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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

1= P.255

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

b : applied all in HARMONY.
REAMER SERIES

%=~ 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.
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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%

L

NIKKEN x %X KOKORO = Human Heart

(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 HRC6O0. 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

Pull Stud for 50 years, we have developed peripheral instru-

ind| Power Clamp Mechanism
This newly s i ment such as NC toolings, Mill reamers, CNC Rotary
developed Tool Tables and Controllers(NIKKEN-&X21 series)etc.
Interface featured. conforming to customers demands.
A Double Contact Today’s effort and study will bring about large
1/10 Short Taper g : tomorrows fruits. NIKKEN wishes to provide you
for improved High l ‘ with original products of the highest quality on the
Speed & High Range | (L 110 per basis of every day study.

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

L, “Drive Key

PERIPHERALS

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

CNC ROTARY TABLES
Precision worm screw made of
solid tungsten carbide drives T O . N

hardened and ionnitrided worm e S R o

wheel made of steel. AKA-DAITO NEW OFFICE & FACTORY
THE ONE AND ONLY SOLUTION s R e
FOR ELIMINATING SPOT WEAR. BUILDING:26,000m?
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OSAKA-DAITO Office & Factory

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

Inspection

Assembling
(Large Rotary Table)

Welfare Facility

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.
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NC Lathe Line

NIKKEN QOil Jetter System and
Combat Z Drill == 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
NC5 spindle are working with high
accuracy and high productivity
through the night.

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

NIKKEN holders protect
the spindle.

(They eliminate“dance”in the
spindle.)

80% 60% 30%

NIKKEN — x  xx

Reamer Grinding Line

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

=

RADICAL MILL REAMER

CNC Rotary Table Assembling Line

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




To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

INDEX

e, FEATURES
-] MULTI LOCK MILLING CHUCK -~ ---oeeeeeeee 9 ZERO FIT HOLDER -« - -cvveereeeeeeeeeeeeee 19
MINI MINI CHUGCK -+ vveeeeee e i FOUBLE FACE CONTACT TOOLING -+ -+« 20
SLIM CHUCK -« v vvveeeee e 12 FACTORY AUTOMATION SERIES -+« v o- - 21
MAJOR DREAM HOLDER -« v v eeveeveeeeeee 13 MULTI OIL HOLE HOLDER & COMBAT Z DRILL - - - 23
VO HOLDER - - v v v rrerame e 14 REAMER SERIES v v v rvrrreemiiteaiieen 24
NC DRILL CHUCK & TAPPER CHUCK ------------ 14 MEASURING ATTACHMENT - ------oovoeeeeee e 25
DUBORING HEAD -+ rcrrrremmeeannieeens 16 TOOL PRESETTER -+ v rrrrrrrremmmmeeeannn, 26
BALANCE CUT BORING BAR « -+ cveeeereen 17 CNC ROTARY TABLE v v 27
ZMAC BORING BAR - v v rrvrrreme i 18
DIMENSIONS
N
|y MILLING CHUGK -+ cvreeeeee e 29 Straight Shank BASE HOLDER -« cceereeeeeeee 87
o HIGH SPEED MILLING CHUGK <+« cooeeeene 30 MICRO CUT BORING HEAD -« cxvveeeeeenn 88
Q GHHANDLE -« cvveeeee e 30 Straight Shank BALANCE CUT BORING BAR RAC - - - 89
~ Straight Shank TOOL for MILLING CHUCK -+« -+ 31 Straight Shank ZMAC BORING BAR =« x- - 89
STRAIGHT COLLET vt 3l Straight Shank DEEP HOLE ZMACX BORING BAR - - - - - 90
CENTRE COOLANT COLLET -« «vvvrverreeeeeeeanns 32 Straight Shank DJ BORING BAR -« ccxxeeeeeeeen 9]
Straight Shank MICRO-CUT BORING BAR -+ - -+ - -+ 88
MINI-MINI CHUGK - - - - oo 33
> MINI MINI CHUCK COLLET  +- -+ veeveeeeeeeen 33 BALANCE CUT BORING UNIT PARTS LIST -+« %
9] ZMAGC UNIT PARTS LIST «rrvrrrerrreeeeeee 93
VC HOLDER - 34 BCB UNIT PARTS LIST «rrvrrrrrrrrerreeeeeeeee %
o VC HOLDER COLLET - - cvvrreerrerseceeneeeneens 34
CUTTING CONDITION of BALANCE CUT BORING BARRAC - - -- 95
MAJOR DREAM HOLDER v+ vveseeeene 35 CUTTING CONDITION of ZMAC BORING BAR - 96
ATYPE SLIMGOLLET - -+ -+ vovvvreneaneeeees 36 CUTTING CONDITION of DJ BORING BAR -------- 97
SV @EUGIK cvcaccaccascaccaccascoocacasancancascao 37 INEEET T cccacocccscaccascascaccocacacaosancancan 98
L SLIM COLLET «- - cvveeveeeiiieiii e 39 BORING BAR for SQUARE & CYLINDRICAL BORING TOOL - - - -100
(7] A TYPE SLIM COLLET for END MILL SHANK - - - 39
X Straight Shank SLIM CHUGK =+« 40 FACE MILL ARBOR(JIS) -«
HIGH SPEED SLIM CHUCK(STRAIGHT) -+« 4] FACE MILL ARBOR ---------
TIN BEARING NUT  ccovveeeeeeeeeee e 43 SHOULDER CUTTER ARBOR
JTYPENUT & CAP - - oocoeee e 43 SHELL END MILL ARBOR - -
- ADJUST SCREW for SLIM CHUCK  ++ <« croeveesns 44 PRO-END MILL v veeeeeeeeeeseeeeee
g SUIS /ABIEOIR c0covcoocoosancoocacoacososanooosaosao
= NC DRILL CHUGK « -+« e e 45
o JACOBS TAPER ADAPTER + - ccverrvreeineesns 45 CENTRE THROUGH TOOL COOLANT HOLDER - - - -105
o SIDE LOCK HOLDER for END MILL =+« covveeeeenes 46 FLANGE THROUGH TOOL COOLANT HOLDER - - - 107
= SIDE LOCK HOLDER for DRILL -« -« cveeveereesss 46
[ DSA DRILL SOCKET  «rrrrrrrrrrerreeeeee 46 RPT TREATMENT « -« v 106
MORSE TAPER ADAPTER A typg <« «-cveveeev 47
MORSE TAPER ADAPTER B type with draw bolt -- 48 MULTI OIL HOLE HOLDER <+ creereessnee 109
NT50 SHANK SLEEVE for NT40 TOOL - -+ -+« 48 MILLING CHUCK type MULTI OIL HOLE HOLDER - ---109
SLIM CHUCK type MULTI OIL HOLE HOLDER - -« - 109
TAPPER CHUCK - ccocveeeetieiiaeieie e, 50 SIDE LOCK type MULTI OIL HOLE HOLDER - ------- 110
AUTO. DEPTH CONTROL TAPPER CHUCK - ------- 43 MORSE TAPER type MULTI OIL HOLE HOLDER----110
TAP COLLET(ISO, IMPERIAL, DIN) --- - -oovoe 5] AUTO. DEPTH CONTROL TAPPER CHUCK for OIL HOLE TAP - - 110
TAP COLLET(JIS) - :c-vvvvreireereeeenns 53 TAP COLLET for OIL HOLE TAP -+« vreeeeeeesns 110
LONG SIZE TAP COLLET «cvvrverrreeeaaie 56 OIL HOLE HOLDER =+« cvrrreesseeeeeeee e 11
AUTO. REVERSING TAPPER CHUCK® -« ----v-ee - 56
SYNCHRONIZED TAPPING HOLDER - :--vovvvvee 57 HIGH SPEED SPINDLE SPEEDER - - -« -« - -- - - 112
TAP COLLET without TORQUE CONTROL -~ -------- 98 SUPER HIGH SPEED SPINDLE SPEEDER - --------- 112
BORING SYSTEM - cvvrreee e 59 AIR TURBINE SPINDLE TOOL -+« ceeereeesns 112
BALANCE CUT BORING ARBOR gﬁg-E ~~~~~~~~~~~~ gé AIR MOTOR SPINDLE TOOL e 13
RAG-A- - 65 ANGULAR HEAD SYSTEM - - coocveenneeeenns 114
RAC-K: -+ vvevven 67 QUICK CHANGE type ANGULAR HEAD - -------- - 115
RAC BORING HEAD - -« -ccoeceeeeeeeeeeeee 63 ADAPTER for QUICK CHANGE type ANGULAR HEAD --116
CARTRIDGE for RAC BORING HEAD: - -« -+« --c - 70 MODULAR type ANGULAR HEAD - ----vvvoee e 117
BALANCE CUT BORING ARBOR for LARGE DIARAC - - - - 71 ADAPTER for MODULAR type ANGULAR HEAD- - --117
BALANCE CUT BORING ARBOR for LARGE DIA RAK ---- 72 SOLID - OFF-SET type ANGULAR HEAD - -+ -------- 118
BALANCE CUT PLATE for LARGE DIARPC -------- 72 SOLID 907, 45° type ANGULAR HEAD ------------ 118
ACCESSORIES for BALANCE CUT BORING BAR RCC - --- 72 ANGULAR HEAD for DEEP HOLE -------c-evoveveee 117
ZMAC BORING BAR------------ ZMAC: - 73 DIRECT MOUNT FLANGE type ANGULAR HEAD- - - - - 119
ZMAC BORING BAR:- - ---------- ZMACR -------- 75 MULTI SPINDLE HEAD SERIES -« -« --ovoeeeee e 119
ZMAC BORING HEAD -+ -+ - ZMAG: - wvveee 77
ZMAC BORING HEAD -+ - - -- ZMACK -« vvee 78 ZERO FIT TYPE MILLING CHUCK -+ cvveeeesnee 120
BALANCE CUT BORING ARBOR for LARGE DIABAC ---- 79 ZERO FIT TYPE SLIM CHUGCK - -+« ovveeeeeeeee 120
BALANGE CUT BORING ARBOR for LARGE DIABCB - - - - 80 HOW TO ADJUST A RUN-QUT -----cvvoeeeeeeeeee 156
ACCESSORIES for BALANCE CUT BORING BAR MCCZ, BCB - - - - 81
SPECIAL DESIGNED BORING ARBOR -+« ----- - 82 AUTOMATIC BACK SPOT FACING ARBOR - - - - - - - - 12]
DJBORING BAR DU v vveereeeeeeeee 83 MANUAL BACK SPOT FACING ARBOR -« -« ««- -« 12]
DJ BORING HEAD DJ « v v v vvererrereeeeeeeee 83 SPINDLE TAPER CLEANER -« v 153
BORING BIT for DJ J - cvvrereeereeeeseeae 84 AUTOMATIC OIL SUPPLY HOLDER «- -« cvevveee 153
BT Shank BASE HOLDER for MODULAR type ---- 85
SPACER for MODULAR type -« «:--:cree oo 86 IT TOOLING SYSTEM -+ vveeeeeeseee 123
MAJOR DREAM BASE HOLDER for MODULAR type - 87 IT MILLING CHUGCK -« v v e 123


http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36

IT MINMINI CHUCK -« 124
|T SLlM CHUCK .................................... "24
ITVC HOLDER e 125
|T MA‘JOR DREAM HOLDER ........................ "25
IT ZERO FIT TYPE MILLING CHUCK « -+ -+ - oo 126
IT ZERO FIT TYPE SLIM CHUGK -+ o oeeeee 126
UNIVERSAL MICRO TOUCH UMT -+« oo 127
UNIVERSAL MICRO TOUCH UMTX «+ - eeoeeeeee 128
TOUCH PO|NT TP .................................. "29
UNIVERSAL MICRQ STAND UDS -+« - eoeee 130
HEIGHT PRESETTER HP «+ v e 13]
CENTERING HOLDER SY «++ v rreeeeen 132
BALL CENTRALIZER BAL -+ v veeereroeeee 132
TEST BAR TB ...................................... "33
TOOL CLAMPER NCL =+« o oeoeeeeeeee 134
HSK TOOL CLAMPER TCL-GH ++ -+ vveeeee 218
TOOL PRESETTER E23BN -« v ovvrrrerenees 133
TOOL PRESETTER E238-MBT « - v oeoreeen 135
TOOL PRESETTER EAB0ON v vvvoreororneee 136
TOOL WAGON ...................................... "34
TOOL PRESETTER NTP Serigs <+« v nroreee 137
TMS SYSTEM -+ ovvm s 138
BLOCK SYSTEM - roreemscimananaii 139
3LOCK TECHNICAL INFORMATION - -+« -+« 140
BT DOUBLE FACE CONTACT SPINDLE -+« 140
MBT MILLING CHUCK -+ -+« s oo 14]
MBT SLIM CHUCK ................................ "43
MBT MINIFMINI CHUGK  «++ oo 146
MBT VC HOLDER .................................. "46
MBT ZMAC BORING BAR -« -+ oo 147
MBT BALANCE CUT BORING BAR -« 148
MBT MODULAR type BORING BASE HOLDER - -+ 149
MBT DJ BORING BAR -+« v e er oo 149

MBT BALANCE CUT BORING ARBOR for LARGE DIA - - --150

MBT FACE MILL ARBOR v cvvevieiinn. 15]
MBT ZERO FIT type MILLING CHUCK -+« 152
MBT ZERO FIT type SLIM CHUCK - - -+ -+« - 150
3LOCK SPINDLE FLANGE CLEANER -« -vvovvvene 153
MIT TOOLING SYSTEM - cccccovccceesamneeeeens 154
MIT MILLING CHUGK -+ - - v e eeeeeeeeeee e 154
WIT MIINTEMIINI CIEIUCIE e caceascaccacocscaacansaacanca 155
I §LITVI CIEIUIEIE = ccsccscoscoscnsoosnoanoannannanns 155
MIMT WG HIOILD[ER cccccccccsccscnsaccanccacaacscacaaaa 156
VI EACE MIILL ABBIOIR «ccocccscacocccaacansascanca 157
ZALOEK SNSIEW] eccoveocoocoocooooooooosaocooaoonoo 158
NBT MILLING CHUGK -« -« 159
NBT HIGH SPEED ILLING CHUCK -« o oee e 160
NET MINEMING CHEIUICIE  @ccoccoscacocccancassascanca 162
NBT SLIM CHUGIKE -t cccooeeeeeoaai i 163
NBT HIGH SPEED SLIM CHUCK(TAPER) - ------- 165
NBT HIGH SPEED SLIM CHUCK (STRAIGHT) ----166
NET VC HOLDIES =ccccccccccccaocaoanoaaoaaoaaaanas 168
NBT MAJOR DREAM HOLDER - ------cvovveeeee e 169
NBT MAJOR DREAM PRO ENDMILL - ------ovv - 171
NBT MAJOR DREAM SHRINK FIT HOLDER - - - - - - - - 172
NBT ZERO FIT type MILLING CHUCK -« ------v-- - 173
NBT ZERO FIT type SLIM CHUCK -+« cxoveeeene 173
NBT NC DRILL CHUGK c-vverermeii 174
INIETT SIIDIE LOCIK [HIQILDJER} cocovccovcoocoocaocooaooaa 174
NBT MORSE TAPER ADAPTER A type -+ -------- 175
NBT MORSE TAPER ADAPTER B type ------------ 175
NET TAPEER CHEUCIK ococcocoascoasoaoaosancanaosas 176
NBT ZMAC BORING BAR -+« ovvvveieaaan 177
NBT BALANCE CUT BORINGBAR -« oo 178

NBT MAJOR DREAM MODULAR type BORING BASE HOLDER - - - - 178

NBT MODULAR type BORING BASE HOLDER -+ - - 179
NBT DJ BOR”\]G BAR .............................. 179
NBT BALANCE CUT BORING ARBOR for LARGE DIA - - 180
NBT FACE MILL ARBOR -+ -« rr o oreeeeoame 18]
NBT STUB ARBOR -+ +r o vroriraniieeii 183
NBT HIGH SPEED SPINDLE SPEEDER -+ 184
NBT ANGULAR HEAD .............................. }85

NBT FLANGE THROUGH TOOL COOLANT HOLDER ----187

NIT MILLING CHUCK -
NIT MINI-MINI CHUCK -
NIT SLIM CHUCK® - -
NlT VC HOLDER ....................................

NIT MAJOR DREAM HOLDER -+« v ceeeeeeeense 191
NIT FACE MILL ARBOR « -+ v vrereeeeeeeee 192
NC5 TOOLING SYSTEM  « -+ vvveerernrennnn. 193
NCS MlLLlNG CHUCK .............................. ]95

NG5 SLIM GHUCK -+ rseeeeeaeeeee 197
NC5 VEGA CHUCK ................................ ]99
NG5 VC HOLDER «+ e oo 199
NC5 ZERO FIT type MILLING CHUCK « -+« 200
NC5 ZERQ FIT type SLIM CHUCK <+« <+ eeveen 200
NG5 NG DRILL GHUGK -+ eeoeeeeeeeee 201
NC5 SIDE LOCK HOLDER =<+« v oeeeeeeeen 201
NC5 MORSE TAPER ADAPTER A type ~«-+- -+ 202
NCS STUB ARBOR ................................ 202
NG5 TAPPER CHUGK -+« veeveeeeeeecen 202
NG5 ZMAC BORING BAR -+ -+ -oeeoeeeee 203
NC5 BALANCE CUT BORING BAR <<+« + oo 204

NC5 BALANCE CUT BORING ARBOR for LARGEDIA - - - - - - 205
NC5 MODULAR type BORING BASE HOLDER: - - - -- 206

NG5 FACE MILL ARBOR -+« v e 206
NG5 TAPER GAUGE -+« v eeeeeeeiece 207
NCB TEST BAR .................................... 207
HSK TOOLING SYSTEM: -+« v eeeeeeeecene 208
HSK MILLING CHUCK -+ -+ oo 209
HSK SL'M CHUCK ....................... 2]3
HSK MAJOR DREAM HOLDER <+« toteeeene 217
HSK VC HOLDER ........................ 2]8
HSK MINIMINI CHUGK  +«c ettt 218
HSK MAJOR DREAM PRO ENDMILL oo 219
HSK MAJOR DREAM SHRINK FIT HOLDER -+ - - - 220
HSK ZERQ FIT type MILLING CHUCK -+« <+« 201
HSK ZERO FIT type SLIM CHUGK +++«+vevveee 201
HSK TEST BAR .................................... 222
HSK LUBRICATION PIPE v eeeeeeeieeee 20
HSK NC DR”_L CHUCK ............................ 223
HSK SIDE LOCK HOLDER ++++ v e e 203
HSK STUB ARBOR ................................ 224
HSK TAPPER CHUCK .............................. 224
HSK FACE MILL ARBOR =+« vveeeeeeeeeee 205
HSK MORSE TAPER ADAPTER A type <+« -+ 205
HSK BALANCE CUT BORING ARBOR: -+« -+« +- 7
HSK BALANCE CUT BORING AREOR for LARGE DIA RAC ----235
HSK ZMAC BORING BAR <+« -ttt 237
ISk BALANCE CUT BORING ARBOR for LARGE DIA BAG - 241
HSK BASE HOLDER for MODULAR type -+ 243
HSK DJ BOR'NG BAR .............................. 244
HSK MAJOR DREAM style BASE HOLDER «+«++ - 244
HEAMER SER'ES .................................. 245
CARBIDE PF RADICAL REAMER - -+« co oo 246
CARBIDE PF RADICAL MILL REAMER « -+« -+ 248
CARBIDE MILL REAMER -+ v re e 247
CARBIDE BROACH REAMER - vveeeeeee 249
BROACH REAMER ................................ 250
TOUGH CUT SKILL REAMER -« oeeeeeeee 25]
NC SENSOR REAMER .............................. 253
RIGHT HAND HELICAL REAMER -+ oo 254
COMBAT Z DRILL -+ oot 255
CNC ROTARY TABLE o oeeeeeeeeiee 257
PULL STUD ........................................ 26]
PULL STUD(CENTRE THROUGH COOLANT) -+ 262
PULL STUD With ID <=« e oot 26]
PULL STUD(DRAW BOLT typg) - ««:cceveeeeeees 48
PULL STUD CODE NO. =+ oo 263
CLAMPING FORCE MEASURING TOOL -+« -+ 261

TECHNICAL INFORMATION for STOPPER PIN - - --265
TECHNICAL INFORMATION for STOPPER BLOCK - -266

DIMENSIONS of BT and IT - -----ocovveeeieeeenees 267
DIMENSIONS of HSK -« - -« c-oceveeeeoeeeeeenns 268
DIMENSIONS Of NG5 - -+« covvveeeieeeennnnn 207
ALPHABETICAL INDEX -« -« c oo 271
CAUTION - - c-cccoeee i 274
WORLD WIDE SALES BRANCH - -« --ovvveeeeeees 277
NIKKEN CHINA - - v 278
LYNDEX-NIKKEN(NIKKEN USA) -----ooveeens 279
NIKKEN EUROPE(NIKKEN UK) - ------ocoooeeene 280
NIKKEN DEUTSCHLAND (NIKKEN GERMANY) ----28]
PROCOMO-NIKKEN(NIKKEN FRANCE) ------------ 282

is keeping the manufacturing not only the
quality, but also the safety in mind. Please be
careful for the content maked
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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 N> "ANNIVERSARY "type. A

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.

N N P : § = "____f___ . E W “h._

: NIKKEN
: Others =»| Without Slots| 3,500Nm

Sub-zero Treatment

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

2 Rigidity and Chucking Torque

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

Effects of Internal Slots

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

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

Chucking Torque Test Data(C42)

When oilis removed | When a little
completely with thinner| oil is adhered.

5,000Nm | 4,800Nm
1,250Nm

%

With Slots Only 5% Down

67%Down

Test Bar

Milling Chuck

888-988-8820

MULTI LOCK miLLinG cHuck
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MULTI LOCK miLLING cHUCK /#+20

Same Appearance,

www.exacttooling.com

| sales@exacttooling.com /

but a Remarkable Improvement can be found when cutting

JAPAN, USA, FRANCEITALY SPAIN

The cutting chips show us
the actual machining capability

Quiet,
high speed heavy

7

milling

Stable finishing
By

888-988-8820

KOREA TAIWAN
New Clamping at Root &
Anti-Vibration Mechanism Stable Milling with Stopper
Cutting Data HS S Endmill-Carbide Endmill
=== T Easyfor “anyone to attain a stable torque.”
CHUCK ENDMILL NG AdxRd
HSS Coati - Wear of the bearing surface is only 1~2microns even after practical
> Coating V 38m/min S55C, oiL . o
BT50-C32-90 S 380min” 60mm use of 4~5years owing to the use of 140% more needle rollers than
3204t | F 152mm/min 12mm imitations, the use of special material (steel) of NIKKEN own. and
V 30m/mi the know-how of hardening. The stopper is therefore located to the
P HSS Roughing m/mn SseC— /ol MULTI-LOCK Milling Chuck where the maximum efficiency of
BT50-C42-95 429 = ot S 210min . 20mm chucking torque is exerted. Tightening the chuck close to the
i 50 F 130mm/min flange face gives a sign of“MILLING OK’to ensure smooth, stable
350620- 435 | Carbide Coxting \8/137:&;::?: sgg?":EEm and reliable milling work.
=4 KM20-16 1604t | F 2,000mm/min 3mm (Important : Good production with Assurance!!)
N2 HSS Coating V 38m/min S55C.
BT40-C25-70 S 480min” 50r:gm ;°'L cl
25¢4t | F 192mm/min Bmm ose
@ Carbide Coating | V 200m/min 855C Co ntact ,/,/ [ il | /Q\
BT40-C16-60 S 4,000min” Song E \— y ~
1694t | F 2,000mm/min Kmm No Vibration iT L K/‘
Sz Carbide Coating | V 160m/min S50C H " H —
BT30-C12-55 S 5,000min" - E High Rigidity /
KM12-10 1094t | F 2,000mm/min Chuck Ring :
V 30m/min S0 uren Simple
S 800min’ g o - i ing//
E S [ : Minimum Axial Chucking/Unchucking /2
H - 1204t |V 228m/min ALUI\ZII(I)NIUM UATER : Movement ,{/—l
S 6,000min " E :
F 3,600mm/min Smm . I

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 : ideal for heavy milling to fine :

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)

finishing. Only the NIKKEN MULTI-LOCK Milling Chuck perfectly . P
clamps even at 3mm from chuck nose. . Wlthm 5um
$D
t
[« L=3xD —

— 4 e.g. C32:100mm
NIKKEN MULTI-LOCK

Milling Chuck Other imitation chuck

10
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e, 33
NIKKEN D080 MINI MINI CHUCK .:15>

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-1 & G2.5

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

We highly recommend this Holder.

B Slim & Compact

MMC 4 : ¢15mm 2™
MMC 8 : $20mm
MMC12 : $30mm

-

B Gripping from Front Nose
X O

HYDRAULIC CHUCK MINI-MINI CHUCK

No Gripping at Front Nose Gripping from Front Nose
Gripping Torque? Powerful Gripping Torque/3times

: ’
! / i1/ ,-"II:I
{/ ] H Oil Chamber i:i
PAT.

I Mechanism of MINI-MINI Chuck B “Pull up & Chucking”Can be
done with Only One Wrench.

I MINI Chuck

Mechanlsn} of

I
ggll;wceé - j Eggitenlng = =
625 VNPT sevel cear 7 Coolant Through Tool Capablllty

for Hanging J type Collet + End Mil
P High Pressure Coolant

Through Jet Spread Groove
\

/

\

Puwer ol Jet CGUIanl Groove

I RUN-OUT Accuracy: Within 3uym
i RUN-OUT Accuracy: Within 3um X O
’ ~ " Coolant will be Oil Jet Goolant
spread out through System No Coolant

the Slit at high rom Spreading out even
at high rom

11
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SLIM CHUCK witn TiN BEARING NUT "#»-37

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.

” High Speed Slim Chuck
MAX. 40,000min-1 & G2.5

7 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.

'/Standard Nut & J Tvpe Nut

R . ) L] 1 ! | | ! Ij " é Ijj_ N _l\,é
7 Flat Shoulder Pushing & Taper Pushing [%;] 12 i
@) 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 Contamination|  Dill with O-ring
Complicated Nut atID

Simple and Rigid Nut Balancing will be

changed at High
*"i-\ 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
Coblant System. | LTV High Preseure
oolant System. . .
I Coolant System.
Ellgthsligunlgut Qccﬂracy due to . _LrlnstabF!e Itﬁgn ohut Agcuracy due to '/ The S.ecre! D_f _Strong ogrlpplng power
H|Zh Glggplﬁ; Tl:)srqlt?gof 8’ taper . ngfrerla;pmtgl;sngue of 12° ,16° taper and hlgh rlgldltv. . 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 CO nce nlrlc AGC ll ra CV to Wedge principle, Strong Gripping Power is generated with small torque.

Run-out within 3p 8° NIKKEN 8° NIKKEN 16° Others

Strong Grlppm&Weak Gripping

12
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2108 MAJOR DREAM HOLDER +;123

? 0 .Igﬂ %IL‘/ Internal Dampening Mechanism is
AL 1 built-in to the MAJOR DREAM Holder.

o BT DOUBLE FACE CONTACT TOOL

| R Harmonic Vibration — Unstable Cutting 3

x1 0 X ]
; : 000 TIME

: ., MAJOR DREAM
G Dampening Effect — Stable Cutting =

[} x1 0 fk ’Av.’lv "A‘v'n" A
g i . | p . ) TIME
i L] . . .
v - : Difference due to Dampening Technique and Effect
linear{Guide]M/C]
ExcellentiMachininglonfl |-t

End Mill Life
Qarbide : 3 times
HSS : 1.5 times

Powerful heavy cutting and
high speed high feed
cutting , excellent high
' precision and surface finish
4 and extended tool life with
the dampening effect.

ol Dampening Effect g Power of TiN Bearing Nut ig

3 3

2Lock (NBT)
. i Simple design without the flats for the
Slim Collet with 8 degree taper to hook spanner. The GH handle is used to
satisfy the accuracy and the high tighten / loosen precisely. The external

gripping torque. diameter is more compact than the

/ external diameter of the ball bearing nut. Great POPUIa"ty Of MAJOR DREAM 3 Brothers

BEMAJOR DREAM SHRINK FIT HOLDER="P.171
Stable high accuracy | IAIMAJOR DREAM PRO ENDMILL =" P.172

PN IKKEN]

AN AvRzes

MAJOR DREAM ......
AUHEE:

PRO-ENDMILL

2L0cK, HSK @ RER

TiN Bearing

(HV2,200)

The molybdenum is

coated to the internal

thread of the nut,

then the efficiency of ) J nut is the best solution
the thread is highly for the centre through
improved. coolant application, and

strongly recommended to
use for the high accuracy
and the high productivity.
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"ANNIVERSARY" type ////'P 34
NIKKEN) 219&£ VG HOLDER with TiN BEARING NUT .- 168

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.

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

. . Shimple %xternakl)desiﬂn witgouth PAT.
the notches to be tightened witl 8 deg. internal taper proven
<> Power Of TI N Bearl ng N Ut GH handle Ultra high speed rotation  with ?he Slim Chl?ck f%r 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.

Unstable The Tin coated bearing
accuracy caused é’ % plate reduced friction.
by tightening & o This is the best for the
torque and the ° thrust load.

°
possibility of

Y —~

1IN Bearing Pilot shank on the collet
(Hardness tHV ’200) for further stability of the accuracy.
The thick wall design of the VC Holder
body improves its cutting rigidity.

Competitors  NIKKEN [2mm, 4teeth Carbide Endmill
< Less micron vibration due to Material : Mild Steel

the collet flange contact V=220m/min
Improves the cutting capability and tool life S=6,000min"!
' F=3,000mm/min
<> Run-out accuracy : 3mm

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

Suitable for finish on die-mould machining.

24mm

Less than 3 microns

o—
[
) ) Cutting Rigidit
Power of TiN Bearing
igh Precision Finish
<{> Jet coolant splash with J type Nut. <> High Speed Rotation MAX.40,000min-1 & G2.5
[ ) <{> Easy, safe and reliable handling with GH Handle
J type Nut USA PAT.
The nut has no notches for high speed rotation and GH
Handle can tighten the nut with half of the tightening
torque of the conventional C type spanner, thus, substan-
| | tial improvement for quality of safety, reliability and
P S, operational efficiency will be obtained.
.. e Changeable Lever
Cap with triangular grooves Cap with O-ring N
The jet coolant pressure creates For oil hole cutting tool o x,..___

a tornado effect.

Torque Adijustable GH Handl\_lg

A

g =
7 SR

Tightening Loosening

14
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nkkeN NG DRILL GHUCK 119045

15

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

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

N
5o iy |

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

line illustrates Drill chuck mounted by traditional drill chuck taper.

T BT40-JTA6-45 H H

the 1SO or conven- meds Z I Even Carbide Drill does
tional drill chuck. = | not occur Slipping.

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

~

0

BT40-NP

U13-8

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

Drive color

Reversing torque is 1.4
times of normal rotation

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

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 Al A /". AN (Q’ic';'j:ec’rjmh
tap slides smoothly without chattering accompanied. that of the conventional brake ¢ y \/ v (Large vibration of torque)
system utilizing a rubber @60 NIKKEN gotary
T @ reaction or a friction resistance ~ © 60%[—— Bearing Cam
b 3 as shown by the following g ~d Sysmm‘
graphs (A) & (B) , sothat g < B) Maker ‘
constant torque characteristic 3 Not enough torque” ~ | Cam crutch
as illustrated is obtainable to ~ to drive tap | = (Short life due to wear)

secure safety of tapping 10 Numbe: gTappin; E 10° 10° times


http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+BT40-NPU13-80
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NIKKEN DJ BORING HEAD with pJ BORING BITS /#5.83

$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.

e | &

$®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.

'/ngh Pressure Coolant Through Type

® Cutting Speed:-++-
100m/min.

0.05mm/rev
® Stock Remova] -+
0.5mm(on Dia.)
@ Boring dig. e

@ Material -----eeeeeeeeeeeen

888-988-8820

16
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BALANCE CUT BORING BAR ~ré61

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

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

B 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

B Power of Scram Type Cartridge

Cutting 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

:

?
® a I High Pressure Coolant Through Tool

|

i

Perfect
Contact

@ Cutting Speed -+
150m/min

O Feced Rate -« vovvvereeens
0.4~0.6mm/rev

@ Stock Removal ++-«-v-
6~10mm(on dia.)

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 ®Boring Dia ----roeeeeeeeeees
Serration, resulting in smooth | $60mm
boring without micro vibration. ®Material ---eoeeeeeeeeeeee

SNCM420

(Ni, Cr, Mo Alloy Steel)

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

Precision Ground = Basic Serration

17
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-ZMAB BORING BAR 73

¢®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.

'/Appllcatlon

Coolant Through
Tool Capability

B High rigidity
Double-contact
support

Innovative new feature of

Double-Contact Support . MAX. L/D=8 times

1.

Axially Adjustable
Available for Multi-Stage = ZMACX for Deep

Boring Bar Hole Boring
W High Speed Boring 12,000nin-1,
B 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

New Locking screw
closer to Cutting Edge

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

18
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NIKKEN ZERO FIT HOLDER &t /#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 Splndle AtTool Presetter be adjusted by fine adjust cams at the same position.

. 117 11) . e.g. BT40-SZF16-90-C3 (3 Cams)
With 0 Fltt'ng 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 :
Materials - Pre-Hardened Steel NAKS5 (HRG39) Run-out at cttgr front edge = 20 microns  Run-out trc‘:u;tgr front edge__ 1 micron
End Mill : 10mm, 2 teeth Carbide Ball End Mill
Cutting Speed : V =200m/min
Spindle Rotation : S =6,366min-1
Feed per tooth : f =0.15mm/min
Feed : F=1,910mm/min

Dry Cutting with Air blow

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.

—i— X after Zero Fitting —4—X before Zero Fitting
—e—Y after Zero Fitting —+—Y before Zero Fitting

Before Zero Fitting : i —
Materials Tempered Steel (HRC25~30) - - Run-out at cutter front edge = 22 microns |—
Tool :13mm CBN Reamer
Cutting Speed :V=80m/min
Spindle Rotation: S=2,000min-1
Feed per tooth : f=0.1mm/min
Feed : F=200mm/min
External coolant supply : Water soluble

After Zero Fitting :

Run-out at cutter front edge = 2 microns
Y < o e
‘ 9 11 13 15 17 19 21 23 25 27 29 31 33 35 37 39 41 43 45 47 49

e,

Number of Reaming

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.

M Zero Fit Holder has wide adjustment range compared with
competitors equivalent, and its mechanism performs simple,

quick and secured operation. .1 _____ %
M The choice of the Slim Chuck style “SZF” & the Anniversary type T

Milling Chuck style “CZF” can be selected depending on your cutter.

O P e
RUN-OUT (um)
Fig.1
19
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wicken DOUBLE FACE CONTACT TOOLING SYSTEN <=~

7472 N E:TsI-I 0 For BT Double Face Contact Spindle r=-P.140 4
48 e

3LOCK Tooling System PaT. = P.139

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
Pressur<=T System

2L0CKTooling 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

=
B4 Face Contact
2Lock (NBT)

1/10 short Taper & Polygonal Taper

NC5 Tooling Systemi="P.193 ||
Since the launch of the Nikken NC5 Tooling System at JIMTOF'94 ST 1 (e c 5‘2{”%?5%""
OSAKA, the system has proven its outstanding capability is a wide < ] ef-Bearing
cross-sector of Japanese industry, with ever-increasing expectation of X '

its being adapted as the next generation tooling interface. 1

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  Et.ci
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.

1/10
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 «  megman - NC5

POLVGONAL TAPER HSK TOOLING
C6 TOOLING TOOLING SYSTEM

nnnnnnnnnnnnnnnnnnnnn
Do nlc ntact « 1I1OSh ort Taper —

s 8
Wigh Precison| o ening Effect —

C6 tooling system is used for the tooling
of the integrated machine.

Please refer =~ C6 Tooling catalogue]

20
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NIKKEN FACTORY AUTOMATION SERIES

Spindle Speeder 1“5 P.112 _ Air Motor Spindle Tool == 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 ==~ P.116

Double Face
Contact System

AFT

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

New Series Addition

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

BT40 | "auPL 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


http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36
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NIKKEN FACTORY AUTOMATION SERIES

RPT
8 Years used 18 years used
Centre Through
Tool Coolant

1=- P.105

Flange Through
Tool Coolant

RPT Treatment == 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.
L . L Automatic/Manual
Multi Spindle Drill Head "=~ P.119 Multi Spindle Tapper Head ==~ P.119 Back Spot Facing Arbor == P.121

TMS System with
ID Interface = P.138

Automatic

Manual

Oil Piaster =" P.153 Spindle Taper Cleaneri==—P.153 Spindle Flange Cleaner == P.153

22
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-MULTI OIL HOLE HOLDER /»+.109

Conventional Oil Hole Holder ®Multi Coolant Nozzles

7 Combination of Coolant Through Tool Type
and QOutside 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 oTap
M/C to increase productivity. ®End Mill

®Boring Bar

COMBAT Z DR"—L 118p.255

I Power of Pilot Drill

L/D=3 and 4 times

No Vibration with  2s Standard
Pilot Drill

3 Phases Heat Treatment & Suitable
Twisted Shape improves Ejecting

\’2’- Cutting Swarf.
7 3 Phases Heat Treatment

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

ST32-COMZ31-130 Material : SNCM420

R N

utting Condition

inside Q HRC36

IN Treatment
(HV900)

By NC Lathe 108mm
T V'=126m/min (In Factory NIKKEN)
: ' - § =1,300min- Machining Time = 35sec.
NC Lathe M/C f=0.15mm/rev.

23 F =195mm/min It can be used after total
Water Soluble Coolant cutting length = 65mm.
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nkkex NIKKEN REAMER SERIES /195,245

Carbide Reamer Series

(With end teeth on certain type) The run-out accuracy and the tool life

have been substantially improved RMSS Straight Shank-+P.24 [0 '
with Press Fit type Radical Reamer.  pp.gmss Sraight Shank:-P.246 B
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 gy dops spanip 046 T

ded ith lubl PF-RD
PF Radlcal Reamer Series  SXiended even with water soluble e

(With end teeth) A the Mill Reamer made by K10 HMS  Straight Shank--P.247 L2

grade carbide, the cutting speed can HMM MT Shank eseeeee P.247
L = : be substantially increased for the ~ ------------------\-\-~-~-~-~—~—~—~—~—~—~—~—~—~— -~
1" W productivity improvement. Especially FMS Straight Shank:-P.248 7
— it performs very well on Cast Iron, FMM MT Shank «eeesee- P.248
Meehanite, Aluminium, and T =z
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

N
N

Carbide Broach Reamer

HSS Reamer Series

(Withlerdjteett) The NC Sensor Reamer is dedicated NCS Straight Shank --P.253 -

for better surface finish, especially NCM MT Shank:seesee-+ P.253 7

effective on Stainless Steel, Die Steel, CIoh

Annealed and Tempered Steel. The NCS-F Straight Shank --P.253 7
high precision finish surface can be ’

achieved with its TiN Coated and its -==-=-=-==----"-"""="="-"-"-"-"-""-"-"-"-"-"-"-"-~--"—"—~"—"—"—-

burnishing effect. The reamer can be - 10 1
used with even water soluble coolant. ~ RNS-F  Straight Shank--P.254 m

This is all-mighty reamer, which is SRS Straight Shank-P.251 2

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

and good for tough materials, die ~ ~~- """ """7" "~~~ R T

steel, annealed and tempered steel. SRS-F  Straight Shank--P.252 |19
SRM-F  MT Shank «se-<--- P.252

RSS-F Straight Shank--P.254 1%”/
727

The reamer offers both heavy cutting
capability of Broach and High

Precision Finish of Reamer. The ultra : o0
high left-handed helix of 60 degree S SIS R my
performs smooth reaming operation. BRM MT Shank s++++++ P.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
% % Thl’OUgh Hole series % Excellent Circularity and Straightness % Blind Hole series
JAPAN PAT.
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MEASURING ATTACHMENT

Pioneer for Work Preparation

Height Presetter |

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

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

Small Measuring Tool, but Great Time-Saver

Micro-Stand

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.

e 127

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.

888-988-8820
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TOOL PRESETTER 199133

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 1= P.137

NIKKEN

L ®)
U P e
0. -

Photo shows NTP400.
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CNC ROTARY TABLE 1190257

CNC ROTARY TABLE for Full Automation

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

the carbide worm screw is used for the

hardened worm wheel. The wearing of the
e worm wheel is reduced and rotary table is

I\;)Vn(;’:rlrt;la\e;ﬁeel used for more years comparing with the
HV980 conventional worm system of soft material.

For better impact capability, the special

alloy steel worm screw is used for the

: . worm screw of the small tooth module.

Steel Way it} : _ Wicron

HRC58-60 : | 3§ (/]

Phosphor Bronze/
Aluminium Bronze

g 30 o8 m /4~ \Worm Wheel (22.2min")

g 25 gg: NIKKEN CNC ROTARY TABLE

EHE g g ! s CNCZ202
gl 10 s g (66.6min"'*)
3| 5

§ 0 3mon. Bmion. 12mon. 2yrs. Byrs.

é Useful Life '

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

B Worm Wheel

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

Depth 0.1mm
HV980

Turbine Blade 3
High Speed CNC Rotary Table S
Z series for high speed milling
marked arrow.

17=" ( Please refer to CNC ROTARY TABLE Catalogue. |
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CNC ROTARY TABLE !t SPEED ROTATION Z SERIES

HIGH PRESSURE OIL FILM EFFECT

®CNC 105 P.257 ®CNC 180 P.257
BB
% [
_-‘_".'"'—,.r——‘ -
O®CNC 202 P.257 @®CNC 260, 302 P.257
i —t Y
| %°
- T r
I." ? .-
-';-_.____Lr — L..#
P.258 ®CNC 1000, 1200, 1201, 1600, 200 P.258
@®NSVX400, 500 eNsvzi80, 300
B e s
¥ _:-" g i
| | o
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 <

Cc12

Y

-
le— 01—
30 //
=—=—71 1 |[Contact/
M No Vibration

High Rigidity

Chuck Ring

Mininum Axial

8

Chucking/Unchuking //

C16~C42
_ Movement |
c &\\Q\ e T )
\\;}k A4 |oCi
FEATURES: - % Ik
M Doubled rigidity & increased cutting ability! u
M Run-out Accuracy: 5um at 3XD — PAT.
TAPER Code No. (@] L £+ Suitable Collet Weight(kg)
BT30-C12- 55 33 58 58 (cck12) (km12) 0.6
-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 (ccK12) (km12) 1.0
-C16- 60 44 65 (ccK16) (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) 1.3,16,19
-C16- 60, 90,120 44 63, 90,120 65 CCK16 14,17,20
No.40 -G20- 70, 90,105,120 52 | 71,90105120 | . | (CcK2o) (CoNK2g 16,18,20,22
-C25- 70, 90,120 60 70,190,120 CCK25) (CCNK25) (KM25) (NK25) | 1.8,2.1,25
-C32- 85,105,120 69 85,105,120  |77,90,105| (CCK32) CCNK32) (KM32) (NK32) 21,2528
BT45-C12-105 33 58 CCK12) (KM12) 3.0
-C16-105 44 05 65 3.2
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) (CCNK42 45
BT50-C12-105,135,165 38 | s 135165 58 CCK12) (KM12) 40,43 46
-C16-105,135,165 44 T 65 (ccK16) 42,4548
-C20-105,135,165,180 52 | 105135165180 | 4548,5.1,54
No.50 -C25-105,135,165 60 105,135,165 (km25) (NK25) | 4.8,5.2,5.6
oty SEG o o 4837
e | GRS it

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

[S-C1Milling Chuck (Extension Type) I=&~ P.31
[K-MMPIMINI-MINI Chuck IZ5~ P.33
[K-MMCIMINI-MINI Chuck 1z~ P.33
[K-SK]1Slim Chuck [Z5~ P.40

[S-SK]Long Size Slim Chuck IZ=~ P.40
[D-NPUINC Drill Chuck [Z=~ P.45
[NZ]Tapper Chuck =5~ P.56

*Please refer 175~ 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 Iz5~ 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 (¢C1=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 IZ=~ P.47
[K-ZMAC]ZMAC Boring Bar [Z5— P.89
[K-RAC]RAC Boring Bar IZ&~P.89
[S-ZMACX]ZMAC Boring Bar for Deep Hole 75~ P.90
[K-DJ]DJ Boring Bar 75~ P.91
[K-SCA]Stub Arbor IZ5-P.104
[S-MDPE]PRO-END MILL IZZ~P.103
[MSO-AQO-O] Straight shank shrink fit holder IZ5~ P.172

—

i ad

S -

Explanation of the Code No.

:Standard
FS:Face Sealed

Chucking capacity
Symbol of milling chuck

Sl

——

BT40 T@
Nominal Gauge Length

: 9HC22, F

hank No. I -

FS type
For machining
of aluminum


http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+9HC16
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+9HC22
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+9HC22
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+9HC25
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+9HC32
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A HiGH SPEED MILLING CHUCK <=

19

C-G

High Pressure Centre Through
(MAX. 7MPa) For machining
of aluminum
High Speed PAT.
TAPER Code No. D | C L 2+ 22 |MAX. min Suitable Collet Weight(kg)
BT30-C12- 55G 12(33] 58 48 | 58 | 40000 (cck12) (Km12) 05
-C16- 556 16]40| 57 | 50 | 65 ’ (ceK16) (KM16) 06
No.30 -C20- 65G™', 756 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 (ceK12) (kM12) 11,1.3
-C16- 60G, 90G 16/40| 63,90 | 50 | 65 25 000 (cck16) (KM16) 12,15
No.40 -C20- 70G, 90G 2048 71,90 | 57 | o ’ 14,17
-C25- 70G, 90G 25|55 | 70,90 | 60 T (CCK25) (CCNK25) (KM25) (NK25) | 1.6,2.0
-C32- 85G,105G 32|68 | 85,105 |67,70|77,90 ’ (CCcK32) (ccuxaz)@ 1.9,2.3
BT50-C12-105G,135G 1233 48 58 (CcK12) (Km12) 3.9,4.2
-C16-105G,135G 16 | 40 105.135 50 65 20,000 <CCK16) 41,44
N 0 50 -C20-105G,135G 20 | 48 ’ 57 W (CCK20) (CCNK20) 4.4,4.8
. -€25-105G,135G 25| 55 60 - (ccKk25) (CCNK25) (KM25) (NK25) | 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 4218695120 | 73 | 125 | 12,000 CCK42) (CONKA2 5.5,6.6
*All high speed type milling chuck are centre through coolant type. Please use a stopper or CCK, CCNK collet, when Explanation of the Code No.
The Code No. of stopper for direct chucking
C20: 9MC20H, C25: 9MC25H (BT30-C25-75G: 9MC20HB) , C32: 9MC32HD (BT40-C32-85G: 9MC32HDA, G ‘High Speed

GFS:High Speed and Face Sealed
Nominal Gauge Length

Chucking Capacity

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 Symbol of Milling Chuck
—eShank No.

endmill shank length is shorter than “£1” dimension. BT40 |- - ﬁ

A GH Handle for HIGH SPEED TOOLING

GH Handle

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

Torque adjustable GH Handle S

GH {-a)

Code No. Milling Chuck Slim Chuck | MAJOR DREAM | VC Holder
GH 6" — SK 6-P / SKT 6 MDSK 6 —
GH10* S SK10-P / SKT10 MDSK10 V(6
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. . . . 30
The Code No. is GHB-TLS, GH10-TLS, GH16-TLS, GH25-TLS. Tightening Loosening


http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH10
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH12
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH16
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH20
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH25
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH32
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+GH32S
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A STRAIGHT COLLET (KM COLLET)

Explanation of the Code No.

(y) oD of Conlzt o cotet
_| Symbol of Collet
KM  :Standard
Omeans with internal grooves for KK Adjustable
KM Ri%oKﬂ%I»:{_‘NlVERSARY gripping strongly to eliminate the oil. CCNK Centre Coolant, Adjustable
Style L KM Collet Code No. (OD-ID)
KM12) 40 KM12-2,3,4,5,6,7,8,9,10
KM16) 475 KM16-2,3,4,5.6,7,8,9,10,11,12
KM20 53 KM20-2, 3,4,5,6,7.8,9,10,11,42,13,44,45.16
(km22) 57 KM22-3, 4,5, 6,7, 8,9,10,11,42,13,14,45,16,17,18,19, 20
(Km25) 59 KM25-3, 4,5, 6,7, 8,9,10,11,12,13,14,45,16,17.48,49, 20, 21, 22
KM32 64.5 KM32-3, 4,5, 6,7, 8,9,10,11,12,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30
73(78) | KM42-3.4.5.6.7.8,9.10,11,42,13.44.45.16.17.48.49, 20, 21, 22, 23, 24, 25, 26, 27, 28, 29, 30. 31, 32, 40

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

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

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

PR

Cutter length adjustment on the collet

is possible from front and back.

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

Style L L1 NK Collet Code No. (OD-ID)
(NK20) 63 20~40 | NK20-3,4,5,6,7,8,9,10,11,42,13,14,15,16
(NK22) 70 30~50 | NK22-3,4,5,6,7,8,9,10,11,42,13,14,15,16,17,18
(NK25) 68 30~55 | NK25-3,4,5,6.7,8,9,10,11,42,13,14,15,46,17,18,19, 20, 21, 22
(NK32) 75 30~60 | NK32-3,4,5,6,7,8,9,10,11,42,13,14,15,16,17,18,19, 20, 21, 22, 23, 24, 25, 26
(NK42) 85(92) 30~65 | NK42-3,4,5,6,7,8,.9.10,11,42,13,14,15,46,17,18,19, 20, 21, 22, 23, 24, 25, 26, 27, 28, 29, 30, 31,82 |

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

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

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

O—

A/ straight Shank MILLING CHUCK

S-C

for Multi-Lock Milling Chuck

B For Extension

L
]
=
1

e peld :
Es 7 T .
B—A@h ‘h E q)i q;bq)?'
Photo. shows S$32-C12-200 T
Style Code No. od | oD od: L MAX. Collet Weight(kg)
S32-C12-120, 160, 200 12 33 120, 160, 200 60, 100, 140 (Kkm12) 0.6,0.9, 1.1
@ -C16-130 32 [ 16 | 44 130 70 (xM16) 0.7
-C20-150 20 52 150 90 (km20) 1.1
S42-C16-180 49 16 44 180 120 (km16) 1.6
-C20-185 20 52 185 125 (km20) 1.7

% S$32-C22-150, S42-C22-185, S42-C25-150 are also available as semi-standard.
% The MC and NC straight shank Milling Chuck is unified to the above Code No. Please refer 5~ P.31 for KM Collet.

31
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A CENTRE COOLANT STRAIGHT COLLET

TheJetCoolant|Pressure!
createsaltornadolefiect;

swarfldispersal’

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

For grooving.

Suitable for all models of the
NIKKEN MILLING CHUCK

CCK Collet
— Front Nut
. Jet Coolant
- ®
CCNK Collet ~ Prevention of Swarf entering
the collet through the slots

Prevention of
the swarf
contamination.

A front nut with
an O-ring seal, for
use with oil hole
cutter, is also

-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.)

Supply coolant to the
shoulder when oil hole
drill is passes through

available as option. the hole.
O means with internal
CCK Collet grooves for gripping strongly It can be used for the standard collet.
to eliminate the oil.
Style | ¢D1 | oD L | L CCK Collet Code No. (OD-ID) Front Nut
(cck12) 12 19.5 38 7 CCK12-3,4,5,6,8,10 CKFN12
(cck16) 16 285 45 8 CCK16-3,4,5,6,8,10,12 CKFN16
cck20 | 20 33 50.5 8 | CCK20-6,8.10.12,16 CKFN20
Ly L Explanation of the Code No. | _(CCK25) 25 39 56 85 | CCK25-6,8,10,12, 16,20 CKFN25
| o B —[10] 32 | 46543 | 615 9 | CCK32-6,8.10.12,16,20.25 CKFN32, CKFN32T
A oD } (Cckd2) | 42 505 | 70(75) | 9 | CCK42-6,8.,10.12.16,20,25,82 CKFN42
— ‘I oDz IDof Collet w Apove bold figures indicate “ANNIVERSARY” type SR> CCK Collet.
OD of Collet *Please note the acceptable shank tolerance is he~h7.
N l % 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.
t Symbol of Gentre Goolant Collet y GKEN front nut and CCKL spanner are optional accessories.
*Collet removal (9CKR) is an optional accessory for NC milling chuck. %
CCNK Co"et O means with internal

to eliminate the oil.

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

Cutter length adjustment on the collet is Style CCNK Collet Code No.(OD-ID) At
possible from front and back. (ConK20) | CCNK20-6,8, 10, 12, 16 CKFN20
Explanation of the Code No. | (CCNK25) | CCNK25-6, 8, 10, 12, {6, 20 CKFN25
-[10] CCNK32-6, 8, 10, 12, 16, 20, 25 CKFN32, CKFN32T
(conkd2) | CCNK42-6, 8. 10, 2. 16. 20, 25, 32 CKFN42

IDof Collet 3 please note the acceptable shank tolerance is he~h.

OD of Collet

Symbol of Centre Coolant Collet
for NC

Photo shows with front nut.

% 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.
% CKFN front nut and CCKL spanner are optional accessories.

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

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

CKFN25-20MN

32-25MN

42-32MN

“Front Nut fitted with an O-ring is also available.
e.g. The Code No. is CKFN32-10C

Front NUt Style $D2 L2 Front Nut _Code No.
— Explanation of the Code No. [ (CKENT2) | 195 7 CKFN12 -3.4.5.6.8.10
-[10] (CKFN16) | 285 8 CKFN16 -3,4,5,6,8,10,12
. (CKFN20) 33 8 CKFN20 -6,8,10,12,16
) | |oDe 1D of Colet 39 8.5 CKFN25 -6,8,10,12,16,20
/ 0D of Collet 465 9 CKFN32 -6,8,10,12,16,20, 25
Symbol of Front Nut 43 9 CKFN32T-6, 8,1 0,12,1 6, 20, 25
— (CKFNAD) | 595 9 CKFN42 -6.8.10,12,16.20, 25,32

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

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

&

% 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

888-988-8820
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Clamp/Unclamp
just with a wrench.

’/ MlNl-MlNl CHUCK  experT for SMALL DA, END MILLING

¢ > 30,000min-' & G2.5
Gripping from Front Nose
Run-Out Accuracy :

f L .
3um at 4D ‘ L Within 3um.
YA b Li— o~
! S ! I TeD
e ——p—— Lo
oD
. S Dimension marked %
High Speed Y is ©52.4 for MMC12.
TAPER Code No Chucking || | oDy | Lt | Le Collet MAX.min-' | Weight(kg)
: Range¢D L 0 .min eight(kg
BT30-MMC 4-105 1~ 4 15 30 43 (MPK 4) 0.9
No.30 -MMC  8-105 2~ 8 105 20 36 | 42 |(PmK 8) (VMK 8)| 30,000 0.9
-MMC 12-105 4~12 30 35 44 | (PMK12) 1.1
BT40-MMC 4- 90 1~ 4 15 30 43 1.2
-MMC_ 8- 90 % 36 | 42 12
2~ 8 20 (PMK 8) (VMK 8 :
No.40 -120 120 23 | 72 | BMK® QMK B 30,000 1.3
-MMC 12- 90 90 35 44 1.4
4~12 30
120 120 o | 72 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 ==~ P.106 Nominal Gauge Length

*MPK, PMK, VMK collet is available as an option. Please refer [Z5~ 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: T'? MPK 4-1,15,2,25,3,35,4
——
s

D of Collet PMK 8-2,2.2,24,-++3,-+*4,++*5,+-+6,+-*7, - -8 (each 0.2mm)
tyle No. PMK1 2'4, 5, 6, 8, 10, 12

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

VMK, VMK-J Collet - : - - For centre through tool coolant type MINI-MINI Chuck ; VMK 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. VMKA 2-4J:5J:6J:8J:10.’J,12J

J : With Jet Spread Groove
DofColet o orreateo® - Jet Spread Groove (J type)

tyle No.
Symbol of VMK Collet

A straight Shank MINI-MINI CHUCK

‘7L‘4L" %Lz# Collet
i ) o i

Explanation of the Code No. l @ *Please note the acceptable shank tolerance is he.
- - | oD @+§> *VMK8-2J is Jet Spread Hole type.
? ? E\lon : Without Jet Spread Groove T
S

®D1
Style Code No. Ch“Ckig%Range L oD L L. Collet Weight(kg)
K16-MMP 4- 70, 150 1~ 4 70, 150 15 50, 130 20 0.1,0.2
K20-MMC 8-100 2~ 8 100 20 80 20 0.2
32> K32-MMC 8-122, 160 2~ 8 122,160 | 20 67 40 0.5,0.7
K32-MMC12-170S 4~12 170 30 120 50 1.0

*Wrench is supplied as standard. Collet is available as an option.
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A/ ANNIVERSARY TYPE VC HOLDER

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

19

G No. (Option)

—

= T ]

ve | \J‘ | |
e  —
H 21
High Speed -
G No. Weight .
TAPER Code No. D L 2 21 C C1 H (Option) | (kg) MAX. min-1 Collet
BT30-VC 6- 45 45 23 27.5 0.5
- 60 |20~ 6.0| 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 37 411 0.7 | 40.000
- 90 |30~12.0| 90 | 29 | 67 | 40 | 41.3|50~60 | VCG13-15A| 0.9
-120 120 97 42.4 1.2
BT40-VC 6- 60 60 30 30.0 1.1
-90 |20~ 60| 90 | 23 | 60 |27.5| 327 |35~45|VCG 6- 8A| 1.3
-120 120 90 36.9 1.5
No.40 VC13- 60 60 31 403 12 | 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 62 446 41| 20,000
-135 | 3.0~12.0| 135 | 29 | 92 | 40 | 48.8 | 50~60 | VCG13-15A | 4.5
-165 165 122 53.0 4.9
*TiN Bearing Nut is supplied as standard. Explanation of the Code No.
*Collet, adj G No.) and GH HandlI ilabl ion. The Code No. of the GH Handle is VC6: GH10, VC13: GH16
K Piotss add AP at the and of Code No. {0 Rust Proot Treatment VO HOer g BTAONCI3-0-RP. 10, Vet e @——
*Please use VC J type Nut & Cap for Centre Through Coolant. When VC J type Nut is used, the total holder length will be extended to 6mm. Nominal Gauge Length

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

Chucking Capacity

—®Shank No.

VCK Collet VCK Collet Code No.
— :l:h_"j | N VCK 6-2, 3, (3.175), 4, 5, 6
) - VCK13-3, (3.175),4,5,6,7,8,9,10, 11, 12
% J@_:ELF% f b * 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 VCK6-1/8.
*VCK13-3.175 is same as VCK13-1/8.

M Jet coolant splash with J type Nut. M Easy, safe and reliable handling with GH Handle
tvype Nut Code No. ~ Cap & Wrench Code No. The nut has no notches for high speed rotation and GH
3cy§ . vclqu- 6BJ ve ? type Cap, Wrench : SKJ10]. SkJL-o  Hiandle can tighten the nut with half of the tightening
VCi3 . VCN-13BJ chyp c p,w h ) SKJ16 D’ SKJL-16 torque of the conventional C type spanner, thus,
e ype Cap, Wrench : SKJI6-L3, SRIL6 g pstantial improvement for quality of safety, reliability

!@ » The caps and wrench of SK10type and  and operational efficiency will be obtained. reliability and

SK16 type can be used for VCB type and  gperational efficiency will be obtained.
VC13 type respectively.

Changeable Lever
I GH Handle Code No.
A, k.\ VC 6:GH10
- s s VC13 : GH16
Cap with triangular grooves Cap with O-ring Torque adjustable GH Han&?g\x*:t’g
The jet coolant pressure creates For oil hole cutting tool

a tornado effect.

Tightening Loosening
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MAOLDE 0 0
’ HOLDER Lo 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*
B TiN Bearing Effect L
Z . m
‘ IS 111 \ : S(jgc'
’ MDSKG6 | ‘ J :
N agm - L1 |
N Series Addition L
MDSK AN MDSK13 .
R H : MAX. Cutter Shank Length to be inserted
tool can be used on the M/C with BT standard spindle.
PAT.
TAPER Code No. D L L | L | C|Ct|H| Hi |GNo. (Opton) V\(ﬁg)ht Collet
N NBT30-MDSK 6- 50 50 19.5 200 73 0.5
g - 60 _ 60 25.5 208 83 | ., _ 06
8 251 30~6.0 | 162 =577 195 5yg 1o | 21735 | SKG- 8 07
= - 90 EN) 55.5 25.0 | 113 08
-MDSK10- 50 50 19.0 2715 | 72 0.5
- 60 - 60 25.7 286 | 82 e | SKG-12L 06
No.30 5 3.0~10.0 = 18.0 55— 27.5 51 g7 | 30~-50 08
- 90 2 58.7 33.2 | 112 0.8
-MDSK13- 60 60 29.0 34.0 | 83 [ 31~43 0.8
- 75 | 3.0~130 [ 75 | 220 | 450 [ 330 [362| 98 | 5 o) | SKG-15 08 | CSK13 AD
- 90 2 60.0 38.3 | 113 0.8
-MDSK16- 75 _ 75 475 60 | 45~60 | SKG-12L 1.1
—gp | 30~16.0 g5 230 —5e— 400 | 400 e 2e—70 T SKG-12 13
NBT40-MDSK 6- 60 60 18.0 195 | 86 0.8
o PN I 33.0 21.9 | 101 0.9
-00 | °° °Y [ 90 | 162 | 48.0 | 195 | 24.0 | 116 | 21~35 | SKG- 8 11 | CSK6 A
-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 —g301 275 331731 3050 | SKG-12L 5
-120 120 78.0 35.9 | 146 1.8
-150 150 110.0 40.4 | 176 2.2
-MDSK13- 65 65 24.0 33.0 [ 91 1.2
- 75 75 33.0 34.6 | 101 14
No.40 90 | o0 450 | 90 48.0 36.7 | 116 1.7
. -105 | & 1105 | 22.0 | 63.0 | 33.0 | 38.8 | 131 | 31~60 | SKG-15 1.8 | CSKI3 AD)
-120 120 78.0 40.9 | 146 2.0
-150 150 110.0 45.4 | 176 2.4
-180 180 144.0 50.1 | 206 2.6
-MDSK16- 65 65 24.0 40.0 | 91 | 45~60 1.2
- 75 75 33.0 41.4 | 101 15
- 90 | 3.0~16.0 | 90 48.0 435 | 116 1.9
105 105 | 230 640 | %00 (258 131 | 45~70 | SKG-1BL 55
-120 120 80.0 48.0 | 146 2.2
-150 150 113.0 52.6 | 176 25
-MDSK20- 75 75 4.2 51.3 [ 80 SKG-12 1.9
- 90 | 40~20.0 | 90 55.0 532 | 95 SKG-12-55L | 2.1
105 105 | 252 [70.0 | %0 [522 110 | %078 [ sKG-12-70L | 23
-120 120 85.0 53.2 | 125 SKG-12-85L | 2.6

*Please use A type SK collet for the end milling operation. IZ=~ P.39

*Please refer 7=~ 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

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

Explanation of the Code No.
Nominal Gauge

@ NBT40|- MDSK10]-[00]
Length

Chucking Capacity
MAJOR DREAM HOLDER
——eShank No.

35

MAX. min-1
Code No. MAX. min-1 Code No. MAX. min-1 Code No. MAX. min-1
NBT30-MDSK 6-P NBT40-MDSK 6-P NBT50-MDSK 6-P
-MDSK10-P 30,000 -MDSK10-P 25,000 -MDSK10-P
-MDSK13-P -MDSK13-P -MDSK13-P 20,000
-MDSK16-P 25,000 -MDSK16-P 20.000 -MDSK16-P
-MDSK20-P ’ -MDSK20-P
-MDSK25-P 15,000
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A migmmeen D 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) | Hx
TiN Bearing Effect i L —
T @ | LA S e A | J ¢§¢§C'
W MDSK6 LM, i

% Series Addition e

i\ MDSK13 C
MDSK \M H : MAX. Cutter Shank Length to be inserted

X

tool can be used on the M/C with BT standard spindle.
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S
T
[y
1]

PAT.
TAPER Code No. D L L | 2| cl|ct|H HI |GNo. (Option) V‘(ﬁg)ht Collet
NBT50-MDSK 6-105 105 48.0 240 | 116 36
120 | 3060 o0 162 5501 195 5514511 21~3 | SKG- 8 o
-MDSK10-105 105 48.0 31.7 | 116 43
-120 120 63.2 33.8 | 131 SKG1oL |44
135 | 3.0~10.0 | 135 | 182 | 78.2 | 27.5 | 35.9 | 146 | 30~50 47 | CSKi0 A)D
-165 165 110.2 404 | 176 5.0
-195 195 141.2 44.8 | 206 53
-MDSK13-105 105 48.0 36.7 | 116 42
-120 120 63.0 38.8 | 131 T 47
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 53
-195 195 144.0 50.1 | 206 56
No.50 -MDSK16-105 105 48.0 435 | 116 4.1
-120 120 64.0 458 | 131 S |
135 | 3.0~16.0 | 135 | 23.0 | 80.1 | 40.0 | 48.0 | 146 | 45~70 52 | (CSK16 A
-165 165 114.7 526 | 176 55
-195 195 144.6 52.8 | 206 5.8
-MDSK20-105 105 423 51.4 | 159 49
-135 135 72.0 556 | 175 SKG-22 53
165 | 497200 g5 252 02,0 480 [59.8 [ 205 | 470 5.9
-195 195 132.0 64.0 | 235 6.7
-MDSK25-105 105 423 572 | 159 49
-135 135 74.0 616 | 175 SKG-28 5.7
165 | 307254 65 270 0501 950 [66.0 [ 205 | 2° 65
-195 195 135.0 70.2 | 235 75
*Please use A type SK collet for the end milling operation. IZ5~ P.39 Explanation of the Code No.

*Please refer 75— P.43, P.44 for the Jet coolant system, J type nut and cap. NBT40|- MI:EEI'I - L
% GH handle is available as an option. IZ=~ P.30 Please order with the Code No. GH6 : MDSK6 &, GH10 : MDSK10, & @ Nominal Gauge
GH16 : MDSK16, GH20 : MDSK20, GH25 : MDSK25 Length
*Please add “P” at the end of Code No. for high speed specification, e.g NBT40-MDSK10-60P Chucking Capacity
*Holder with an adjust screw for axial adjustment is supplied as an option. Please contact us. MAJOR DREAM HOLDER

——eShank No.

A& 1\ TYPE SLIM COLLET

SK Collet A Type

within 3ym 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

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

SK
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’/ SLIM CHUCK  HiGH SPEED ROTATION * HIGH ACCURACY

SK

Photo shows SK10 type.

/ \\‘%&}

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

GNo. (Option)
H

¢C

| 0}

I
]

%¢e
Q
1 <
L le
5
e
Y
>
-

TAPER Code No. D L | ¢ | ¢ | ¢ | c H (%pm) V"(?('g')h‘ Fig | SK Collet
BT30-SK 6- 60 60 | 33 | 33 19.5 0.7 1
-90 | 07 ~60| 90 | 56 | 65 | 195| ,, |21~353KG-8| 0.7 5 SK 6
-120 120 | 62 | 95 0.8
-SK10- 45 45 | 22 | 22 SKG-12§ 0.8
- 60 60 | 35 | 35 0.9
- 75| 175~100 | 75 | 50 [ 50 | 275 | 27.5 | 30~50 | 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 ] 2757130 g0 Tes 65 1 33 | 3B |31~gs5 SKGIS 7 (SK13)
-120 120 | 95 | 95 1.2 1
-SK16- 60 60 | 37 | 37 45~60 1.1
=15 | 75160 -2 | 52 | 52 | 4y | 4o | 45~65 Nindls B
-90 | © “ 1790 | 67 | 67 SKG-12 | 1.2
-120 120 | 97 | 97 40~70 |SKG-18L] 1.3
-SK20- 60 60 | 37 | 37 65~70 |SKG-128| 0.7
- 75| 35~200 | 75 | 52 | 52 | 485 | 485 | 70~75 [SKG-12L] 0.9
- 90 65~75 1.2
SK25- 90 | 75~254 | 0 | 67 | 67 55T 55 [55~75 >"C"12 [ 5 (SK25)
BT40-SK 6- 60 60 | 30 | 30 19.5 1.0 1
- 90 90 | 51 60 1.1
20| 07 ~ 60 4o o |90 195 | 32 |21~35 SKG- 8 |, 2
-150 150 120 25 15 3
-SK10- 60 60 | 32 | 32 1.1
- 75 75 | 45 | 45 B 12 | |
- 90 90 | 48 | 60 1.2
120 | 4 75100 | 120 N_| 575 = | SKG-12L—14 °
-150 ‘ . 150 118 ~ | 345 " 1.6
-180 180 | 73 | 148 1.6 .
-200 200 168 39 1.8
-250 250 218 2.1
-SK13- 60 60 | 28 | 28 1.2
- 75 75 | 43 | 43 - 1.3 ’
- 90 9 | 58 | 58 1.4
-120 120 88 1.6
50| 2757130 =g g | B 31~65 SKG-15 —°g (SK13)
No.40 -180 180 | 88 | 148 2 1.8 g
-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 90 | 58 | 58 15
-120 120 | 88 | 88 17
50| 277160 g0 s [ 118 ] 40 | 40 40~70 SKG18L_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
- 90 90 | 60 | 60 i 16
-120 120 | 90 | 90 2.0
-SK25- 75 75 | 47 | 47 s575 SKG12| 1.7
- 90| 75~254 | 90 | 61 61 55 | 55 sKGog 18 (SK25)
-120 120 | 91 91 55~85 2.0
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Photo shows SK16 type. s
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When SK J type nut is used, the total chuck length will be extended by 6mm. ‘ PAT.
G No. | Weight .
TAPER Code No. D L 2 | & | C | C H  |Option)| (kg) | Fi9 | SKCollet
BT50-SK 6-105 105 55 64 3.8
-135 135 92 32 3.9 2
651 %7 ~ 80 e o 7z 195 2135 |SKG- 8 ]
-200 200 151 30 4.2 3
-SK10-105 105 57 57 27.5 4.2 1
-135 135 70 92 30 4.4 5
-165 165 114 4.6
-200 1.75~10.0 | 200 151 | 27.5 36 | 30~50 |SKG-12L| 4.8 (SK10)
-225 225 75 178 40 5.0 3
-250 250 203 5.2
-300 300 253 60 5.6
-SK13-105 105 62 62 33 45 1
-135 135 92 4.7
-165 - 165 122 - el 49 2
200 | 275130 500 9o 757 33 . 31~65 |SKG-15 |5 (8K13)
-250 250 207 5.7 3
-300 300 257 6.2
No.50 -SK16-105 105 | 62 [ 62 - 4.7 :
-135 135 92 92 4.9
165 | 75160 | 165 122 | 49 |59 | 40~70 |ska-8L—21 |2
-200 200 90 157 52 8.5
-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 00 T y57 [ 157 | 485 | 485 | 47~80 [SKG22 77—
-250 250 | 207 | 207 6.1
-300 300 | 257 | 257 6.8 1
-SK25-105 105 62 62 5.2
-135 135 92 92 5.4
-165 165 122 122 5.6
200 757254 oo 957 qs7 | 55 | 55 | 50~85 SKG28 o i (SK25)
-250 250 | 207 | 207 6.7
-300 300 | 257 | 257 7.4
*Please refer [Z=~ 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 7=~ P.41, P.42 for High Speed Slim Chuck (40,000min)
*All Slim Chucks can be used for Centre Through Coolant type. Please refer 1z~ P.44 for Centre Through Coolant Adjust Screw
and [Z=— P.240 for Centre Through Pull Stud.
*Please refer [Z=~ P.105 for High Pressure (MAX.7MPa) Centre Through Coolant type. % Please refer IZ&~ 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
BT15 Shank
G No. | Weight .
TAPER Code No. D L 2 21 C C1 H (Option)| ~ (kg) Fig SK Collet
BT15BR-SK 6- 40 40 26 26 21~30 |SKG- 6| 0.10
- 55 | 0.7~ 60 | 55 | 39 | 39 | 195 | 195 |, ac oo of 014
No.15 - 65 65 | 49 | 49 015 | 1
-SK10- 40 40 26 26 30~37 0.14
“55 | 1757100 a1 275 | 275 o5 (SKG- B0
*BT15BR is the solid tool integrated with pull stud for BROTHER.
*BT15HW is the solid tool integrated with pull stud for HOWA. ’ 3
% 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 R l
% S20T is the short taper tool for SUGINO.

BT15B

38
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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

Non: Standard

Explanation of the Code No.
P:P class (Run-out Accuracy=3pm)

Istye No.
Symbol of SK Collet

A:A type (for End Mill Shank)
MAX. Chucking Dia.

. 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 ~08 SK13-3  |2.75~ 3.0 SK16- 3 | 2.75~ 3.0 SK20- 4 |35 ~4.0 SK25- 8 7.5~8.0
-1 09 ~1.0 -35 [30~35 -35 |30~35 -45 |40 ~45 - 10 9.5~10.0
- 1.25 [1.15~1.25 -4 35~ 40 -4 35~ 40 -5 45 ~50 -12 | 11.5~120
-15 [13 ~15 -45 |40~ 45 -45 |40~ 45 -55 |50 ~55 -16 | 15.5~16.0
- 1,75 | 155~ 1.75 -5 45 ~ 50 -5 45 ~ 5.0 -6 55 ~6.0 - 16.5 | 16.0~16.5
-2 1.8 ~2.0 -55 |50 ~55 -55 |50~55 - 65 |60 ~65 - 17 | 16.5~17.0
- 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 ~ 6.0 -7 6.5 ~7.0 - 175 | 17.0~17.5
-25 |23 ~25 -65 (6.0 ~65 -65 |60 ~65 -75 |70 ~75 - 18 | 17.5~18.0
- 2.75 |2.55~ 2.75 -7 65 ~ 7.0 -7 65~ 7.0 -8 75 ~8.0 - 18.5 | 18.0~18.5
-3 |28 ~30 -75 [70~75 =75 [70~75 -85 |80 ~85 -19 |185~19.0
-35 |30 ~35 -8 75~ 80 -8 75 ~ 8.0 -9 85 ~9.0 - 19.5 | 19.0~19.5
-4 |35~40 -85 [80~85 -85 |80 ~85 -95 90 ~95 -20 | 19.5~20.0
-45 |40 ~45 -9 85 ~ 9.0 -9 85 ~ 9.0 -10 (95 ~10.0 - 20.5 | 20.0~20.5
-5 |45 ~50 -95 (9.0 ~95 -95 |90 ~095 - 10.5 [10.0~10.5 -21 |205~21.0
-55 |50 ~55 -10 |95 ~10.0 -10 |95 ~10.0 -11 |105~11.0 - 21.5 | 21.0~215
-6 |55~60 - 10.5 | 10.0~10.5 - 10.5 | 10.0~10.5 - 115 [11.0~ 115 - 22 | 215~220
SK10- 2 [1.75~20 - 11 105~11.0 - 11 105~11.0 =12 [115~120 - 22.5 | 22.0~225
- 22520 ~2.25 - 11.5 | 11.0~11.5 - 11.5 | 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 - 23.5 | 23.0~23.5
- 27525 ~275 - 12,5 [ 12.0~12.5 - 12,5 | 12.0~12.5 - 13.5 [13.0~ 135 - 24 | 23.5~24.0
-3 |275~3.0 - 13 | 125~13.0 -13 | 125~13.0 -14 [135~14.0 - 24.5 | 24.0~24.5
-35 |30 ~35 - 13.5 | 13.0~13.5 - 14,5 |14.0~ 145 - 25 | 245~250
-4 |35~40 -14 | 135~14.0 - 15 |145~150 - 25.4 | 25.0~25.4
-45 |40 ~45 - 145 | 14.0~14.5 - 155 [15.0~ 15.5 *SKG collet wih the spedial
-5 |45 +~50 - 15 | 145~150 - 16 |15.5~16.0
-55 |50 ~55 - 15.5 | 15.0~15.5 - 16.5 [16.0~ 16.5
-6 |55~6.0 -16 | 155~16.0 - 17 |165~17.0
- 6.5 (6.0 ~6.5 - 17.5 [17.0~175
-7 |65~70 -18 |175~18.0
-75 |70 ~75 - - 185 |18.0~ 185
-8 |75 -80 i i e - 19 [185~190
-85 (80 ~85 ; - 19.5 [19.0~19.5
-9 [85~90 _’ﬁ c.( - - 20 |195~200
° 95 9.0 ~95 Collet removal (SKR-6) is supplied as standard
=10 9.5~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are

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 Spm

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
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Y /A Straight Shank SLIM CHUCK
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K-SK Fig. 1 Fig. 2 SK Collet
Explanat|on of the Code No. G No. (Option SK Collet G No. ( Optlon
-—H
T *
MAXChuclj:stgla @ /‘}JJ ¢vd 4’?2 ‘4)917 ﬁ{c @ F ¢d q>Cz Dl
e e B
Symbol of straight shank
Code No. D ) & | C Ci Colw| H |GNO- | Weight |oile e
(Option) (kg)
K20-SK 6-100, 120 0.7~6.0 37,57 195 27 . 21~35 | SKG-8 02,02 | 1|SK6)
-SK10-100, 120 1.75~10.0 40,60 275 275 30~50 | SKG12L | 0303 |2
K22-SK 6-100, 120 0.7~6.0 37,57 _ 195 _ 27 . 21~35 | SKG8 02,02 1 |(SK 6)
-8K10-100, 120 1.75~10.0 40,60 275 275 30~50 | SKG-12L | 03,03 |2 |(SKID
K25-SK 6-100, 130 0.7~6.0 3,62 195 3 | g0 |23 SKG-8 03,03
-8K10-120, 150 175~100 | 50,80 275 30~50 | SKG-12L | 0.4,05
K32-SK 6-120, 140, 170 07~60 | 456563 | 53,7300 |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 | 32,32,31.5,335 | 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 3 31~65 | SKG-15 | 07,08,1.0,12 | |(SK13)
-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
-8K20-120, 150, 180 35~200 | 58,88, 118 ' 85 ) 40 | 41| 47~80 | SKG22 | 09,1317 |2 ((SK20)
-8K25-150 75~254 88 55 42 | 46 | 55~65 | SKG-18L 13 (SK25)
K42-SK 6-150, 170 0.7~6.0 52,62 61,78 | 195 3 21~35 | SKG-8 10,11
-8K10-150, 180 1.75~10.0 56, 78 275 - 30~50 | SKG12L | 14,13
-8K13-150, 180 2.75~13.0 56, 86 33 36 | 31~65 | SKG-15 Sl (SK1D
-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 7=~ P.39 for SK Collet. *All Slim Chucks are Centre Through Coolant type.
*Please refer 175~ 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

e

3 Oy
qazsl [ ® @ %}po 9275
S-SK
Photo. shows solid carbide type.
27
Solid Carbide type is also available.
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. !
D L ¢ M (Option) |  (kg) Collet
$25-SK10-250 250 223 145~200 0.9
@ 1.75~10.0 SKG-12S
$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. $25-SK10C-250 o1 8 ! %@1 95
%*S19.5-SK6-200 is also available K Please refer ZE~P.44 for adjust screw (G No.). T 1‘ 500 T )
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A/ HIGH SPEED SLIM CHUCK

G No. (Option)

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

¢C1
!

H
H

collet

$C

Explanation of the Code No.

[BT40 - I

@ Symbol of High Speed

Nominal Gauge Length mm

Chucking Capacity

| = U= Symbol of Slim Chuck
\1 1 L& o0 ——eShank No.
\:\\“‘k Pb fa—
R L
SK-P ' Fig. 1
When SK J type nut is used, the total chuck length will be extended by 6mm. PAT.
G No. MAX. weight

TAPER Code No. D L 2 | 21| C C1 H (Option)| (min-1) collet (k)

BT30-SK 6- 60P 60 | 33 | 33 195 0.7

- 90P | 0.7 ~ 6.0 | 90 | 56 | 65 | 195 | ., | 21~35 | SKG-8 (SK 6) 0.7

-120P 120 | 62 | 95 0.8

-SK10- 45P 45 [ 22 | 22 SKG-12S 0.8

- 60P 60 | 35 | 35 KD 0.9

- 75P | 1.75~10.0 | 75 | 50 | 50 | 27.5 | 27.5 | 30~50 SK10 1.0

- 90P %0 | 65 | 65 SEAEL) A0 1.0

-120P 120 | 95 | 95 1.1

-SK13- 60P 60 | 35 | 35 31~50 1.0

- 75P 75 | 50 | 50 1.1

No0.30 —90p | 2757130 oot es e | 3 | 33 | 39~g5 | KG1S (SK13) o

-120P 120 | 95 | 95 1.2

-SK16- 60P 60 | 37 | 37 45~60 1.1

0 | R R A D e i 1.2

- 90P | © “ 190 |67 | 67 SKG-12 1.2

-120P 120 | 97 | 97 40~70 | SKGBL| o0 o 1.3

-SK20- 60P 60 | 37 | 37 65~70 | SKG-125| 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 | © | 57 | 87 755 [ 55 [55~75 | G2 (5K25) | 15

BT40-SK 6- 60P 60 | 30 [ 30 19.5 1.0

- 90P 90 | 51 [ 60 _ 1.1

Z20p | 07 ~ 80 55 o %0 195 | 32 | 21~35 | SKG- 8 =

-150P 150 120 25 1.5

-SK10- 60P 60 | 32 | 32 . 1.1

- 75P 75 | 45 | 45 : 1.2

= S0P 1 4 75~100 -0 48 L 60 1575 | 40 | 30~50 | sKGf2L 12

-120P 120 90 S 1.4

-150P 150 | 73 | 118 345 ' 16

-180P 180 148 39 1.6

-SK13- 60P 60 | 28 | 28 1.2

- 75P 75 | 43 | 43 - 1.3

- 90P 90 | 58 | 58 1.4

1308 | 2757130 4o 58 | 33 31~65 | SKG-15 (5K13) =

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 14

- 90P 90 | 58 | 58 15

A20P | 2757180 a0 [ag [ | 0| 0 | sceraL 1.7

-150P 150 | 118 | 118 a0 1.9

-180P 180 | 148 | 148 ’ 2.0

-SK20- 60P 60 | 32 | 32 47~60 1.3

" TSP | a5 pp [ 13145 145 | 0ol g5 [ATT0 gk 14

- 90P 90 | 60 | 60 ey 16

-120P 120 | 90 | 90 2.0

-SK25- 75P 75 | 47 | 47 5575 | SKG2 1.7

- 90P | 7.5~254 | 90 | 61 | 61 | 55 | 55 sKGog | 20000 (SK25) 1.8

-120P 120 | 91 | 91 55~85 2.0
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’/ HIGH SPEED SLIM CHUCK

& B MAX 40 0 00 m I n -1 & G 2 5 Explanation of the Code No.
s o X [BT40 - @
\ “ v et  No. (Option) I Symbol of High Speed
Nominal Gauge Length mm

$C1 H collet
| —— éq)g Chucking Capacity
& - _‘—*,_M_Lﬁg p Symbol of Slim Chuck
\ \ \‘m Lm\ﬂ;&z;, ] ———eShank No.
SK-P Fig. 1

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

TAPER Code No. D L 2 | £ C Ci H (Option)| (min-1) collet (kg)

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

-135P 135 92 32 39

65p 1 %7 ™~ 60 el 60 112 198 21~35 | SKG- 8 g

-200P 200 151 30 42

-SK10-105P 105 | 57 | 57 275 42

-135P 135 | 70 | 92 - 44

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

-200P 200 | 75 | 151 36 48

-225P 225 178 40 5.0

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

-135P _ 135 92 - _ 20,000 47

esp | 2757130 e oo Fon | B - 31~65 | SKG-15 (sK13) g

No.50 -200P 200 157 5.2

-SK16-105P 105 | 62 | 62 % 47

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

“ieep | 275160 | o 12 40 g5 40~70 | SKG-al o

-200P 200 157 52 55

-SK20-105P 105 | 62 | 62 43

-135P 135 | 92 | 92 4.6

5~20. : 5 | 47~ :

165p | 357200 e o0 [1op | 485 | 485 80 | SKG-22 0

-200P 200 | 157 | 157 5.4

-SK25-105P 105 | 62 | 62 5.2

-135P 135 | 92 | 92 5.4

165P 7.5~25.4 165 122 (120 | % | 55 50~85 | SKG-28 | 15,000 | (SK25) o

-200P 200 | 157 | 157 6.0

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

The Code No. of the GH Handle is SK6-P: GH6, SK10-P: GH10, SK13-P: GH13, SK16-P: GH16, SK20-P: GH20, SK25-P: GH25

*Please refer IZ&~ P.43 for TiN Bearing Nut.

*Please refer IZ5~for SK collet.

*Adjust screw with centre hole IZ=~ P.44 can be used for centre through tool coolant application (MAX. 1MPa). GH Handle
Please refer [Z=~ 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

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

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

19

B SK standard Nut (for C-Spanner) B SK-P Nut for High Speed (for GH Handle)
C ) , . J type C- - ; J type
standard % Style | TiNBearing Nut| Bearing Nut| Spanner standard [ 1 Style | TiNBearing Nut . Bearing Nut il L)
SK 6(019.5)| SKN- 6WB | SKN- 6WBJ | SKL- 6W o SSK 6(¢19.5) SKN- 6WB(GH) | SKN- 6WBI(GH) | GH 6
(Cepisopion) SB[ 81l 108 -10B) A0 (Cepispier) & @ 9 $Ki0 0B(GH) |  -10BJ(GH) | GH10
SKk13 138 -138J | OHC12A — SK13_ [MOSKN-138_[WDSK-13BJ GH12
Sk16 -168 -16BJ | 9HC16 - SK16 | SKN-16B(GH) [SKN-16BJ(GH) | GH16
J type Nut $k20 -208 20B) | guosn J type Nut SK20 | WDSKN-208  [HDSKN-208J GH20
$K25 -258 -258J SK25 | SKN-25B(GH) |SKN-25BJ(GH) | GH25
B SKT/MDSK Nut (for C-Spanner) BSKT/MDSK Nut (for GH Handle)
- . Jtype C- (-, o B J type
standard % Style | TiN Bearing Nut TN Bearing Nut| Spanner standard [ i Style | TiN Bearing Nut TiN Bearing Nut GH Handle
. SKTGMDSK 6| SKTN- 6B | SKTN- 6BJ | SKL- 6W ] SKT 6/MDSK 6 [MDSKN- 6B [MDSKN- 68) | GH 6
(Copispfon) &5 [SHTHO/MDSKD| SKN -10B | SKN -10BJ | -10 Cepisopton) & @ f/ SKTIO/MDSKID|  SKN-0BGH) |  SKN-10BJGH)| GH10
= EHIISTE 138 -138J_| 9HC12A == | SkTI3/MDSKi3 [ MDSKN-138  [MDSKN-138) | GH12
SKTI6/MDSKiG | SKTN-16B | SKTN-16BJ | OHC16 @) |11 MOskis 168 A8BJ | GH16
J type Nut SKT20 WDSK20| KN -208 | SKN -208) | oo J type Nut SKT20 DSk -208 0B | GH20
SKTZ5 MDSK25 | SKTN-25B | SKTN-25BJ SKT25 MDSKeS -258 5BJ | GH25

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

I/ J TYPE NUT for SLIM CHUCK

HJ type Nut

' ] | |
|f l| |J ,| |J ,| |J ,|

ri=——m e e 2 It e
I I I I !

/\

N
. Forprevnton | L o oo
For standard drill. For reamer. For tap. For special cutter. Ogg‘,',vt%';qﬁ?gﬂ,gﬁﬁ g\c;|ae” gtl;llltla is also
J type nut and cap fit all existing Slim Chuck.
J type Nut Code No. Wrench ﬁ
o , Style SK SKT/MDSK Cap Code No. Code No.
g cap SK 6(¢18) | SKN- 6J* S ' )
SK 6(019.5) | SKN- 6WBJ| MDSKN- 6J | 0 33,4,42,5,6 IR
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
et CoolantGroove K16 SKN-168) | MDSKN-1gy | 167,8,85,10,103,12,125, 14,16, 16|  SKJL-16
SK20 SKN-20BJ | MDSKN-20BJ
ﬂ m N SKN-25) | MDSKN-25) | 258,10, 12,16,17.5, 20, 5 1.
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 * 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.

B Handle for Milling Chuck B 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=¢p18mm) | SKL-6 NPU 8 NPUL- 8

C12 (C1=¢33mm) | 9HC12A SK6 (C=¢19.5mm) | SKL-6W NPU13 NPUL-13
C16 9HC16 SK10 SKL-10
C20 9HC22 SK13 9HC12A

C25 (C1=¢55mm) | 9HC22 SK16 9HC16

C25 (C1=¢p60mm) | 9HC25 SK20 9HC22

C32 (C1=¢64mm) | 9HC25 SK25 9HC22

C32 (C1=¢69mm) | 9HC32
C4a2 9HC42
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A ADJUST SCREW for SLIM CHUCK

The adjust Screw for the High Speed Slim Chuck “GSK-P type” is identical to the Standard Slim Chuck as below.
e.g.The adjust Screw for BT30-GSK10-45P is SKG-12S, is the same as the screw for BT30-SK10-45.

A= T N s : L
N Sy AU i
Fig1 ©° Fige ¢ 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.g. - @
e.g. - ' F None, A : Centre hole indication
None, -J : Symbol of adjust screw used with J type nut (Fig.5) H : With centre hole
8 S

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

Symbol of adjust screw

Style |AdIUSLSCTEW g | Slim Chuck Code No. Style |Screw Size| AQIUSLSCreW | g |Hole Cutter Stark Wvenon
SK 6 SKG- 8 1 | All SK6 Slim Chucks SK10 M2 SKG-12H ol b6~ 3
SK10 SKG-12L 1| Al SK10 Slim Chucks except below SKG-12HA $2.5 b4~ 2

SKG-128 2 | BT30-8K10-45, HSK50A-SK10-90, HSKG3F-SK10-90 SK13 | Mi5P1.0 SKG-15H (ol 6~ 3
SK13 SKG-15 1 | All'SK13 Slim Chucks ' SKG-15HA 25| ¢~ 2
SKG-18L 1 | All SK16 Slim Chucks except below W12 SKG-12H o4 6~ 3
SK16 SKG-12 2 | BT30-SK16-90 SK16 SKG-12HA $2.5 b4~ 2
SKG-12L 1| BT30-SK16-60 Mg pis5 | SKG-18H g [$72] 010~ 6
SKG-18S 2 | BT40-SK16-60 SKG-18HA ¢35 ¢S5~ 3
SKG-22 1| All SK20 Slim Chucks except below M2 SKG-12H o4 | b~ 3
SK20 SKG-12 2 | BT30-5K20-90 SK20 SKG-12HA 925| ¢4~ 2
SKG-12L 1 | BT30-SK20-75 M22P1.5 | SKG-22H $8 | ¢10~ 5
SKG-128 2 | BT30-8K20-60 Mi2 SKG-12H o4 | b~ 3
SKG-28 1| Al SK25 Slim Chucks except below SK25 SKG-12HA $25| ¢4~ 2
SK25 SKG-12 2 | BT30-SK25-90, BT40-SK25-75 | M28P20 | SKG-28H o12] 916~ 8
SKGAZME | 2 | NCsdp-5Kes-40 v o o b s
*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
scfew for High Pressure Coolant Slim jChuck Style Adél‘;ztes':;ew Fig. g?;e Cultgi:hank Slim Chuck Code No. V\xmﬁh
e.g.[ska|[10] - [10][Ha][B] - SK 6| SKG b- GHG 25| ¢4~ | Al SK6C/SKEF Slim Chucks 2
e KG10-10H 4 ~ ) 4
gﬁsﬁk‘éﬁ’yjﬁi‘ﬁf{?&g ] D S (;2_5 $2~ All SK10C/SK10F Siim Chucks :
ety sall g e, SK13 g&g]g}g:g 1 q)q;f‘s $g~ All SK13C/SK13F Slim Chucks Z
. 1031“23”:?'2‘:: hg‘;:\:/ezisz‘;re coolant SKG16-12HG Al SK16C/SK16F Slim Chucks except below
6, 10, 1é, 25 : Slim chuck style SKG16-12HGB BT40-SK16F-90
Symbol of adjust screw 072/ olo~ HSK40A-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
SLOCK tool BT, MIT and MAT) 2L0CK tool TR Fikls i o ey
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-SK16C-75
The adjust screw for BT40-SK16F-90 is same as the SKG20-18HG All SK20C/SK20F Slim Chucks except below
adjust screw for MBT40-SK16F-90 and SKG20-12MFHG NC5-46-SK20C-90, NC5-53-SK20C-90, HSK63A-SK25C-135
NBT40-SK16F-90. SKG20-12HG NC5-46-SK20C-120, NC5-53-SK20C-120, NBT30-SK20C-90
Please refer adjust screw for oil hole holder. SK20 68| 10~ |HSK100A-SK20C-150, -200 5
SKO1="P.111, MOK =~ 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 | || " [BTAO-SK25C-90, NC-63-SK25C-135 6
NC5-85-SK25C-135, NBT40-SK25C-90
SKG25-18HGE HSK63A-SK25C-135, HSK100A-SK25C-145, NBT40-SK25C-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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http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-18H
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-18HA
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-18L
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-18S
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-28
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG-28H
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG10-10HG
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG16-10HG
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG16-12HG
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+SKG25-18HGE
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A 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.
‘ L

3 Times Larger
Chucking Power

e— £ —

Chucking Length (£)
p NPU 8:18.8mm

¢ NPU13 : 26.5mm
- PAT.
TAPER Code No. Chucking Dia D MIN. L NIAX Weight (kg)
No.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 -NPU13- 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 1225 3.9
-170 175.5 182.5 4.3
No.50 -NPU13- 90 97.1 108.1 41
-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 Holel=== 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

Style Code No. Chucking Dia

L Weight
MIN. | MAX. (kg)

@ D32-NPU 8 0.3~8 65.5 725 0.9
\ -NPU13 1~13 84.5 96.5 14
\ D42-NPU 8 0.3~8 55.5 62.5 12

L ¢D -NPU13 1~13 795 915 17

D'N PU \\Q *¢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 H1 C 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 4.0, 4.4

*Each Drill chuck Adapter is supplied without drill chuck.

% For high speed and high accurate application, Slim Chuck =" P.37 is highly recommended.
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A SIDE LOCK HOLDER “A” TYPE tor Exo My

G Mi2 h [—H— G EJl
‘JDADC
— |
Fig.1
SL,SLA
B Taper contact area of more than 80% ensures reliable cutting with no chattering.
TAPER Code No. D L C H h MIN E1MAX 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 Mi14 P=1.5 | 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 1665 | 16 40 | 23 Al 1.7
-SLA20-90 20 1.8
SLA25:90 | 25 | 90 | 0 | 24 | 21 | g5 go |[MI4P=15 ], 1.7
-SLA32-90 32 60 25 25 M16 P=1.5 1.9
BT50-SL _ 6-75 6 20 15 M 6 4.3
(IT50)-SL__ 8-75 8 24 M 8 4.3
-SL 10-75 10 75 30 16 = = 1 4.3
-SL 12-75 12 35 20 M10 4.3
No.50 -SL_16-75 16 40 23 4.5
-SLA20-105 20 4.8
SLA25-105 | 25 | 105 | 20 | 24 | 21 | 55~ 70 | MI4 P15 | , 4.7
-SLA32-105 32 60 25 25 65~ 80 M16 P=1.5 4.9
-SLA42-115 42 115 90 30 32 85~100 M20 P=2.0 | 2 6.6
% Code No. of Side Lock Holder for Combination Shank is DM. 1
*Tl?e ?Jot?e :\Jlo.olf gergfe Th?ouZL groolgr?: t;/g:tilg EISLOag”. E;?’PJOG BTso:Bll\\nng%_a:.} gg
A/ SIDE LOCK HOLDER “B” TYPE (for DRILL) NIKKEN
SLB M Taper contact area of more

than 80% ensures reliable drilling
with no chattering.

Socket Socket

MT. No. D —
ﬂW% ‘«H‘a MT.No
St ab —oC D - “’TD‘Q)&D
—»|Hole
L .
TAPER Code No. D L MIN.~MAX_ H C W DSA Socket-MT.No. | Weight (kg)

-SLB35-135 35 135 147~182 585 60
-SLB48-165 48 165 181~227 65 80

No.30 | BT30-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 | 5 | DSA26-MT1,MT2 e
Nog | BTACSLB26-105 | 26 | 105 | 117~142 | 40 | 50 | 5 | DSAZGMTIMTZ -
' -SLB35-135 | 35 | 135 | 147~182 | 55 | 60 | 6 | DSA35-MT2,MT3 L
BT50-SLB26-105 | 26 | 105 | 117~142 | 40 | 50 | 5 | DSA26-MT1,MT2 28
-SLB35-120 | 35 | 120 | 132~167 | 55 | 60 | 6 —

No.50 DSA35-MT2,MT3 23
6 5.6

8.4

8 8.1

DSA48-MT3,MT4
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A/ \ORSE TAPER ADAPTER A TYPE

L—| MT.No.
M Taper contact area of r /,f c
more than 80% ensures @ giq;D%
high repeatability run- &5 e T
out accuracy. i‘ﬂ]ﬂ Fig. 1

19

MTA
Fig. 2
TAPER Code No. MT. No. D L G 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 %0 66 2 12
-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)-MTA1-120 065 120 2 13
-MTA2- 60 60 1 1.1
2 17.7 2 .
No.40 -MTA2-120 80 120 3 i 2 1.4
. -MTA3- 75 75 1 1.2
-MTA3-135 3 23825 135 40 84 2 1.8
-MTA4- 95 95 1 1.4
-MTA4-165 4 81267 165 50 124 2 2.4
BT50-MTA1- 45 45 1 40
(IT50)-MTA1-120 1 12.065 120 25 5.6 » 43
-MTA1-180 180 4.3
-MTA2- 45 45 1 4.0
-MTA2-135 2 17.780 135 32 6.6 ’ 4.4
No.50 -MTA2-180 180 46
-MTA3- 45 45 1 3.9
-MTA3-150 3 23.825 150 40 8.4 » 4.7
-MTA3-180 180 4.9
-MTA4- 75 75 1 4.0
-MTA4-180 4 31.267 180 50 124 2 5.4
-MTA5-105 5 44.399 105 65 16,5 1 46

*Centre through type MT Adapter has different dimensions.
*Flange through type MT Adapter has different dimensions.

For high pressure coolant through, please use Milling Chuck ==~ P.29,
Slim Chuck ==~ P.37 or Side Lock Holder ==~P.46 instead of MT Adapter.

A/ straight Shank MORSE TAPER SOCKET

Suitable for MULTI-LOCK Milling Chuck

/ Style Code No. L L1 C C1
N K20-MT1, MT2 59,705 5,20 20 | 25
(25) | K25-MT1, MT2 59,705 3,105 | 25 | 29

(32) | K32-MT1, MT2, MT3 59,705,838 | 3,852 | 32 | 37

K-MT K42-MT1, MT2, MT3, MT4 |59, 705,89, 1135 55,518 | 42 | 48
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A/ WORSE TAPER ADAPTER B TYPE with DRAW BOLT

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

without vibration.
P!
-

19

MTNo. Fig. 2
Pull stud draw bolt type.
TAPER Code No. MT.No. D L C C1 G Fig Weight (kg)
BT30-MTB1- 45 1 12.065 45 25 10 M 6X1 1 0.8
No.30 -MTB2- 25 2 | 17780 | 25 | 82 | _ | MiOX15 | , 08
-MTB3- 80 3 23.825 | 80 40 M12X1.75 1.0
BT40-MTB1- 45 1 12.065 | 45 25 10 M 6X1 ’ 1.0
No.40 -MTB2- 60 2 17.780 | 60 32 13.5 | M10X1.5 1.1
0. -MTB3- 45 3 | 23825 | 45 | 40 | _ | miexizs| 1.1
-MTB4- 85 4 31.267 | 85 50 M16 X2 1.3
BT50-MTB1- 45 1 12.065 45 25 10 M 6X1 3.9
-MTB2- 45 2 17.780 32 16 M10X1.5 3.9
No.50 -MTB3- 60 3 23.825 | 60 40 18 M12X1.75 | 1 3.9
0. -MTB4- 75 4 31.267 | 75 50 20.5 M6 X2 3.9
-MTB5-105-M16| . |, 0| .o oo | _ 4.2
-MTB5-105 ' M20X2.5 2 4.0
::\\A%Erlgée{'g;)e'::g/:\jj;i)feligpg?;jpzi:]s?llipsfgzgirﬁvl‘éiz.og.need the special pull stud. The pull stud is optional accessory. When ordering, please specify the pull stud code number.
B PULL STUD for MORSE TAPER TAPER | Standard pull stud Code No. [  MTB2 MTB3 MTB4 MTB5
ADAPTER B TYPE PS- 16 PS-27 PS- 32 = —
No.30 - 17 -28 - 33 — =
PS- 1 — PS- 7 PS- 8 —
- 2 — - 29 - 10 —
No.40 - 08-1 — - 017 -018 —
- P5-1 = - P51 - P52 =
MT No DRAW BOLT - G51 _ -G56 -G57 _
MT 2 M10x1.5 - 805 _ -872 -873 _
MT 3 M12x1.75 PS- 5 — — PS- 57 | PS-15*
MT4 / MT5 | M16x2 No.50 - 6 — — - 65 -61*
MT 5 M20x%2.5 -0 — — - 016 -06™

*For standard pull stud Code No. Please refer ==~ P.261.
% The other type of pull stud is available, please specify the pull stud Code No.

A SLEEVE for NT40 TOOL

* The screw of the pull stud marked 3 is M20.

A\& G screw T '\5‘0 NT-40

$44.45 9D

. “ ' 4 J

T i a0y

TSA P,
Code No. L D G Weight (Kg)

BT50-TSA40M-75 75 20 M16P =2 4.6
(IT50) -TSA40U-75 %-11UNC 4.6

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

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

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

‘ L
,—\— /..:. Tap Collet

2
L

[ e —
& s_/ —\.L Fi1 Float F2
'\'%\ — Compression Tension +
TAPER Code No. Tapping Capability p| L | ¢ ot Tap Collet | Welght
M U P Fi | Fe (kg)
NU 30 BT30-ZL 8-110*' | M 2~ 8 | 1/8~1/4 = 13 | 110 | 34 | 3 3 (ZKN 8)* 1.5
) -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
IT40)- - 1 1.
(IT40)-ZL12-100 M 2~12 | 1/8~1/2 | Pii6~14] 19 20| 5g :
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 33
-ZL38-190 M18~38 | 3/4~13/8| P3/8~1 | 45 | 190 | 92 | 8 | 10 ((ZKN38 ) 6.0
BT50-ZL 8-130*' | M 2~ 8 | 1/8~1/4 = 13 1130 | 34 | 3 3 (ZKN 8)* 4.2
(IT50)-ZL12- 85 85 3.4
M 2~12 | 1/8~1/2 |P1/16~1/4] 19
-2112-130 130 | %] 5 | 4 43
No.50 -ZL16-135 | M 3~16 | 1/8~5/8 | P1/8~3/8| 25 | 135 | 60 46
-Z1L24-100 100 4.5
M 8~24 | 12~ 1 | P1/4~5/8| 30 73 | 6 7
-2124-142 142 5.8
-ZL.38-150 M18~38 | 3/4~13/8| P3/8~1 | 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 175~ P.51 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, 7=~ 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.
— ] N 1 Proaram of AutoeDenth Control T r Chuck When using ZL Tapper Chuck, please
.'H'.?.'?.'..EQ.'DF..,Fsgtrg;iig 0gram 0 uto (ZeE) Contro appe Chue A make sure of the following program.
NO. 1 M08 S——; Spindle Rotating L .
NO. 2 GOO X——Y—Initial Point G04 P —;—Threads are made only by Spindie
NO. 3 GO0 Z—; R Point Thus, exact depth is controlled.
R Point NO. 4 GO01 Z—F——;ZPoint
NO. 5 G04 P—; Dwell MO5 ; Spindle stop.
NO. 6 MO05 Spindle Stop Firet 4 Soindle R )
i H Irst comman Inale neversing.
NO. 7 Mo04 _ Spindle Reversing Mo04 ; Then, upward moE/ement of Z. i
Z Point NO. 8 GO1 Z—; R Point upward movement of Zis
o NO- 9 W05 Spindie Siop o ovemeti
®reesigl NG 10 GOO  Z—— MO3; Initial Point, Spindle Normal Rotating GO1Z ;) tapand up movement of Z may

cause breakage of tap.
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A FLOATING TAPPER CHUCK

Suitable Tapper Chuck for Conventional M/C

M More convenient in tapping, thanks to stable torque and slim body w
W Good Run-out, No Pull-out and No Tap Breakage with NIKKEN Tapper Chuck -
Ideal for Unmanned System
W With the axial floating system | - Tep Golex
. @@Tap
. o0
“h |
G S — i; ®C
| e J
_—\ F1 FILat F2
- Compression Tension +
TAPER Code No. Tapping Capability Dl L|c oo Tap Collet | Weight
M U P Fi | Fz (kg)
No.30 BT30-Z 8- 90*' |M 2~ 8| 1/8~1/4 — 1390 | 23 33| 5 | 15 (ZKN 8 )" 1.2
. -Z12-105  [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
TO-212- 801y > 15 1ig~12 | Pit6~14| 19 || a2 | 45| 15 '
No.40 -212-130 130 15 16
- -216-109 M 3~ 16| 1/8~5/8 | P1/8~3/8| 25 |109| 39 | 55| 8 | 20 (ZKG16) 2.0
-224-100 100 68 | 10 2.1
SN M 8~ 24| 12~ 1 | P1/4~5/8| 30 1g7] 46 53| 20 20 0
-238-140 M18~ 38| 3/4~13/8 | P3/8~ 1 | 45 [140| 78 | 85| 8 | 22 (ZKN38) 6.7
BT50-Z 8-105*' (M 2~ 8| 1/8~1/4 — 13 |105| 23 [ 33| 5 | 15 ZKN 8 "' 4.2
(IT50)-212-130 130 4.3
-212-175  |M 2~ 12| 1/8~1/2 |P1/16~1/4| 19 |175| 32 | 45|15 | 15 48
-212-220 220 5.0
No.50 -216-135 M 3~ 16| 1/8~5/8 | P1/8~3/8| 25 |135| 39 | 55| 8 | 20 (ZKG16) 5.2
-224-142 142 5.8
224187 M 8~ 24| 12~ 1 | P1/4~5/8| 30 = 46 | 63|20 | 20 oo
-738-175  |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 |/ |110| 10 | 25 (ZKN65) 9.0
*In Case of IT40, IT40-Z8-95*' and 1T40-Z24-125 are standard. *In Case of IT50, IT50-28-105*", IT50-238-187 and IT50-265-165 are standard.

*Marked *1 Z8 Tapper Chuck and ZK8 Tap Collet are available as semi-standard.
*Please refer 175~ P.51 (ZKG) ~P.52 (ZK) for ISO, IMPERIAL, DIN Tap Collet, [Z5 P.53 (ZKG) ~P.54 (ZKN) for JIS Tap Collet, and [~ P.55 for Long Size Tap Collet.
*Marked *2 () dimension is for M65 or more size of ZK Tap Collet.

4 f N\
@ 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. - %\’}&K
(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.

J

50



To Order Contact: Exact Tooling / www.exacttooling.com / sales@exacttooling.com / 888-988-8820

’/ ONE ToucH TAP GOI-I.ET (ISO, IMPERIAL, DIN)

M Can be used with all NIKKEN Floating Tapper Chucks.

M Setting and Removal of Tap can be done in o0
ONE TOUCH. N * = w
M Torque Limitter Mechanism built-in. e L j—U'JJL

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

L

Tapping ZKG12 ZKG16 ZKG24
Capacly| pp~5 [M6~12 | M3~5 [M6~12[M14~20 | M8~12|M14~20[M22~24
D2 19 25 30
Ds 32 39 46
D4 13 19 13 19 26 19 26 ‘ 32
H 54.5 55 64.5 65 66 73 74
! H1 30.5 31 37.5 38 42 45 48
®D1 D1 ®D1
N o] T | | CZKG16) o] I || CZKG24 D |« =
Code No. D | Di | W | ¢ Code No. D | Di| W | ¢ Code No. D Di | W | ¢
ZKG12-28 2 25| 2 74 ZKG16-4S 4 4 | 315| 93 ||ZKG24-12S 12 9 |71 | 129
-38 3 [315] 25 | 79 -5S 5 5 | 4| 97 -14S 14 | 112 9 | 130
-48 4 4 [315]| 83 -6S 6 | 63| 5 | 102 -16S 16 | 125 | 10 | 136
ISO -58 5 5 | 4 | 87 -85 8 8 | 63| 106 -18S 18 | 14 |11.2| 145
Metric -6S 6 | 63| 5 | 92 -10S 10 | 10| 8 | 113 -20S 20 | 14 |[11.2] 145
-8S 8 8 | 63| 9 -12S 12 | 9| 71| 121 -22S 22 | 16 |125] 145
-108 10 | 10 | 8 | 103 -14S 14 | 11.2] 9 | 122 -24S 24 | 18 | 14 | 155
-128 12 | 9 |71 | 111 -16S 16 | 12.5| 10 | 128
ZKG12-1/8PS 9728 | 8 | 6.3 | 87 | |ZKG16-1/8PS | 9.728| 8 | 6.3 | 97.5 | [ZKG24-1/4PS [13.157| 10 | 8 | 110
ISO -1/4PS | 13.157| 10 | 8 | 1035 3/8PS  |16.662| 125 | 10 | 116
Pipe -3/8PS 16.662| 12.5| 10 | 109.5 -1/2PS  |20.955| 16 |12.5| 122
-5/8PS  |22.911| 18 | 14 | 124
ZKG12-1/8S(No.5S) [3.175|3.15| 25 | 78 ZKG16-1/85(No.5S)| 3.175| 3.15| 2.5 | 88 ||ZKG24-1/2S 12.7 9 |71 ] 129
-No.6S 3.505(3.55| 2.8 | 80 -No.6S | 3505|355 28| 90 -916S  |14.288| 112 | 9 | 130
-No.8S 4166 | 45 | 3.55| 82 -No.8S | 4.166| 45 | 355 92 -5/8S 15.875| 125 | 10 | 136
-3/168(No.108)[4.762 | 5 | 4 | 86 -316S(No.10S)| 4.762| 5 | 4 | 96 -3/4S 19.05 | 14 |[11.2] 145
TR -No.128 548 | 56 | 45 | 90 -No.12S | 548 | 56 | 45| 100 -7/8S 22.225| 16 |125| 145
BSW -1/48 635 [ 63| 5 | 90 -1/4S 6.35 | 63| 5 | 100 -18 254 | 18 | 14 | 155
BSF -5/16S 7937 8 | 63| 95 -5/16S 7.937| 8 | 6.3 | 105
-3/88 9525| 10 | 8 | 101 -3/8S 9525| 10 | 8 | 111
-1/168 11.112| 8 | 6.3 | 108 -716S  |11.112| 8 | 6.3 | 118
-1/28 127 | 9 | 7.1 | 111 -1/2S 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_ |16.66213.77 |10.31[106.388
Pipe -3/8PB | 16.662| 13.77/10.31/99.888 -1/2PB  [20.955|17.45|13.08|114.5
-5/8PB  |22.911/20.32| 15.3 | 114.5
ZKG12-2D(DIN352) | 2 | 2.8 | 21 | 72 | | ZKG16-4D(DIN371)] 4 | 45| 3.4 | 102 | [ZKG24-12D(DIN376)| 12 | 9 | 7 | 150
-3D(DIN371) | 3 |35 |27 85 -5D(DIN371)| 5 6 | 49| 107 -14DDIN376)] 14 | 11 | 9 | 145
-AD(DIN371) 4 45 | 34 | 92 -6D(DIN371)[ 6 6 | 49| 117 -16D(DIN3T6)[ 16 12 9 | 145
-5D(DIN371) 5 6 | 49 | 97 -8D(DIN376)[ 8 6 | 49| 127 -18D(DIN376)| 18 14 | 11 | 158
DIN -6D(DIN371) | 6 | 6 | 49 | 107 -8D7(DIN3T)] 8 | 8 | 62| 123 -20D(DIN376)] 20 | 16 | 12 | 168
Metric -8D(DIN376) | 8 | 6 | 49 | 117 -10D(DIN376)] 10 | 7 | 55| 134 -2D(DIN3T6)| 22 | 18 |14.5| 166
-8D7(DIN371) | 8 8 | 6.2 | 113 -10D7(DIN71)| 10 | 10 | 8 | 131 -24D(DIN3T6)| 24 | 18 |14.5| 186
-10D(DIN376) [ 10 7 |55 | 124 -12D(DIN376)] 12 9 7 | 142
-10D7(DIN371){ 10 10 8 | 121 -14D(DIN376)| 14 11 9 | 137
-12D(DIN376) | 12 | 9 | 7 [ 132 -16D(DIN376)| 16 | 12 | 9 | 137
ZKG12-1/8R(DIN353)| 9.728 | 7 | 55 | 92 | | ZKG16-1/8R(DIN3SS)| 9.728 | 7 | 5.5 | 102.5| |ZKG24-1/4R(DIN353)| 13.157| 11 | 9 | 105
F?i":e -14RDIN3S3)| 13.157] 11 | 9 | 985 -38ROINSE)| 16.662] 12 | 9 [ 112
-3/8R(DIN353)| 16.662| 12 | 9 | 1055 -1RR(DIN353)| 20.955| 16 | 12 | 116
*Long size TAP Collet is available. 175~ 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
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com / 888-988-8820

A 1K TAP COLLET so, mpera. om

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

M Torque Limitter Mechanism built-in.
Safe Torque o
Setting Nut e =
T T
. 1
=T [] —e— Byl
Rotary " Fig.1 " Fig.2
Taper Cone : ’ ‘ ‘ ! ‘
Total length “£” is calculated as; ZK8 | ZK38 | ZK65
Spring £=Tap length-£1 + H 5
4 13 45 68
New Tap Clamp System Ds 23 78 110
ZK H: 6.5 12 13
ZK8 type is semi-standard. H 29.5 64 89
D1 ®Ds D1
SPEC.
CodeNo. | D | D1 | W | & Code No. D | Di | W| & Code No. D | Di |W | &
ZK8-28 2 | 25| 20225 ZK38-188 18 | | 110l 4 ZK65-368 36 | 25.0 | 20.0| 58
-38 3 |3.15| 25 | 235 -208 20 ' 1 -398 3 | oon lma | g
-48 4 | 40 |3145|245]2 -228 22 | 16 |12.5| 46 -428 42 ] '
1SO -58 5 | 50| 40 |255 -248 24 | 18 | 14 | 48 -458 8o lomal @
Metric -68 6 | 635025 -218 27 -488 48 ' ' 2
-308 30 20N NIGRIN -528 52
-338 33 |224| 18| 56 |2 -56S = i i
L) g5 s A 8d 22: 22 400|315 71
1SO ZK38-3/8PS | 16.662 | 12.5| 10 | 34 ZK65-11/4PS | 41.910 | 31.5| 25 | 51
Pipe -1/2PS | 20.955| 16 | 125| 38 | 1 -11/2PS | 47.803
-5/8PS |22.911| 18 | 14 | 40 -13/4P§ | 53.746 85| 28 ) %52
ZK8-No.28 A P P -3/4P§ | 26.441| 20 | 16 | 46 - 2PS|59614| 40 | 315| 62
-No.3S 2515 | ' -7/8PS | 30.201| 22.4| 18 | 48 |2
-No.48 2.845 -1PS |33.249| 25| 20 | 50
-No.58(1/8S) | 3.175 315| 25 235 ZK38- 3/4S | 19.050| 14 | 11.2| 44 ZK65-11/28 | 38.100| 28 | 22.4| 60
— -No.6S 3.505| 3.55| 2.8 2 - 7188 | 22205/ 16 | 125| 46 |1 -13/48 | 44.450 | 315| 25.0| 65
BSW -No.8S 4.166| 4.5 |3.55 | 245 - 18 |25400] 18 | 14 | 48 - 28 [50800| 355|280/ 68 |2
BSF -No.1083/165) [ 4.826| 5.0 | 4.0 . -11/88 | 28575 20 | 16 | 54 -21/48 | 57.150 Ay e
-No.128 5480| 56 | 45 : -11/48 | 31.750(22.4 | 18 | 56 |2 -21/28 | 63.500| '
-1/48 6.350| 6.3 | 5.0 | 265 -13/88 | 34.925| 25 | 20 | 58
ZK38- 3/8PB | 16.662| 13.7710.31 33.7 ZK65-11/4PB | 41.910 | 33.32| 25.0| 51
-1/2PB | 20.955(17.45/13.08 39.9 | 1 -11/2PB | 47.803 | 38.10|28.57| 50 5
-5/8PB | 22.911(20.32 15.3 | 39.5 -13/4PB | 53.746 | 41.28(30.94| 62
- 3/4PB | 26.441(23.01|17.3 | 435 - 2 PB| 59.614|47.63|35.71| 56
';‘fPER'AL - 7/8PB | 30.201(27.76| 20.6 | 45.1 | 2
pe
- 1PB | 33.249|28.57| 21.4| 46.6
ZK8-2D oona) | 2.8 | 21 | 235 ZK38-18D 1800376 | 14 | 11 | 44 ZK65-36D 36037 | 28.0 | 22.0 | 59
-3D so | 35 [ 27 [, 200 |20mm| 16 | 12 | 45 |, 390 130 | 0y 1 ogo | 61
-4D 40031 | 45 | 3.4 ' ) -22D 22(0in376) 18 |145| a7 -42D 42(0in376) : ’
-5D 5(0n371) -24D 24(0in376) ' -45D | 45(0n37) 26.0 | 200 | 69
o -6D 6037 | 6.0 | 4.9 | 265 27D 270037 | 20 | 16 | 53 -48D 4800378 | ’ 2
Metric -8D 800n37e -300 |30 | 22 | 18 | 55 |, -52D | 52009 | 40.0 | 32.0 | 72
-33D 330037 | 25 | 20 | 57 -56D 56(0in37)
-36D 3600376 | 28 | 22 | 59 -60D 600n37) U
-64D | p40na) | 50.0 | 39.0| 78
ZK38-3/8R | 16.662| 12 | 9 | 33 ZK65-11/8R | 35:838 | 28.0 | 22.0| 51
-1/2R | 20.955| 16 | 12 | 37 |1 -11/4R | 43:219 | 32.0 | 24.0| 53
-5/8R | 22.911| 18 | 14.5] 39 -13/8R | 13:323 5
DIN -3/4R | 26.441| 20 | 16 | 45 2R | %35 | o | 290l 55
Pipe -7/8R | 30.201| 22 | 18 | 47 |2 -13/4R | 83728 | T '
-1R 33249 25 | 20 | 49 - 2R | %584

% 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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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ ONE TOUCH TAP COLLET us,

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.
B Rotary Bearing Cam Mechanism
The ZKG tap collet can response very smoothly for the
change of the tapping torque.

Torque Curve of NIKKEN Tap Collet

|
Tap Breakage Torq‘ue ‘
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—

19

obeyealg 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.

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

38}

Ds: Dimension

ZKG12:32mm stainless as an option. e.g ZKG12-4HT
ZKG16:39mm The ZKG tap collet is not interchangable with ZKN
ZKG24:46mm e ap collet Is not Interchangable wi

tap collet.

CodeNo | D« | H |Hi | £ CodeNo [Da| H |Hi| £ CodeNo [Dsa| H |Hi| £

ZKG12- 2 72 | ZKG16- 3 855 | ZKG24- 8 111

-3 75 -4 13 | 64.5|37.5|90.5 -10 19 | 73 | 45 | 116

4 1315451305 =g, 5 95 12 122

-5 88 -6 100.5 14 123

Metric - b o -8 |19 |65 |38 |1 16 | 128

& - 8 10 | 5 | a1 | 10 109 18 74 | 45 128

-10 99 12 115 -20 136

12 105 14 116 -22 141

5 2 | 66 | 42 (oo 4 32 o

ZKG12-1/8 75 | ZKG16-1/8 855 | ZKG24-1/2 | 19 | 73 | 45 | 124

Unified -3/16 13| 5451305 g5 3 | 084375 g5 -9/16 125

“'U'e -1/4 90 -1/4 100.5 58 | 26 129

L) 5/16 935 -5/16 104 -3/4 74 | 48 [137

5 f;_’ . -3/8 19 | 55 | 31 | 99 -3/8 19 | 65 | 38 | 109 -7/8 3 141

niis 7116 103 1116 113 -1 149

Standard

: K773 107 12 17
Whiteworth -9/16 18
(W) - 26 | 66 | 42 5

pipe | ZKG12-1/8P 19 | 56 | 32 | 83 | ZKG16-1/8P | 19 | 665] 39 | 93 | ZKG24-1/4P | . 104

(PT) -1/4P 2 | 60 | 36 | 89 -1/4P 97 -3/8P 105

(PS) 1/16P | 19 | 56 | 32 | 815 ap | 20|68 M g ARP | o, CN I Ty,

(PF) A/6P-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 1z5~ 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.
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To Order Contact: Exact Tooling / 888-988-8820

A TKN TAP COLLET o

ZKN Tap Collet

www.exacttooling.com /| sales@exacttooling.com /

B High Accuracy, Quick Response and Long Tap Life.

M 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.

19

Rotary Bearing Cam

Safe Torque Setting Nut

New Tap Clamp System

Rotary

Taper Cone All size for ZKN8

Larger equal to ZKN38-27

All size of ZKN65

Fig. 2

: The tap collet fot the unified
thread is also available. (U,W)
138, 112, 158, 132, 178, 2, 2112,
2172, 234, 3, 372, 3112, 334

Smaller equal to ZKG38-24

T ZKN38 ZKN65
M18~24 \ M27~36 | M36~65 | M68~100
D, 23 78 110 125
D, — 56 | — — —
ZKNS8 is semi-standard.
Code.No Ds | H | Hi 2 Code.No Ds | H | Hi 2 Code.No Ds | H H1 2
ZKN 8-2 50 | ZKN38-18 117 | ZKN65- 36 179
-3 55 -20 121 - 39 187
4| 13 295 | g5 | 55 2 | %% 7 Oa - &2 189
-5 64 -24 133 - 45 194
. -6 66 27 142 - 48 198
Mg\;r)'c -8 73 -30 145 2 | %890 s
-33 45 | 64 | 12 | 153 - 56 212
-36 161 - 60 222
-38 121 - 64 | 229 |
- 65 229
- 68 254
ZKN 8-1/8 55 | ZKN38-3/4 122 - 72 g4 | o1 | o5 | 254
Unified -3/16 | 13 |295| 65 | 64 -7/8 32 | 61 | 17 | 130 - 80 264
) -1/4 66 -1 138 -100 274
or -11/8 145 | ZKN65-1P 127
o 11/4 | 45 | 64 | 12 | 153 -11/8P 135
British
S -13/8 161 -11/4P 139
Whiteworth -13/8P i
W) -11/2P | 68 | 89 | 20 | 144
-15/8P 144
ZKN38 -3/8P | 26 24 | of -13/4P 144
Pipe -1/2P 61 100 -2P 149
i B8P | 7 o 21/4P 159
(PS) -3/4P 103 -21/2P 174
(PF) -7/8P | 45 | 64 | 12 | 106 -23/4P | 84 | 94 | 25 | 174
-1P 109 -3P 174

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

The Code No. of tap collet for M95 to M100 is ZKN65-100N.
% The internal mechanism of the tap collet for the left handed tap is different from

the standard one. Please use the special tap collet for the left handed tap.
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com / 888-988-8820

A/ LONG SIZE ONE TOUCH TAP COLLET (so,

ZKG-L

JAPAN PAT.

Hi

19

|
h JT Tj
\\r” - _ - % 7¢D4 - .
¢ w m
| ) |
(1ISO)
Code.No Ds| H|Hi | 2 Code.No Ds | H | Hi 2 Code.No Ds| H| Hi | £
ZKG12- 35- 500 129 | ZKG16- 3S- 500 130 | ZKG24- 8S- 500 164
T4S- 50L | 13 |1045|805 [ 133 T4S- 50L | 13 |1145 875 [ 143 10S- 50L | 19 | 123 | 95 | 171
55 50L 137 55 50L 147 125 50L 179
65 50L 15 - 65 50L 152 -145- 50L 180
85 50L 146 -85 50L 156 165 50L 186
50mm Long qos-s0L | 0|19 8 53 qos-soL | 0110 88 g 18s- 500 | 2 o0 | o5 19
125 50L 161 128 50L 71 -208- 50L 19
145 50L 72 -225- 50L 19
6s- 5oL | 20 | 118 % 47 205 50L | 2 205
ZKG12- 35-100L 79 | ZKG16- 35-100L 189 | ZKGZ4- 8S-100L 214
~4S100L | 13 |1545/130.5] 183 4S100L | 13 |164.5/137.5 193 08100 | 19 | 173 | 145 | 221
- 55-100L 187 - 55-100L 197 -125-100L 229
- 65-100L 192 - 65-100L 202 -145-100L 230
- 8S-100L 1% - 85-100L 206 -165-100L 236
100mm Long dosto0L | 0 |10 81 208 dos-tooL | 10| 165 198 53 18s-00L | 2 70 | 145 [ 2%
125-100L 211 -125-100L 21 -205-100L 215
14S-100L 22 -225-100L 215
A6s-100L | 28 | 166 | 192 508 2051000 | 255
A/ LONG SIZE ONE TOUCH TAP COLLET ws NIKKEN
ZKGL JAPAN PAT.
. fila H |

55

! )
T = b .
= ] =
| ” L
| 0 |
(JIS)
Code.No Ds| H | Hi | 2 Code.No Ds | H| Hi | £ Code.No Ds| H| Hi | 2
ZKG12- 3- 500 125 | ZKG16- 3- 50L 1355  ZKG24- 8- 500 161
“4-50L | 13 |1045| 805 [ 130 “4-50L | 13 |1145| 875 [1405 A0-50L | 19 | 123 | 95 | 166
- 5- 50L 138 - 5- 500 1485 12 50L 172
- 6- 50L 140 - 6- 50L 1505 14- 500 173
- 8- 50L 144 8- 50L 154 16- 50L 178
50mm Long om0 | 019 81 g q0-500 | 0|11 8 Hsg 8- 500 | 28 24| ag 178
12- 500 155 12- 500 165 -20- 50L 186
14- 500 166 -22- 50L 191
2
q6- 500 | 26 | 116 92 |97 28500 | ° 194
ZKG12- 3-100L 175 | ZKG16- 3-100L 1855 ZKG24- 8-100L 211
4100 | 13 |1545/130.5] 180 “4400L | 13 |1645|137.5[1905 A0-100L | 19 | 173 | 145 | 216
- 5-100L 188 - 5-100L 1085 42-100L 222
- 6-100L 190 - 6-100L 2005 14-100L 223
- 8-100L 194 ~8-100L 204 16-100L 228
100mm Long aotoor | 0] 1% 81 [Hgg do-tooL | 0 | 18] 138 g9 1000 | 28 7o | 14 1228
-12-100L 205 42-100L 215 -20-100L 236
14-100L 216 -22-100L 241
2
61000 | 20 | 166 | 142 5 244000 | ° 244




To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A \uT0. REVERSING TAPPER CHUCK

B As Self-Reversing Mechanism is built in Tapper Chuck body, this tapper is very
suitable for the operation that the main spindle rotates and reverses frequently.
MFloating Mechanism:With a built in Floating Mechanism, High Accuracy Tapping

Operations can be achieved.
M Tapping depth can be kept within £0.1mm.

I L
|

19

ZR | ]
Explanatlon of the Code No. - I %__ ¢C
(140 @ ! i
Z?Iii"&‘ifi‘.’f;’ 2 GECo
Shank No. Tapper Chuck No(ZéLeﬁg)on
TAPER | Code.No. |TapingCapabilty | 5 | ¢ | ¢y | H Float MAX.min-! | WeIght| o0 coliet
D Fi | F2 | F3 | Fa ' (Kg)
BT40-ZR 8*' | M3~ 8 | 157 | 43 | 23 | 55 1,500 2.6
No.40 -ZR12 M3~12 |17 |51 38|70 |60 | * || 2| °[ 100 3.7
-ZR20 M10~ 16 | 199 | 66 | 56 | 80 6 |7 | 4|14 600 48
BT50-ZR 8*' | M3~ 8 | 166 | 43 | 23 | 55 1,500 5.2
No.50 -ZR12 M3~12 | 180 |51 |8 |70 8 | *|° |2 ¥ 100 6.3
-ZR20 M10~ 16 | 208 | 66 | 56 | 80 6| 7] 414 600 7.5

*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, 1=~ P.52 for JIS Tap Collet, and I==~ 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.

N e 6
/ -—- >Q ? Initial Point
R Point
%/ STOP
Eigﬂng ‘ ‘ Z Point
\J 7 Point
® Start Tappmg Reachmg Reversing Tapping is
bottom finished
Program example of ZR Tapper Chuck
No.1 M03 S—— ; Spindle Rotating % ZR tapper can be fed one block at a time. Check
No.2 GO0 X-——Y——;lInitial Point correct positions at the point No.3-No.5 and input
No.3 Z—— ; R Point correct values.
No.4 GO1 Z——F———;Z Point *Allow about 15mm for distance between Z-Z'
No.5 G04 P—— ; Dwell:Only tap going to Z' Point (self-feed of the ZR tapper)
No.6 GOl Z——F——; 0ﬂ|y 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. ‘ ‘
L - 2
Eﬂﬁhﬁh o s B s
R @S @
NZ mTapCollet

— Compression ~ Tension +

Tapping Capability Float Weight
Style | Code. No. i = L di d dz —o (kgg) Tap Collet
NZ32-12-105 | M2~12 |P1/16 ~1/4| 105~125 | 19 45 5 15 1.3
@ 16125 | Mo~16 |PUB~38 | 125~145 | 25 | 32 | 85 | o | o | 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 | 20
-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 | (zke2a)
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To Order Contact: Exact Tooling
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/

www.exacttooling.com /

sales@exacttooling.com /

A/ SYNCHRONIZED TAPPING HOLDER tor 0% Sychonzsesd

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

this application.

M Tapping holder & Collet for 100% Synchronized Tapping

MFor JIS TAP Shank

MFor ISO TAP Shank

Tap Shank| SLIM SLIM

MILLING

Tap Shank

SLIM

SLIM MILLING

888-988-8820

Metric Tap| “nia ™| cHUCK | COLLET | cHUCK | KM COLLET Metric Tap| ;3 ™| CHUCK | COLLET | cHUck | KM COLLET

M 2 3.0 SK10- 3 M 2 3.0 SK10- 3

M 3 40 SK10- 4 M 3 4.0 SK10- 4

M 4 50 | gkqo | SK10-5 M 4 60 | SK10

M 5 55 SK10- 55 KM20- 55 M 5 6.0 SK10- 6 KM20- 6
6.2 10- 65 - 6.2 M 8 8.0

M0 7 SK13- 7 KM20- 7 MI0 | 80 | gqq | RIS 8 | oy | KM20-8

M12 85 | SK13 [SK13-85| C20 | KM20- 85 M12 10.0 SK13-10 KM20-10

M14 10.5 SK13-10.5 KM20-10.5 M14 120 SK13-12 KM20-12

M16 125 SK16-12.5 KM20-12.5 M16 16.0

M18 14| SK16 | SK16-14 KM20-14 M1 16.0 | SK16 | SK16-16 KM20-16

M20 15 SK16-15 KM20-15 M20 16.0

M22 17 KM32-17 M22 | 200

M24 19 c32 | _KM32-19 M24 | 20.0 cap | KM32:20

M27 20 KM32-20 M27 | 200

M30 23 KM32-23 M30 | 250 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 itn fine floating

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

OZMK-OM Tap Collet

Ta
TAPER Code No. CoII%t
BT40-ZH12CH- 80 | 80 2
105[ 105136 [ 15 | oraiso om
-135 | 135 18
-ZH16CH- 95 | 95 15
No.40 -120 | 120 | 45| 1.9 Slgm(ﬁs-om
-150 | 150 23
-ZH24CH-105 | 105 18 | spavoa
120 [ 12056 | 20 | o7nieon om
-150 | 150 24
BT50-ZH12CH- 90 | 90 3.9
135|135 | o, | 43 | ZMK12
-165 | 165 46 | 0ZMK12-0M
-200 | 200 5.0
-ZH16CH-105 | 105 42
-135 | 185 46 | ZMK16
No.50 165 [ 165 | *° [ 5.0 | 0ZMK16-0M
-200 | 200 55
-ZH24CH-105 | 105 44
435 [ 135] [ 50 | ZMK24
-165 | 165 56 | 0ZMK24-OM
-200 | 200 6.2

*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.

0ZMK12-0M 0ZMK16-0M 0ZMK24-0M
D[ M8 [M8MI2] M6 [M8-M12[MI4-Mi6| M12 | M14-Mi6 | M18-M24
D2 19 25 30
D3 28 36 42
Ds| 13 19 13 [ 19 | 26 19 [ 2 32
H| 16 20 21 29
H1 6 6 8
G_| M4-0.5 [ M6-0.75 | M4-0.5 | M6-0.75 M6-0.75 | M8-1.0
BMExample of RIGID TAP cycle
! ! No.1 MO3 S -+ ; Spindle Rotation
No.2G84.2 X - Y- Z+=+ R Foe g
Initial Point
Rigid Tap Cycle Z point *Feed
Initial point R point

R Point

Tapping
Depth

% F is calculated by Pitch of Tap and Spindle
Rotation Speed.
For example, in case of M10xP1.5 and
S400min' (Cutting Speed 12.6m/min.)
then F = 1.5mmx400min-! = 600 mm/min.
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’/ TAP COLLET without TORQUE CONTROL (s

l Tap Collet for ZH Tapping Holder

M Tap Collet for CNC Lathe G Sorow
T l ¢1D1 w/ . EJl
f” i . —t
¢Ds  ¢Ds oD o + = $D2
E,, — i 4
x r F

ZMK
For Synchronized Tapping on M/C, _ H Hi

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 | Mg~12 | Mi4~16 | M12 | Mi4~16 | M18~24
De 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 | M4-05 | M6-0.75 | M4-05 | M6-075 | M4-05 | M6-0.75 M6-0.75 | M8-1.0
@D: 9D1 oD 9D
CZMK 8| | | ZMK12 [T || CZMK6 | T || ZMKe | [
Code No. Di | W 2 Code No. D1 | W 2 Code No. Di | W | ¢ Code No. Di | W 2
ZMK8-3 4 |32 |435]||zZMK12- 3 4 | 32 [475|| ZMK16- 4 5 [ 4.0 535 | ZMK24-12 85|65 | 8
-4 5 | 40 445 -4 5 | 40 | 485 -5 55|45 |615 -14 (105] 8.0 | 84
-5 55| 45 525 -5 55| 45 |56.5 -6 6 | 45 (635 -16 [12.5]10.0| 89
. -6 6 | 45 |54.5 -6 6 | 45 |585 -8 6.2 | 5.0 | 66 -18 14 111.0| 93
""(e“;’)'c -8 [62]|50] 67 -8 |62 50 65 A0 | 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 4 132|435 |ZMK12-1/8 4 | 32 |475|| ZIMK16-1/8 | 4 | 32 |525| | ZMK24-1/2 9 |70 8

Unified -3/16 | 5 | 45 |525 -3/16 | 5.5 | 45 | 56.5 3116 | 5 | 45 |615 -9/16 |105| 8.0 | 86
) /8 | 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 |10 98
SEA -3/8 | 7 |55/ 70 -3/8 | 7 55| 71 -7/8 | 17 |13.0] 106
Standard -716 | 8 |60 | 74 116 | 8 | 60| 75 -1 |20 |150] 114
Whiteworth 12 | 9 | 70| 78 A2 | 9 |70 79
W) -9/16 (105 8.0 | 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) -1/8P | 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 fcatng (NIKKEN

The sales of old ZH holder | [taper| Code No. L c Wilght T<’|:l|p

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

=" P.57 ’ ZH16- 95| 95 45 1.5 ZMK16

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



http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36
http://www.westtool.com/default.aspx?page=item%20detail&itemcode=LYN+36

To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A BORING SYSTEM

ROUGH BORING

ThroughHole / Multi Sheets

K "= P.67

Positive type \
$25~¢130

SEMI-FINISH BORING FINISH BORING

$25~¢130

$32~$180

$12.7~$55

High pressure coolant through tool is
COOLANT TH ROUGH TOOL avgeulapble for all bormg headg
i l : ! RAC)/ BAC-C for LARGE DIAY

11|
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To Order Contact: Exact Tooling /

www.exacttooling.com

| sales@exacttooling.com /

A/ M0DULAR 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.

M 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.

EZ

888-988-8820

19

<eessssesssssssssmmm | ength from Gauge Line
> {5 <@ Boring Depth
Extension Spacer
for Boring Depth
- | 30 |45
Stepped Spacer == Borin
Extension Spacer 13045 SP9-9-30 ZMAC20 9¢
for Length from = = $20~25
Gauge LIGr(:e- o SP26-9-30 -ﬂZMAC16
E— 7 [d—
= — =3 o¢l6~20
$P26.26-60 S0 4560
30 60 SP12-12.60 ZMAC25
— ] $25~32
SP26-12-30 30,45 60
30 ZMAC32
”=Lrﬁ*ﬁ’ — 45 60 = J $32~42
SP26-16-60 '”W
30 60 100 ZMAC42
== EITI ——
SP26-20-60 — 1
= ZMACS55 -
SP26-26-60 —] . 5570
”E\EFE| s -
Please refer ==~ P.69 for RAC head and ==~ P.83 for DJ head.

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

Extension Spacer

M 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

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

N\

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 A1 spacer and ZMAC& head is recommended
when L/D is less than 6 times.
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To Order Contact: Exact Tooling /

www.exacttooling.com

/

sales@exacttooling.com

/

888-988-8820

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

Rough Boring—

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

$C1

A
AN

|

;‘

Power of Shoulder Support

Cutt

—

Force

ing

Perfect
Contact

\ A
Fig.2 L'”ﬂ N -
(Spacer)
&
Borin Boring | Cuplin .
TAPER|  Code No. Ralggg Delz\ﬁtlg IZ?Qia ’ clc Cfg‘:“ﬁo. Cigzcﬁl;_ 2 W(ig])h‘ Flg
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
-180F 112 -Q12- 80| SP12-12-45 21 2
-RAC 32-150F 77 Q16- 95| 24]

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

-RAC 43-150E 97 -Q20- 80 27
No40 A80E| 43~55 | 130 | 20 |40 Q20-110| | 20-RAC 43- 70E 29 !
-210E 157 5o "Q20- 80|SP20-2060 32 2
-RAC 53-165E 135 02%- 95| 25

210E| 53~70| 180 | 26 |50 -Q26-140 26-RAC 53- 70 | ..., | 33
-225E 195 -Q26- 95| SP26-26-60 32| 2
-RAC 70-180E 180 -Q34- 95 . 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 | 1

*“C” grade (Coated) inserts are supplied as standard with the head.IZ&~ P.62 Please refer IZ&~ P.93 for cutting condition.

*Please refer IZ5~ P.85 for base holder,1Z=~P.86 for spacer and [Z&~ P.67 for head.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT40-RAC53-165-C

Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E. Please refer ==~ P.61, P.62

*When L length is required longer than standard, please specify the boring depth M.

e.g. BT40-RAC25-135 — BT40-RAC25-135E
12-RAC25- 55 — 12-RAC25- 55E

% Code No. of RAC25 and RAC32 are changed to RAC25E and RAC32E.

61
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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

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

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

= P.67, P.68 . below cutting condition is

19

@® possible by -0.3 Cartridge.
= P.70
NN\ RN
i . \O.3mm
% o o\ |
\ t
| 31\
Boring | Boring | Cupling Shank S P62 :
: pacer Weight| .
TAPER Code No. Ralgge D?\sl)th DQla C|Ci| (Code No. | Code No. . (ka) Fig
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 ;ggi 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 . 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. =&~ P.62 Please refer 5~ P.95 for cutting condition. % Code No. of RAC25 and RAC32 with CC inserts are changed
*Please refer == P.85 for base holder, 7=~ P.86 for spacer and I=~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
Steel [ ) . . . .
o Stainloss Stcel = Please add the grade indication into O,
Castlron O ° and add the insert tip material indication
Aluminium oo Gonted at the end off the Code No.
Ca;g?;ee M C;;g; x| | e-g.CC12-C8 (AC630M)
Grade C
Material
Applicable Arbor Dimension Code No. Nose R el R
sl 17y CC07-O4| 0.4 [ J [ J
RACO025E Eﬂ 1;: %a
B 44 T coumamcL | CC07-08| 0.8 °
RAC25E £ T = % CC08-O4| 0.4 [ J [ J
RAC32E’ (S D EE
e T commoemon | €C08-08| 0.8 ) )
T cc1204| 04| @ °
RAC43E - RAC530E 7737[7 If.s
N T coumiaaon | €C12-08| 0.8 ° (]

*Minimum order quantity : 10pcs.
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To Order Contact: Exact Tooling

A/ BALANCE-CUT BORING ARBOR (RAC)

149

63

/| www.exacttooling.com /

sales@exacttooling.com /

888-988-8820

Rough Boring—

For Heavy Duty Boring of Iron and Cast Iron

CN Insert (Negative type)

Heavy Duty Boring

Power of Shoulder Support

—

Cutting
Force

Perfect
Contact

Fig.2
o

Boring | Boring |Cupling Shank s @ :
. pacer < Weight| _.
TAPER Code No. Range Depth Dia | C|C: Code No. | Code No. kg Fig

D M Q Head Code No.| Tip No.

BT40-RAC 43-150 97 BT40-Q20- 80 . 2.7 ’

(IT40) -180 | 43~55 130 20 |40 -Q20-110 20-RAC 43- 70 2.9
-210 157 50 -Q20- 80| SP20-20-60 32 | 2
-RAC 53-165 135 -Q26- 95 . 2.5 ’

-210 | 53~70 180 26 |50 -Q26-140 26-RAC 53- 70 3.3
NoA0 -225 195 -Q26- 95 | SP26-26-60 CNO8-C 515
-RAC 70-180 180 -Q34- 95 o 4.8 i

-195 | 70~100| 195 34 6464 -Q34-110 34-RAC 70- 85 5.2
-240 240 -Q34- 95| SP34-34-60 62 | 2

-RAC100-195 [100~130| 195 42 8362 -Q42- 95 — 42-RAC100-100 6.8

*“C” grade (Coated) inserts are supplied as standard with the head. =5~ P.64 Please refer IZ&~P.95 for cutting condition.

*Please refer IZE~P.85 for base holder, 175~ P.86 for spacer and 17~ 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 I'= P.61, P.62

High Pressure Coolant

Through Tool



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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

19

possible by -0.3 Cartridge.
==~ P.70
\ NN [~ - RN
0.3mm
BN\ 5\ |
¢
| 1 N
2o
Boring | Boring | Cupling Shank s @ '
. pacer Weight| —.
TAPER Code No. Range | Depth Dia |C|C: Code No. | Code No. (ka) Fig
D M Q Head Code No.| Tip No.
BT50-RAC 43-180 97 BT50-Q20-110 . 5.7 i
(1T50) -195 130 -020-125 5.8
o5 | B85 | 20 |40/60 oy | P2 20-RAC 43- 70 1]
-240 157 SP20-20-60 6.2
-RAC 53-210 117 Q26140 | 69 |
-240 | 53~ 70 182 26 |50|65 -Q26-170N 26-RAC 53- 70 7.0
No50 -270 177 -Q26-140 | SP26-26-60 CNO8-C | 7.6 | 2
-RAC 70-255 205 -Q34-170 L 9.5 ’
-285 | 70~100 | 235 34 |64(80 -Q34-200 34-RAC 70- 85 9.9
-315 265 -Q34-170 | SP34-34-60 109 2
-RAC100-225 225 -Q42-125 12.5 ’
-290 (100~130| 290 42 83|83 -Q42-190 = 42-RAC100-100 15.2
-325 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. IZ=~ P.64 Please refer IZ5~ 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 ==~ 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 Insert tip for RAC for Heavy Duty Boring
St e p Please add the grade indication into O,
Cast Iron ° and add the insert tip material indication
AlIMINIAM at the end off the Code No.
coeaed || e.g. CCO8-C8 (AC630M)
Grade C
Material ACE30M
Applicable Arbor Dimension Code No. |Nose R
76l _foy
RAC43 - RAC530 Ldn:- 7[7 «E—gws CN08-O8| 0.8 o
I=1o50 (CNMM120408)

*Minimum order quantity : 10pcs.

*When CNO08 insert (CNOO120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) I7&— P.92. Nikken CN08-O8 insert can be used on the
eccentric bolt type cartridge.
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To Order Contact: Exact Tooling

/

www.exacttooling.com /

sales@exacttooling.com /

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

|

‘\x

A s
\

Rough Boring—For Aluminium

®Ci

Power of Shoulder Support

—

Cutting
Force

Perfect
Contact

Fig.1 [ .
h
L
$C1 M
i +0C
|/ [olelpa dQ]
RAC-A — L, — ,
Fig.2 h hy
(Spacer)
Boring | Boring |Cupling Shank s .
: pacer Weight| _.
TAPER Code No. Range | Depth Dia | C |G Gl Mo | Gadle Ma (ka) Fig
D M Q Head Code No.|Tip No.
BT40-RAC 25-135A 67 BT40-Q12- 80 . 2.0 ’
(IT40) -165A | 25~32 105 12 124|135 -Q12-110 12-RAC 25- 55A 2.1
- 112 -Q12- 80 |SP12-12-4 21 2
180A S 5 AEG12
-RAC 32-150A 77 -Q16- 95 . 2.4 ’
-180A | 32~45 110 16 | 31|42 -Q16-125 16-RAC 32- 55A 2.6
-195A 122 -Q16- 95| SP16-16-45 26| 2
-RAC 43-150A 97 -Q20- 80| 27,
No40 A80A| 43~55| 130 | 20 |40 -Q20-110 20-RAC 43- T0A 2.9
-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 | oo | 33
-225A 195 -Q26- 95| SP26-26-60 32| 2
-RAC 70-180A 180 Q34- 95| 48
-195A | 70~100| 195 | 34 |64|64|  -Q34-110 34-RAC 70- 85A 5.2
-240A 240 -Q34- 95 | SP34-34-60 6.2 2
-RAC100-195A [100~130| 195 | 42 (83|62  -Q42- 95| — |42-RAC100-100A 6.8
*“F” grade inserts are supplied as standard with the head.IZ=~ P.66 Please refer IZ=~P.95 for cutting condition.
*Please refer IZ&~P.85 for base holder, IZ5~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-RAC53-165A-C
*When L length is required longer than standard, please specify the boring depth M. |/
I\
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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

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

M Double Cutting Capability M Example of 2 Stepped E:l|
Balance Cut A
pprox. double removal of
(- below cutting condition is
possible by -0.3 Cartridge.
1Z=" P.70
N N
0.3mm

Boring | Boring Cupling Sk SErE ] .
TAPER Code No. Ralgge D?\fl)th %a C |G Code No. Coge No. ) . V\I(ilgg)ht Fig
ead Code No.|Tip No.

BT50-RAC 25-150A 67 BT50-Q12- 95 L 4.7 ’
(IT50) -180A | 25~ 32 105 12 24|44 -Q12-125 12-RAC 25- 55A 4.9

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

-RAC 32-180A 77 -Q16-125N L 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 ’
N05[] ;ggﬁ 43~ 55 122 20 |40/60 B2l SP20-20-45 20-RAC 43- 70A Z?

-240A 157 Q2010 Fop020-60 62 °

-RAC 53-210A 117 -Q26-140 . 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 L 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 1
-290A | 100~130| 290 42 83|83 -Q42-190 — 42-RAC100-100A 15.2

-325A 325 -Q42-225A 16.5| 2

*“F” grade inserts are supplied as standard with the head. ==~ P.66 Please refer 1= P.95 for cutting condition.
*Please refer =~ P.85 for base holder, Z=~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-RAC53-210A-C
*BT50-RAC100-375A, 425A and 475A are also available.

MInsert tip for RAC-A

Steel A q a a
_ ST LTatee! Please add the grade indication into O,
Material : . . A o o
Cast Iron and add the insert tip material indication
Aluminium - 't _ at the end off the Code No.
oate
Eani e.g. AEG16-F2 (KW10)
Grade F
Material
Applicable Arbor Dimension Code No. |Nose R .
95—\ 78l I, . AEG12-O1| 0.1 ([ J
RAC25A, T 57 20
oy E {}2 J oo IIE/M AEG12-02| 0.2 ()
80 L BT erosnson |AEG12-04] 0.4 [}
15875 sﬁLIzu“ AEG16-O1| 0.1 ([ J
RAC43A-RACS30A| | "N \ oo I:Iw AEG16-02| 0.2 ®
807 L T earisosony | AEG16-04] 0.4 )

Y Minimum order quantity : 10pcs.
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www.exacttooling.com /

sales@exacttooling.com /

888-988-8820

A/ BALANCE-CUT BORING ARBOR (RAC-K)

Rough Boring—For Through Hole and Multi Sheets

$C1

Power of Shoulder Support
Perfect
- Contact
Cutting

Force

Fig.1 N ‘
h
L
9C1 | M
H 1‘7\_L"l v9C
C [olelpy (PQI(’"
Fig.2 ”Tuh s
(Spacer)
Borin Boring |Cuplin P:68 :
TAPER Code No. Rangg Deptr? IZF))ia ? C |C: Cc?:: n'ﬁo. Cigzcﬁro_ — W(i;g)ht Fig
D M Q Head Code No. | Tip No.
BT40-RAC 25-135K 67 BT40-Q12- 80 . 2.0 i
(IT40) -165K | 256~32 | 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 . 2.4 ’
-180K | 32~45 110 16 |31]42 -Q16-125 16-RAC 32- 55K 2.6
-195K 122 -Q16- 95| SP16-16-45 26 | 2
-RAC 43-150K 97 -Q20- 80 . 2.7 ’
N040 -180K | 43~55 | 130 20 |40 -Q20-110 20-RAC 43- 70K 29
' -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 ’
-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 IZ5~ P.95 for cutting condition.
*Please refer(Z5~P.85 for base holder,[Z=~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 i
*When L length is required longer than standard, please specify the boring depth M. |/ J
—

High Pressure Coolant

Through Tool



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ BALANCE-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.

19

B Double Cutting Capability

N\

?
Borin Borin i P:68 ;
TAPER|  Code No. Rangg Deptf? Cugigng clc Cfc:‘: n,\‘jo_ Ciggcﬁro_ — W(ig)ht Fig
R i Q Head Code No.|Tip No.
BT50-RAC 25-150K 67 BT50-Q12- 95 o 47 ’
(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~ 55 142 20 |40|60 SP20-20-45 20-RAC 43- 70K 6.1
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 . 9.5 ’
-285K | 70~100 235 34 6480 -Q34-200 34-RAC 70- 85K 9.9
-315K 265 -Q34-170 | SP34-34-60 10.9| 2
-RAC100-225K 225 -Q42-125 12.5 ’
-290K | 100~130| 290 42 |83|83 -Q42-190 = 42-RAG100-100K 15.2
-325K 325 -Q42-225A 16.5| 2
*“C” grade (Coated) inserts are supplied as standard with the head. IZ5~ P.68 Please refer IZ5~P.95 for cutting condition.
*Please refer IZ=- P.85 for base holder, 15~ 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.
M insert tip for RAC-K @ :best O :good
_ e < Please add the grade indication into O,
Material Cast Iron o) ° and add the insert tip material indication
Aluminium T R at the end off the Code No.
Carbide M | Carvide k| | €-9- SC12-C8 (AC630M)
Grade Cc
Applicable Arbor Dimension Code No. m‘se:a; ACG30M | AC410K
238l v,
iR Py 12’ $C09-04| 0.4 ° °
RAC32K uj s J:TWS;CI\ATOH)Z[]A‘»N
RACA3K-RAC100K| [ ||} ‘%‘:%T sC12-08| 0.8 ° )
CU lﬁ? J: T‘A';S;SCMHZ(M[]BN .

*Minimum order quantity : 10pcs.
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sales@exacttooling.com /

888-988-8820

A/ MODULAR TYPE RAC BORING HEAD

RAC-E Balance-Cut Boring Head

Cartridge No.
i
1—17 o] 51 _cuing | For Steel, Stainless Steel and Cast Iron
oG eqll_ - o0 o | CC Insert (Positive type)

S - P62

Boring Range | Boring Depth | Coupling Dia . Cutting Edge | Weight
Head Code No. D M Q C Cartridge No. Insert No. Length (Kg)
12-RAC025 - 55E 25—~ 32 55 12 24 RCC-025E cco7 8.0 0.4
16-RAC 32 - 55E 32—~ 45 16 31 RCC- 32E CCo8 9.7 0.5
20-RAC 43 - 70E 43~ 55 20 40 RCC- 43E 0.7
26-RAC 53 - 70E 53~ 70 70 26 50 RCC- 53E 0.8
26-RAC 70 - 70E 70 ~100 RCC- 70E CC12 12.9 1.0
34-RAC 70 - 85E 85 34 64 1.5
42-RAC100 -100E 100~—130 100 42 83 RCC-100E 2.9

*Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E.

*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70E-C

*Insert tips are supplied as an option.iZ"P.62 Please refertZ- P.95 for cutting condition.

RAC Balance-Cut Boring Head

M

/Canridge No.

.Insert No.

Cutting

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

Edge
D Length

Head Code No. BorlngDRange Bormg';\ADepth Coupléng Dia c Cartridge No. Insert No. Cutﬁggglﬁ?ge W?(Ight
20-RAC 43 - 70 435355 20 40 RCC- 43 0.7
26-RAC 53 - 70 53~ 70 70 26 50 RCC- 53 0.8
26-RAC 70 - 70 70 ~100 RCC- 70 CNO08 12.9 1.0
34-RAC 70 - 85 85 34 64 1.5
42-RAC100 -100 100~—130 100 42 83 RCC-100 2.9

*Insert tips are supplied as an option. =~ P.64 Please refer Iz=~P.95 for cutting condition.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70-C
RAC-A Balance-Cut Boring Head .
Cartridge No.
- Insert No.
13- Cutting H
Eaee? | For Aluminum
¢C ¢Q—Hi— - ®D Length
Boring Range | Boring Depth | Coupling Dia : Cutting Edge | Weight

Head Code No. gD g 9"\/' P pQ 9 C Cartridge No. | Insert No. Ler?gthg (Kg)
12-RAC 25 - 55A 25~ 32 12 24 RAC- 25A 0.4
16-RAC 32 - 55A 32~ 45 °° 16 31 RAC- 32A e o 05
20-RAC 43 - 70A 435355 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 ==~ 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 Cartidge No.
Cutting
+—kede | For Through Hole

¢D “Insert No.

Length

and Multi Sheets

Boring Range Boring Depth | Coupling Dia - Cutting Edge| Weight

Head Code No. gD g gw p PQ g c Cartridge No. | Insert No. Ler?gthg (Kg)
12-RAC 25 - 55K 25~ 32 12 24 RAC- 25K 0.4
16-RAC 32 - 55K 32~ 45 e 16 31 RAC- 32K Sco9 %4 05
20-RAC 43 - 70K 43—~ 55 20 40 RAC- 43K 0.7
26-RAC 53 - 70K 53~ 70 70 o6 50 RAC- 53K 0.8
26-RAC 70 - 70K 0100 e sc12 11.9 1.0
34-RAC 70 - 85K 85 34 64 15
42-RAC100 -100K 100~130 100 42 83 RAC-100K 2.9

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



To Order Contact: Exact Tooling /

www.exacttooling.com /

sales@exacttooling.com

| 888-988-8820

A/ CARTRIDGE for RAC BORING HEAD

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)

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

For Through Hole
and Multi Sheets

S.RCC-E Cartridge

L0

Set Code No. Boring Range Hl o Ipsert Code No.
D Steel, Stainless Steel|  Cast Iron
SRCC- 25E| 41 | CCOSC(ACG0M | CCOBC(ACHTON)
-025E 38| 0° | CCO7-C (ACG30M) | CCOT-C (ACATOK)
- 32E| 32~45 |41| | CCO8C (ACG30M)| CCOB-C (ACAOK)
- 43E| 43~55 |46
- 335 33:12% gg +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. Z5-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 Hl g Insert Code No.
Iron and Cast Iron
S.RCC- 43 | 43~55 |46
-53 | 53~70 [50| .
=70 | 70~100 |55] Bl
-100 | 100~130 |57

*Insert tips are supplied as an option. IZ=~P.64 Please refer 1z="P.95 for cutting condition.

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

*When CNO08 insert (CNO(O120400) in the market is used, please use the eccentric
bolt type cartridge (S.RCC-OOQ) 1=~ P.92. Nikken CN08-O8 insert can be used on

the eccentric bolt type cartridge.

Set Code No. D Hl 6 Insert Codfe No.
For Aluminum
S.RCC- 25A| 25~32 |38
- 43A| 43~55 |46 5
- 53A| 53~70 |50
- 70A| 70~100 |55 AEG16
-100A | 100~130 |57

*Insert tips are supplied as an option. IZ5~P.66 Please refer Z5~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 Hl g Ir.13ert Code No.
Steel, Stainless Steell  Cast Iron
S.RCC- 25K| 25~ 32
4 ! q
- 32K| 32~145 SC09-C (AC630M) | SC09-C (AC410K)
- 43K| 43~55 |46
- 53K| 53~70 |50
- 70K| 70~100 |55 SC12-C (AC630M) | SC12-C (AC410K)
-100K| 100~130 |57
% Insert tips are supplied as an option.1Z= P.68 Please refer ==~ P.95 for cutting condition.
*Please order set of cartridges. e.g S.RCC-70E
Code No. BO””QETange o lclalq

12-RAC 25- 55B

31

25~33 | 18 124 (M5 | 23

12-RAC025- 55B 34

16-RAC 32- 55B 32~45 |22 | 31| 31 MGﬂ
20-RAC 43- 70B 43~55 | 24|42 40| |35
26-RAC 53- 70B 53~70 | |40 | [45]
26-RAC 70- 70B | 38" | . 60]
34-RAC 70- 85B 36|53 64| |60
42-RAC100-100B | 100~130 [ 426683 |70

please add “-C” at the end of Code No. e.g. 34-RAC70-85B-C

s Dimension “L” is “58mm” in combination of RCC-25K and 12-RAC25-55B.
% For centre through tool coolant type except 26-RAC70-70B,

19
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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

| For Roughing|

RCC Cartridge
1= P.72
L
I
| I S
M [ ] J||[~ReC Piate
RAK Arbor S .
1= P.72
Boring Dia. : $130~580mm
D RAK Arbor RPC RCC Weight
TAPE Code.No MIN~MAX. | - c Code No. Plate No. | Cartridge No. |  (Kg)
BT40-RAC130-205 130~180 RPC-130 7.0
. 205 61 BT40-RAK-1
No.40 (IT40)-RAC180-205 180~230 0 30 -180 8.0
BT50-RAC130-185 185 BT50-RAK-110A 9.8
(1IT50) -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 18.5
-385 385 -310A 21.2
-435 435 -360A For Heavy 239
-485 485 % -410A ?J;“I!:o'?‘“;:‘g 26.6
-RAC230-185 185 -RAK-110A Cast Iron 11.1
-235 235 -160A RCC-130 13.8
No.50 -285 285 -210A <2 165
-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 1.7
-235 235 -160A 14.4
-285 285 -210A 17.1
-335 280~330 335 -260A RPC-280 19.8
-385 385 -310A 22,5
-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 - 5
-RAC430-21 0* 430~480 (220%) 98 | T50-RAK330-135 430 18.0
-RAC480-210 480~530 -480 19.0
-RAC530-210" |  530~580 -530 20.0
% The Code No. on above table are the boring arbors with RCC-130 cartridge (Insert tip: CN08) the Heavy Duty Boring of Iron and Cast Iron.
Please refer === 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 . 6(0°~180")
*Please refer 1z~ P.72 for RAK arbor and RPC plate. Drive Key
% 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. Cutting Edge

* 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

View from Cutting Edge

High Pressure Coolant
Through Tool

888-988-8820



A/ MODULAR TYPE ARBOR

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

i

: Weight
Code No. Boring Range L D P
g mang (Kg)
BTA40.RAK-130 $130~230 130 49 RPC-130, 180
BT50-RAK-110A 110 7.2
(IT50)-RAK-160A 160 9.9
-RAK-210A 210 12.6
102 35 M1035
-RAK-260A $130~330 260 15.3 RPC-130, 180, 230, 280
-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 6. e.g. BT50-RAK-160A (90°)
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-RAK-160A-C 2 set of coolant nozzles are standard accessory. d
*IT40-RAK-130 is available. % :In case of IT50, IT50-RAK-330-135 is standard gauge length.

BALANCE CUT PLATE for LARGE DIA. <RPC Plate>

L
(100) | (100)
/ 2 \’ﬁ :
I N i R\
Y ¢ Bf 2042
5 (30)
\ / ]

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

Code No. | Boring Range L | Weight (Kg)| Code No. | Boring Range L | Weight (Kg)| Code No. | Boring Range L | Weight (Kg)
RPC-130 $130~180 18| 14 RPC-330 $330~380 316| 53 RPC-530 $530~580 516 | 87

-180 $180~230 166 | 2.0 -380 $380~430 366 | 6.1
-230 $230~280 216 | 27 -430 $430~480 416 7.0
-280 $280~330 266 | 33 -480 $480~530 466 | 7.9

Accessories for Balance-Cut RAC

Steel, Stainless Steel Heavy Duty Boring of For Through Hole

and Cast Iron Iron and Cast Iron For aluminum and Multi Sheets .
RCC-130 RCC-130E RCC-130A RCC-130K Gartridge Lock Bolt
(CNO8) (CC12) (AEG16) (SC12) using RAC-130 type o

o0

s i
—— 60—
Weight : 0.6Kg
Insert Clamp Adjust Adjust Wrench | Set Screw| L-Wrench |Hex Socket .
Tip Bolt Screw | Wrench | for Insert (M8) |for M815Bolt|  Bolt HpleEale fIHE kD
Accessories
. S =) S22
Code No. *® CSM-70 M540 M3 20S M815 M4 M625 RPC-130,180,230,280,330,380,430,480,530

% : The insert tip is RCC-130: CN08 (==~ P.64) , RCC-130E: CC12 (1=~ P.62) , RCC-130A: AEG16 (==~ 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

To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820
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A/ 1MAC BORING ARBOR (ZMAC)

| Boring for Finishing |

L ZMAC16

MM I ¢
] 2 — i =T

Fig.1 Fig.3

ZMAC100, 140

LM |

@
i
ol =1 CW\ ®
—

[o]

Fig.2 ul he Fig.4
(Spacer)
/AN A
Code No. of the insert tip are shown.
Borin Bori Shank Extension P%s
TAPER Code No. Rangs Dopth | C | Ci | CodeNo. e Weight| g
D M ACEEINE: Insert No. (0
BT No.-Q-h Q-Q1-h1 Q- Min.D -h
BT40-ZMAC16 -125 38 12-ZMAC16-45 1.9
(IT40) 35 | 9702 | 0| 2| BTeQiZ 80 12-ZMAC16-55 19 | 2
-ZMAC20 -120 45 -Q 9- 80 - 19 |
-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 | 24.8~322 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 | 31.8~42.2 110 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 TR 4.6
-225 195 -Q26- 95 | SP26-26-60 ’ 46 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-| ||fe) =&~ 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&~ P.77, P.78 for Head. ‘

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

[
?

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

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ 1MAC BORING ARBOR (ZMAC)

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

19

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

<& 5 4 / g
ZMACX m _y 4 Unlock Adjust diameter

A A
Code No. of the insert tip are shown.

Bor Bori Shank Extension P@AB
TAPER Code No. S | e | © |@| SRl | AR : Weight| ig,
D M et N Insert No. )
BT No.-Q-h Q-Qi-h1 Q- Min.D -h2

BT50-ZMAC16 -140 e 38 o O e 12-ZMAC16-45 47 s
(IT50) -150 48 12-ZMAC16-55 47

-ZMAC20 -150 45 -Q 9-110 B 48 |
-165 | 19.8~25.2 67 19 | 40 -Q 9-125N 9-ZMAC20-40 48

-180 75 Q9110 | SP9-9-30 SMP-CB o | 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 ]
95 1 de~ssz 2 | 40 | 60 Q012 20-ZMAC42-70 o0

-225 142 SR SP20-20-45 6.4 »
-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 1.5 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) . IZ=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 175~ P.77, P.78 for Head. 74



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ 1MAC BORING ARBOR (ZMAC-R)

|Boring for Semi-Finishing—ZMAC-R|

‘ M

4G

—

Fig.1

W
1

ZMAC100, 140

LM

4
S|

[
T
£
!
U

$C1

! 3
==
Fig.3 JMT/h

Fig.2 h |, he ‘ |
(Spacer)
Code No. of the insert tip @ are shown.
) . Shank Extension @
TAPER Code No. Eg{;gg %ZT,TE C | ci| CodeNo. | Spacer < Weight| Fig,
D M bl IS Insert No. )
BT No.-Q-h Q-Q1-h1 Q- Min.D -hz
BT40-ZMAC32R -150 77 BT40-Q16- 95 _ 25 1
(1T40) -180 | 31.8~422 110 31 | 42 -Q16-125 16-ZMAC32R-55 2.7
-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 _ 3.9 1
-210 | 54.8~70.2 180 53 | 50 -Q26-140 26-ZMAC55R-70 4.6
-225 195 -Q26- 95 | SP26-26-60 4.6 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) . [Z=~ 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 155~ 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. /:ﬁﬂ]\—'%—'_gi?

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

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool
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To Order Contact: Exact Tooling /

www.exacttooling.com

/

sales@exacttooling.com /

A/ IMAC BORING ARBOR (ZMAC-R)

Minsert Tip for ZMAC-R

® :best O :good

Steel [ ) o . . .
Stainioss Sic ° Please add the grade indication into O,
Cast Iron O L and add the insert tip material
Material Aluminium g d t. h d ff h C d N
High Speed finish for Cast Iron indication at the end off the Code No.
Hardened Steel e.g- CC12-C8 (AC630M)
High Speed finish for Aluminium
Coated | Coated There is the CBN insert tip which both corners can be used.
Carbide M | Carbide K
e . g Please refer =~ P.98 for ISO code of the insert tip.
Grade )
Material| ) cg30m | AC410K @
Applicable Arbor Dimension Code No. [Nose R
ZMAC32R, @ [y, cC06-04| 0.4 ° °
ZMAC42R, é} | ;E(—%s
ZMAC55R T commoaozon | CC06-O8 | 0.8 (]
IMACTOR, 5577, ccos-O04| 04 | @ °
ZHACESH Ej ™ JE# éCMTomﬂN Ccog-O8| 08 ® ®
7 [
e oot - 476 % cc12-04| 0.4 ° °
ZMACTA0R E%f @T;CMTQMON €C12-08| 08 ° °
)
Code No. of the insert tip L@ are shown.
-
Shank Extension »N
Boring Boring N Spacer Y .
TAPER Code No. Range | Depth | C | C1| CodeNo- I e No. Weight|
Head No (kg)
D M : Insert No.
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2
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 — 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 | SP34-34-60 115 2
CC08-C
NO.50 ™ ZmacssR -225 182 Qw1 | 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
-425 425 -Q42-325A 23.2
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) . 175~ P.76

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

*Please refer IZ=~ 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.

888-988-8820

19
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ MODULAR TYPE ZMAC BORING HEAD

W ZMAC Triangular Insert type head
-]

i 31
cbch i 4D
[iE
Fig.1 //¥\
P98\
\n.n
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. Ko)
D M Q C Ci 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 40 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 55) 16 31 M 4HZ- 32 4MP-C,B 0.7
20-ZMAC 42- 70 41.8~55.2 20 40 - M 5HZ- 42 1 1.1
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 83 M10HZ-100 3 4.9
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
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length e.g. Q26-20-ZMAC42-100 1

==

Coupling Dia. Q
2N, .
ZMAC-R @ Rhomboid Insert type head
I —
o NS A | \H
¢(TJ ¢g A _ © I ¢C¢‘c|£ A ° qj)
= | B
v 1~ 7U_KE @
Fig.1 Fig.2
)
Boring Boring Coupling Remarks i
Head No. Range Depth Dia. V\fﬁlg)ht
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 CCo06-C 1.1
26-ZMAC 55R- 70 54.8~70.2 70 26 538 - M 5HZ- 55R 1 1.2
34-ZMAC 70R- 70 69.8~85.2 34 67 M 7Hz- 70R o 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) . 1Z=~P.98 Please refer [ZZ~ 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 E

Coupling Dia. Q
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A/ MODULAR TYPE ZMACKX BORING HEAD

For High Speed/Deep Hole Boring
ZMACX /o) Triangular Insert type head

0]
—]
L L
PR ' » - T \ ) T ﬁ “ H \ T
ot ° |w #C 4G1 T o
g— PQ1 oQ ¢D
r ¢ =
- Ll u_/'E
Fig.1 Fig2 A
P98\
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (?g)
D M Q (0] Ci 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
83 2

42-ZMAC140-100AA 139.5~180.5 135 M10HZ-140 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) . [Z=~P.98 Please refer IZ= 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 1

=

Coupling Dia. Q

For High Speed/Deep Hole Boring

ZMACX - R @ Rhomboid Insert type head

— E—

F N i !
w ! =y ° oD 001 1| A ° oD
¢O£ Jcpci
H— . [ L~ by
Fig.1 Fig.2
)
Boring Boring Coupling Remarks ;
Head No. Range Depth Dia. V\éﬁlg)m
D M Q C C1 Unit No. Insert No. Fig. g
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 CCo06-C 0.8
26-ZMAC 55R - 70AA 54.8~70.2 70 26 53 - M 5HZ- 55R 1 0.7
34-ZMAC 70R - 70AA 69.8~85.2 34 67 M 7HZ- 70R . 1.1
42-ZMAC 85R -100AA 84.8~100.2 83 M10HZ- 85R 23
42-ZMAC 100R -100AA 99.5~140.5 100 42 95 M10HZ-100R 2.8
83 CCi12-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) . [ZZP.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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888-988-8820

A/ BALANCE-CUT BAC BORING ARBOR for LARGE DI
N L

| For Finishing|

ZMAC Unit

A. NIKKEN)

Insert 6MP

i
""" ZMAC Cartridge oD
= P.81
—1 ) |
BAC La| ||| e e
RAK Arbor &
= P.72 P\i 8
Boring Dia:$130~595mm LI\ MCC-130B (Balancer) == P.81
LE S Cedl il MIN.EMAX. L © Fc‘:%ﬁé\ ’r\lbgr PPCNFgame ((éifgédc%% W&'S? t
BT40-BAC130-205 130~195 RPC-130 7.0
NO . 40 (IT40)-BAC180-205 | 180~245 205 &l AL -180 8.0
BT50-BAC130-185 185 BT50-RAK-110A 10.0
(IT50) -235 235 -160A 127
-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 24.1
-485 485 7 -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 | 167
-335 | 230~295 335 -260A RPC-230 19.4
-385 385 -310A 22.1
-435 435 -360A 24.8
-485 485 -410A 275
-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 227
-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"| 430~495 (2222)%) 98 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. =P.98 Please refer 1z5-P.96 for cutting condition. 80" ~180°)

*Unit “M5HZ-55" is provided as standard, please refer 1z~ 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

N

View from Cutting edge.

High Pressure Coolant

Through Tool



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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

SN | For Roughing / Finishing |

19

BC B RPC Plate = P.72
—_|

RAK Arbor r=P.72 MCC-130B=-P.81 P%B

Boring Dia:¢130~595mm L5
D RPC Plante Cartridge | Weight

TAPER Code.No MIN~MAX. | = | © Code No» No Ealancen | (Ko
BT40-BCB130-215 130~195 RPC-130 75

N0.40 " (a0)-BCB180-215 | te0aes | 2% | 61 | BTAC-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 1.6

-245 245 -160A (MCC-130B) |43

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

-395 395 -310A 22.4

-445 445 -360A 25.1

-495 495 -410A 27.8

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

-245 245 -160A 14.9

-295 295 -210A 17.6

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

-395 395 -310A 23.0

-445 445 -360A 25.7

-495 495 -410A 28.4

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

*

-BCB380-220* 380~445 s BT50-RAK330-125 -380 17.5

-BCB430-220 430~495 (220%) 98 | T50-RAK330-135 -430 18.5

-BCB480-220" |  480~545 -480 195

-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.

*MiIN. 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 Stepped Cut Y’ /

% 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.
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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

Insert Clamp | Wrench Adjust | Set Screw | L-Wrench | Adjust |Adjustment ;
Tip Bolt | for Insert| " %°®¥| Screw | (M8) |forMe15Bet| Wrench | Handle Applicable RPC Plate
Accessories
> E = N\ >
NA g & = E = é\ \\\ / i
Code No. [M5HZ-55| 6MP-C | M2577 T8 M366 M540 M815 M4 M3 M5HZL |RPC-130,180,230,280,330,380,430,480,530

*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. z5-P.98 Please refer 1z5~P.96 for cutting condition.

Accessories for Balance-Cut BCB

Balance-Cut BCB type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.
BCB-130 Mz62 MCC-130B

BCB Unit
Insert Tip : 10MP

T
Insert Clamp | Wrench Lock Adjust | Set Screw | L-Wrench | Adjust |Adjustment :
Tip Bolt |forlInsert| Screw | Screw | (M8) |forM815Bel| Wrench | Handle Applicable RPC Plate
Accessories
F = ' S
v | E @)\ 0 || | 8 ¢\ %\ *
Code No.| M7-62 [10MP-T| Me67 20S |B357,B367| M540 M815 M4 M3 M397 | RPC-130,180,230,280,330,380,430,480,530

*Please refer =5~ P.72 for RPC Plate.
*Set Code No. is S.BCB-130.
*10MP-T insert tip is supplied as standard.iZ=" P.98 Please refer =5~ P.96 for cutting condition.

81



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

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.

L H1
(H2

#C2 $D19CH
\\JM—LLJ ‘

Base Arbor for Special Boring Head

For Overturning

M10x8

ZMAC Head

-
=g

TAPER Code No. Di | L | Hi | Ho | Ci | Czo | Cs |Weight (kg) Counter Balance
- - For U Axis Boring Arbor
No.40 ﬁm’) iLGAES [ 60 15 61 25 9
el 9
BT50-RAA32- 60 (32h7| 60 7 12 | 102 82 5 ‘H
- 98 ‘
No.90 | (ms0) 120 120 2 9 —
-180 180 15.5 L
*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 BDRILLING OPERATION by COMBAT Z DRILL

For Simultaneous machining for rough,
finish and chamfer.

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

For stepped hole boring
with restricted concentricity.

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.

For large bore

.. o - N
\é- For small bore ‘w

Photo shows with NC5 Shank.

The above are just samples. Pre-Balanced type
Boring Arbor for High Speed Application and
Aluminium Body Head are also available.
Please contact with us about your special
boring applications.

.

L/D = 3,4 times

~"

/Q\ $16~80
Extra long size

(Special Made)

Shank Arbor Dia.
=p50mm

“Rationalization is Study of Drilling.”
which is our Slogan for developing
NIKKEN COMBAT ZDRILL. =" P.255
Please try it. Pilot Drill and 3-Phases
Heat Treatment significantly improves
Cutting Condition, Secure Drilling and
Tool Life.

B Uitra Long Size Boring Bar

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

3LOCK Spindle == P.139.
In case of BT/IT spindle, we recommend
ZMAC X type Head for these

applications.

Boring dia. =55mm

Photo shows with NC5 Shank.

Spindle

/‘\/

Flange Contact—
E-H-MERRITT's Theory
Chattering Stability=

Static StiffnessxDampening Ratio

Thus, the advantage of NC5 TOOLING SYSTEM
is clearly demonstrated.

Unique Construction :
Consist-ing of a Slotted Taper
Cone which is Pre-Loaded by
a Disk Spring to increase its
vibratio-nal dampening effect
whilst ad-justing minute
gaugeline errors, completely.

0]
—
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ 1) BORING BAR _
" 2

High Pressure Coolant
Through Tool is available.
Please contact us.

i

Solid Carbide DJ BitS
]

b sur—g T
] —
BT'DJ DJ Head
Boring Boring Bit Hole Shank Head Bit | Weiah
TAPER Code No. Range | Depth | L |C | Size Code No. | Code No. |Stroke CoDaJeBlilto (ﬁ'gg) t
D M Jl BTNo.Q-h | Q-MinD-hs S ’
N BT30-DJ3- 76 3~28 | 14~80 | 76 |45| 10 026-DJ3-36 52 | (CJ10 )| 10
0.30 BT30-026- 40
. -DJ8- 84AN| 3~50 14~130 | 84 | 59 16 -DJ8-44AN| 6.0 | (C J16 )| 1.2
BT40-DJ3- 86 86 BT40-Q26- 50 1.6
No 40 (T40) 131 3~28 | 14~ 80 245 10 o 026-DJ3-36 5.2 J10 0
' -DJ8- 94AN %4 BT40-026- 50 19
q39aN| 350 | 14130 o 89 16 — -DJ8-44AN| 6.0 J16 T
BT50-DJ3-101 101 BT50-026- 65 42
NU 50 (T50)  -206 3~28 | 14~ 80 | 45 10 70N 026-DJ3-36 5.2 J10 5
' -DJ8-109AN 109 BT50-026- 65 45
o1aaN| 30 | 14130 o 59 16 170N -DJ8-44AN| 6.0 J16 .

*MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.
% Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs of DJ Boring Bits as standard.
% Bits included for BT40-DJ8-94A : J16-8-40, J16-18-80, J16-28-85, J16-38-85
Bits included for BT40-DJ8-94AN : J16-8-40, J16-18-60, J16-28-65, J16-38-65
% DJ Boring Bar without Boring Bits is also available. Please add “-BD” at the end of Code No. e.g. BT40-DJ3-86-BD
% Shank and DJ Head (including Boring Bits) are delivered in separate packages.
*Please refer Iz~ P.84 for Boring Bits. Please refer IZ5~ P.97 for cutting condition.

A/ 1y BORING HEAD with DJ BORING BIT

Easy to Set Micron Accuracy

Solid Carbide Bit
|_ —_—

EE \_—'—(, iT
-

A \
QP\L%} A 1Graduation:0.01mm on dia.
Boring Range | Boring Depth Bit Hole Size Bit Stroke | Weight| Bit Code No. Insert Tip
DT Code No. D M QL@ J L1 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  :1.2kg
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 === P.84 for Boring Bits. Please refer IZ== P.97 for cutting condition. Q26-DJ8-44A :2.5kg

83 *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
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To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ 0J BORING BIT SOLID CARBIDE

e |
! - H UL M
@ o Fig.1 + 7 mfl
oC Solid Carbide Bar @ | : =8
L | ®C
a H ;H‘i ; M l Carbide Cored Bar
f T . ;
9 =), Fig2 Fig.5 &
1eC " Carbide Cored Bar \ ot
L | [ H [ i M
H i M h i )
f — =T 4’ I | _ S
= O i 4
Tﬁ —s I/ 4p Fig.3 Hardened steel ! Fia.6
—_— ®C Carbide Cored Bar ®C g.

\ L 7 L
| H i M . —H ~H14‘*M—

. | t B e s ls
t S Fig.4 oo ey,
e Seme il
T AR
¢ Solid Carbide Bar a0 Fig.7
Explanation of the Code No. 9DJ8-J10-ADP

@ Boring Depth(mm)
) oring Depth(mm & Va w
New Bit Series for DJ8 . of Shank ; (
W El ! Abbrglie{nofnsor} D.‘J(.Bit. @ P
Boring Range | Boring Depth Insert Clamping | Insert Clamping | = | Weight
Style | Code No. 5 M J | L|H|H|C| S |InsertNo. "¢ No.p 0 e Ng.g Fig. (gg)
J10- 3- 14 3~ 8 14 62 30 18 (22| 15 - - — 1] 30
-5 35 5~15 85 70 5.0 43| 25 | CC03-C M611 10S 5|30
- 8- 40 40 75 50
g 557 8718 . | 10 9 325|25 72| 40 | gwp.e | woosdo | Te | 2 7
-12- 55" | 12~22 85 11.2| 6.0 100
-18- 65 65 91 | 26 | — 4 1130
18- 80’ 18~28 80 106 12 | 9.0 6MP-C M2577 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 5~15 2 -8 |33 | 10 43| 25 | CCO3-C M611 10S 5 80
- 8- 35" 35 70 | 325 25 2190
-8 40| 8~18 40 83 32 | 10 72| 4.0 M2040 3 100
- 8- 55° 55 98 3MP-C T6 110
-12- 50" 50 9 | 35 | - 140
12- 60° 12~22 N 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 - 90 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" el 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 175~ 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.

B Example of hardened steel A — Results of concentricity on
boring with CBN Insert /////k///%%\%\\\\\%\\ 24 pes. were all within 3.6pm.

Reduce L/D as small as possible:MAX. 3times //////////// . \\\\\\\\\\\\\
For bits of L/D shorter than standard one are \\\\\\\\\ // ) ///////

also available. Please contact with us. \\\\\{ﬁ

o \‘\\§é//
Results of concentricity on \\ﬁ%/
24 pcs. were all within gpm. \\\gz//
No.20
C(420)
R -V Bt Example of intermittent R v

o
E
£
E

=164 um

p(0.2) um = 1.4%

p

boring of hardened
steel (HRC60)$p20mm

R max = 3.18 um

p(0.2)um = 0.3%

Example of intermittent

boring of hardened
stee|l(|.g|lncso) $10mm 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

R max

500pum

500um




To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A BASE HOLDER for MODULAR TYPE (BT Shank)

\<ﬂ> Coupling Bolt L
oy —1 e oo
—| I\A - H-H
Fig.1
i [
Fig.3 Fig.4 JLU”,
TAPER Code No. Couping Dia L c | ci H Hi | CouRng Bolt pig | weight (k)
N BT30-Q 9- 50 9 50 19 | 30 20 B19 2 0.5
5 -012- 65 12 65 24 40 B Bi2 0.5
o No.30 -016- 50 16 50 3| - 25 B16 1 05
Y -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 g % W e 27 S 12
-Q12- 80 80 12 1.2
-110 12 110 | e 50 2 ) 13
-016- 95 95 22 15
-125 B 125 | 3| 55 - Sl 16
-020- 80 80 27 1.5
No.40 110 20 10 40 | 50 5 B20 e
-026- 50 50 20 1.1
- 05 26 95 50 | - 65 B26N 1 1.8
-140 140 110 2.4
-Q34- 95 95 68 55 2.2
-110 34 110 i 62 83 70 A 3 26
-042- 95 42 95 83 68 55 B42 238
BT50-Q 9- 110 110 5 4.1
-125N ° 125 19 40 27 Gk 41
-Q12- 95 95 12 4.0
-125 12 125 S 50 o 5 4.0
-Q16- 125N 125 22 45
- 155 16 155 gl e 55 2l 4.6
-Q20- 110 110 27 4.6
-125 20 125 20| e 60 =2 45
-026- 65 65 27 1 3.7
-140 26 140 50 | 65 47 _ B26N 5 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 10 | % 152 ! 9.1
-Q42- 225A 225 B2 12.9
- 275A 4 275 a3 | 98 ) 4 15.6
- 325A 325 18.3
- 375A 375 21.0
*¢C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. L
All b hold h h h-tool | hole.
X The Goupling screw & wrench e supplied a5 standard. tm |
*When L length is required longer than standard, please specify the boring depth M. I/ Q No.

85
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A/ sPACER for MODULAR TYPE

Extension Spacer

k;ﬂ Coupling Bolt

- - 2 I. P B ”"H/ B
R | = W 1 @
! oQ—- el eC -]
o v Q1 l
Sp .
M Example of small diameter boring in : ; . :
a deep recess using the largest Code No. ol Dl C C°Up,|\'l”g Bolt Wﬁ'ght
diameter extension spacer in order Q-Q1-L Q Q1 ok (kg)
to maintain rigidity. SP 9- 9-30, 45 9 9 19 B19 0.06, 0.1
SP 12-12-30, 45, 60 12 12 24 B12 0.1,0.15,0.2
- - BT40-026-95 SP 16-16-30, 45, 60 16 | 16 | 3t B16 015,025,035
= M SP 20-20-45, 60 20 [ 20 [ 4 B20 04,05
m ] 2-ZI\;I A C 0540 SP 26-26-60, 90 26 26 50 B26N 0.8,1.2
w 2050 SP 34-34-60, 90 34 34 64 B34 1.4,2.0
M Example of deep hole boring using = §§P42;42'62’ iﬂ - 42 42 - 83 fB42 - 24,34
H i 26 i 45| to 501 toi t of its rigidity.
the extension Spacer with the same *XII s%acers haszc': ::er?tsre ?rﬁgtljgirj:;fco;?amm horlnerT1 ° *?rr?e éjguglilr:gpsrg\r/:x] iesnin?:ll;:erc;galsl sytandard.

diameter as head.

W BT40-Q26-95
j:-jj 5 | SP26-12-30
"m—* SP12-12-60

12-ZMAC25-40

10— L
e > Coupling Bolt

)
Stepped Spacer oC @MT oC1

—>10l+—

Code No. Coupling Dia Coupling Bolt | Weight
1
Q-Qi-L ala | °|C No. (k9)
SP 12- 9-45 12 9 24 19 B19 0.1
SP SP 16- 9-45 s 2| 5 |19 B19 0.15
M 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 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
SRS [12-ZMAC25-40 -20-30, 60, 100 20 40 B20 0.4,06,1.0
SP 34-16-60, 90 16 31 B16 0.7,0.9
-20-60, 100 34 20 64 40 B20 1.0,1.3
-26-60, 100 26 50 B26N 11,15
SP 42-20-60, 100 20 40 B20 1.2,1.6
-26-60, 100 42 26 83 50 B26N 14,19
-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.
A1 Spacer for Deep Hole @ L/D:MAX.6 times
Code No. Coupling Dia Weight
MAX. L
Q-Qi-L Q o | O | @ (kg)
— SP 26- 9- 85-A1 9 19 85 0.6
SP -12-115-A1 12 24 115 0.7
L Coupling Bolt -16-140-A1 26 16 50 31 140 0.9
-20-180-A1 20 40 180 1.2
oCqar I i AN -26-190-A1 26 50 190 15
Q1 N X .
Jl— | Please specify the “L” length when ordering. Code No. is
e.g SP26-9-85-A1 (Q1=9 and L-85)
10
Modular connection system is the face contact system drawing-in by the bolt, which top shape is gentle taper.
1. Insert a head by adjusting the hole positions. 2. Tighten the bolt temporary, then loosen slightly.

3. Tighten the bolt again by moving the head CW and CCW. (Centering each other) 4. Then tighten the bolt completely until face contact. 86
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BASE HOLDER for MODULAR TYPE

To Order Contact: Exact Tooling /

A Doz

www.exacttooling.com /| sales@exacttooling.com /

MAJOR DREAM
HOLDER

e L ——
3 =Lt T, |
L »Q #¢
$CH W
Fig.1 R
MDQ
Photo shows with A1 spacer
and ZMACX head.
TAPER Code No. Q L C C1 H V"(‘fjg)ht ZMAC Boring Range | Fig
No.30 | NBT30-MDQ26- 60 26 60 50 50 375 16~70 1
N No.40 NBT40-MDQ26- 65 26 65 50 54 30.0 13 16~70 2
g NBT50-MDQ26- 80 26 80 50 87 22.0 4.6 16~70
2 No.50 -MDQ34- 90 34 90 64 87 320 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.
% Coupling bolt and wrench are supplied as standard.
*ZMACX head is recommended to use with the MAJOR DREAM base holder for anti-vibration.
*When L length is required longer than standard, please specify the boring depth M and Q No.
K-Q Code No Coupling Dia. C | L |Coupling Bolt giea
B ' Q | (Kg)
K32-Q 9-20 20 0.4
ZMAC Head ==~ P.77 9 19 B19
-Q12-20 20 0.4
- 12 24 Bi12
. . -60 60 0.6
-Q16-20 20 0.5
o RAC Head == P.69 16 31 B16
3242 T e 0a ¢lC -55 55 0.7
_ -Q20-40 20 40 B20 0.7
— R T -Q26-40 26 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

87

% Chanfering angle is 45°




To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A/ MODULAR TYPE BORING HEAD

BCB Micro-Cut Boring Head

19

Unit No.

M Insert No.
AP
54 >

-
oY }

R P98
s Mo BoringDRange Borin?leepth Couplicr;g Dia | Total Il:ength C C Unit No. ieer Ve
Q26-BCB12.7S- 95 [ 12.7~145 60 95 12 M1-12.7 1MP-T
Q26-BCB14.5S-100 | 14.5~19.5 65 26 100 50 13 M1-14.5
Q26-BCB19 S-125 [ 19 ~225 90 125 18 M2-19 3MS-T

*“T” grade (Cermet) insert is supplied as standard. [Z&~ P.98 Please refer [Z&~P.96 for cutting condition.

<7L4>‘/Insert No.

[ L — ‘ A§ ¢TD
#C 6Q — 5 X \
l T J J nit No. &

| £,
Boring Range Boring Depth Coupling Dia Remarks
Setkiead Code No D M Q C Unit No. Insert No.
9-BCB 22 - 40 22 ~29.5 9 20 M 2- 22
12-BCB 29 - 40 29~ 41 40 12 25 M 3- 29 ik
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
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 [Z5~ P.96 for cutting condition. ‘<— Length ——\
*Min. dial readout (on dia) : 0.02mm (Sub scale : 0.002mm) A
*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
—HE - L35 boring bar will be finished,
U ‘ } when the stock is sold out. A
K-BCB (P98,
Q Holder Boring Range .
Style Code. No. Code. No. Head No. ®D Boring Depth Insert No.
K32-BCB12.75-135 026-BCB12.7S- 95 12.7~14.5 60
K32-026-40 1MP-T
K32 -BCB14.5S-140 -BCB14.5S-100 14.5~19.5 65

*Please refer 1=~ P.87 for straight shank base holder and 1z=P.88 for micro cut head.
*“T” grade (Cermet) Insert is supplied as standard.z=~P.98 Please refer 5~ P.96 for cutting condition.
*Please use ZMAC Boring Bar for the bore dia. is larger equal to ¢$16mm. 1==~P.88
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A/ straight Shank BALANCE CUT BORING BAR

19

I
32 =
4
K-RAC
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions. /.
Use with Straight Shank ZMAC Boring Bar. P.62
Boring Range Boring Depth Shank Insert .
Code. No. D M Code No. Head No. No. Weight (kg)
K32-RAC25- 75E 70 K32-Q12-20 0.8
=2 12-RAC025- 55E | CCO7-C
115E o 93 01260 0.9
-RAC32- 75E 70 -Q16-20 1.1
~ 16-RAC 32- 55E | CCO08-C
110E o 01655 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.IZ5~ 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) .15~ P.68
Please refer ==~ 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

A/ straight Shank Z MAC BORING BAR

S . 2
932 = \JD
- - f f
K-ZMAC
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions.
. . A\
Boring Boring Shank P98 .
e Weight
Code No. Range | Depth |C|Ci| o4 No. LN (kgg)
D M Head No. |InsertNo.| Head No. | InsertNo.
- - 38 12-ZMAC16-45 0.5
K32-ZMAC16- 65 T e T8 I ey
- 15 48 12-ZMAC16-55 05
ZMAC20- 80 |05 psp B 19" 90 g omearag | 3mp-c,B : o8
- 80 63 30 -Q 9-40 0.7
- - 55 - -Q12-20 0.6
4 n (L 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-ZMAC42-70 6MP-C.B 20-ZMAC42R-70 1.5
-ZMAC55-110 54.8~70.2 BB = -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

*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 IZ5- 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.
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A/ straight Shank DEEP HOLE ZMACX BORING BAR

Axially Adjustable and Solid Carbide

For Deep Hole Boring

19

For Deep Hole Boring with Extended Gauge Length

—— =3

A4

ri M
& SN
) ~J 9D
Axially Adjustable type
ZMACX25, 32, 42 are the centre through tool coolant type with ZMACX head as standard. &
S-ZMACX (P98,
Boring Range | Boring Depth Unit Insert | Weight Suitable Holder
Code. No. gD j ?Vl IR E No. No. (kg) Chuck KM Collet
$12-BCBX12.7- 95 12.7~14.5 50~ 95 130 | 12 M1-12.7 AMP-T 02 KM32-12
$13-BCBX14.5-105 145~195 | 50~105 | 135 | 13 | M1-145 ' -13
$15-ZMACX16-120 15.9~20.2 65~120 150 | 15 | M2HZ-16 0.3 BT40-C32 -15
$19-ZMACX20-150 19.8~25.2 | 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 | M4HZ-32 | AMP-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

- 7 ' Q S
W S /
.\u’; y
Milling Chuck Collet Boring Bar
TAPER Milling Chuck Code No. Collet KM Collet No. PR Be
BT40 -C20- 70, 90, 105, 120 Ckm20) KM20-12 S$12-BCBX12.7- 95
No.40 -C25- 70, 90,120 Ckm25) 13 $13-BCBX14.5-105
-C32- 85, 105, 120 (km32) KM25-12 S$12-BCBX12.7- 95
BT50 -C20-105, 135, 165, 180 -13 $13-BCBX14.5-105
NO 50 -C25-105, 135, 165 Ckm25) -15 $15-ZMACX16-120
C -C32- 90, 105, 120, 135, 165 | (km32) KM32-12 S$12-BCBX12.7- 95
-C42- 95,105, 120,135,165 | (km42) -13 S$13-BCBX14.5-105
-15 S$15-ZMACX16-120
-19 S$19-ZMACX20-150
-24 $24-ZMACX25-190
-30 $30-ZMACX32-290C
= $32-ZMACX42-360C

*KM42-12, 13, 15, 19, 24 are also available.
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A/ straight Shank DJ BORING BAR

L Solid Carbide

e

i [t

q>3T2 @ [I9C o= I

o il gy v L

K-DJ
You can use following boring tools with C32 Milling Chuck. P%s PC
It is convenient for Various/Small Volume Productions. LN

Boring Range | Boring Depth | | Bit Hole Size Shank H N Bit Stroke Bit Weight

Code No. D M C L Gode No, | HeadNo. S | Code No. | (kg)
-DJ8-84AN 3~50 14~130 84|59 16 -DJ8-44AN 6.0 CJ16 ) | 16

*MIN. dial readout on dia.: 0.01lmm, 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 =5~ P.84 for Boring Bit. Please refer 1=~ 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/ MuLTI STAGE BORING BAR

Please provide your material drawing, machining drawing and machine infomation
for multi stage boring bars.

Multi-Boring

Rough Boring by ISO Cartrige

Please supply ISO cartriges basically,
even we can provide by ourselves.
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A/ BALANCE CUT BORING UNIT PARTS LIST

There are two methods of Tip Clamping;
Screw-on type (5) and Eccentric bolt type (6) . 13 w
Please pay attention when ordering. —
4
: s
‘*@
N

7

) ' |
’ t{?} 3 K (Multiple Shest, Through Hole)

3 A (Aluminum)
[3 (Eccentric Bolt) j
3E (Steel, Stainless Steel, 1 .

Cast Iron)
<10 |
1 2 3 4 ® 6 7 8 <) 10 | 11 12 | 13 | 14 15
Tip . - |Cartridge Tip | Tip |Wrench|L-Wrench
EA% BRAC Cartridge Tip Clamping Eccéerrttrlc Asd|ustmg Clamping SSet Cc’)ppper Clamping|Clamping|  for for Sstepped
Boring ea ase Bolt 0 CTeW | "Boit [SCEW| FIN | Wrench| Handle |Adustment|Cartridge|  SP3C€"
Range
e v | e (B2 8 \|"|7I\D
12-RAC025- 55E RCC-025E | CCO07
¢ 25~ 32 12-RAC025- 55B M3070 — M508 | G-25 | B12 | — — | T10 M3 | SP26-12-30
- 55A - 25A AEG12
- 55K - 25K SC09
16-RAC 32- 55E RCC- 32E | (CC08 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 CNo8 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
- 70A - 43A AEG16 M4090 — = = T15
- 70K - 43K SC12 M5012
26-RAC 53- 70 RCC- 53 CNo8 CSM-70 CSM-43 R12 | M3 | 20S
- T0E - 53E CC12 M5012
¢ 53~ 70 26-RAC 53- 70B M518 | G-53 | — M2.5 —
- 7T0A - 53A AEG16 M4090 — = = T15
- 70K - 53K SC12 M5012
26-RAC 70- 70 RCC- 70 CNO08 CSM-70 CSM-43 R12 | M3 | 208
- T0E - 70E CcC12 M5012
26-RAC 70- 70B M528 | G-70 | — —
- 70A - 70A AEG16 M4090 — = = T15
- 70K - 70K SC12 M5012
¢ 70~100 M6
34-RAC 70- 85 RCC- 70 CNo8 CSM-70 CSM-43 R12 | M3 | 208
- 85E - 70E CC12 M5012
34-RAC 70- 85B M528 | G-70 | — —
- 85A - 70A AEG16 M4090 — = = T15
- 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. 1z5"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



To Order Contact: Exact Tooling / www.exacttooling.com /| sales@exacttooling.com /| 888-988-8820

A 1MAC UNIT PARTS LIST

1

ok

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 i 32 a3 34 36 39 40
. Insert | Insert . . Unit
A s ' Triangular Dial Lock Wave | Preload | Lock | Adjustment
ZMAC Unit| - Cartridge Insert gg’;’a Sggl‘; Ring | Flange | Spring | Nut | Screw | Handle Cg;\orﬂp
Boring Range - y = ~
<7 S 7> / @ / A)
\/ g V L ‘ Q @ @
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 | 9Mm432L M334 M344 M365 M 4HZL .
2577
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 9IM770P M360 M 7HZL M3090
6MP-C,B M2577 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 | M1OHZL 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 Rr}zgwebr?ld Clamp | Clamp | The cartridge head can be exchanged itself for the
[\ 4 Screw | Handle | head bigger equal to ZMACA42.
Boring Range N\ D
1= O\ E Cartridge Head Head Clamp Bolt
S
e e N
31.8~ 422 | M 4HZ %2R | M 4HZ 32RC M2560 Boring Range | L= L ®
S
4.8~ 552 |MSHZ 42R | M SHZ 49RC |  CCO6:C T8 S /N 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| .
CCo8-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
99.5~140.5 M10HZ-100R | M10HZ-100RC 84.8~100.2 [ M10HZ- 85CH | M10HZ- 85RCH M825
cc12C Ms012 | T15 99.5~140.5 | M10HZ-100CH | M10HZ-100RCH M835
139.5~180.5 | MIOHZ140R | M10HZ-140RC 139.5~180.5 | M10HZ-100CH | M1OHZ-100RCH, MB35
*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 elnsert the head into cartridge, then tighten head clamp bolt temporary.

eLoosen side lock bolt.
eRotate the dial ring 0.2~0.3mm to minus direction.
93 eTighten head clamp bolt by pushing the head to the support portion of the main body.
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A/ WICR0-CUT BORING UNIT PARTS LIST

BCB Relation between Micro-Cut Boring Arbor and BCB

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.

19

41
35 % 33
A |
G)36
‘ be &
The sales of clamp on 15
4 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|14 /15|16 |17 | 18 | 19
. Insertfor Steel, | Insert | Insert Insert | Insert |Insert for Insert | Insert
Bormg BC? Cartridge Insert for | Insert for Stainless | Clamp | Clamp BCB Cartridge | for Alloy | for Cast | Steel, é?;i;tr %'%’:g Clamp | Clamp
Range | Unit Alloy Steel| Castlron | “giee| | Bolt |Handle| UNit Steel | Iron |Saiss e Bolt | Handle

12.7~14.5|M 1-12.7 = M 1S-2
14.5~19.5(M 1-145 - AMP-E | 1MP-F | 1MP-T | M61 | 10S M AL2
19 ~22.5|M 2-19 |M 2-19 C V68 M 2S-2
22 ~29.5|M 2-22 |M 222 C| 3MS-E | 3MS-F| 3MS-T 13S [M 2L-2
29 ~41 |M329 M329 C M63 M 3L-2S | 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-2S| M 5S-2SC
MP-E | 6MP-F | 6MP-C |M2577| T P-E| 5P-F| 5P-T| 5CB |CP- 5 B185 | M2
48 ~ 65 |M 548 M 548 C 6 6 BMP-C 25 8 M 5L-2S | M 5L-2SC 5 ° 5P-T) 5CB |CP- 3 B185
62 ~ 90
M 7-62 |M 7-62 Mé7 M 7L-2S | M 7L-2 7P-E| 7P-F| 7P-T| 7CB |CP- 7|B187 | M2.
82 ~110 6 62 C 10MP-E | 10MP-T | 10MP-T 6 205 S S o8 8 >
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 33 34 35 36 37 38 39 40 41 42
. Dial Lock Wave Pre-Load Lock Lock " Unit " Unit | Agjustment ere’\?ch for x\’fe’;"h for W“E”Cifor
Egggg Ring Flange Spring Nut Metal Screw gglr:t}_rcg ggﬂtg\g Handle Umgoﬁuxmg méoﬁugmg Sc(:)r::aw
© > 2
12.714.5
14519 5 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
B~5 | 0 [ e | 0 | B35 | B36 | M35 | — % s | - 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

inser SS41 S55C SCM SKD sc | FCFCD | sus | ALALc |'mterrupted
’C\igde Grade ’ ’ Cutting
Coated @) ©) ©) © O O ©) _ O
) Carbide M|  60~120 60~150 | 60~150 | 50~80 80~120 60~150 40~80
(0] | ec
L= Coated - . . . © © . . .
Carbide K 80~120 60~150
CN Coated O O O O O O O _ O
Carbide M| 60~120 60~150 60~150 50~80 50~80 60~150 40~80
o |AEG| Kio - — — — - - - 4002800 O
Coated © o © o O O o _ o
se 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. (m:;) 1\ Boring Range Type Best Condition MAX. Condition
o L0 Removal mm/¢| Feed mm/rev. | Removal mm/®| Feed mm/rev.
2 | ek $25~ 32| RAC 25 | 2.0~ 40| 0.2~0.3 |0.5~ 6.0| 0.1~0.4
16 \/ / 32~ 43| RAC 32 | 3.0~ 50| 02~0.3 |[1.0~ 8.0/ 0.1~0.4
12 7 [ Ricto 43~ 53| RAC 43 | 40~ 7.0/ 02~03 [1.0~10.0/ 0.1~05
NS R e 53~ 70| RAC 53 | 40- 70| 02-0.3 |10~100] 0.1~05
RAR 70~100 | RAC 70 | 50-100] 0.3-04 [1.0~150] 0.1~05

I 100~130 | RAC100 | 7.0~12.0| 0.3~04 [1.0~22.0| 0.1~05

30 40 50 60 70 80 90 100 110 120 130
Boring Range (mm)
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A/ 1MAC BORING SYSTEM CUTTING DATA

M Selection of Insert Tip for each material.

Material

A Steel 100~400m/min. (Dry or Wet cutting)
LON [\ /
Coated | g Stainless Steel| 80~150m/min. (Wet cutting)

19

TiAZN

Cast Iron 150~250m/min. (Dry or Wet cutting)

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

CBN )4
‘/\ High Speed finish |, _1000m/min. (Dry or Wet cutting)

A

A
for Cast Iron

Wet Cutting 3 "\
- Wt cuting A\

Aluminium, K arad i g
—pp- | K grade carbide
Diamond - Non-ferrous metal Please use RAC Head X ‘

for Aluminium.
Please use ZMAC & head
for Diamond.1=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
Code | Grade SCM | SKD | SUJ |ciing
@) (@) © © © O (@) _ _ _ _
C | Coated | 190~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O O O O _ _ _ _ _
. E P10 | 6o~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
NS/ @ O
F | W - - - - ~ |eo~130 |  ~ |a00~to00| - - |©
O (@) (@) (@) O _ O _ _ _ _
T | Cermet | 500400 | 200~400 | 200~400 | 80~150 | 80~150 120~180 O
O O @) ©
B | CBN - - - - - |a00~s00| - = | 100~150 | 70~100 | 120~150 | ©
: (@)
D |Diamond| - - - - - - - lao<a000| - - - -
Coated ©) ©) O © @ O O - _ _ _
. Carbide M | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150
A= Coated | O O O O o o 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.
A@ A Stock removal on diameter.
Boring Range|  Type L= AN D<32mm : less than 0.25mm

Best Condition MAX. Condition Best Condition MAX. Condition | D>32mm :less than 0.3mm
Removal mm/ [Feed mm/rev.| Removal mm/® |Feed mm/rev.| Removal mm/ |Feed mm/rev.| Removal mm/ \Feed mm/rev. Feed per rev. depends on
$16~ 20| ZMAC16 | 0.2~0.4 | 0.05~0.07| 1.0 0.1 Nose/R and accuracy required.
$20~ 25| ZMAC20 | 0.2~0.4 | 0.05~0.07 1.5 0.1 ) . (Feed per rev.)?
©25~ 32| ZMAC25 | 0.2~04 |005~007| 2.0 | 0.1 Logical Surface Finish : =g R ocoR
$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.

Material
EJI ateria
N Steel
/
Coated ;
TiAZN :\ Stainless Steel
R Cast Iron
CBN - Hardened Steel
MAX. L/D for CBN
insert tip is 3 times.
AN
Aluminium,

K grade Carbide | ~<&

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
Code | Grade SCM SKD SUJ  [cuting
No.
© © © (@) © O © _ _ _ _
C | Coated | 199~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©
= | mn O O O O [ ) O _ i} _ . o
A 60~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80
NS © O
F | Ki0 - - - - ~ | 60~130 | ~  |300~500| - - |0
© © @) © © _ © _ _ _ _
T | Cermet | 100300 | 100~300 | 100~300 | 80~150 | 80~150 80~150 O
© O O ©
B | CBN - - - - - |200~500| - - | 60~120 | 60~100 | 0~120 | ©
N ©) ) @) @) @) ) ¢}
C | Coated | ;40300 | 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)
" » 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.
Bl BNl ¢ v ¢ v D<32mm : less than 0.25mm
b3~ 8 J10- 3 ~0.1 0.03~0.07 D>32mm : less than 0.3mm
¢ 5~ 15 J10- 5 0.1~0.2 0.05~0.07
¢ 8~ 18 J10- 8 J16- 8 0.1~0.2 0.05~0.08 E‘i‘zg /%e;;fj"éggfrzgdi g”uire g
®18~ 28 J10-18 J16-18 0.2~0.4 0.05~0.08 1.0 0.1 yreames.
$28~ 39 J16-28 0.2~0.4 0.05~0.08 15 0.15 Logical Surface Finish : —(FS%"NEEL/’S”')
$38~ 50 J16-38 0.2~0.5 0.05~0.08 2.0 0.15
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Steel [ ) [ [ [ )
Stainless Steel [ ) () [
Cast Iron [ ) o [ ) o O
Material Aluminium (]
High Speed finish for Cast Iron [
Hardened Steel [ )
High Speed finish for Aluminium [ ]
. . Coated Coated | Coated Cermet |Carbide| Carbide "
For the Boring of Large Diameter and Short Depth, the G | @ Gl e P K CBN |Diamond
use of insert with large nose radius is recommended. F-NB*2
The smaller nose radius inserts are ideal for smaller Grade (¢ T E  \obreaer| | B D
diameter boring or finishing operation. Vaterial
%1
Applicable Arbor e Code No. |NOSER PV90*1/T2000Z| AC630M | AC410K |NS530|TN90| ST10P H1 KBN10B | KPD010
80 @.‘ ‘.a
BCB12.7, BCB14.5 —F % W 1MP-O2| 0.2 |@*1 [ ) ()
175 —T $1.40
4 T (WBGT050102L)
BCB19, @" 75
BCB22, — il 3ms-O2| 02 |@*! o o o020 o
BCB29 3.969 ] $2.30
R T TBGT06010L
80° —
ZWACT6, wl_I%, 3MP-O2| 0.2 ° ° ® |o*2]@
ZMAC20, =
ZMAC25 W % P
for DJ Bit 4 Fieorooior | SMP-O4/ 04 L L L
S @iy amMP-O2| 0.2 ° ° o eo*2|@
ZMAC32 —r H W
P4.762  —r-— ¢2.30 H %
A" BlicroseoL | AMP-O4/ 04 o ®*2 o [ )
ZMAC42 - ZMAC140 sl [y 6MP-02| 02 | @ | @ ) o o*2 @ @ *4
D?JCBBi? Bl\’nggggo RN %Z %3 6MP-O4) 04 | @ | @ ® o o020 O o+
] 135
BAC130 - BAC530 i oaTisoL | 6MP-O8| 08 | @ | @ ° o o020 @ | O*4
T . *1 *2
DAC G type so7l [ 10MP-O2| 0.2 | @ e O (]
BCB62, BCBS?, — N 10MP-O4| 0.4 |@*1 o o*2 @
525 | X
— i “FleatieraoL | 10MP-O8| 0.8 |@*1 o oo o
@l 7,
105, 4165 | % e cco3-0O2| 02 | ®
AT T 1 ceatoaoioL
ZMAC32R, =@ 7, CC06-04| 0.4 ) )
ZMAC42R SV T %I’m
MACSSR I\ | T commareon | ©C06-O8) 0.8 o d
sl [7, cCco7-04| 0.4 () ()
RAC025 T a7
D 794 ¢34
s T commosssoL | €C07-O8| 0.8 ° °
ZMACTOR, sl 7 !
ZMACSSR, p T 4&3 CcCco8-O4| 0.4 o o
RAC25, Q} 9525 {14
RAC32 NYR t coumogtson | ©C08-O8| 0.8 ® ®
il fo
RAC43-RAC530 | /71T Ny
(Eccentric Bolt Type) 12.7 %—«me CNo08-O8| 0.8 o
AT | f (CNMM120408)
ZMAC100R, sl 7, cc12-04| 0.4 ° °
ZMAC140R 1 @WS
RAC43E - RAC100E L Rl F comriznon | €C12-08| 0.8 ) )
Minimum quantity of CBN and Diamond: 1pcs, All other insert tip: 10pcs .COde No. of |SO standard Insert T|p
J#1“C (PV90)” is unified from “T” . .
%2 “-NB” (w/0 breaker) is recommended for cast iron.
%3 Hole diameter of 6MP is $2.8mm. M2562D (Optional tip clamp bolt) is required for the @ @
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. X . . . .
% The ISO code No. surrounded with () is the Nikken original insert tip. Cutting Edge Thickness Comer Radius Cm‘”g L :Left
Length Direction N : Either
Please add the grade indication into O, and
add the insert tip material indication at the Insert T: /A  Nomal B:5 &2 ToleranceClass TipBreaker& W :TEJ
end off the Code No. Shape w: /) goo Clearance ¢ : 70 |23 G : Ground  Hole Configuration T : MER
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1) c: [J s pi11e [ M : Pressed R
M: D ese N: oo B:[1
s: [ 90° E 20° 2 H : B3
A: [ 85 M:EH

888-988-8820
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A/ NIKKEN INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (2)

Steel o o
Stainless Steel [ )
Material Cast Iron [ )
Aluminium [
High Speed finish for Cast Iron [
Hardened Steel [ )
Cermet Carbide Carbide
(w/o coating) B K e
Grade T E F B
Material .
Applicable Arbor Dimension Code No. |NOSER T12A ST10P HTi10 KBN10B
60° 147
g »‘1.:39
BCB29 et 3P-02| 0.2 ° ° )
IJ ! (TPMR0B0102)
& e
BCB38, BCB48 ém o | 7 5P-04| 0.4 () ( (]
[J L TPMR11030L
AE 7P-O4| 0.4 ° ° ° °
BCB62, BCB82 e
U tpumreogoL | 7P-O8| 08 - -
A 1e 10P-04| 0.4 ° ° ° °
BCB100 i
L) TPMR22040L 10P-08| 0.8 L4 °
Y 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 P
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 - - — - - -
T2000Z ZX coaled suitable for the high speed finishing on the steel with long insert life.
c Very fine surface finish to be improved the impact resistance and the fracture resistance.
. Very tough carbide M (base material) with the super FF coated.
Coated Carbide M AC630M Excellent for the impact resistance and the fracture resistance for the stainless steel
. Very tough carbide K (base material) with the super FF coated.
Coated Carbide K AC410K 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 F HTi10 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 B KBN10B Suitable for the high performance and high accuracy cutting on the harden steel
- Suitable for the high speed cutting on the aluminium and the non-metal.
Diamond D KPD010 Applicable for the cutting on the carbide, ceramics, glass fibere and the plastic also.




To Order Contact: Exact Tooling /

www.exacttooling.com /

sales@exacttooling.com

| 888-988-8820

A/ BORING BAR for SQUARE & CYLINDRICAL BORING TOOL

o <
o § 45°

r Fig.1 Fig.2 Fig.3
BSA BSB BOA BSA BSB BOA
TAPER Code No. Boring Range | Boring Depth Dimension
BTNo.-Min D -L D M W C Ci Weight (kg) | Fig
BT40-BSA 25-135 25~ 38 108 g 20 22 1.3
(IT40)-BSA 30-165 30~ 42 138 24 26 15
-BSA 38-180 38~ 52 153 0 30 33 1.8
No.40 -BSA 42-210 42~ 56 183 34 37 2.3
. -BSA 50-180,225 50~ 65 153, 198 13 40 44 2.4, 29
-BSA 62-180,240 62~ 90 153, 218 16 50 56 3.2, 4.2
-BSA 72-180,240 72~110 153, 213 » 60 63 4.4, 57 _
-BSA 90-180 90~125 180 75 5.4 Fig.1
BT50-BSA 25-135 25~ 38 95 g 20 22 4.4 B
(IT50)-BSA 30-165 30~ 42 125 24 26 4.6 f\
-BSA 38-180 38~ 52 140 0 30 33 4.8
-BSA 42-210 42~ 56 170 34 37 5.0
No.50 -BSA 50-180,240 50~ 65 140, 200 13 | 40 44 54, 5.7
-BSA 62-195,270 62~ 90 155, 230 16 50 56 6.1, 7.5
-BSA 72-195,285 72~110 155, 245 » 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
No.40 -BSB 50-180,225 50~ 90 153, 198 13 40 44 2.6, 3.1
. -BSB 62-180,225 62~115 153, 198 16 50 56 3.4, 4.1
-BSB 72-180,225 72~138 153, 198 » 60 63 4.7, 5.6 oo
-BSB 90-180,225 90~150 180, 225 75 5.7, 6.6 g-
BT50-BSB 25-135 25~ 50 95 8 20 22 4.1 B
(IT50)-BSB 38-180 38~ 70 140 10 30 32 4.8 g
-BSB 50-180,240 50~ 90 140, 200 13 40 44 5.5, 5.7
No.50 -BSB 62-195,270 62~115 155, 230 16 | 50 56 6.4, 7.9
-BSB 72-195,285 72~138 155, 245 » 60 66 7.3, 9.6
-BSB 90-210,300 90~150 170, 260 75 80 9.6,12.6
-BSB105-195,285 105~190 155, 245 25 90 94 11.0,15.0
BT40-BOA 25-135 25~ 31 107 20 22 1.3
(IT40)-BOA 30-165 30~ 35 137 8 24 26 15
No.40 -BOA 34-165 34~ 42 137 - 28 30 1.7
. -BOA 40-180 40~ 46 152 32 35 2.3
-BOA 44-210 44~ 54 182 0 36 39 2.4 Fig.3
-BOA 52-180,225 52~ 60 152, 197 42 46 2.5, 3.0
BT50-BOA 25-135 25~ 1 97 . |20 | 2 42 :
(IT50)-BOA 30-165 30~ 35 127 24 26 4.4 A
No.50 -BOA 34-180 34~ 42 142 0 28 30 4.7
. -BOA 40-210 40~ 46 172 32 35 5.0
-BOA 44-210 44~ 54 172 0 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.

I
—
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A FACE MILL ARBOR (IS)

For JIS B4113 Face Mill
M Taper contact area of more than 80%
ensures reliable milling with no chattering

Drive key

A | |« H2
accompanied W o oG | I
$D PCi
T | % %
FMH Arbor for High Feed with A ﬂof”‘
Coolant Through ===P.151, P.183 B
Dimensions Weight | Demension of Arbor with cutter | Drive Bolt
TAPER Code No. (¢D -L) H C | W | Ct | Co| Hi | Ho | kg | L1 | DI | F | Key
No.30| BT30-FMA25.4 - 45 | 22 | 50 | 95 | 33 | 23 | 10 2 1.3 95 | 80| 50 | FW 5 | FM12
BT40-FMA25.4 - 45 1.5 95 FW 5
No.40 (IT40)-FMA25.4 - 90 | 22 | 50 |96 |3 |28 1 10| 2 mayTg0 | 80| %0 [Fws | PMI2
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 3.7 95
(IT50)-FMA25.4 - 90 | 22 | 58 | 95 | 33 | 23 | 10 2 | 46 1140 | 80 | 50 | FW 5 | FM12
-FMA25.4 -150 55 | 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
-FMA381 - 75 34 | 80 (159 | 50 | 27 | 14 6 56 | 135 125 | 60 FWA9 FM20
-FMA50.8 - 45 49 | 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.

* FMA25.4 type Arbor is suitable for NIKKEN PRO-END MILL $60 (PE60HC) and ¢80 (PE80HC).
% FMA31.75 type Arbor is suitable for NIKKEN PRO-END MILL ¢100 (PE100HC). Please refer 7~ 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.
BT50-FMA25.4 -200,-250
-FMA31.75-150,-200
-FMA38.1 -150,-200
% Diameter ¢C of BT50-FMA25.4 and BT50-FMA31.75 are enlarged.

% Above weight is for Arbor only. (Not include Face Mill Cutter)

*In case of the special cutter, please
specify the dimensions below.

Fig.1 e — Fig.2 oo
5l TH‘iVA (! ol L . | (é‘) ?
} Z (H) F t R 8 i
7=/ g 7 ! 7.
L@d _ T — 324 M
|——— D5 ——|

A FAcE MILL ARBOR

'k_”;,v)
e F—»|

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

Fig.2

Inch Series ( )figures for Metric Series Metric Series

Dimensions Weight| Ansor aich suter | _. i
TAPER | Code No.(@D-L) [H[C| W |GG H[H:] G| P lka)| Li|Di| F Fig| Code No.(¢D-L)
No.30 | BT30-FMB25.4 - 45| 26 | 80 | 95(12), 33|23 | 10| 2 | — | — |17 95/ 80|50 1 | BT30-FMB27 - 45
BT40-FMB25.4 - 60 25110 BT40-FMB27 - 60
N0.40 [(T40-FMB25.4 - 90 26 |80 | 9512 33|28 110 2 | — | — 7457940 80] 50| 4 [(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 | — | — [58[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 —| — [61]138 1 -FMB40 - 75
-FMB38.1 -105 gl ) BU | &7 B 8.7 |168]12°| 63 -FMB40 -105
-FMB38.1F- 75| |10 12| 66766 o ) -FMB40F- 75
-FMB60 - 75|25 [140| 254 | — | — | — | — IM16/101.6]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)
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