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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 Lt | 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. : ;
Temwuisse 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 ==~ P.112 Air Motor Spindle Tooliz=~P.113  Air Turbine Spindle Tool ==~ P.112

Air Cylinder for Cooling NX’ PX NR HTS

Quick Change type Angular Head I~ P.115 Modular type Angular Head I=="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 Iz 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 "=~ 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%

(Withendeeth) .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 o
- RSS-F Straight Shank--P.254 EL.%/
Tough-Cut Skill Reamer o

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.
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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)
O

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

I=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

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

C12

P
DR PN
30~ Close
= 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-CIMilling 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 IZ5~ 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 IZ5~ 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 IZE~ 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



149

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
P
| e

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. Y Please refer Iz~ P.31 for KM Collet.




A CENTRE COOLANT STRAIGHT COLLET

ThereqeoolanRressire)
createstaytornatoleffect)
@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



149

’/ 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-MMC8C-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\ A — —

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
=l ¢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*

—

bl

- 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. IZ&~ 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]eod
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] @ o H m— 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
i;_ﬂ_ﬂ_[_‘rqﬂc 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.

o 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
|l 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 IZ5~ 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

1

B

—

;1
"L

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

]

21

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 =5~ 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 % a5 | 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| | (CZMKS2 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

IZ=" 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 IZ5~ 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&5~ 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.[Z5~P.64 Please refer 1IZ5~P.95 for cutting condition.
*Please refer IZ5~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 }
S
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.IZ=~ 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. ==~ 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 3385, 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| dor g
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 =5~ 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.
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A/ MODULAR TYPE RAC BORING HEAD

RAC-E Balance-Cut Boring Head

Cartridge No.
S
147 o)+ 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 Z=~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. IZZ~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 L K
5 —
— E e L S
[ —— T
— ? ) 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.

[
l

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
A 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) . IZZ~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 e
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 referIZ&~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
| | ]
- 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
-

to= =
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
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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
err 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. IZ5~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 Arborr=P.72 MCC-130B1=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

i)

@

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 Iz=~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 M10x%8

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 [IZ5~ 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 — ‘ RS
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 Rk 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 s
*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 =" 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
=
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 / / S
998 @ @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 A
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
‘ A
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
(o] | 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 L5 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 2858 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 N0 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
AIge 10P-O4| 0.4 ° ° ° °
L 11
BCB100 F 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.

—
—
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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) t
— ¢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

- D
e Lo
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 15~ P.30 is necessary
length longer than£1, Stopper is not necessary. " for High Speed Milling Chuck. _
Chuck [ Swopper | i [ G| —F~—=—  jharmereswomonmer,,
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.

P
= ¢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. 175~ P.44

105

*Please refer 1z~ P.39 for SK Collet.



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
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.
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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

- e — e

K Oil Holder
*For High Precision Machining, /! MT Sleeve
MOC or MOK is recommended.
NP -
//@ ZMAC Boring Head 75~ P.89
Qil Holder Drill Jet Coolant from
Multi Nozzles
Varieties of Attachment =~ 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 Iz=~ 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
/ 1 IR v 4 {
” ‘ ¢D ¢D1 ¢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. 17~ 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

Al
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 1m| ‘ D2
ISl N F
“‘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
e ;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 o Vi L -
-Square End Mill: MAX.$3.0mm |l {
-Ball End Mill: MAX.R0.5mm He 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 ==+ 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 w=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

7

) E5

AHK AHC 30°,45°,60°types
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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 22 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 ) aolch 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
N