°

Motor capacitiy of rotary axis and tilting axis is added at the end of Code No. e.g 5AX-250WA21-1313

oAX-350WA21

490

290 200

——457 ——

h") D == ,T 0

< I ~

T T W% g
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120 255 290 .80

¢350mm type 5AX T
e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
e®Spindle Hole
®Tilting Angle

ILTING ROTARY TABLE

1 $350mm
: 200kg (Horizontal) 200kg (Vertical)

22.2 (mint)

: 20sec., 60sec.

1 420kg

1 ACQIiF8, ACQiF12
: ®80mm 7 Through Hole
:0°~105°

oAX-550WA21

Photo shows with centre socket(option).
Rotary axis cable stays.
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Tilting Centre

¢550mm type 5AX TILTING ROTARY TABLE

e®Diameter of Table
®MAX. Work Load
®MAX. Rotation Speed :
e®Indexing Accuracy
®Net Weight
®Servo Motor
®Spindle Hole
@®Tilting Angle

[@[ Please refer to CNC ROTARY TABLE Catalogue. ]

1 $550mm
: 500kg (Horizontal) 300kg (Vertical)

8.3 (min%)

: 20sec., 60sec.

: 1150kg

1 ACQiF12, ACQiF12

: $130mm w7 Through Hole
1 0°~=%105°

Motor capacitiy of rotary axis and tilting axis is added at the end of Code No. e.g 5AX-550WA21-1818



A cNC ROTARY TABLE CONTROLLER

B Minimum Command Incremental : 0.001°or 1sec.
&21 controller can drive all models of NIKKEN CNC Rotary Table.

M Single M Signal provides Various Automatic Operation.
Any unequal dividing, equal dividing, arc cutting, lead cutting etc. can be
done very easily.

B RS232C Interface is provided as standard.
Block data/ parameter data can be up loaded/down loaded through
RS232C interface. Moreover when the direct angle command interface is
used, all program and management can be done on M/C side.

B Up Grade of Water Proof Characteristic 21 Controller

EMC Assessment - Standard (400W, 750W)

, L . X280X
The direct out type connection is applied for all models of CNC Rotary 300x280%285 10kg

Table, EMC assessment is satisfied as the total system Single Phase AC200~220V
’ : ISl y ) - Power Up(1,300W, 1,800W)

B The Latest Designed Digital Servo System 540X340X400 28kg
Very excellent acceleration/deceleration characteristics, the powered up torque 3 Phase AC200~220V
and the best suited servo parameter realize the high quality and long life.
after Power ON or after releasing the emergency stop condition is not
necessary.*

M Plenty of Optional Functions
Full Closed Loop, MPG, M Function (IN:5/0UT:5), External N Number
Search, External Position Display, External Power ON/OFF, Pitch Error
Compensation

B More than 25,000 sets working in the field.

This fact ensures the highest
reliability.

i L e GHNER

* : The operation to establish the coordinate system [
is required at once, when turning the POWER ON
at first time just after connecting the cable.

IZ=- Please refer to
CNC ROTARY TABLE Catalogue.

B AWC System

Disc type AWC Magazine Chain type AWC Magazine

@ Work Change Finger Century type Holder
Simultaneous Taper
& Face Contact

® Work Fixing Jig Holder

@ AC200/220V
Single Phase
RS

© CNC Rotary Table

AC200/220V
3 Phase

@ Hydraulic
Unit

® Hydraulic Tail stock

L
Layout of AWC System
©® CNC Rotary Table is to be set at right
hand side end of X-stroke.
® AWC Magazine is to be set where Jig Holder

is being taken out from AWC Magazine and

left hand side end of X-stroke, and at the

operators side of Y-stroke.

Please contact with us when the M/C has splash guard.

"® Disc type
AWC Magazine

© Chain type AWC Magazine

Support Leg is not necessary for
column traverse type M/C.
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A puLL stup

. Ideal Metallurgical
Carburizing Hardened Structure of forged Steel

m B Prulling Force Measuring Tool
- We would strongly recommend

that a regular check on the
pulling force of your M/C
should be carried out to
identify any problems at early
Overall Ground stage. The NIKKEN Pulling
Force Measuring Tool - CLP
comes complete with 5m cable
and the pulling force of your
machine can be measured
with the CLP using either a

High Tensile Steel
No breaking, No bending.

Pull Stud No. G Screw manual tool change or A.T.C.
[¢]
MAMAAAMA
oD ¢ qupd
DR B
L
PS oPULL STUDS of new standard are also available.
Pull Stud No. D d d1 d2 L [ G g Type Remarks
PS- 1 45° BT40 MAS-1 Standard Type | MAS P40T-1
2 15 ] 28 | 17| 10 | 60 | 35 | M6 "5 | BT40 MAS-2 Standard Type | MAS P40T-2
-3 45° BT45 MAS-1 Standard Type | MAS P45T-1
~4 19 181 | 22 | 14| 70 | 40 | M20 50 5745 MAS-2 Standard Type | MAS P45T-2
-5 45° BT50 MAS-1 Standard Type | MAS P50T-1
~6 23 | 38 | 25 | 1r | 8 | 45 | M24 e T RT50 MAS-2 Standard Type | MAS P50T-2
-16 45° BT30 MAS-1 Standard Type | MAS P30T-1
17 tojtes T 8 B | 607 | BT30MAS-2 Standard Type | MAS P30T-2
-18 13 20 ' 8.5 48 28 45° BT35 MAS-1 Standard Type | MAS P35T-1
-19 ) 60° | BT35 MAS-2 Standard Type | MAS P35T-2
-5F 85 45 45° BT50 MAS-1 PS-5 Top face ground
-6F 25 M24 | 60° | BT50 MAS-2 PS-6 Top face ground
-50 23 38 17 110 70 45° BT50
-53 26.187 85.2 | 45.2 |1-BUNC CAT50U
-63 26 82.5 45 |1-8UNC| 60° CAT50U
-70 19 23 17 14 60 35 M16 45° BT40
-72 15 16.281| 10 57.15 | 32.15 |5/8-11UNC CAT40U
-O 23 38 25 17 85 45 M24 BT50-90° Type
-08-1 15 23 17 10 60 35 M16 BT40-90° Type
-P 24 36 25 18 71 31 M24 | 90° BT50 MITSUI SEIKI
-P5-1 15 23 17 10 50 25 M16 BT40 MITSUI SEIKI
-P10 11 16 12.5 7 40 20 M12 BT30 MITSUI SEIKI
-U2 13.7 20 13 8.9 53 28 60° BT35 MATSUURA
-G4 23 38 25 17 85 45 M24 00° BT50 MAZAK
-G5 15 23 17 10 546 | 29.6 | M16 BT40 MAZAK
-G45 28.956| 37 25 120.828| 65.2 | 25.2 | M24 BT50 MAZAK Top face ground PS-G41 W0 hole
-G58 18.796| 22 17 |12.446| 44.1 |19.106| M16 | 45° | BT40 MAZAK Top face ground PS-G51 W0 hole
-G60 18.796| 21.8 |16.281|12.446|41.256|16.2565/8-11UNC CAT40U OKUMA
-019 23 38 — 17 85 45.2 |1-8UNC CAT50U
-047-2 25 17 85 45.2 | M24 | 90° 1T50 MORI SEIKI
-P13 24 36 — 18 71 31 |1-8UNC CAT50U  MITSUI SEIKI
-H30 15 23 116.281| 10 57.2 | 32.2 |5/8-11UNC| 45° CAT40U HITACHI SEIKI
-B1 22 38 o5 16 112 72 M24 60° BT50 OKUMA
-809 28 21 74 34 BT50 Top face ground JIS-B6339-89
-805 19 23 17 14 54 29 M16 | 75° | BT40 Top face ground JIS-B6339-89
-801 12 16.5 | 125 8 43 23.4 BT30 Top face ground JIS-B6339-89
-J 14 20 13 45 23 M12 90° BT35 KITAMURA
-M10 14 16 12.5 10 40 22 CAT30S MAKINO SEIKI
-R3 10 18 13 7 43 25 45° BT35 ROKU-ROKU
-C 21 39 25 15 105.1 | 63.1 | M24 BT50 HITACHI SEIKO
-301 15 23 17 11 60 35 M16 | 60° BT40 TSUGAMI
-Q3 16 16.5 12.5 125 | 31.8 | 11.8 | M12 | 45° BT30 OKADA
-BR*! 7 10 6.5 4 28 17 M 6 | 45° BT15 BROTHER
-81 12 16.5 | 125 8 44 24 M12 | R4 BT30 CKD
-581 28 36 25 21 74 34 M24 IT50 DIN69872-B-1988
-302 19 23 17 14 54 26 M16 | 75° | 1T40 DIN69872-A-1988
-122 13 17 13 9 44 24 M12 1T30 DIN69872-A-1988
-S27 18.95 | 22.5 17 12.95 | 44.25| 19.25| M16 | 45° BT40 SNK
e s e Pl S o a1 o, oM BPULL STUD with 1D pease add e atrevation of 1 maker
% %1 The monoblock style of BT15 Slim Chuck with PS-BR is recommended. on to the PULL STUD No.
e.g. PS-6-IDB
OMRON V600-D23P53 (¢:8X6) :=IDM
) 4 V600-D23P54 ($12X5)  : —IDN
f BALLUFF BIS-C122-04 ($10X4.5) :—IDU
BIS-C105-05 (¢12X6) :—IDB
261 JAPAN ID SYSTEM WDD12B  (©12X6) :=—IDQ



A PULL STUD (centre THRousH cooLaNT) N

© ©
- The specification of the pull stud may be M /—i_j_l—u»:
different depending on the machine = =
specification and the machine serial —
number. Please confirm the specification Fig.1 I U
of your machine and order the proper - 8 3
© © ©
pull stud. c——
PS =
(Centre Through Coolant) —
Fig.4
Pull Stud Specification Machine Maker ¢ds | FIG Remarks
PS-130E BT30 MAS-1I Special BROTHER, TOYOSK 2.5 1 | ¢d2=7.5
-132 BT30 MAS- I Special FANUC 4 1 | ¢d2=8
-802 BT30 JIS-B6339-89 4 1 | PS-801 with hole
-876 BT30JIS MAZAK 25 2 | ¢d4=5.5 ©=30°
PS-73* 4 1 | PS-1 with hole
-371 OKUMA HOWA 3 2 | ¢da=7 06=30°
-392 ETU LS L JTEKT 3 3 | ¢d4=7.3
-H28 HITACHI 3 3 | ®d4=5
-75*1 BT40 MAS- I 4 1 | PS-2 with hole
-806-1 6 1 | PS-805 with ¢6 hole
-813-1 MAKINO 6 1 | AS568-015 with O-ring
-854 6 1 | ¢3 with air hole
874 BT40 JIS YASDA 6 2 | da=10 6=30°
-877 JTEKT 3 3 | ®d4=7.3
-B62-1 OKUMA 4 1 | With O-ring S15
-366E-1 | BT40 Centre Through MORI SEIKI 7 2 | ¢d4=10 6=30" N29104**
-G51 7 1 | PS-G58 with hole 34931900680*?
-G510 /N AR 7 3 | PS-G51 High pressure 34261910160*2
-309 IT40 DIN 7 1 | DIN 69872-A-1988
-380E IT40 DIN Centre Through | MORI SEIKI 7 2 | $d4=10 6=30° N29106*°
-Al IT40 1ISO A 7 1 | ISO-7388/2-1984A
-A4d IT40 1ISO B -85 1 | 1ISO-7388/2-1984B
-G52 IT40 ANSI MAZAK 7 1 | 34931900660**
-G53 MAZAK 7 1 | 34931900670*?
-B64-1 CAT40U ANSI OKUMA 4 1 | With O-ring S15
-D72 7 1 | ANSI/ASME B5,50-1985
-381E CAT40U Centre Through | MORI SEIKI 7 2 | ¢d4=10 6=30° N29105*°
PS-5E BT50 MAS- I 6 1 | PS-5 with hole
-552 JTEKT 6 3 | ®d4=104
-563 YASDA, KOMATSU NTC | 5.5 2 | ¢d4=11.2 6=60"**
-595 MORI SEIKI 8 2 | ¢d4=11 6=30° N29120*3
-5024 OKUMA HOWA 6 2 | $d4=9.5 6=30°
-5027 50 s OKK 6 4 | With O-ring S9 at Face
-5030G TOSHIBA 4.5 1 | With O-ring P21
-M16 MAKINO 6 1 | With O-ring P21
-H38-B HITACHI g 4 | With O-ring S5 at Face
PS-6E BT50 MAS-II 6 1 | PS-6 with hole
-578 JTEKT 6 3 | ®d4=10.4
-579 YASDA 5.5 2 | ¢d4=11.2 6=60"**
-596 MORI SEIKI 8 2 | ¢d4=11 6=30" N29126*°
-5016 ETEU A I OKUMA HOWA 6 2 | ¢d4=9.5 6=30°
-B60 OKUMA 6 1 | With O-ring P21
-H39-B HITACHI 3 4 | With O-ring S5 at Face
PS-031 BT50 90° 6 1 | PS-O with hole
-056 MORI SEIKI 8 2 | ¢d4=11 6=30" N29119**
-067 BT50 90° OKK 6 4 | With O-ring S9 at Face
-048-B HITACHI 3 4 | With O-ring S5 at Face
PS-810 BT50 JIS-B6339-89 10 1 | PS-809 with hole
-819 JTEKT 6 3 | ®d4=10.4
-833 BT50 JIS YASDA 515 2 | ¢d4=11.2 6=60"**
-816-1 MAKINO 6 1 | With O-ring P21
PS-P16 BT50 MITSUI MITSUI 8 1 | PS-P with hole, Top surface ground
PS-G41 10 4 | With O-ring P12 at Face 44831901160*°
-G63 BT50 ANSI MAZAK 10 1 | PS-G45 with hole, Top surface ground 32551901720*2
-G410 10 3 | PS-G41 High pressure 34341901620*?
-D92 CAT50U ANSI 11.7 1 | ANSI/ASME B5,50-1985
PS-A3 IT50 ISO A 115 | 1 |1S0-7388/2-1984A
-A6 IT50 ISO B 1155 | 1 | ISO-7388/2-1984B
-512 IT50 DIN 11.5 1 | DIN 69872-A-1988

*When pull stud without hole is used on the M/C with the centre through tool coolant, please use the pull stud which fop surface is ground.
*JIS40 type pull stud (¢d2=14) is recommended for the machine with the centre through tool coolant instead of MAS40 type pull stud marked %*1(¢d2=10).
% %2 shows the pull stud Code No. of MAZAK. *The top surface of the pull stud of Fig.2 is not ground. % %3 shows the pull stud Code No. of MORI SEIKI. % %4 ¢d3=¢7 is also available. 262



A puLL STUDS CODE NO.

NIKKEN

[1:NC5 Spindle Available

Machine Maker Machine Model TAPER Holder |Code No.
TV4, 4F, 4L No.40 BT40 |PS-1
IKEGAI TV-U4,4L0 H4 TH500 THU500 40 40 -805
TV5, U5 MXseries BX110Pseries BX130Pseries  TH600 THU600 AH6, 8 50 50 -5
E-32V No.30 - BT30 |PS-16
REVOLVER-32 30 |NC5-46 Special]  -837
EGURO E-43V 40 BT40 | -805
APORO4 40 NC5-63 -834-1
S300 S$S300 DT CENTERseries JE30S ES400 No.30 BT30 [PS-16
E-130 JE130 JE30S JE30G ES400 EV360, 360T 30 30 -17
Super400, 450FV__ VIMCseries HMCseries 40 40 -1
ENSHU JEseries ES450, 450T EV450, 530S GE460H, 480H 40 40 -2
JE50 40 NC5-63 -N63AE
EV650, 600MV VMCseries HMCseries VE65E 50 BT50 -5
JEB0, 80GEV530 GE580, 590H 50 50 -6
MA, MB, MC, MD, MF, MX-Aseries VH-40 VR-40 MU-400VA, 500VA MA-400HA GENOSseries No.40 BT40 |PS-2
Centre Through(JIS) 40 40 -B62-1
OKUMA MX-55VA 40 NC5-63 -N63AE
MA, MB, MC, MD, MX-B, MCV-A, B, MCRseries MCM-B 50 BT50 -6
Centre Through 50 50 -B60
MILLAC Vseries, Hseries  MM-300 ML-300 No.40 BT40 [PS-1
Centre Through 40 40 -371
OKUMA HOWA MILLAC Vseries, Hseries VMP-10, 16 VTM-65, 100, 80YB 50 50 -6
Centre Through 50 50 -5016
VTM-65 , 100 50 NC5-100 |  -N100VE
PM300, 350 No.30 BT30 |PS-801
PCV, TRC, VM, AMC, DGM, VP, GC, HMseries  HP400 PG8 PM400m DV5,V1 VG400 VC-X350 GR400 40 40 -1
MCV-350, 410/40 PCH-400, 500 HPV400 MPH-400 40 40 -08-1
OKK VM4,5 PCV-400 PCV-55 VC8-Jr4,5 HM40 HC8-40 PM 400 PG 8 40 NC5-63 -N63VE
KCV600/800 MCVseries VC8series HM 50,63 MCH600 HC8-50, 63, 600 45 NC5-85 -N85VE
MCV, MCH, MHA, KCV, ACM, DCM, VM, HMseries PCV-510,620 HM50, 63,80 GC600 DV5 50 BT50 -0
PCV50, 55, 60 50 50 -5
PM5000 50 NC5-100 |  -N100VE
OSH-54 0SVseries 0SU-545 BMVI-85 No.40 BT40 |PS-1
OHTORI FTV-500, 500HV 40 40 -805
BMV-40NC (OP), 400NC(OP), 500LNC, 500ANC 0SV-139 FTV-1200 50 50 -5
OMC-40HS No.40 BT40 |PS-1
oM 0MC-50V, 50HS 50 50 -5
TDC, Omega-M, VTLex-M, NeoXseries 50 50 -6
Centre Through 50 50 -579
Mycenter-0, 1X HX-250 No.30 BT30 [PS-16
Mycenter-1XiF, HX250iF 30 30 -801
Mycenter-2X, 3X, 4X, 4, -H300, 400, 500, Mycenter-Supercell400 40 40 -805
Centre Through 40 40 -806-1
KITAMURA Mytrunnion-3 40 40 | -881
Mycenter-5, 7X HX-500, 630, 800 Bridgecenter-8, 10 JlGcenter-5 50 50 -809
Centre Through 50 50 -810
Mycenter-HX1000i, 1250i 50 50 -833
VMC, HMC, Arik, KN, VTCseries PC-30E, 30F, 30H, 30W KPC30a, 30b HPC-30Vb PCV-30 No.30 BT30 |PS-16
KIRA VTC-30a 30 NC5-46 -N46AE
KV, Arik, VTC, KNseries PC40G 40 BT40 -1
Centre Through 40 40 -806
KCW-5VR No.30 BT30 |PS-16
KIWA Triple-v21i, V41 KNH-426 KH-41,45 KCW-10V 40 40 -805
Centre Through 40 40 -806
KURASHIKI KV-500, 500H, 700_ : : : No.40 BT40 |PS-1
KVseries KMVseries KBTseries KHseries CMNseries KHM-125 KBM11X 50 50 -5
N, Zseries No.30 BT30 |PS-16
TMC, NH, NV, H, N, Z, ZV, ZHseries 40 40 -1
KOMATSU NTC Z\I5400 ZH4000, 5000(Centre Through) 40 40 -371
TMC, CNC, N, ZVseries 50 50 -5
Z\V/5500(Centre Through) 50 50 -563
CM-210G, 350B  CM300-A, 300-5A No.30 BT30 |PS-16
SHIZUOKA Bseries CM-350 40 40 -08
Bseries  SMVseries 50 50 -0
SUPER HIGH SPEED MACHINE CMV No.30 NC5-46 |PS-N46
SHIN NIPPON KOKI CMV-50, 70T 40 BT40 -2
(SNK) CMV, DC, ESP FSP, HF, HPS, PS, RBseries PC-55V EXI-70K 50 50 -6
REBO FLAME MACHINE, RAIL MACHINEPV640J 50 NC5-100 -N100VE
PV640J No.30 BT30 [PS-16
FV-45 FVN-40 PVseries FXN-50T, 60T FA45 JV5,5G FH, FVseries PV640J e500H4, UX570 40 40 -1
JTEKT FH-401 40 NC5-63 -N63AE
FV, FVN, FHN, FXN, PV, BN, FH, FA, RB, SBseries SV-65 e500H5 50 BT50 -5
DN-1V, 2V, 1H(Centre Through) 50 50 -52
SUGINO MACHINE Self Centre V15, NSV15, VC15, H15, H15B No.30 BT30 [PS-17
MAC-V1E, 430VP_ VP10 No.40 BT40 -1
MAC-V40, 40B Y520 40 40 -805
TAKIZAWA MAC-V40, 408 Y520(Centre Through) 40 40 | -806-1
MAC-V40 40 NC5-63 -N63VE
VMA3-T VMC3- VML3-I VA31H, 32H No.30 BT30 [PS-16
FMA3-TT  FMA5-IT 40 40 2
TSUGAMI VMA4-I 40 40 |
VMT4-IT 40 40 -805
JRV400, 450 NX76B No.40 BT40 |PS-1
BMC, BTD, BP, BMC, MPC, MPE, MPF, MPH, VMC, BF, BTU, NX, BTH, BSF, BTFseries 50 50 -5
TOSHIBA MF-2020 MP-2635(5A) 45 NC5-85 -N85VE
NX-76 MGF-21130 50 NC5-100 |  -N100VE
BTD-110R13U 50 NC5-100 -831

*This table shows the standard Pull Stud Code No. for the newest M/C. Please refer old NIKKEN catalogue for the Pull Stud of the old M/C.
% The Pull Stud Code No. depends on your M/C specification, therefore please check your M/C specification to select the proper Pull Stud.
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A puLL STUDS CODE NO.

NIKKEN

[1:NC5 Spindle Available

Machine Maker Machine Model TAPER Holder | Code No.
TVT, TVMC, THMC, TTC, DTRseries No.30 BT30 |PS-17
Centre Through 30 30 -130E
TOYO SEIKI TVT30SR TVMC 301 THMC 310 TVT310S TVT313M1.S,SL TVT302M1.S, L 30 NC5-46 -N46AE
TVT 30SR Special TVMC 301 THMC 310 TVT310S TVT302M1.S, L 30 NC5-46 -N46E
H-44,45 THMC410 H-46 40 BT40 -1
PN40, 40A SPN40 EF40H ENseries VNseries PNseries No.40 BT40 | PS-2
NIIGATA HNseries BHNseries SPN50, 63 ULTY501, 701,901 MPN-80 50 50 -6
BFN-50, 63 40 NC5-63 -820-1
SBS-2 40 -63 -358
HFA-3 VFR-3 HAS-3 HLA-3 HLB-3 No.30 BT30 | PS-16
HDB-3 30 NC5-46 -827
HKD-3 HDB-3 30 -46 -N46E
NISHIDA KIKAI VS-4, HS-4C,4M HT-4 HD-4 HW-4 HLE-4 HFA-4 HLB-4 40 BT40 -1
HDC-4 40 NC5-63 -849
HFB-4 HFC-4 HDC-4 40 -63 -N63AE
HS-5C, 5M, 5D HP-5A,5B HFA-5 HLB-3 50 BT50 -6
HASEGAWA V3, V3-5AX No.30 NC5-46 | PS-N46AE
FZ-16, 16L, 16E, 26, 26L DZ-16, 16L, 16LA No.30 BT30 |PS-16
HAMAI MC-3VA, 3VS,4VS EN-3,4,6 EN-40 HN-40 40 40 -1
MC-50V, 70V, 80V, 6V, 5VA, 6VA, 8VA T-80MH, 180MH 50 50 -5
ROBO DRILL/DRILL/DRILL MATEseries ¢X-T14iA X-T21iD X-T21iE X -T21iF No.30 BT30 |PS-16
FANUC Centrg Through . i i i 30 30 -132
K-T14B X-T14iC X-T21iD X-T21iE X -T21iF 30 NC5-46 -123-AIR
Centre Through 30 NC5-46 -123E
FMC-3V, 30V5, 35V5 No.40 BT40 | PS-2
Centre Through 40 40 -806-1
FUJI SEIKI FMC-6V, 6VR. VG, VP, 50HF, 3000T 50 50 | 5
Centre Through 50 50 -526
TC-201, 203, 203C, 20A No.15 No.15 | PS-BR
TC-221, 225, 227, 229, 229N, 22A, 311, 312N, 31A, 321, 323, 324, 324N, 325, 32A, 32B, S2A, S2B, S2C, R2A, 228, 30 30 17
S2D, 32BN, 31B, R2B )
BROTHER 1 . !
Centre Through 30 30 -130E
TC-22A, 32A, 32B 30 NC5-46 -N46AE
1C-731,731S 40 BT40 -1
HFN, HTNC, ESseries NJ50 RS50H PM70H RM70 ES50H ES50V-I No.30 BT30 |PS-16
HFN, HTNC, RM, DM, HFNseries NS70 MOH630 THMC410 40 40 -1
o HFN-SAM40 HFN-SM30H RS50H 30 | NC5-46 | -N46E
Centre Through 40 BT40 -73
HFN, HTNCseries G50H C€50H DM100H RM100H NM100 DM100H NM100 50 50 -5
Centre Through 50 50 -5E
MMN, MDT, MBN, MSN, MEN, MJN, MZN, MKNseries No.30 BT30 |PS-16
HOWA MBN-350HX_MXN-600-VCJ 30 | NC5-46 | -N4GAE
MBN, MCN, MHNseries MCV-800 40 BT40 -1
MBN-800 HS-500 50 50 -5
SPOOL HOLE MACHINE N0.30 | NC5-46 Special| PS-N46AE
H-VS5000 30 NC5-46 -N46AE
HONDA ENGINEERING | H-VT6000 SHAFT END MACHINE 40 NC5-63 -N63AE
H-CR462 40 | NC5-63 Special|  Special
NN-S HB-LB461 50 NC5-100 | PS-N100VE
HOMMA FM-15/40B, 20/50B, 25/50B, 30/60B TAC-8M, 12M, 16M, 20M, 25M, 30M _STAC-12M, 16M, 20M, 25M No.50 BT50 | PS-5
ait, A, Useries J55, 88 No.40 BT40 | PS-805
Centre Through 40 40 -813-1
MAKINO BNCseries FNCseries MCseries SF64 A55, 66, 88 40 40 -1
ait, A, V, GFseries 50 50 -809
Centre Through 50 50 -816-1
FDNCseries GN1712-A GFseries FNCseries MCseries a71,81 A77,88,99,100 V77 50 50 -5
MSA30, 40,50 MS5A, 5B MSX30 PS1-W MSJ25 MSJX25 MSB58, 512, 516 No.30 BT30 |PS-16
MAKINO SEIKI | MSAS0, 40,50 MS5A, 58 MSX30 MSBS8, 512, 516, S58 40 40 [
MSA30, 40,50 MSB58 40 NC5-63 -N63VE
Centre Through 40 BT40 -73
| MASTER, 400V-24, FX-1 No.30 BT-30 | PS-17
VX-0,-1 FX-0,1G,2 LX-0 30 30 -801
MC, RA, MAM, FXM, FX, H.Max, V.Max, H.Plus, R.Plus, V.Plusseries Mold Plus800 40 40 -805
MATSUURA MC-600VG, 600VDC RA-4GMAM-500HF 40 | NC5-63 | -N63AE
MCseries RAseries MAMseries 40 NC5-63 -N63VE
Centre Through 40 BT40 -806-1
MC-1000V, 1250 V, 1500V, 2000V MG900H, 900HG H.Plusseries 50 50 -6
RA-4G (#50) MC-1500VG(#50) MC-900HG LX-1500 50 50 -809
VS, HR, HT, HUseries VT3A VU50A No.40 BT40 | PS-P5-1
Vertexseries 40 40 -805
MITSUI SEIKI Centre Through 40 40 -813-E5
VU, WJ, VS, H, HU, HS, HR, HPTseries 50 50 -P
Centre Through 50 50 -P16
V-360 M-V4C, V5C M-H4B, H5B MPAseries M-Vseries M-Hseries No.40 BT40 | PS-1
MITSUBISHI V, M-V, M-H, M-VS, MPA, MAF, MVR, MHT, MKH, DHseries 50 50 -6
Centre Through 50 50 -6E
MAF 50 NC5-100 -N100VE
MECTRON MSV, MTV-C, , MTV-T, MTS, TSVseries MCH-80 No.30 BT30 | PS-17
(MIYANO) MSV, MTV-C, MTV-T, TSVseries 40 40 2
TV-300, 400 ACCUMILL4000 ULTIMILL H3000, V3000 No.30 BT30 |PS-16
Centre Through 30 30 -114
SV, SH, SLV, MV, MH, NV, NMV, NVD, NH, AFM, Dura Vertical, NVX, NHX, VSseries Super TILT500 SVL5000, 5250 40 40 -08-1
Centre Through 40 40 -366E-1
MORI SEIKI SV400 40 NC5-63 -N63AE
SV500 SH50 SH500 40 NC5-63 -N63VE
SV, SH, MV, MH, MB, NV, NH, NVX, NHX, VS, NMH, NMVseries 50 BT50 )
MV1003 50 | NC5-100 [ -N100VE
| MV65B/50 50 -100 -835

% This table shows the standard Pull Stud Code No. for the newest M/C. Please refer old NIKKEN catalogue for the Pull Stud of the old M/C.
% The Pull Stud Code No. depends on your M/C specification, therefore please check your M/C specification to select the proper Pull Stud.
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’/ PULL STUDS CODE NO. NIKKEN
[1:NC5 Spindle Available
Machine Maker Machine Model TAPER Holder |Code No.
VKseries VM-40,50 VS-40,50,60 VKCseries VAseries HG-400 HSseries HK-630 HAseries No.40 BT40 |PS-1
VS-50, 60 40 NC5-63 -N63AE
Centre Through 40 BT40 -H28
MORI SEIKI V$-40, 50, 60, HG- 800 45 NC5-85 -N85VE
VK-45, 55, 65,85 VAseries VGseries VFseries VS-50,60 HSseries HK-630 HGseries HCseries 50 BT50 -0
HS-630 HG-630 VF-23 VK-85 50 NC5-100 -N100
Centre Through 50 BT50 -048B
IMPULSE30 TypeA,B,C UN-600V, 600H No.30 BT30 |PS-17
VTG, V, VQC, AJV, FJV, FH, FF, VARIAXIS, NEXUS, INTEGREX, VCN, HCN, PFH, useries ANGULAX900 40 40 -G58*!
YAMAZAKI MAZAK | FF-510, 660 40 NC5-63 -N63AE
VTC, V, VQC, AJV, FJV, SV, H, FH, MTV, HV, INTEGREX, VORIEX, VARIAXIS, VCN, HCN, VERSATECH, usseries 50 BT50 -G45™!
H-12, 12N, 15,20,25 V12, 15,20 VQC-10/15, 20/50 50 50 -G4
YBM-55J, 640V, 850V, 8120V, 950V YPCseries VIPCseries H30i H40 No.40 BT40 |PS-1
VBMVi40 40 40 -805
YASDA Centre Through 40 40 -854
YBM-600N, 660N, 700N, 800N, 900N, 1000N, 120N, 100J, 1218V  YMCseries 50 50 -5
Centre Through 50 50 -563
YBM-700N, YBM-120N 50 NC5-100 -N100VE
LIBERO RXseries No.30 BT30 |PS-16
LIBERO RXseries 30 NC5-46 -110
ROKU-ROKU GIGA LIBERO RXseries 30 | NC546 | -NA6E
KX, MX, LX, GR-655N VERTIMACseries RMseries GIGA 40 BT40 -1

% This table shows the standard Pull Stud Code No. for the newest M/C. Please refer old NIKKEN catalogue for the Pull Stud of the old M/C.
% The Pull Stud Code No. depends on your M/C specification, therefore please check your M/C specification to select the proper Pull Stud.
%31 Please order the pull stud Code No. of MAZAK [Z&~ P.224

A TECHNICAL INFORMATION for STOPPER PIN

This is typical information (guide line) of the stopper pin only for the Spindle Speeder and Oil Hole Holder.
Be careful that the dimension of the stopper pin for Angular Head is different from this.
Please refer your M/C specification very carefully for more detail.

—
NN A
oE : 9 £ 7—7‘
w0 —
.ﬂ_‘ Dimension at free JE Dimension at free
Fig.1 " Fig.2
Machine Maker Shank H E H2 Fig. Machine Maker Shank H E H2 Fig.
BT30 50 12 4 1 MORI SEIKI BT40 60 12 14 1
ENSHU 40 60 | 12 | 14 1 (HITACHI SEIKI) 50 82 | 18 | 22 1
50 82 | 18 | 2 1 BT30 0 | 12 | 12 1
OKUMA BT40 65 | 18 0 2 BROTHER 40 60 | 12 | 14 1
50 80 | 18 0 2 KIRA BT30 55 | 12 | 1
BT40 65 | 18 0 2 FANUG BT30 55 | 12 | 29 1
OKUMA HOWA 50 80 | 18 | 1 2 AKING BT40 65 | 18 | 2 2
oK BT40 65 | 12 | 16 1 50 80 | 18 5 2
50 8 | 18 | 2 1 BT40 60 | 12 | 28 1
CTAMURA BT40 65 | 18 0 2 MATSUURA 50 82 | 18 | 2 1
50 82 | 18 | 2 1 SO SEI] BT40 60 | 12 | 14 1
CORASHIK BT40 60 | 12 | 14 1 50 82 | 18 | 2 1
50 145 | 18 0 2 P BT40 65 | 18 0 2
SHIN NIPPON KOKI(SNK) BT50 82 | 18 | 2 1 50 80 | 18 | 277 | 2
BT40 65 | 18 0 2 BT40 6% | 18 2 2
TOSHIBA 50 145 | 24 | 24 | 2 ) 50 80 | 18 | 0 2
BT40 65 | 18 0 P BT40 65 | 18 2 2
JTEKT 50 80 18 4 5 YAMAZAKI MAZAK 50 80 18 0 5
BT40 65 | 18 0 2 ROKU-ROKU BT40 65 | 18 9 2
NIIGATA 50 80 | 18 | 1 2 ASOA BT40 60 | 12 | 14 1
50 82 | 18 | 2 1
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A/ TECHNICAL INFORMATION for STOPPER BLOCK

This is the information for the stopper block when NIKKEN Standard Spindle Speeder, Oil Hole Holder and
Angular Head are used. Please be careful that the pitch between the spindle centre and the centre of the hole of
the stopper block varies depending on your M/C specification. When the stopper block has been already installed
on your M/C, please specify the drawing of the spindle flange on your M/C, when ordering of the Spindle
Speeder, Oil Hole Holder and Angular Head etc.

.:FoT‘SPlNDLE SPEEDER
BT50. N\

1. Please use NIKKEN Original Stopper Block for
Spindle Speeder (1) and make the Stopper Block

~——82—

—FcTr‘ OIL HOLE-HOLDER
\

BT50 |

2-M8

3001

imniis

MFor ANGULAR HEA

®4.2 Drill Hole

M5 Tap(pitch 0.8) 2 Places
M5 Cone Point Set Screw

@ M4 Tap(pitch 0.7) 2 Places

$3.3 Drill Hole

M4 Cone Point Set Screw

w

Base (2) by yourself.

Code No. of Stopper Block
#40:NX40-STB
#50:NX50-STB

. How to make the Stopper Block Base

* Make the suitable shape to meet with the tapped
holes and the dowel pin holes on your M/C.
* It's not necessary to be heat-treated.

. The pitch between the spindle centre and the centre of

stopper block has to be physically adjusted when the
spindle speeder is clamped on the spindle.

. Please use NIKKEN Bushing & Push Pin for the Oil

Hole Holder (1) and make the Stopper Block by
yourself.

Code No. of Bushing & Push Pin

#40:BK40BS-A with O-ring P12
#50:BK50BS-A & BK50PP-A with O-ring P18

. How to make the Stopper Block.

+ Make the suitable shape to meet with the tapped
holes and the dowel pin holes on your M/C.
* It's not necessary to be heat-treated.

The pitch between the spindle centre and the centre of
the hole of stopper block has to be physically adjusted
when the oil hole holder is clamped on the spindle.

\ \ \
BT/50/: B . 1. Please use NIKKEN Bushing for the Angular Head (1)
Gauge /;g \ and make the Stopper Block by yourself.
: \ Code No. of Bushing
\. f #40:AHA-03000-01
Gauge I NIV e #50:AHA-01000-02
— . line g 3 2. How to make the Stopper Block
,‘EI E@ 3 £ l * Make the suitable shape to meet with the tapped
3101 &1 (e t?{ 9 holes and the dowel pin holes on your M/C.
1 pgoos @ * It's not necessary to be heat-treated.
M5 Tap(pitch 0.8) 2 Places 3. The pitch between the spindle centre and the centre of
B pa2Drilbole @ ccrew the hole of stopper block has to be physically adjusted
i — when the angular head is clamped on the spindle.
=g
Rc 1/8 5 4\

M5 Tap(pitch 0.8) 2 Places
®4.2 Drill Hole
M5 Cone Point Set Screw

The combination stopper block is also available. Please specify the dimension when ordering.
Oil Hole Holder

Angular Head

Angular Head
Oil Hole Holder
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A/ DIMENSIONS of IS0, DIN & MAS BT SHANK

BT50 L BT45 L
e . 232 s
30150 o 12.0
30° - 8
M24 P=3 \ / M20 P=2.5 \ /30
J— ' : J_ U
o] E‘..?;ﬁ\ 25.7 w| o 3 193 | ol
gl g 8s -y ' ﬂ 58
j\jr\
Taper:7/24 Taper:7/24
| 35 - | 30
S+ 82.8 T 33
101.8 38 d
130.8 S50
Pull Stud Code No. : PS-5, 6, 0, P, G41, G45, 50, 52 Pull Stud Code No. : PS-3, 4, 02, G1

MAS BT35

M16 P=2

. Taper:7/24
Taper:7/24 \_ ”5 aper o 22
654 27 = 56.5 24
; 80.5
92.4
Pull Stud Code No. : PS-1, 2, 08, P5, G51, G58, G5, 301, 302 Pull Stud Code No. : PS-18, 19

BT30 BT35

30
M12 P=1.75

o © o | =1 14.1 o @
T8 2 i e e by A
Taper:7/24 20 Taper:7/24
484 2 20
- 2
=W 22 56.5 " 22
785
Pull Stud Code No. : PS-16, 17, 81, P10 Pull Stud Code No. : PS-U2,J
& L.
111 o b .
~6.55 =111
J L . t-HH= 7.07
N JVSO 30°K T[Ty 30°
M16 P=2
A T | T Sl
o 8 3 i i3
—-1S—d ~ I-6 o
e g = ©

1
4\
l~—$56.25

Taper:7/24
Taper:7/24 ‘159 32159
== " 119.1
o 1o 68.4
01 875
120.85
Pull Stud Code No. : PS-A3, A6, 512 Pull Stud Code No. : PS-Al, A4, 319

267 =" [ For CAT Tooling, please refer to NC TOOLING SYSTEM Catalogue USA Version.]




A/ DIMENSION of 1S0, DIN & HSK SHANK

7.5 Ry 1<
HSK100A L2 Sy HSK63A o S e
SIE -8 I Hole for Balancing
[ >3 Hole for Balancing 6§ 9 ot
Flat for Balancing 10 15 155 16 Flat for Balancing 20 1813 10 12
Bsmha e N
Ll 25\ OTg T R i
0 112, ~ | r
[ e N - | g T [ %
[ W
= ! 0 <
© =
- 4 | ¢
10 ‘ — - P s ‘
Taper: 1/10 /<50 *74:29 116 JeEE R keé%*‘i; 26 L |
oy S
31— o 1g ) Wlm
Sk B
15 24 M—

21

3 i u
= |
wn -
HSK50A 20 s HSK40A e
g Hole for Balancing Hole for Balancing
. 45 : 12
Flat for Balancing G5 14.13 10 10 Flat for Balan(:lng9 315 LR 812
‘ i
i /) J
i T — iy
& © ©
| & < °
I 28 3 ‘ — 2
By = B I
-y % %
] < <
~ = | 1 =
vl |
7 . [— " »L C
! 4 I~
Taper: 1/10 kzsa-gzea-l—e— 11 Taper : 1/10 20 20 15

e
6982
Hske3g ©OY
18.13‘10 12
%WT |
I
6.3~
Taper:1/10 / |l«— 32— »le 26—

%Vﬁilx

5

MAX. $52.4

k3
6989°
HSK32E

32

S

Taper : 1/10

19
93-2
Hsks0E NS
.
T
Taper: 1/10

5
6989°
HSK25E

721 6 _ 5
‘ I o
| N
n o —e
V= - — -
© o x
<
{ ‘ 3
!
L~ | ‘
3 25—+«
Taper : 1/10 13 10 10—

Taper : 1/10

14.1310 7‘
™ 00 -
3
Taper : 1/10 5.1 [
1 25 26

I
69893
HSKG63F

MAX. $52.4

NIKKEN HSK Tooling has a hole and a flat for mass balancing as standard. Hole for manual clamp and hole for ID are not standardized.
Special HSK_A type which U grooves and drive key slots are synmetric design without V notch is also available. Please contact with us.
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ALPHABETICAL INDEX OF THE PRODUCTS . |

Explanation of Code No.

e.g.| BT40|-| C32 |- 85 |

) 18

—— o Symbol of Chuck

Shank No.
BT/IT/CAT BT/IT standard 1= P.267 CAT is USA standard.

Code No. “MBTO" is 3LOCK Toolig for BT. = P.139
Code No. “NBTOO" is 2L0ocK Toolig for BT. 7=~ P.158
Code No. “NC5-00C1" is NC5 Toolig. &~ P.193

Nominal Gauge Length
—— o Chucking Capacity Depending on Type

Code No.
Code No.
Code No.
Code No.

When shank No. is BT[]+, please search by the symbol of chuck.
e.g. If Codo No. is BT40-C32-85, please refer P.29 seached by BT-C.

1MP
3MS
3P
3MP
4MP
5P
5AX-
6MP
7P
9A
9CKR
9CMD
9CMT
9DKT
9HC
9MC
9PEM
9TP
9ZFL
900
10MP
10P
as

A

A

A21

A21PW

AB

AEG
BT/IT-AFCIOI
BT/IT-AFCOO
BT/IT-AFKOO
BT/T-AFTOO

AHA
BT/IT-AHC OO
BT/IT-AHKOO

AHKOO-0OO
BT/IT-AHM

AHMOO-SK
BT/IT-AHPLOO
BT/IT-AHPXOO
BT/IT-AHTOO

AL-01O0

AMO-O

AS-000O

AWOO-CO

AWC

AWC-CO

AWC-FO

B

BOO
BT/IT-BACOOO

TEGENE A YSH _l\ SON ) »io01e

269 *CNC:Please refer CNC Rotary Table catalogue.

BTAT-C[ ][]

HSKLILI-CLI-G

FIGURES

INSERT TIP.  +ccoeverveenmeenieinun. 98
INSERT TIP  +-ccoveeeieeeeeeeeen 98
INSERT TIP  +-ccvveeeeeieeeen, 99
INSERT TIP - cvveeioeeeiiieeees 98
INSERT TIP - cvverreeeieieeens 98
INSERT TIP - cvvverreeeiiean 99
CNC ROTARY TABLE <+« -vcvvrvevenennn 057
INSERT TIP  +-cccveeeeeeeeeen 98
INSERT TIP  +-ccvvveeeeieeeen 99

SPARE part of CHAMFERING TOOL
COLLET REMOVAL for MILLING CHUCK:- - - - 31
PILOT DRILL for COMBAT Z DRILL ---- 256

INSERT TIP for COMBAT Z DRILL « -+ -+ 256
INSERT TIP for PRO-END MILL -------- 103
SPANNER - cvvvveiieeeii e 43
STOPPER for MILLING CHUCK - ------- 105
LOCK BOLT for PRO-END MILL -« ------ 103
SPARE PART for TOUCH POINT - -« -« -+ 129
WRENCH for ZERO FIT HOLDER - ----- 120
SPARE PART Code No.

INSERT TIP - :ccvvveeeeieeeeeenn, 98
INSERT TIP -+ -cvveeeeeiaieeans 99
TIP CLAMP HANDLE -« -ccvveeeenees 92

CHAMFERING TOOL

ALPHA CONTROLLER CNC = -+« -+ 260
ALPHA CONTROLLER POWER UP - --- 260
BLADE of CHAMFERING TOOL

INSERT TIP - ::cvoveeeereneneianannnnn, 66
AUTOMATIC BACK SPOT FACING ARBOR - - - - 121
SOLID OFF-SET type ANGULAR HEAD - - -+ 118
SOLID OFF-SET type ANGULAR HEAD - - -+ 118
QUICK type OFF-SET ANGULAR HEAD - - - 115
BUSHING for STOPPER BLOCK -« -« - - - - 266
SOLID type ANGULAR HEAD -« - -+« -+ 118
SOLID type ANGULAR HEAD -« -« -« -+ 118
ADAPTER for QUICK type ANGULAR HEAD - - - - 116
MODULAR type ANGULAR HEAD - - - - - - 117
MODULAR HEAD for ANGULAR HEAD - - - - 117
ANGULAR HEAD for DEEP HOLE - ----- 117
HIGH SPEED type ANGULAR HEAD---- 114
QUICK CHANGE type ANGULAR HEAD - - - - 115
AIRLINEKID ccvvvveevemnrieeinnneen 113
CHAMFERING TOOL

CHAMFERING TOOL

AIR MASTER

AWGC SYSTEM - vvverrvveeeeaieeanns 260
CHAIN type ANC MAGAZINE -+ -+ CNC
FREE type AWC MAGAZINE -+ - CNC

SPARE PART Code No. for BCB UNIT- - -+ 85
BALANCE CUT BAC BORING ARBOR for LARGEDIA. - - 79

Shank Chuck

“ITOO” is IT Toolig. 7= P.123

“MITOO” is 3Lock Toolig for IT. 75~ P.154
“NITOO” is 2L0cK Toolig for IT. I P.185
“HSKOLI” is HSK Toolig. =~ P.208

MULT| LOOK MlLLlNG CHUCK ......................... 29

When shank No. is started except BTLI[]-, please seach by the shank No.
e.g. If Codo No. is HSK63A-C32-115G, please refer P.209 seached by HSKIC-C[O1.

HIGH SPEED MULTI LOOK MILLING CHUCK ----- 209

BAL BYALIL CIENTTRALIAER <c0ccococoooceoons 132
0OO- BCBOO MICRO CUT BORING HEAD -+« -+ -+ 88
BT/IT-BCBOO MICRO CUT BORING HEAD for LARGEDIA. - - - 80

BF AUTOMATIC BACK SPOT FACING ARBOR - - - - 121

BK BUSHING for STOPPER BLOCK -« -« - - - 266

BM BALANCE MASTER
BT/IT-BOALI] BORING BAR for CYLINDRICAL BORING TOOL - - - - 100

BRM MORSE TAPER SHANK BROACH REAMER - - - - 250

BRS STRAIGHT SHANK BROACH REAMER - - - - 250
BT/IT-BSALIO BORING BAR for SQUARE BORING TOOL - - - - 100
BT/IT-BSBOO BORING BAR for SQUARE BORING TOOL - - - - 100

C
BT/IT-COO MULTI-LOCK MILLING CHUCK = -+« -+ 29
BT/IT-COOC MILLING CHUCK for CENTRE THROUGH- - - - 105
BT/IT-COOCF MILLING CHUCK for CENTRE/FLANGE THROUGH - - 105
BT/IT-COOF MILLING CHUCK for FLANGE THROUGH - - - 107

CAF CHAMFERING CUTTER for MODULAR type- - - - 88

CCDD_CD |NSERT T|P .......................... 98

ccoo-0O CENTERING END MILL

CCKO-O CENTRE COOLANT COLLET ««-------- 32

CCKL SPANNER for FRONT NUT =« ceeeeeee 32

CCNKO-O CENTRE COOLANT COLLET ««-cv-vvt 32

CCT CENTERING TOOL

CF-0O HOBBING CHUCK

CH CIRCULAR HANDLE

CKFN D_D FRONT NUT .......................... 32

CKFNO-OC FRONT NUT with O-RING ==+« +« - v v v 32

CKFNO-OD FRONT NUT for direct chucking - -+« - -+ 32

CKFNO-ODC FRONT NUT with O-ring for direct chucking - - - - 32

CKFNO-COMN FRONT NUT with multi nozzles -------- 32
BT/IT-CLE SPINDLE TAPER CLEANER - -« -+« 163
BT/IT-CLEF SPINDLE FLANGE CLEANER -« - -« - 183

CN |NSERT TlP .......................... 98

CP-O CLAMP PIECE for BCB UNIT -+« c----- 94

CSM SPARE PART Code No. for BORING HEAD - - - - 92
BT/IT-CZF ZERO FIT type MILLING CHUCK - ----- 120

D

DOO-0O STRAIGHT SHANK DRILL CHUCK

DO-JdO STRAIGHT SHANK DRILL CHUCK ARBOR

DOO-NPUOO STRAIGHT SHANK NC DRILL CHUCK: - - - 45
BT/IT-DACLILIO DOUBLE CUT BORING ARBOR for LARGE DIA.
BT/IT-DMOO SIDE LOCK HOLDER for COMBINATION SHANK - - - - 46
BT/IT-DJOC DJBORING HEAD -+« vveeeeenees 83

DSADD_MT DSA SOCKET ........................ 46

DTOO-NPUOO  QUICK CHANGE type NC DRILL CHUCK

D.TO-0O00O NON STOP D.T set

DV DIVIDING PLATE

E

E236N ECONOMY type PRESETTER - -+« -- 133

E238 FIRIESETTER coccccorccncnccacaococcaons 135

E450N PRESETTER .......................... "36

EAC-O CONVENTIONAL STUB ARBOR

*[I1-‘Coupling Dia. of Modular Boring Head 9, 12, 16, 20, 26, 34, 42



EPOO
ETOO-O
ETSOC-O
EXEOO

F
FOO-O
FOO-AHMOO
FAOO-O1
FMOO
FTOO-O
BT/IT-FMAOO
BT/IT-FMBLOIO
BT/IT-FMC OO
CAT- FMD
FMM
FMS
FW

GNTO

BT/IT-GSKOO-P
GSKNO
GSKN-COB
GSKN-LIBJ
GSKN-OJ
G-O

H
H-OO
HAOO-TOO
HMM
HMS
HP
HSKOO-0O0O
HSKOO-BACOO
HSKOO-CO
HSKOO-CO-G
HSKOO-DJ OO
HSKOO-CZFOO
HSKOO-FMAOC
HSKOO-FMCOO
HSKOO-FMHOIO
HSKOO-GSKOO
HSKOO-LP
HSKOO-MDMS OO
HSKOO-MDPEOO
HSKOO-MDQOO
HSKOO-MDSKOL
HSKOO-MTAOC
HSKOO-MMCI
HSKOO-NC5-
HSKOO-NPUOIO
HSKOO-QOO
HSKOO-RACOO
HSKOO-RACOIOO
HSKOO-SCACC
HSKOO-SKOO
HSKOO-SKOO-P
HSKOO-SLOO
HSKOO-SMS OO
HSKOO-SZFOO
HSKOO-TBOO
HSKOO-vCeOO
HSKOO-zZOO
HSKOO-ZMACOO
BT/NT-HTS

I

ITOO-00
ITOO-CcO
ITOO-CZFOO
ITOO-GSKOO
ITOO-MDSKOO
ITOO-MMCOO
ITOO-NC5-

*CNC:Please refer CNC Rotary Table catalogue.

PRESS FIT END MILL
QUICK CHANGE type STUB ARBOR

ETS COLLET ..........................
HEIDENHAIN EXE UNIT

STRAIGHT SHANK FACE MILL ARBOR
DIRECT MOUNT FLANGE type ANGULAR HEAD - - - -
Conventional FACE MILL ARBOR

LOCK BOLT for FMA
QUICK CHANGE type FACE MILL ARBOR
FACE MILL ARBOR(UIS)
FACE M|LL ARBOR ....................
SHOULDER CUTTER ARBOR =+« -+«
SHOULDER CUTTER ARBOR

MORSE TAPER SHANK MILL REAMER for Stepped Hole - -
STRAIGHT SHANK MILL REAMER for Stepped Hole - -
DR|VE KEY for FMA ....................

MASTER GAUGE ......................
DISTANCE COLLAR

GH HANDLE ..........................
GH HANDLE with ADJUSTABLE TORQUE - - - -
MASTER GAUGE ......................
COLLAR for STUB ARBOR
NUT for STUB ARBOR
HIGH SPEED SLIM CHUCK

NUT for HIGH SPEED SLIM CHUCK - - - -
TiN BEARING NUT for HIGH SPEED SLIM CHUCK - - - -
Jtype TiN BEARING NUT for HIGH SPEED SLIM CHUCK - -
J type NUT for HIGH SPEED SLIM CHUCK - - - -
CARTRIDGE CLAMP BOLT for RAC UNIT - - - -

HYDRAULIC TAIL STOCK -+ -+« ------
QUICK CHANGE HOLDER

MORSE TAPER SHANK MILL REAMER for Through Hole - -
STRAIGHT SHANK MILL REAMER for Through Hole - -
HElGHT PRESETTER AAAAAAAAAAAAAAAAAA
HSKTOOLING ==+ e s
BALANCE CUT BAC BORING ARBOR for LARGE DIA. - -
MULTI-LOCK MILLING CHUCK --------
HIGH SPEED MULTI-LOCK MILLING CHUCK - - - -
DJ BORING HEAD
ZERO FIT type MILLING CHUCK
FACIE MIILIL AR === cconmmosoaooss
FACE MILL ARBOR -« -+ == ceveeeees
FAGE MILL ARBORI: -
HIGH SPEED SLIM CHUCK
LUBRICATION PIPE
MAJOR DREAM SHRIBNK FIT HOLDER - - - -
MAJOR DREAM PRO-ENDMILL -+ -+ -+ -
MAJOR DREAM Style MODULAR type BORING BASE HOLDER - -
MAJOR DREAM HOLDER - -+ - --------
MORSE TAPER ADAPTER A type
MINI-MINI CHUCK
DREAM-CUT HOLDER
NC DRILL CHUCK
BASE HOLDER for MODULAR type - - -
BALANCE CUT RAC BORING ARBOR- - - -
BALANCE CUT RAC BORING ARBOR for LARGE DIA. - -
STUB ARBOR
SLIM CHUCK
HIGH SPEED SLIM CHUCK - -+ -+ -+ -
SIDE LOCK HOLDER -+« -+« xveveeee
SHELL END MILL ARBOR
ZERO FIT type SLIM CHUCK
TEST BAR
Vc HOLDER ..........................
TAPPER CHUGK -+ v eveeeeeeeeeenn
ZMAC BORING ARBOR: -+ -+~
AIR TURBINE SPINDLE TOOL -+ -+ -+ -+ --

IT Tooling
MULTI-LOCK MILLING CHUCK -« -+ --
ZERO FIT type MILLING CHUCK
HIGH SPEED SLIM CHUCK

MAJOR DREAM HOLDER -+ -+« -« v - -+
MINI-MINI CHUCK
DREAM-CUT HOLDER

247
247
131
208
241
210
209

221
225
225
226

222

218

BT/IT-

BT/IT-

ITOO-SKO
ITOO-SKO-P
ITOO-SZFOO
ITOO-veod

J

J
Jo-0
JTACC

K

K-0O
KOO-BCB
KOO-DJ
KOO-MMC
KOO-MMP
KOO-MT
KOO-Q
KOO-RAC
KOO-SCA
KOO-SCC
KOO-SK
KOO-ZMAC
KMO-O

L

LC

LCD
LCHODO-SKOO
LEOO-MTOO
LEACC-O

MO-O

MOA(B, C)-O
MO-0C

MOH-O
MOHZ-O
MOHZ-OC

MA

MBTOC-0O0O
MBTOO-BACOO
MBTOO-BLKOO
MBTOO-CO
MBTOO-CO-G
MBTOO-CLEF
MBTOO-CZFOO
MBTOO-DJOO
MBTOO-FMAOO
MBTOO-FMCOO
MBTOO-GSKOO
MBTOO-MMCO
MBTOOC-PFLO
MBTOC-QOO
MBTOO-RACOO
MBTOO-RACOCO
MBTOO-SKOO
MBTOO-SZFOO
MBTOO-vCOO
MBTOO-ZMACOO
MCAOOF-0O0O
MCCz

MCC-B

McGcoo
MCMO-O
MCMOT-0O
MCTO-O
MDSKN-OB
MDSKN-OBJ
MHDOO

SLIM CHUCK
HIGH SPEED SLIM CHUCK «+++ -+« -+
ZERO FIT type SLIM CHUCK
VC HOLDER -+ rreereeeeeeees

JIG PLATE
DJ BORING BIT
JACOBS TAPER ADAPTER

AlR LlNE KlD ..........................
STRAIGHT SHANK MICRO CUT BORING BAR - - - -
STRAIGHT SHANK DJ BORING BAR: - - -
STRAIGHT SHANK MINI-MINI CHUCK - - - -
STRAIGHT SHANK MINI-MINI CHUCK - - - -
STRAIGHT SHANK MORSE TAPER SOCKET - - - -
STRAIGHT SHANK BASE HOLDER for MODULAR type - -
STRAIGHT SHANK BALANCE CUT BORING BAR - - - -
STRAIGHT SHANK STUB ARBOR - - - - - -
STRAIGHT SHANK STUB ARBOR - - - - -
STRAIGHT SHANK SLIM CHUCK
STRAIGHT SHANK ZMAC BORING BAR: - - -
STRAIGHT COLLET

HOLDER for LIVE CENTRE
CENTRALIZING DIAL GAUGE
CENTERING HOLDER

OIL JETTER DRILL SLEEVE for MT SHANK
OIL JETTER BITE SLEEVE

HOLDER for LIVE CENTRE

COLLET for LIVE CENTRE

HOLDER for LIVE CENTRE

LIVE CENTRE

LEAD MASTER

BORING BITE BIT

BORING BITE BIT

CENTRE DRILL for LIVE CENTRE

OIL JETTER DRILL SLEEVE for STRAIGHT SHANK
OIL JETTER BITE BIT

OIL JETTER BITE BIT

SPAIR PART
BCB MICRO UNIT
DAC UNIT

BCB CARTR|DGE ......................
MAC UNIT
ZMAC UNIT
ZMAC CARTR|DGE AAAAAAAAAAAAAAAAAAAA
HORIZONTAL MILLING CUTTER ARBOR
3 Lock Tooling for BT
BALANCE CUT BAC BORING ARBOR for LARGE DIA. - -
BLANK ARBOR
MULTI-LOCK MILLING CHUCK «-+-- -~
HIGH SPEED MULTI-LOCK MILLING CHUCK - - - -
FLANGE CLEANER -+« v v vvvveeens
ZERO FIT type MILLING CHUCK
DJ BORING HEAD
FACE MILL ARBOR(JIS)
SHOULDER CUTTER ARBOR -+ -+« -+ -
HIGH SPEED SLIM CHUCK

MINI-MINI CHUCK
PFL MASTER HOLDER

BASE HOLDER for MODULAR type - - -
BALANMER CUT RAC BORING BAR - - - -
BALANCE CUT RAC BORING ARBOR for LARGE DIA. - -
SLIM CHUCK
ZERO FIT type SLIM CHUCK
VC HOLDER ..........................
ZMAC BORING BAR
NATIONAL TAPER MILLING CHUCK
ZMAC CARTRIDGE of BALANCE CUT BORING BAR for LARGE DIA. - -
BALANCER HEAD of BALANCE CUT BORING BAR for LARGE DIA. - -
STOPPER for MILLING CHUCK
MORSE TAPERAITANGAJMILLING CHUCK
MORSE TAPERAIDRAWINGAMILLING CHUCK
QUICK CHANGE type MILLING CHUCK
TiN BEARING NUT for MDSK
J type TiN BEARING NUT for MDSK - - - -
MULTI DRILL HEAD

*[1-:Coupling Dia. of Modular Boring Head 9, 12, 16, 20, 26, 34, 42
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271 *CNC:Please refer CNC Rotary Table catalogue.

BT/IT-
BT/IT-
BT/IT-

BT-
BT-
BT-

BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-

BT/IT-
BT/IT-

MHSOO
MHTOO
MHVOO
MITOO-00O
MITOO-COO
MITOO-FMACO
MITOO-FMHOO
MITOO-GSKOO
MITOO-MMC
MITOO-SKOO
MiITOO-veod
MMO-00
MMCOO
MMCOOC
MMCOOF
MMCL
MocoOO
MOKOO
MoLOO
MomMO

MoQO
MPKO-O
MSO-0O
MSOO-AC
MTO-UMT
MTO-UMTX
MTOT-DJO
MTOT-QO
MTOT-RACC
MTOT-ZMACO
MTAOO
MTBOO

MTO

MX

N

NOO-MTO
NOO-NPUO
NBH-OO
NBT-O0-00
NBTOO-AHOO
NBTOO-BACOO
NBTOO-COO
NBTOO-COO-G
NBTOO-CZFCO
NBTOO-DJOO
NBTOO-FMAOO
NBTOO-GSKOO-P
NBTOO-MDMSOO
NBTOO-MDPECIO
NBTOO-MDQOO
NBTOO-MDSKOO
NBTOO-MMCOO
NBTOO-MTAO
NBTOO-MTBO
NBTOO-NPUC
NBTOO-NXO
NBTOO-QOO
NBTOO-RACOO
NBTOO-RACOO
NBTOO-SCAOO
NBTOO-SKOO
NBTOO-SKOO-P
NBTOO-SKTOO-P
NBTOO-SLOO
NBTOO-SZFOO
NBTOO-vCOO
NBTOO-ZOO
NBTOO-ZLOO
NBTOO-ZMACOO
NC5-00-00
NC5-00-BACOO
NC5-00-COO
NC5-00-CZFOO
NC5-00-FMACO
NC5-00-GSKOO
NC5-00-MTAOO
NC5-00-NPULOO
NC5-00-PFLOO
NC5-000-Q0O0
NC5-00-RACOO
NC5-00-RACOO
NC5-00-SCAOO

MULTI DRILL HEAD
MULTI TAPPER
HIGH SPEED MULTI DRILL HEAD - - - - - -
3 Lock Tooling for IT -+ -+ --coveeeeeee
MULTI-LOCK MILLING CHUCK -« -+« -«
FACE M“_L ARBOR ....................
FACE M'LL ARBOR ....................
HIGH SPEED SLIM CHUCK

MINI-MINT CHUCK +« o eeeeeeeeeeeeeeee
SLIM CHUCK
WC [FIOILDIER} 222 2eeaocacnasacacaceacass
MULTI TAP HEAD

M”\“,M”\“ CHUCK ....................
MINI-MINI CHUCK for CENTRE THROUGH - - - -
MINI-MINI CHUCK for FLANGE THROUGH - - - -
WRENCH for MINI-MINI CHUCK - -+ -+ - - -
MILLING CHUCK type MULTI OIL HOLE HOLDER - - - -
SLIM CHUCK type MULTI OIL HOLE HOLDER - - - -
SIDE LOCK type MULTI OIL HOLE HOLDER - - - -
MORSE TAPER type MULTI OIL HOLE HOLDER - - - -
MODULAR type MULTI OIL HOLE HOLDER
COLLET for MINI-MINI CHUCK® « -+ -+ -+
COLLET for MINI-MINI CHUCK® = -+ - -+
MASAMUNE SHRINK TOOL
MORSE TAPER SHANK UNIVERSAL MICRO TOUCH - - - -
MORSE TAPER SHANK UNIVERSAL MICRO TOUCH - - - -
MORSE TAPER SHANK DJ BORING HEAD
MORSE TAPER SHANK BASE HOLDER
MORSE TAPER SHANK BALANCE CUT RAC BORING ARBOR
MORSE TAPER SHANK ZMAC BORING ARBOR
MORSE TAPER ADAPTER A type -« - -+
MORSE TAPER ADAPTER B type ---- -
MORSE TAPER SLEEVE for OIL HOLE HOLDER - - - -
MORSE TAPER SHANK CARBIDE BROACH REAMER - - - -

NON STOP type TAPER ADAPTER

NON STOP type NC DRILL CHUCK

A|R HYDRAUL|C UN|T AAAAAAAAAAAAAAAA
2 Lock Tooling for BT «-«-:-vovvvveeee
ANGULAR HEAD ......................
BALANCE CUT BAC BORING ARBOR for LARGE DIA. - -
M”_L'NG CHUCK ......................
HIGH SPEED MILLING CHUCK «-------
ZERO FIT type MILLING CHUCK
DJ BORING HEAD < - c-cccveeeeeeeeees
FACE M”_L ARBOR ....................

MAJOR DREAM SHRINK FIT HOLDER - - -
MAJOR DREAM PRO-ENDMILL -+« -+ -
MAJOR DREAM Style MODULAR type BORING BASE HOLDER - -
MAJOR DREAM HOLDER -+« -+ -
MINIMINECHUCK «« v oeeeeeeeees
MORSE TAPER ADAPTER A type «--+ -
MORSE TAPER ADAPTER B type -+ -
DR”_L CHUCK ........................
SPINDLE SPEEDER: -+« vv e
MODULAR type BORING BASE HOLDER - - - -
BALANCE CUT RAC BORING ARBOR: - - -
BALANCE-CUT RAC BORING ARBOR for LARGE DIA. - -
STUB ARBOR
SLIM CHUCK
HIGH SPEED SLIM CHUCK -+« ++ -+
HIGH SPEED SLIM CHUCK « -+« -+«
SIDE LOCK HOLDER -+ oo
ZERO FIT type SLIM CHUCK «+«++ -+
VC HOLDER ..........................
TAPPER CHUCK ......................
TAPPER CHUGK v reeeeeeeeee
ZMAC BORING ARBOR
Nc5 TOOL'NG ........................
BALANCE CUT BAC BORING ARBOR for LARGE DIA. - -
MULTI-LOCK MILLING CHUCK -+ -+« -
ZERO FIT type MILLING CHUCK
FACE M”_L ARBOR ....................
HIGH SPEED SLIM CHUCK

MORSE TAPER ADAPTER A type «++ -
NC DR”_L CHUCK ....................
PF MASTER HOLDER

BASE HOLDER for MODULAR type -+ -
BALANCE CUT RAC BORING ARBOR: - - -
BALANCE-CUT RAC BORING ARBOR for LARGE DIA. - -
STUB SRBOR

158
185
180
159
160
173
179
181

172
171
178
169
162
175
175
174
184
169
178
180
183
163
166
165
174
173
168
176
176
177
193
205
195
200
206

202
201

206
204
206

NC5-00-SKOO
NC5-010-SLOO
NC5-00-SZFOO
NC5-00-TB
NC5-010-vCOO
NC5-000-vMCOO
NC5-00-Z0O0
NC5-00-ZMACOO
BT- NC5-
BT- NC5-CS
BT- NC5-F
NC5T-00-
NC5TS-00-
NCD
NCL-BTOO
NCM
NCS
NCS-F
NITOO-00O
NITOO-cOO
NITOO-FMAOO
NITOO-FMHCOO
NITOO-MDSKOO
NITOO-MMC OO
NITOO-SKOO
NITOO-veoO
NK
NMP
BT/IT-NPUOO
BT/IT-NPUOIOC
BT/IT-NPUOOF
NPUL
NQMO-OO
BT/IT-NR
NST
NST-OOOHP
NSVX
NSvz
NTP
BT/IT-NXOO
NXOO-STB
NZ

@)
OJKO-O
OK
OKE
OoKOO-MT
OKOO-SK
ONKDO-O
BT/IT-OZLOO

P
P-000
PB-00
PBA-LI]
PC-O
PE
PE-T
PF-RDSS
PF-RMSS
PFL
BT/IT- PFL
PFLO-O0O
PFO
PMKO-OO
BT/IT-PMHO-O
PMHO-TO
PS
PS-00-NC5-85
BT/IT-PXOO

Q

BT/IT-QOIO
QOO-BCB
QOO-DJ
QOO-RAC
QOO-ZMAC
QOO-ZMAC-AA

R
R-O
BT/IT-RAALCICI

SLIMICHUGK - - 197
SIDE LOCK HOLDER « -+ -+ cvveeee 201
ZERO FIT type SLIM CHUCK -+ -+ -+ 200
TESTBAR «-ccccveeeeeeeeeee., 207
VC HOLDER v cvvveererneteneeinn. 199
VEGA CHUCK ««cvveereeeeeennn 199
TAPPER CHUGCK - vvvrreeeeeiieens 202
ZMAC BORING ARBOR -+ -+ - 203

DREAM-CUT HOLDER

DREAM-CUT HOLDER for CENTRE THROUGH
DREAM-CUT HOLDER for FLANGE THROUGH
ATTACHMENT for #50 DREAM-CUT HOLDER
ATTACHMENT for #40 DREAM-CUT HOLDER
CENTERING DRILL

TOOL CLAMPER ...................... ]34
MORSE TAPER SHANK NC SENSOR REAMER for Through Hole - - 253
STRAIGHT SHANK NC SENSOR REAMER for Through Hole - - 263
STRAIGHT SHANK NC SENSOR REAMER for Stepped Hole - - 253

2 Lock Tooling for IT =« -« --oveeeeeees 189
MULTI-LOCK MILLING CHUCK -« -« -+ -+ 189
FACE MILL ARBOR « <« -+ ccvveeeeesees 192
FACE MILL ARBOR « -+ v eveereeenees 192
MAJOR DREAM HOLDER -+« -+« -vv - -+ 191
MINI-MINI CHUCK  « - cveveeeeeeeees 190
SLIMCGHUCK = +-cveeeeeeicenees 190
Vc HOLDER .......................... ]9"

STRAIGHT COLLET WITH AXIAL ADJUSTMENT - - - - 31
MICRO TOOL PRESETTER

NI BIEIILUL CHUCIK ccocaccocacoasccnans 45
NC DRILL CHUCK for CENTRE THROUGH- - - - 106
NC DRILL CHUCK for FLANGE THROUGH- - - - 108
SPANNER for NC DRILL CHUCK -« -+ 45
NON STOP CHUCK

AIR MOTOR SPINDLE TOOL -+ -------- 113
CNC ROTARY TABLE

CONVENTIONAL TILTING TABLE

CNC ROTARY TABLE

CNC ROTARY TABLE

TOOL PRESETTER .................... ]37
HIGH SPEED SPINDLE SPEEDER -+ - - 12
STOPPER BLOCK for NX «++++++ oo 12

STRAIGHT SHANK TAPPER CHUCK: - - - 56

STRAIGHT COLLET for OIL HOLE

OK SHANK STRAIGHT COLLET for OIL HOLE - - - - 11
OK SHANK STRAIGHT COLLET for OIL HOLE - - - - 11
OK SHANK MORSE TAPER SLEEVE for OILHOLE - - - - 11
OK SHANK SLIM CHUCK for OIL HOLE - - - - 11
STRAIGHT COLLET for OIL HOLE

AUTO DEPTH CONTROL TAPPER for OIL HOLE TAP- - - - 110

MANUAL TAIL STOCK
PNEUMATIC TAIL SPOCK for MULTI SPINDLES - - - - CNC
PNEUMATIC/HYDRAULIC TAIL STOCK - - - - CNC
CENTRE for TAIL STOCK =+ «vvevveeee CNC
PRO_END M”_L ........................ ]]3
TIP CLAMP WRENCH for PE
STRAIGHT SHANK PF RADICAL REAMER - - - - 246
STRAIGHT SHANK PF RADICAL MILL REAMER - - - - 246
PRESS FIT STAND

PFL MASTER HOLDER

PFL SHANK TOOL

PUSH OUT BAR

COLLET for MINI-MINI CHUCK® - -+« -+ - 33
PMH MICRO HOLDER

REMOVAL FIXTURE for PMH MICRO HOLDER

PULL STUD .......................... 26"
PULL STUD for #50 DREAM-CUT HOLDER

PX type HIGH SPEED SPINDLE SPEEDER - - - 112
BASE HOLDER for MODULAR type ---- 85
MODULAR type BCB BORING HEAD - - 88
MODULAR type DJ BORING HEAD ---- 83

MODULAR type BALANCE CUT RAC BORING HEAD - - - - 69
MODULAR type ZMAC BORING HEAD- - - - 77
MODULAR type HIFGH SPEED ZMAC BORING HEAD - - - - 77

CROLL CHUCK
SPECIAL DESIGNED BORING ARBOR---- 82

%[I1-:Coupling Dia. of Modular Boring Head 9, 12, 16, 20, 26, 34, 42
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BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-
oo-

BT/IT-

BT/IT-

BT/IT-
BT-
BT-
Bil=
BT-

BT/IT-

BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-
BT/IT-

BT-

RACOO
RACOO-00O
RACOO-OOA
RACOO-OOE
RACOO-OOK
RACOOO
RACOO-B
RAK

RCC

RCC

RPC

RDSS

RMSS

RNS-F
RNOO-00
RNOO
RODOO
RONOO
RSS-F

RXS-F

RO

S
sOO-BCBXOO
sOo-c
SOO-coMzZ
SOO-PE
SOO-PF
sOO-sKOO
SOO-UMT
SOO-UMTX
SOO-ZMACX
sC

SCAOO
sKOO
sKOOC
SKOOCF
SKOOF
SKO-O
SKO-OA
SKO-OP
SKGOO
sKJOO-00
SKJOO-OOcC
SKJL

SKNO
SKN-OB
SKN-[IB (GH)
SKN-OOBJ
SKN-LIBJ (GH)
SKN-0OJ

SKL

skoOoO

SKR

sLOOC
SLOOF
SLAOO
SLBOO
sLodO
SMAOO
SMBOO
sMsOd
SPOO-0O0O
SPOO-O0O-A1
SRI-O

SRM

SRM-F

SRS

SRS-F

STOO-coMzOO

STOO-ZTOO
STHOO-SKOO
sv-0O0d

S.MAOO-0O0O
S.MCAOOF-0O0O
S.MCMO-0O0
S.MHAO-O
S.N-0O-0O
S.NQMMO-00

BALANCE CUT BORING HEAD - ------
BALANCE CUT RAC BORING ARBOR- - -
BALANCE CUT RAC BORING ARBOR- - -
BALANCE CUT RAC BORING ARBOR: - -
BALANCE CUT RAC BORING ARBOR: - -
BALANCE CUT RAC BORING ARBOR for LARGE DIA. -
BALANCE CUT RAC BASE -« -+« -+
BALANCE CUT BORING ARBOR for LARGE DIA. - - - -
BALANCE CUT RAC CARTRIDGE - - - - - -
BALANCE CUT RAC CARTRIDGE for LARGE DIA. - - - -
BALANCE CUT PLATE for LARGEDIA. - - - -
STRAIGHT SHANK PF RADICAL REAMER - - - -
STRAIGHT SHANK PF RADICAL MILL REAMER - - - -
RIGHT HAND HELICAL REAMER for Blind Hole - - - -
AWC JIG HOLDER ...................
AWCF'NGER ..........................
HEIDENHAIN ROTARY ENCODER - - - - -
HEIDENHAIN ROTARY ENCODER - - - - -
RIGHT HAND HELICAL REAMER for Blind Hole - - - -
RIGHT HAND HELICAL REAMER for Blind Hole - - - -
COPPER PIN for RAC UNIT « -« -vvv-e

STRAIGHT SHANK DEEP HOLE BORING BAR - - - -
STRAIGHT SHANK MILLING CHUCK - - - -
COMBAT Z DR”_L ....................
STRAIGHT SHANK PRO-END MILL ----

STRAIGHT SHANK PRESS FIT TOOL

STRAIGHT SHANK SLIM CHUCK ULTRA LONG type - - - -
STRAIGHT SHANK UNIVERSAL MICRO TOUCH - - - -
STRAIGHT SHANK UNIVERSAL MICRO TOUCH - - - -
STRAIGHT SHANK DEEP HOLE ZMAC BORING BAR - - - -

INSERT TIP

STUB ARBOR .......................

SLIM CHUCK

SLIM CHUCK for CENTRE THROUGH - - - -
SLIM CHUCK for CENTRE/FLANGE THROUGH - - - -
SLIM CHUCK for FLANGE THROUGH - - - -
SLIM CHUCK COLLET -«--vvveeereeees
A type SLIM CHUCK COLLET - ---------
HIGH PRECISION SLIM CHUCK COLLET - - - -

ADJUST SCREW for SLIM CHUCK

CAP for J type NUT for SLIM CHUCK - - - -

CAP with O ring

SPANNER for J type NUT - - -----oe e

NUT for SLIM CHUCK

TiN BEARING NUT for SLIM CHUCK: - - -
TiN BEARING NUT for SLIM CHUCK (GH HANDLE) - - - -
J type TiN BEARING NUT for SLIM CHUCK - - - -
J type TN BEARING NUT for SLIM CHUCK (GH HANDLE) - - - -
J type NUT for SLIM CHUCK -+ -+« -~
SPANNER for SLIM CHUCK -+« «««« -
SLIM CHUCK type OIL HOLE HOLDER - - - -
COLLET EXRTRACTOR for SLIM CHUCK - - - -
SIDE LOCK HOLDER for CENTRE THROUGH - - - -
SIDE LOCK HOLDER for FLANGE THROUGH - - - -

SIDE LOCK HOLDER A type
SIDE LOCK HOLDER B type

SIDE LOCK type OIL HOLE HOLDER: - - -

SHELL END MILL ARBOR
SHELL END MILL ARBOR

SHELL END MILL ARBOR- -+« -+ +- -

SPACER for MODULAR type

SPACER for MODULAR type (DEEP HOLE) - - - -

ROTARY SUPER INDEX

MORSE TAPER SHANK TOUGH-CUT SKILL REAMER for Through Hole - -
MORSE TAPER SHANK TOUGH-CUT SKILL REAMER for Stepped Hole - -
STRAIGHT SHANK TOUGH-CUT SKILL REAMER for Through Hole - -
STRAIGHT SHANK TOUGH-CUT SKILL REAMER for Stepped Hole - -
COMBAT Z DR”_L ....................

TAPPER CHUCK for NC LATHE
SLIM CHUCK for NC LATHE
SOLID VICE

STRAIGHT SHANK CARBIDE BROACH REAMER for STRAIGHT HOLE - -
CENTERING HOLDER +«-+cvveereeees
ZERO FIT type SLIM CHUCK - --------

LIVE CENTRE set

HORIZONTAL CUTTER ARBOR set
NATIONAL TAPER MILLING chuck set
MORSE TAPER MILLING CHUCK set
QUICK CHANGE HOLDER set
MACHINE VICE

NON STOP CHUCK set

251

265

249

T
TO
TOOU-AHCOO
TOOU-AHKOO
TOOU-AHTOO
TOOU-DACO
TOOU-DJOO
TOOU-NXOO
TOOu-QOO
TOOU-RACOO

TOOU-ZMACOO

T
TATOO

BT/IT-TBOO
NCsT- TBCOO

TCC-OO
TCL-OOGH
TMS

TN

BT/T-TP

TP-OO

BT/IT-TSAOO

TTOO-MTOO
TTOO-DJOO
TTOO-QOO
TTOO-RACOO

TTOO-ZMACOO

TW
TWP

U

uDS-0O

BT/IT-UMS
BT/IT-UMT
BT/IT-UMTX

Vv

VBA-OO

BT- VCOO

vcGO-O
VCKO-O
VMKO-0OJ
VMCLO-O
VMKDO-O
VMKDO-PF
VML-O

w

w-0O

X

X-O

Y

YOOoO-oOo

Z

BT/IT-ZOO
BT/T-ZHOO

ZKOO
ZKGOO
ZKGOO-L
ZKNOO

BT/IT-ZLOO

ZMO-00

oo- ZMACOO

oo- ZMACOOR
o0- ZMACLOC-AA
00- ZMACOOR-AA
BT/IT-ZMACOO
BT/IT-ZMACOCOR
BT/IT-ZMACOO-AA

ZMKO-O

BT/T-ZPOO

ZQOO-00
ZROO-00

BT/IT-ZROIO

ZRM

TlP CLAMP HANDLE ..................
CONVENTIONAL ANGULAR HEAD
CONVENTIONAL ANGULAR HEAD
CONVENTIONAL ANGULAR HEAD
CONVENTIONAL DOUBLE CUT BORING ARBOR
CONVENTIONAL DJ BORING HEAD
CONVENTIONAL SPINDLE SPEEDER
CONVENTIONAL BASE HOLDER for MODULAR type
CONVENTIONAL BALANCE CUT BORING ARBOR
CONVENTIONAL ZMAC BORING BAR
REDUCT'ON SLEEVE AAAAAAAAAAAAAAAAAA
SUPPORT TABLE ......................
TEST BAR ............................
TURBINE BLADE HOLDER
HYDRAUL'C UN'T ....................
TOOL CLAMPER for HSK -« +oe -+
TMS SYSTEM
REDUCT|ON SLEEVE ..................
TOUCH POlNT ........................
STRAIGHT SHANK TOUCH POINT -+
SLEEVE for NT40 TOOL -+« +v v vvee-
QUICK CHANGE type TAPER SLEEVE ADAPTER
QUICK CHANGE type DJ BORING HEAD
QUICK CHANGE type BASE HOLDER for MODULAR type
QUICK CHANGE type BALANCE CUT RAC BORING ARBOR
QUICK CHANGE type ZMAC BORING ARBOR
TOOL WAGON ........................
REDUCT'ON BUSH ....................

UNIVERSAL MICRO STAND + =+« -+« -+« -
UNIVERSAL MICRO SENSOR + -« -+ -+ -+
UNIVERSAL MICRO TOUCH
UNIVERSAL MICRO TOUCH

AIRTO AIR BOOSTER + -« +onveeee
VC HOLDER ..........................
ADJUST SCREW for VC HOLDER - -+ --
COLLET for VG HOLDER <+« +cx -
J type COLLET for MINI-MINI CHUCK - - - -
WRENCH for DREAM-CUT HOLDER
COLLET for MINI-MINI CHUCK «++ -+ -
PRESS FIT TOOL for MINI-MINI CHUCK
COLLET REMOVAL FIXTURE for VEGA CHUCK - - - -

STEPPED GUIDE PIECE

CHUCK PLATE ........................

CENTERING BAR

FLOATING TAPPER CHUCK: -+« -+ -
SYNCHRONIZED TAPPING HOLDER - - - -
ZK TAP COLLET(ISO, IMPERIAL, DIN) - - - -
ONE TOUCH TAP COLLET =+« v« vvvvve
LONG SIZE ONE TOUCH TAP COLLET: - - -
ZKN TAP COLLET(JIS) -+ veeeeeees
AUTO. DEPTH CONTROL TAPPER CHUCK - - - -
CONVENTIONAL TAPPER CHUCK
ZMAC BOR'NG HEAD AAAAAAAAAAAAAAAA
ZMAC BOR|NG HEAD ................
HIGH SPEED ZMAC BORING HEAD - - -
HIGH SPEED ZMAC BORING HEAD - - -
ZMAC BOR'NG BAR ..................
ZMAC BOR'NG BAR ..................
HIGH SPEED ZMAC BORING BAR

TAP COLLET WITHOUT TORQUE CONTROL - - - -
AUTOMATIC OIL SUPPLY HOLDER - -
TAPPER CHUCK for NON STOP

AUTO. REVERSING TAPPER CHUCK
AUTO.REVERSING TAPPER CHUCK - - - -
SHANK for AUTO. REVERSING TAPPER CHUCK

54
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BT/IT-
BT/IT-

BT/IT-
BT/IT-

BT/IT-

BT/IT-

BT/IT-

BT/IT-
BT/IT-

BT/IT-

BT/IT-

BT/IT-

Code No. of Stop Production / Sales

A
ANQ

B

BCBOO
BRBOO
BS50-0001
BT50T-0100
BTP50-000
BLOO
LBOO

C
CAT30S-000
CBTOO-00
cG

D

DACOO
DCD-00
DKOO-00
DSO-00
DWOO

E
EBA-O0O-000
EBK-OO-00O
EBM-O00O-00
EBR-O00-00
EBT-00-00

H
HA-OO-TOO
HCOO
HNA-OO
HNB-OO
HNC-OO
HSKOO-NC5-
HOOU (M)-00O

J
JB
JBD

L
LB
LOO-NPUOO

M

MHP O-00
McOO-00
MPA -]
MTO

N

NCOO-00
NDOO-JTA
NEBOO-00O
NG-O
NKOO-MTOO

)
ONOO

P
PCOO
pCcOO

R
RHOO-BRBOO
RHOO-BRSOO

S

scoo
sco-0
SKzOO
SKzO-O
SQOOxOO
STOO-SKOO

ON NON STOP TOOL

MICRO CUT BORING BAR (SOLID type)
RING type BORING BAR

MAS Straight Shank TOOL

TOOL for TOSHIBA TURNNING CENTRE
TOOL for SNK BOTTLE GRIP SHANK
BALANCE CUT BORING BAR

LB ARBAR for LARGE DIA.

TOOL for MAKINO SEIKI
COMBINATION TOOL
GERMAN COOLANT NOZZLE

DOUBLE CUT BORING BAR

TOOL for HITACHI DRILLING CENTRE
DRILL MATRE COLLET

DS type BORING HEAD

DOUBLE ANGLE CHUCK (DRILL MATE CHUCK)

NATIONAL TAPER BCB BORING BAR
Straight SHANK BCB BORING BAR
MORSE TAPER BCB BORING BAR
CENTURY TAPER BCB BORING BAR
QUICK CHANGE type BCB BORING BAR

FLANGE type QUICK CHANGE HOLDER
HYDRAULIC CHUCK

TOOL for HITACHI (1-8UNC) BOYTTLE GRIP SHANK
TOOL for HITACHI (1-BUNG) BOYTTLE GRIP SHANK
TOOL for HITACHI (M24) BOYTTLE GRIP SHANK
DREAM CUT HOLDER

FLANGE type QUICK CHANGE TOOL

JIG BORING HEAD
JIG BORING HEAD

LB ARBOR for LARGE DIA.
DRILL CHUCK for NC LATHE

MASTER BORING HEAD

Straight SHANK MILLING CHUCK (OLD Code No.)
TOOL for MITSUBISHI BOTTLE GRIP SHANK
MOT SLEEVE for OIL HOLE HOLDER

Adjustable Straight SHANK MILLING CHUCK
Adjustable DRILL CHUCK ARBOR
Adjustable Straight SHANK BCB BORING BAR
GERMAN STAND

Adjustable MORSE TAPERCOLLET

ON ONON STOP TOOL

Straight SHANK PRO-CUT ENDMILL
Straight SHANK PRO-CUT ENDMILL

MICRO CUT BORING BAR for LARGE DIA.
SQUARE BYTE BORING BAR for LARGE DIA.

SC SLIM CHUCK

SC SLIM CHUCK COLLET

SLIM CHUCK for TAP with SQUARE HOLE
SLIM CHUCK COLLET for TAP with SQUARE HOLE
SQUARE BYTE with MICRO CUT CARTRIDGE
SLIM CHUCK for SIDE LOCK type A

BT/IT-

BT/IT-

BT-

BT-

BT-

BT/IT-

BT/IT-

BT/IT-

BT/IT-

BT/IT-

BT-

BT-

BT-

BT/IT-

T
TAOO
TCLOO
TCP
TDC-OO
TAOO

U

UAR
UCAOO-00
UCROO-OO
ucToo-00d
ucod
ukKO-O
upPOO

UPA
UPKO-OO

W
WASP
WELO

RHOO-BRSOO

S

{emim|
Sco-0
SKz[OO
SKzO-O
SQOOxO0O
STOO-SKOO

T
TAOO
TCLOO
TCP
TDC-OO
TAOO

U

UAR
UCAOO-0O0
UCROO-O0O
ucToOo-0d
ucoo
UKO-O
upOO

UPA
UPKO-O

W
WASP
WELO

SEMI-AUTOMATIC BORING HEAD
TOOL CLAMPER

TOOL CLAMPING PRESETTER

TOOL for FANUC DRILL MATE

BT SHANK QUICK CHANGE HOLDER

AUTO REVERSE BFACING HEAD
NATIONAL TAPER ULTRA MILL MILLING CHUCK
CENTYURY TAPER ULTRA MILL MILLING CHUCK
QUICK CHANGE type ULTRA MILL MILLING CHUCK
ULTRA MILL MILLING CHUCK

ULTRA MILL COLLET

HIGH SPEED BASE CHUCK

UNIVERSAL BORING HEAD

UPK COLLET for UP BASE CHUCK

ECONOMY type PRESETTER
SIDE LOCK HOLDER (USA)

SQUARE BYTE BORING BAR for LARGE DIA.

SC SLIM CHUCK

SC SLIM CHUCK COLLET

SLIM CHUCK for TAP with SQUARE HOLE
SLIM CHUCK COLLET for TAP with SQUARE HOLE
SQUARE BYTE with MICRO CUT CARTRIDGE
SLIM CHUCK for SIDE LOCK type A

SEMI-AUTOMATIC BORING HEAD
TOOL CLAMPER

TOOL CLAMPING PRESETTER

TOOL for FANUC DRILL MATE

BT SHANK QUICK CHANGE HOLDER

AUTO REVERSE BFACING HEAD
NATIONAL TAPER ULTRA MILL MILLING CHUCK
CENTYURY TAPER ULTRA MILL MILLING CHUCK
QUICK CHANGE type ULTRA MILL MILLING CHUCK
ULTRA MILL MILLING CHUCK

ULTRA MILL COLLET

HIGH SPEED BASE CHUCK

UNIVERSAL BORING HEAD

UPK COLLET for UP BASE CHUCK

ECONOMY type PRESETTER
SIDE LOCK HOLDER (USA)

Ending of the Maintenance Duties of Nikken Controller for CNC Rotary Table

The maintenance duties of Nikken controller had been continued as long as the electric parts/boards could be supplied. But, the electric parts / boards for the
controllers described below became impossible. Therefore, the maintenance duties is ended. Please exchange to new CNC rotary table with &X 21 controller.

eControllers for CNC rotary table
*Controllers for NSV Index table

ND5000, 8000DC, 8800DC, 9000DC
NSV controller (M function/B function) «eeeee--- Ended at 2005. APR

--------------- Ended at 2005. APR
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A Caution for Tooling

- Please use a NIKKEN collet for the NIKKEN chucks. MTA el A

+ Please use a NIKKEN) chuck for the NIKKEN collets. « Please insert the tool shank into the bore of the Type ST Aoitial Adjustment
may not be performed 100% using on the other holder with adjusting the tang location, and hold SL ¢ 6~@16 Dril,Endmill =
makers chucks. them with facing tool front end upwards, and hit the . "

- Please be careful not to inflict personal injury at bottom end of the holder(pull stud end) by copper SLA* $20=¢42! Endmill (©)
your handling of cutting tools. hammer hardly. SLS | ¢ 6~¢50 Endmill —_

+ Please clean the contact surface on a holder & + For removal of the tool, insert a bar into tang hole - -
cutting tool shank. and hit the bar by hammer with special care to WE | Inch Size Endmill -

+ Please pay attention to prevent from the rust at the prevent the tool from popping out. SLB | Drill Used with DSA socket (@)
storage. We will recommend to use NIKKEN - Please clamp side lock screw in case of coolant - - -
TOOLINGS with RPT process for rust prevention. through application. For high pressure coolant *SLS s the holder for JIS B 4005 endnill or weldon type endmil.
Due to the optical system to detect the tool through application, please use milling chuck, slim FMA, FMB, FMC, SMA, SMB, SMS
existing on the tool magazine of certain machines, chuck or side lock holder instead of MT adapter. - Please use the bolt specified by the cutter maker.
NIKKEN's RP treated tooling may not be detected. MTB : }’r\{he”_se?'”ﬂﬁhe feli]ce m't"'qg cutttetr ogto the grbqr,_ insert
Pl heck r machine’ ifications ver . . e spigot of the arbor into the cutter bore and minimize
Ca?g?ﬁ |§ tica\,%?g this %robﬁ:ms %2?0,-2?0?1 Oy + Please insert the tool shank into the bore of the the backlash between the drive key and the slot against
purchase our RP treated tooling. The taper holder and tighten the draw bolt for the setting. the direction of rotation, then tighten the end bolt.
connection of the tool shank with RPT treatment googremovaliofihelinalyioosenithelboltiaticouple - For the cutter with coolant through the body,

- . rotation and hit the bolt head by a hammer in order please check the coolant pass in the arbor and the
8 years used 18 years used to remove the taper fitness,then remove the bolt. cutter before machining.
RPT SCA, SCC - For high speed application, please perform the
- When setting of side cutter or metal saw onto the balancing operation with the cutter and insert tips fitted.
arbor, please adjust the location of the drive key.
JTA
+ When setting drill chuck onto the arbor please put
the chuck onto the arbor with adjusting the locations
of male & female tapers and hit the bottom end of
the holder(pull stud end) by copper hammer.
* Please use NIKKEN SLIM CHUCK for high
precision and high speed operation.
NPU
is more stuck than the taper connection of the tool + Please insert the drill shank into the bottom, and chuck
shank without RPT treatment. Then, the the shank with the total chucking length of NPU.
unclamping force for the tool with RPT treatment + Please check the run-out accuracy before
is required 20% stronger than the unclamping machining especially for the small diameter drill.
force for the tool without RPT treatment. Please be + When setting the drill onto the chuck, set the drill into
careful to check the unclamping force of your M/C, the chuck and tighten the chuck ring by hand then
when the tool with RPT treatment is chosen. tighten the ring by attached spanner to complete.

« Please do not use the tooling that has scratches,
damaged or rusted on its taper. This may cause false S'-W%LA SLB, Sr'l-s' D'I‘A he hold di h
accuracy readings and reduce cutting performance. I en setgngt € 00| or;]tot eﬂo fer, &l fjuﬁ” el

- Please pay attention not to inflict personal injury ocations between notches or flat face of the tool
with the broken tools or swarfs. shank and S|clieulock screws, and tighten the

. ; screws completly.

0 Elggiﬁ 38 28{ {Eggmﬁz‘ig]ﬁlgﬂ;%t){;(t)iﬂ;elves' + The dimension of the flat portion of the cutter

- Please do not touch the tool just after machining, it shank varies, therefore please select a proper
might be very hot. holder according to the cutter shank dimension.

- Please check if the cutting tool is held with the + Code No. of the side lock holder for oil hole drill is
holder properly before the machining. SLOC. 0K25~0K40 collet can be used for SLOC.

« For high speed application, please use NIKKEN HIGH

L SPEED TOOLINGS or the pre-balanced toolings. )
e N

/\ caution for 3Lock - 2Lock

« Always ensure that M/C has the mechanism to confirm the perfect flange contact.

« Always ensure that M/C has the mechanism to clean the spindle flange surface.

- Please ensure that the suitable spacer is fitted on the machine spindle flange when the 3Lock tooling is used on the standard BT/IT/CAT spindle machine. Please do not
use the 3LOCK tooling on the standard spindle machine without the suitable thickness of the spacer.

Caution at Use

- Always ensure that swarf should not attach at the spindle flange surface of the double contact system. Generally the inside of the machining envelope is always covered
with swarf. This means that there is a possibility that the flange of the tooling may collect swarf easily at the ATC. It is therefore important that the machine envelope is
regularly cleaned(Clean the ATC arm, the route through which the tooling passes, the tool pot and the spindle surfaces etc.)at least every 3 months.

* The rust or fine swarf may be fitted on vacant pot inside. So, if ATC mechanism of your M/C is random pot change mechanism (the tool on the spindle is returned to the
pot in which the next tool is stored), please insert the dummy tool into all vacant pots to protect this.

« Caution for centre through tool coolant application

There are 2 types of the sealing method of the coolant at pull stud, sealing of face contact and sealing of taper contact. please choose the proper pull stud for your M/C.

« If your center through tool coolant M/C does not have the sealing mechanism at pull stud, the coolant stays inside the spindle and is sealed at BT/IT taper connection.
tool can not seal the coolant at taper connection, because the taper cone of tool has the slit.Please select tooling instead.

Sealing at Taper Contact

|Pulling Force of the M/C|

- If the pulling force of machine spindle decreases substantially, the NIKKEN 3Lock tooling cannot perform 100% at
its capability. We would recommend that regular inspection of the pulling force is carried out to prevent any reduction ‘

O-ring
e O-ring

in the pulling force at an early stage. Please refer [Z5~ P.185 for pulling force measurement tool.

+ When the pulling force of the M/C became too IOW,3LOGK tool can not perform its capability. Please ensure the MIN.
pulling force as follows:
MBT40: 5KN
MBT50: 15KN

The periodical inspection of the pulling force is required.

Rust Proof Treatment

* The taper connection of the tool shank with RPT treatment is more stuck than the taper connection of the tool shank
without RPT treatment. Then, the unclamping force for the tool with RPT treatment is required 20% stronger than the
unclamping force for the tool without RPT treatment. 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 RPT treatment as standard. When the
taper cone with RPT treatment is required, please add “TCRP”at the end of Code No.

Sealing of Face Contact

Coolant can not be sealed at

taper connection for 3LoCK tooling.
Please 2L0cK tooling instead.

Coolant

+— Slit

|M/C with Flange Trough Tool Coolant|

+ When the stroke of the coolant nozzle at spindle flange is not sufficient on BT/IT standard M/C, 2L0cK tooling may
not be used due to the collision. Please check the specification of your M/C.
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A/ NSTRUCTION & CAUTION (MILLING CHUCK)

@ Wipe all dust and oil from internal bore of chuck, inside and outside of collet, and
shank of cutter.Clean minute dust inside slot grooves of collet by air blow. When
cleaning please use gloves and safety glasses. You are recomended to use () CCK
collet & CKFN nut to prevent the dust or swarf from getting inside.

@ After setting End Mill into collet insert them into the chuck.

—Please use End Mill of h7 tolerance shank.

—Please use End Mill with he shank tolerance for high speed machining.
—Clamp as much of the shank of End Mill as possible.

—Insert Collet into Chuck until the flange of collet touches the surface of the front end.

Nose Ring

@ To tighten the nose ring lightly until to contact with the the
flange surface of the chuck body is ready to use. If the nose
ring is contacted too strongly, it may cause the internal stress
higher, and the run-out accuracy may not be accurate.

Return the nose ring just a little to tap slightly as illustration at
right hand side. This operation releases the internal stress, and
the run-out accuracy will be recovered. To release the internal
stress is recommended for all milling chucks.

@ For IT®® / CAT taper, please be careful to check the
dimension "D" with your machine. 4D~
The dimension of‘D”of some models are greater than

the specification of your machine.

@ when using CCK32-16,20,25 Collets with CKFN32T Front Nut, please set the

CCK Collet

rear slits of the Collet to the same location of the slots of the Milling Chuck.

How to use CCK Collet. @

@ Completed

CCK Collet

| Gap

f (0.5~1mm)
CKFN Nut

—RSse

Direct chucking

@When removing the
cutter : Loosen the
nose ring first, then
remove the collet
and the cutter.

contacts the chuck front ~ For the next set up,

@Loosen the front nut @Insert the collet with the @Tighten the nose ring @Tighten the front nut
on the collet to cutter into the chuck until the nose ring thoro-ughly with CCKL
provide a small gap until the collet flange cont-acts the chuck Spanner (Option) until
between both contact touches the chuck front ground surface. the nut flange surface
surfaces of the collet flange sur-face. Adjust
and the nut. the required length of flange surface. (perfect please start from

the cutter. Sealing) the operation ®.

Tighten by hand.
DO NOT USE HAMMER!!

| No Axitial Movement.

Standard Front Nut
with jet coolant groove
CKFN

The jet coolant pressure
creates a tornado effect,
ensuring efficient swarf
dispersal.

And prevention of swart
and dust contamination.

Front Nut with O-ring
CKFN-C

This front nut has O-ring
fitted at the internal
diameter for the cutter with
coolant hole.

Front Nut with multi nozzle
CKFN-MN

This front nut has multi nozzle
for the cutter that has larger
front end diameter than its
shank diameter.

With jet coolant groove
e.9.CKFN32-32D

With O-ring
e.9.CKFN32-32DC

A/ NSTRUCTION & CAUTION (TiN BEARING NUT SERIES)

@ Always ensure that there is no damage on the internal bore of the chuck, the internal &
external of the collet, and the Cutting tool shank.

(@ Wipe all dust from internal bore of chuck, inside and outside of collet, inside of nut
and shank of cutter.
Clean minute dust inside slot grooves of collet and inside of nut by air blow.
We will recommend to use J type nut to prevend swarf and dust contermination.

3 Set SK Collet into SK Nut. Collet Extractor (SKR-6) is used only for SKB6.

@ Screw SK Nut into Slim Chuck spindle.

—Do not insert a SK Collet alone into Slim Chuck spindle.

® Insert cutting tool shank into SK Collet.

—Protection must be used to grip cutter teeth.

—Use a proper SK Collet to grip a cutter shank.
A —Use “A” type SK Collet to grip a cutter with End Mill shank. Gripping range of

“A” type SK Collet is hs.
—Clamp as much of the shank of cutter as possible.

® After tightening SK Nut by hand, tighten further by spanner.
This is the precision tool, tighten the nut with the suitable tightening torque !

—Clamp the cutter shank as long as possible.
—Tighten the nut with the suitable tightening torque listed below. If the torque is
A exceeded,it may cause the breakage of a collet or a chuck itself.
—Tighten the nut slowly by the torque wrench. When the torque limiter is worked
(a sound click), stop tightening immediately.Do not tighten with the torque
over the torque limiter.

Style Cutter Dia.

A ~¢3mm | p4~d6mm | $8~¢d10mm | p12mm~
SK 6 10~20 20~30 %o W =
SK10 35~45 W%—E\J

20~25 30~40 =

SK13 40~50 45~50 Torque Wrench
SK16 40~50 55~65 65~75 J
SK20 60~70 80~90 When a sound click is heard,
SK25 70~85 90~100 | (Nm) stop tightening immediately.

VC Holder

Always ensure that the
slim chuck is set up on
the proper fixture, e.g.
tool clamper
TCL-GH, ==~ P.222
when the nut is tightened.



A/ \NSTRUCTION & CAUTION (BORING HEAD)

ZMAC BORING HEAD

BMHow to preset boring diameter
1) Loosen Side Lock Bolt before turning of dial ring. Preset boring diameter by turning dial ring with attached spanner.
2) Adjustment always has to be done in clockwise (+ direction) , and if you go beyond the required graduation, rewind the
dial ring half a turn and readjust.
3) Tighten Side Lock Bolt after adjusting.

M How to exchange Cartridges
1) Loosen Side Lock Bolt.
2) Turn dial ring in an anti-clockwise (-direction) to remove the Cartridge from the boring head.
3) To set new Cartridge in, insert into location hole and turn and dial ring in a clockwise (+ direction), the Cartridge will
settle in gradually.

M How to exchange Cartridge Heads for ZMAC42 or larger heads
1) Adjust the diameter to just a little bit bigger tan Min. Diameter of the Head.
2) Then, loosen the Head Clamp Bolt to remove the Cartridge Head.
3) Insert new Cartridge Head into the shaft, then tighten the Head Clamp Bolt temporary.
4) Loosen the Side Lock Bolt.
5) Turn the Dial Ring 0.2~0.3 mm to the minus direction.
6) Tighten the bolt by pushing the Cartridge Head strongly into the shoulder of Boring Head.
This is very important to keep Shoulder Contact !
7) Then, tighten the bolt completely.

RAC BALANCE CUT BORING HEAD

BHow to preset boring diameter
1) Loosen Cartridge Clamping Bolts on both sides first and tighten them slightly.
2) Put dial gauge at the edge of insert tip, centralize and preset the diameter at just smaller than the diameter you need
with L wrench. (If you needp48mm boring diameter, preset them approx.¢46mm.)
3) Turn the adjusting screw clockwise and extend the cartridges of both sides.
4) Centre the cartridges of both sides again. The difference between cartridges should be within +0.05mm.
5) Tighten Cartridge Clamp Bolts on both sides completely.

® @ ® @ ®

Side Lock Bolt

Head Clamp Bolt

In case of RAC Head is used for always same boring diameter such as repeating operation, the ring,
which internal diameter is equal to the diameter of boss(¢p3mm) located on RAC Head top, for presetting
is recommended.

DJ BORING HEAD

M Setting of DJ Boring Bit
Select a boring bar that is suitable for the required diameter and depth from the DJ Boring Bit list. Set the Boring Bit into the
head so that the insert faces the location line on the head (opposite side to the dial ring).

Following this operation, tighten the set screws for Boring Bit on the opposite side of the dial ring.

M Operation of the Dial Ring
1) Always ensure that the locking screw for adjustment has been loosened.
2) Always rotate the dial ring in the same direction (+direction) .
If the desired diameter has been passed, wind off the dial by approximately 0.2mm and re-adjust.
3) Always tighten the locking screw after the adjustment has been completed.

A/ INSTRUCTION & CAUTION (PULL STUD)

+ The guide line for pull stud tightening torques are as follows;
BT30: 20 ~ 25 N'm
BT40: 60 ~ 80 N'm
BT50:200~250N*m

- For high precision BT30 tooling (e.g. Milling Chuck, Slim Chuck and Mini-Mini Chuck etc), the tooling
completely with pull studs fitted is also available. Please contact with us to arrange this option.

-MAS BT30 centre through pull stud (¢pd2=7mm) cannot be recommended by its weakness due to thin profile.
When purchasing a #30 taper machining centre with centre through coolant capability, we
can highly recommend a machine using the NIKKEN NC5-46 spindle.

- JIS40 type pull stud (¢pd2=14mm) is highly recommended for centre through coolant machining
centre instead of MAS BT40 type (¢d2=10mm).

*When pull stud without hole is used on the centre through tool coolant M/C, please use the pull stud CLpP
which top surface is ground.
* The special pull stud with O ring is required for the M/C with flange through coolant capability. TAPER Code No.
-We recommend you regularly check the measurement of the pulling force to discover any problems BT30 BT30-CLP
at an early stage. Please use NIKKEN Pulling Force Measuring Tool (CLP) to perform this check. :I‘;g gl;g'gti

*Please use pull stud, do not use any pull stud which has damage marks on its draw head
area or is deformed.

+ The pull stud is considered to consumption item and should be replaced pediodically.The guide
line of replace mentis;
Without hole : 3 years or 150,000 times of ATC. With coolant hole : 2 years or 100,000 times of ATC.
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A/ NIKKEN WORLD WIDE SALES BRANCH

There are overseas Sales Branches in 12 countries. Each sales branch has stocks for toolings and CNC Rotary
Tables, and service engineers look after the maintenance and service operation of our products. In the other region,
e.g. East-South Asia, Ozaena, South America, Africa, etc., there are some distributors. At the production line in
abroad, as there are many requirements for special tools and CNC Rotary Table to suit the special specifications,
please ask us or distributors for spare tools and maintenance parts in advance.
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KOREA NIKKEN (KOREA)_

NIKKEN EUROPE & NIKKEN U.K (UK)  NIKKEN DEUTSCHLAND (F.R.GERMANY) PROCOMO-NIKKEN (FRANCE)

VEGA INTERNATIONAL (ITALY) CUTTING TOOL (SPAIN)

NIKKEN SCANDINAVIA (SWEDEN)

y ]

NIKKEN SWITZERLAND (SWISS) NIKKEN TURKEY (TURKEY) SIAM NIKKEN (THAILAND) NIKKEN ASIA (SINGAPOLE)
*U.S.A LYNDEX-NIKKEN SCANDINAVIA NIKKEN SCANDINAVIA AB
CA,CT,IL,NC, TX, WA 1468 Armour Boulevard, SWEDEN Bultgatan 13b, 44240 Kungalv
Mundelein, ILLINOIS 60060 Tel.+0046(0)303-440600 Fax.+0046(0)303-58177
Tel.+001(847)367-4800 Fax.+001(847)367-4815 4 gpAIN & CUTTING TOOL S.L
MEXICO HERRAMIENTAS LYNDEX-NIKKEN S.A.de C.V. PORTUGAL PORTUETXE 16, BARRIO IGARRA
Calle Santa Fe No. 138, House #66 Juriquilla Santa Fe E-20018 DONOSTIA-SAN SEBASTIAN
Santiago de Queretaro, Qro. Mexico, C.P.76230 Tel.+0034 902-82 00 90 Fax.+0034 902-82 00 99
Tel.+0052-55-8421-8421 *TURKEY NIKKEN KESICI TAKIMLAR SAN. VE ULUSLARARASI TIC. A. S
*FRANCE PROCOMO-NIKKEN-S.A.S E5 UZERI KUCUKYALI YANYOL IRMAK SOK.
6, avenue du ler Mai-Z.A.E.Les Glaises 91127 KUCUKYALI SANAYI SITESI A BLOCK NO.5
Palaiseau Cedex MALTEPE 34852 ISTANBUL
Tel.+0033(01)69.19.17.35 Fax.+0033(01)69.30.64.68 Tel.+0090(0216)518-1010 Fax.+0090(0216)366-1414
*UK NIKKEN KOSAKUSHO EUROPE LTD. *KOREA KOREA NIKKEN LTD. )
Precision House, Barbot Hall Industrial Estate, 90B-11L, Namdong Industrial Complex, 671-10, Gojan-Dong,
Rotherham, South Yorkshire, S61 4RL Namdong-Gu, Incheon 405-819 KOREA
Tel.+0044(01709)366306 Fax.+0044(01709)376683 Tel.+0082(032)763-4461 Fax.+0082(032)763-4464
%F.R.GERMANY NIKKEN DEUTSCHLAND GmbH *P.R.CHINA SHANGHAI ZHONG YAN TRADING CO., LTD.
Eisenstralle 9b, 65428 Risselsheim GROUND & SECOND FLOOR, D BUILDING, NO.357
Tel.+0049(0)6142/55060-0 Fax.+0049(0)6142/55060-60 ZHAO HUA ROAD, SHANGHAI
*ITALY VEGA INTERNATIONAL TOOLS S.P.A Tel.+0086(021)6210-2506 Fax.+0086(021)6210-2083
Via Asti N*9 10026-Santena(TORINO) *SINGAPORE NIKKEN KOSAKUSHO ASIA PTE, LTD.
Tel.+0039(011)9497911 Fax.+0039(011)9456380 268, WOODLANDS CENTRE ROAD, #03-05
WOODLANDS POINT, SINGAPORE 738931
*SWITZERLAND NIKKEN SWITZERLAND AG !
Sumpfstrasse 32 CH-6300 Zug Tel.+0065(6362)-7980 Fax.+0065(6362)-7980
Tel.+0041(0)41-748-5000 Fax.+0041(0)41-748-5001 THAILAND SIAM NIKKEN Co., LTD. )
127 Moo5 Gauwungsai-Bangturie Road Tambon Tanokkard
Y:Branch with service engineer Ampher Muangnakhonpathom Nakhonpathom 73000 Thailand

Tel.+0066(02)178-0503 Fax.+0066(02)178-0504



A/ NIKKEN CHINA

New Nikken facility was opened at Zhao
Hua Road, Shanghai on 2004 JAN due to
the Chinese business expansion. The
standard items of NC tooling & CNC rotary
table and each important spare parts are
stocked for quick delivery.

You can access to Nikken China with
Chinese, Japanese or English. Not only
Chinese catalogue but also Chinese
instruction manual are provided for Chinese

domestic market. Our office has the show : jll
l -

room to see and touch our products, and N IKKEN A

] - ]

our presentation will be done more

practically. Technical seminar of Nikken is
also opened at user factory side.

iswEy -~ "E ™
TRl g |

Chinese engineer well trained in Japan is
engaged in the service of our products.
Different types of the NC controller for the
CNC rotary table are provided for the trial
running after repair. The most important
spare parts are stocked. It is possible to
stock the special spare parts of the
custom-made tooling or CNC rotary table
for further discussion. Please consider to
make a contract of“Nikken Rotary Table
Overseas Warantee Contract’for the CNC
rotary table delivered to China.

The sales of nikken products through
Internet is not started in China. For after
service and the further maintenance, please
purchase Nikken products through
authorized distributors.
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A/ LYNDEX-NIKKEN (NIKKEN USA)

As North America's leading supplier of machine tool accessories, LYNDEX-NIKKEN is a wholly-owned subsidiary
of NIKKEN Kosakusho Works., Ltd. - Japan. Backed by over a half century of experience, LYNDEX-NIKKEN sets
the standard for high quality and high technology with a complete line of superior toolholders and machine tool
accessories. From one source you can expect the best of both worlds: Extreme Quality and Advanced Technology.

LYNDEX-NIKKEN has a team of dedicated
application and engineering staff available to advise
you on your application and support our entire
product line throughout the U.S., Canada, Mexico
and South America. Our regional managers in
Chicago, Los Angeles, Boston, Charlotte, Dallas and
Seattle support our 1,000 plus distributors with
machine tool accessories expertise.
LYNDEX-NIKKEN provides expert process and
product consultation for even the most demanding
applications with full on-demand field support and
ongoing training.

North American Facility

The LYNDEX-NIKKEN North American
headquarters is centrally located near Chicago
Illinois. Our 50,000 sg ft. facility warehouses an
inventory of over 12,000 machine tool accessories
stocked for fast delivery. Over 95% of orders are
shipped out same day. Our extensive inventory of
products includes:

Products

- Rotary Tables - NIKKEN's complete line of CNC Rotary Tables are known
worldwide for their wear-resistance, rigidity and high-speed rotation. NIKKEN
rotary tables are built to provide high accuracy, increased production and a
trouble-free long life.

- Advanced Toolholders - Maximize the potential of your machine tools with
LYNDEX-NIKKEN's advanced toolholders.

- Standard Toolholders - LYNDEX-NIKKEN's complete range of quality-
driven toolholding solutions are designed to meet your strictest requirements.

- Presetters - Our full line of Presetters are
full-featured for optimum accuracy in tooling
setup, measurement and inspection.

Service & Support
- Dedicated application and engineering
support staff

- Support for entire product line spans the U.S.,
Canada, Mexico and South America

- On-demand field support and ongoing training
- Customer service and technical support staff

- Expert process and product consultation for
even the most demanding applications

- Cutting trials and testing

- Service, repair and custom configuration
completed on-site

- Attention to high-tech application demands,
including high-speed and balanced toolholding
solutions



A/ NIKKEN EUROPE (NIKKEN UK)

The NIKKEN Euro Centre based in the UK was opened in 1999; from here we sell, distribute and support all
products to our subsidiaries and dealers in over 20 countries around Europe. At the NIKKEN Euro Centre we take
great pride in the consistent delivery of the four founding principles of our business: Absolute Integrity,
Uncompromising Quality, Unflinching Support, and above all “Total Commitment” to our customers.

Product Inventory

NIKKEN Euro Centre facilities has a warehouse space of 13,000m2. which
holds over 50,000 individual items covering a range of some 4,000 product
lines, including the latest generation of Single & Multi Axis CNC Rotary
tables, thus making it the largest stock of NIKKEN products in Europe.

Our Technical Support and Training
Section provides our existing customers
and potential customers access to:

- A Multimedia based training facility that
ensures our customers, through
comprehensive training, will realize the full
productivity potential of their application.

- A wealth of engineering expertise covering
all aspects of application set-up, optimization
and implementation that is available for the
full life of the NIKKEN product.

Our machining centre equipped with
Testing Facilities enables us to:

- Research, develop and optimize all of our
tooling systems.

- Demonstrate to our potential customers the
advantages of using both NIKKEN Tooling
and CNC Rotary Tables in their applications.

Our Service Department specializes in:

- Providing on-site inspections prior to rotary
table repairs and refurbishment by our own
NIKKEN trained service engineers.

- Providing tooling and rotary tables
optimized to seamlessly integrate into any
application.
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A/ NIKKEN DEUTSCHLAND (NIKKEN GERMANY)

Nikken Deutschland GmbH, a wholly owned subsidiary in Germany
of NIKKEN Kosakusho Works, was established in 2003 to take over
the sales activities of the previous distributor. Based in Russelsheim,
which is a town made famous by the manufacturing complex of Opel,
the company is located about 15 minutes away by car from Frankfurt
airport. Germany has ranked at the top of the machine tool industry
for many years, and is also the supply source of machine tools that
are fuelling the significant expansion now taking place in Eastern
Europe. Nikken Deutschland GmbH has its base at the centre of the
huge market of Germany and Eastern Europe, and continues to
broaden the range of the company’s sales operations.

NIKKEN has achieved some impressive successes in Germany with
its CNC rotary tables and tool holders thanks to a long sales history
of the company’s sales activities. A sales force consisting mainly of
German personnel stands on the front line of this activity to address
the sales and servicing needs of the entire country. More specifically,
the company provides technical advice, repairs, aftersales support
and other services to end users, distributors and machine dealers.

To enable speedy delivery of standard items in the German market
and of popular products compliant with European standards,
Nikken Deutschland GmbH works closely Nikken Euro Centre to
keep a full stock at its disposal. The company uses the most
appropriate type of delivery in each case, including parcel post,
DHL, door-to-door service and flash shipment, to meet the
demands of customers.

The sales territory of Nikken Deutschland GmbH spans the vast area
of eastern Europe and covers such countries as the Czech Republic,
Slovakia, Austria, Russia, Poland, Hungary, Romania and Bulgaria,
all countries in which Japanese companies are rapidly expanding
their business. The service is not limited to sales, but engineers
make on-site adjustments, repairs and service calls as well.

Nikken Deutschland GmbH has participated in and
contributed to many trade shows and exhibitions held in
Germany, including the EMO show, METAF, AMB and
EURO MOULD. The company’s fully furnished showroom
is a Mecca of information to the constant stream of
visitors who can inspect products and examples of
machining, as well as receive application advice and
technical training. They can handle NIKKEN's products for
themselves, learn about the construction and capability of
the CNC rotary tables, and learn about the accuracy and
other features of NIKKEN's products.

A complete support organisation is in place to
ensure that advice is relayed promptly by telephone
and other rapid communication media, that repairs
or delivery of tool holders and CNC rotary tables are
carried out promptly with all due diligence, and that
emergency service calls are responded to rapidly.

To make it possible to support all types of motors
and controllers for NIKKEN's CNC rotary tables, the
company has set up trial run equipment that
accommodates many different motors, and offers a
full range of accessories including tailstocks, support
tables, scroll chucks and collet chucks adapted to
the CNC rotary tables. The fact that NIKKEN's CNC
rotary tables are endowed with outstanding durability
and that a complete support service is provided instil
confidence in users that the equipment will give
outstanding service in the years ahead.



A/ PROCOMO-NIKKEN (NIKKEN FRANCE)

Procomo France S.A.S was established 30 years ago with the avowed
intent to deliver the high-accuracy and high-quality tool holders and CNC
rotary tables as well as related services, applications and after-sales
servicing, into the hands of engineers in France. A major milestone in the
company’s history was marked in 2006 with the change of the company
name to PROCOMO-NIKKEN, and the company took on a new lease of
life as NIKKEN’s wholly owned subsidiary in France.

In 2005, PROCOMO-NIKKEN embarked
on a complete renovation of its buildings
and facilities in order to make it possible
for users to gain hands-on experience of
NIKKEN's products in a bright and
comfortable environment.

In the meeting room, which is fitted out with all the latest multimedia technology, technical seminars are regularly held
so that attendees will come away with a clear understanding of NIKKEN’s products and technology. The showroom is
where videos of cutting operations are screened, and visitors can actually handle some of NIKKEN's products in this
room as well. The machining centre, which is used for cutting trials, enables visitors to
identify what makes NIKKEN'’s products different from those of other companies and to
judge how impressive are the machining accuracy and advanced cutting capabilities of
NIKKEN's products. As the top tool holder manufacturer, NIKKEN believes is that once
customers have their own personal experience of the low machining noise, attractive-
looking cut surfaces and uniform discharge of chips, they will be convinced that they
can completely trust in and depend on the expertise and capabilities of the company.

The stocks of a large number of standard products are always on hand,
enabling the products that customers need to be delivered in the shortest
possible time. The NIKKEN Euro Centre and PROCOMO-NIKKEN retain
constant and close contact; together they take on the challenge of how to
machine products in a more rationalized manner, in a shorter time and to a
higher accuracy so that France’s engineers can meet every need of the
French marketplace.

NIKKEN has already earned an enviable reputation in the global
marketplace for the high accuracy and outstanding wear resistance of the
company’s CNC rotary tables. PROCOMO-NIKKEN has a team of five
engineers dedicated full-time to providing users with application support
prior to placing orders for tool holders and CNC rotary tables and to
carrying out the preparation for shipment, education and training programs,
maintenance and repairs, and servicing. This support network delivers a
wide range of services, while willingly taking up the challenge of coming to
grips with new applications.
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NIKKEN

NIKKEN KOSAKUSHO WORKS, LTD. osaka, sapan.

5-1, 1-chome, Minamishinden, Daito-shi, Osaka-fu, Japan. Telephone:072-869-5820 Telefax:072-869-6220

US.A
CA, CT, IL, NC, TX, WA

MEXICO

FRANCE

UK

F.R.GERMANY

ITALY

SWITZERLAND

SCANDINAVIA

SWEDEN

SPAIN &
PORTUGAL

TURKEY

LYNDEX-NIKKEN

1468 Armour Boulevard,

Mundelein, ILLINOIS 60060
Tel.+1-847-367-4800 Fax.+1-847-367-4815

HERRAMIENTAS LYNDEX-NIKKEN S.A.de C.V.
Calle Santa Fe No. 138, House #66 Juriquilla Santa Fe
Santiago de Queretaro, Qro. Mexico, C.P.76230
Tel.+52-55-8421-8421

PROCOMO-NIKKEN S.A.S

6, avenue du ler Mai-Z.A.E.Les Glaises 91127
Palaiseau Cedex

Tel.+33-(0)-1-69.19.17.35 Fax.+33-(0)-1-69.30.64.68

NIKKEN KOSAKUSHO EUROPE LTD.

Precision House, Barbot Hall Industrial Estate,
Rotherham, South Yorkshire, S61 4RL
Tel.+44-(0)-1709-366306 Fax.+44-(0)-1709-376683

NIKKEN DEUTSCHLAND GmbH
EisenstraBe 9b, 65428 Riisselsheim
Tel.+49-(0)-6142-550600 Fax.+49-(0)-6142-5506060

VEGA INTERNATIONAL TOOLS S.P.A
Via Asti N-9 10026-Santena(TORINO)
Tel.+39-011-9497911 Fax.+39-011-9456380

NIKKEN SWITZERLAND AG
Sumpfstrasse 32-CH-6300-Zug
Tel.+41-(0)-41-748-5000 Fax.+41-(0)-41-748-5001

NIKKEN SCANDINAVIA AB
Bultgatan 13b, 44240 Kungalv
Tel.+46-(0)-303-440-600 Fax.+46-(0)-303-58177

CUTTING TOOLS S.L

PORTUETXE 16, BARRIO IGARRA

E-20018 DONOSTIA-SAN SEBASTIAN
Tel.+34-(0)-902-820090 Fax.+34-(0)-902-820099

NIKKEN KESICI TAKIMLAR SAN. VE ULUSLARARASI TIC. A. S
E5 Uzeri Kucukyali Yanyol Irmak Sok.

Kucukyali Sanayi Sitesi A Blok No:5 Maltepe 34852 Istanbul
Tel.+90-(0)-216-518-1010 Fax.+90-(0)-216-366-1414

KOREA

P.R.CHINA

SINGAPORE

THAILAND

KOREA NIKKEN LTD.

90BL-11L, Namdong Industrial Complex, 671-10, Gojan-Dong,
Namdong-Gu, Incheon 405-819

Tel.+82-(0)-32-763-4461 Fax.+82-(0)-32-763-4464

SHANGHAI ZHONG YAN TRADING CO., LTD.
GROUND & SECOND FLOOR, D BUILDING, No. 357
ZHAO HUA ROAD, SHANGHAI
Tel.+86-(0)-216210-2506 Fax.+86-(0)-216210-2083

NIKKEN KOSAKUSHO ASIA PTE, LTD.
268, WOODLANDS CENTRE ROAD, #03-05
WOODLANDS POINT, SINGAPORE 738931
Tel.+65-6362-7980 Fax.+65-6362-7980

SIAM NIKKEN Co., LTD.

127 Moo5 Gauwungsai-Bangturie Road Tambon Tanokkard
Ampher Muangnakhonpathom Nakhonpathom 73000 Thailand
Tel.+66(02)178-0503 Fax.+66(02)178-0504

http://www.nikken-kosakusho.co.jp
e-mail : export@nikken-kosakusho.co.jp

M Please give your order to the following agent.

D.HB.10

@Specifications are subject to change without notice.
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