"ANNIVERSARY" TYPE MULTI LOCK MILLING CHUCK A/ STRAIGHT SHANK TOOL AND THE ATTACHMENT

E |NSTRUCT|ON MAN UAL Multi Lock Milling Chuck is the Base Holder of NC TOOLING. Various types of

Straight Shank Tools are available from the NIKKEN Standard Tooling range.
Please refer the NIKKEN NC TOOLING SYSTEM Catalogue.

Thank you for your purchase of NIKKEN products. We can recommend our products with our confidence, however,
please read this manual for long terms. And, please keep it where the operator can refer to it whenever necessary.
@ 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. You are recomended to use @
CCK collet & CKFN nut to prevent the dust or swarf from getting inside.
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When the Milling Chuck is cleaned for maintenance reasons the grease inside the nose ring osering

might also be washed off and this may cause burning out of the bearing mechanism.

@ After setting End Mill into collet insert them into the chuck

#16mm

. | No Axitial Movement. @ - - | $32-C12-160: 85100
—Please use End Mill of h7 tolerance shank. T BT40 032 85 [@’P30 =3 Reamer 3z} \ et
—Please use End Mill with hs shank tolerance for high speed machining. TIGHTENING TIGHTENING @ BT50 C32 90 = P.159~P.168 _|
—Please make sure that the cutter is held with the chuck at Min. gripping TYPE |SPANNER T(()'\I}gl)lE TYPE |SPANNER T?S%E -ngh-Accuracy Powerful: anpmgﬂ-@
length shown in the list at the right hand side. = *
A —Protection must be used to grip End Mill teeth. C12A7] 9HC12A™| 20~24 C25* 9HC25* 36~42 WIth Fl'(mt E“d T00| Hﬂlders ! Axially Adjustable = P.36
—Clamp as much of the shank of End Mill as possible. C16 | 9HC16 | 22~28 | C32™| 9HC32™| 65~80 e®Achieve 100% of the machines
—Insert Collet into Chuck until the flange of collet touches the surface of the C20 9HC22 26~32 C42 9HC42 80~95 . - $19.5-SK 6-200 : 145~200
front end, otherwise it can cause a broken End Mill or Collet, even damage to |22 | oHC22 | 30~36 | C50 | 9HC50 | 90~100 capability. #19.5mm 325 SK10-200 1 — .
the Chuck itself, if the clamping length of shank is too short. ®Reduce set up ti ’ ' RN A
. L *1 C12A is new model. p time. | _ ¢
—Please do not clamp without End Mill. SHC12 has to be used fpr old model C12. , “= P.29 —_— — %k&A
Q) After lightly tightening by hand, tighten further by NIKKEN spanner until Chuck RTlig %Zc:tsa:‘;ssto pe uact [ 032 uhieh nose ng daZéBim™ . B D32-NPU N t > = -
with the face of Chuck Body. Only for Finish Milling and higher run-out accuracy is required or TYPE |GHHANDLE) TYPE |GHHANDLE . % $1~¢13 15" P.45 Axially Adjustable = P:39, 40
C12 chuck, return Chuck Ring just a little (less than 2~3°) after face contact. Changable Lever | C12G [ GH12 C25G GH25 Stralg_ht Shank ay .
A spanner is optional accessory for NC TOOLING, please order separately if necessary. A\ C16G | GH16 |C32G (¢462) | GH32S (Shank : ¢ 12, 16, 20, 25)
For High Speed Milling Chucks, please do some operation as above by GH Handle. a
Wipe all dust and oil from the external of Chuck Ring and the internal of the GH Handle to

o T 223 Reamer

. K32-MT MT1~MT3
C20G | GH20 | C32G (¢68) | GH32 Press Fit Tool S R4 2B K16-MMP4-150 - 45~100——|

tighten/loosen surely. =5l Min. Gripping Min. Gripping 1/100 Taper —
TYPE ' TYPE :
@ ordinary KM Collet can be used, but better improvement —jé Length (mm) Length (mm) Technology [ #15mm
can be found with N> KM Collet. —_— C12,C12A 45 C25 65 = P.36
@ For IT'S® / CAT taper, please be careful to check the B KM Collet C16 50 C32 75 Face comz R
dimension *D" with your machine. c0 | 55 |ca 85 A Contact @§em /- =pr179 Combat Z drill - No vibration with Pilot Drill.
The dimension of “D” of some models are greater than ¢¢Df c22 55 C50 85
the specification of your machine. Sta?da{d Front Nut with et NZ32 R
. . . \ coolant groove 4 - . gtimes
® When removing the cutter from the chuck, please make sure that the nose ring is loosened enough to — ) KRN i oressurs oroaiss Carbide Shank Tapping =" P.54
remove the cutter, then loosen completely. a f}"rj"a?" eﬁr?%,pensur,{,g 190~300 M3~M24 = N T
(@ NIKKEN all type of milling chucks including standard one can be transfed into And provention of swart and - ‘Sﬂ;olld-earblde——\ﬁi -
Centre Through Jet Coolant types by CCK Collet & CKFN Nut. For direct chucking, CCK Collet dust contamination. S-ZMACX p127~g32
CKFN-D nut to fix on the cutter shank can be used. (e.g. CKFN32-32D) 1 / E?;':'éuf with O-ring K32 RAC Axially Adjustable == P.78
When using CCK32-16,20,25 Collets with CKFN32T Front Nut, please set the % —t— 0 This fort ut has O it : =C7e 302“592 301’(')%9@P77
rear slits of the Collet to the same location of the slots of the Milling Chuck. N o with oo o, O e
@ @® Completed f:'ﬁmwh multi nozzle Hardened steel K32-ZMAC Finish Boring S
How to use CCK Collet. - This front nut has multi nozzle for 140~240 \ \\ % $16~¢70
the cutter that has larger front end N NY
@ : diameter than its shank diameter. t K32-DJ
i B iy FinishBoring 5 Shoulder Support
CCK Collet @wm& i;'t: coolant groove == 43~450 Double Face Contact
e.g. - . -
Gap ——— PF End Mill :¢6, 8,10,12,16,20 |  g3p.ymT P32 For location of the component.
| (©5~1mm) , e %=~ P.169~P.178 =R —e Easy detection of micron positioning.
CKFN Nut @When removing the v o
) ) ) cutter : Loosen the Direct chucking With O-ring , = P.112
@Loosen the front nut on @Insemhe collet with the @Tlghten the nose ring @Tlghten the front nut thoro- nose ring first, then .9.CKFN32-32DC
the collet to provide a cutter into the chuck until until the nose ring cont- ughly with CCKL Spanner remove the collet and =
small gap between both the collet flange touches acts the chuck ground f(‘Option) Efmil the nlutl i ::he c#tter. / \
tact surf; f thi the chuck front I - rface. ange surface contacts the t t set up, fj}
gglrlleilcansdutha(‘ecﬁﬁéJ ¢ fagec. /:Jgjus?JtEe rir:]%?r:gr surace chugk front flange surface. plc:eras: ;Z:%;gmu?he OPTIONSAI'LOI'%IC’EESSORY
I h of th 2 (Perfect Sealing) i . " "
ongh of the cuter Foren Sealo operen -Please use aNIKKEN) collet for the NIKKEN) chucks.

21 .
= [ Please refer JET COOLANT SERIES Catalogue. ] o 7WN:H‘% ‘Please use aNIKKEN chuck for the(NIKKEN collets. collet may not be performed 100% using on the other makers chucks.
— o -Please be careful not to inflict personal injury at your handling of cutting tools.
@ Centre Through Coolant / Flange Through Coolapt type Milling Chuck ) “—’%‘%*Wc‘ [¢D -Please do not modify the chucks by yourselves. Standard RPT
A _stopper, ONI_(, OJK collet can be used, but better improvement can be found with @ CCK collet & CKFN nut. Oring -Please do not use the KM collet as a reducing sleeve into the larger KM collet. 8 years used RPT 18 years used
- Direct Chucking . . ) . #0! ‘Please check if the cutting tool is chucked with the slim chuck properly before the machining.
When a shank of End Mill is longer than £1, a Stopper is not required. When a shank of End Mill is . S B -Please pay attention not to inflict personal injury with the broken tools or swarfs.
Zhgtrter than hta St?pper must be| used. g ol i i -Please do not touch the tool at its rotating.
) Pleazzpr?arrfosg ;02% a?resvsﬁg' 85?(3%31( %o?ﬁa??éaugg dl :i&efcf?;ﬁove . & -If a cutting tool breakes in machining, please check the run-out accuracy of the chuck and inspection of the crack.
— Remove an ad'ustiFr)1p boat by usina a hexaaon wrench '(B dimension) ’ — & -Please pay attention to prevent from the rust at the storage. We would recommend to use MILLING
—Remove a stopﬁper b%dy by Jlsing agbolt (ngimension)' Stopper Body ~ Adjusting Bolt CHUCK with RPT treatment for rust prevention.
- With ONK. OJK Gollet cHuck/storrer] H: D D1l 21 1 G |B -Eﬁnr(lz-lcl,ﬂztSpeed machining, please use the NIKKEN HIGH SPEED MILLING CHUCK with N>
—Please adjust the collet grooves centrally between the slot grooves of the Chuck Body and insert into the body. €20C,C20F| 9MC20 | 42~47 |20 | 15| 58 . .
—ONK Collet is for a cutter with the coolant through hole. OJK Collet is for a cutter without a coolant through hole. 2500257 | 9MC25 | 2655 25 15 | 61 10| ‘Please use(NIKKEN pullstud, do not use any pullstud which has damage marks on its draw head area
. . | or is deformed. ; :
é —When an OJK Collet is used, please make sure that the back end of the cutter shank doesn't ©32C,C32F | OMC32 | 45~60 | 32 | 24 |67(70)|M16 ; -The pullstud is considered to consumption item and should be replaced pediodically. Please add “-RP” at the end of product Code No.
jeuchithelbottemissufscolofiheledincol stilntemalibore: C42 ,C42F | OMC42 | 50~70 |42 |24 | 74 |M20 Without hole : 3 years or 150,000 times of ATC. With coolant hole : 2 years or 100,000 times of ATC. o9 BTac-Caz-8-RP

—In case of OJK32-25S of OJK42-32S Collet, coolant leakage is not a problem for practical use. (). Caz2F
—OJK A type Collet (Jet Spray Slot) is highly recommended for use on the machine with the

A coolant tank delivering high pressure and large volume. OHNKE Co”etg o ColIet(S tyﬁpe) NIKKEN NIKKEN KOSAKUSHO WORKS, LTD.

—Quatation fee of the repair is always necessary whether repair or not. Head office : 5-1, 1-chome, Minamishinden, Daito, Osaka, Japan
This manual is for basic instruction and information for safety use of our product. Please contact with us for the further details.

Please note that we could not take a responsibility of the accidental damage on our product which is modified the specifications Tel: 072-869-5820 Fax : 072-869-6220 http://www.nikken-world.com
by the customer without our approval. e-mail:export@nikken-kosakusho.co.jp




